Phoenix PXM &=
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Exchangeable Head End Mill

Phoenix Exchangeable Milling
(PAT. in Japan)
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All the knowledge and know-how acquired by designing solid

‘Various types are available to meet variety of machining
methods.

carbide end mills are found in these exchangeable heads.

®
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Tighten by the spanner exclusive for PXM.
(Sold separately from the cutters)
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End Face + Tapper = Double Face Clamping
-High rigidity and accuracy of tightening
-High precision of run out=0.015mm
-High head replacing accuracy = £0.03mm
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Applying buttress screw makes easy and reduces
time to desorb heads.

Compared to
solid tools
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The large diameter offers cost advantages. To
reduce the tool changing time, only the cutter

chip needs to be replaced. tools

Compared to indexable

It provides flute quantity advantages to improve productivity,
as well as a selection of cutter chips. It offers additional
advantages in terms of initial costs and running costs.

BAYRIL1FYT

Line up of exchangeable heads

193

AERE 48N ARJI7-IA—F 5T AR

Unequal Spacing, Four Flutes, Square-Corner Radius Type

AL EL E~AEET. EYHIDFIEE

As a general-purpose tool, it can be used for heavy cutting from grooves to side faces.

AF)—F 487 #BLlh AJI7-3—F75T7AMK

Variable Lead, Four Flutes, High Helix, Square-Corner Radius Type

ZHLOKRVINTICEW T, RELAINIHEIRE

Stable machining with long overhang length.

TEFERE 2BX ARIIT7-OA—FFOF7AFIR

Unequal Spacing, Multiple Flutes, Square-Corner Radius Type

AREDSEL BHDX) Y M EEDY I ETRE

As a general-purpose tool, it can bring the advantages of multiple cutters into full play.

FE)—K 48X mblh 70K

Variable Lead, Four Flutes, High Helix, Roughing Type

BIAU S 8IS TR AR I LA AT 48

Suitable for rough milling in a wide range of cunmg conditions.

AEJ)—F 48H Fhlh S712TK

Variable Lead, Four Flutes, Low Helix, Roughing Type

REMOFE) I TH RIEE

Su\tab\e for rough milling with a Iong tool life.

BN O—FFF7ABIRK

Straight Flutes, Corner Radius Type

EREEMOIMIHFIEE

It can mill high hardness materials.

WY gehHE I—FSOTARK

Three Flutes, Multi-purpose, Corner Radius Type

ZH L OR L BAMIROREIMLH FIHE

Suitable for machining work which requires long overhang length.

A WMAR I—FSOFARIRK

Three Flutes, Heavy-duty, Corner Radius Type

REWROMKTI I LA TIHE

Suitable for profile milling with long tool life.

SHH N KR—IFIR

Three Flutes, Multi-purpose, Ball Type

ZHLORLS BAMIROREIMLIAHAIHE

Suitable for machining work which requires long overhang length.

3KH AR AR

Three Flutes, Heavy-duty, Ball Type

REMOM KT LA RIHE

Suitable for profile milling with long tool life.

£¥ K—IEIR

Multiple Flutes, Ball Type

thft EF ~{E EFIT A RIEE

It can be used for intermediate-finish and finish milling.
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Group map by types of exchangeable heads

BA7I7HIK

Square Type

W>71 7KK

Roughing Type

pxse | NP

Wa—-75 7 AR

Corner Radius Type

WA=V

Ball Type
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#WHIHE B & Hardness of Work Materials
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ARYIT7-A—=FF T AWK

Square * Corner Radius Type

PXSE

&

8 INN | 9

RE, " |APMX Cs
LF FAIHR—IVEL

without Coolant Hole

1 4 )b'* _Jbﬁ l/ without Coolant Hole

PXSE FFHE 48HA ARIVIT-A—FF T T AWK unequal Spacing, Four Flutes, Square - Corner Radius Type 4 mm Unitmm
Y—JVNo. Y HE|a—FHE| IH # hlhf | fHERe iz R A%
EDP No. Designation DC RE ZEFP FHA Cs Grades (Yen)
W30 7829994 PXSE100C10-04R000 0 9,550
@m 7829995 PXSE100C10-04R005 0.5 9,550
@m 7829996 PXSE100C10-04R010 10 1 4 7 13 9.7 38° c10 XP3225 9,550
@m 7829997 PXSE100C10-04R020 2 9,550
m 7829998 PXSE100C10-04R030 3 9,550
7830004 PXSE120C12-04R000 0 10,200
7830005 PXSE120C12-04R005 0.5 10,200
7830006 PXSE120C12-04R010 12 1 4 8.4 14.4 1.7 38° c12 XP3225 10,200
7830007 PXSE120C12-04R020 2 10,200
7830008 PXSE120C12-04R030 & 10,200
7830009 PXSE160C16-04R000 0 15,800
7830010 PXSE160C16-04R005 0.5 15,800
7830011 PXSE160C16-04R010 1 15,800
16 4 11.2 18.7 15.7 38° C16 XP3225
7830012 PXSE160C16-04R015 1.5 15,800
7830013 PXSE160C16-04R020 2 15,800
7830014 PXSE160C16-04R030 3 15,800
7830015 PXSE200C20-04R000 0 18,200
7830016 PXSE200C20-04R005 (O85) 18,200
7830017 PXSE200C20-04R010 20 1 4 14 21.5 19.6 38° C20 XP3225 18,200
7830018 PXSE200C20-04R020 2 18,200
7830019 PXSE200C20-04R030 13 18,200
7830020 PXSE250C25-04R000 0 24,000
7830021 PXSE250C25-04R010 1 24,000
25 4 17.5 27.5 24 38° C25 XP3225

7830022 PXSE250C25-04R020 2 24,000
7830023 PXSE250C25-04R030 3 24,000

1 95 ‘ HEERFMILTCUREEERERYET, Stock are categorized as C (Standard stock item).
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Slotting Slotling

Side Milling
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Contouring Face Milling Piotie Miling
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Side Milling
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with Coolant Hole
(@)
<
o
14)»'*_)»1#% with Coolant Hole .
PXSE *%ﬁ%ﬂ 4*&” 1717‘ :_7-5 971%1* Unequal Spacing, Four Flutes, Square - Corner Radius Type B :mm Unitmm 2

L0 HE - ([a—TFE] I NE 2R B BlhE | WERE ZE: RAEMAR
DC LF s

Designation RE ZEFP FHA C Grades (Yen)

-
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W31 7830054 PXSE120C12-04R000-O 0 12,200 g
m 7830056 PXSE120C12-04R010-O 12 1 4 8.4 14.4 11.7 38° Cc12 XP3225 12,200 e
@m 7830058 PXSE120C12-04R030-O 3 12,200 d
(%2)
@m 7830059 PXSE160C16-04R000-O 0 18,800 e
¢Em 7830061 PXSE160C16-04R010-O 16 1 4 11.2 18.7 15.7 38° c16 XP3225 | 18,800 E
wn
@m 7830064 PXSE160C16-04R030-O 3 18,800 o
@m 7830065 PXSE200C20-04R000-O 0 22,000 ;:)
@m 7830067 PXSE200C20-04R010-O 20 1 4 14 21.5 19.6 38° Cc20 XP3225 22,000 o
m 7830069 PXSE200C20-04R030-O 3 22,000 g
@m 7830070 PXSE250C25-04R000-O 0 28,800 o
m 7830071 PXSE250C25-04R010-O 25 1 4 17.5 27.5 24 38° C25 XP3225 28,800 E
m 7830074 PXSE250C25-04R030-O 3 28,800 =
1. AERHRIMZE ZFIADBRIE. ZANA—IRFEDANY RES Y IRV AZTFERATEN, v IRIVAICDNTIEP.208 p.2102ZBE T LY, :(‘
1. For the use of internal coolant, please use the appropriate head and shank holders with oil hole. Refer to pages 208 and 210 for details on shank holders. L
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HEERPMNILTCHTEEER)ERYET, Stock are categorized as C (Standard stock item). ‘ 1 96 2 iz




ARYIT7-A—=FF T AWK

Square - Corner Radius Type

PXVC

i
&} AN o)
a o
a

RE 7| APMX Cs

LF AL A—ILEL

without Coolant Hole

[ Tvoe2 |
Z
O o
e W 8
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E/APMX IRE1\ Cs
LF FAIFR—ILEL

without Coolant Hole

1 4 }b'*_}bﬁ b without Coolant Hole

PXVC FZFU—F 48T whlh ARJI7 -TA—FF I T AWK variable Lead, Four Flutes, High helix, Square - Corner Radius Type wfrmm Unitmm
are | umo. | e el mm | | e | mm |epe e s | wx (unes

W3S 7834994 PXVC100C10-04R000 0 11,500
@m 7834995 PXVC100C10-04R005 0.5 11,500
1@ 7834996 PXVC100C10-04R010 10 1 4 10 16 9.8 45/48° XP3225 1 11,500
1@ 7834997 PXVC100C10-04R020 2 11,500
@ 7834998 PXVC100C10-04R030 3 11,500
@ 7834999 PXVC120C10-04R000 0 10 12,200
@m 7835000 PXVC120C10-04R005 0.5 12,200
@m 7835001 PXVC120C10-04R010 * 12 1 4 12 18 9.8 45/48° XP3225 2 12,200
@m 7835002 PXVC120C10-04R020 2 12,200
m 7835003 PXVC120C10-04R030 3 12,200
7835004 PXVC120C12-04R000 0 12,200
7835005 PXVC120C12-04R005 0.5 12,200
7835006 PXVC120C12-04R010 12 1 4 12 18 1.7 45/48° XP3225 1 12,200
7835007 PXVC120C12-04R020 2 12,200
7835008 PXVC120C12-04R030 3 12,200
7835009 PXVC140C12-04R000 0 12 16,700
7835010 PXVC140C12-04R005 0.5 16,700
7835011 PXVC140C12-04R010 *x 14 1 4 14 20 1.7 45/48° XP3225 2 16,700
7835012 PXVC140C12-04R020 2 16,700
7835013 PXVC140C12-04R030 3 16,700

[NExT)

1 97 ‘ HEERFMILTCUREEERERYET, Stock are categorized as C (Standard stock item).
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Reduced Shank Type

Y PXVCHAS1T

Bl
Example
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The outer diameter of the reduced shank type is larger than the
shank diameter, making it highly effective in the processing of
die and mold applications that require vertical wall milling or

pocketing.

1mm

FiBkL

Nomerference
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The R shape on the shank side edge
prevents streaks during milling.

