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PMD Multi-function Cutter Series

Supports a wide range of applications with a single tool!

0OSG Corporation



Phoenix PMD <«

ZINEeEt RS PMD Phoenix Multi-function Cutter Series
PMD Multi-function Cutter Series

AN T RS HRITALR

Possible to counterbore various diameters

1Zhesfl

Helical Drilling

FUHP‘Q
==1T
Contouring (Pocket Milling)

FAE e7l,

- | ./ Drillng
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Side Milling

AEATE | e o — HRIELN

Plunging Slotting Plunging Horizontal Milling

B ER2A ] F Al T [fast—iEmetEl | FRESINT

Two types of inserts are used to enable continuous cutting - from plunging to horizontal milling

e [7IRATIR
®Eﬁiﬁ’%ﬁﬁ“ﬁy Inserts for Drilling and Plunging Edge
orizonta illing = —eeeee
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MSEIELHIE, ST
ZtBARERISEIT.
RESFLEEPZAGHER
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Superior chip breaking capability
for stable machining without chip

trouble. Uses the same insert as the
PZAG counterboring cutter.
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Plunging

SMNETIRTI A 5 W@
Insert for Peripheral Cutting Edge N . w

ERIMERNERIAIIEIT), BER
PNEXR, REEKSD.
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High rigidity and sharp cutting edge
ensure stable long tool life without
chattering. Uses the same insert as
the PSE shoulder cutter.




.}L}E%:FE Flat Bottom Hole

PMD11R0255525-1S EUATIFRRA | EUART B “ NEIFEERA Competitor
1g02sss: K17 D | EtATF=ERA competio

Competitor | Competitor

JE 7 :ZPNT130508EN (XP8030)

Center Insert

gwgzgr : ZDKT11T308SR-GM (XC3030)

Peripheral Insert

SEFESEFLINT @32

Helical Drilling

S50C

150m/min (1,910min")

84mm/min (0.2mm/t) ‘ 84mm/min (0.1mm/t)

ap=20mm
2.8° (Ri]?ﬁz/ EE;I mm)

Helical Pitc]
% (51%)
None (Air Blow)
ST (BT40)

Vertical Machining Center

Efﬂ’.’z_}ﬁ?’:ﬁ:B Competitor

R EE

Bottom Hole Shape Comparison
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Insert lineup corresponding to individual application needs
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BRI A AR RTEE, SEHlE
BFRIYIRE T IE.

Excellent chip breaking capability with the enhanced muscle breaker

val

vl o2
L - FINT (FehiEztonT)
‘.b DOT#2#4 - S50C
‘ ¢25 hole processing (non-step drilling)
Work material: S50C

SNETRTIRFIR

Work Material Insert G Drilling and Plunging Edge

Steel

P

Insert Grades for Peripheral Cutting Edge

WMRZBWETHNA WNRZDRYANE
XP3035 XC3030

AN

Stainless Steel

M

XP2040

% 8k

Cast Iron
K
XP8030

WEREWETHAE WNEREDRYRE
XP3025 XC1015

F%ER

Non-ferrous

\|

CKO010

i £ $%

Heat-resistant Alloy

S

XC5040

SRR

High Hardness Material
H

XP6015
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Face Milling Side Milling Side Milling Slotting Contouring
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Multi-function Cutter with Straight Shank T\ W\ 7T Beve, T
Counter Sinking Plunging Drilling Helical Drilling Ramping
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THRIE with Coolant Hole

BAfI:mm Unit:mm

R sz | g | De | e | ek | @k | EEk | DK ERTIA Applicable Inserts
Designation DC NOF ZEFP DCON LF LH LU APMX J-EEJJ Center Insert 7”@7] Peripheral Insert
7803410 PMD11R0205520-15 | 20 20 130 | 35 20 0.3
(| ZPNT100408EN
7803413 PMD11R020S520-1L | 20 20 185 | 60 20 0.4
7803411 PMD11R0255525-1S | 25 25 140 | 45 25 0.45
2 1 10 @ | ZPNT130508EN | ZDKT11T308...
7803414 PMD11R0255525-1L | 25 25 220 | 75 25 0.75
7803412 PMD11R0325532-1S | 32 32 150 | 50 28 0.8
®| ZPNT170608EN
7803415 PMD11R0325532-1L | 32 32 230 | 90 28 1.3
- XFBMHESEPT.

