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3xD High Performance Indexable Dirill,
2 flutes

3xD alta performance punta ad inserti

SPECIFICATION

' 3xD Hochleistungswendeplattenbohrer

¥ Foreta plaquettes amovibles 3xD haute
4
performance

»# 3xD High Performance bor med

vendeskaer

E Broca insertable para altas prestaciones

TYPE

SPECIFICATION

PXRE

Tipo torico Alto Avanzamento

Fraises grandes avances

PXNLU Unequal spacing, 4 flutes, variable helix, % Unglejeher Drall, 4 schneiden, unglaich, g’ Ulige inddeling, 4 skeer,variabel snoning,
roughing type, low helix ?Siré ete' spiralewinkel, schrupper, leichte skrubfraesning; let snoet spiral
Passo variabile, 4 denti, elica variabile, }v Espacement inégal, 4 lévres, élice variable, r Paso constante, 4 labios, variable helice,
LT sgrossatura, elica a bassa torsione ébauche, hélice réduite desbaste, lenta helice
PXNH Unequal spacing, 4 flutes, variable helix, @ up lejcher Drall, 4 schneiden, ungleich ;’ Ulige inddeling, 4 skeer,variabel snoning,
roughing type, high helix 28aa ter Spiralewinkel, schripper, skrubfraesning; hej helix
gerspirale
Passo variabile, 4 denti, elica variabile, }V Espacemenlt !négal, 4 levres, élice variable, r Paso constante, 4 labios, variable helice,
PNEV & sgrossatura, elica elevata torsione ébauche, hélice haute desbaste, alta helice
PXSE Unequal spacing, 4 flutes, square type, [ Ungleicher Drall, 4 schneiden, Schaftfraser, g’ Ulige inddeling, 4 skeer, skarp type,
corner radius type Eckradiusfraser Hjorneradius
Passo variabile, 4 denti, piana, Tipo torico }v Espa@ment inégal, 4 lévres, type carré, r Paso constante, 4 labios, escuadrado,
raise a rayon Vertice radio
My
Unequal spacing, multi flutes, square B Ungleicher Drall, Vielzahnfraser, 7 Ulige inddeling, flerskeers, skarp type,
PXSM type, corner radius type Schaftfraser, Eckradiusfraser ; Hj(z?meradius % ! ptype
"_3550 vefriabile, multidenti, tipo piano, }v Espacement inégal, lévres multiples, type :' Paso constante, rantras multiples, tipo
P _ 4 tipo torico carrg, fraise a rayon cuadrado, Vertice radio
\/
High feed corner radius type |4 Hochvorschubsfraser }' High feed fraeser med hjerneradius

Radio en el vértice para alta velocidad

PXBeE

Ball nose, 3 flutes

Frese sferiche, 3 denti

Kopierfraser, 3 Schneiden

Fraise hémisphérique, 3 lévres

Radiusfreeser, 3 skeer

Esferica, 3 labios

PXBM

Ball nose, multi flutes

Frese sferiche, multidenti

Kopierfraser, mehrschneidig

Fraise hémisphérique, lévres multiples

Radiusfraeser, flerskeers

Esferica, rantras multiples

PAS BORE

Phoenix 45° Face Milling Square Insert
Type with Bore Type

Phoenix 45° spianare, a manicotto, inserto
quadro

Phonix 45° Planfraser Vierkant
Wendeplatte mit Aufschraubbohrung

Poenix 45°, surfagage, plaquettes de type
carrées

Phoenix 45° planfraeser til dorn med
kvadratiske skaer

Planeado Phoenix a 45° con fresa hueca y
placa cuadrada

PAO BORE

Phoenix 45° Face Milling Octagon Insert
Type with Bore Type

Phoenix 45° spianare, a manicotto inserto
ottagonale

Phonix 45° Planfraser Achteck (Octagon)
endeplatte mit Aufschraubbohrung

Poenix 45°, surfacage, plaquettes de type
octogonales

Phoenix 45° planfraeser til dorn
med octagon skaer

Planeado Phoenix a 45° con fresa hueca y
placa octagonal

PFB

——

Finishing ball nose cutter, 2 flutes

Fresa sferica di finitura, 2 eliche

2 Schneider Kugelfraser furr Schlichtbear-
beitungen

Finition hémisphérique 2 dents

TR U

Radiusfraeser til sletbearbejdning, 2 skaer

Fresa de punta esférica 2 labios para
acabado.

PSEL

P NEW 4

Lo

90° shoulder cutter, porcupine type

90° spallamento retto, a riccio

90° Schalterfraser, Igelfraser

Surface a dresser a 90°, fraise hérisson

7

X

90° vendeskeersfraeser, pindsvind type

Fresa a 90° para escuadrar, tipo cocodrilo

PSEL

P NEW 4

BORE (e

90° shoulder cutter, porcupine type

90° spallamento retto, a riccio

90° Schalterfraser, Igelfraser

Surface a dresser a 90°, fraise hérisson

90° vendeskaersfraeser, pindsvind type

Fresa a 90° para escuadrar, tipo cocodrilo

SS

PSE/WS/

90° Shoulder cutter, Weldon shank

90° Fresa spallamento retto, gambo
cilindrico Weldon

90° Schulterfraser, Weldonschaft

Surfacer dresser a 90° queue weldon

U

90° vendeskaersfraeser, Weldon skaft

Fresa a 90° para escuadrar, mango
Weldon

PSeE

Screw Fit

90° Shoulder cutter, screw fit type

90° Fresa spallamento retto, sistema
modulare

90° Schulterfréaser, Aufschraubschaft

Surfacer dresser a 90° téte vissée

{4

N

90° vendeskaersfraeser, Indskrunings type

Fresa a 90° para escuadrar, Cabeza
roscada

PS€ BORE

90° Shoulder cutter, bore type

90° Fresa spallamento retto, a manicotto

90 ° Schulterfraser, Aufnahmebohrung

Surfacer dresser a 90° a trou lisse

90° vendeskaersfraeser, til dorn

Fresa a 90° para escuadrar, hueca

PRC.SS ge—pr

Radius cutter, straight shank

Fresa con inserto tondo, gambo cilindrico

M B O RO OIS RCI SR O SRR ICER I

Rundplattenfraser, Zylinderschaft

Fraise a plaquettes rondes, queue
cylindrique

TTNTUN

Radius freeser, cylindrisk skaft

Fresa térica, mango cilindrico.

PRC

Screw Fit

Radius cutter, screw fit type

Fresa con inserto tondo, sistema
modulare

Rundplattenfréser , Aufschraubschaft

Fraise a plaquettes rondes, téte vissée

g’

Radius freeser, Indskrunings type

Fresa torica, Cabeza roscada

PRC BORE ®

h—

Radius cutter, bore type

Y Q¢

Fresa con inserto tondo, a manicotto

Rundplattenfraser, Aufnahmebohrung

Fraise a plaquettes rondes, trou lisse

g’

Radius fraeser, til dorn

Fresa torica, hueca

PHC'SSE 5

R R R RCR I RO R IR R IO YD RO RO R R RCR R IR R

High feed radius cutter, straight shank '
v

Fresa alto avanzamento, gambo cilindrico >

Hochvorschubsfraser, Zylinderschaft

Fraise grandes avances, queue
cylindrique

g

High feed radius fraeser, cylindrisk skaft

Fresa de gran avance, mango cilindrico
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3xD high performance borr

Broca insertable para altas prestaciones

¥

4

3XD yiiksek performansli takma uglu
matkap, 2 agizli

3 x D Wysokiej jakosci wiertta,
dwuostrzowe

DIAMETER RANGE

@ 60

2125 @200

Boring

APPLICATION
DRILLING

p.45

APPLICATION

MILLING

D Differentierade skar, 4 skar, variabel helix, Dengesiz arali izl1, degisken spiral
4 skrubbfrasning, liten helix V kanallar, Kaba, dustik helis e e Q.12 Side Milling) i Slotting
y Hegaanowegno JJacn 10, eHHbIH, 4 Nieréwnomierny rozstaw, 4-ostrzowy, @25 6 ﬁ p9
5ﬁmg§n"|; epHoBan 0bpaboTka, I1onoraa 7 zmienny kat spirali, zgrubna
;’ Differentierade skar, 4 skar, variabel helix, V Dengesiz aralik, 4 agizli, degisken spiral
skrubbfrésning, skarlangd kanallar, Kaba, ytiksek helis acisi 212 Side Milling i Slotting
y HeBaBHO eBHOJ)aCI‘IgnOg(eHHbIH, 4 y Nieréwnomierny rozstaw, 4-ostrzowy, . &7 @ p9
Eﬁm?)’lg#é EPHOEAA 0DPaboTKa, 1ornoran zmienny kat spirali, duza spirala @25 =)
;’ Differentierade skar, 4 skar, skarp typ, V Dengesiz aralik, 4 agizli, kare tip, Kose @12
[ —— radyuslu tipi I Face (Side Milling) (Si Slotting ) [ Slotting ) fProfie Milin 10
HEepPaBHO HO PacroNOXeHblit, 4 Nierownomierny rozstaw, 4-ostrzowy, p-
V 5,%%“3"5”5 gaﬁ)g)vgcgﬁsanpamﬁ(ouuesble V' plytka kwadrato)\,/va, z promieniem ngroia 220
»¥ Differentierade skir, Flerskars, skarp typ, Dengesiz aralik, cok agizl , kare tip, Kose
?  horradie V radyuslu tipi @12 (Side Milling| (Side Milling| Profile Milling
y &ﬁfgr%gogsgug gcrrlw%nl?%engn%lgl, Nieréwnomierny rozstaw, wieloostrzowy, I b? i ﬁ p.1 1
OHLLEBXIE! heabl panmyc%’r?/l ) /' plytka kwadratowa, z promieniem naroza @20
B /
’/’ High feed frés med hornradie V Yiiksek ilerlemeli freze 212 (Face iling) (Contouring] frote i
; Dpesbl € BbICOKOI Nojayen 1 paanycom : Frez do wysokich posuwow I M 6 ﬁ p1 2
Ha Kpomke 220
NG
y Fullradie, 3 skar y Finis kiire uclu kesici, 3 agizli @12 rratieiins] (Gontouring) (" Sioting
— 1 f b1l
; chepryeckme, 3 KPOMKI y a;ylz;rn,zgz\glqu Eraez kulowy, obrébka l @20 & 6 B 3
/ Fullradie, flerskars V Finis kiire uclu kesici, cok agizli @12 ramaii
chepuyueckme, MHorosy6ble wieloostrzowy frez kulowy, obrébka l p'1 3
bep ' 4 wykanczajaca @20
¥ Phoenix 45° planfrasar med kvadratiska hoenix 45° kare uclu yiizey frezeleme
/ skar V Eaklmlan, delme ti}§i ilgbirll te 350 (Face Willing
Phoenix 45° TopLoBoe dpeseposaHme Phoenix 45 °, kwadratowa plytka z p24
y &)ng/aqf)amow g’%cm”g” i aAHaA '/ otworem do frezowania czgltgwego @125
¥ Phoenix 45° planfrasar med oktagon skar hoenix 45° sekizgen uclu yiize
/ V ﬁezeleme taklmlagn, deI?ne){ipi iYe birlikte @50 Face Milling)
Phoenix 45° TopuoBoe dpeseposaHe ¢ Phoenix 45 ° oktagonalna plytka z p25
y &%%g’grfpa'm”%"a“ Hoi (Racapan '/ o o o czgl}ztwego @200
P# Finkornings vandskars fullradie fras, S I
/ 2 skr V Finis kire uglu kesici, 2 agizh 28 —
. .26
y Yucrtosan chepunueckan ppesa, 2-3ybas '/ Z'OE;ZSV:};Z?Z kulowy, obrébka @30 é P
wyl Za); \—
DA 90° frezesi, kirpi
¢ 90°vandskarsfras, Igelkott typ V AR R @25 ide Milling| (Side Milling) (Face Milling) ("~ Slotting
y Topuesas dpesa 90° 4 90° Frez walcowo-czotowy, jezozwierz 50 z VQZ] %4 i p.29
7 " PR
%7 o0° vandskarsfras, Igelkott typ 7 90" omuz rezesi,kirpi @50 (i i) (S i) Face i) (S
y Topuesas ppesa 90° 4 90° Frez walcowo-czotowy, jezozwierz @80 z m p29
N/
}' 90° vandskarsfras, Weldon skaft y 90° omuz frezesi, Weldon saft D16 (Side Milling) (Side Milling) [Face Milling) (Contouring) [ Slotting
o 1 f .31
y Topuesas ppesa 90°, xBoctosuk Weldon 7 903:;::2 walcowo-czotowy, chwyt Weldon 263 B %4 6 p
walcowy
y Z(‘a)'n\;:f(;zlt(sir;gas huvud med V 90° omuz frezesi, vidali tip @16 Face Milling| (Contouring) (_Slotting
y T . 5 4 90° Frez walcowo-czotowy, chwyt - %4 6 ﬁ p'32
opuesas ppe3a 90°, peabboBan ronoska wkrecany walcowy @40
g
/ 90° vandskarsfras huvud med skruvfaste V 90° omuz frezesi, delikli tip @40 (Side Milling) (Side Milling) (Face Milling) Slotting
o /lé ﬁ .33
y Topuesas ¢ppesa 90°, HacaaHas 4 9\/9a I;rg.-vzv)\lﬂalcowo-czolowy, nasadzany 2125 z &27 @ P
N/
V Véandskarsfras med runda skar, rakt skaft V Radyus freze, duiz safth 220 Side Milling) (Face Milling) T Slotting ) [Profile Milling)
Toposan bpesa, uunuHapUIeckuii Frez na ptytki okragte, chwyt walcow: k %4 @ U ﬁ p.35
XBOCTOBUK v P agle, chwy 4 263
;’ \rﬁi:éialéirgﬁ%gﬁﬁéunda skar huvud V Radyus freze, vidali tip 320 Side Milling) (Face Milling) 7 Slotting ) [Frofile Miling)
y TopoBsas dpe3a, pe3bboBas ronoBka y Frez na ptytki okragte, chwyt walcowy @40 k %4 6 U ﬁ p36
2¥ Vindskarsfras med runda skir med -
, skruvfiste V Radyus freze, delikli tip 250 [Side Milling| [Face Milling) i Slotting | [Profile Milling
.37
y Toposas dpesa, HacagHas pr Freznaplytki okragte, chwyt wkrecany @100 k 6 U ﬁ 2 3
7 - . o - -
V4 Hogmatningsfras, rakt skaft V Yiiksek ilerlemeli freze, diiz safth @25 Sram i) Faee T o) (Sioting ) Frote i) (Fomms
1 f .39
V Dpesa ¢ BbICOKOW Noaayen, y Frez do wysokich posuwow, chwyt 263 k %4 @ ﬁ p

LMNNHAPUYECKNI XBOCTOBUK

walcowy




INDEX

PHC

High feed radius cutter, screw fit type

4

Hochvorschubsfraser , Aufschraubschaft

N
X

High feed radius fraeser,
Indskrunings type

H 9 —
Screw Fit Fresa alto avanzamento, sistema }v Fraise grandes avances, téte vissée Fresa de gran avance, Cabeza roscada
modulare r
PHC BORE High feed radius cutter, bore type | 4 Hochvorschubsfraser , Aufnahmebohrung g’ High feed radius freeser, til dorn
Fresa alto avanzamento, a manicotto > Fraise grandes avances, trou lisse , fresa de gran avance, hueca
PDR SS/ ' Deep feed radius cutter, shank type » TO'}'Sf'éser fir maximale Zustellungen, ;’ Deep feed radiusfraeser, cylindrisk skaft
= | ] g-"- Zylinderschaft
MT/NC ’ — v Fresa ad alta asportazione, stelo W Fraise torique, grande avance, queue ™= Fresa de gran avance con radio, con
4 4 cylindrique Y mango
PDR BORE e ’ Deep feed radius cutter, bore type B Torusfraser fir maximale Zustellungen, ;’ Deep feed radiusfraeser, til dom
k’ Aufnahmebohrung
}v Fresa ad alta asportazione, a manicotto }V Fraise torique grande avance, trou lisse y Fresa de gran avance con radio, hueca




Hogmatningsfras med ganginfastning

V Yuksek ilerlemeli freze, vidali tip

@25 [Side Milling) Face Milling) i Slotting ) [Profile Milling) Plunging
' Dpe3a ¢ BbICOKOI Noaayen, pe3b6osas y Frez do wysokich posuwdw, chwyt 40 i @ 1 f ﬁ p.40
rofoBKa wkrecany
}v, Hogmatningsfras med skruvfaste V Yuksek ilerlemeli freze, delikli tip @40 (Sraa i) (Faea e _ Sioting ") (Frofie iy (PGS
" " ) ) p41
' Dpe3a ¢ BbICOKOI nofaveit, HacagHas '/ Frez do wysokich posuwoéw, nasadzany 3100
} é\qvevdegkkr;lngs och hérnradie vandskarsfras V Derin ilerlemeli freze, saft tip 240 o g Face i) (Gontouring) (~Sioting Y frafie i)
(I)Jae3a & Bb'co'«’mé—'oﬂa”e‘h & Frez do gtebokich wybran, chwyt t I p'43
' }-,l /IMUCHHON [IOVIHON De3any, y gte Y| b yttyp @50 i% U
VIIVIHAPUYECKNI CTOBN
V fAr\.é\S/ﬁLli’rng%’s‘ec)dcfs\kf}a(’?giselevandskars— V Derin ilerlemeli freze, saft tip, delikli tip 263 (Siae Willing) Face Wil (Gontouring) (Sioting ) fFrofie Wil
) ) ' , 44
' goagegzﬁ:cgﬂghlggﬁ? y?#oaﬁl?)véglanmﬂ, [ 4 Frez do gtebokich wybran, nasadzany @105 & 6 U P
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Eace Milling

=

Side Milling
—

Side Milling

L=

Side Milling

=

—

Slotting

L9

-

Slotting

0
(]

Contouring

IProfile Milling

el

———

Profile Milling

ST
Plunging

(i

Face milling - Planfrésen - Spianatura - Surfagage - Planfrasning - Planfrasning - Fresado plano - ®pesepoBanue nnockocreli - Yiizey frezeleme - Frezowanie czotowe

Face milling

Side milling

Side milling

Side milling

Slotting

Slotting

Slotting

Contouring

Profile milling

Profile milling

Boring

Plunging

Plunging

Planfrasen

Konturfrasen

Konturfrasen

Konturfrasen

Nutenfrésen

Nutenfrasen

Nutenfrasen

Konturfrasen

Profilfrasen

Profilfrasen

Bohren

Tauchfrésen

Tauchfrésen

Spianatura

Fresatura
contornatura

Fresatura
contornatura

Fresatura
contornatura

Per scanalature
profonde

Per scanalature
profonde

Per scanalature
profonde

Contornatura

Copiatura

Copiatura

Foratura

Fresatura in spinta

Fresatura in spinta

Surfacage

Fraisage
contournage

Fraisage
contournage

Fraisage
contournage

Rainurage

Rainurage

Rainurage

Contournage

Usinage de forme

Usinage de forme

Percage

plongée

plongée

Planfraesning

Sidefraesning

Sidefraesning

Sidefreesning

Skaeredata

Skeeredata

Skeeredata

Konturfraesning

Profil fraesning

Profil fraesning

Boring

Plunging

Plunging

Planfrasning

Valsfrasning

Valsfrésning

Valsfrésning

Skardata

Skardata

Skardata

Konturfrésning

Profilfrésning

Profilfrésning

Borrning

Plunging

Plunging

o G B () () o 0 O @ @O w

Fresadoplano ~ Opeseposanue  Yiizey frezeleme
nnockocreit

Side milling - Konturfrésen - Fresatura contornatura - Fraisage contournage - Sidefrasning - Valsfrésning - Contorneado - Gokosoe dypesepoBarue - Kenar frezeleme - Frezowanie boczne

Contorneado bokosoe Kenar frezeleme
dpeseposaHue

Contorneado Bokosoe Kenar frezeleme
dpesepoatue

Contorneado Bokosoe Kenar frezeleme
dpesepoBatue

Ranurado (Opeseposatie Slot kesme
nasos

Ranurado OpesepoBatie Slot kesme
nasos

Ranurado OpesepoBatie Slot kesme
nasos

Contorneado  ¢pesepoBarsi  Kontiir dénme

Copiado defigura  MpodunbHoe  Profil frezeleme
dpe3sepoBaHe

Copiadodefigura ~ Mpodunbroe  Profil frezeleme

dpesepoBaHie

Taladrado Caepnetne Delme

Penetracion axial  Mnywxeproe Dalma
dpe3sepoBaHne

Penetracién axial  MnyHxepHoe Dalma
bpeseposaHme

Frezowanie czotowe

Frezowanie boczne

Frezowanie boczne

Frezowanie boczne

Frezowanie rowkow

Frezowanie rowkow

Frezowanie rowkow

Frezowanie konturowe

Frezowanie profilowe

Frezowanie profilowe

Wiercenie

Frezowanie wgtebne
- plunging

Frezowanie wgtebne
- plunging
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Phoenix Exchangeable Milling

(PAT.P.)

eHeld at two surfaces to ensure runout precision and strength.

e Provided with buttress screws to facilitate coupling.

e Shortened tool replacement time. (Replaceable on machine)

e Numerous variations are possible by combining different heads and bodies.

e The lineup of cutter forms, which is backed by OSG's experience with carbide solid end mills,
supports various types of milling.

Held at two surfaces, the end face and the taper, to ensure a high level
of rigidity and precision.