/

PXVC *%U - I‘ 4&” ;ﬁn U*‘- 1717‘ :_7-5:/71"?1* Variable Lead, Four Flutes, High helix, Square - Corner Radius Type

Bf:mm Unitmm

oespaon NEPEE R || & e S| TR A

7835014 PXVC160C16-04R000 0 18,800
7835015 PXVC160C16-04R005 0.5 18,800
7835016 | PXVC160C16-04R010 1 18,800

16 4 16 235 | 157 | 45/48° XP3225 | 1
7835017 | PXVC160C16-04R015 15 18,800
7835018 PXVC160C16-04R020 2 18,800
7835019 PXVC160C16-04R030 3 C16 18,800
7835020 PXVC180C16-04R000 0 20,900
7835021 PXVC180C16-04R005 0.5 20,900
7835022 | PXVC180C16-04R010 * 18 1 4 18 255 | 157 | 45/48° XP3225 | 2 20,900
7835023 | PXVC180C16-04R020 2 20,900
7835024 | PXVC180C16-04R030 3 20,900
7835025 | PXVC200C20-04R000 0 22,000
7835026 | PXVC200C20-04R005 0.5 22,000
7835027 | PXVC200C20-04R010 20 1 4 20 27.5 19.6 | 45/48° XP3225 | 1 22,000
7835028 | PXVC200C20-04R020 2 22,000
7835029 | PXVC200C20-04R030 3 22,000
7835030 PXVC220C20-04R000 0 €20 26,700
7835038 PXVC220C20-04R005 0.5 26,700
7835031 | PXVC220C20-04R010 * 22 1 4 22 295 | 19.6 | 45/48° XP3225 | 2 26,700
7835032 PXVC220C20-04R020 2 26,700
7835033 PXVC220C20-04R030 3 26,700
7835034 PXVC250C25-04R000 0 28,800
7835035 PXVC250C25-04R010 1 28,800
25 4 25 35 24 45/48° | C25 | XP3225| 1
7835036 PXVC250C25-04R020 2 28,800
7835037 PXVC250C25-04R030 3 28,800
qm 7835039 PXVC320C32-05R010 2 ] 5 3 447 28 45° 32 P25 ; 88,900
m 7835040 PXVC320C32-08R010 8 38° 99,500
EERS 2 TCOREERRIERYE T, Stock are categorized as C (Standard stock item). | 198
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ARYIT7-A—F ST AWK

Square * Corner Radius Type

PXSM

= .
o _ o
o O
D !
RE APMX Cs
LF FANA—IEL
without Coolant Hole

1 4 )b'*_)bﬁ l/ without Coolant Hole

PXSM FESE BF RIIT7-TA—FF T AR unequal spacing, Multiple Flutes, Square - Corner Radius Type #fr:mm  Unitmm
Y—JVNo. Y HE |a—FHE| IH BSESS # hlhf | fHEHs iz R A%
EDP No. Designation DC RE ZEFP FHA Cs Grades (Yen)
N30 7830094 PXSM100C10-06R000 0 11,700
@ 7830095 PXSM100C10-06R005 0.5 11,700
10 6 7 13 9.7 38° c10 XP3225
@ 7830096 PXSM100C10-06R010 1 11,700
@ 7830097 PXSM100C10-06R020 2 11,700
7830104 PXSM120C12-06R000 0 12,000
7830105 PXSM120C12-06R005 0.5 12,000
7830106 PXSM120C12-06R010 12 1 [} 8.4 14.4 11.7 38° C12 XP3225 12,000
7830107 PXSM120C12-06R020 2 12,000
7830108 PXSM120C12-06R030 3 12,000
7830109 PXSM160C16-06R000 0 17,300
7830110 PXSM160C16-06R005 0.5 17,300
7830111 PXSM160C16-06R010 1 . 17,300
7830112 PXSM160C16-06R015 1.5 ¢ % 17,300
7830113 PXSM160C16-06R020 2 17,300
7830114 PXSM160C16-06R030 3 17,300
16 1.2 18.7 15.7 C16 XP3225

7830115 PXSM160C16-08R000 0 19,700
7830116 PXSM160C16-08R005 0.5 19,700
7830117 PXSM160C16-08R010 1 . 19,700
7830118 PXSM160C16-08R015 1.5 8 2 19,700
7830119 PXSM160C16-08R020 2 19,700
7830120 PXSM160C16-08R030 3 19,700

1 99 ‘ HEERFMILTCUREEERERYET, Stock are categorized as C (Standard stock item).
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Side Milling

[
Side Milling

IZ4KH
Proiile Wiiling

PXSM ;F%ﬁ‘EU 533 1717' :_1-5:)71%1* Unequal Spacing, Multiple Flutes, Square - Corner Radius Type

Bfr:mm  Unitmm

=30 NE [A—FHE] IR IR &R BE RUhE | MRS ZE RAEMTAR
Designation DC RE ZEFP APMX LF DCON FHA Cs Grades (Yen)
7830121 PXSM200C20-10R000 0 27,300
7830122 PXSM200C20-10R005 0.5 27,300
7830123 PXSM200C20-10R010 20 1 10 14 21.5 19.6 42° C20 XP3225 27,300
7830124 |  PXSM200C20-10R020 2 27,300
7830125 |  PXSM200C20-10R030 3 27,300
7830126 |  PXSM250C25-10R000 0 31,000
7830127 |  PXSM250C25-10R010 1 31,000
25 10 17.5 27.5 24 42° C25 | XP3225
7830128 |  PXSM250C25-10R020 2 31,000
7830129 PXSM250C25-10R030 3 31,000
EERS 2 TCOREERRIERYE T, Stock are categorized as C (Standard stock item). | 200
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71K

Roughing Type

PXNH

Siotting

¢

i

S
}

¥

lE
Side Milling

/

Contouring

[]

DCON

LF FAIHR—IVEL
without Coolant Hole

1 4 )b'*_)bﬁ l/ without Coolant Hole

PXNH z;%l)_ F 4*&” ;ﬁn U*'- 57‘{ yﬁ%ﬁ Variable Lead, Four Flutes, High Helix, Roughing Type

Bfii:mm Unitmm

e Desgpaton 5 o B | SR | JB | PEhm | PRe) MR REEe
W3\ 7830450 PXNH100C10-04C005 10 0.5 4 7 13 9.7 40/42° C10 XP3225 10,700
7830451 PXNH120C12-04C005 12 0.5 4 8.4 14.4 11.7 40/42° Cc12 XP3225 11,100
7830452 PXNH160C16-04C006 16 0.6 4 11.2 18.7 15.7 40/42° C16 XP3225 17,900
7830453 PXNH200C20-04C006 20 0.6 4 14 21.5 19.6 40/42° C20 XP3225 22,000
7830454 PXNH250C25-04C006 25 0.6 4 17.5 27.5 24 40/42° C25 XP3225 30,200

DC
-
|
DCON

Cs
CHW APMX

LE FANF—IAFE

with Coolant Hole

d. 4 Jb'*_)b{d. g with Coolant Hole

PXNH Z;%IJ_ F 4*&” ;ﬁn U*’- 57‘{ yﬁ%ﬁ Variable Lead, Four Flutes, High Helix, Roughing Type

Bfii:mm Unitmm

e Desgraton ‘® | mme | 2B | BE | AR BLLA | wRmR | IR | RS
W3WB 7830461 PXNH120C12-04C005-O 12 0.5 4 8.4 14.4 11.7 40/42° Cc12 XP3225 13,200
@m 7830462 PXNH160C16-04C006-O 16 0.6 4 11.2 18.7 15.7 40/42° C16 XP3225 21,700
@m 7830463 PXNH200C20-04C006-O 20 0.6 4 14 21.5 19.6 40/42° Cc20 XP3225 26,300
@m 7830464 PXNH250C25-04C006-O 25 0.6 4 17.5 27.5 24 40/42° C25 XP3225 36,400

1. AEREAZE ZF RO ZANA—IREDAY RES YU IR AEZHERTEN. S+ IRIVEICDNTIEP.208: p.2102ZB T XL,

1. For the use of internal coolant, please use the appropriate head and shank holders with oil hole. Refer to pages 208 and 210 for details on shank holders.

201

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




717K
Roughing Type rT]

PXNL p

[
Side Milling

I EDAD I
Contouring

(@]
X
o
(@]
o
o
aC
o
3 Q
8 - 3 <
e &
A (LT v
Cs wn
CHW APMX <
LF FANA—LEL &
without Coolant Hole
(@)
<
o
14}»'*_)»;%(/ without Coolant Hole w
PXNL *%U - F 4*5(33 55?3 Uh 57{ Vﬁﬁ?ﬁ Variable Lead, Four Flutes, Low Helix, Roughing Type Bfz:mm Unit:mm 2
—
Y—JVNo. FED 2R BE AR & IREEAT T
EDP No. Designation LF Cs Grades (Yen) 2
W30 7830400 PXNL100C10-04C005 10 0.5 4 7 13 9.7 19/21° C10 XP3225 10,700 ﬁ
o
7830401 PXNL120C12-04C005 12 0.5 4 8.4 14.4 11.7 19/21° C12 XP3225 11,100
—
7830402 PXNL160C16-04C006 16 0.6 4 11.2 18.7 15.7 19/21° C16 XP3225 17,900 '-J,)J
o
7830403 PXNL200C20-04C006 20 0.6 4 14 21.5 19.6 19/21° C20 XP3225 22,000 >
7830404 PXNL250C25-04C006 25 0.6 4 17.5 27.5 24 19/21° C25 XP3225 30,200 b)
o
O
I
o
O
o
o
o
- o
o L 3 o
[a) WEAEA 8 1
’M)\L <
(18
Cs o
CHW APMX
[a2]
LF FAWR—IAFE L
with Coolant Hole o
(24
[T
141»71-\_)l'17]'§ with Coolant Hole o
PXNL *%U - F 4*&% 55*3 Uﬂ 57‘{ 77*?1* Variable Lead, Four Flutes, Low Helix, Roughing Type BfZ:mm Unit:mm e
(%]
FED pa &R BE WEAERAS zk:d IREAD
Designation C LF DCON Cs Grades (Yen) Eg
2%
W30S 7830411 PXNL120C12-04C005-O 12 0.5 4 8.4 14.4 11.7 19/21° c12 XP3225 13,200
*ﬂm 7830412 PXNL160C16-04C006-O 16 0.6 4 11.2 18.7 15.7 19/21° C16 XP3225 21,700

7830413 PXNL200C20-04C006-O 20 0.6 4 14 21.5 19.6 19/21° Cc20 XP3225 26,300

Ll

7830414 PXNL250C25-04C006-O 25 0.6 4 17.5 27.5 24 19/21° C25 XP3225 36,400
1. WERETME ZFIADBEIR. ZANA—IREDANY RES Y IRV AETFERTEN, v IRIVAICDNTIEP.208 p.210EZBETFELN,

1. For the use of internal coolant, please use the appropriate head and shank holders with oil hole. Refer to pages 208 and 210 for details on shank holders.
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HEERPMNILTCHTEEER)ERYET, Stock are categorized as C (Standard stock item). ‘ 202




?—?;5?717}31*

orner Radius Type ' ﬁ?&%ﬂ’ I F.sc?rﬁms

PXRE =y -
oy

7
Profie iling

7

DC
DCON|

i

\

RE JAPHX| Cs
LF

FAIFR—IVEL

without Coolant Hole

1 4 )bt\_)bﬁ l/ without Coolant Hole

PXRE BEX O—7F5 TP AMIR straight Flutes, Corner Radius Type Bfmm  Unit:mm
Y—JVNo. U MR |O—F¥E ‘ Blha ‘ b sty ‘ HiE IR
EDP No. Designation DC RE FHA Cs Grades (Yen)

1208 7830200 PXRE100C10-04R020 10 2 4 4.5 13 9.7 — c10 XP6305 12,000
7830201 PXRE120C12-04R020 12 2 4 5 14.4 11.7 = C12 XP6305 12,500
7830202 PXRE160C16-06R030 16 3 6 7 18.7 15.7 — C16 XP6305 22,000
7830203 PXRE200C20-06R030 20 3 6 10 21.5 19.6 = C20 XP6305 24,100

203 ‘ HEERFMILTCUREEERERYET, Stock are categorized as C (Standard stock item).




A—=FF DT AWK
Corner Radius Type m

PXDR .

[
Side Milling

/.