+ See p.7 for available parts.

3 ‘ FBEEDEIINC (FRHEEFR) . Stock are categorized as C (Standard stock item).
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Multi-function Cutter with Screw Fit Type )
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S F Counter Sinking Plunging Drilling Helical Drilling Ramping

.
A
IC

#]

\
r
L
r
\

[
4
&

\

. ﬁ?’lﬁﬁvi Specification

APMX CRKS

™ —
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DCSFMS

A& with Coolant Hole

.ﬂ?gﬁ(&"—%ﬂ Screw Fit Type

B {7:mm Unit:mm

am ol ZX ) ED) BT e e B x| ERDIR ropicavle veer: | SRR
esignation DC [ NOF | ZEFF | 5e6N | ‘cris | PN " 91 &7 Center Insert  [FMNE)TD Periphersl Insert | Apglicable Shank
7803416 | PMD11R020SF10-1 | 20 105 |M10| 14 |48 18|20 18 |0.1 || ZPNT100408EN o
7803417 | PMD11RO25SF12-1 | 25 | 2 | 1 |125 |M12| 17 |48 | 22 | 25|10 | 23 |0.15/@| ZPNT130508EN | ZDKT11T308... | @
7803418 | PMD11R0325F16-1 | 32 17 |M16| 22 |58 27|28 28 |0.3 |®| ZPNT170608EN (6]
- XTEMHESEPT.

- See p.7 for available parts.
- JIETIF, TIRiESEp.8~p.10.
+ See p.8-p.10 for shank holders.

BEEDHEIINC FWEEFmR) . Stock are categorized as C (Standard stock item). ‘ 4




ZIREHTIIRY

Multi-function Cutter Series

VAlaY

Inserts

L

g
wi RE | s

. Fgw%ﬂ# Inserts for Drilling and Plunging Edge

B {7:mm Unit:mm

- TIERY REMER
BIR tﬂﬁi?gfi Insert Size BRI Carb\de’ COa&edﬁateria\s
Designation Cutting Applicable Body
Edges XP8030
® ZPNT100408EN 2 10.95%10.95 4.65 1"° 0.8 ®20 7814108
® ZPNT130508EN 2 13.92x13.92 5.46 11° 0.8 ¢ 25 7814110
® ZPNT170608EN 2 17.85x17.85 6.31 1° 0.8 ¢32 7814111

* A EEFIHATI R AFPMD,
% Only the inserts listed above are applicable for PMD.

[T R A SinFLEhskPZAG
GalzE]
(B&ZPNT100408)

Inserts for the drilling and plunging edge are also applicable
to the PZAG counterboring cutter
(excluding ZPNT100408).

BREEERNFLINTIEERPZAG

PZAG is recommended for those seeking even greater
counterboring efficiency.

* PMDRBEREFEERAR (RE) 0.8RT.

%% For PMD, only corner R (RE) size 0.8 can be used.

5 ‘ BEEDHEIINC (FWEEFR) . Stock are categorized as C (Standard stock item).



https://bit.ly/31BobMx
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.9"]%_'9]%7] ):|L Inserts for Peripheral Cutting Edge

~T Insert Size

B

Designation

IHITE
No. of
Cutting

LxW1

=8 | e [BD8D

BRE:

Uncoated

RER

B {7:mm Unit:mm

Grade of Coated Materials

Edges AN BS CKO10 | XC3020 | XP3025 [ XC3030 [ XP3035 [ XP2025 [ XP2040 [ XC1015 [ XC5035 [ XC5040 | XP6015
ZDKT11T308FR-NM| 2 |11x6.8| 3.8 | 15° | 0.8| 1.4 7811023
ZDKT11T308SR-GL 2 |11x6.8/ 3.8 | 15° (08| 1.4 7827026 |7828026|7825026| 7814026 | 7826026 | 7813026
ZDKT11T308SR-GM 2 |11x6.8/ 3.8 |15 (08| 1.4 7827032 7828032 (7825032 7814032 |7826032 7813032
ZDKT11T308SR-GR 2 |11x6.8/ 3.8 | 15° (0.8| 1.4 7827033 |7828033 |7825033 7814033 7813033 (7812033
ZDKT11T308SR-HR 2 |11x6.8/ 3.8 | 15 (08| 1.4 7824035
ZDKT11T308ER-SM 2 |11x6.8] 3.8 | 15° (0.8| 1.4 7815031 |7816031

* A EESIHET) AT ATFPMD,
3% Only the inserts listed above are applicable for PMD.