Precision = Runout under 0,015 mm

Axial direction 0,03 mm

Compared to solid tools | The large diameter offers cost advantages. To reduce the tool
changing time, only the cutter tip needs to be replaced.
Solid Tool
Indexable Tool
<
Soml - It provides flute quantity advantages to improve
° Compared to productivity, as well as a selection of cutter tips. It offers
[ indexable tools additional advantages in terms of initial costs and running
costs.
@12 16 @20
Dc
Unequal Spacing Variable helix . - . .
T (T o e o Suitable for rough milling with a long tool life Page 9
Unequal Spacing Variable helix . P . . L
T em T Suitable for rough milling in a wide range of cutting conditions Page 9
Unequal Spacing Four flutes As a general-purpose tool, it can be used for heavy cutting from Page 10
Square Type-Corner Radius Type slotting to side milling g
Unequal Spacing Multiple flutes As a general-purpose tool, it can bring the advantages of multiple cutters into P 1
Square Type-Corner Radius Type full play. age
High Feed Corner Radius Type It can mill high hardness materials. Page 1
Three flutes Ball nose Type It can perform highly efficient roughing. Page 12
Multiple flutes Ball nose Type It can be used for intermediate-finish and finish milling. Page 12
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12 PHOENIX €3 pHoenix € D rroenix { JrHoenix (& Proenix

m High performance m High performance m Alta prestazione m Haute performance m Yiiksek performans

m Unequal spacing m Ungleicher Drall m Passo variabile m Espacement inégal m Dengesiz aralik

m Variable helix m Ungleich gedrallter spiralewinkel m Elica variabile m Hélice variable m Degisken spiral kanallar
m Roughing type m Schrupper m Sgrossatura m Ebauche m Kaba

m Low helix m Leichte spirale n Elica a bassa torsione m Hélice réduite m Dustik helis

@ = PHOENIX (=1 (&) pHOENIX @ PHOENIX g PHOENIX

m High performance m High performance m Altas prestaciones m Bbicokasi npon3BoanTenbHOCTb m Wysoka wydajnos¢

m Ulige inddeling u Differentierade skar m Passo constante B HepaBHOMEPHO PaCMONOKEeHHbIN m Nierbwnomierny rozstaw
m Variabel snoning m Variabel helix m Variable helice m YepHoBas o6paboTka m zmienny kat spirali

m Skrubfraesning m Skrubbfrasning m Desbaste m YepHoBas Tuna m Zgrubna

m Let snoet spiral m Liten helix m Lenta helice m TemnepaTypa cnupanu m Mata spirala

(_Slotting ||SldeM|II|ng (Contouring) m
AT

U Ty

Designation D Helix Angle Grades Stock Price
NEW 7830401 PXNL120C12-04C005 12 0,5 4 8,4 14,4 n7 19/21 XP3225 ()
=% 7830402 PXNL160C16-04C006 16 0,6 4 11,2 18,7 15,7 19/21 XP3225 °
NEW 7830403 PXNL200C20-04C006 20 0,6 4 14 21,5 19,6 19/21 XP3225 ()
NEW. 7830404 PXNL250C25-04C006 25 0,6 4 17,5 27,5 24 19/21 XP3225 °

— Number of flutes - Anzahl Schneiden - Numero di denti - Nombre de levres - Liczba ostrzy

Antal skeer - Antal skar - Numero de ranuras - Yncno pexyLmx kpomok - Kanal sayisi

PXNH &=~

C:]ﬂ PHOENIX 9 PHOENIX ‘ i PHOENIX ‘ iPHOENIX @ PHOENIX

m High performance m High performance m Alta prestazione m Haute performance m Yiksek performans
= Unequal spacing = Ungleicher Drall m Passo variabile = Espacement inégal u Dengesiz aralik
m Variable helix m Ungleich gedrallter spiralewinkel m Elica variabile m Hélice variable m Degisken spiral kanallar
m Roughing type m Schrupper m Sgrossatura m Ebauche u Kaba
m High helix m Leichte spirale m Elica elevata torsione m Hélice haute u Yiiksek helis agisi
: : PHOENIX : : DIA &) PHOENIX @ PHOENIX ' PHOENIX
m High performance m High performance m Altas prestaciones m BbicoKas Npon3BoanTeNbHOCTD = Wysoka wydajnos¢
m Ulige inddeling u Differentierade skar m Passo constante B HepaBHOMEPHO PACMONOKEHHbIN m Nieréwnomierny rozstaw
m Variabel snoning m Variabel helix m Variable helice m YepHoBas obpaboTka m zmienny kat spirali
m Skrubfraesning m Skrubbfrésning m Desbaste m YepHoBas Tuna m Zgrubna
= Hoj helix u Skérlangd m Alta helice m [lonoras cnvipanb m Duza spirala

Slotting ||S|de Willing) CQntounng]

Designation Helix Angle Grades Stock Price

7830451 PXNH120C12-04C005 12 0,5 4 8,4 14,4 g XP3225
7830452 PXNH160C16-04C006 16 0,6 4 11,2 18,7 15,7 40/42 XP3225 °
7830453 PXNH200C20-04C006 XP3225 )
7830454 PXNH250C25-04C006 XP3225
ZA= Number of flutes - Anzahl Schneiden - Numero di denti - Nombre de Iévres - Liczba ostrzy

Antal skaer - Antal skar - Numero de ranuras - Yucrno pexyLumx Kpomok - Kanal sayisi

® on stock
9 o available on short notice



N7 PXSE =

_—
21 PHOENIX 9 PHOENIX ‘ ) PHOENIX ‘ )PHOENIX Q PHOENIX

u High performance m High performance m Alta prestazione = Haute performance m Yiiksek performans

m Unequal spacing m Ungleicher Drall m Passo variabile m Espacement inégal m Dengesiz aralik

m 4 flutes m 4 schneiden m 4 denti m 4 levres m4agizh

u Corner radius type = Radiusfraser m Tipo torico m Fraise arayon m Kose radyuslu tipi

m Square Type m Schaftfraser m Tipo piano m Type carré m Kare tip

-

: : PHOENIX : :DIA é“ ) PHOENIX @ PHOENIX ‘' PHOENIX

m High performance m High performance m Altas prestaciones m BbicoKas Npov3BoAnTENbHOCTD m Wysoka wydajnos¢

m Ulige inddeling m Differentierade skar m Passo constante B HepaBHOMEPHO PACMONOXKEHHbIV m Nieréwnomierny rozstaw

m 4 Skeer m 4 Skar m 4 Labio B 4 pexyLnx KPOMKM m 4-ostrzowy

m Hjorneradius w Hornradie m Con radio en el vérice m KoHueBble ppesbl ¢ pagunycom m Z promieniem naroza

m Skarp type m Skarp typ m Escuadrado = B popme KBagpata = Kwadrat

Slotting | [ Slotting | [Side Milling) (Side Milling [Face Milling| (C: ing)  [Profile Milling| m

Ul 4O~ 8

[a]
Loy e

=l

g

Designation r Helix Angle Grades Stock

7830004 PXSE120C12-04R000 12 0 4 8,4 14,4 11,7 38 XP3225 ()

7830005 PXSE120C12-04R005 12 0,5 4 8,4 14,4 11,7 38 XP3225 [¢)

| 7830006 PXSE120C12-04R010 12 1 4 8,4 14,4 11,7 38 XP3225 ()
7830007 PXSE120C12-04R020 12 2 4 8,4 14,4 11,7 38 XP3225 [¢)

7830008 PXSE120C12-04R030 12 3 4 8,4 14,4 11,7 38 XP3225 o

7830009 PXSE160C16-04R000 16 0 4 11,2 18,7 15,7 38 XP3225 )

7830010 PXSE160C16-04R005 16 0,5 4 11,2 18,7 15,7 38 XP3225 ()

7830011 PXSE160C16-04R010 16 1 4 11,2 18,7 15,7 38 XP3225 °

7830012 PXSE160C16-04R015 16 1,5 4 11,2 18,7 15,7 38 XP3225 )

7830013 PXSE160C16-04R020 16 2 4 11,2 18,7 15,7 38 XP3225 o

7830014 PXSE160C16-04R030 16 3 4 11,2 18,7 15,7 38 XP3225 o

7830015 PXSE200C20-04R000 20 0 4 14 21,5 19,6 38 XP3225 °

7830016 PXSE200C20-04R005 20 0,5 4 14 21,5 19,6 38 XP3225 o

7830017 PXSE200C20-04R010 20 1 4 14 21,5 19,6 38 XP3225 °

7830018 PXSE200C20-04R020 20 2 4 14 21,5 19,6 38 XP3225 o

7830019 PXSE200C20-04R030 20 3 4 14 21,5 19,6 38 XP3225 o

Q7MY 7830020 PXSE250C25-04R000 25 0 4 17,5 27,5 24 38 XP3225 °
a7y 7830021 PXSE250C25-04R010 25 1 4 17,5 27,5 24 38 XP3225 °
G2y 7830022 PXSE250C25-04R020 25 2 4 17,5 27,5 24 38 XP3225 °
A7y 7830023 PXSE250C25-04R030 25 3 4 17,5 27,5 24 38 XP3225 °

7= Number of flutes - Anzahl Schneiden - Numero di denti - Nombre de |évres - Liczba ostrzy

Antal skeer - Antal skar - Numero de ranuras - Yucno pexyLumx kpomok - Kanal sayisi

® on stock
10 o available on short notice



N e
~&r

&1 PHOENIX

m High performance
m Unequal spacing
= Multi flutes

m Corner radius type
m Square Type

@ = PHOENIX

m High performance
m Ulige inddeling

m Flerskeers

m Hjorneradius

m Skarp type

/7 PXSM =

€3 proenix

m High performance
m Ungleicher Drall

m Vielzahnfraser

m Radiusfraser

m Schaftfréser

QDA

m High performance
m Differentierade skar
m Flerskérs

m Hornradie

m Skarp typ

(Side Milling) (Side Milling) [Profile Milling| m

P

2D1

LY 8

7830104
7830105
7830106
7830107
7830108
7830109
7830110
7830111
7830112
7830113
7830114
7830115
7830116
7830117
7830118
7830119
7830120
7830121
7830122
7830123
7830124
7830125
7830126
7830127
7830128
Voo, 7830129

Number of flutes - Anzahl Schneiden - Numero di denti -

Designation
PXSM120C12-06R000 12
PXSM120C12-06R005 12
PXSM120C12-06R010 12
PXSM120C12-06R020 12
PXSM120C12-06R030 12
PXSM160C16-06R000 16
PXSM160C16-06R005 16
PXSM160C16-06R010 16
PXSM160C16-06R015 16
PXSM160C16-06R020 16
PXSM160C16-06R030 16
PXSM160C16-08R000 16
PXSM160C16-08R005 16
PXSM160C16-08R010 16
PXSM160C16-08R015 16
PXSM160C16-08R020 16
PXSM160C16-08R030 16
PXSM200C20-10R000 20
PXSM200C20-10R005 20
PXSM200C20-10R010 20
PXSM200C20-10R020 20
PXSM200C20-10R030 20
PXSM250C25-10R000 25
PXSM250C25-10R010 25
PXSM250C25-10R020 25
PXSM250C25-10R030 25

{ D rHoenix

m Alta prestazione
m Passo variabile
= Multidenti

m Tipo torico

= Tipo piano

(&) PHOENIX

m Altas prestaciones

m Passo constante

m Ranuras multiples

m Con radio en el vérice
m Escuadrado

w

)

w

wn U
© 00 00 00O OO OO OO O O O O

N—=0OWN-=-O0OO0OWN=—"00WN==00WN=0 O 1
wv
=
o
-
N

w
.
o

Nombre de |évres - Liczba ostrzy

14,4
14,4
14,4
14,4
14,4
18,7
18,7
18,7
18,7
18,7
18,7
18,7
18,7
18,7
18,7
18,7
18,7
21,5
21,5
21,5
21,5
21,5
27,5
27,5
27,5
27,5

{ DrHoenix

Haute performance
Espacement inégal
Lévres multiples
Fraise a rayon

= Type carré

- PHOENIX

m Bbicokasa NPON3BOANTENIbHOCTb

® HepaBHOMEPHO PacnoNOMKeHHbIN
u MHorosy6ble

m KoHueBble ppesbl ¢ paanycom

u B popme KBagpata

(& PHoenix

m Yiksek performans
m Dengesiz aralik

m cok agizli

m Kose radyuslu tipi
m Kare tip

fw PHOENIX

m Wysoka wydajnos¢

= Nieréwnomierny rozstaw
u Wieloostrzowy

m Z promieniem naroza

m Kwadrat

n,7 38
n,7 38
n,7 38
1,7 38
n,7 38
15,7 38
15,7 38
15,7 38
15,7 38
15,7 38
15,7 38
15,7 42
15,7 42
15,7 42
15,7 42
15,7 42
15,7 42
19,6 42
19,6 42
19,6 42
19,6 42
19,6 42
24 42
24 42
24 42
24 42

Grades

Stock  Price

XP3225
XP3225
XP3225
XP3225
XP3225
XP3225
XP3225
XP3225
XP3225
XP3225
XP3225
XP3225
XP3225
XP3225
XP3225
XP3225
XP3225
XP3225
XP3225
XP3225
XP3225
XP3225
XP3225
XP3225
XP3225
XP3225

O

0 000000000000 0OD0OG®ee®O OO0

Antal skeer - Antal skar - Numero de ranuras - Y1cno pexyLimx KpoOMoK -

PXRE

£12 PHOENIX

m High performance
= Straight flute

m High feed corner radius type

@ = PHOENIX

m High performance
m Lige skeers

= High feed fraeser med hjorneradius

€3 proenix

m High performance
= Gerade nut
m Hochvorschubsfraser

(=12

m High performance
m Rakt skar
m High feed fras med hornradie

fProfile Milling [Face Milling)

Contouring |

A4

o i

i

@D1

S

7830201
7830202
7830203

_ Number of flutes
Antal skeer - Antal skar - Numero de ranuras - Yucno pexyLimx kpomok - Kanal sayisi

- Anzahl Schneiden -

Designation

PXRE120C12-04R020
PXRE160C16-06R030
PXRE200C20-06R030

Numero di denti -

Kanal sayisi

{ D rHoenix

m Alta prestazione
= Taglio diritto

m Tipo torico alto avanzamento

(&) pHOENIX

m Altas prestaciones

m Ranura recta

m Radio en el vértice para
alta velocidad

Nombre de |évres - Liczba ostrzy

{ D rHoenix

m Haute performance
u Lévre droite
u Fraise grandes avances

&l PHOENIX

m Bbicokasa npou3BOANTENBbHOCTb
H NpAMan KaHaBKa
= Qpesbl € BbICOKO Nofavei

W pajnycom Ha Kpomke

Helix Angle

Grades

(& PHoenix

m Yiiksek performans
m Diiz agizh
m Yiiksek ilerlemeli freze

‘' PHOENIX
m Wysoka wydajnosc

m Ostrzowy walcowy
m Frez do wysokich posuwéw

LN

AN

Stock  Price

XP6305
XP6305
XP6305

1

® on stock
o available on short notice



)

/7. PXBE

\\\0/

P
215 PHOENIX

m High performance
m Three flutes
m Ball type

€3 proenix

m High performance
m 3 Schneiden
m Kopierfraser

{ D rroenx

m Alta prestazione
m 3 Denti
u Frese sferiche

@ = PHOENIX

m High performance
m 3 Skeer
m Radiusfreeser

=LY

m High performance
m 3 Skar
m Fullradie

(&) PHOENIX

m Altas prestaciones
u 3 Labio
u Esferica

(Contouring)  [Profite Milling] [

(|

Slotting |

T

T
mill

2D1

Designation

‘ iPHOENIX
= Haute performance

m 3 Lévres
u Boule

&l PHOENIX

m Bbicokaa n POM3BOAUTE/IBHOCTb

B 3 pexyLnX KPOMKN
u Chepuyeckan ppesa

(& pHoenix

m Yiksek performans
m3agizh
m Kire tip

fw PHOENIX

m Wysoka wydajnos¢
m 3-ostrzowy
u Typ kulowy

e Number of flutes - Anzahl Schneiden - Numero di denti - Nombre de levres - Liczba ostrzy

Helix Angle

7830251 PXBE120C12-03R060 12 6 3 8,4 14,4 11,7 45
7830252 PXBE160C16-03R080 16 8 3 11,2 18,7 15,7 45
7830253 PXBE200C20-03R100 20 10 3 14 21,5 19,6 45

Grades
XP3320 )
XP3320 °
XP3320 )

Antal skeer - Antal skar - Numero de ranuras - Yncno pexyLumx kpomok - Kanal sayisi

PXBM

-
&1 PHOENIX

€3 proenix

u High performance
m Mehrschneidig
m Kopierfraser

{ D rHoenx

m High performance
= Multiple flutes
= Ball type

m Alta prestazione
m Multitaglio
m Frese sferiche

@ = PHOENIX

m High performance
m Flerskeers
= Radiusfreeser

(=T

m High performance
m Flerskarig
= Fullradie

(&) pHOENIX

m Altas prestaciones
m Randras multiples
= Esferica

Profile Milling

k.

EDP

7830301
7830302
7830303

Designation

PXBM120C12-04R060
PXBM160C16-06R080
PXBM200C20-06R100

D1 r |

12 6 4 8,4
16 8 6 1,2
20 10 6 14

1

14,4
18,7
21,5

= Number of flutes - Anzahl Schneiden - Numero di denti - Nombre de lévres - Liczba ostrzy
Antal skeer - Antal skar - Numero de ranuras - Yucno pexyLumx kpomok - Kanal sayisi

{ DrHoenix

m Haute performance
m Multidents
= Boule

& PHOENIX

m Bbicokasa nNpon3BOANTENBbHOCTb
m MHoro3y6ble
u Chepuyeckan ppesa

D
1n,7
15,7
19,6

Helix Angle

45
45
45

(& PHoenix

m Yiksek performans
m cok agizh
m Kiire tip

fmw PHOENIX

m Wysoka wydajnos¢
u Wieloostrzowy
u Typ kulowy

Grades Stock

XP3320 [
XP3320 °
XP3320 [

Price

12

® on stock
o available on short notice



N PXMZ =

128 PHOENIX

m High performance

m Arbor for Replaceable
head end mills

m Steel Shank

@ = PHOENIX

m High performance
m Skaft til udskiftelige

m Fraesetyper Stal skaft

€3 proenix

m High performance

m HSS Schaft Adaption fiir
Aufschraubfraser

m HSS Schaft

=17

m High performance
u Skaft till utbytbara

m Frastyper Stal skaft

@D1
1

{ D rroenx

m Alta prestazione

m Stelo intercambiabile
per Frese

® Gambo in acciaio

—
(o) PHOENIX

m Altas prestaciones
m Fijacion para cabeza

m Intercambiable Mango de acero

{ D rHoenix

m Haute performance

m Barre de remplacement
pour fraise

= Tige en acier

& PHOENIX

m Bbicokasa nNpou3BOANTENBHOCTb

m OnpaBKa /1A CMEHHbIX
TONI0BOK KOHLeBOM ppe3bl

u CTanbHO XBOCTOBNK

(& pHoenix

m Yiksek performans

m Degistirilebilir baghkl/uglu
parmak freze icin takim tutucu

= Celik saft

fw PHOENIX

m Wysoka wydajnosc

m Uchwyt do wymiany
gtowic i frezéw

u Trzpien stalowy

@D

Designation Proper Head o Type Stock  Price
7801801 PXMZ-C125512-S100 12 11,7 12 0° 100 19 1 o
7801821 PXMZ-C12TP20-S145 12 11,7 20 5° 145 47,4 2 °
7801802 PXMZ-C165516-S100 16 15,7 16 0° 100 234 1 °
7801822 PXMZ-C16TP25-S155 16 15,7 25 5° 155 53,1 2 °
7801803 PXMZ-C20S520-S120 20 19,6 20 0° 120 28,8 1 °
7801823 PXMZ-C20TP32-5170 20 19,6 32 5° 170 70,8 2 °
=22y 7801804 PXMZ-C255525-S140 25 24 25 0° 140 36 1 °
£12 PHOENIX EBproenix € D rHoenix { D rHoenix (& pHoenix

m High performance

m Arbor for Replaceable
head end mills

m Carbide Shank

@ = PHOENIX

m High performance
m Skaft il udskiftelige

m Hardmetal skaft

m High performance

m HSS Schaft Adaption fir
Aufschraubfraser

m Vollhartmetall Schaft

[S=To)

m High performance
u Skaft till utbytbara

m Hardmetall skaft

é#\ [
4l

Type 1

Arbor with Carbide shank

EDP

7801831

7801811

7801832
7801841

7801833
7801812
7801834
7801842
7801835
7801813
7801836
7801843

Designation

PXMZ-C125512-S075CS
PXMZ-C125512-L100CS
PXMZ-C125512-L115CS
PXMZ-C12TP16-LL135CS
PXMZ-C165516-S090CS
PXMZ-C165516-L130CS
PXMZ-C165516-L135CS
PXMZ-C16TP20-LL165CS
PXMZ-C205520-S090CS
PXMZ-C205520-L150CS
PXMZ-C205520-L180CS
PXMZ-C205520-L200CS

m Alta prestazione
m Stelo intercambiabile
per Frese

= Gambo in Metallo Duro

—
(& PHOENIX

m Altas prestaciones
m Fijacion para cabeza

m Mango de metal duro

11,7 12
11,7 12
11,7 12
11,7 16
15,7 16
15,7 16
15,7 16
15,7 20
19,6 20
19,6 20
19,6 20
19,6 25

= Haute performance

m Barre de remplacement
pour fraise

= Queue en carbure

& PHOENIX

m Bbicokasa npou3BoOANTENbHOCTb

m OnpaBKa iNA CMEHHbBIX
rofI0BOK KOHLIeBOW ppesbl

® XBOCTOBUK 13 TBEPAOTO CraBa

m Yiksek performans

m Degistirilebilir baslikli/uglu
parmak freze icin takim tutucu

m Karbir saft

S PHOENIX

= Wysoka wydajnosc

m Uchwyt do wymiany
gtowic i frezéw

u Chwyt weglik

0° 75 25
0° 100 46,3
0° 115 65
1,5° 135 85
0° 90 40
0° 130 62
0° 135 85
1,5° 165 115
0° 920 40
0° 150 79,3
0° 180 110
1,5° 200 140

Type 1

Type Stock  Price

Neo e s N e o s N m o
O0O@e@00O0Oe@O0 00 eo0

@/:@ Spanner

Designation

Proper head
diameter

Recommended tightening

torque

Stock Price

7801890 PXMP8-10 012 12Nm o
216 30Nm

7801891 PXMP13-16 .
220 50 Nm

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

1.Please refer to Page11 for cautions during use.

2.Refer to the table above for tightening torque.

13

® on stock
o available on short notice
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123 PHOENIX

m Joint

@ = PHOENIX

m Adapter

o
a J O
IS

.

PXM SERIE

7. PXMJ e

EBproenix

m Joint

e DA

m Adapter

o ©
-a| g| 8
9, 8] ®

-+

PXMJ

Designation

{ ) rroenix { Prroenix (S pHoenix
= Adattatore = Joint m Ortaklik
@ PHOENIX &) PHOENIX ‘' PHOENIX
= Junta = Apantep m Wspdlny
@ ,,,,, By combining a joint holder (PXMJ) with the shank holder
””” (OP-SFA) you have,it is possible to use the PXM serie

Grades

Stock  Price

NEW 7801893
NEW 7801894
NEW. 7801895
NEW . 7801896

PXMJ-C12SF06
PXMJ-C16SF08
PXMJ-C20SF10
PXMJ-C25SF12

12 6 1 18 1n,7 6,5
16 8 14,5 21,8 15,7 8,5
20 10 18 26,5 19,6 10,5
25 12 23 34 24 12,5

PXMP8-10
PXMP13-16
PXMP13-16
PXMP21

14

® on stock
o available on short notice
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/7 CONDITIONS

Side milling - Konturfrasen - Conturnatura - Coutournage / Semi-fi nishing - Semi-finitura - Semi-finition -
Semi-finition - Kenar frezeleme - Sidefraesning - Valsfrasning - Contorneado -

PXNL/PXNH

BokoBoe ¢ppeseposaHue / Sletfraesning - Finfrasning - Acabado - MonyunctoBas - Frezowanie boczne

CAST IRON

FC250 CARBON STEEL ALLOY STEEL HARDENED STEEL STAINLESS STEEL
PREHARDENED STEEL SUS304

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 1.020 220

ap ae ap ae apI7
PEPTHOFCUT 0,5D 0,3D 0,5D 0,2D 7.2
17777

Slotting - Nutenfrdsen - Per scanalature profonde - Rainurage - Slot kesme
Skaeredata - Skdrdata - Ranurado - ®pe3epoBaHue na3os - Frezowanie rowkéw

PXNL/PXNH

CAFS(;I-ZISROON CARBON STEEL ALLOY STEEL HARDENED STEEL STAINLESS STEEL
PREHARDENED STEEL SUS304
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
ap
OF C I
DEPTH OF CUT ap:O,SD %

Side milling - Konturfrasen - Conturnatura - Coutournage / Semi-fi nishing - Semi-finitura - Semi-finition - Semi-finition -

PXSE

Kenar frezeleme - Sidefraesning - Valsfrasning - Contorneado - BokoBoe ¢ppeseposaHue / Sletfraesning - Finfrasning - Acabado -

MonyuncroBas - Frezowanie boczne

MILD STEEL - CARBON ALLOY STEEL STAINLESS STEEL HARDENED STEEL
STEEL CAST IRON TOOL STEEL HARDENED STEEL TITANIUM ALLOY HEAT STEEL
SS400 - S55C - FC250 SCM-SKT-SKS-SKD SUS304-SKD STEELS INCONEL®
(~750N/mm?) (~30HRC) (~45HRC) (45~55HRC)
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 3.180 760 2.650 640 1.700 400 1.700 350 650 100
16 2.390 570 1.950 470 1.250 300 1.250 250 500 80
20 1.910 460 1.550 370 1.000 250 1.000 200 400 65
ap de ap de ap de dp de
PEPTHOFCUT 0,50Dc | 0,15Dc 0,5Dc 010Dc | 050Dc | 005Dc | 050Dc | 0,05Dc

Slotting - Nutenfrasen - Per scanalature profonde - Rainurage - Slot kesme

Skaeredata - Skardata - Ranurado - ®pe3epoBaHue nNa3os - Frezowanie rowkéw

MILD STEEL - CARBON ALLOY STEEL STAINLESS STEEL
STEEL CAST IRON TOOL STEEL HARDENED STEEL TlTiﬁlTLIJDI\I:':\EEOSJE'?EEL HEAT STEEL
S$8400 - S55C - FC250 SCM-SKT-SKS-SKD SUS304-SKD (45~55HRC) INCONEL®
(~750N/mm2) (~30HRC) (~45HRC)
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 2.500 500 1.550 300 1.300 250 1.300 250 650 100
16 1.850 350 1.150 250 1.000 200 1.000 200 500 80
20 1.500 300 950 200 750 160 750 160 400 65
ap ap ap ap
PEPTHOF CUT 0,35 Dc 0,30 Dc 0,20 Dc 0,10 Dc