24K H
Profile Miling

=

I #EDIAH I Fm|
‘Contouring Face Milling
P o 4

(@]
X
o
(@]
o
o
aC
—_— o
&
T 2
a N
- o
Tl .
<
FANA—LEL &
without Coolant Hole o
<
o
14}»'*_)»;%(/ without Coolant Hole w
=3 s (%]
pXDR'p 3&;3 ﬁ‘éj]g! :_T7V7Zm& Three Flutes, Multi-purpose, Corner Radius Type HE{:mm  Unitmm o
Y—JLNo. I HE  |3-FTHE| I I ‘ hlhf ‘ TSR ‘ "iE RAEAT —
EDP No. Designation DC RE ZEFP APMX FHA Cs Grades (Yen) 5’
o
\[20'D 7830349 PXDR100C10-03R015-P 1.5 9,550
10 3 7 13 9.7 45° Cc10 XP3225 Ll
GETD 7830350 | PXDR100C10-03R020-P 2 9,550 %
7830351 PXDR120C12-03R015-P 1.5 10,200 _J
12 3 8.4 14.4 1.7 45° c12 XP3225 L
7830352 PXDR120C12-03R020-P 2 10,200 2
7830353 PXDR160C16-03R020-P 2 15,800 =
16 3 11.2 18.7 15.7 45° C16 XP3225 =
7830354 PXDR160C16-03R030-P 3 15,800 E
7830355 PXDR200C20-03R020-P 2 18,200 O]
20 3 14 21.5 19.6 45° C20 XP3225 T
7830356 PXDR200C20-03R030-P 3 18,200 o
O
o
o
o
o
pXDR'N 3*5[57 maﬂ :_*5:)71%1* Three Flutes, Heavy-duty, Corner Radius Type Bf7:mm Unitmm o
Y—JLNo. I ‘ HE  |3-THE| ¥ H& ‘ hlhf ‘ THAERg ‘ "iE RAET :(‘
EDP No. Designation DC RE ZEFP APMX FHA Cs Grades (Yen) ™
o
\[3\D 7830369 PXDR100C10-03R015-N 1.5 9,550
10 3 7 13 9.7 45° Cc10 XP6305 m
S0P 7830370 | PXDR100C10-03R020-N 2 9,550 v
7830371 PXDR120C12-03R015-N 1.5 10,200 o
12 3 8.4 14.4 11.7 45° Cc12 XP6305 w
7830372 PXDR120C12-03R020-N 2 10,200 o
7830373 PXDR160C16-03R020-N 2 15,800 n
16 3 11.2 18.7 15.7 45° C16 XP6305 wn
7830374 PXDR160C16-03R030-N 3 15,800
7830375 PXDR200C20-03R020-N 2 18,200 Eg
20 3 14 21.5 19.6 45° C20 XP6305 z x
7830376 PXDR200C20-03R030-N 3 18,200 o
sad
.g iy
in
a2
o
g
iQ
CAN
£N
eIN
TAN
3 mn
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K=V
Ball Ty e -
e (& (22 )

PXBE .

ZoNzl
Profile Milling

[ [

{

\

RE APMX Cs

LF FAIAR—ILEL

without Coolant Hole

DCON

1 4 Jb'*_Jbﬁ l/ without Coolant Hole

PXBE-P 3*&3] ﬁﬁﬁﬂ ;j-:_}bmﬂ Three Flutes, Multi-purpose, Ball Type Bfi:mm Unitmm
Y—JLNo. =30y HE [R-IV¥EE] IR ‘ hlhf ‘ TSRS ‘ g RAEATA&
EDP No. Designation DC RE ZEFP N FHA Cs Grades (Yen)
T3 7830270 PXBE100C10-03R050-P 10 5 3 7 13 9.7 45° C10 XP3320 11,500
7830271 PXBE120C12-03R060-P 12 6 3 8.4 14.4 11.7 45° Cc12 XP3320 12,000
7830272 PXBE160C16-03R080-P 16 8 3 11.2 18.7 15.7 45° C16 XP3320 18,700
7830273 PXBE200C20-03R100-P 20 10 3 14 21.5 19.6 45° C20 XP3320 22,000
PXBE-N 3*&% mﬁﬂ 7]-:_}1’%1* Three Flutes, Heavy-duty, Ball Type Bf:mm Unitmm
Y—JLNo. =30y HE RV IR ‘ hlnhf ‘ TERERAR ‘ #iE R AEAT
EDP No. Designation DC RE ZEFP FHA Cs Grades (Yen)
T3 7830250 PXBE100C10-03R050-N 10 5 3 7 13 9.7 45° c10 XP3320 11,500
7830251 PXBE120C12-03R060-N 12 6 3 8.4 14.4 11.7 45° Cc12 XP3320 12,000
7830252 PXBE160C16-03R080-N 16 8 3 11.2 18.7 15.7 45° C16 XP3320 18,700
7830253 PXBE200C20-03R100-N 20 10 3 14 215 19.6 45° C20 XP3320 22,000
8 \L&?} Hl\i)lljl 8 \ _— o o0
s YW
RE APMX Cs
AL ()
LF with Coolant Hole —-:‘..___
1 4 )bl-j‘ _}bfﬂ 5 with Coolant Hole
PXBE-P 3#X HEHE FK—ILFIK three Flutes, Multi-purpose, Ball Type Bf:mm Unitmm
Y—JVNo. FE SHE (R-IL$E| I 2R HiE ‘ hlha ‘ HHAER ‘ HiE RAEMHE
EDP No. Designation DC RE ZEFP LF DCON FHA Cs Grades (Yen)
=1 7830281 PXBE120C12-03R060-P-O 12 6 3 8.4 14.4 11.7 45° c12 XP3320 14,500
=7 7830282 PXBE160C16-03R080-P-O 16 8 3 11.2 18.7 15.7 45° C16 XP3320 22,400
=T 7830283 PXBE200C20-03R100-P-O 20 10 3 14 215 19.6 45° C20 XP3320 26,300

1. AEREIMZ ZRIADBRIE. ZANA—IREDANY RES Y IRV A TFERTEN, v IRIVEICDNTIEP.208 p.2102 BT LY,

1. For the use of internal coolant, please use the appropriate head and shank holders with oil hole. Refer to pages 208 and 210 for details on shank holders.

PXBE-N 3*5(33 m%ﬂ d-;_}bmﬂ Three Flutes, Heavy-duty, Ball Type Bf:mm Unitmm
—JVNo. FU HE [R-ILEE] IR IR ‘ ‘ hlhf ‘ TR ‘ HHiE RREEATA%
EDP No. Designation DC RE ZEFP APMX FHA Cs Grades (Yen)
AT 7830261 PXBE120C12-03R060-N-O 12 6 3 8.4 14.4 11.7 45° Cc12 XP3320 14,500
127D 7830262 PXBE160C16-03R080-N-O 16 8 3 11.2 18.7 15.7 45° C16 XP3320 22,400
CTET 7830263 PXBE200C20-03R100-N-O 20 10 3 14 21.5 19.6 45° C20 XP3320 26,300

1. AERHEMZ ZRIADBRIE. ZANA—IREDANY RED v IRV AZTFERTEN. v IRIVEICDONTIEP.208 - p.2102ZBETELY,

1. For the use of internal coolant, please use the appropriate head and shank holders with oil hole. Refer to pages 208 and 210 for details on shank holders.

205 ‘ HEERFMILTCUREEERERYET, Stock are categorized as C (Standard stock item).




K=k
Ball Type

PXBM

(&)
x
o
(&)
o
o
aC
- _ o
g
&) |
a 3] 2
AN [=]) : N
RE | APwiX Cs | m )
LF o & BT i
FAINFR—IVEL
without Coolant Hole o
<
o
14}»'*_)»;%(/ without Coolant Hole w
PXBM 23 FR=ILHIK multiple Flutes, Ball Type B{g:mm  Unitmm e
: s 4 N 5 -
D HE |R—ILHE RBUhE | MRS i IREEATAR [T
Designation DC RE FHA Cs Grades (Yen) 2
AT 7830300 PXBM100C10-04R050 10 5 4 7 13 9.7 45° c10 XP3320 11,500 ﬁ
o
7830301 PXBM120C12-04R060 12 6 4 8.4 14.4 11.7 45° C12 XP3320 12,000
—
7830302 PXBM160C16-06R080 16 8 6 11.2 18.7 15.7 45° C16 XP3320 18,700 '-J,)J
o
7830303 PXBM200C20-06R100 20 10 6 14 21.5 19.6 45° C20 XP3320 22,000
=
'_
(%]
o
(@]
I
o
(@]
o
o
o
o
o
—
<
(18
o
[a2]
[T
o
(24
[T
o
[T
(%]
=S
XX
(s fal
o
g Iy
in
a2
o
i
ig
CAN
£N
eIN
SENY
. 3 mn
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PXMA ARL—b v kN5

Straight Shank Holder for PXM

PXMZ

]
2 2
Z = )
8 8
- —— a
e B
\ LF ‘
FAIAE—IVEL without Coolant Hole
|
o ' -
2
=
o
o
o
\ LF
FA I R—IVE L without Coolant Hole Ay RERfFIEED B Head + LB

1 4 )bl* _)bﬂ l/ without Coolant Hole

HBRE v 2/7 carbide shank BI:mm  Unitmm
Ay RRfFREOB R
Head + LB
Tahine: erhaion olatis | 2SR BERS PR (W
s

A8 7801830 PXMZ-C10S510-S075CS 10 0° 75 17.3 30.3 33.3 35.3 1 28,300
@ 7801810 PXMZ-C10SS10-L100CS 9.8 10 0° 100 37.3 50.3 53.3 55.3 C10 1 31,000
m 7801840 PXMZ-C10TP12-LL130CS 12 0.9° 130 67 80 83 85 2 45,000
7801831 PXMZ-C12S512-S075CS 12 0° 75 24 38.4 42 44 1 35,300
7801811 PXMZ-C12S512-L100CS 12 0° 100 45.9 60.3 63.9 65.9 1 39,300
7801832 PXMZ-C12SS12-L115CS "7 12 0° 115 64.2 78.6 82.2 84.2 crz 1 45,000
7801841 PXMZ-C12TP16-LL135CS 16 1.3° 135 83.8 98.2 101.8 103.8 2 68,400
7801833 PXMZ-C16S516-S090CS 16 0° 90 39.2 57.9 62.7 64.7 1 48,600
7801812 PXMZ-C16S516-L130CS 16 0° 130 61.2 79.9 84.7 86.7 1 60,500
7801834 PXMZ-C16SS16-L135CS 157 16 0° 135 84.2 102.9 107.7 109.7 cre 1 61,600
7801842 PXMZ-C16TP20-LL165CS 20 1.1° 165 115 136.5 138.5 140.5 2 92,500
7801835 PXMZ-C20SS520-S090CS 20 0° 90 39.1 60.6 66.6 68.6 1 59,300
7801813 PXMZ-C20SS20-L150CS 20 0° 150 78.4 99.9 105.9 107.9 1 88,000
7801836 PXMZ-C20SS20-L180CS 196 20 0° 180 109.1 130.6 136.6 138.6 20 1 89,900
7801843 PXMZ-C20TP25-LL200CS 25 1.1° 200 140 161.5 167.5 169.5 2 115,000
7801814 PXMZ-C25S5S525-L200CS 24 25 0° 200 96.6 124.1 131.6 — C25 1 116,000

l'm 7801815 PXMZ-C325532-L250CS 28 32 0° 250 115.2 — 159.9 — C32 1 219,000

1. IKTODHRAZDPRISBNEIT—F N DN IBEHETEL.

1. Adjust the position of the coolant nozzles accordingly so that the chips do not get tangled.

207 ‘ HEERFMILTCUREEERERYET, Stock are categorized as C (Standard stock item).




g P - 2
g ) z
8 e S
LB
LF
FAIHR—IL{FZE with Coolant Hole
BHTA

o B

ST Fees g

zZ =
o[ I 8
oLt 8

e LB

LF

FAIHR—IL{FZE with Coolant Hole

14 )bl*_)b{d. % with Coolant Hole

HBRE v/ carbide Shank

AY REFEEDEIE Head + LB

Bfii:mm Unitmm

Ay FRAEOHH&R
Head +LB
Y—JVNo. I HE [VvB| BE WA R |REME
EDP No. Designation DCONWS | DCONMS BHTA Cs Type (Yen)
PXVC LS|
Except PXVC