SNETIRTI R RIST75/B%t7IPSE
S

BH

Inserts for the peripheral cutting edge are applicable
for the PSE shoulder milling cutter.

FEFREAEAI N 2N TR
HIE%T]

A wide variety of shoulder cutters that can be used
for various milling operations.

* PMDREEFEFEENAR (RE) 0.8R.

%% For PMD, only corner R (RE) size 0.8 can be used.

0SG:* PHOENIX
Pt

PSERNIFEERIESE
OSG PHOENIX#ZK,
Please refer to the

OSG PHOENIX Catalog for
details of PSE.

EENRIINAC (IREFEFR) .

Stock are categorized as C (Standard stock item). ‘
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ZIREHTIIRS

Multi-function Cutter Series

PMD

-g’#’: Accessories
k=1 BRI A ERA iiZEsre giari]
Designation Applicable Inserts Applicable Cutters Recommended Tightening Torque
PMD11R020...
7808107 FS25656P (Torx 8IP) - ZDKT11--- PMD11R025... 1.6 N'-m
@@ PMD11R032...
. 7808115 FS35686P (Torx 15IP) ® ZPNT10... PMD11R020... 3.2N-m
EEiRLL
Clamping Screw @ ZPNT13... PMD11R025...
7808114 FS45510P (Torx 20IP) 5.0N-m
® ZPNT17... PMD11R032...

B ERTR ERTIR

Designation Applicable Inserts Applicable Cutters

PMD11R020...

7808225 8IP-D (Torx 8IP) - ZDKT11... PMD11R025...

@:: PMD11R032...

RE 7808228 15IP-D (Torx 15IP) @ ZPNT10... PMD11R020...

Wrench @ ZPNT13... PMD11R025...
7808229 20IP-D (Torx 201P)

® ZPNT17... PMD11R032...

IRFFEBM. The wrenches are sold separately from the cutters.

7 ‘ FBEEDEIINC (FRHEEFR) . Stock are categorized as C (Standard stock item).
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Shank Holder for Screw Fit Type

OP-SFA

. ﬁ?’lﬁﬁvﬁ Specification

DCONWS o
*::::::W::::::::::::::ﬂ 2
- i — | i 8
(8] CRKS o
a e
LB ]
i
LF |

ﬂ?ﬂf%ﬁgﬁﬁg*ﬁﬂﬂz Straight Shank Holder for Screw Fit Type

$WHITIHF Steel Shank B{:mm  Unit:mm
BFR w2 oS | ByRY | sseEz
Designation DCONMS DCONWS CRKS DCB
(4] 7801901 SF-M105520-20 20 18 M10 10.5 120 17.7
(5} 7801902 SF-M125525-35 25 23 M12 12.5 135 327
(6] 7801903 SF-M165532-35 32 28 M16 17 155 321
| .
|
BE(RFERAEJIFF All Carbide Shank B{:mm  Unit:mm
&R iz | ERRY | seER |
Designation DCONWS CRKS DCB