15




17 CONDITIONS

Side milling - Konturfrasen - Conturnatura - Coutournage / Semi-fi nishing - Semi-finitura - Semi-finition - Semi-finition -
Kenar frezeleme - Sidefraesning - Valsfrasning - Contorneado - bokoBoe ¢ppe3seposarue / Sletfraesning - Finfrasning - Acabado -

MonyuncroBas - Frezowanie boczne

PXSM

MILD STEEL - CARBON ALLOY STEEL STAINLESS STEEL HARDENED STEEL
STEEL CAST IRON TOOL STEEL HARDENED STEEL TITANIUM ALLOY HEAT STEEL
SS400 - S55C - FC250 SCM-SKT-SKS-SKD SUS304-SKD STEELS INCONEL®
(~750N/mm?) (~30HRC) (~45HRC) (45~55HRC)
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 4.750 1.750 3.950 1.150 3.150 950 2.650 800 1.550 350
16-6F 3.550 1.310 2.950 860 2.350 710 1.950 600 1.150 260
16-8F 3.550 1.750 2.950 1.150 2.350 950 1.950 800 1.150 350
20 2.850 1.750 2.350 1.150 1.900 950 1.550 800 950 350
ap de ap de ap de
DEPTHOF CUT <0,50Dc | =0,05Dc <0,50Dc | <0,02Dc <0,30Dc | <0,02Dc

‘ 0,05 Dc

MILD STEEL - CARBON ALLOY STEEL HARDENED STEEL
STEEL CAST IRON TOOL STEEL PREHARDENED STEEL HARDENED STEEL HARDENED STEEL
SS8400 - S55C - FC250 SCM-SKT-SKS-SKD SKD-NAK80-HPM50 (45~55HRC) (55~60HRC)
(~750N/mm?) (~30HRC)
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 5.800 10.600 4.000 6.500 3.200 4.900 2.700 3.300 2.300 2.200
16 4.000 11.900 3.000 7.700 2.400 5.900 2.000 3.900 1.700 2.700
20 3.200 9.550 2.400 6.500 1.900 4.900 1.600 3.300 1.400 2.200
ap de ap de
DEPTH OF cuT 010xR | 0,30Dc 01xR 0,30Dc
Corner R size Corner R size
PXB€E
MILD STEEL - CARBON ALLOY STEEL STAINLESS STEEL
STEEL CAST IRON TOOL STEEL HARDENED STEEL TITI-/!\AI\I'IQUDI\I/_:II;‘-\EEOSYngéEL HARDENED STEEL
SS400 - S55C - FC250 SCM-SKT-SKS-SKD SUS304-SKD (45~55HRC) (55~60HRC)
(~750N/mm?2) (~30HRC) (~45HRC)
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 6.600 2.950 6.600 2.950 5.300 1.900 3.950 1.150 2.600 400
16 4.950 2.250 4.950 2.250 3.950 1.450 2.950 900 1.900 300
20 3.950 1.750 3.950 1.750 3.150 1.150 2.350 750 1.600 250
Dc ap Ps Dc ap Ps ap Ps
012 0,07 be 0,15D 012 0’OSDCO‘IOD 0,03 D 0,05D
, [ , c , c , c
DEPTH OF cuT @16,320 | 0,05Dc ©16,20/0,03 Dc
dpMax=1 mm apMax=0,8 mm dpMax=0,5mm
MILD STEEL - CARBON ALLOY STEEL STAINLESS STEEL
STEEL CAST IRON TOOL STEEL HARDENED STEEL TITiﬁI'IQLIJDI\I/EI'\AEEOSYTE'I%EEL HARDENED STEEL
SS400 - S55C - FC250 SCM-SKT-SKS-SKD SUS304-SKD (45~55HRC) (55~60HRC)
(~750N/mm?2) (~30HRC) (~45HRC)
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 6.600 3.900 6.600 3.900 5.300 2.500 3.950 1.500 2.600 550
16 4.950 4.500 4.950 4.500 3.950 2.900 2.950 1.800 1.900 600
20 3.950 3.500 3.950 3.500 3.150 2.300 2.350 1.500 1.600 500
ap ‘ Ps
DEPTH OF CUT
0,02 Dc
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7 PROCESSING DATA

Size

Work Material

Cutting Speed

Feed

Milling Method

Depth of Cut

Coolant

Machine

Head : PXSE120C12-04R000
Holder : PXMZ-C12SS12-S100

@12

SCM440 (180HB)

Milling Length (m)

0 100 200 300 400 500 600 700

PXSE

100m/min(2.650min-")

1.060mm/min(0,1mm/t)

Side Milling

adp=5mm ae=3mm

Air Blow

Competitor A

Competitor B

BT40 Vertical Machining Center

m S50C - Side milling in S50C

Size

Work Material

Cutting Speed

Depth of Cut

Coolant

Machine

Durability that overwhelms the competitor's product. Heavy machining is possible.

Competitor B (117m)

Head : PXSM160C16-06R000
Holder : PXMZ-C16SS-S100

216

S50C

100m/min(1,990min")

1,195mm/min(0.1mm/t)

Side Milling

adp=8mm ae=1.6mm

Air Blow

BT40 Horizontal Machining Center

Milling Length (m)

0 50 100 150 200 250 300

L !

PXSM

Competitor

Unique design of PXSM gives stable machining.

PXSM (294m) Competitor (42m)

A

17



N7 PROCESSING DATA

"

Width of wear (mm)

0,1
Head: PXBM160C16-06R080
Holder : PXMZ-C16SS16-§100 PXBM (vI=2.685mmimin)
0,08 | ‘ ' —=
—m—Competior A (vf=1.910mm/min) I
Size 16 4 Flutes F‘
Competitor B (vf=954mm/min)
Work Material NAK80(4OH RC) 0.06 — Indexable tool
A 2 Flutes Comgetitor A
(IICPESYCI  200m/min(3.980min™) (1,500m)
_—
Feed Per Tooth 0,12mm/t 0,04
Milling Method Pick Milling
Depth of Cut ap=0,32mm Pf=0,8mm 0,02
Coolant Air Blow o |Cgmpebt|it°r B|
" — A, ndexable too
Machine BT50 Horizontal Machining 0 50 150 300 500  1.000 1250 1500 (1,250m)

Milling Length (mm)
Materialized by more cutting edges for better
productivity, longer tool life with superb durability.

e multiple edge design helps increase efficiency by 1,8 times in die mold roughing processes

Head. PXRE200C20-06R030 By replacing the high feed radius cutter with the PXRE,

@ T T e e G milling efficiency can be increased by 1,8 times
Holder : PXMZ-C20SS20-S120 SRR LTI

Size @20%xR3 6 Flutes @20%xR3 2 Flutes

Grades XP6305 Coated Carbide Chip

Work Material SKD61 (43HRC)

Cutting Speed 230m/min(3.700min") 120m/min(1.900min"")

Feed 6.700mm/min(0,3mm/t) 3.100mm/min(0,8mm/t)

Depth of Cut 0,4mm 0,5mm

Width of Cut 10mm

Coolant Air Blow

Machine Horizontal Machining Center

With high feed radius cutters, a simulated R value is inputted in the program during rough milling,
resulting in large amounts of uncut areas. In contrast, with the high precision Corner R form PXRE,
there are fewer uncut areas, which reduce the load of the next process, thereby increasing tool life
and the precision of cut.

18



N PROCESSING DATA

Head: PXSM160C16-06R005

Holder: PXMZ-C16SS16-L130Cs| ~ Competitor Radius Cutter

A

Size @16xR0,5 6 Flutes @16xR2,5 2 Flutes

A

)

Grades XP3225 Coated Carbide Chip

\

Work Material 13Cr Equivalent

1}_\\\\'

Cutting Speed 125m/min(2.500min'*)

Feed 690mm/min(0,046mm/t) 350mm/min(0,07mm/t)

Depth of Cut ap=1mm ae=0,25mm

Coolant Air Blow

Machine 5-Axis Vertical Machining Center

In finishing operations with settings that are difficult to modify, switching to the Phoenix Radius
Cutter can double milling efficiency

m Tightening procedure

1. Cleaning 2. Initial Tightening 3. Final Tightening 4. confirmation
Remove dirt and chips from the connecting thread Tighten by hand Tighten with a spanner Confirm that there is
and shank. wrench nogap

Cautions during use|

- Only use the spanner wrenches that are designed specifically for the PXM (P. 59). 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.

- 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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W7 GRADE & CHIPBREAKER

Surface Treatment
Coolant/ | Coating | Hardness
Application | Grades i Features
PP Dry | Method | (HRA) Coating
Thickness
TiCN For machining steel, stainless steel and cast irons
XP3025 DRY i e +TiN + Al,O5 A A strong carbide base material and excellent wear-resistant coating

For machining steel, stainless steel and cast irons
XP3035 DRY PVD 90,7 TiAIN-TIN 4um A grade for general-purpose milling. Made of a tough, high-strength carbide. Treated with
chipping-resistant and wear-resistant coating

F hini |, stainl | i
o XP3225 DRY PVD 05 o 3um ormac mmg steel, stainless steel and cast irons .
Atough carbide base grade and excellent general purpose coating
Steel
XP3320 DRY B 915 SiC 5"“",’"‘”‘“ B For machmmg steel, srarn{ess steel and fast:rons ) .
heat-resistant Atough carbide grade with a heat-resistant and wear-resistant coating
For machining steel, cast irons and stainless steel
XP3930 DRY PVD 90,8 TiAIN 3um g . .
Excellent balance, can accommodate a range of workpiece materials
For machining steel and stainless steel
XP9040 DRY PVD 91,9 TIAIN 3um ining !

A grade for hole drilling. A tough carbide grade with an anti-chipping and wear-resistant coating

For machining stainless steel and steel
XP2040 | COOLANT PVD 89,6 TiAIN 4um Grade for general-purpose milling. A tough, high-strength carbide grade with an anti-chipping and
wear-resistant coating

TiN-Ti(CN)- For machining heat-resistant alloy and stainless steel
X XC5035 DRY CVD 89.3 ) 6um Grade for machining heat-resistant steel. Tough, carbide grade with an oxidation-resistant and
Stainless ALO5-Ti(BN) high-lubricity coating
steel
For machining heat-resistant alloy and stainless steel
XC5040 | COOLANT cvD 89.3 TiN-TiB, 4pm Grade for machining heat-resistant steel. For wet machining. Tough, carbide grade with an oxidation-
resistant and high-lubricity coating
For machining cast irons
XC1015 DRY CcVvD 92,0 TiCN-Al,053 5um Grade for milling cast-iron. Tough, high-strength carbide grade with an anti-chipping and
wear-resistant coating
B For machining cast irons
XP1020 DRY PVD 91,5 Tin + TiAISIN 2um A material for milling cast iron, it is made of a tough, high strength carbide material with an anti-
Castiron chipping and wear-resistant coating
For machining cast irons
XC9025 DRY CcvD 90,8 TiCN-Al,0; 6 um A grade for hole drilling in cast-iron. Tough, high-strength carbide grade with an anti-chipping and
wear-resistant coating
CKo10 COOLANT . 92,0 . . For machining non-.ferrous mate.’rials - ‘
A non-coated carbide grade with both anti-chipping and wear resistant features
Non- For machining non-ferrous materials
ferrous XC4505 DRY CVD 92.0 DIA 12pm . 9 X . .
The minute diamond crystals provide for a coating layer with excellent strength
0 Silicosniiase a For machining high hardness materials
Hard XP6305 DRY PVD 93.0 o 3um High t_erlnperature hardness levels and excellent thermal conductivity for machining high hardness
materials coating materials
TiN-Ti(CN)- For machining heat-resistant alloy and stainless steel
XC5035 | COOLANT CvD 89.3 X 6pm Grade for machining heat-resistant steel. Tough, carbide grade with an oxidation-resistant and
Al;05-Ti(BN) high-lubricity coating
Superalloys For machining heat-resistant alloy and stainless steel
XC5040 | COOLANT cvD 89.3 TiN-TiB, 4pm Grade for machining heat-resistant steel. For wet machining. Tough, carbide grade with an oxidation-

resistant and high-lubricity coating

Rake

angle Features

Chipbreaker ‘ Application | Cutting edge cross section ‘

n Land width \
| |-
GL 250 For milling stainless-steel
Rake Angl¢ Chipbreaker with a large rake angle and a small flat land to reduce cutting force.
Land width °
B | |- \ 15
GM I Rake Angle For machining various materials (steel, stainless steel, cast iron)
o Chipbreaker with a superior balance of rake angle and flat land.
(K] ’ >
Land width
—>| e . ) ) .
R — For machining various materials from steel to cast iron:

GR g m / Rake Angle 35° a highly rigid breaker with large rake angle and flat land to provide a sharp cutting edge

E m and enable efficient milling.

—\ For machining difficult materials
SM /RakeAngh 15° Chipbreaker with a sharp cutting edge to reduce cutting force and provide smooth chip
/ evacuation.
m —x For machining nonferrous materials
NM / 30° Chipbreaker with a sharp cutting edge and a large rake angle to suppress welding, improve the milling
Rake Angle surface and prevent burrs.

90 \

- - T For drilling various materials (steel, stainless steel, cast iron).

o o
DM E' /} Rake Angle 10 A general-purpose breaker with an ideal rake angle.

a 0
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&iﬁ, DESIGNATION SYSTEM FOR MILLS

PHC 12 R 050

iati Direction of Mounting Number
@ Abbreviation @ cut @ Diameter of inserts
PHC = High Feed Cutter R =Right hand Unitin mm 4 =4inserts
L = Left hand Hole diameter
42 =42mm

Cutting
Diameter

@ s J0

Cutting edge length Effective cutter diameter
12=12mm 050 = 50mm A | BoreType (Inch)

M | Bore Type (Metric)

SS | Straight Shank (Metric)

WS | Weldon Shank (Metric)

SA | Straight Shank (Inch)

MT | Morse Taper Shank

SF | Screw Fit Type

FS | Flat Shank

Shank type

S | Short
L | Long
LL | Extralong
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N7 DESIGNATION SYSTEM FOR INSERTS

"

N
O
A~
—

80°
C diamond apex i m
{5—@ f
55°
D diamond apex g
O octagon N~
Svmbol dia d (mm) m (mm) s (mm)
R round O Y Inscribed circle tolerance | Corner height tolerance Thickness tolerance
\ A +0.025 +0.005 +0.025
S square o]~
C 1+0.025 +0.013 +0.025
T triangle \g ;/ E +0.025 +0.025 +0.025
H +0.013 +0.013 +0.025
35° ¥
V| diamond apex K* | +0.05~ 0.5 0013 £0.025
W | onomeui M* | +0.05~+015 | +0.08~+0.18 +0.13
hexagon %
N +0.05 ~ £0.15 +0.08 ~ +0.18 +0.025
Z other shapes * = sintered surface shown on the side
A q 3° Symbol Shape of Hole Chipbreaker Shape
- |1 8
C ; 7° W No breaker m "‘=Z
N 40° - 60° B=40-60"
Partial cylindrical hole B
D s T onesse | A
= 8=40-60°
E / 20° 70°-90° :
£ B Partial cylindrical hole No breaker @ ',dig
N O° B=70-90"
Ll - No breaker V /J Y/ /I
P ; e R - oneside | L2221
X Special dimension

22




N7 DESIGNATION SYSTEM, FOR INSERTS

15 05 08 S R - GM
©® @ ©® -

Length of the cutting edge Corner radius Hand of insert
O O Symbol Corner radius Symbol Cutting Direction
|
L" 02 0.2 R Right hand
04 0.4
R | |_ Left hand
08 0.8
N Neutral
S 12 12
|
16 1.6
T 24 24
|
z Q
[

Thickness of insert Type of cutting edge Type of chipbreaker

!

i Symbol Appearance Symbol Material
| | ? j GL Stainless steel
GM Steel, stainless steel, cast iron
S; (mm) Sharpe edge
Symbol S
ickness
GR Steel - Cast Iron
02 2.38 E ;
N M Non ferrous materials,
03 3.18 Round honing sharp cutting edge
T3 3.97 SM Difficult materials,
sharp cutting edge
04 4.76 T ) )
DM Steel, stainless steel, castiron
05 5.56 Chamfer honing genaral purpose chipbreaker
- - 3
Combination honing
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21 PHOENIX

m High performance
m 45° Face milling
m Square Insert type

@ = PHOENIX

m High performance
m 45° planfraeser
m Kvadratiske skaer

D3
D2

a

2

ace Millingj M
-
|
|

7802000
7802001
47802002
7802002
47802003
7802003
47802004
7802004

/7 PAS BORE

€3 proenix

m High performance
m 45° Planfraser
n Vierkant Wendeplatte

=17

m High performance
m 45° planfrasar
n Kvadratiska skar

Type 1

€ D rroenx

m Alta prestazione
m 45° spianare
= Manicotto inserto quadro

(S PHOENIX

m Altas prestaciones
u Planeado Phoenix a 45°
m Fresa huecay placa cuadrada

D3
02 Type 2

With y M Without
coolant ! | coolant
hole hole

For Metric holes

For Metric holes

For Metric holes
Forinch

For Metric holes
Forinch

For Metric holes
Forinch

Designation

PAS15R050M22-4 4
PAS15R063M22-5 63 78 5
PAS15R080M27-6 80 95 6
PAS15R080M25.4-6 80 95 6
PAS15R100M32-7 100 115 7
PAS15R100M31.7-7 100 115 7
PAS15R125M40-8 125 140 8
PAS15R125M38.1-8 125 140 8

_ Number of flutes - Anzahl Schneiden - Numero di denti - Nombre de Iévres - Liczba ostrzy

{ D rHoenix

= Haute performance
m Surfacage 45°
m Plaquettes carrées

& PHOENIX

m BbicOKas NPon3BOANTENbHOCTL
m 45° TOpLoBOE
m ppesepoBaHme

KsappatHolt nnactuHom

45 50 22 10,4 6,3
50 60 27 12,4 7

50 60 254 95

50 70 32 14,4 8

50 70 31,75 12,7 8

63 90 40 16,4 9

63 90 381 159 10

(& pHoenix

m Yiiksek performans
m Phoenix 45°, ylzey frezeleme
m Kare ug

fw PHOENIX

m Wysoka wydajnosc
m Phoenix 45°, frezowanie czotowe
m Plytka kwadratowa

Stock  Price

Type

NNNN = = o
OeOceoceee

"~ Antal skeer - Antal skar - Numero de ranuras - Yucno pexyLmx Kpomok - Kanal sayisi

p—
&1 PHOENIX

m Applicable insert
for Deep Feed Radius Cutter

@ = PHOENIX

m Anvendelige vendeskaer
til deep feed feed
radiusfraeser

E B pHoenix

m Wendeplatten, fir Torusfraser
fiir maximale Zustellungen

[==To0)

m Utbytbara vandskar for
Avverknings och hérnradie
véndskarsfras

Designation

SNKU1505AZER-GM

(D rHoenix

m Inserti applicabili per
fresa ad alta asportazione

(&) pHOENIX

m Plaquitas para fresa
de gran avance con radio

Insert Size

{ PrHoenix

m Choix de plaquettes

pour fraise grande avance torique

@ PHOENIX

m Dpesa ¢ BbICOKOM
nojayei 1 yBenmyeHHowm
rny6uHoON pesaHus

Coated grade

(& PHoenix

u Derin ilerlemeli freze
uygun ug

fwmw PHOENIX

m Plytka do frez do
gtebokich wybran

e | v | R | o | eaoss | xwoues | xeaoad | cions |

8 1588x1588 7,18 1

3,65 7814061

7819061

7813061

SNKU1505AZER-GR

8  1588x1588 7,18 1

Accessories

3,65

7812060 []

Order quantity - 10 pcs. in package

Designation

Applicable Cutter

| |EE’I== — Clamping Screw 7808131 FS645513P (Torx 201P) PAS BORE @50~125 °
]
[}=- T-Handle Wrench 7808000 20IP-T (Torx 201P) PAS BORE 250~125 °

24
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N pao

&1 PHOENIX

u High performance
m 45° Face milling
m Octagon Insert type

& = PHOENIX

m High performance
m 45° planfraeser
m Octagon skeer

EDP

7802020
7802021
7802085
7802022
7802086
7802023
7802087
7802024
7802088
7802089
7802090
7802091
7802092
7802093
7802094
7802095

_ Number of flutes - An.

Type 1

BORE

€3 proenix

m High performance
m 45° Planfraser
= Achteck (Octagon) Wendeplatte

{ D rHoenix

m Alta prestazione
m 45° spianare
m Manicotto inserto ottagonale

(&) pHOENIX

m Altas prestaciones
m Planeado Phoenix a 45°
m Fresa hueca y placa octagonal

=113

m High performance
m 45° planfrasar
m Oktagon skar

D3
Type 2 D2
'

With —Tﬂ With Without
. coolant RS coolant coolant
hole hole hole

Type Designation D1 D ZA

For Metric holes PAO06R050M22-5 50 60,2 5
For Metric holes PAO06R063M22-7 63 73,2 7
For Metric holes PAOO6R080M27-8 80 90,2 8
Forinch PAOO6R080M25.4-8 80 90,2 8

For Metric holes PAO06R100M32-10 100 110,2 10
Forinch PAO06R100M31.7-10 100 110,2 10

For Metric holes PAOO6R125M40-12 125 1352 12
Forinch PAOO6R125M38.1-12 125 1352 12

For Metric holes PAO06R100M32W-14 100 110,2 14
Forinch PAOO6R100M31.7W-14 100 110,2 10

For Metric holes PAOO6R125M40W-17 125 1352 17
Forinch PAOO6R125M38.1W-17 125 1352 12

For Metric holes PAO06R160M40W-20 160 170,2 20
Forinch PAOO6R160M50.8W-20 160 170,2 14

For Metric holes PAO06R200M60W-25 200 210,2 25
Forinch PAOO6R200M47.6W-25 200 210,2 25

zahl Schneiden - Numero di denti - Nombre de Iévres - Liczba ostrzy

Antal skeer - Antal skar - Numero de ranuras - Yncno pexyLimx kpomok - Kanal sayisi

Type 3

(& pHoenix

m Yiiksek performans
u Phoenix 45°, ylizey frezeleme
m Sekizgen ug

{ Drroenix

m Haute performance
m Surfacage 45°
m Plaquettes octogonales

& PHOENIX

m BbiCOKas Npon3BOANTENbHOCTL
m 45° TopLoBoe
m BOCbMUIPAHHO NNacTUHOW

fw PHOENIX

= Wysoka wydajnos¢
m Phoenix 45°, frezowanie czotowe
m Plytka oktagonalna

L1 D3 D2

40 45 22 10,4 6,3 1 [
50 50 22 10,4 6,3 2 °
50 60 27 12,4 7 2 ()
50 60 254 9,5 6 2 o
50 70 32 14,4 8 3 [
50 70 31,75 12,7 8 3 o
63 90 40 16,4 9 3 [
63 90 38,1 159 10 3 o
50 70 32 14,4 8 3 [
50 70 31,75 12,7 8 3 o
63 90 40 16,4 9 3 (]
63 90 38,1 159 10 3 [0)
63 100 40 16,4 9 3 ()
63 100 50,8 19 1 3 o
63 130 60 257 14 3 [
63 130 47625 254 14 3 )

e
21 PHOENIX

m Applicable insert
for Deep Feed Radius Cutter

@ = PHOENIX

m Anvendelige vendeskaer
til deep feed feed
radiusfraeser

Designation

0ZKU060508SR-GM

€3 proenix

u Wendeplatten, fur Torusfraser
fur maximale Zustellungen

{ D rHoenx

m Inserti applicabili per
fresa ad alta asportazione

(S PHOENIX

m Plaquitas para fresa
de gran avance con radio

=11

m Utbytbara vandskar for
Avverknings och hérnradie
vandskarsfras

@
.