W30S 7803511 PXMZ-C125512-S075CS-O 12 0° 75 25 39.4 43 45 3 35,300
m 7803512 PXMZ-C12SS12-L100CS-O 12 0° 100 46.3 60.7 64.3 66.3 3 39,300
m 7803513 PXMZ-C125512-L115CS-O 11.7 12 0° 115 65 79.4 83 85 C12 3 45,000
m 7803514 PXMZ-C12TP16-LL135CS-O 16 1.3° 135 85 99.4 103 105 4 68,400
@m 7803515 PXMZ-C12TP16-LL150CS-O 16 1° 150 85.6 100 103.6 105.6 4 69,500
@m 7803521 PXMZ-C165516-S090CS-O 16 0° 90 40 58.7 63.5 65.5 3 48,600
@m 7803522 PXMZ-C165516-L130CS-O 16 0° 130 62 80.7 85.5 87.5 3 60,500
@m 7803523 PXMZ-C165516-L135CS-O 15.7 16 0° 135 85 103.7 108.5 110.5 C16 3 61,600
@m 7803524 PXMZ-C16TP20-LL165CS-O 20 1° 165 115 133.7 138.5 140.5 4 92,500
@m 7803525 PXMZ-C16TP20-LL180CS-O 20 1° 180 116.6 135.3 140.1 142.1 4 94,200
m 7803531 PXMZ-C20S520-S090CS-O 20 0° 90 40 61.5 67.5 69.5 3 59,300
m 7803532 PXMZ-C20SS20-L150CS-O 20 0° 150 79.3 100.8 106.8 108.8 B 88,000
‘ﬂm 7803533 PXMZ-C20SS20-L180CS-O 19.6 20 0° 180 110 131.5 137.5 139.5 C20 3 89,900
‘ﬂm 7803534 PXMZ-C20TP25-LL200CS-O 25 1° 200 140 161.5 167.5 169.5 4 115,000
‘ﬂm 7803535 PXMZ-C20TP25-LL210CS-O 25 1° 210 145 166.5 172.5 174.5 4 116,000
‘ﬂm 7803541 PXMZ-C255525-L200CS-O 24 25 0° 200 98 125.5 133 - C25 B 116,000

1. NERfRIBZE CFIADBRIE. FANR—IRFEDOAY RS v IRV A ZTERATE0N,

{BL. PXVCZIZUHAANA—IIERIEDANY RTEH. FAINKR—IAFE S v IRV AR 1T TN TY.
2. PJIKTDODHRABDPERISBNKD T —F2 M XL BZFHETEL,
1. For the use of internal coolant, please use the appropriate head and shank holders with oil hole.
Shank holders with oil hole can also be used with heads without oil hole such as PXVC in case of dry machining or external coolant.
2. Adjust the position of the coolant nozzles accordingly so that the chips do not get tangled.
HEERPMNILTCHTEEER)ERYET, Stock are categorized as C (Standard stock item). ‘ 208
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PXMA ARL—b v kN5

Straight Shank Holder for PXM

PXMZ

RV <2}
S nnn =4 /
LB
LF
FAIAE—IVEL without Coolant Hole
I

BHTA
///_%"7

LB

DCONWS
—
{
DCONMS

B A REUSBEDEHE Head + 1B

JVR—IVEE i
FA 7R L without Coolant Hole LM"*L"

1 4 )bl* _)bﬂ l/ without Coolant Hole

S ¥ Y Steel shank “ Hfzmm Unitmm
Ay R OFH &R
Head + LB
o Desgpator ol | S| B el ol e
BxceptPXVC | 20, 25, 32| 22
el
308 7801800 PXMZ-C10SS10-S075 9.8 10 0° 75 12 25 28 30 c10 1 9,300
7801801 PXMZ-C125512-5100 12 0° 100 18 32.4 36 38 1 12,800
7801821 PXMZ-C12TP20-5145 " 20 5° 145 47.4 61.8 65.4 67.4 1z 2 15,000
7801802 PXMZ-C165516-5100 16 0° 100 23 41.7 46.5 48.5 1 13,000
7801822 PXMZ-C16TP25-5155 157 25 5° 155 531 71.8 76.6 78.6 cre 2 18,100
7801803 PXMZ-C20S520-5120 20 0° 120 28 49.5 55.5 57.5 1 15,200
7801823 PXMZ-C20TP32-S170 176 32 5° 170 70.8 92.3 98.3 100.3 20 2 21,400
7801804 PXMZ-C255525-5140 24 25 0° 140 345 62 69.5 - C25 1 16,000
l'm 7801805 PXMZ-C325532-5160 28 32 0° 160 33 - 77.7 - C32 1 19,300

1. VLT ODPFRAADPRISBENEDI—F2 N XN BEABTE.
1. Adjust the position of the coolant nozzles accordingly so that the chips do not get tangled.
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DCONWS

DCONMS

Y

LB

LF

FAIHR—IL{FZE with Coolant Hole

A REFEEDERR Head + LB

14 )bl*_)b{d. % with Coolant Hole

¥ steel shank

Bf:mm  Unitmm

im
o

Fmse

0
[ | 7803501 PXMZ-C125512-5100-O 1.7 12 0° 100 18 324 36 38 Cc12 3 12,800
[ | 7803502 PXMZ-C165516-5100-O 15.7 16 0° 100 23 4.7 46.5 48.5 C16 3 13,000
[ | 7803503 PXMZ-C20S520-5120-O 19.6 20 0° 120 28 49.5 55.5 57.5 Cc20 3 15,200
[ | 7803504 PXMZ-C255525-5140-O 24 25 0° 140 34.5 62 69.5 - C25 3 16,000

1. WERHRIMZE ZFIADBRIE. ZANA—IRFEDANY RES Y IRV AETFERTEL,
{BL. PXVCZEELSHFANKR—IIEFEDANY RTEH. AANKR—IARFES v 7RISR 1T TINIEETY.
2. YJIKTODPHRABDPRISENKD V=T M XML BEHETEL,
1. For the use of internal coolant, please use the appropriate head and shank holders with oil hole.
Shank holders with oil hole can also be used with heads without oil hole such as PXVC in case of dry machining or external coolant.
2. Adjust the position of the coolant nozzles accordingly so that the chips do not get tangled.

HEERPMNILTCHTEEER)ERYET, Stock are categorized as C (Standard stock item). ‘ 21 0
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PXMAY a1

Joint for PXM

PXMJ

CRKS
2] e AN NN ‘\_r 1) b
/ 8

el o —fﬁj Sk 8

LF FAINKR—IEL

without Coolant Hole
- CRKS +
«n I WANTANVANE AR \—f (%) T
§ il B PXM¥U—X PXMJ OP-SFA
) I g 2 PXM Series
L vt = < .
| L | =i BFERHBEOY v IHRIVE (OP-SFA)ICPXMJIZ AEDESEICKY.
Al PXM ) —ZOERDERRELY X,
LF : - 5 PXM series can be used with the shank holder (OP-SFA) by connecting the joint holder
with Coolant Hole (PXMJ) .

1 4 )blt_)bﬁ l/ without Coolant Hole

PXMJ 23142 soint

Y—JVNo.

EDP No.

Designation

BRNY KR
Applicable
Head Dia.

Ul
BT E
DCONMS

Bif:mm  Unitmm

i F
AINF

Spanner

‘ 2R
LF

B LAl
ShEE
DCSFMS

TREEAES

(Yen)

ﬁﬁcﬁi#ﬁ ‘ 2N

7801893 PXMJ-C12SF06 12 11.7 6.5 M 6 PXMP8-10 18 11 c12 1 9,010
7801894 PXMJ-C16SF08 16 15.7 8.5 M 8 PXMP13-16 21.8 14.5 Cc16 1 11,500
7801895 PXMJ-C20SF10 20 19.6 10.5 M10 PXMP13-16 26.5 18 C20 1 12,800
7801896 PXMJ-C25SF12 25 24 12.5 M12 PXMP21 34 23 C25 1 14,700

1 4 )lﬂ'k—)bﬁl' % with Coolant Hole

PXMJ 31>k sint

Bfr:mm Unitmm

yowNo. | mu  [HEvIE] SEUN | bau A | 2n |G |memn| x| weas
Head Dia. DCONWS DCONMS Spanner DCSFMS

=7 7803551 PXMJ-C12SF06-O 12 1.7 6.5 M 6 PXMP8-10 18 1 C12 2 9,010

=7 7803552 PXMJ-C16SF08-O 16 15.7 8.5 M 8 PXMP13-16 21.8 14.5 C16 2 11,500

=7 7803553 PXMJ-C20SF10-O 20 19.6 10.5 M10 PXMP13-16 26.5 18 C20 2 12,800

=27 7803554 PXMJ-C25SF12-O 25 24 12.5 M12 PXMP21 34 23 C25 2 14,700

1. AERHEAZ ZFAOBRIE. ZANF—IRFEDAY RES v IRV AZTFERTEN v IRIVEICDNTIEP.208 p.2102 BT ELY,

1. For the use of internal coolant, please use the appropriate head and shank holders with oil hole. Refer to pages 208 and 210 for details on shank holders.

.gBlﬂl Accessories

| Y—JVNo.

O

Designation

BRANY R5E

Applicable Head Dia.

HRE>FLY

Recommended Tightening Torque

RAEM1R

(Yen)

RS
[

EDP No.

$10, 9 12(WKLAT) 'm
7801890 PXMP8-10 012, 014 ) 12N-m 995
®16, 918 C16 30N-m
7801891 PXMP13-16 920, 022 20 50N-m 1,510
AINF
Spanner 7801892 PXMP21 025 C25 60N*m 1,580
(F:Eﬂ7801897 PXMP24 ®»32 C32 60N*m 1,950

PXMBRDANFERYET, ANFEHEIBATE0,

There spanner are specifically for PXM, and sold separately from the cutters.

1 EALEDEREIEP.228%ZBETEN,
2. @I ML EREBRT I,
3TNV BEOLHDFAMNLI LY FICOVW TR YBHEEFETHEHVAETEL,

1.Please refer to p.228 for cautions during use.

2.Please refer to the table above for tightening torque.

3.Contact your nearest OSG sales representative for details of our dedicated adjustable torque wrench for tightening inserts.