7801912 SF-M105520-70CS 140 67.7
(4] 20 18 M10 10.5

7801913 SF-M105520-110CS 180 107.7

7801914 SF-M125525-90CS 170 87.7
(5} 25 23 M12 12.5

7801915 SF-M125525-140CS 220 137.7

7801916 SF-M165532-120CS 220 117.1
(6] 32 28 M16 17

7801917 SF-M165532-190CS 290 187.1

BEEDHEIGNC FREEFmR) . Stock are categorized as C (Standard stock item). ‘ 8




IR LB C R

Holder for Screw Fit Type

OP-SFA

. ﬁ?%ﬁﬂ'i@ Specification

23
CRKS o

[
F

DCB

BT JJ#8 BT Shank Holder

B{I:mm Unit:mm

&1 | Mz | BRY | SEREE | soe | em
Designation DCONWS CRKS DCB Ds Stock
7802502 BT30-SFA10-45 45 23 20 *
(4] 18.5 M10 10.5
7802503 BT30-SFA10-85 85 63 25.1 *
7802504 BT30-SFA12-45 45 23 25 *
(5) 23.5 M12 12.5
7802505 BT30-SFA12-85 85 63 30.1 *
7802506 BT30-SFA16-45 45 23 32 *
(6] 29 M16 17
7802507 BT30-SFA16-85 85 63 32 *
7802510 BT40-SFA10-45 45 18 20 *
(4] 18.5 M10 10.5
7802511 BT40-SFA10-85 85 58 24.5 *
7802512 BT40-SFA12-45 45 18 25 *
(5] 7802513 BT40-SFA12-85 23.5 M12 12.5 85 58 29.5 *
7802514 BT40-SFA12-135 135 108 34.8 *
7802515 BT40-SFA16-45 45 18 32 *
(6] 7802516 BT40-SFA16-85 29 M16 17 85 58 35 *
7802517 BT40-SFA16-135 135 108 40.3 *
7802520 BT50-SFA10-85 85 47 20 *
(1) 18.5 M10 10.5
7802521 BT50-SFA10-135 135 97 28.6 *
7802522 BT50-SFA12-85 85 47 25 *
7802523 BT50-SFA12-135 135 97 33.6 *
(5) 7802524 BT50-SFA12-185 235 M12 12.5 185 147 38.9 *
7802525 BT50-SFA12-250 250 212 45.7 *
7802526 BT50-SFA12-300 300 262 50.9 *
7802527 BT50-SFA16-85 85 47 32 *
7802528 BT50-SFA16-135 135 97 39.1 *
(6] 7802529 BT50-SFA16-185 29 M16 17 185 147 44.4 *
7802530 BT50-SFA16-250 250 212 51.2 *
7802531 BT50-SFA16-300 300 262 56.4 *

9 ‘ = REIIEEIARATEWAR, ¥ =Please contact our sales department for lead time




. ﬁ?’lﬁﬁvﬁ Specification

CRKS 4

HSK JJ#8  Hsk shank Holder

B{I:mm Unit:mm

= | s | ggRT | mxEg | | moe | EE

Designation DCONWS CRKS DCB Ds Stock

° 7802552 A63-SFA10-60 185 M10 105 60 34 20 *
7802553 A63-SFA10-85 85 59 24.6 %
7802554 A63-SFA12-60 60 34 25 %

(5] 7802555 Ab63-SFA12-85 23.5 M12 12.5 85 59 29.6 %
7802556 A63-SFA12-135 135 109 34.9 %
7802557 A63-SFA16-60 60 34 32 %

(6 7802558 A63-SFA16-85 29 M16 17 85 59 32 %
7802559 A63-SFA16-135 135 109 40.4 %

° 7802562 A100-SFA10-85 e VI B~y 85 50 237 X
7802563 A100-SFA10-135 135 100 28.9 P
7802564 A100-SFA12-85 85 50 28.7 %
7802565 A100-SFA12-135 135 100 33.9 %

(5] 7802566 A100-SFA12-185 23.5 M12 12,5 185 150 39.2 %
7802567 A100-SFA12-250 250 221 46.6 %
7802568 A100-SFA12-300 300 271 51.9 %
7802569 A100-SFA16-85 85 50 34.2 %
7802570 A100-SFA16-135 135 106 40.1 P

(6] 7802571 A100-SFA16-185 29 M16 17 185 156 45.3 x
7802572 A100-SFA16-250 250 221 52.1 %
7802573 A100-SFA16-300 300 271 57.4 %

= RREIEEIAATEWAR, ¥ =Please contact our sales department for lead time ‘ 1 O




ZIREHTIIRS

Multi-function Cutter Series

PMD

I TR R OB—HEFHIE best
Recommended Materials by Insert Type OSEHETFMIR Good
TIR#R rRStE | PDENES | p JIE#R rRSrE | PIRNET | p |
Insert Grades Insert Breaker Coolant Insert Grades Insert Breaker Coolant
GL
; | XP2025
E?’ﬂtﬂ’* XP8030 - Bwe |O|0|lO|O]0O|O GM Bwe | O 0 ©
enter
Insert
> XP2040 s #by | OO ©
CK010 NM 5 Wet [©) Bwe | O] O [0
GL =
XC3020 GM Foy | O o %E?J;’ﬁﬂﬁ XC1015 e % bry o
erl era
gﬁ Inzert 9: o
Dry
=) XP3025 GM Hwet | O @) XC5035 M =
PSR g ¢ A wer o O
[hi=ee GL XC5040 SM 5 Wet [8) )
XC3030 GM o @)
GR 7 ory XP6015 HR Foy | O @) )
SR GL Zoy 01010 NMAEASR GLEMM GM: RN GREVMA HR: ESEEA SM: HAASE
GM B wet ololo NM:Aluminum Alloy GL:Light Cutting GM:Middle Cutting GR:Heavy Cutting HR:High Hardened Steel
SM:Heat Resi Alloy