No. of
cutting
edges

Insert Size

171 5,66 3° 0,8 2

(S pHoenix

m Derin ilerlemeli freze

{ DrHoenix

m Choix de plaquettes

pour fraise grande avance torique uygun ug
@l PHOENIX fw PHOENIX
u Dpe3a C BbICOKOM u Plytka do frezdo
nopaveii 1 yBenuyeHHow gtebokich wybran

rnybuHoi pe3aHua

Coated grade

ﬂ-llﬂﬂﬂ

7814062

7813062 7812062 7821062

Order quantity - 10 pcs. in package

Accessories EDP Designation Applicable Cutter Stock Price
E— Clamping Screw 7808130 FS50614 (Torx 20) PAO BORE ¢50~125 °
== Power Screw 7808151 PS1031 (M10x31) PAO BORE 250 °

=

Accessories

EDP Designation

Wrench

7808209 T20-D (Torx 20)

Price

Applicable Cutter

PAO BORE 850~125 °

25
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/7 PFB

~&

=

%las PHOENIX EBproenx ‘ i PHOENIX { PrHoenix (& pHoenix
m High performance m High performance m Alta prestazione m Haute performance m Yiiksek performans
m Finish ball nose cutter m Kugelfréser fiir m Fresa sferica di finitura m Finition hémisphérique u Finis kire freze

Schlichtbearbeitungen

m 2 flutes m 2 Schneider m 2eliche m 2dents m2agizh

: : PHOENIX : j DIA €~ ) PHOENIX @ PHOENIX ‘' PHOENIX
m High performance m High performance m Altas prestaciones m BbicOKaA NpoV3BOANTENbHOCTL u Wysoka wydajnos¢
m Radiusfraeser til sletbearbejdning m Fullradiefras for finishing u Fresa de punta esférica m Yucrosan chepuueckan dpesa u Frez kulowy, obrébka wykarczajaca
m 2 skaer m 2 skar m 2 labios para acabado. m 2-3y6an m 2-ostrzowy

[l

Tool Specification ZA Stock  Price

7801400 PFB-R080SS08-5120
7801401 PFB-R1005510-5130
7801402 PFB-R1205512-5130
7801403 PFB-R160S516-5140
7801404 PFB-R2005520-5160
7801405 PFB-R2505525-5160
7801406 PFB-R3005532-5170

Number of flutes - hl Schneiden - Numero di denti - Nombre de lévres - Liczba ostrzy
Antal skeer - Antal umero de ranuras - Y1cno pexyLuux Kpomok - Kanal sayisi

Carbide Shank - short

EDP Tool Specification ZA  Stock Price

7801430 PFB-R0805508-5100CS
7801431 PFB-R100S510-S100CS
7801432 PFB-R1205512-S110CS
7801433 PFB-R1605516-5140CS
7801434 PFB-R2005520-5160CS
7801435 PFB-R2505525-5160CS
7801436 PFB-R3005532-5170CS

T Number of flutes - Anzahl Schneiden - Numero di denti - Nombre de lévres - Liczba ostrzy
Antal skaer - Antal skar - Numero de ranuras - Yucno pexyLumnx Kpomok - Kanal sayisi

Carbide Shank - long

EDP Tool Specification ZA  Stock Price

R
7801420 PFB-R0805S08-LL140CS 4
7801421 PFB-R100S510-LL150CS 5

7801422 PFB-R1205512-LL160CS 6

7801423 PFB-R1605516-LL200CS

7801424 PFB-R2005520-LL240CS 10

7801425 PFB-R2505525-LL260CS 12,5 137,5
7801426 PFB-R3005532-LL290CS 15 165

= Number of flutes - Anzahl Schneiden - Numero di denti - Nombre de lévres - Liczba ostrzy
Antal skaer - Antal skar - Numero de ranuras - Yucno pexyLumx Kpomok - Kanal sayisi

® on stock
26 o available on short notice



W7 PFB SCREW FIT

{23 PHOENIX €3 proenix { ) proenix € D rHoenix (& proenix

m High performance m High performance m Alta prestazione m Haute performance m Yiiksek performans
m Finish ball nose cutter u Kugelfraser flr m Fresa sferica di finitura u Finition hémisphérique m Finis kiire freze
Schlichtbearbeitungen
m Screw fit type ® Aufschraubschaft m Sistema modulare m Téte vissée = Vidali tip
& = PHOENIX Coon (2 PHOENIX @ PHOENIX f PHOENIX
m High performance m High performance m Altas prestaciones m BbicOKas Npovi3BOANTENbHOCTD m Wysoka wydajnosé¢
m Radiusfraeser til sletbearbejdning m Fullradiefras for finishing » Fresa de punta esférica = Yucrosas chepuueckan dppesa = Frez kulowy, obrébka wykariczajaca
m Indskrunings type m Med génginfastning m Cabeza roscada m Pe3b60Bas ronoska u Chwyt wkrecany

¢o1

Designation Wrench Applicable
Inserts
7801490 PFB-R100SF6 10 2 6,5 6 7 26 9 9 (]
7801491 PFB-R120SF6 12 2 6,5 6 7 26 1 1 °
7801492 PFB-R160SF8 16 2 8,5 8 10 32 14 14,5 ()
7801493 PFB-R200SF10 20 2 10,5 10 14 38 18 18 PFB °
7801494 PFB-R250SF12 25 2 12,5 12 17 38 22 23 ()
7801495 PFB-R300SF16 30 2 17 16 22 43 27 28 [

ZA= Number of flutes - Anzahl Schneiden - Numero di denti - Nombre de lévres - Liczba ostrzy

~ Antal skeer - Antal skar - Numero de ranuras - Yucno pexyLumx KpoMok - Kanal sayisi

® on stock
27 o available on short notice
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J—
21 PHOENIX

m Applicable insert for Finish
Ball Nose Cutter

@ = PHOENIX

m Anvendelige skaer til

radiusfraeser

EBpHoenix

= Wendeplatten,
Kugelfréser PFB

=17

m Utbytbara skarinsatser

for fullradiefras

/7 PFB INSERTS ==

{ D rroenx

m Inserti applicabili per

fresa sferica di finitura

(&) PHOENIX

m Plaquitas para fresa

esférica de acabado

(& pHoenix

m Finig kure frezeye uygun ug

{ D rHoenix

m Choix de plaquettes
de finition hémisphérique

@ PHOENIX

m CMeHHbIe MIacTUHKN Ans
4ncToBOI Chepuyeckoit ppesbl

fw PHOENIX

m Plytka do frezéw FTB,obrébka
wykanczajaca

Grade of Coated material
Stock Price

PFBO80-SP 2 4 7820030 7820010 °
PFB100-SP 2 10 5 26 85 7820031 7820011 °
PFB120-SP 2 Spiral 2 6 3 10 | 7820032 7820012 °
PFB160-SP 2 6 8 4 12 7820033 7820013 °
PFB200-SP 2 Type 20 10 5 15 7820034 7820014 °
PFB250-SP 2 25 125 6 18,5 | 7820035 7820015 °
PFB300-SP 2 30 15 7 22,5 | 7820036 7820016 °
PFBO80-SH 2 8 4 24 7 7820040 °
PFB100-SH 2 10 5 26 85 7820041 °
PFB120-SH 2 | SpiralType 2 6 3 10 7820042 °
PFB160-SH 2 |(Strengthened|180° 16 8 4 12 7820043 ]
PFB200-SH 2 | edgeType) 20 10 5 15 7820044 °
PFB250-SH 2 25 125 6 18,5 7820045 °
PFB300-SH 2 30 15 7 22,5 7820046 °
PFB080-D 2 8 4 24 7 7820020 °
PFB100-D 2 _ 10 5 26 85 7820021 °
PFB120-D 2 | sSeiralType 2 6 3 10 7820022 °
PFB160-D 2 | (piamond 6 8 4 12 7820023 °
PFB200-D 2 coated) 20 10 5 15 7820024 °
PFB250-D 2 25 125 6 18,5 7820025 °
PFB300-D 2 30 15 7 22,5 7820026 °
PFB080-Q 2 8 4 24 7 7820050 °
PFB100-Q 2 , 10 5 26 85 | 7820051 °
PFB120-Q 2 | SeiralType 2 6 3 10 7820052 °
PFB160-Q 2 | (ullRadius 22000 16 8 4 12 7820053 °
PFB200-Q 2 Type) 20 10 5 15 7820054 °
PFB250-Q 2 25 125 6 18,5 | 7820055 °
PFB300-Q 2 30 15 7 22,5 | 7820056 °

minimum order quantity = 1 pc.

Accessories - Clamping Screw & Wrench

Clamping Screw

7808123
7808117
7808118
7808119
7808120
7808121
7808122

Designation

FS25669RB
FS30686RB
FS35610RB
FS40613RB
FS50615RB
FS60620RB
FS80624RB

Size @ | Rec.Torque

1TNm
1,2Nm
2Nm
3Nm
5Nm
5Nm
6 Nm

Stock | Price

——— Wrench
Designation
7808204 T7-D 8 (]
7808205 T8-D 10 [
7808207 T10-D 12 [
7808208 T15-D 16 °
7808209 T20-D 20/ 25 [
7808212 T30-D 30 °

28

® on stock
o available on short notice



AN
-
{:]a PHOENIX

m High performance
m 90° Shoulder cutter
m Porcupine type

& = PHOENIX

m High performance
m 90° vendeskaersfraeser
m Pindsvin type

V7 PSEL SS

€3 proenix

m High performance
m 90 ° Schulterfraser
m |gelfraser

(=T

m High performance
m 90° vandskarsfras
m Igelkott typ

ezl

e

==

7802900
7802901

7802902
7802903
7802904
7802905
7802906

Designation

PSEL11R0255525-2-27
PSEL11R0325532-2-37
PSEL11R0325532-3-45
PSEL11R0405542-3-37
PSEL11R0405542-4-45
PSEL15R0405542-2-38
PSEL15R0505542-3-50

{ D rHoenix

m Alta prestazione
m 90° Spallamento retto
m Ariccio

(Z_) PHOENIX

m Altas prestaciones
m Fresa de 90° para escuadrar
m Tipo cocodrilo

Nb.

amount
Insert

Insert

_ Number of flutes - Anzahl Schneiden - Numero di denti - Nombre de leévres - Liczba ostrzy
Antal skeer - Antal skar - Numero de ranuras - Y1cno pexyLimx kpoMok - Kanal sayisi

PSEL BORE .

p—
2l PHOENIX

m High performance
m 90° Shoulder cutter
= Porcupine type

@ = PHOENIX

m High performance
m 90° vendeskaersfraeser
m Pindsvin type

€3 proenix

u High performance
m 90 ° Schulterfraser
m |gelfraser

=121

u High performance
m 90° vandskarsfras
m Igelkott typ

{ Drroenix

m Alta prestazione
m 90° Spallamento retto
m Ariccio

(S PHOENIX

m Altas prestaciones
m Fresa de 90° para escuadrar
m Tipo cocodrilo

{ ) proenix

= Haute performance
m Surfacer dresser a 90°
= Fraise hérisson

- PHOENIX

m BbicOKas Npon3BOANTENbHOCTD
= Topuesan dpesa 90°
= J1Ko6pa3

(& proenix

m Yiiksek performans
m 90 ° sirt frezesi
u Kirpi

‘w PHOENIX

m Wysoka wydajnos¢
m 90° Frez walcowo-czotowy
m Jezozwierz

Applicable

Inserts

@

{ D rHoenix

m Haute performance
u Surfacer dresser a 90°
m Fraise hérisson

& PHOENIX

m BbicOKas NPov3BOAUTENbHOCTb
m Topuesas ¢ppesa 90°
m Kobpas

Type Stock Price

Ne oo
o000 00OCO

(& pHoenix

m Yiiksek performans
u 90 ° sirt frezesi
u Kirpi

fww PHOENIX

m Wysoka wydajnos¢
m 90° Frez walcowo-czotowy
m Jezozwierz

(Side Milling) (Side Milling) (Face Milling| [ Slotting )

| &l | &)

. . Applicable .
Designation PP Stock  Price
e 1 J [1S€
7802850 PSEL15R050M22-3-50 50 3 4 12 50,5 74 45 22 104| 6,3 [
7802851 PSEL15R063M27-3-50 63 3 4 12 50,5 74 60 27 24| 7 @ [
7802852 PSEL15R080M32-4-63 80 6 5 20 63 88 76 32 144| 8 (]

+= Number of flutes - Anzahl Schneiden - Numero di denti - Nombre de Iévres - Liczba ostrzy

Antal skeer - Antal skar - Numero de ranuras - Yucno pexyLumx kpomok - Kanal sayisi

® on stock
29 o available on short notice
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21 PHOENIX

m Applicable insert
for 90° Shoulder cutter

@ = PHOENIX

m Anvendelige skaer til 90°
vendeskaersfraeser

(@]
N

©

Designation

E B pHoenix

= Wendeplatten
90° Schulterfréser PSE

(=1

m Utbytbara véndskar for 90°

e

véndskarsfras

Insert Size

/7 PSEL INSERTS =~

{ D rroenx

m Inserti applicabili per fresa
90° spallamento retto

(&) PHOENIX

m Plaquitas para fresa a
90° de escuadrar

Uncoated

{ DrHoenix

u Surfacer dresser a 90°

& PHOENIX

m CMeHHbIe M1acTUHKN Ais
Topueson dppesbl 90°

Coated Grade

(& pHoenix

m 90 ° sirt frezesi iin uygun ug

fw PHOENIX

m Plytka do frezéw walcowo
m -czotowych 90°

u““ CK010 XP3035 | XP2040 | XC1015 | XC5035 5040
ZDKT11T308SR-GL 2 10x68 38 15 08 14 7814026 7813026
ZDKT11T304SR-GM 2 10x68 38 15° 04 18 7814025 7813025 7812025
ZDKT11T308SR-GM 2 10x68 38 15° 08 14 7814032 7813032
ZDKT11T312SR-GM 2 10%68 38 15° 12 1 7814053
ZDKT11T320SR-GM 2 10x6,8 38 15° 2 2,1 7814038
(1)ZDKT11T3305R-GM 2 10%68 38 15° 3 1,5 7814054
ZDKT11T340SR-GM 2 10x68 38 15° 4 - 7814055
ZDKT11T308SR-GR 2 10%68 38 15 08 14 7814033 7813033 7812033
ZDKT11T304ER-SM 2 10%68 38 15 04 18 7813034
ZDKT11T308ER-SM 2 10x68 38 15° 08 14 7815031 7816031
ZDKT11T316ER-SM 2 10x68 38 15° 16 08 7815027 7816027
ZDKT11T302FR-NM 2 10x68 38 15° 02 2 7811048
ZDKT11T304FR-NM 2 10x68 38 15° 04 1,8 7811049
ZDHT11T304FR-NM 2 10%68 35 15 04 1,8 7811024
ZDKT150508SR-GL 2 14x93 556 15° 08 1,6 7814057 7813057
(2)ZDKT1505085R-GM 2 14x93 556 15° 08 1,6 7814029 7813028 7812029
ZDKT1505085R-GR 2 14x9,3 556 15° 08 1,6 7814058 7813058 7812058
| ZDKT150508ER-SM 2 14x93 556 15° 08 1,6 7815056 7816056
ZDKT150508FR-NM 2 14x93 556 15° 08 16 7811046
B Recommended Grade / Material
sty @ 0 0 6 O
CKo10 NM Coolant/Dry ®
XP2040 GL/GM/GR Dry ° ©
Coolant ® [e)
XP3035 GL/GM/GR Dry ® le) o)
XC1015 GM/GR Dry ®
Dry O] o
XC5035 M
Coolant (o] O
XC5040 SM Coolant (o] ® (o]

GL Light Cutting
GM Medium Cutting

Designation

NM  Aluminum
SM Heat Resistance Alloy

Applicable Inserts

Applicable Cutters

@ First choice

O Second choice

cessories - Clamping Screw, Coolant cap bolt & Wrench

Clamping Screw

Stock Price

7808107 FS25656P (Torx 8IP) @ ZD-T11... PSEL SS @ 25 °
7808109 F$25673P (Torx 8IP) @ ZD-T11... PSEL @ 32~40 °
7808115 \ F$35686P (Torx 15IP) e ZDKT15... PSEL SS @ 40~50 °

PSEL BORE @ 50~80

30

Coolant Cap Bolt
Designation Applicable Inserts Applicable Cutters Stock Price
7808132 OCB-M20-08 - PSEL BORE @ 50 o
7808133 OCB-M24-10 - PSEL BORE @ 63 °
7808134 | OCB-M30-14 - PSEL BORE @ 80 ]
@,:n Wrench
EDP Designation Applicable Inserts Applicable Cutters Stock Price
7808225 81P-D (Torx 8IP) @ ZD-T11... )
PSEL SS @ 25~40
7808228 15IP-D (Torx 15IP) ZDK-T15... PSEL SS @ 40~50 ]
PSEL BORE @ 50~80
® on stock

o available on short notice



\ﬁ, PSE-WS/SS

AN
EBpHoenix

m High performance
m 90 ° Schulterfraser
= Weldon und Zylinderschaft

(& pHoenix

m Yiksek performans
m 90 ° sirt frezesi
m Veldon ve diiz saft tipi

‘ )PHOENIX ‘ )PHOENIX

123 PHOENIX

m High performance

m 90° Shoulder cutter

= Weldon and Straight
shank type

m Alta prestazione
m 90° Spallamento retto
m Gambo Weldon e cilindrico

= Haute performance
m Surfacer dresser a 90°
m Queue weldon et cylindrique

@ = PHOENIX (=121 (&) PHOENIX @ PHOENIX @ PHOENIX
m High performance m High performance m Altas prestaciones m BbicoKaA Npon3BOANTENbHOCTL m Wysoka wydajnos¢
m 90° vendeskaersfraeser m 90° vandskarsfras u Fresa de 90° para escuadrar m TopueBas ¢ppesa 90° m 90° Frez walcowo-czotowy

= Med og uden Weldon flade u Weldon och rakt skaft = Mango cilindrico Weldon u Weldon v yunuHapnueckuin u Chwyt cylindryczny i Weldon

XBOCTOBUK

("Stotting ) [Contouring] [Face Milling| (Side Milling) (Side Milling m
AEL L gl Pl —
@ ©
11 11

Applicable

Designation
9 Inserts

Type Stock Price

47801100 Coarse Pitch PSE11RO16WS16-2S 16 2 16 75 25 1 ()
47801115 Close Pitch PSE11R020WS20-3S 20 3 20 80 25 ZD-T11- 1 °
47801104 Close Pitch PSE11R025WS25-4S 25 4 25 920 35 @ 1 [ \
47801105 Close Pitch PSE11R032WS32-55 32 5 32 105 40 1 °
47801106 Coarse Pitch PSE15R025WS25-2S 25 2 25 100 32 ZD@S- 1 () \
47801111 Close Pitch PSE15R032WS32-3S 32 3 32 125 40 1 °

ZA= Number of flutes - Anzahl Schneiden - Numero di denti - Nombre de Iévres - Liczba ostrzy

Antal skaer - Antal skar - Numero de ranuras - Yucrno pexyLumx kpomok - Kanal sayisi

Straight Shank

Applicable

EDP Designation

Inserts

Type Stock Price

ZA= Number of flutes - Anzahl Schneiden - Numero di denti - Nombre de lévres - Liczba ostrzy

Antal skaer - Antal skar - Numero de ranuras - Yucrno pexyLumx kpomok - Kanal sayisi

7801101 Coarse Pitch short PSE11R020S520-2S 2 2 )
7801102 Coarse Pitch short PSE11R0255525-3S 25 3 25 120 35 2 °
7801103 Coarse Pitch short PSE11R0325532-3S 32 3 32 130 45 2 )
7801100 Close Pitch short PSE11R016S5516-2S 16 2 16 90 25 2 °
7801116 Close Pitch short PSE11R0185S16-2S 18 2 16 90 25 2 o
7801115 Close Pitch short PSE11R020SS20-3S 20 3 20 100 30 2 °
7801117 Close Pitch short PSE11R0225520-3S 22 3 20 110 30 2 ]
7801104 Close Pitch short PSE11R0255525-4S 25 4 25 120 35 2 °
7801118 Close Pitch short PSE11R0285525-4S 28 4 25 120 35 ZD-T11- 2 [}
7801119 Close Pitch short PSE11R030SS32-4S 30 4 32 130 45 @ 2 o
7801105 Close Pitch short PSE11R0325532-5S 32 5 32 125 40 2 )
7801120 Close Pitch short PSE11R0355532-5S 35 5 32 130 35 2 [¢]
7801121 Long PSE11R016SS16-2L 16 2 16 150 50 2 o
7801122 Long PSE11R018SS16-2L 18 2 16 150 25 2 o
7801123 Long PSE11R020S520-3L 20 3 20 160 60 2 )
7801124 Long PSE11R022SS20-3L 22 3 20 160 30 2 °
7801125 Long PSE11R0255525-3L 25 3 25 170 70 2 [}
7801126 Long PSE11R0285525-3L 28 3 25 170 35 2 o
7801127 Long PSE11R030SS32-3L 30 3 32 190 90 2 (0]
7801128 Long PSE11R032SS32-3L 32 3 32 190 90 2 °
7801129 Long PSE11R0355532-3L 35 3 32 190 35 2 0]
7801107 Coarse Pitch short PSE15R0325532-2S 32 2 32 130 45 2 [¢]
7801108 Coarse Pitch short PSE15R040S532-3S 40 3 32 140 50 2 o
7801109 Coarse Pitch short PSE15R0505532-3S 50 3 32 130 45 2 o
7801110 Coarse Pitch short PSE15R0635532-4S 63 4 32 130 45 2 o
7801106 Close Pitch short PSE15R0255525-2S 25 2 25 120 35 2 [
7801130 Close Pitch short PSE15R0285525-2S 28 2 25 120 35 2 o
7801131 Close Pitch short PSE15R030S532-3S 30 3 32 130 45 2 ]
7801111 Close Pitch short PSE15R0325532-3S 32 3 32 130 45 ZD@1 5- 2 °
7801132 Close Pitch short PSE15R0355532-3S 35 3 32 130 35 2 o
7801112 Close Pitch short PSE15R040S5532-4S 40 4 32 140 50 2 o
7801113 Close Pitch short PSE15R050S532-5S 50 5 32 130 45 2 o
7801114 Close Pitch short PSE15R0635532-6S 63 6 32 130 45 2 (0]
7801133 Long PSE15R0255525-2L 25 2 25 170 70 2 °
7801134 Long PSE15R0285525-2L 28 2 25 170 35 2 o
7801135 Long PSE15R030SS32-3L 30 3 32 190 90 2 (0]
7801136 Long PSE15R0325532-3L 32 3 32 190 920 2 )
7801137 Long PSE15R0355532-3L 35 3 32 190 45 2 o
7801138 Long PSE15R040SS32-3L 40 3 32 190 45 2 o

® on stock
o available on short notice



N7 PS€E SCREW FIT

P
%las PHOENIX EBproenx € D rHoenix { D rHoenix (& pHoenix
m High performance m High performance m Alta prestazione = Haute performance m Yiiksek performans
m 90° Shoulder cutter m 90 ° Schulterfraser m 90° Spallamento retto m Surfacer dresser a 90° m 90 ° sirt frezesi
m Screw fit type u Aufschraubschaft m Sistema modulare m Téte vissée m Vidali tip
@ = PHOENIX (=121 (&) PHOENIX @ PHOENIX f PHOENIX
m High performance m High performance m Altas prestaciones m BbicoKaA Npon3BOANTENbHOCTL m Wysoka wydajnos¢
m 90° vendeskaersfraeser m 90° vandskarsfras u Fresa de 90° para escuadrar m Topuesan ppesa 90° m 90° Frez walcowo-czotowy
m Indskrunings type u Med ganginfastning u Cabeza roscada m Pe3b60Basn ronoska u Chwyt wkrecany

(ide Milling) (Side Milling) (Face Milling| [~ Slotting ] rConlounng]