211
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AYIT7 -A—=FF T AWK

Square * Corner Radius Type

PXSE

a
x
o
a
o
.Wﬁ“%f#gﬁi Cutting Conditions A
ac
o
PXSE BIEYE side miting L/D =3.5
. w — = = N . Q
—RIEE R - KR - SRk A2H-TEH ATV LA REHE AEH - FEEE0ER) BHEA S (B <
HWEA Mild Steel- Carbon Steel* Alloy Steel Stainless Steel Hardened Steel {;‘:I':L )lz’7‘118 E
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet) s ”z (Wet)
Material $5400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD Ti-6Al-4V e l71g )
(~ 750N/mm?2) (~ 30HRC) (~ 45HRC) (45 ~ 55HRC) neone <
FaSES BEEE | EUERE BEEE | EURE BiEE | EURE BIERRE | XWERE BEEE | EUERE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed o)
mm (min) (mm/min) (min) (mm/min) (min-) (mm/min) (min-") (mm/min) (min) (mm/min) <
( ) 1 1 1 1 1
o
10 3,810 920 3,190 770 2,070 500 2,070 420 800 130
T8
12 3,190 770 2,660 640 1,730 420 1,730 350 670 110 wn
o
16 2,390 580 1,990 480 1,300 320 1,300 260 500 80
20 1,910 460 1,600 390 1,040 250 1,040 210 400 70
25 1,530 370 1,280 310 830 200 830 170 320 60
PARE ap=0.5DC ap=0.5DC ap=0.5DC ap=0.5DC
Depth of Cut 8e=0.15DC 3e=0.1DC 8e=0.05DC ae=0.05DC

PXSE BY8l siot miing L/D=3.5

PRC PHC PSTW PSEL PSE PSFL

—RIEERE - KR - SEX A% -TAH ATV LA REHE REW-F 2 E2GER)
WHIM Mild Steel- Carbon Steel- Alloy Steel Stainless Steel Hardened Steel
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet) s lloy (Wet)
Material $5400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD Ti-6Al-4V e 718
(~750N/mm?) (~ 30HRC) (~ 45HRC) (45 ~ 55HRC)
SE BEEE | XURE | BRERE | XYEE | BHEERE | XURE | ERERE | XVEE BEEE | EUERE
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)
o
10 3,030 610 3,030 610 1,600 320 1,600 260 800 130 N
o
12 2,520 510 2,520 510 1,330 270 1,330 220 670 110
a
16 1,890 380 1,890 380 1,000 200 1,000 160 500 80 E
20 1,520 310 1,520 310 800 160 800 130 400 70 -
25 1,210 250 1,210 250 640 130 640 110 320 60 E
o
YHARE < < < <
Depth of Cut aAp=0.35DC ap=0.3DC dp=0.2DC adp=0.1DC oz
[T
o
1. #HH. AL A ZAIEOLHDBEDENEDEIFEATE0N.
2. PIARE BB EERARRICKY . BERE. XY REZFETE0N.
3. RELEBPRLLEZFERF. VOUPRELPIALVETOT BERE XV RE ARSI ZHET LN, L
4. YHIRAE. RIVLREAD S D+ IRV E(PXMZ) DRELREIIAY RER(LF) ZMA 7= RHL RS ZEEBLREZLTTEL, L]

1. Use arigid and precise machine and holder.

2. Please adjust the speed and feed when the depth of cut is large or when machines with low rigidity are used.
3. Please adjust the cutting condition when the overhang length is longer.

4. Please consider the overhang length as the total length of replaceable head and overhang length of shank holder.
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ARYIT7-A—=FF T AWK

Square - Corner Radius Type

PXVC

WNEI R BEER cutting Conditions

AYRRB/RI 2RI PXVC BIEYIA] sidemiing L/ D=5

—RIEERH - kR - K A% -TR# ATV LA REHE - FEE20EX)
WEIA Mild Steel- Carbon Steel Alloy Steel Stainless Steel Hardened Steel
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet)
Material $S400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD Ti-6Al-4V
(~ 750N/mm?) (~ 30HRC) (~ 45HRC) (45 ~ 55HRC)
SME BlEREE X EE [Bl¥REE RY)EE [Bl3RE RYEE [Bl3RE RYEE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min”") (mm/min)
10 4,780 1,150 3,820 920 3,190 770 2,550 620
12 3,980 960 3,190 770 2,660 640 2,130 520
14 3,420 830 2,730 660 2,280 550 1,820 440
16 2,990 720 2,390 580 1,990 480 1,600 390
18 2,660 640 2,130 520 1,770 430 1,420 350
20 2,390 580 1,910 460 1,600 390 1,280 310
22 2,180 530 1,740 420 1,450 350 1,160 280
25 1,910 460 1,530 370 1,280 310 1,020 250
32-5F 1,500 380 1,200 240 1,000 250 800 160
32-8F 1,500 480 1,200 390 1,000 320 800 260
PHARE adp=0.5DC dp=0.5DC Ap=0.5DC
Depth of Cut 8e=0.2DC 8e=0.1DC ae=0.05DC

AY R/ IR PXVC IEYIE] sidemiing 5<L/D=6

—RRAEE R - BRI - SREk A2l -TEH ATV LA REH AEM-FLE2GER)
Wit Mild Steel- Carbon Steel Alloy Steel Stainless Steel Hardened Steel
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet)
Material SS400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD Ti-6Al-4V
(~ 750N/mm?) (~ 30HRC) (~ 45HRC) (45 ~ 55HRC)
2 EI85E 1KV EE [BlERRE XV EE [BIER® E XV EFE ElERR E XV R
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min) (mm/min) (min™) (mm/min) (min) (mm/min) (min) (mm/min)
10 4,300 1,040 3,510 850 2,870 690 2,230 540
12 3,590 870 2,920 710 2,390 580 1,860 450
14 3,070 740 2,510 610 2,050 500 1,600 390
16 2,690 650 2,190 530 1,800 440 1,400 340
18 2,390 580 1,950 470 1,600 390 1,240 300
20 2,150 520 1,760 430 1,440 350 1,120 270
22 1,960 480 1,600 390 1,310 320 1,020 250
25 1,720 420 1,410 340 1,150 280 900 220
32 RES vV EDHAE TR ZRRTHL/D=5%FTERYET Maximum length of L/D=5 in combination with the standard shank
PHARE ap=0.5DC ap=0.5DC ap=0.5DC
Depth of Cut ae=0.2DC ae=0.1DC ae=0.05DC

1. M. RV HSBEOHBDEEDBNEDEZEATEN,

2. AR WREIE S ERRRIC K. BEEE. X EEZFHET L,

3. RHLEDPRLDHAE. VOUARELPIRVETOT BERE. EVRE, AR ZRBET 0N,

4. PIHIRAZ. RIVAFED S DS v VRIS (PXMZ) DRHELREIIAY RER(LF) ZMA 2 RHLURE ZEBLAREZLTTEL,
1. Use arigid and precise machine and holder.

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

3. Please adjust the cutting condition when the overhang length is longer.

4. Please consider the overhang length as the total length of replaceable head and overhang length of shank holder.

213




Ay RE|R I NIV PXVC  RIEIHE

side Miling 6<L/D=7

—iRiEE R - kR - K A2H-TEHE ATV LA REHE HE#-FL AR (ER)
b2l ) Mild Steel- Carbon Steel Alloy Steel Stainless Steel Hardened Steel
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet)
Material SS400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD Ti-6Al-4V
(~750N/mm?) (~ 30HRC) (~ 45HRC) (45 ~ 55HRC)
FaSES [EIE7pt ;-3 RYEE [Bl3R3E RYEE [EI35RE EYEE [Bl3R®EE RV)EE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min™) (mm/min)
10 3,820 920 3,190 770 2,550 620 1,910 460
12 3,190 770 2,660 640 2,130 520 1,600 390
14 2,730 660 2,280 550 1,820 440 1,370 330
16 2,390 580 1,990 480 1,600 390 1,200 290
18 2,130 520 1,770 430 1,420 350 1,070 260
20 1,910 460 1,600 390 1,280 310 960 240
22 1,740 420 1,450 350 1,160 280 870 210
25 1,530 370 1,280 310 1,020 250 770 190
32 BRES Y JEDHBE TR RRTHL/D=5FTERYET Maximum length of L/D=5 in combination with the standard shank
PARE ap=0.5DC ap=0.5DC ap=0.5DC
Depth of Cut ae=0.2DC ae=0.1DC ae=0.05DC

1. . RIS ZBIMDD BEEOBVOENEIEATEL,

2 PPARE MBI SFEARRICKY. BERRE, XUEEZAE T,
3. RULEARLZBEIE. VOUPRELPILYETOT BEmRE EYRE PARSZHET XL,

4. HIREE. RIVAHEAD SO+ IRV (PXMZ) DRELREIAY R2R(LF) ZMA 2RHLREZERBLUBEZLTTEL,
1. Use a rigid and precise machine and holder.
2. Please adjust the speed and feed when the depth of cut is large or when machines with low rigidity are used.
3. Please adjust the cutting condition when the overhang length is longer.
4. Please consider the overhang length as the total length of replaceable head and overhang length of shank holder.
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ARYIT7-A—=FF T AWK

Square - Corner Radius Type

PXVC

WNEI R BEER cutting Conditions

AYRZBRAIT RV PXVC BYIHI sotmiing L/D=5

—RIEERH - kR - K A% -TR# ATV LA REHE - FEE20EX)
WEIA Mild Steel- Carbon Steel Alloy Steel Stainless Steel Hardened Steel
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet)
Material $S400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD Ti-6Al-4V
(~ 750N/mm?) (~ 30HRC) (~ 45HRC) (45 ~ 55HRC)
SME BlEREE X EE [Bl¥REE RY)EE [Bl3RE RYEE [Bl3RE RYEE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min”") (mm/min)
10 4,780 960 3,820 770 3,180 640 2,390 480
12 3,980 800 3,180 640 2,650 530 1,990 400
14 3,410 680 2,730 550 2,270 450 1,710 340
16 2,980 600 2,390 480 1,990 400 1,490 300
18 2,650 530 2,120 420 1,770 350 1,330 270
20 2,390 480 1,910 380 1,590 320 1,190 240
22 2,170 430 1,740 350 1,450 290 1,090 220
25 1,910 380 1,530 310 1,270 250 950 190
32 FEHERR (IEH LUV /=8) Not recommended (due to the large number of flutes)
AR < < <
Depth of Cut dp=0.5DC dp=0.4DC ap=0.3DC

AY R/ IR PXVC BYIEI siormiing 5<L/D=6

— RS I - RS - SR 2% TRH 27 VLA BES BEE-F 2 AR (ER)
Wit Mild Steel- Carbon Steel Alloy Steel Stainless Steel Hardened Steel
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet)
Material 55400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD Ti-6Al-4V
(~750N/mm?) (~ 30HRC) (~ 45HRC) (45 ~ 55HRC)
2 0% % 1KV EE ElEREE XV EE ElEEE XV)EE EE5®EE XYEE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min) (mm/min) (min™) (mm/min) (min) (mm/min) (min) (mm/min)
10 3,820 770 3,190 640 2,550 510 2,070 420
12 3,190 640 2,660 540 2,130 430 1,730 350
14 2,730 550 2,280 460 1,820 370 1,480 300
16 2,390 480 1,990 400 1,600 320 1,300 260
18 2,130 430 1,770 360 1,420 290 1,150 230
20 1,910 390 1,600 320 1,280 260 1,040 210
22 1,740 350 1,450 290 1,160 240 950 190
25 1,530 310 1,280 260 1,020 210 830 170
32 BEI Y IEDQDHEBE TR ZRRTHL/D=5FTERYET Maximum length of L/D=5 in combination with the standard shank
ARE < < =
Depth of Cut ap=0.5DC ap=0.4DC ap=0.3DC

1. M. RV HSBEOHBDEEDBNEDEZEATEN,

2. AR WREIE S ERRRIC K. BEEE. X EEZFHET L,

3. RHLEBDPRLDHAE. CVOUPRELPIRVETOT BERE. EVRE, PARSZRBT 0N,

4. PIHIRAZ. RV AFEEDS DS v VRIS (PXMZ) DRHLREIIANY RER(LF)ZMA RE U REEZREBLIEEZLTTE0.
1. Use arigid and precise machine and holder.