.tﬂﬁU%1¢§)ﬁ§E Cutting Conditions
{3 + FEHE side miting - Siot Miling AN TANEREYIITE.  For horizontal milling, calculate by per tooth.

it T
Side Milling Slot Milling
TR USRI R ap:1Omm, HIMISEE ae:0.2D R ap:3mm. M ae:1.0D
Work Material Tensile Strength- HEhEE SIIAE IELEE BTHAR
V¢ (m/min) fz(mm/t) Ve (m/min) fz(mm/t)
Cutting Speed Feed per Tooth Cutting Speed Feed per Tooth
., (EBRERIN
Mild Steel, Carbon Steel ~180HB 180(100~250) 0.25(0.2~0.5) 180(100~250) 0.12(0.05~0.2)
(SS400, S10C)
WEN. 2N
P Carbon Steel, Alloy Steel ~280HB 180(100~250) 0.2(0.15~0.4) 180(100~250) 0.11(0.05~0.2)
(S50C, SCM440)
=AY
Die Steel ~280HB 150(80~200) 0.2(0.15~0.4) 150(80~200) 0.1(0.05~0.18)
(SKD11, SKDé61)
EW (F20)
Stainless Steel (Dry) ~250HB 150(80~200) 0.18(0.15~0.4) 150(80~200) 0.1(0.05~0.18)
M (SUS304, SUS420)
ER (EL)
Stainless Steel (Wet) ~250HB 80(60~120) 0.18(0.15~0.4) 80(60~120) 0.1(0.05~0.18)
(SUS304, SUS420)
7273
Cacst\ron ~350N/mm?2 180(100~300) 0.25(0.15~0.5) 180(100~300) 0.12(0.05~0.2)
(FC250)
K .
BREBFEEL
Ductile Cast Iron ~800N/mm? 180(100~250) 0.15(0.1~0.4) 180(100~250) 0.12(0.05~0.2)
(FCD400)
N Aluml?lnﬁn Alloy ~13%Si 300(200~1,500) 0.3(0.2~0.5) 300(200~1,500) 0.15(0.1~0.25)
EmARaE (830)
Superalloy (Wet) - 35(25~60) 0.15 (0.1~0.3) 35(25~60) 0.1(0.05~0.15)
s (Inconel 718)
HaE (2)
Titanium Alloy (Wet) = 40(30~120) 0.18(0.1~0.35) 40(30~120) 0.1(0.08~0.25)
(Ti-6Al-4V)
RSN
Pre-hardened Steel 40~43HRC 100(40~150) 0.18(0.1~0.3) 90(40~150) 0.1(0.08~0.2)
(NAK80)
TR
H Steel for Die Casting 43~48HRC 80(40~120) 0.12(0.08~0.2) 70(40~120) 0.08(0.06~0.15)
(DAC-MAGIC, DH31)
VAR
Har(dsened S;ee\ 50~55HRC 60(40~90) 0.1(0.05~0.2) 50(40~90) 0.06(0.05~0.1)
KD11
o ERFHRIIGHRENIEFSEH. + Above recommended speed is for short shank type.
KRB SR S  F AR R R H080%., For long shank type, use the following cutting condition: cutting speed = 80% of the
1. AR SR AR A, abovesettings. . for milling with luble cool
2. IR AR SRR B B R A ; 'I.I'-he |nb icated sPee s ag' ! eeds are lc;r mi |gg wit watler-s'c:ju:? e cozda'nt b
- N - The above cutting conditions are to be used as general guidelines. Adjustments may be
f*E}EDDIH‘:L . . s necessary depending on actual cutting condition.
3. RETIRE, BERRERET 2RSS TEERE, 3. Inserts should be attached to the holder tightly in a very neat condition.
4. BEFEERENIME, BRESEETH, S, RIBERTMNI. 4. Fasten the work material to reduce the possibility of work deformation, deflection of

machined surface, or vibration.