E Rz

EDP Designation D ZA Da Dg ] D2 Applicable Inserts Stock  Price

7801600 PSE11R016SF8-2 16 2 8,5 8 27 14,5

7801601 PSE11R020SF10-3 20 3 10,5 10 33 18 °
7801602 PSE11R0255F12-4 25 4 12,5 12 35 23 ZD-T11- °
7801603 PSE11R0285F12-4 28 4 12,5 12 35 23 @® °
7801604 PSE11R032SF16-5 32 5 17 16 40 28 °
7801605 PSE11R0355F16-5 35 5 17 16 40 28 °
7801606 PSE11R040SF16-6 40 6 17 16 40 28 °
7801607 PSE15R0255F12-2 25 2 12,5 12 35 23 °
7801608 PSE15R028SF12-2 28 2 12,5 12 35 23 ZD-T15- °
7801609 PSE15R0325F16-3 32 3 17 16 40 28 °
7801610 PSE15R0355F16-3 35 3 17 16 40 28 °
7801611 PSE15R040SF16-4 40 4 17 16 40 28 °

_ Number of flutes - Anzahl Schneiden - Numero di denti - Nombre de lévres - Liczba ostrzy
Antal skeer - Antal skar - Numero de ranuras - Yucno pexyLumx kpomok - Kanal sayisi

Straight arbor for screw fit tools - Steel Shank

EDP Designation d Stock  Price

7801900 SF-M085516-15
7801901 SF-M105520-20
7801902 SF-M125525-35
7801903 SF-M165532-35

Straight arbor for screw fit tools - Carbide shank

EDP Designation d Stock  Price
7801910 SF-M08S516-55CS o
7801911 SF-M08SS16-85CS 16 14,5 8 145 85 o
7801912 SF-M10S520-70CS 20 18 10 140 70 o
7801913 SF-M10S5520-110CS 20 18 10 180 110 o
7801914 SF-M125525-90CS 25 23 12 170 90 (]
7801915 SF-M125525-140CS 25 23 12 220 140 o
7801916 SF-M165532-120CS 32 28 16 220 120 (]
7801917 SF-M165532-190CS 32 28 16 290 190 o

® on stock
32 o available on short notice



N7 PS€E BORE

EBpHoenix

m High performance
m 90 ° Schulterfraser
m Aufnahmebohrung

123 PHOENIX

m High performance
m 90° Shoulder cutter

= Bore Type

@ = PHOENIX

m High performance
m 90° vendeskaersfraeser

m Til dorn

=17

m High performance

m 90° vandskarsfras

u Med skruvféste

(side Milling) (Side Milling (Face Milling|

Slotting

Bz,

b 7|8

o

Type 1

With

With
coolant

{ D rroenx

-
(o) PHOENIX

m Alta prestazione
m 90° Spallamento retto
= A manicotto

m Altas prestaciones
m Fresa de 90° para escuadrar

m Hueca

Type 3

c]

Without

coolant
hole

{ D rHoenix

= Haute performance
m Surfacer dresser a 90°
m Trou lisse

@ PHOENIX

m Bbicokasa nNpon3BOANTENBHOCTDb
m Topuesan ppesa 90°
m HacapHasa

Applicable
Inserts

(& pHoenix

m Yiksek performans
m 90 ° sirt frezesi
m Delikli tip

fw PHOENIX

m Wysoka wydajnosc
m 90° Frez walcowo-czotowy
m Nasadzany

Stock  Price

Type

7801000 Coarse Pitch PSE11R040M16-4 4 1 ()
7801001 Coarse Pitch  PSE11R050M22-5 50 5 40 45 22 10 4 63 1 °
7801002 Coarse Pitch  PSE11R063M22-6 63 6 40 50 22 104 6,3 2 °
7801003 Coarse Pitch  PSE11R080M27-7 80 7 50 60 27 124 7 2 °
7801020 Coarse Pitch PSE11R080M25.4-7 80 7 50 60 254 95 6 ZD-T11- 2 o
7801004 Close Pitch  PSE11R040M16-6 40 6 40 38 16 84 56 1 °
7801005 Close Pitch  PSE11R050M22-7 50 7 40 45 22 104 6,3 1 °
7801006 Close Pitch  PSE11R063M22-8 63 8 40 50 22 104 6,3 2 °
7801007 Close Pitch  PSE11R080M27-10 80 10 50 60 27 124 7 2 ()
7801021 Close Pitch  PSE11R080M25.4-10 80 10 50 60 254 95 6 2 [¢]
7801008 Coarse Pitch  PSE15R040M16-3 40 3 40 38 16 84 56 1 )
7801009 Coarse Pitch  PSE15R050M22-3 50 3 40 45 22 104 6,3 1 °
7801010 Coarse Pitch PSE15R063M22-4 63 4 40 50 22 104 6,3 2 °
7801011 Coarse Pitch PSE15R080M27-5 80 5 50 60 27 124 7 2 °
7801022 Coarse Pitch  PSE15R080M25.4-5 80 5 50 60 254 95 6 2 o
7801012 Coarse Pitch  PSE15R100M32-7 100 7 50 70 32 144 8 3 °
7801023 Coarse Pitch  PSE15R100M31.7-7 100 7 50 70 31,75 12,7 8 ZD-T15- 3 o
7801024 Coarse Pitch PSE15R125M38.1-8 125 8 63 90 38,1 159 10 @ 3 o
7801014 Close Pitch  PSE15R040M16-4 40 4 40 38 16 84 56 1 °
7801015 Close Pitch  PSE15R050M22-5 50 5 40 45 22 104 6,3 1 °
7801016 Close Pitch  PSE15R063M22-6 63 6 40 50 22 104 6,3 2 ()
7801017 Close Pitch  PSE15R080M27-8 80 8 50 60 27 124 7 2 °
7801025 Close Pitch  PSE15R080M25.4-8 80 8 50 60 254 95 6 2 [¢]
7801018 Close Pitch  PSE15R100M32-10 100 10 50 70 32 144 8 3 °
7801026 Close Pitch  PSE15R100M31.7-10 100 10 50 70 31,75 12,7 8 3 (0]
7801027 Close Pitch  PSE15R125M38.1-11 125 11 63 90 38,1 159 10 3 [¢]

Number of flutes - Anzahl Schneiden - Numero di denti -

Nombre de |évres - Liczba ostrzy

Antal skeer - Antal skar - Numero de ranuras - Yucno pexyLmx kpomok - Kanal sayisi

Bl Bottom notch

o The bottom notch breaks chips into small pieces
o Small chips prevents jamming or wrapping, enabling the tool to perform
ramping and helical milling in a smooth manner

M High precision insert
Bottom roughness

toolholder PSE 11R032 SS 32-5S toolholder
insert ZDKT 117304 SR-GM XP3035 insert
material S50C material
parameters Vc =180 m/min parameters
fz=0,1 mm/t
ap=0,1mm

de=25,6 mm Ra-0,5 pm-Rz-4 um-PSE

Bottom roughness

)

Roughness

10um

Side Milling Offset

PSE 15R032 SS 32-3S

ZDKT 150508 SR-GM XP3035
S50C

Vc =180m/min

fz=0,1 mm/t

ap=0,1 mm

de=25,6 mm

Competitor B

L

b

\

17
Hm 15um

A At

v.
A

Y

Competitor A

Competitor B Competitor C Competitor D

A

PSE showed an improvement at the _f

bottom flat surface finish.
Rz 4um and under

results

results

\
B

PSE showed an improvement at side step
machining as (measured) step as 10 um
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A

/7 PSE INSERTS

~9
s
%las PHOENIX EBproenx € D rHoenix { D rHoenix (& pHoenix
m Applicable insert = Wendeplatten m Inserti applicabili per fresa m Surfacer dresser a 90° m 90 ° sirt frezesi icin uygun ug
for 90° Shoulder cutter 90° Schulterfraser PSE 90° spallamento retto Trou lisse
@ = PHOENIX (=121 (&) PHOENIX @ PHOENIX ‘ PHOENIX
m Anvendelige skaer til 90° m Utbytbara véndskar for 90° m Plaquitas para fresa a m CMeHHble NNacTUHKN ANs m Plytka do frezéw walcowo
vendeskaersfraeser véandskarsfras 90° de escuadrar Topuesoi dpesbl 90° m -czotowych 90°

IR =
]

No. of Insert Size Uncoated Coated Grade

Designation cutting
G -n““ CKo10 m XP2040 | XC1015 | XC5035 | XC5040
08 14

ZDKT11T308SR-GL 2 10x6,8 3,8 15° 7814026 7813026

ZDKT11T304SR-GM 2 10x6,8 3,8 15° 04 18 7814025 7813025 7812025

ZDKT11T3085R-GM 2 10x6,8 3,8 15° 08 14 7814032 7813032 ‘

ZDKT11T312SR-GM 2 10x6,8 3,8 15° 1,2 1 7814053

ZDKT11T320SR-GM 2 10x6,8 3,8 15° 2 21 7814038 \
(DZDKT11T330SR-GM 2 10x6,8 3,8 15° 3 1,5 7814054

ZDKT11T340SR-GM 2 10x6,8 3,8 15° 4 = 7814055 \

gZDKﬂ 1T308SR-GR 2 10x6,8 3,8 15° 08 14 7814033 7813033 7812033

ZDKT11T304ER-SM 2 10x6,8 3,8 15° 04 1.8 7816034 \

ZDKT11T308ER-SM 2 10x6,8 3,8 15° 08 14 7815031 7816031

ZDKT11T316ER-SM 2 10x6,8 3,8 15° 16 0,38 7815027 7816027 \

ZDKT11T302FR-NM 2 10x6,8 3,8 15° 0,2 2 7811048

ZDKT11T304FR-NM 2 10x6,8 3,8 15° 04 1,8 7811049 \

ZDHT11T304FR-NM 2 10x6,8 3,5 15° 04 1,8 7811024

ZDKT150508SR-GL 2 14x9,3 556 15° 0,8 1,6 7814057 7813057 \
(2)ZDKT1505085R-GM 2 14x9,3 556 15° 0,8 1,6 7814029 7813028 7812029

ZDKT150508SR-GR 2 14x9,3 556 15° 08 1,6 7814058 7813058 7812058 \

ZDKT150508ER-SM 2 14x93 556 15° 08 1,6 7815056 7816056

ZDKT150508FR-NM 2 14x93 556 15° 08 16 7811046 |

M Recommended Grade / Material

sy @ 0 06 O
o} ®

CKo10 NM Coolant/Dry
XP2040 GL/GM Dry °© ©
Coolant O] O
XP3035 GL/GM Dry ® O o
XC1015 - Dry ®
Dry ® ()
Xcs03s M Coolant (@) (e]
XC5040 SM Coolant (¢) ® o
GL Light Cutting NM  Aluminum @© First choice
GM Medium Cutting SM Heat Resistance Alloy O Second choice

cessories - Clamping Screw, Power Screw & Wrench

Clamping Screw

Designation Applicable Inserts Applicable Cutters Stock Price

7808107 FS25656P (Torx 8IP) | ©) ZD-T11... PSE SS/SF @ 16~35 [

7808109 FS25673P (Torx 8IP) [©O) ZD-T11... PSE BORE @ 40~80 [

7808115 FS35686P (Torx 15IP) | (@) ZDKT15... PSE SS/SF @ 25~63 [
PSE BORE @ 40~125

-BEB- Power Screw

Designation Applicable Inserts Applicable Cutters
7808150 PS0830 (Mx30) @ ZDT1... °
PSE BORE @ 40
@ ZDKT15...
7808151 | PS1031 (M10x31) @ ZD-T11... (]
PSE BORE @ 50
@ ZDKT15...
@—:n Wrench
EDP Designation Applicable Inserts Applicable Cutters Stock Price
7808225 81P-D (Torx 8IP) ® ZDT11.. PSE SS/SF @ 16~35 °
@ ZDKT15... PSE BORE @ 40~80
7808228 15IP-D (Torx 15IP) ® ZDT11.. PSE SS/SF @ 25~63 °
@ ZDKT15... PSE BORE @ 40~125

® on stock
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N7 PRC SS

p—
21 PHOENIX

m High performance
m Radius Cutter
m Straight Shank

@ = PHOENIX

m High performance
m Radius freeser
m Cylindrisk skaft

EBpHoenix

m High performance
m Rundplattenfraser

m Zylinders

=17

chaft

m High performance

m Véandskar:

sfras med runda skar

m Rakt skaft

(Side Milling) [ Slotting )

Face Willing) (C

LU

Z\és

Profile Milling) m

Type 1

{ D rroenx

m Alta prestazione
m Fresa con insero tondo
= Gambo cilindrico

(&) PHOENIX

m Altas prestaciones
u Fresa torica
= Mango cilindrico

:

‘ )PHOENIX
= Haute performance

u Fraise plaquettes rondes
= Queue cylindrique

@ PHOENIX

m Bbicokan npon3BOANTENBbHOCTD

m TopoBas dpesa

u LiunuHapuyeckuini XsocToBmK

(& pHoenix

m Yiksek performans
m Radyus freze
m Diiz saft

fw PHOENIX

m Wysoka wydajnosc
m Frez na plytki okragte
u Chwyt walcowy

L
EDP Type Designation D1 D ZA d L 11 Aliﬂlec.i':le Type Stock Price
7800300 Short PRC10R020S520-2S 10 20 2 20 130 50 1 [
7800301 Short  PRC10R020SS25-3S 15 25 3 25 140 60 1 °
7800302 Short PRC10R0325532-4S 22 32 4 32 150 70 RP-10- 1 ()
7800303 Long PRC10R020SS20-2L 10 20 2 20 180 80 @ 1 [¢]
7800304 Long PRC10R0255525-3L 15 25 3 25 200 120 1 o
7800305 Long PRC10R0325532-4L 22 32 4 32 200 120 1 [¢]
7800318 Short PRC12R030SS532-2S 18 30 2 32 150 70 1 o
7800306 Short PRC12R0325532-2S 20 32 2 32 150 70 1 °
7800320 Short PRC12R0325532-3S 20 32 3 32 150 70 1 o
7800307 Short PRC12R040S532-3S 28 40 3 32 150 50 2 [
7800308 Short PRC12R0505542-4S 38 50 4 42 150 50 2 [¢]
7800319 Long PRC12R030SS32-2L 18 30 2 32 200 120 1 [¢]
7800309 Long PRC12R032SS532-2L 20 32 2 32 200 120 RP-12- 1 [¢]
7800321 Long PRC12R032SS32-3L 20 32 3 32 200 120 1 [¢]
7800310 Long PRC12R040SS32-3L 28 40 3 32 250 50 2 [¢]
7800311 Long PRC12R0505542-4L 38 50 4 42 250 50 2 [¢]
7800312 Short PRC16R040S532-2S 24 40 2 32 150 50 2 (]
7800313 Short PRC16R0505542-3S 34 50 3 42 150 50 2 [¢]
7800314 Short PRC16R0635542-4S 47 63 4 42 150 50 RP-16- 2 o
7800315 Long PRC16R040S532-2L 24 40 2 32 250 50 ® 2 [¢]
7800316 Long PRC16R050S542-3L 34 50 3 42 250 50 2 (0]
7800317 Long PRC16R0635542-4L 47 63 4 42 250 50 2 [¢]

e Number of flutes - Anzahl Schneiden

Numero di denti - Nombre de |évres - Liczba ostrzy

~ Antal skeer - Antal skar - Numero de ranuras - Yucno pexyLumx kpoMok - Kanal sayisi
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A

~9
Ea PHOENIX

m High performance
m Radius Cutter
m Screw fit type

@ = PHOENIX

m High performance
m Radius freeser
m Indskrunings type

/7 PRC SCREW

EBpHoenix

m High performance
m Rundplattenfraser
m Aufschraubschaft

=17

m High performance

m Véndskarsfras med runda skar

u Rakt skaft

FIT

{ D rroenx

m Alta prestazione
m Fresa con insero tondo
m sistema modulare

(5 PHOENIX

m Altas prestaciones
u Fresa torica
u Cabeza roscada

(Side Milling) (" Slotting

[Face Milling| [Contouring

~

i
@ Dg
@ Da
2 D2

Designation

{ D rHoenix
= Haute performance

u Fraise plaquettes rondes
m téte vissée

@ PHOENIX

m Bbicokan nNpon3BOANTENBHOCTb

m TopoBas ¢ppesa
u KpenneHve BUHTOM

D2

(& pHoenix

m Yiiksek performans
m Radyus freze
m Vidali tip

fw PHOENIX

m Wysoka wydajnosc
m Frez na plytki okragte
u Chwyt wkrecany

Applicable

Price
Inserts

Stock

7801700 PRC10R020SF10-2 10 20 2 10,5 10 33 18 °
7801701 PRC10R025SF12-3 15 25 3 12,5 12 35 23 RP-10- °
7801702 PRCT0R030SF16-3 20 30 3 17 16 40 28 @ ()
7801703 PRC10R032SF16-4 22 32 4 17 16 40 28 °
7801704 PRC10R040SF16-4 30 40 4 17 16 40 28 [ )
7801705 PRC12R030SF16-2 18 30 2 17 16 40 28 °
7801706 PRC12R032SF16-3 20 32 3 17 16 40 28 RP-12- ()
7801707 PRC12R040SF16-3 28 40 3 17 16 40 28 @ °

e Number of flutes - Anzahl Schneiden - Numero di denti - Nombre de lévres - Liczba ostrzy
Antal skeer - Antal skar - Numero de ranuras - Yucno pexyLumx kpomok - Kanal sayisi

Straight arbor for screw fit tools - Steel Shank

EDP

7801900
7801901
7801902
7801903

Designation

SF-M085516-15
SF-M10S520-20
SF-M125525-35
SF-M165532-35

d

16 14,5
20 18
25 23
32 28

95
120

135
155

Stock  Price

15 o
20 o
35 o
35 [¢]

Straight arbor for screw fit tools - Carbide shank

EDP Designation d Stock  Price

7801910 SF-M08SS16-55CS 16 14,5 8 115 55 o
7801911 SF-M085516-85CS 16 14,5 8 145 85 [¢]
7801912 SF-M10S520-70CS 20 18 10 140 70 (0]
7801913 SF-M10S520-110CS 20 18 10 180 110 [¢]
7801914 SF-M125525-90CS 25 23 12 170 920 o
7801915 SF-M12SS25-140CS 25 23 12 220 140 [¢]
7801916 SF-M165532-120CS 32 28 16 220 120 o
7801917 SF-M165532-190CS 32 28 16 290 190 [¢]

® on stock
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N PR

123 PHOENIX

m High performance
m Radius Cutter
= Bore type

@ = PHOENIX

m High performance
m Radius freeser
m Til dorn

C BORE

EBpHoenix

m High performance
m Rundplattenfraser
= Aufnahmebohrung

=17

m High performance
m Véndskarsfras med runda skar
n Med skruvfaste

{ D rroenx

m Alta prestazione
m Fresa con insero tondo
= A manicotto

(&) PHOENIX

m Altas prestaciones
u Fresa torica
= Hueca

{ D rHoenix

= Haute performance
u Fraise plaquettes rondes
m Trou lisse

@ PHOENIX

m Bbicokasa nNpon3BOANTENBHOCTb
m TopoBas dpesa
m HacapgHasa

(Face Milling| (Side Milling] [ Slotting Contouring) (Profile Milling|

2\ 0] #

D3
With With Without
coolant coolant coolant
hole hole

Applicable
Inserts

(& pHoenix

m Yiksek performans
m Radyus freze
m Delikli tip

fw PHOENIX

m Wysoka wydajnosc
m Frez na plytki okragte
m Nasadzany

Stock Price

Type

_ Number of flutes - Anzahl Schneiden - Numero di denti - Nombre de levres - Liczba ostrzy

Antal skeer - Antal skar - Numero de ranuras - Yucno pexyLumx kpomok - Kanal sayisi

7800200  Coarse Pitch PRC12R050M22-4 4 45 22 1 6,3 2 ()
7800201 Coarse Pitch  PRC12R063M22-4 51 63 4 40 50 22 104 6,3 2 o
7800202  Coarse Pitch  PRC12R080M27-5 68 80 5 50 60 27 124 7 2 ()
7800209  Coarse Pitch  PRC12R080M25.4-5 68 80 5 50 60 254 95 6 2 o
7800203  Coarse Pitch  PRC12R100M32-6 88 100 6 50 70 32 144 8 2 ()
7800210  Coarse Pitch PRC12R100M31.7-6 88 100 6 50 70 31,75 127 8 RP-12- 3 o
7800204 Close Pitch  PRC12R050M22-5 38 50 5 40 45 22 104 6,3 @ 2 (]
7800206 Close Pitch  PRC12R063M22-6 51 63 6 40 50 22 104 6,3 2 °
7800207 Close Pitch  PRC12R080M27-8 68 80 8 50 60 27 124 7 2 ()
7800211 Close Pitch  PRC12R080M25.4-8 68 80 8 50 60 254 95 6 2 o
7800208 Close Pitch  PRC12R100M32-10 88 100 10 50 70 32 144 8 2 [
7800212 Close Pitch  PRC12R100M31.7-10 88 100 10 50 70 31,75 127 8 3 o
7800213 Close Pitch  PRC16R050M22-3 34 50 B 40 45 22 104 6,3 1 [
7800214 Close Pitch  PRC16R063M33-5 47 63 5 40 50 22 104 6,3 2 °
7800216 Close Pitch  PRC16R080M27-6 64 80 6 50 60 27 124 7 RP-16- 2 °
7800218 Close Pitch  PRC16R080M25.4-6 64 80 6 50 60 254 95 6 (©) 2 o
7800217 Close Pitch  PRC16R100M32-7 84 100 7 50 70 32 144 8 2 °
7800219 Close Pitch  PRC16R100M31.7-7 84 100 7 50 70 31,75 12,7 8 3 o

B Features - PRC

Improved chip ejection

with wide chip pocket

Due to no extra insert
clamping

it allows smooth chip
evacuation

Insert rotation stop

4 Corner type
SM chipb%é’ker

Inserts back side

Depended on the cutting depth
setting it's possible to choose
number of corners. (4 or8corners)

Setting to accommodate
cutout

8 Corner type

>
-

Body relief shape support
3 dimensional machining
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~9

p—
21 PHOENIX

m Applicable insert
for Radius Cutter

@ = PHOENIX

m Anvendelige vendeskaer
til radiusfraeser

/7 PRC INSERTS

EBpHoenix

= Wendeplatten,

Rundplattenfraser PRC

=17

m Utbytbara vandskar for

véndskarsfras med runda skar

{ D rroenx

m Inserti applicabili per
fresa con inserto tondo

(&) PHOENIX

m Plaquitas para
fresa térica

{ D rHoenix

m Choix de plaquettes
rondes

@ PHOENIX

m CMeHHble MNacTUHKN
[iNA TopoBoit Gpesbl

(& pHoenix

m Radyus freze icin uygun ug

fw PHOENIX

m Plytka okragta do frezéw PRC

O

o No. of Insert size Uncoated Coated grade
Designation DRI
o [ v | o | cwo | seas | weaoso | wcrors | xcsoss | wcaono |
RPHW10T3MOSN 8 10 3,97 11° 7814030
RPHW10T3MOEN 8 10 3,97 11° 7812017
(DRPHT10T3MOEN-GL 8 10 3,97 11° 7813008
RPHT10T3MOEN-SM 4 10 3,97 11° 7815010
RPHT10T3M8EN-SM 8 10 3,97 11° 7815050 7816050
RPHT10T3MOFN-NM 8 10 3,97 11° 7811009
RPHW1204MOSN 8 12 4,76 11° 7812018
RPHW1204MOSN 8 12 4,76 11° 7814018
(2 RPHT1204MOEN-GL 8 12 4,76 11° 7813011
RPHT1204MOEN-SM 4 12 4,76 11° 7815012
RPHT1204M8EN-SM 8 12 4,76 11° 7815051 7816051
RPHT1204MOFN-NM 8 12 4,76 11° 7811013
RPHW1605MOSN 8 16 5,56 11° 7812019
RPHW1605MOSN 8 16 5,56 11° 7814019
(3 RPHT1605MOEN-GL 8 16 5,56 11° 7813014
RPHT1605MOEN-SM 4 16 5,56 11° 7815015
RPHT1605M8EN-SM 8 16 5,56 1° 7815052 7816052
RPHT1605MOFN-NM 8 16 5,56 11° 7811016

B Recommended Grade / Material

Grade Chipbreaker Coolant/Dry 0 n m B m

CKO010 NM Coolant O]

XP2040 Gl Dry °© ©
Coolant ® [e)

XP3035 - Dry O] o o

XC1015 - Dry ®

XC5035 SM Dry © °©
Coolant o (@)