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

3. Please adjust the cutting condition when the overhang length is longer.

4. Please consider the overhang length as the total length of replaceable head and overhang length of shank holder.
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Ay R IT RV PXVC

iﬁﬂ]ﬁ“ Slot Milling 6<L/D=7

—iRiEE R - kR - K A% -THEH# ATV LA REHE HE#-FL AR (ER)
WhHIFF Mild Steel- Carbon Steel Alloy Steel Stainless Steel Hardened Steel
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet)
Material SS400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD Ti-6Al-4V
(~750N/mm?) (~ 30HRC) (~ 45HRC) (45 ~ 55HRC)
FaSES [EIE7et ;-3 RYEE [Bl3R:E RYEE [EI35RE EYEE [Bl3R®EE XV)EE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min”) (mm/min)
10 3,190 640 2,550 510 2,230 450 1,910 390
12 2,660 540 2,130 430 1,860 380 1,600 320
14 2,280 460 1,820 370 1,600 320 1,370 280
16 1,990 400 1,600 320 1,400 280 1,200 240
18 1,770 360 1,420 290 1,240 250 1,070 220
20 1,600 320 1,280 260 1,120 230 960 200
22 1,450 290 1,160 240 1,020 210 870 180
25 1,280 260 1,020 210 900 180 770 160
32 BES Y JEDHAETIR. RRTHL/D=5FTERYET Maximum length of L/D=5 in combination with the standard shank
AR < < <
Depth of Cut adp=0.3DC dp=0.25DC ap=0.2DC

1. . RIS ZBIMDD BEEOBVOENEIEATEL,

2 PPARE MBI SFEARRICKY. BERRE, XUEEZAE T,
3. RULEARLLZBEIF. VOUPRELPILYETOT BEmRE EYRE, JARSZHET XL,

4. HIREZ. RIVAHAD S D+ IRV E (PXMZ) DRELREIIAY R2R(LF)ZMA RE U REEZEBLIEEZLTTE.
1. Use a rigid and precise machine and holder.
2. Please adjust the speed and feed when the depth of cut is large or when machines with low rigidity are used.
3. Please adjust the cutting condition when the overhang length is longer.
4. Please consider the overhang length as the total length of replaceable head and overhang length of shank holder.

216

PXD

PAS PZAG PHP PD

PAO

PSF

PRC PHC PSTW PSEL PSE PSFL

PFB PFAL PDR

FR

P

SF

)]
EE
x
o

Clamping Screw * Body Demensions

5V TR0-BHI375E

Index
e



ARYIT7-A—=FF T AWK

Square - Corner Radius Type

PXSM

WNEI R BEER cutting Conditions

PXSM fIEEIHE] side miing L/D=3.5

—RIEERE - kR - K A% -TH# ATV VA REH HE#-FL AR (ER)
WhEIFF Mild Steel- Carbon Steel Alloy Steel Stainless Steel Hardened Steel* =)L 718
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet) S ) ”Z (Wet)
Material $5400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD Ti-6Al-4V R
(~750N/mm?) (~ 30HRC) (~ 45HRC) (45 ~ 55HRC)
HE | I | BEREE | XUERE | BHEERE | XURE | AEERE | XURE | BERE | XURE | BERRE | XUERE
Mill Dia. | Flute 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)
10 6 5,730 2,070 4,780 1,440 3,820 1,150 3,190 960 1,910 420
12 6 4,780 1,730 3,980 1,200 3,190 960 2,660 800 1,600 350
16 6 3,590 1,300 2,990 900 2,390 720 1,990 600 1,200 260
16 8 3,590 1,730 2,990 1,200 2,390 960 1,990 800 1,200 350
20 10 2,870 1,730 2,390 1,200 1,910 960 1,600 800 960 350
25 10 2,300 1,380 1,910 960 1,530 770 1,280 640 770 280
R =0.5D =0.5D =0.3D
PIARE ap=0.5DC ap=0.5DC aAp=0.3DC
Depth of Cut 2e=0.05DC 2e =0.02DC 2e =0.02DC

1. . R ZEBIEOHZBEOBVEDETEATEL,

2. PPARE MBI S EARRICKY. BERRE. XUREEZRETI,

3. RHLENRLDHEAE. VOUARELPIARVETOT BERE. EVRE. PARSZRBET 0N,

4. PIHIRAZ. RV AREDSDS v IRIVE (PXMZ) DRHELRZIINY RER(LF) ZMA 72 RHLURE ZEBLREZLTTEL,
1. Use a rigid and precise machine and holder.

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

3. Please adjust the cutting condition when the overhang length is longer.

4. Please consider the overhang length as the total length of replaceable head and overhang length of shank holder.
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571K

Roughing Type

PXNH/PXNL

@)
X
o
a}
o
.mﬁ“%{#gﬁi Cutting Conditions A
aC
o
PXNH- PXNLIEYIH sice miing L/D=3.5
Q
. " B -7 /\— K8 (b)) N
o ]k c E t.,’;l* ] | o Hahrdedned 3t§e| ‘ ATV LA o
or ast Iron - t ;
Material FC250 Carbon Steel Alloy Steel r?Frgg_ETﬁtmg)ee Stainless Steel -
(~45HRC) SUS304 <
o
HE EHRE | XYERE | BERE | XVEE | BRERE | XURE | BBRERE | ZURE | BERE | XURE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed o)
(mm) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min) (mm/min) <
o
10 2,860 720 3,820 840 3,180 520 2,860 350 2,550 280
12 2,390 600 3,180 700 2,650 440 2,390 290 2,120 230 '-U';
16 1,790 620 2,390 720 1,990 450 1,790 300 1,590 240 o
20 1,430 660 1,910 760 1,590 480 1,430 310 1,270 250
25 890 450 1,270 560 1,020 340 890 220 760 170
YRR ap=0.5DC ap=0.5DC
Depth of Cut ae=0.3DC ae=0.2DC

PXNH-PXNL I8l siotmiting L/D =3.5

SREH - 7YUN— R (R

PRC PHC PSTW PSEL PSE PSFL

HHIH % ot 300 aeHm Hardened Steel 1_7_-\/ L2
Work Cast Iron Carbon Steel Alloy Steel Pre-hardened Steel Stainless Steel
Material FC250 y (Free-Cutting) SUS304
(~45HRC)
f FEEE | XWURE | RBERE | XYEE | BHEERE | XURE | DBRERE | ZYEE | ABEERE | XURE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed o
(mm) (min) (mm/min) (min) (mm/min) (min") (mm/min) (min) (mm/min) (min) (mm/min) N
10 2,230 360 3,180 450 2,550 270 2,230 170 1,910 130 E=
12 1,860 300 2,650 370 2,120 220 1,860 140 1,590 110 2‘
16 1,390 320 1,990 400 1,590 240 1,390 150 1,190 120 t
20 1,110 360 1,590 450 1,270 270 1,110 170 950 130
25 760 280 1,150 370 890 210 760 130 640 100 E
o
AR
Depth of Cut ap=0.5DC ﬁ
o
1. 0. R A ZAIEOLBHEEDZNEDEIMA TN,
2. HARE RIS ERRRICEY, BEREE, X REERE T, n
3. RELEPRLZBEEF. VOUPRELPIKLYETOT BERE EVRE IARSZHET L, 7
4. YHIRER. RILABEDSD v 7RIV E (PXMZ) DRELREICAY R2R(LF)ZMA =RE L REZREBLIEEZLTTEL.
1. Use a rigid and precise machine and holder.
2. Please adjust the speed and feed when the depth of cut is large or when machines with low rigidity are used. S O
3. Please adjust the cutting condition when the overhang length is longer. Y =
4. Please consider the overhang length as the total length of replaceable head and overhang length of shank holder. o é
o
n!
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A—F5 7 ARIK

Corner Radius Type

PXRE

WNEI R BEER cutting Conditions

PXRE L/D=3.5

- — S R A€M - TEH FRHE ~ 5 5
wElAr \2%%77? iﬂ Jsx%ﬂ? ikl IV EIsﬁ s F{s] ! ﬁgﬂﬂ(ﬁ?— :%;RC) AER HAE
Work llo Steel: Carbon Steel* Cast lron oy Steel Tool Stee 4 -3 Hardened Steel Hardened Steel
Material SS400, S55C, FC250 SCM, SKT, SKS, SKD Hardened Steel- Pre-hardened Steel (45 ~ 55HRC) (55 ~ 60HRC)
(~750N/mm3) (~ 30HRC) SKD, NAK80, HPM50
SE BEEE | EURE BliEE | EURE EEEE | EWERE BEEE | EUERE BEEE | EURE
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)
10 6,370 12,800 4,800 7,800 3,900 6,000 3,300 4,100 2,800 2,700
12 5,310 10,700 4,000 6,500 3,200 4,900 2,700 3,300 2,300 2,300
16 3,980 12,000 3,000 7,700 2,400 5,900 2,000 3,900 1,700 2,500
20 3,190 9,600 2,400 6,500 1,900 4,900 1,600 3,300 1,400 2,200
. Ap=0.1xI—F¥&(RE) ap=0.05x3—7F*&(RE)
ARE Corner Radius Corner Radius
Depth of Cut
de=0.3DC de=0.3DC

1. M. R HSBEOHBDBENBNEDEFEATE,

2. AR BB S ERRRIC K. BEEE. X EEZRFHET L,

3. RELEDPRLSIHB A COUHPRELPILBRYETOT BERE. X RE, PIARSZHET I,

4. PHIREZ. RIVAFED S DY+ VRIS (PXMZ) DRHELREIIAY RER(LF) ZMA RE U REZRBLIEEZLTTE.
1. Use arigid and precise machine and holder.

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

3. Please adjust the cutting condition when the overhang length is longer.

4. Please consider the overhang length as the total length of replaceable head and overhang length of shank holder.
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A—FFOF7 AWK

Corner Radius Type

PXDR

o
X
o
o
o
.mﬁ“%{#gﬁi Cutting Conditions A
aC
o
PXDR-P L/D=5
Q
. — WS R - R - Sk a2H TR AFYLAR- BER _— N
Work Mild Steel Carbon Steel* Cast Iron Alloy Steel*Tool Steel Stainless Steel* Hardened Steel Hardenned Steel o
Material $S400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD (45 ~ 55HRC) -
(~750N/mm?) (~ 30HRC) (~ 45HRC) <
o
HE BlEREE RYEE [EI35RE XV EE [Bl¥R3E RYEE [Bl¥REE RYEE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed o)
(mm) (min) (mm/min) (min”") (mm/min) (min) (mm/min) (min) (mm/min) <
o
10 4,770 3,580 4,770 2,860 4,770 2,150 4,770 1,430
L
12 3,980 2,980 3,980 2,390 3,980 1,790 3,980 1,190 wn
o
16 2,980 2,240 2,980 1,790 2,980 1,340 2,980 900
20 2,390 1,790 2,390 1,430 2,390 1,070 2,390 720
YHAFEX dp=0.05DC ap=0.03DC
Depth of Cut 8e=0.25DC ae=0.25DC

PXDR-N L/D=5

PRC PHC PSTW PSEL PSE PSFL

" PN Ban=F > A _ _
wHIH ag# TAM ATLLAM B B BHN
Alloy Steel- Tool Steel Stainless Steel- Hardened Steel
Work Hardened Steel Hardened Steel
Material SCM, SKT, SKS, SKD SUS304, SKD (45 ~ 55HRC) (55 ~ 60HRC)
(~ 30HRC) (~ 45HRC)
SE [El¥R®EE RYEE [EIE5RE XVEE [Bl3R3E EYEE [Bl¥REE RYEE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed x
(mm) (min) (mm/min) (min”") (mm/min) (min) (mm/min) (min) (mm/min) o)
o
10 4,770 3,580 3,820 2,290 3,180 1,150 3,180 950
—
12 3,980 2,980 3,180 1,910 2,650 950 2,650 800 E
16 2,980 2,240 2,390 1,430 1,990 720 1,990 600 -
20 2,390 1,790 1,910 1,150 1,590 570 1,590 480 E
o
YHAFEX ap=0.03DC ap=0.02DC
Depth of Cut @e=0.25DC @e=0.2DC e
o
1. . AL A ZAEOHDBEDBNEDEIFEATE.
2. THARE . B SFERIKRIC K, BEREE, X REZRHET XL,
3. RHLEBDPRLGSHAE. COUDPRELPI<KRVETOT. BERE. X RE. DARS ZHET N, e
4. HIREE. RV LRADSDZ v IRV E(PXMZ) DRELREIIAY RER(LF)ZMARE L RS ZEBLIEEZLTTE. 0
1. Use a rigid and precise machine and holder.
2. Please adjust the speed and feed when the depth of cut is large or when machines with low rigidity are used. s (@]
3. Please adjust the cutting condition when the overhang length is longer. < =
4. Please consider the overhang length as the total length of replaceable head and overhang length of shank holder. o é
o
n!
s
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K=V