11




FLINT oritling

InIHFwt

Work Material

B, {RBRER
Mild Steel, Carbon Steel
(55400, S10C)

FEIRRE. B

Tensile Strength- Hardness

~180HB

IFLINT - #EEEER For both counterboring and plunge milling

TIELEE
Vc (m/min)
Cutting Speed

160(100~200)

0.07(0.05~0.08)

HLEE fimm/rev)

0.08(0.06~0.1)

Feed Rate

0.1(0.08~0.12)

RN, A%

Carbon Steel, Alloy Steel
(S50C, SCM440)

~280HB

150(100~200)

0.07(0.05~0.08)

0.08(0.06~0.1)

0.1(0.08~0.12)

REIN
Die Steel
(SKD11, SKDé61)

~280HB

120(80~180)

0.07(0.05~0.08)

0.08(0.06~0.1)

0.1(0.08~0.12)

TN
Stainless Steel

(SUS304, SUS420)

~250HB

130(80~180)

0.07(0.05~0.08)

0.08(0.06~0.1)

0.1(0.08~0.12)

{7273

Cast Iron

(FC250)

~350N/mm?2

200(150~180)

0.07(0.05~0.08)

0.08(0.06~0.1)

0.1(0.08~0.12)

BRERTEEA

Ductile Cast Iron

(FCD400)

~800N/mm?2

160(100~220)

0.07(0.05~0.08)

0.08(0.06~0.1)

0.1(0.08~0.12)

=
=I=)
Aluminum Alloy

~13%Si

200(100~800)

0.07(0.05~0.08)

0.08(0.06~0.1)

0.1(0.08~0.12)

BReE (2)
Superalloy (Wet)
(Inconel718)

50(30~60)

0.07(0.05~0.08)

0.08(0.06~0.1)

0.1(0.08~0.12)

wEE (85)
Titanium Alloy (Wet)
(Ti-6Al-4V)

60(30~100)

0.07(0.05~0.08)

0.08(0.06~0.1)

0.1(0.08~0.12)

T
Pre-hardened Steel
(NAK80)

40~43HRC

100(60~120)

0.07(0.05~0.08)

0.08(0.06~0.1)

0.1(0.08~0.12)

i)

Steel for Die Casting
(DAC-MAGIC, DH31)

43~48HRC

80(40~100)

0.07(0.05~0.08)

0.08(0.06~0.1)

0.1(0.08~0.12)

VAR
Hardened Steel
(SKD11)

50~55HRC

o ERKHRPDEMENETSH.

N =

H>w

W ERERE - SIS IRRA A3 LT,

Set the maximum processing angle during ramping and helical drilling operations to less than 3°.

HAEUAO LR S (R A LR S 43=A980%.
- ISR HRERTRBEIERAAAE.
- I EI SRR RRE SR B E AR R
EREN DRSS,
REDRE, EREERETIRS TERRE.
BEFERINIMN, BRESERY, SH, RaERTMI.

60(40~80)

0.07(0.05~0.08)

0.08(0.06~0.1)

0.1(0.08~0.12)

+ Above recommended speed is for short shank type.

For long shank type, use the following cutting condition: cutting speed = 80% of the
above settings.

1. The indicated speeds and feeds are for milling with water-soluble coolant.

2. The above cutting conditions are to be used as general guidelines. Adjustments may be
necessary depending on actual cutting condition.

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

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

FHEINT Ramping

|

E;%ﬁ,ﬂ_z’{-%}l_, Helical Drilling

DC

B {7:mm  Unit:mm

20 37
25 47
32 61

12




.ﬂﬂIéﬂl}E Cutting Data

Horizontal Milling

Tool PMD11R0255525-1S (¢ 2 5x17])

{%ﬁﬁﬂh‘- (H‘E) ]_E_ 7] Center Insert :ZPNT130508EN (XP8030)
In de) HMNET] Peripheral Insert : ZDKT11T308SR-GM (XC3030)

IMIE s ‘ famEnT

Milling Method Plunging Horizontal Milling

AT} ss0C

Work Material

TR 100m/min (1,274min") =
"
204mm/min (0.16mmyy) | IR — FERINT

Plunging Horizontal Milling

102mm/min (0.08mm/rev)

. ap=7mm ae=25mm
TIHE % (SiR)
Coolant None (Air Blow)

EFH SZANT L (BT40)

Machine Vertical Machining Center

BRIRRN. REFAIINTIE.