XC5040 SM Coolant o ® o

GL Light Cutting NM  Aluminum ® First choice
GM Medium Cutting SM Heat Resistance Alloy O Second choice

Clamping Screw Accessories - Clamping Screw, Power Screw & Wrench

Designation Applicable Inserts Applicable Cutters Stock  Price
7808116 FS30573A (Torx 10) @ RPH-10... PRC SS/SF @ 20~32 [}
PRC SS/SF @ 32~50
7808112 FS35586 (Torx 15) @ RPH-12... PRC BORE @ 3263 °
PRC SS/SF @ 40~63
7808113 FS45510 (Torx 20 -16...
(Torx20) ® RPH-16 PRC BORE @ 50~100 °
——1- Power Screw
Designation Applicable Inserts Applicable Cutters Stock  Price
7808151 PS1031 (M10x31) @ RPH-16... PRC BORE @ 50 °
@_—_n Wrench
Designation Applicable Inserts Applicable Cutters Stock Price
7808207 T10-D (Torx 10) @ RPH-10... PRC SS/SF @ 20~32 ]
PRC SS/SF @ 32~50
7808208 T15-D (Torx 15 -
(Torx13) @ RPH12.. PRC BORE @ 32~63 ¢
7808209 T20-D (Torx 20) ® RPH-16... B R o

PRC BORE @ 50~100

® on stock
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N7 PHC sS

EBpHoenix

m High performance
m Hochvorschubsfraser
m Zylinderschaft

{ D rroenx

123 PHOENIX

m High performance
m High Feed Radius Cutter
m Straight Shank

m Alta prestazione

= Gambo cilindrico

@ = PHOENIX

m High performance
m High feed radiusfreeser
m Cylindrisk skaft

=17

m High performance
m Hogmatnings frds med vandskar
u Rakt skaft

(&) PHOENIX

m Altas prestaciones
u Fresa de gran avance
= Mango cilindrico

[Face Milling) (Side Milling] [~ Slotting | [ Plunging ] (c

26 Cmd

| [Profile Milling| m

m Fresa alto avanzamento

(& pHoenix

m Yiksek performans
m Yiiksek ilerlemeli freze
m Duiz saft

{ D rHoenix

= Haute performance
m Fraise grandes avances
m Queue cylindrique

@ PHOENIX

m Bbicokasa nNpon3BOANTENBHOCTb
m Dpe3a ¢ BbICOKOI nofauveit
u LinnuHapuyeckuini XsocToBmK

fw PHOENIX

m Wysoka wydajnosc
m Frez do wysokich posuwéw
u Chwyt walcowy

e
Inserts P

_ Number of flutes - Anzahl Schneiden - Numero di denti - Nombre de lévres - Liczba ostrzy

"~ Antal skeer - Antal skar - Numero de ranuras - Yucno pexyLumx KpoMok - Kanal sayisi

7800700 Short  PHCO9R0255525-2S 2 1 o
7800701 Short  PHCO9R0255525-3S 13,2 25 3 25 140 60 1 °
7800716 Short  PHCO9R0285525-3S 16,2 28 3 25 140 40 2 o
7800717 Short  PHCO9R030S532-3S 18,2 30 3 32 150 70 1 o
7800702 Short  PHCO9R0325532-3S 20,2 32 3 32 150 70 1 °
7800718 Short  PHCO9R0355532-3S 23,2 35 3 32 150 50 2 o
7800703 Short  PHCO9R040S532-4S 28,2 40 4 32 150 50 2 ()
7800719 Short  PHCO9R0405542-4S 28,2 40 4 42 150 50 1 o
7800704 Long  PHCO9R0255525-2L 13,2 25 2 25 200 120 1 o
7800705 Long  PHCO9R0255525-3L 13,2 25 3 25 200 120 1 °
7800720 Long  PHCO9R028SS25-3L 16,2 28 3 25 200 40 SDMTO09- 2 °
7800721 Long  PHCO9R030SS32-3L 18,2 30 3 32 200 120 1 o
7800706 Long  PHCO9R0325S32-3L 20,2 32 3 32 200 120 @) 1 [
7800722 Long  PHCO9R0355532-3L 23,2 35 3 32 200 50 2 o
7800707 Long  PHCO9R040SS32-4L 28,2 40 4 32 250 50 2 o
7800723 Long  PHCO9R0405542-3L 28,2 40 3 42 250 70 1 [¢]
7800724 Extralong PHCO9R0255525-2LL 13,2 25 2 25 300 180 1 o
7800725 Extralong PHCO9R0285525-2LL 16,2 28 2 25 300 40 2 o
7800726 Extralong PHCO9R030SS532-2LL 18,2 30 2 32 300 180 1 o
7800727 Extralong PHCO9R0325532-2LL 20,2 32 2 32 300 180 1 o
7800728 Extralong PHCO9R0355532-2LL 23,2 35 2 32 300 50 2 o
7800729 Extralong PHCO9R0405542-2LL 28,2 40 2 42 300 70 1 [¢]
7800730 Short  PHC12R030S532-2S 13,4 30 2 32 150 70 1 o
7800708 Short  PHC12R0325532-2S 15,4 32 2 32 150 70 1 [
7800731 Short  PHC12R0355532-3S 18,4 35 3 32 150 50 2 (]
7800709 Short  PHC12R040S532-3S 234 40 3 32 150 50 2 [
7800732 Short  PHC12R040S542-3S 234 40 B 42 150 50 1 o
7800710 Short  PHC12R050S542-4S 33,4 50 4 42 150 50 2 o
7800711 Short  PHC12R0635542-5S 46,4 63 5 42 150 50 2 o
7800733 Long  PHC12R030S532-2L 13,4 30 2 32 200 120 1 o
7800712 Long  PHC12R032SS532-2L 15,4 32 2 32 200 120 SXMT12- 1 o
7800734 Long  PHC12R0355532-3L 18,4 35 3 32 200 50 2 o
7800713 Long  PHC12R040SS532-3L 234 40 3 32 250 50 @ 2 o
7800735 Long  PHC12R0405542-3L 23,4 40 3 42 250 70 1 o
7800714 Long  PHC12R0505542-4L 33,4 50 4 42 250 50 2 o
7800715 Long  PHC12R0635542-5L 46,4 63 5 42 250 50 2 o
7800736 Extralong PHC12R030SS32-2LL 13,4 30 2 32 300 180 1 o
7800737 Extralong PHC12R0325532-2LL 15,4 32 2 32 300 180 1 o
7800738 Extralong PHC12R0355532-2LL 18,4 35 2 32 300 50 2 o
7800739 Extralong PRC12R040S542-2LL 23,4 40 2 42 300 70 1 o
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~9

/7. PHC SCREW FIT

=
&1 PHOENIX 9 PHOENIX ‘ ' PHOENIX
m High performance m High performance m Alta prestazione
m High Feed Radius Cutter m Hochvorschubsfraser m Fresa alto avanzamento
m Screw fit type m Zylinderschaft = Sistema modulare

@ = PHOENIX (=121 (&) PHOENIX
m High performance m High performance m Altas prestaciones
m High feed radiusfraeser m Hogmatnings fras med vandskar u Fresa de gran avance
m Indskruningstype u Med ganginfastning m Cabeza roscada

S
i T

2 Dg

[a]
Q

{ D rHoenix

= Haute performance
m Fraise grandes avances

(& pHoenix

m Yiksek performans
m Yiiksek ilerlemeli freze

m téte vissée m Vidali tip
@) PHOENIX ' PHOENIX
m BbicoKaA Npov3BOANTENbHOCTL m Wysoka wydajnos¢
m Ope3a ¢ BbICOKOW noaayen u Frez do wysokich posuwéw
m Pe3bboBas ronoska u Chwyt wkrecany

Designation D2 GREIEERS Stock  Price
Inserts
7801500 PHCO9R025SF12-3 13,2 25 3 12,5 12 35 23 ()
7801501 PHCO9R028SF12-3 16,2 28 3 12,5 12 35 23 °
7801502 PHCO9R030SF16-3 18,2 30 3 17 16 40 28 SDMTO09- (]
7801503 PHCO9R032SF16-3 20,2 32 3 17 16 40 28 @ °
7801504 PHCO9R035SF16-3 23,2 35 3 17 16 40 28 ()
7801505 PHCO9R040SF16-4 28,2 40 4 17 16 40 28 [
7801506 PHC12R030SF16-2 13,4 30 2 17 16 40 28 ()
7801507 PHC12R032SF16-2 15,4 32 2 17 16 40 28 SXMT12- °
7801508 PHC12R035SF16-3 18,4 35 3 17 16 40 28 ]
7801509 PHC12R040SF16-3 23,4 40 3 17 16 40 28 °

A= Number of flutes - Anzahl Schneiden - Numero di denti - Nombre de lévres - Liczba ostrzy
Antal skeer - Antal skar - Numero de ranuras - Yucno pexyLumx kpomok - Kanal sayisi

Designation
7801900 SF-M08SS16-15
7801901 SF-M105520-20 20 18 10
7801902 SF-M12S525-35 25 23 12
7801903 SF-M165532-35 32 28 16

120
135
155

Stock  Price

w
v
O O oo

Straight arbor for screw fit tools - Carbide shank

EDP Designation d Stock  Price

7801910 SF-M085S16-55CS o
7801911 SF-M08S5S16-85CS 16 14,5 8 145 85 o
7801912 SF-M10S520-70CS 20 18 10 140 70 (0]
7801913 SF-M10SS20-110CS 20 18 10 180 110 ¢}
7801914 SF-M125525-90CS 25 23 12 170 920 o
7801915 SF-M125525-140CS 25 23 12 220 140 ¢}
7801916 SF-M165532-120CS 32 28 16 220 120 (0]
7801917 SF-M165532-190CS 32 28 16 290 190 o

® on stock
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N7 PHC BORE

s
&1 PHOENIX QPHOENIX ‘ ) PHOENIX ‘ i PHOENIX Q PHOENIX

m High performance m High performance m Alta prestazione = Haute performance m Yiiksek performans

m High Feed Radius Cutter m Hochvorschubsfraser m Fresa alto avanzamento m Fraise grandes avances m Yiiksek ilerlemeli freze

m Bore Type = Aufnahmebohrung = A manicotto m Trou lisse m Delikli tip

—

@ = PHOENIX (=121 {e.) PHOENIX @ PHOENIX ‘ PHOENIX

m High performance m High performance m Altas prestaciones m BbicoKaA Npov3BOANTENbHOCTL m Wysoka wydajnos¢

m High feed radiusfraeser m Hogmatnings fras med vandskar u Fresa de gran avance m Ope3a ¢ BbICOKOW noaayen u Frez do wysokich posuwéw

m Til dorn u Med skruvféste m Hueca m HacapHas u Nasadzany

Face M|II|ng| (Slde Milling Slotting | fPIunglng ] |Conlourmg| IProflle Mllllngl

7Ll me7E
:

With With

-| coolant -| coolant
hole

ZA i] D3 D2 a b Inserts pe Stock Price
7800600 PHCO9R040M16-4 4 40 38 16 8,4 5,6 1 )
7800601 PHCO9R050M22-5 38,2 50 5 50 47 22 10,4 6,3 SDMTO09- 2 °
7800605 PHCO9R050M22.2-5 38,2 50 5 50 47 22,225 8 5 2 0o
7800602 PHCO9R052M22-5 40,2 52 5 50 47 22 104 6,3 2 ]
7800603 PHCO9R063M22-6 51,2 63 6 50 60 22 104 6,3 2 [}
7800606 PHCO9R063M22.2-6 51,2 63 6 50 60 22,225 8 5 2 (0]
7800604 PHCO9R066M22-7 54,2 66 7 50 60 22 104 63 2 °
7800607 PHC12R040M16-3 23,4 40 3 40 38 16 8,4 5,6 2 °
7800608 PHC12R050M22-4 33,4 50 4 50 47 22 104 6,3 2 )
7800614 PHC12R050M22.2-4 33,4 50 4 50 47 22,225 8 5 2 0]
7800609 PHC12R052M22-4 35,4 52 4 50 47 22 104 6,3 SXMT12- 2 )
7800610 PHC12R063M22-5 46,4 63 5 50 60 22 104 6,3 @ 2 °
7800615 PHC12R0063M22.2-5 46,4 63 5 50 60 22,225 8 5 2 0o
7800611 PHC12R066M22-6 49,4 66 6 50 60 22 104 6,3 2 °
7800612 PHC12R080M27-7 63,4 80 7 50 76 27 124 7 2 °
7800616 PHC12R080M31.7-7 63,4 80 7 63 76 31,75 127 8 2 o
7800613 PHC12R100M32-8 83,4 100 8 63 96 32 144 8 2 °
7800617 PHC12R100M31.7-8 83,4 100 8 63 96 31,75 127 8 2 o

_ Number of flutes - Anzahl Schneiden - Numero di denti - Nombre de levres - Liczba ostrzy

Antal skeer - Antal skar - Numero de ranuras - Yncno pexyLmx kpomok - Kanal sayisi

M Ideal configuration for rough milling

o Economical four-corner type
o A breaker shape that enhances cutting performance while ensuring the
rigidity of the cutter

M PHC - Processing data

Tool PHC 09R050 M22-5 PHC 12R050 M22-4 3.500

Insert (grade) SDMTO09T308SR-GM XP3035 SXMT120410SR-GM XP3035

3.000

Work Material S50C
Cutting Speed 180 m/min (1.150 min-1) /

210§ uRYNSDY

2.500
Feed 5.000 mm/min s
Depth of cut ap=1 mm ae=5,10,20,30,35 mm o— ( PHC 09

2.000 @ PHC 12 =
Width of cut 200 mm —— Competitor
Coolant Dry s ) ) )

0 10 20 30 10

Machine BT50 Vertical Machining Center ae (mm)

Number of flutes making simultaneous contact through changes in the depth of cut (ae)

Even if the depth of cut (Qe) is increased for the
5mm 10mm | 20mm 30mm ’ 35mm PHC 09 with cross pitch, the design of the cutting
PHC09... 1(flute) 2 (flutes) 3 (flutes) 3 (flutes) 4 (flutes) edge suppresses the cutting force.
This suppresses the load and vibrations imparted
PHCT2... 1(flute) 2 (flutes) 2 (flutes) 3 (flutes) 3 (flutes) on the machine, enabling high efficiency machining.

PHC has a lower cutting force compared to the competitor’s product
PHC 09 Multiple cutters for highly efficient milling
PHC 12 Milling intermittently or with a long tool projection

® on stock
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N7 PHC INSERTS

123 PHOENIX

m Applicable insert
for High Feed Radius Cutter

@ = PHOENIX

m Anvendelige vendeskaer
til high feed radiusfraeser

EBpHoenix

= Wendeplatten,
Hochvorschubsfraser PHC

=17

m Utbytbara vandskar for
hégmatningsfras

{ D rroenx

m Inserti applicabili per
fresa ad alto avanzamento

(&) PHOENIX

m Plaquitas para fresa
de gran avance

{ D rHoenix

m Choix de plaquettes
pour la grande avance

@ PHOENIX

m CMeHHble MNAacTUHKN
Ans Gpesbl C BbICOKOW noaayen

(& pHoenix

m Yiksek ilerlemeli frezeye
uygun ug

fw PHOENIX

m Plytka, frezy do wyskich
posuwoéw PHC

. . - Insert Size Coated grade
Designation cutting
edges -nn“ XP2040 | XP3035 | XC1015 | XC5035 | XC5040
@ SDMTO09T308SR-GM 4 9,52x9,52 3,97 15° 1,9 7813020 7814020 7812020
SDMTO09T308ER-SM 4 9,52x9,52 3,97 15° 0,8 19 7815021 7816021
SXMT120410SR-GM 4 12,7x12,7 4,76 9° 1 13 7813022 7814022 7812022 |
SXMT120410ER-SM 4 12,7x12,7 476  9° 1 13 7815023 7816023

Order quantity - 10 pcs. in package

B Recommended Grade / Material

Grade Chipbreaker
(e]
XP2040 GM Dry
Coolant
XP3035 GM Dry ®
XC1015 GM Dry
Dry
X M
5035 S Coolant
XC5040 SM Coolant

GM  Medium Cutting
SM  Heat Resistance Alloy

Coolant/Dry n

®

(¢] (0]
®

®

(¢]

(6]

®
O

(0]
O
® o

@®© First choice
O Second choice

Accessories - Clamping Screw, Power Screw & Wrench

Clamping Screw
Designation Appl. Inserts Appl. Cutters Stock Price
7808111 FS35572 (Torx 15) @ SDMTO9... PHC SS/SF @ 25 °
7808112 F$35586 (Torx 15) @  sDMT09.. E:g gso/;ggig:gg °
7808113 FS45510 (Torx 20) @  SxMmTI2. E:g S(S)/sg g 25:1630 o
-BE- Power Screw

Stock Price

Designation Appl. Inserts
@  spbmT09..
7808150 PS0830 (M8x30)
@) SXMT12...

Appl. Cutters

PHC BORE @ 40

@::- Wrench

EDP Designation Appl. Inserts Appl. Cutters Stock Price
PHC SS/SF @ 25~40
7808208 T15-D (Torx 15) ©  sowos.. PHC BORE @ 40~66 *
PHC SS/SF @ 32~63
7808209 T20-D (Torx 20) @ sxmT2. PHC BORE @ 40~100 °
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\ﬁ, PDR SS/MT/NC

AN
s
21 PHOENIX QPHOENIX ‘ ) PHOENIX ‘ ) PHOENIX @ PHOENIX
m High performance m High performance m Alta prestazione = Haute performance m Yiiksek performans
m Deep Feed Radius Cutter m Torusfraser fiir maximale m Fresaad alta m Fraise grande avance torique m Derin ilerlemeli freze
Zustellungen asportazione m Delikli tip
m Shank Type m Zylinderschaft u Stelo = Queue cylindrique
—
@ = PHOENIX (=121 {e.) PHOENIX @ PHOENIX ‘ PHOENIX
m High performance m High performance m Altas prestaciones m BbicoKaA Npon3BoANTENbHOCTL m Wysoka wydajnos¢
m Deep feed radiusfraeser m Avverknings och hérnradie u Fresa de gran avance con radio m QOpe3a ¢ BbICOKOW nopayein n m Frez do gtebokich wybran
véandskarsfras yBENMUYeHHOW ry6nHO pesaHna
m Cylindrisk skaft m Rakt skaft = Con mango B LIWIMHAPUYECKNIA XBOCTOBMK m Nasadzany

(Face Milling) (Side Milling| (~Slotting | (C

ZinNE

Profile Milling|

7

D
D1
d
\aa.300)
=
H i
f
T
Ds
=)
A

e
jon
s

L

Morse Taper Combination
Type 1 Type 2 Type 3
. & e D o D

Designation 12 Type Stock Price
7800000 Regular PDR20R040SS42-2S 20 40 2 42 150 50 389 100 1 o
7800001 Regular PDR20R040MT5M16-2S 20 40 2 MT5-M16 256 120 38,9 136 2 o
7800003 Regular PDR20R040MT5M24-2S 20 40 2 MT5-M24 256 120 389 136 2 o
7800004 Regular PDR20R050SS42-3S 30 50 3 42 150 50 48,5 100 1 o
7800005 Regular PDR20R050MT5M16-3S 30 50 3 MT5-M16 256 120 48,5 136 2 o
7800007 Regular PDR20R050MT5M24-3S 30 50 3 MT5-M24 256 120 48,5 136 2 o
7800008 Regular PDR20R050CN50.8-3S 30 50 3 CN50.8 150 65 48,5 85 3 o
7800009 Long PDR20R040SS42-2L 20 40 2 42 250 150 38,9 100 1 o
7800010 Long PDR20R040MT5M16-2L 20 40 2 MT5-M16 306 170 389 136 2 o
7800012 Long PDR20R040MT5M24-2L 20 40 2 MT5-M24 306 170 38,9 136 2 o
7800013 Long PDR20R050SS42-3L 30 50 3 42 250 150 48,5 100 1 o
7800014 Long PDR20R0O50MT5M16-3L 30 50 3 MT5-M16 306 170 48,5 136 2 o
7800016 Long PDR20R050MT5M24-3L 30 50 3 MT5-M24 306 170 48,5 136 2 o
7800017 Long PDR20R050CN50.8-3L 30 50 3 CN50.8 250 165 48,5 85 3 o

ZA= Number of flutes - Anzahl Schneiden - Numero di denti - Nombre de lévres - Liczba ostrzy

Antal skaer - Antal skar - Numero de ranuras - Yucno pexyLumnx kpomok - Kanal sayisi

B Solves traditional machining problems

Issues with traditional high-efficiency y

cutting tools . Depth of cut is needed...

There is no radius tool that can perform large y ) but we don’t want to reduce
depths of cut. y : efficiency.

Large variances in removal damage the tool. ) Leading low depth of cut, high feed

The depth of cut is so small for black surface

: f radius roughing tools
areas that air cutting becomes common.

Variable negative form ’
for edge rigidity : . Bottom relief (3,5mm)

PREVENTION OF BREAKAGE : ’ e ig‘:tkl’r']‘; to ﬂl;ﬁrgfrcf:ce

. Cutting tool capable of
Spiral tool form finish milling thanks to the wiping edge
REDUCTION OF CUTTING
FORCE

Body rigidity has been
increased because of the

Ideal chip formation when depth of
enlarged back metal

cut is between 2-5mm (corner radius 10)

A cutting tool capable
of side machining

In heavy roughing (contoured machining), machining steps become larger based on the
depth of cut. Usually, the effect on the next cutting tool is great, and as machining processes
are added, the overall production time increases. However, the tool form of the PDR is
designed to increase the removal and leave stepovers similar to ball end mills while still
maintaining the rigidity of a radius end mill. Roughing of contoured lines is restricted to
ap3mm. Also, a diameter of 950mm or less is recommended.

B The work of a ball,
cut by a radius

The PDR can cut what was
until now considered the work
of ball end mills.