Ball Type

PXBE

WNEI R BEER cutting Conditions

PXBE-P L/D=5

—iRiEE R - R - K 448 TS ATV LA REHE REH-FEUAEE
WEIA Mild Steel- Carbon Steel All nSt‘ LT *l‘St | Stainless Steel Hardened Steel
Work Cast Iron SCOI\)/II SeK?I' SEE SKeg Hardened Steel Titanium Alloy (Wet)
Material SS400, S55C, FC250 '(N 36HRC') SUS304, SKD Ti-6Al-4V
(~750N/mm?) (~ 45HRC) (45 ~ 55HRC)
SE [BI3RE XV)EE [Bl¥RE RYEE [Bl¥REE RYEE [Bl3R®RE XV EE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min") (mm/min) (min) (mm/min) (min) (mm/min) (min”) (mm/min)
10 4,770 2,150 3,820 1,720 3,180 1,430 3,180 950
12 3,980 1,790 3,180 1,430 2,650 1,190 2,650 800
16 2,980 1,340 2,390 1,070 1,990 900 1,990 600
20 2,390 1,070 1,910 860 1,590 720 1,590 480
AR ap=0.07DC ap=0.04DC
Depth of Cut Pf=0.15DC Pf=0.1DC

PXBE-N L/D=3.5

— R HEE S - R - 58k 54 TEH ATVVASH - FHEH HEH-FEOER
WHIM Mild Steel- Carbon Steel Al nSt‘ T *l‘St | Stainless Steel Hardened Steel HESE
Work Cast Iron SCOI\)/II ST(?' Szz SKQEe) Hardened Steel Titanium Alloy (Wet) Hardened Steel
Material SS400, S55C, FC250 '(~ 3(I)HRC') SUS304, SKD Ti-6Al-4V (55 ~ 60HRC)
(~750N/mm?) (~ 45HRC) (45 ~ 55HRC)
SE BEEE | EURE BlEEE | EURE EEEE | EUERE EEEE | EYERE BERRE | *EYERE
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)
10 7,960 3,580 7,960 3,580 6,370 2,290 4,770 1,430 3,180 480
12 6,630 2,980 6,630 2,980 5,310 1,910 3,980 1,190 2,650 400
16 4,970 2,240 4,970 2,240 3,980 1,430 2,980 900 1,990 300
20 3,980 1,790 3,980 1,790 3,180 1,150 2,390 720 1,590 240
HhARE ap=0.05DC ap=0.04DC ap=0.03DC
Depth of Cut P £=0.15DC Pf=0.1DC P £=0.05DC

1. . R LSRN H BEEDOEVEDEEATEL,

2. PHARE . MBI FERIRRICKY . BERRE, X REZRET 0N,

3. RELEBHPRLZHBEIF. CVVUPRELPIARYETOT. BERRE. XVRE, YHARSEFHET S0,

4. PIHIRME. RV AHED S DL v IR A(PXMZ) DRELREICAY F2R(LF)ZMA ZRE LR ZRBLABREZLTTE,
1. Use a rigid and precise machine and holder.

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

3. Please adjust the cutting condition when the overhang length is longer.

4. Please consider the overhang length as the total length of replaceable head and overhang length of shank holder.
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A=V

Ball Type

PXBM

a
x
o
a
o
.mﬁ“%f#gﬁi Cutting Conditions A
ac
o
PXBM L/D=3.5
s w — - = N . Q
—RIEE R - KR - SRk A2H-TEH ATV LA REHE REH - F2520EX) <
Wl Mild Steel* Carbon Steel Alloy Steel Stainless Steel Hardened Steel e E
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet) Hardened Steel
\EICHE] SS400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD Ti-6Al-4V (55 ~ 60HRC) (%2}
(~ 750N/mm?) (~ 30HRC) (~ 45HRC) (45 ~ 55HRC) <
aSES BEEE | EUERE BEEE | EURE BEEE | EURE BIERRE | XWERE BEEE | EUERE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed o)
(mm) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min™) (mm/min) <
o
10 7,960 4,770 7,960 4,770 6,360 3,050 4,770 1,910 3,180 640
T8
12 6,630 3,980 6,630 3,980 5,300 2,540 3,980 1,590 2,650 530 wn
o
16 4,970 4,480 4,970 4,480 3,970 2,860 2,980 1,790 1,990 600
20 3,980 3,580 3,980 3,580 3,180 2,290 2,390 1,430 1,590 480
YhHARE adp=0.02DC
Depth of Cut Pf=0.05DC

1. M. AL A ZAIEOLZBEEDENEDEIFEATE0.

2. PHARE BB FEAKRICKY . BERE. XY REZFHET 0.

3. RELEPRLLZBERF. VOUPRELPILVETOT BERE XV RE TIARSZHET L,

4. YHIRMER. RILZHED DD+ 7RIV E (PXMZ) DRELREINY K2R (LF)ZMA=RE L REZREBLIEEEZLTTEL.
1. Use arigid and precise machine and holder.

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

3. Please adjust the cutting condition when the overhang length is longer.

4. Please consider the overhang length as the total length of replaceable head and overhang length of shank holder.

PRC PHC PSTW PSEL PSE PSFL

PFB PFAL PDR

FR

P

SF

)]
EE
x
o

Clamping Screw * Body Demensions

5V TR0-BHI375E

Index
e
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.’JDI?_ 9 Cutting Data

[PXSE]IWA1.6{ETTRE1/5

ERATIR

Tool

HAX

Size

mI7—4

Work

HWHIRF

Work Material
EHEE
Cutting Speed

EYERE

Feed

IEI7E

Cutting Method

THARE

Depth of Cut

LR

Coolant

fE TR

Machine

MI7—o8

~EBFII:II1’JI]I~ 1.6 times durability and 1/5 of tooling cost achieved in parts machining

Ay R I PXSE200C20-04R010
el bkt #BEEY Uy NIV R
RIVA : PXMZ-C205520-5120 Competitor’s Solid Carbide End Mill

Holder

$®20XR1 4%

Flutes

B EB o

Machine Parts

S25C

60m/min (1,000min")

400mm/min (0.Tmm/t)

ELHE

Slotting

ap=3mm ae=20mm

IR LB e

Water-Soluble

#i~>=>J+>52(BT50)

Horizontal Machining Center

518 3@
PCS PCS

7 — 2 1{E%7= ") O T 8% (R

Tooling cost per unit

2 3 4 5

L

fthst #BHE
JIYR
Competitor's

solid carbide tool

VYUY RIRIZHU1.6EOMA. T—7 1MARLYDOIREN1/5EK D7,

The tool achieved 1.6 times durability. Tooling cost per unit was reduced to 1/5.

[pXVC] hulﬁﬂé~ hﬂlﬁfgﬁll‘/ U v I‘I,ngu %)Eﬁ Achieved better surface roughness and accuracy versus competitor

ERAIR

Tool
RS
Size

WHI

Work Material

IR E

Cutting Speed

R RE
Feed

BL PR3

Cutting Method

PhARE
Depth of Cut

L)
Co

fE TR

Machine

[PXSM] BXEIC EUINTEESE 2 {5

Ay R I PXVC220C20-04R005

Head WXV YRIVRIIN
RIVA : PXMZ-C205520-L150L Conventional Solid End Mill
Holder

22 X R0.5 ®20

SKD61 (40HRC)

50m/min (723min') 50m/min (796min")

300mm/min (0.104mm/t) | 60mm/min (0.019mm/t)

fAImEmT
Side Milling
ap=17.6mm (0.8D) ap=88mm (4.4D)
ae=0.05mm ae=0.05mm
ZL(TF770-)
Air Blow

iy~ =>4+ % (BT50)

Vertical Machining Center

BERVVYRIVRIIL
Conventional Solid End Mill

Ra=0.11pm Rz=0.8pym Ra=0.77pm Rz=5.0pm
MIE/E=12um FHh=3pm MIEZE=18um FHh=10pm
Torelance Fall Torelance Fall

PXVCIEHMRDV Uy RTREFA—MIgERTYUYFIRKVERGFR
MIBECNIEBSEZTIIENTEL.

PXVC achieved better accuracy and finished surface in same machining efficiency versus
the competition.

~7l/_ F’JHI"" The multiple edge design helps double efficiency in the milling of blades

#RAIR

Tool

RS

Size

g

Grades

HWHIR

Work Material

L= E

Cutting Speed

R EE

Feed

THARE

Depth of Cut

LR

Coolant

fE R

Machine

223

A R :PXSM160C16-06R005
Head

RIVK : PXMZ-C165516-L130CS
Holder

st HEIH Y &

Competitor's Radius Cutter

®16xR0.5 63 P®16xR2.5 23X
Flutes Flutes
BEI—T> T —]
XP3225 Coated Carbide Insert
13Crifd &

Equivalent

125m/min (2,500min")

690mm/min (0.046mm/t)

350mm/min (0.07mm/t)

ap=Tmm ae=0.25mm

ElL(T770-)
Air Blow

FHUET7YTOHLWMEETIRICEVWT DY ZEPXSMIC

vy 23] S gm gy b

5-Axis Vertical Machining Center

EEIHIETMIEERIP 2B o7,
In finishing operations with settings that are difficult to modify, switching to the
Phoenix Radius Cutter can double milling efficiency.




[PXNH] *%U - F@;‘w%‘:&‘)s 1&;&5':0)7]“1&;;5 The variable lead enables low-resistance machining

oA > FEF TN

747X A B

Competitors' indexable
roughing cutter

AY R PXNH200C20-04C006
FAIR Head

Tool AV A PXMZC205520-5120
Holder

Y4 X 020 4%

Size Flutes

20 6%

Flutes

WHI

Work Material

S50C

VIR E . Lo

Cumn;gLs?eed 100m/min (1,590min"")

RURE 450mm/min (0.07mm/t) | 450mm/min (0.047mm/t)
YIEIAE BYEI

Cutting Method Slotting

THARE

Depth of Cut ap=6mm, 8mm, 10mm

ElL(T770-)

Coolant Air Blow

{32 PR

Machine

AW~ =2t &(BT40)

Vertical Machining Center

PIHEHIE ~ Bk fE~
3000f— —— PXNH Cutting resistance - maximum values -
Jgﬁ -u— it A
Hl Competitor
B 50l o AR B /.
m Competitor
&
(N)
g 2,000 /
?
£ 1,500
° /

1,000 . "
0 6 8
YhARS (ap) (mm) Depth of Cut

it @&k 20% LU EDIRAEEERTHIENAREE LD,

The resistance value can be reduced by more than 20% from the competitors' products.