Excellent milling surface finish without chattering.

b

Slotting

B
%FFI" PMD11R0255525-1S (¢ 25x17])

ERIA (MR) JE 70 Centerlnsert  :ZPNT130508EN (XP8030)
Insert (grade) HMNE)T] Peripheral Insert : ZDKT11T308SR-GM (XC3030)

IS 1B ‘ g

Milling Method Slotting Side Milling

IIIHE s50C

Work Material

EDHIEREE 150m/min (1,910min7)

Cutting Speed
HHAE

sk

Side Milling

382mm/min (0.2mm/t)

Depth of Cut ap=7mm ae=25mm ap=10mm ae=2.5mm
Rkl F(59)

Coolant None (Air Blow)

EFRHTLA SZAAIT ARG (BT40)

Machine Vertical Machining Center

RHEINNT Helical Drilling - Ramping

EEI/E\ PMD11R0255525-1S (¢ 25x17]J)
ﬁﬁﬁﬂ# (M‘E) F&_ 7] Center Insert :ZPNT130508EN (XP8030)
Insert (grade) HNET] Peripheral Insert : ZDKT11T308SR-GM (XC3030)
IEI7T% IZHEIL 040 SmEinT

Milling Method Helical Drilling Ramping

INTAE 2.5° (#RhESEE2mm) 30

Processing Angle Helical Pitch VA

NIk
Work Material S50C

BEhEERFL

Helical Drilling

FEINT

?atﬁt\un]gggeed 150m/min (1,910min"") Ramping

R 107mm/min (0.15mm/t) | 287mm/min (0.15mm/t) ;
PR

[Efj:ffr%ut ap=25mm ap=7mm

gl il % (51%)

Coolant None (Air Blow)

SRR SIRIIT A (BT40)

Machine Vertical Machining Center

AIHHTILOTER, REBFOATHABRIINT.

No burrs at the hole entry and no leftover material in the center of hole after processing.
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}‘A}L%UE/B = t %;EJJDIE?“‘E—_I Processing time reduction by continuous operation from drilling to contouring

FERIR PMD11R0255525-15 (¢25x17))  MRXETRGREI g a7 AR L2

Tool Conventional carbide end mill

J& 7] :ZPNT130508EN (XP8030)

{%FEDH_ Center Insert

Nt 5ME7T] :ZDKT117308-GM

Insert (grade) =] - - (XP3035)
Peripheral Insert

YR SEMEETEHR (PIEBEEH) \

Coolant Non-Warter-Soluble (Internal)

AT ZRINTHG (BT40)

Machine Vertical Machining Center

e
®

T 0318 034.8 0408

Counterboring Dia.
$31.8 $34.8 £ $40.8 £
(Rzliz) Gzl ) 8 GRal&) ~

CRFLIRED)
GRFLRE)

15mm
GRALREE)

TR 3 3 3
Processing Shape L ! ;
018 0245 0245

(AR (AR ()
A : w—— - : S ; : - -
Too! PMD (025x17)  [EISEiCEThll  PvD (025x17)  REEISEthal  PvD (025x17)  REtsIketha
ICTraps gL | T A T HAMT | yaLe T HAMT | 7oL e T
Milling Method Drilling Cor\tc/)/n.l\ring Helical Drilling Drilling Contouring Helical Drilling Drilling Contouring Helical Drilling
TIRIREE ap=5Smm RS EE=5mm ap=2mm IRAELEE=2mm ap=2mm 12EEEE=2mm
Depth of Cut 15mm | 5e=3.4mm Helical Pitch 2o ae=4.9mm Helical Pitch 2 ae=7.9mm Helical Pitch
YIEIERE 157m/min 63m/min 157m/min 63m/min 157m/min 63m/min
Cutting Speed (2,000min) (1,000min") (2,000min") (1,000min") (2,000min") (1,000min")
HHAERE 350mm/min | 75mm/min 74mm/min 500mm/min | 141mm/min 85mm/min 500mm/min | 194mm/min 102mm/min
Feed (0.175mm/rev) | (0.175mm/t) (0.05mm/t) (0.25mm/rev) | (0.25mm/t) (0.05mm/t) (0.25mm/rev)| (0.25mm/t) (0.05mm/t)
SRR (5E) #1807 #1208 %208 #9667 %238 H778
(ca\ct’l\aﬁ]e ‘e)' N About 80 sec. About 120 sec. About 20 sec. About 66 sec About 23 sec. About 77 sec

5 PMDEJLATFLEIFERRIINT, Eit4ERainT
PITETIE (B/30) oo PMDSILL{SHERRESINT, BN

100 200 300 Processing time is reduced as the PMD is capable of
. . . drilling a hole and enlarging it by contouring.