® on stock
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N7 PDR BORE

=
21 PHOENIX ePHOENIX ‘ ) PHOENIX ' ) PHOENIX @ PHOENIX
m High performance m High performance m Alta prestazione = Haute performance m Yiiksek performans
m Deep Feed Radius Cutter m Torusfraser fiir maximale m Fresaad alta m Fraise grande avance torique m Derin ilerlemeli freze
Zustellungen asportazione
m Bore Type = Aufnahmebohrung = A manicotto m Trou lisse m Delikli tip
@ = PHOENIX (=121 (&) PHOENIX @ PHOENIX f PHOENIX
m High performance m High performance m Altas prestaciones m BbicoKaa Npon3BoANTENbHOCTL m Wysoka wydajnos¢
m Deep feed radiusfraeser m Avverknings och hérnradie u Fresa de gran avance con radio m Dpesa C BbICOKOW Noaayeit n u Frez do gtebokich wybran
véandskarsfras yBeNMUYeHHoW ry6nHO pesaHns
m Til dorn = Med skruvfaste = Hueca ® HacagHas n Nasadzany

[Face Milling) (Side Milling] [~ Slotting | (Contouring) [Profile Milling|

At U] S

EDP Type Designation D1 D zA I D3 Stock  Price
7800057 For Metric holes PDR20R063M22-3 43 63 B 63 60 o
7800058 For Metric holes PDR20R063M22-4 43 63 4 63 60 o
7800059 For Metric holes PDR20R080M27-4 60 80 4 63 76 o
7800060 For Metric holes PDR20R080M27-5 60 80 5 63 76 7 o
7800061 For Metric holes PDR20R100M32-5 80 100 5 63 96 8 o
7800062 For Metric holes PDR20R100M32-6 80 100 6 63 96 8 o
7800063 For Metric holes PDR20R125M40-6 105 125 6 63 100 40 164 9 o

_ Number of flutes - Anzahl Schneiden - Numero di denti - Nombre de leévres - Liczba ostrzy

Antal skeer - Antal skar - Numero de ranuras - Yucno pexyLumx kpomok - Kanal sayisi

=
21 PHOENIX 9 PHOENIX ‘ ’ PHOENIX ‘ ' PHOENIX @ PHOENIX
m Applicable insert = Wendeplatten, fir Torusfraser m Inserti applicabili per m Choix de plaquettes m Derin ilerlemeli freze
for Deep Feed Radius Cutter fur maximale Zustellungen fresa ad alta asportazione pour fraise grande avance torique uygun ug
& = PHOENIX =1 (&) PHOENIX @ PHOENIX s PHOENIX
u Anvendelige vendeskaer u Utbytbara vandskar for m Plaquitas para fresa u Opesa C BbICOKOI u Plytka do frez do
til deep feed feed Avverknings och hérnradie de gran avance con radio nogaveri 1 yBennyeHHowm gtebokich wybran
radiusfraeser vandskarsfras rny6uHoin pesaHna

Insert Size Coated grade

S R N N I

ADMT2006100PDR-GM 2 24,18x16 635 15° 15° 10 1 7810000

Order quantity - 10 pcs. in package

Accessories EDP Desig Stoc Price
B I== - Clamping Screw 7808001 CSPB-5 (Torx 20) o
P
U==- T-Handle Wrench 7808000 20IP-T o
Metal weight set (washer) 7808002 CSY-20 o
® on stock
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N7 PHP

eﬁ PHOENIX QPHOENIX ‘ ) PHOENIX ‘ ) PHOENIX Q PHOENIX

m High performance m High performance m Alta prestazione = Haute performance m Yiiksek performans

m Drill m Bohrer m Foratura m Foret m Matkap

m 2 flutes m 2 Schneiden m 2 denti m 2 lévres m2agizh

@ = PHOENIX & = PHOENIX (&) PHOENIX @ PHOENIX fww PHOENIX

m High performance m High performance m Altas prestaciones m BbicoKaA Npon3BoANTENbHOCTL m Wysoka wydajnos¢

m Boring m Borr m Taladrado m CBepno u Wiertto

m 2 skaer w 2 skar u 2 labios m 2-3y6a m 2-ostrzowy

EDP Designation D L | 1 d Applicable Inserts  Stock  Price

7800100 PHP140FS20M04-3D 14 116 42 50 20 ()
7800101 PHP145FS20M04-3D 14,5 119 45 50 20 °
7800102 PHP150FS20M04-3D 15 119 45 50 20 @ °
7800103 PHP155FS20M04-3D 15,5 122 48 50 20 [
7800104 PHP160FS20M04-3D 16 122 48 50 20 [)
7800105 PHP165FS20M05-3D 16,5 125 51 50 20 °
7800106 PHP170FS20M05-3D 17 125 51 50 20 @) ®
7800107 PHP175FS25M05-3D 17,5 134 54 56 25 °
7800108 PHP180FS25M05-3D 18 134 54 56 25 )
7800109 PHP185FS25M06-3D 18,5 137 57 56 25 [
7800110 PHP190FS25M06-3D 19 137 57 56 25 °
7800111 PHP195FS25M06-3D 19,5 140 60 56 25 ® °
7800112 PHP200FS25M06-3D 20 140 60 56 25 °
7800113 PHP205FS25M06-3D 20,5 143 63 56 25 [
7800114 PHP210FS25M07-3D 21 143 63 56 25 °
7800115 PHP215FS25M07-3D 21,5 146 66 56 25 °
7800116 PHP220FS25M07-3D 22 146 66 56 25 ()
7800117 PHP225FS25M07-3D 22,5 149 69 56 25 @ °
7800118 PHP230FS25M07-3D 23 149 69 56 25 °
7800119 PHP235FS32M07-3D 23,5 156 72 60 32 °
7800120 PHP240FS32M07-3D 24 156 72 60 32 [)
7800121 PHP245FS32M08-3D 24,5 159 75 60 32 °
7800122 PHP250FS32M08-3D 25 159 75 60 32 ®
7800123 PHP255FS32M08-3D 25,5 162 78 60 32 [
7800124 PHP260FS32M08-3D 26 162 78 60 32 ® ®
7800125 PHP265FS32M08-3D 26,5 165 81 60 32 °
7800126 PHP270FS32M08-3D 27 165 81 60 32 ()
7800127 PHP280FS32M08-3D 28 168 84 60 32 [
7800128 PHP290FS32M10-3D 29 171 87 60 32 ®
7800130 PHP300FS32M10-3D 30 179 90 60 32 ® °
7800131 PHP310FS32M10-3D 31 182 93 60 32 [
7800132 PHP320FS32M10-3D 32 185 96 60 32 [
7800133 PHP330FS40M10-3D 33 196 99 68 40 ®
7800134 PHP340FS40M10-3D 34 199 102 68 40 °
7800135 PHP350FS40M12-3D 35 202 105 68 40 ()
7800136 PHP360FS40M12-3D 36 205 108 68 40 @ °
7800137 PHP370FS40M12-3D 37 218 m 68 40 °
7800138 PHP380FS40M12-3D 38 221 114 68 40 °
7800139 PHP390FS40M12-3D 39 224 17 68 40 °
7800140 PHP400FS40M12-3D 40 227 120 68 40 ]

B Point angle shape

Point angle shape increases
the machining range

max,3*

Inclined plane

Cast surface

g

N — .

Stacked sheets
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A

/7 PHP INSERTS

~9
=
&1 PHOENIX QPHOENIX ‘ i PHOENIX ‘ ) PHOENIX @ PHOENIX
m Applicable insert = Wendeplatten, m Inserti applicabili m Choix de plaquettes m PHP matkap icin uygun ug
for PHP drill Bohrer PHP per punta PHP pour le percage
@ = PHOENIX & = PHOENIX (5 PHOENIX @ PHOENIX ' PHOENIX
m Anvendelige skaer til m Utbytbara vandskar for m Plaquitas para m CMeHHble NNacTUHKN m Plytka okragta do
PHP bor korthélsborr broca PHP nna PHP ceepna PHP wiertto

Insert Size Coated grade

Application

No. of
cutting

Designation
edges

Diameter XP9040

XP9025
14.0 ~16.0
16.5~18.0
18.5~20.5
21.0 ~ 24.0
24.5~28.0
29.0 ~34.0
35.0 ~40.0

SCMT042204-DM
SCMT052404-DM
SCMT062806-DM
SCMT073206-DM
SCMT083608-DM
SCMT104208-DM
SCMT125008-DM

4,8x4,8
54x5,4
6,2%6,2
7,2x72
8,6x8,6
10x 10
12,3x12,3

7818001
7818002
7818003
7818004
7818005
7818006
7818007

7817001
7817002
7817003
7817004
7817005
7817006
7817007

Order quantity - 10 pcs. in package

B Recommended Grade / Material

Grade Chipbreaker Coolant/Dry G n m B
XP9040 DM Coolant O] O] O] o
XC9025 DM Coolant o (@) ® o

@ First choice
O Second choice

Accessories - Clamping Screw & Wrench

Clamping Screw

Stock  Price

Designation

Applicable Inserts

7808100 FS18538 (Torx 6) (1D SCMT042204-DM °
7808102 FS$20540 (Torx 6) (@ SCMT052404-DM °
7808104 FS22550 (Torx 7) (3 SCMT062806-DM °
7808108 FS25560 (Torx 8) (# SCMT073206-DM °
7808110 FS30573 (Torx 8) (%) SCMT083608-DM °
7808111 FS35572 (Torx 15) (6 SCMT104208-DM °
7808113 FS45510 (Torx 20) @ SCMT125008-DM °

=

7808203
7808204
7808205
7808208
7808209

Wrench

Designation
T6-D (Torx 6)
T7-D (Torx 7)
T8-D (Torx 8)

T15-D (Torx 15)

T20-D (Torx 20)

SRS

SCMT042204-DM

SCMT062806-DM
SCMT073206-DM
SCMT104208-DM
SCMT125008-DM

Applicable Inserts

@  sCMT052404-DM

B  SCMT083608-DM

Stock  Pric

(<]
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2. CONDITIONS

Phoenix 45° Face Milling - Phonix 45° Planfraser - Phoenix 45° spianare - Phoenix 45°, surfacage - Phoenix 45°, Yiizey

PAS BORE

frezeleme - Phoenix 45° planfraeser- Phoenix 45° planfrasar- Planeado Phoenix a 45° - Phoenix 45° opuoBoe ¢pesepoBaHme
- Phoenix 45° Frezowanie czotowe

: Tensile Strength / Ve (m/min) fz(mm/t) ap (m/min)
WorkMaterial Hardness Milling Speed Feed Per Tooth Depth of Cut
Ml e Garbon Steel ~180HB 180 (100~ 250) 018(0,15~0,35) 3
[p | SrgisEkeed ~280HB 180100 ~ 250) 018 (0,15~0,35) 3
Die Steel ~280HB 150 (80 ~ 200) 0,15 (0,10 ~0,30) 3
(SKD11-5KD61) 15(010~0,
ng{j‘gggisgﬁes' g(;)y) ~250HB 120 (80~ 180) 0,12 (0,08 ~0,25) 3
C(ﬁétz'srgg‘ ~300N/mm? 180 (100~ 350) 0,20 (0,15 ~0,35) 4
D”‘fg'fﬁgé;’“ ~600N/mm? 180 (100~270) 0,20(0,10~0,30) 3
Pre-hardensd Steel 40~43HRC 100 (60~ 150) 0,12 (0,08 ~0,20) 15
Steel for Die Casting
e 43~48HRC 80 (40~ 120) 010(0,05~0,15) 05
Hardengd stee! 50~55HRC 60 (40~ 90) 0,08 (0,05 ~0,15) 05

M Recommended Grade / Material

Grade Chipbreaker Coolant/Dry 0 B m B m
XP3035 GM Dry (e] o
XC3025 GM Dry (e}
Dry (o]
XP2040 GM
Coolant ®
XC5040 GR Dry O]
GR  Heavy Cutting oM Medium Cutting ® First choice

O Second choice

PAO BORE

Phoenix 45° Face Milling - Phonix 45° Planfraser - Phoenix 45° spianare - Phoenix 45°, surfacage - Phoenix 45°, Yiizey

frezeleme - Phoenix 45° planfraeser- Phoenix 45° planfrasar- Planeado Phoenix a 45° - Phoenix 45° opuoBoe dpesepoBaHme

- Phoenix 45° Frezowanie czotowe

Work Material T eraness Milling Speed Feed perTooth Depth of Cut
P il e Gt Stee! ~180HB 180 (100~ 250) 0,25 (0,20 ~0,50) 2
e e ~280HB 180 (100 ~ 250) 0,25 (0,20 ~0,50) 2
(SK’%‘ﬁ %ﬁeDlen ~280HB 150 (80 ~ 200) 0,25 (0,15 ~ 0,40) 2
SHeseR ~250HB 120 (80~ 180) 0,20(0,15 ~ 0,40) 2
e ~300N/mm? 200 (100~ 350) 0,30(0,20 ~ 0,50) 2

A

el ~600N/mm? 180 (100~270) 0,28 (0,15 ~ 0,40) 2
P'e’h?,ﬁ&%‘: Steel 40~43HRC 100 (60~ 150) 0,15 (0,10 ~0,25) 15
e 43~48HRC 80 (40 ~ 120) 0,12(0,05 ~ 0,20) 05
Hardened steel 50~55HRC 60 (40 ~ 90) 0,10 (0,05 ~0,20) 05

B Recommended Grade / Material

GM

Grade Chipbreaker Coolant/Dry 0 n m B m
XP3035 GM Dry (e] o
Dry [¢]
XP2040 GM
Coolant ®
XC1015 GM Dry ®
XP1020 GM Dry ®

Medium Cutting

@ First choice
O Second choice
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CONDITIONS

Finish Ball nose cutter - Kugelfraser fir Schlichtbearbeitungen - Fresa sferica di finitura - Finition hémisphérique -

Finis kiire uclu kesici - Radiusfraeser til sletbearbejdning - Fullradiefras for finishing, 2-skar - Fresa de punta esférica para acabado - YncTtosas
chepuryeckas dpesa - Frez kulowy, obrobka wykanczajaca

m Depth of cut & Actual Cutting Diameter

(Unit : mm)
(pDe)
0,1 0,2 0,3 0,4 0,5 0,8 1 15 2 25 3 35 4 4,5 5
8 4 1,8 25 3 3,5 3,9 4,8
10 5 2 2,8 3,4 3,9 4,4 5,4 6 7,1
12 6 2,2 31 3,7 4,3 4,8 6 6,6 7,9 8,9
16 8 25 3,6 4,3 5 5,6 7 7,7 9,3 10,6 | 11,6
20 10 2,8 4 4,9 5,6 6,2 7,8 8,7 10,5 12 13,2 14,3 15,2
25 12,5 3,2 4,5 5,4 6,3 7 8,8 9,8 11,9 136 | 15 16,2 17,3 18,3
30 15 3,5 49 6 6,9 7,7 9,7 10,8 13,1 15 16,6 18 19,3 20,4 21,4 22,4
Determine actual cutting diameter ! 4D
De=2 ./apx (D - ap)
m Recommended Conditions PFB-SP
fz (mm/t)
MATERIAL HARDNESS Ve ap D
(m/min) (mm)
Mild Steel-Carbon Steel (SS400,510C) ~180HB 300 (200~-400) 0,02D 0,1 0,12 0,14 0,18
n Carbon Steel-Alloy Steel (S50C,SCM440) ~280HB 300 (200~400) 0,02D 0,07 0,1 0,12 0,14
Die Steel (SKD11,SKD61) ~280HB 250 (150~350) 0,02D 0,07 0,1 0,12 0,14
Stainless Steel (SUS304, SUS420) ~250HB 250 (150~350) 0,02D 0,07 0,12 0,14 0,17
Cast Iron (FC250) ~300N/mm? 400 (300~500) 0,02D 012 | 014 | 018 | 0,22
Ductile Cast Iron (FCD400) ~600N/mm? 300 (200~-400) 0,02D 0,1 0,12 0,14 0,18
m Aluminium Alloy (A7075) ~13%Si 500 (400~600) 0,03D 0,12 0,14 0,18 0,22
‘ Heat Resistant Alloys (Inconel 718) - 50 (20~80) 0,015D 0,04 0,05 0,06 0,06
Titanium Alloy (Ti-6Al-4V) = 90 (40~120) 0,02D 0,06 0,08 0,11 0,13
Pre-hardened Steel (NAKS80 - STAVAX) 40~43HRC 200 (100~-300) 0,015D 0,06 0,07 0,08 0,1
Steel for Die Casting (DACS55 - DH31) 43~48HRC 180 (90~-200) 0,015D 0,05 0,06 0,07 0,07
Hardened Steel (SKD11) 50~60HRC 150 (100~250) 0,01D 0,05 0,06 0,07 0,07
These numbers are typical values shown in the actual cutting speed. Please adjust accordingly to suit process environments.
m Recommended Conditions PFB-D
fz (mm/t)
MATERIAL HARDNESS o ap D
(m/min) (mm)
Aluminium Alloy (A7075) ~13% Si 500 (400~-600) 0,03D 0,15 0,18 0,23 0,27
m Copper Alloy (C1100) = 300 (200~400) 0,03D 0,11 0,13 0,17 0,2
Graphite - 500 (400~-600) 0,03D 0,14 0,17 0,21 0,25
CFRP = 400 (300~500) 0,03D 0,11 0,13 0,17 0,2
These numbers are typical values shown in the actual cutting speed. Please adjust accordingly to suit process environments.
m Recommended Pick feed / Surface Finish m Theoretical Surface Finish
(unit: mm)
Diameter Pick Feed Surface Finish mm] o8 010 612 016 620 625
Dc Pf h oo 7 o0
8 0,5 0,008 - ZZ:: 7]
10 0,6 0,009 2 one
12 0,7 0,01 In ) ey -/J__f/
16 0.8 0.01 - g Y
20 1 0,012 M £ g
25 12 0,014 - @ 0006 /
30 1.3 0,014 h ¢ Za
s>~ em
Dc = 20mm 0 Z =T
Pf=1mm 0 o ! [r‘“f“]
.h=00125mm Pick Feed Pf




CONDITIONS

Finish Ball nose cutter - Kugelfraser fiir Schlichtbearbeitungen - Fresa sferica di finitura - Finition hémisphérique - PFB

Finis kiire uclu kesici - Radiusfraeser til sletbearbejdning - Fullradiefras for finishing, 2-skar - Fresa de punta esférica para acabado -
YucToBas cpepuyeckan ppesa - Frez kulowy, obrébka wykarczajaca

M Surface finish - PFB

m Machining Environment

Machining Detail Machining Parameters

r,;' i ﬁ’.','r‘nn:“ ) Size R10 Name of Part Sample model
#

bl i
{‘pé J‘, Overhang 80mm Material S50C
!.‘. !f §49 14 4 !. }S Speed 8,000min’ Machining Method ~ Copy Milling
‘ f ._f i i) Feed 3,200mm/min Machining Type Horizontal Machine
f Ir? ! ap 0.3mm Holder Size BT50
f‘g_‘f? Pf 03mm Coolant Size Water Soluble

8
Copy Milling A
Flat Surface B
C
D
achining Method Product 05 1 15 2
Copy Milling A
Slanted Surface B 2,083
c 2,541
D 1,827
achining Method Product 0.5 1 1.5 2 25 (um) | Rz (M)
A 1,9
Copy Milling B 2183
Radial Surface C 2
D 2,508

M Comparison of tool wear - PFB

Machining Detail Machining Parameters

Size R10 Name of Part Blade

Overhang 110mm Material SUH600

Speed 1,500min Machining Method ~ Copy Milling

Feed 2,000mm/min  Machining Type Vertical Machining
Center

ap 0.2mm Holder Size BT40

pf Tmm Coolant Size Water Soluble

Top surface R300 __

Comparison of tool wear after 200M of machining
= Amount of wear

| Machined Time || 70 minutes 140 minutes
Machined Length 100m 200m

0.041

Competitor

Wear (mm)
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N7 CONDITIONS

90° Shoulder cutter - 90 ° Schulterfraser - 90° Spallamento retto - Surfacer dresser a 90° - 90° omuz frezesi

90° vendeskaersfraeser - 90° vandskarsfras - Fresa de 90° para escuadrar - Topueas ppesa 90° - 90° Frez walcowo-czotowy

Insert Size
Work Material Tens#aethr:ggsgth / ZD-T11-- ZDKT15---
V¢ (m/min) fz(mm/t) Ve (m/min) fz(mm/t)
Milling Speed Feed / Tooth Milling Speed Feed / Tooth
Mild Steel-Carbon Steel ~180HB 160 0,25 160 03
(55400-510C) (100~ 200) 0,2~0,4) (100~ 200) 0,2~0,4)
ﬂ Carbon Steel-Alloy Steel ~280HB 150 0,2 150 0,25
(S50C-SCM440) (100 ~ 200) (0,15 ~0,3) (100~ 200) (0,15~0,3)
Die Steel ~280HB 130 0,2 130 0,25
(SKD11-SKD61) (80~ 180) (0,15~0,3) (80 ~180) (0,15~0,3)
Stainless Steel (Dry) ~250HB 150 0,12 150 0,15
(SUS304-5U5420) (100 ~ 200) 0,1~073) (100 ~ 200) 0,1~0,3)
Stainless Steel (Coolant) ~250HB 80 0,12 80 015
(SUS304-5US420) (60 ~ 120) 01~073) (60 ~ 120) 01~03)
CastlIron 2 160 0,2 160 0,25
® (FC250) BRI (100 ~300) (0,2~0,35) (100~300) (0,2~0,35)
K
Ductile Cast Iron > 160 0,15 160 0,2
(FCD400) 800N/mm (100 ~ 250) 02~03) (100~ 250) (0,2~03)
) : 300 0,25 300 03
m A AeE LA (200 ~ 1.000) (01~04) (200~ 1.000) 01~04)
Heat Resistant Alloys _ 35 0,15 35 018
(Inconel 718) (25~ 60) 01~03) (25 ~60) 0,1~0.3)
Titanium Alloy _ 40 0,18 40 0,18
(Ti-6AI-4V) (30~ 120) (0,1 ~0,35) (30~ 120) 0,1~0,3)
Pre-hardened Steel 100 0,15 100 0,18
@ (NAK80) 40~43HRC (40 ~ 150) 01~03) (40 ~ 150) ©01~03)
H
Steel for Die Casting - 60 0,12 60 0,15
(DAC55-DH31) (B (40~ 120) (0,05~0,2) (40 ~120) (005~02)
B Maximum ramping angle (E)
Depth of cut Maximum width of Cut | Ratio to adjust cutting speed | Ratio to adjust feed rate Example :
ae (mm) Vp P @ ap=30mm, S50C
Insert size ZD-T11..., for cutting @32, ap=30,
~0,2D 1D 0,8 0,5 side milling, for carbon steel (S50C) machining.
0,25~0,3D 0,7D 0,8 0,6
04~05D 0,5D 0,9 0,7 - 150m/min (Vc) x 1.0 (Vp) = 150m/min
06~0,7D 03D 0,9 0,8 - 0,2mm/t (fz) x 0,9 (fp) = 0,18mm/t
08~1D 02D 1 0,9 f—— - ae: 0,2x@32 = 6,4mm or lower
11~15D 01D 1 1
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7 CONDITIONS

90° Shoulder cutter - 90 ° Schulterfraser - 90° Spallamento retto - Surfacer dresser a 90° - 90° omuz frezesi
90° vendeskaersfraeser - 90° vandskarsfras - Fresa de 90° para escuadrar - Topueas ppesa 90° - 90° Frez walcowo-czotowy

Insert Size
Tensile ZD-T11--- ZDKT15--
BRI E ﬁ;fggg;s/ G ap:10mm ae:0,2D ap:3mm ae:1,0D ap:14mm ae:0,2D ap:5mm ae:1,0D
V¢ (m/min) fz(mm/t) V¢ (m/min) fz(mm/t) V¢ (m/min) fz(mm/t) V¢ (m/min) fz(mmi/t)
Milling Speed | Feed / Tooth | Milling Speed | Feed / Tooth | Milling Speed | Feed/Tooth | Milling Speed | Feed / Tooth
Mild Steel-Carbon Steel ~180HB 180 0,25 180 0,12 180 03 180 0,15
(55400-510C) (100~ 250) (0,2~0,5) (100~ 250) (0,05~0,2) (100~ 250) (0,2~0,6) (100~250) | (0,05~0,25)
G Carbon Steel-Alloy Steel ~280HB XP3035 180 0,2 180 0,11 180 0,25 180 0,12
(S50C-SCM440) (100 ~ 250) (0,15 ~0,4) (100~250) | (0,05~0,2) (100~250) | (0,15~0,5) (100~ 250) | (0,05~0,2)
Die Steel -280HB 150 0,2 150 01 150 0,25 150 0,12
(SKD11-5KD61) (80 ~200) (0,15~0,4) (80~200) | (0,05~0,18) (80 ~200) (0,15~0,5) (80~200) | (0,05~0,2)
Stainless Steel (Dry) ~250HB XP2040 150 0,18 150 0,1 150 0,2 150 0,12
(SUS304-SUS420) (80 ~200) (0,15~0,4) (80 ~200) (0,05~0,18) (80 ~ 200) (0,15 ~0,45) (80 ~200) (0,05~0,2)
Stainless Steel (Coolant) ~250HB XC5035 80 0,18 80 0,1 80 0,2 80 0,12
(SUS304-5US420) (60 ~ 120) (0,15 ~0,4) (60 ~ 120) (0,05~ 0,18) (60 ~ 120) (0,15~ 0,45) (60 ~ 120) (0,05~0,2)
Cast Iron ) 180 0,25 180 0,12 180 0,3 180 0,15
. (FC250) EECLmIF | XEE (100 ~ 300) (0,15~0,5) (100 ~300) | (0,05~0,2) (100 ~ 300) (0,2~0,6) (100~300) | (0,05~0,25)
K
Ductile Cast Iron B 180 0,15 180 0,12 180 0.2 180 0,15
(FCD400) BOON/mm*™ | XC1015 | (100.250) | (01~ 0,4) (100~250) | (0,05~02) | (100~250) | (015~0,5) (100~250) | (0,05~0,25)
) ) 300 03 300 0,15 300 0,35 300 0,18
~ 0
m Slpinepilovs 13%3i | CKOI0 | 000~ 1500) | (0,2~0,5) | (200~1500)| (01~025 | (200~1500)| (02~06) (200~1.500) | (0,1 ~0,3)
Heat Resistant Alloys _ XC5040 35 015 35 01 35 0,2 35 012
(Inconel 718) (25 ~ 60) 01~03) (25~60) | (0,05~0,15) (25 ~ 60) 01~0,3) (25~60) | (0,05~0,15)
Titanium Alloy B SEE 40 0,18 40 0,1 40 0,22 40 0,12
(Ti-6Al-4V) (30 ~120) (0,1~0,35) (30~120) | (0,08~0,25) (30 ~120) (0,1 ~0,35) (30 ~120) (0,08 ~0,25)
Pre-hardened Steel 40~43HRC 100 0,18 100 01 100 0,22 90 0,12
NAK80) (40 ~ 150) 01~0,3) (40 ~ 150) (0,08~0,2) (40 ~ 150) (0,1~0,35) (40 ~ 150) (0,08~0,25)
Steel for Die Casting » 80 012 70 0,08 80 0,15 70 0,1
(DAC55-DH31) RSRIBHECY) XP2040 (40 ~120) (0,08~0,2) (40 ~ 120) (0,06~0,15) (40 ~120) (0,08~0,25) (40 ~ 120) (0,06~0,2)
Hardened Steel 50~55HRC 60 01 50 0,06 60 0,12 50 0,08
(SKD11) (40 ~90) (0,05~0,2) (40 ~90) (0,05~0,1) (40 ~90) (0,05~0,2) (40 ~90) (0,05~0,12)