#9205

About 20 sec. éﬁ%ﬁé@Sg%E{J
N Prcces’s:!r%%eﬁgcl;gled by
£9237 P onitiate b3

About 23 sec.

¢31.8
A ] == L
LA fm T 0348
Conventional
¢ 40.8

%{q:ieﬁmﬂﬁ }LDHI High-efficiency counterboring of the casted surface is made possible

TH 7 Sreo 5 . N
Ejﬁ PMD11R0255525-1S (¢ 25x170) Eﬂﬂﬁﬂcﬁnupue ( t<zo>r25><273) I0TATE (FB/FL) cutting Time sec/hole)
T JE 7] :ZPNT130508EN (XP8030) 2 3 4
(Wﬁ), 4NE7] :ZDKT11T308-SR (XC1015) -

Insert (grade) Peripheral Insert
FC250
150m/min (1,909min"") 78m/min (1,000min-")
=1 A =
286mm/min (0.15mm/rev) 100mm/min (0.Tmm/rev) ’Jmcb‘ Elﬁnn
ompetitor
¢ 25
S BME RIS R, PMDAYE
| DepthofCut | B EERFAIINTIE, MNIAEE
L=l I (5R) AI4ERE,
Coolant None (Air Blow) The{ PMD{ is ;}ble (tjo aahieve excellent milling
- " 18 o
SRR BSUIT R (BT50) surface fish and reduce processing tme
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(E shaping your dreams

T T
] — oy
¢ D

Bt ( B ) MEIRARAF

BREH (i) &% ) +4 Z
it EEHRTRETEK11338 KRt HT12141021003-0755T it 5] B
B2iE: 021-52552588; fEE: 021-58883300;  HF4%: 200051 E3iE: 186-3092-

XA (Ei) TRESHT AL (ki) FREESE -

ik TSRS SHE1-2ZAE 10042 . 10k
diE. 0510-82730271; {6H: 0510-82739220; i 214074 EAL: PR B RUGH

E8iE: 029-88860594
BUEHL (L3S) Z5WsssAT
ot SR MIKIC S 7BEE1 801 B (Ei5) K
H3iE: 0553-5868160; {EE: 0553-5868190; HR%m: 241000 e .

BREA (Lig) BINERSSAT
thit: SN TAVRRERFEER1 81 SEIARAE 151122
HBiE: 0512-62388327;  {£EL: 0512-62388320; HB4m: 215028

WAL (15) LS N
L MR SO ST M 603 A, (£i)

b 2| Y M [y F 2 i
EBi&: 0571-82757757; {€H: 0571-82757767; P BiE. 024.22852

.n-

B, (E8) STUREsSHT } : L) 4

bk TR ER KRR S KB AEA401-3 : Bl (it

F3iE: 0574-88161548; {EE: 0574-88134670; HBZﬁ: 31519 i' L [v,f,l”-t-"‘l‘ {

Bl (558) HSAE 'g e :
B AR 6150 AEE300122A06-07 " S B E RO B
SR Dl Ll e

WEHL (13) RIBSHT , « & # >

fes: SRR R A L AT R RS S i) CRE21 122 " LR

E3iE: 6';55-83566532; {€H: 0755-83558854; Hp4m: 518017 EEJE 023- 67.136872

BEAL (58) JEHAs B (15) BNESH

H3: JEETEA AR R E AR 9 S ERFAEARE18-05C Ml N TAR=] STERRB1RE25053

EEiE: 010-85261018; {EE: 010-85261016; fB%m: 100004 EBiE: 027-85557360; {EE: 027-85557350

BEAL (58) REHAT BHHL (78) RS

HblE: FEETHEE A X A B SR — DA IR 3720/ 2007 MBI [ IR R K I | S TCRII)3405-03%

EEiE: 022-23037566/022-27357729 HB%m: 300100 EiE: 0769-81550050;  {&E: 0769-81550030; Hp4R: 523845

.
Http://www.chinaosg.com =

--------------------------------------------------------- 7‘ PRINTED WITH
s 400 888 2086 ) sovink|
9:00~12:00/13:00~17:00 kB BEAEIRIER

E-mail:business@chinaosg.com - i kSl
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