B Recommended Grade / Material

Grade Chipbreaker Coolant/Dry 0 n m B m
(e] ®

CKO010 NM Coolant/Dry
GL
XP3035 GM Dry ® [e] (e]
GL Dry ®
XP2040
GM Coolant @® o
XC1015 GM Dry ®
XC5035 SM Dry @ o
Coolant [¢] o
XC5040 SM Coolant [0} O] [e]
GL Light Cutting GM  Medium Cutting ® First choice
NM  Aluminum SM Heat Resistance Alloy O Second choice
B Maximum ramping angle (E)
Do Max./Min. ¢D
Insert Size ZD-T11- ZDKT15:
(mm) Ramping Angle Helical Milling(mm) Helical Angle | Ramping Angle Helical Milling(mm) Helical Angle
D E P E P
Do Min. Do Max. Do Min. Do Max.
16 10,8° 18 29 9,5° - - - -
18 9,1° - 33 7° - - - -
20 9,8" 30 37 7° - - - -
22 6,3° 34 41 4,3° - - - -
25 7,5 40 47 4,5° 9,5° 37 48 7,5°
28 6,3° 46 53 3,9° 8,3° 39 54 5,6°
30 5,5° 50 57 3,4° 7,4° 43 58 5,3°
32 4,8° 53 61 3,2° 6,8° 47 62 5°
35 3,2° 60 67 2,5° 59° 53 68 3,8°
40 29° 72 77 2,2 51° 63 78 3,2
50 2,2° 93 98 1,7° 2,5° 86 98 2,5°
63 1,8° 118 123 1,5° 2,5 11 124 1,5°
80 14" 152 157 1 2" 147 158 1,3
100 - - - - 1,5° 190 198 1,1°
125 | - | - | - | - | 09° | 240 | 248 | 09°
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2 CONDITIONS

"

Radius cutter - Rundplattenfraser - Fresa con insero tondo - Fraise plaquettes rondes - Radyus freze
Radius fraeser - Vandskarsfras med runda skar - Fresa térica - TopoBas ¢pe3sa - Frez na plytki okragte

Insert Size
Work Material s;ll-'eer:lsg“ti/ Grade .V.c Ui RPEI0- RPRAZ. REEIS.
Hardness (ilingspeEd fz (mm/t) ap (mm) fz (mm/t) ap (mm) fz(mm/t) ap (mm)
Feed /Tooth Depth of Cut Feed /Tooth Depth of Cut Feed/Tooth Depth of Cut

Mid %égitg_asl',ﬁ.?cn) steel ~180HB (1002~0200) (0,10;2(;5,35) 2 (0,10':30,4) 24 (0,10’350,5) 32
(P R Bacscmaad) | <280HB | xP3035 a 0015i gso) (0,10}0,3) Z (0,10222,35) 28 01 0~%,45) 52
s KD -ekD61 ) ~280HB 80 15300) (0,10~'20,3) 2 (o,10izg,35) 24 ©,1 03),45) 32
(SUS304-508250) =2l §5§3§§ (10023 gso) (0,1012(;5,35) 2 (0,10230,4) 24 (0,?’350,5) 52
G ~350N/mm’ | XC1015 (1002~2 250) (o,o%isoA) 2 (0,10130,5) 24 (0’?,3;6) 32
P eaon " SRR | B | 001~5 gzo) (0,10420,3) d (0,10'~23,35) 2 01 03),45) S2
0 AuminumAioys 3| Q010 | oo fﬂ(.)som (0120;4()’8) 2 (o,(z)'i ) 24 (0’30;81’5) 32
& Hemcone 718 '* - KR @5 :msm (o,o_g '13,25) Z (o,og 2 03) 28 (0,35250,4) 52
R - el ) ’ (1)20) (0,10~'20,3) 2 (0,10L23,35) 24 01 0~%,45) 32
e 0 O=CElE 40 et 50) (o,os0 'Ji),zs) b= (o,og ? 03) L2 (0,35250,4) b=

A s i "0 | 43~48HRC | XP2040 40 : ?20) (o,os0 '150,25) ! (o,og'f 03) ! (0,005'250,4) !
Her o BO=EHIS (305090) (o,oz? '1?),25) 02 (0,0(5)'30,3) 02 (0,0501234) 02

M Recommended Grade / Material

Grade Chipbreaker Coolant/Dry n n m B m
o
(e]

CKO010 NM Coolant/Dry ®
XP3035 - Dry ® (o]
Dry (¢] ®
XP2040 et Coolant @ o
XC1015 - Dry ®
Dry (O] (¢]
XC5035 M Coolant (o] o
XC5040 SM Coolant (o] ® o

@© First choice
O Second choice

B Maximum ramping angle (E)

Do Max./Min.

Insert Size RPH-10-- RPH-12--- RPH-16-
(mDm) RampinEg Angle Helical Milling(mm) RampinEg Angle Helical Milling(mm) RampinEg Angle Helical Milling(mm)
Do min. Do max. Do min. Do max. Do min. Do max.
20 36,5 24 40 - - - - - -
25 17° 32 50 - - - - - —
30 10° 42 60 10,3° 38 60 - - -
32 9,8° 46 64 10,1° 42 64 - - -
40 - - - 75" 58 80 12,5° 50 80
50 - - - 52° 78 100 8,4° 70 100
52 - - - 49° 82 104 - - -
63 - - - 3,8° 104 126 57° 96 126
66 - - - - - - 53" 102 132
80 - - - 2,7° 138 160 4° 130 160
100 - - - 2 178 200 3 170 200
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2)Z CONDITIONS

~9

High feed radius cutter - Hochvorschubsfraser - Fresa alto avanzamento - Fraise grandes avances - Yiiksek ilerlemeli freze
High feed radiusfraeser - Hogmatnings fras med vandskar - Fresa de gran avance - ®pe3a c Bbicokol nogauve - Frez do wysokich posuwéw
Insert Size
— SDMT09- SXMT12---
Work Material strength/ Grade .V.c(m/m'"’
Hardness Milling Speed ap (mm) ap (mm)
fz(mm/t) Depth of Cut fz(mm/t) Depth of Cut
Feed /Tooth Feed /Tooth
L/D=2 L/D=3 L/D=4 L/D=2 L/D=3 L/D=4
Mild Steel-Low Carbon Steel 180 0,8 1,25
(55400.5100) 180HB 0250 | (03~ 18 1 038 05 ©05-32) 12 12 1
Carbon Steel-Alloy Steel i 180 08 1,25
(P (S50C-SCM440) REOLER XP3035 (60~250) 0,3-15) 1 08 05 W53 12 12 | 1
Die Steel 180 0,8 1,25
(SKDTI-SKD61) 280HB (60-250) 0315) 038 06 04 053 12 12 1
Stainless Steel XP2040 120 0,5 1
(SUS304-5U5420) 250HB | ycs03s | (90~180) ©03~1,5) B @ | @ ©0,5~25) 12 ! !
CastIron " 2 200 1 1,5
(£C250) 350N/mm? | XC1015 (100~300) 05-18) 1 038 05 05-3,5) 15 15 1
Ductile Cast Iron 2 180 0,9 1,35
(FCD400) 800N/mm? | XC1015 e | 05eE 1 038 05 e 12 12 09
Heat Resistant Alloys _ 30 0,4 0,5
(inconel 718) XC5040 (25-60) 02-08) 05 05 04 ©21) 1 1 038
Titanium Alloy _ 80 0,5 07
(Ti-6AI-4V) XC040 1 (50~120) 0,3~1) W e | e 03+12) 02 08 | 04
Pre-hardened Steel 120 0,5 08
NAK80) 40~43HRC (40-150) 031) 05 05 03 03-15) 1 1 05
Steel for Die Casting » 90 04 0,7
m (DAC55-DH31) 43~48HRC | XP2040 ) T 05 05 03 ) 07 07 05
Hardened Steel 60 0,3 0,5
(SKDIT 50~55HRC 40-50) ©02-07) 03 03 02 ©03-08) 05 05 04

M Recommended Grade / Material

Grade Chipbreaker Coolant/Dry o n B m

XP3035 GM Dry ® (e] (¢]
Dry o @
XP2040 GM
Coolant @ o
XC1015 GM Dry ®
Dry ® [¢]
XC5035 SM
Coolant (¢] (¢]
XC5040 SM Coolant (e] ® (e]
GL:Light Cutting GM:Middle Cutting NM:Aluminum SM:Heat Resistance Alloy ® First choice

O Second choice

B Maximum ramping angle (E)

- E;
¢D1

Do Max./Min. @D1
Insert Size SDMT09- SXMT12--
(mDm) RampinEg Angle Helical Milling(mm) HeIicaII)AngIe RampinEg Angle Helical Milling(mm) HelicalI)AngIe
Do min. Do max. Do min. Do max.

25 3,6° 35 48 31 - - - -
28 2,6° 41 54 2,1° - - _ _
30 2,2° 45 58 1,9° 79° 40 58 6,5°
32 2 49 62 1,7° 72 44 62 6,1°
35 1,6° 55 68 11° 4,6° 50 68 3,9°
40 1,2° 65 78 1 2,9° 69 78 2,5°
50 0,9° 85 98 0,8° 1,5° 80 98 1,3°
52 0,8° 89 102 07° 15° 84 102 1,3°
63 0,8 111 124 0,7° 11° 106 124 0,9°
66 0,7° 117 130 0,6° 11° 112 130 0,9°
80 - - = - 1,3° 140 158 11

100 - - - - 0,7° 180 198 0,6°

M Flute shape dimmensions (for programming)

Insert Size R ap Max. rRt Z
SDMTO09- 0,8 1 2 0,7
SXMT12- 1 2 3 115

For machining purposes: create machining programs for the respective simulated R radius cutters.
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W CONDITIONS

PDR SS/M

High feed radius cutter - Hochvorschubsfraser - Fresa alto avanzamento - Fraise grandes avances - Yuksek ilerlemeli freze
High feed radiusfraeser - Hogmatnings fras med vandskar - Fresa de gran avance - ®pe3a c Bbicokol nogayen - Frez do wysokich posuwow

PDR SS/MT/CN PDR BORE
Tensile Ve
A f ap (mm) ap (mm)
Work Material strength/ el f2(mm/y) Depth of Cut f2(mm/g) Depth of Cut
ardness Milling Speed Feed per Tooth Feed Per Tooth
120 | 170 100 | 200 ‘ 300 | 400
Mild Steel-Low Carbon Steel 180
(55400-510C) ~180HB (90~220) 0,7(0,3~1) 3 2 0,6(0,3~1) 3 3 2 2
Carbon Steel-Alloy Steel " 180 " "
ﬂ (S50C-SCM440) 280HB (90~220) 0,7(0,3~1) 3 2 0,6(0,3~1) 3 3 2 2
Die Steel 150
(SKD11-SKD61) ~280HB (90-180) 0,6(0,3~1) 3 2 0,50,3~1) 3 2 2 2
Cast Iron 2 180
(FC250) BN (100~250) 0.8(03~1,5) 3 3 07(0,3~1,5) 5 85 2 2
Ductile Cast Iron 2 150
(FCD00) ~800N/mm (100~250) 07(03~12) 3 3 06(03~1,2) 3 3 2 2

M Recommended Grade / Material

Grade Chipbreaker Coolant / Dry

XP3930 GM Dry @ ®

GM = General use @ First choice

O Second choice

B Maximum ramping angle (E)

(mm) Ramping Angle Helical Milling(mm) z :
D E Plunging(mm) |
Do min. Do max. L
40 5° 50 78 3 P l !
50 3 70 98 3 y E L
63 2 9 124 3 \< ‘
80 i 130 158 3 oD f
100 0,5 170 198 3 )
125 05 220 248 3 Do max./min.
1. Long chips may occur in the beginning of the milling process. 1. Truciolo lungo puo avvenire all'inizio del processo di fresatura
2. The amount of feed should be within 40-70% of the recommended milling 2. Ll'avanzamento deve essere mantenuto tra 40-70% delle condizioni
conditions. raccomandate
3. To advance without dropping the feed rate, set an angle of less than 1° 3. Per lavorare senza diminuire I'avanzamento d'entrata, impostare un angolo
4. We recommend using air blow. dimeno di 1°
4. Si consiglia di utilizzare raffreddamento ad aria

. Les copeaux longs peuvent se produire dans le début du processus de fraisage

La vitesse de coupe doit étre au moins de 40 a70% des conditions
recommandées

. Augmenter sans baisser |'avance et utiliser un angle de moins de 1°

. Nous vous recommandons 'air soufflé

1. Lange Spane kénnen am Anfang der Frasbearbeitung auftreten.

Die Schnittgeschwindigkeit sollte 40-70% der empfohlenen Schnittdaten
betragen.

. Wenn Sie beim Anfahren den Rampenwinkel kleine 1° wahlen missen Sie die Schnittdaten
nicht reduzieren.

Wir empfehlen Druckluft zu benutzen.

N
i

w
»ow

e

Lange spaner kan opsta i begyndelsen af bearbejdningen

Tilspeendingen skal veere indenfor 40-70% af de anbefalede skeeredata
. Er rampevinklen lig eller mindre end 1° nedsaettes tilspaendingen ikke

Vi anbefaler luftkgling

»wn

Langa spanor kan férekomma i bérjan av frasprocessen

Matningen bor ligga inom 40-70% av de rekommenderade villkoren
For att inte minska matningen, satt rampvinkeln till 1 ° eller mindre

Vi rekommenderar luftkylning

WD

Al inicio del proceso de fresado pueden producirse virutas largas

El avance deberia ser entre 40 y 70% del recomendado

Para no reducir el avance el angulo de rampa deberia ser menor a 1°
Recomendable aire soplado.

NS

. AinnHHan cTpyxka MoxeT 06pa3oBLIBaTLCS B Ha4ane dpesepoBaHus
BenunyuHa nopaun ponxHa 6biTb B npegenax 40-70% ot
peKkoMeHAoBaHHO

. Ainsi Bpe3aHusi 6e3 CHUKEHWS! NOAayM, YCTaHOBUTE yrof Bpe3aHus MeHble 1°

. Mbi pekomeHayem 06yB BO3ayXom

N

»ow

Freze operasyonunun baginda uzun talaslar gériilebilir

llerleme tavsiye edilen kesme sartlarinin 40-70% olmalidir

Tavsiye edilen ilerlemeyi diisirmedem, 1° den disiik agi ayari yapilmasidir
Hava iflemesi kullanmanizi tavsiye ediyoruz

PON =

Diugie widry moga wystepowac na poczatku procesu frezowania

Posuw powinien miesci¢ si¢ w 40-70% z zalecanych warunkéw frezowania.
Aby przej$¢ bez obnizania posuwu nalezy ustawi¢ kat mniejszy niz 1 °.
Zalecamy korzystanie z nadmuchu powietrzem

S
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/7 CONDITIONS

Drill - Wendeplattenbohrer - Punta - Forets plaquettes - Matkap
Bor - Korthalsborr - Broca - CBepneHue - Wiertto

Work Material Tens},_i||e étrength/ DUIIi(ng/Sp_e?d Feed Rate (mm/rev)
araness c(m/min,
214~020.5 221~028 029~034 235~040
Mild Steel-Carbon Steel
CK 15 ~180HB 200 (150 ~ 250) 0,09 (0,06~0,13) 0,13(0,10~0,18) 0,18(0,13~0,21) 0,25(0,20~0,27)
St.52-3
Carbon Steel-Alloy Steel

ﬂ Cf53 ~280HB 160 (100 ~ 220) 0,09 (0,06~0,13) 0,13(0,10~0,18) 0,18(0,13~0,21) 0,25(0,20~0,27)

42CrMo4

Die Steel
X40CrMoV5 1 ~280HB 140 (80 ~ 180) 0,08 (0,05~0,12) 0,12 (0,06 ~0,15) 0,14(0,09~0,18) 0,15(0,10~0,20)

Stainless Steel
(5US304 - SUS420) ~250HB 150 (100 ~ 180) 0,08 (0,05~0,12) 0,10(0,06~0,12) 0,15(0,10~0,17) 0,18 (0,15~ 0,20)
Castlron ~350N/mm? 150 (100 ~ 180) 0,09 (0,06~0,13) 0,13(0,10~0,18) 0,18(0,13~0,21) 0,25(0,20~0,27)
D”C“G'gg% e ~800N/mm? 130 (80 ~ 150) 0,09 (0,06~0,13) 0,12 (0,08 ~0,16) 0,16(0,1~0,20) 0,20(0,15~0,25)
m Aluminum Alloys ~13%Si 220 (100 ~ 800) 0,09 (0,06~0,20) 0,13(0,10~0,25) 0,18(0,13~0,30) 0,25 (0,20~ 0,35)
Heat Resistant Alloys(Wet) - . ~ . .
(incanel 718 - 30(15 ~ 50) 0,04 (0,02~0,06) 0,06 (0,03~0,10) 0,08(0,04~0,12) 0,10 (0,06 ~0,14)
Titanium Alloy(Wet) - . . . -

e Alads - 60 (30 ~ 100) 0,06 (0,04~0,08) 0,08 (0,06~0,12) 0,10(0,08~0,15) 0,12(0,10~0,15)

B Recommended Grade / Material

Grade Chipbreaker Coolant/Dry
XP9040 DM Coolant
XC9025 DM Coolant

® e}

(0] O] (e]

@© First choice
O Second choice

1. The indicated speeds and feeds are for water soluble oil.

Suitable cutting fluid is water soluble high density oil (less than 20 times dilution).

Using non-water soluble oil is not recommended.

These conditions are for drilling depth less than 3 times the drill diameter.

Inserts should be attached to the holder tightly in a very neat condition.

Fasten the work material to reduce the possibility of work deformation, deflection of machined
surface, or vibration.

7. A clogged oil hole can lead to a breakage. Make sure that a filter is attached to the oil feeder.

&)@ >N

. La velocita e avanzamento indicati si riferiscono a lavorazioni con emulsione solubile
in acqua

. Opportuno fluido di taglio & emulsione solubile in acqua ad alta densita (inferiore
a 20volte di diluizione)

. Utilizzo di olio non solubile in acqua non & raccomandato

. Queste condizioni sono per profondita di foratura inferiore a 3 volte il diametro

. Gli Inserti dovrebbero essere applicati al corpo ermeticamente in una condizione molto
pulita

. Fissare il materiale di lavoro per ridurre la possibilita di deformazione,

deviazione o vibrazione di superficie lavorata

Un foro di lubrificazione ostruito pud portare alla rottura. Assicurarsi che sia applicato

un filtro al sistema di refrigerazione.

=3 o s w N

~N

Die angegebenen Schnittdaten sind fiir die Verwendung von Emulsion.

Die geeignete Emulsion sollte weniger als 20% Fettgehalt haben.

Die Beniitzung von Schneiddl wird nicht empfohlen.

Die angegebenen Schnittdaten sind fiir Bearbeitungen kleiner 3xD

Die Wendeschneidplatten sollten prézise im Halter fixiert werden.

Um Vibrationen und Rattermarken an der Werkstlickoberflache zu vermeiden empfehlen wir
eine sehr starre Werkstiickspannung.

Ein verschmutzte innere Kihimittelzufuhr kann zum Werkzeugbruch fiihren. Bitte
Kuhimittelfilter verwenden.

SEIRERCONVEES

~N

Les vitesses indiquées sont avec I'utilisation d'huile soluble.

Un fluide de coupe a forte densité d'huile est recommandé

L'usinage a sec n'est pas recommandé

Ces conditions sont pour le pergage inférieur ou égal a 3xD

. Les plaquettes doivent etre montées sur un support propre et en bonne état

Bien monter et bien serrer la piéce a usiner reduit les riques de déformation matiére
,améliore la qualité de I'usinage, réduit les vibrations et les casses d'outils
L'obstruction d'un trou d'huile peut entrainer la rupture de I'outil, assurez vous de la
qualité de filtration de votre dispositif de lubrification

O Gk ol =

~N

De indikerede skeeredata er ved brug af vandbaseret emulsion

Passende kolemiddel er vandbaseret med hgj densitet (fortyndet mindre end 20 gange)
Ikke vandbaseret kglemiddel anbefales ikke

Disse skeeredata er for boredybde mindre end 3 gange diameter

Fastspaend kun vendeskeer i god kondition

Fastger emnematerialet sikkert for at undga deformation, vibrationer og lign.

Et tilstoppet kelehul kan forarsage brud. Serg for at kelemidlet er filtreret

@D G N

Den angivna varvtal och matningar ar fér vattenlbaserad emulsion

Lamplig skarvatska ar vattenlésligt hog densitet olja (mindre an 20 ganger utspadning)
Ej vattenbaserad kimedel rekommenderas

Denna skardata &r for borrdjup mindre &n 3xD

Anvénd endast vandskar som ar i god kondition

Fast arbetsstycket ordentligt for att undvika deformation, vibrationer och liknande.
Ettigensatt kylkanal kan orsaka brott. Filtrera helst kylvéatskan

Noohroh=

Alinicio del proceso de fresado pueden producirse virutas largas

El avance deberia ser entre 40 y 70% del recomendado

. Para no reducir el avance el angulo de rampa deberia ser menor a 1°
. Recomendable aire soplado.

B

. INnHHas CTpyXKa MOXeT 06pa3oBbIBaTLCS B Hauane ppe3eposaHus

. BennunHa nogaym gonxHa 6biTb B npeaenax 40-70% ot
peKkoMeH0BaHHO

. [Nl Bpe3aHusi 6e3 CHKeHs Nofjayu, yCTaHoBMUTE Yron Bpe3aHus MeHbLue 1°

. MbI pekomerayem 06ays Bo3ayxom

N

A w

1. Belirtilen kesme hizi ve ilerleme kesme sivisi kullanimina égre verilmistir

2. Uygun kesme sivisi, suda goziinen yiiksek yogunluklu yag (20 kat seyretmenden az
olacak)

3. Suda géziilmeyen yag kullaniimasi tavsiye edilmez

4. Belirtilen kesme degerler delme derinliginin matkap ¢apinin 3 katindan kiigiik oldugunda
gegerlidir

5. Ucu her baglamada takima sikici tutturulmasi gerekir

6. Islemin bozulmasi, iglenen yiizeyin sapmasi veya titresim ihtimallerini azaltmak igin is
pargasini sabitleyin.

7. Tikanan bir yag deligi kirnimaya neden olabilir. Yag besleyicide filtre bulundugundan emin
olun.

Predkosci i posuwy podane sg do pracy w emulsji

Odpowiednia emulsja w stosunku 1/20

Nie jest zalecane korzystanie z nierozpuszczalnego w wodzie oleju

Warunki te s podane dla wiercenia mniej niz 3 razy w $rednicy wiertta.

Prosze przykrecac plytki Scisle, stosujujac niezuzyte uchwyty

. Wiasciwie zamocuj materiat aby zmniejszy¢ mozliwo$é powstania deformacii , ztej
jakosci powierzchni lub wibracji

7. Zatkany otwér chtodzacy moze doprowadzi¢ do uszkodzenia. Prosze upewnic sig,
ze filtr jest dotaczony do podajnika emulsji

O Gl & 00 oF=
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