10

[PXNL] F%FY

Ay R 1 PXNL200C20-04C006 it > TF T
EFRAIR Head 574U A B
Tool RIVA PXMZC20S520-5120 Competitors' indexable
Holder roughing cutter
Ya4X ®20 6%
Size Flutes

WHIF

Work Material S50C

I . .
Cuttm;gLs?eed 120m/min (1,910min")
HURR 764mm/min (0.1mm/t) | 764mm/min (0.066mm/t)
YIElA % 15‘5@{9]55']
Side Milling

Cutting Method

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

ElL(T770-)
Air Blow

Coolant

{3 PR

Machine

AW~Y =2t 2(BT40)

Vertical Machining Center

fhttan A

Competitor

fthttdn B

Competitor

it &) 2EL EOMAZRER,

More than twice the durability of the competitors' products.

ftbdt & A (STHIEERESS.6m)
Competitor After milling 33.6m

PX
(FIHIEERES
After milling

ftbdt & B (SIHIEERE22.4m)
Competitor After milling 22.4m

PXD

PAS PZAG PHP PD

PAO

PSF

PRC PHC PSTW PSEL PSE PSFL

PFB PFAL PDR

FR

P

SF

)]
EE
x
o

5V TR0-BHI375E
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.’JDI?_ 9 Cutting Data

&V INTEERE1.8F

A R :PXRE200C20-06R030

Head

RIVE : PXMZ-C205520-5120
Holder

HAERY ST AN
BEI—T> T Y=}
Competitor's High Feed Radius
CutterCoated Carbide Insert

Y4 X ®20xR3 63X

Size Flutes

$20xR3 23

Flutes

)

Work Material

SKD61 (43HRC)

NI E

Cutting Speed 230m/min (3,700min")

120m/min (1,900min"")

ERE

Feed 6,700mm/min (0.3mm/t)

3,700mm/min (0.8mm/t)

THARE

Depth of Cut 0.4mm

0.5mm

ENHIE

Width of Cut 10mm

K3

Coolant Air Blow

ElL(T770-)

fE R

Machine

%W~ =27+ 2(BT50)

Horizontal Machining Center

fait@E) ST AN Y A TR BUREAANLLTOTSLZFERLTN S,
FRIBTORZRHVELIPREL TV BRELI—FRBIROPXRETIE.
HIWZLDDBLLORIBTOMIEHAREL. TOL TREFH. MIHEED

mEL7,

NQEEEFﬁIfEN The multiple edge design helps increase efficiency by 1.8 times in die mold roughing processes

FRIBOEEXYZIITFTAHY XEPXREIC
BEXMABIETMIAER.81F

By replacing the high feed radius cutter with the PXRE,
milling efficiency can be increased by 1.8 times

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.

K’?’L\L/D=7T:E)§E7JUIE¥EE Stable machining was achieved in easily chatter L/D=7

A :PXDR160C16-03R030-P PXDR-P LA R
FEEITE Head it 2 A, B ompetitor ompetitor
Tool A4 PXMZ-C165516-L135CS Competitor - "
Holder T 1”1 -
F
PR P ?16xR3 3% ®16xR3 4%
Size Flutes Flutes

HHI

Work Material NAK80 40HRC

IR E

Cutting Speed 30m/min (597min")

BYRE

Feed 537mm/min (0.30mm/t)

537mm/min (0.22mm/1)

BL PR3

Cutting Method

LFmT
L-shaped machining

THARE

Depth of Cut

ap=0.4mm (0.025Dc) ae=8mm (0.5Dc)

IRARELE

Overhang Length 112mm (L/D=7)

L)

Coolant

ZL(Z770-)
Air Blow

£ TR

Machine Vertical Machining Center

A<= &2(BT40)

PXDR-Piftstt s E LBL T OV I HNEL D—=FHWICHELTH

REFGMIEAFELSNE,

PXDR-P achieved fair finished surface with less chattering at the corner of work

versus the competition.
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YXRFLL/D=7 TORIKRICH T

téiiﬁ, Long tool life was achieved machining in L/D=7, which chatters easily

Ay R :PXDR160C16-03R030-N

el fhit@ A, B
IV A PXMZ-C165516-L135CS Competitor
Holder

AP $16xR3 3% $16xR3 4%

Size Flutes Flutes

WHI

Work Material SKDé1 (40HRC)

YHERE ; .

C.umnts?eed 120m/min (2,387min")

RURE 2,149mm/min (0.30mm/t) | 2,149mm/min (0.22mm/t)
YHEIFE SE@EMT

Cutting Method Face Milling

THARE

Depth of Cut ap=0.4mm (0.025Dc) ae=8mm (0.5Dc)

IARELE

Overhang Length

112mm (L/D=7)

L

Coolant

#L(I770-)
Air Blow

fhttan A

Competitor

%t (¥ T EEFENE Ve=0.2mm ¥ T D Y HIIEE EE (m)
Cutting length to reach frank wear width of Ve=0.2mm

200 400 600 800

fhttsm B

Competitor

{3 P B

Machine

A~ =T+ 42(BT40)

Vertical Machining Center

PXDR-N&fth#t & D 2F L LD AKEDF SN,

PXDR-N was capable to achieve twice the durability versus the competition.

[PXBE'P] IEe%H:II LEG)EL ‘Eﬁﬁ?ﬂﬂﬂl(:fib \'(113*173{12&0)PXBE-P)’)‘ﬁﬂ The 3-flutes PXBE-P was more capable versus 4-flutes in machining work with complicated shape

Ay R I PXBE160C16-03R080-P
Head

EFRAIR X st A, B

Tool IV A PXMZ-C165516-L130CS Competitor
Holder

Y4 X R8 4%

Size Flutes

WHIF

Work Material SKD61 (40HRC)

st 75m/min (1,492min")

HURR 224mm/min (0.05mm/t) | 298mm/min (0.05mm/t)
TR ap=0.8mm (0.05Dc) ae=2.4mm (0.15Dc)
TARELE _

Overhang Length 78mm (L/D=4.9)

IR ZL(z770-)

Coolant Air Blow

{3 PR

Machine

A= 2(BT40)

Vertical Machining Center

FANAEBDZMIICEVTIEIHITHBPXBE-PHVVYIC
KLKCIRBREH DL,

The 3-flutes PXBE-P was less damaged versus the competitors’ 4-flutes tool by
machining wok required paths with acute angles.

fodtd A

Competitor

ftb4tdn B

Competitor

226

PXD
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.’JDI?_ 9 Cutting Data

[PXBE-N] YUY FHh5NEEZHEATIREHR

NQEEHHIN Tooling cost reduced by switching from solid tools in die casting machining

Ay R PXBE160C16-03R080-N

Head

fbxtiBREY Uy RTR
Competitor’s solid carbide tool

FIV A PXMZ-C165516-L130CS

Holder

I;% (i‘j‘tt) Tooling cost

R8 4%

Flutes

R8 3X

Flutes

A )

Press Dies

Work

WAl

Work Material SKD11 (60HRC)

IHEE . N

Cutting Speed 90m/min (1,800min"")

f‘%ﬁrg 810mm/min (0.15mm/t) | 810mm/min (0.11mm/t)
leircde EvomT

Cutting Method Pick Milling

THARE

Depth of Cut ap=0.32mm ae=0.8mm

IR e

Water-Soluble

LT3

Coolant

ftht ¥BHE
VUM

Competitor's

{5 AR

Machine

A<=t %(BT40)

Vertical Machining Center

solid carbide tool

PHIRE

Milling Length 330m

[PXBE-N] 1 F%HTAHS5NDEZIRATHRUP

PIHIRE330m. VY RERFDMIRERZXRR. TREIZ1/4EL 07

PXBE-N achieved the same machining efficiency and the cutting length of 330m as the solid end
mill.

~7’§;§%B”EI~ Machining efficiency improved by switching from indexable tools in welding parts machining|

ma\ﬂﬁ Fﬂﬁ (ﬁ) Durability (min)
20 40

60

Ay K : PXBE200C20-03R100-N fbkt A > FF BT
it T EFAR=IIV I
RIVA : PXMZ-C205520-L150CS Competitor's indexable
Holder finishing ball nose end mill
R10 23X
Flutes

AL HANER

Die-casting Die

I SKD61 (52HRC)+ BRI

Work Material Weld overlay

YK E : .

Cumts?eed 75m/min (1,200min"")

R 420mm/min (0.12mm/t) | 420mm/min (0.17mm/t)
YIEIAE EvomT

Cutting Method Pick Milling

THARE

Depth of Cut ap=10mm ae=1Tmm

ftast

LR

Coolant

KRU(I770-)
Air Blow

Competitor

K= J+>2(BT50)

Horizontal Machining Center

32 TR

Machine

227

otk A > FEYTNICH L A2BOWAPTONL. TERBBESHAS.
KigIEER UP D RIREE KR DT,

Twelve times durability was achieved than the competitor indexable tool. Machining efficiency was
highly improved, which was partly due to the shortened tool-change time.



[PXBM] NAKS80 a)flﬁﬁilﬁflﬂl(aj%i ‘) ii‘} Eithtﬁi) NAK80 machining at slope surface (comparison in the same feed rate)

Aw K :PXBM160C16-06R080 0.1
fiFﬁIEL Head N
Tool $ﬁ&ﬂMMzm6$%$m0 —o—PXBM (63 Vf=2,670mm/min)
Holder
Flutes
; 0.08}—| . _—

RS R8 63 —— 1ttt SHA (4 F Vi=1,910mm/min) — a
Size Flutes Competitor Flutes
Wl fhtt @B (1 FFYTILIE)
Work Material NAK80 (40HRC) = 0.06 }— Competitor  Indexable tool

y i (2 V#=960mm/min)
gjgtﬁtlwlngﬁgfeed 200m/min (3,980min™) \r,zs:]) Flutes
1LY D% E § 004
Fee«éﬁl Peg Tooth 0.12mm/t é

<

YIBIA = EvomT 3
Cutting Method Pick Milling = 0.02
YhHARE _ _
DE; out ap=0.32mm Pf=0.8mm
4 #ZL(T770-) 0 - - -
Coolant Alr Blow 0 50 150 300 500 1,000 1,250 1,500
{5 TR #w~>=>J+t>%(BT50) " -
Machine gonzonta\ Machining Center YIEIR & (mm) Milling Length
TEA)Y MEKBEROTY 7 BhERARICEYBEFEGHERR Tkt A ik B

n (1,500m) (1,250m)
L7 Competitor Competitor

Materialized by more cutting edges for better productivity, longer tool life with
superb durability.

| ﬁf’j”’iﬁmﬁ Tightening procedure

-

. n
@{&ﬁw Initial Tightening
FH®

@i%*isﬁ' Cleaning
ANY R YU BEBOII.

©F. 3 1.

Final Tightening

BhaEET Tighten by hand BERANFTHDD
Remove dirt and chips from the connecting Tighten with a spanner
thread and shank wrench

FERALDEE

Cautions during use

AY RRBFIEPXMERAANFT ZZEATEVFRANSRBIEATEEEA).
CHREMATMLIIEp. 211 EBRT X0,
AYRES YL TRV EDHAP L ETHDRAATTEN, BREPENEZZEBT I,
R ERRE T A LMD ELKRY EEIMEDRARBZIUEEDSHYET. BEEFLEVWTTEL.
ANTFEAY ROPIRZICEDERAL. BEBEABICO >V ERBESETIEATEL.

- Only use the spanner wrenches that are designed specifically for the PXM (p.211) for attaching PXM heads.
Please do not use alternative spanner wrenches sold on the market as a replacement.

- Please refer to p.211 for tightening torque.

- 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.

fRE%AL
Without gap

g

Confirmation
REDSEONEEZHER
Confirm that there is

no gap
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AYRFBERXIRIN PXMERaLY b

Collet for PXM Exchangeable Head End Mill

PXMC

0 iR

Features

B PXMC VY MEE
PXMC Collet Features

OMNBE2I=0T8 2T
KUREEZOYUSTHHEE

Powerful chip evacuation even on small machining center

O EORHEUA ATEEIC U7,
Atk UP ERBODEER/NT A

The reduction of overhang length improves rigidity and
rotational balance

O SEBAYRNII—2ay
CAF =W, AT VLA, PIVIICHG
DS EFE TRV T ZRHEIC
A wide variety of exchangeable heads

- Suitable for steel, stainless steel and aluminum
- Wide processing range from roughing to finishing

O —FRIFIVFICLEN. bFTIVEFE

aby bOTBDHT
BWVARAMNT7 A=A

Greater cost performance compared to monoblock type holders,
only need to change the collet in case of trouble.

HBPXM AYRFEBER

PXM Exchangeable Head Features

Iy BRI/ RINDREE - RiR. 3
JINY & EDLENR

solid carbide end mills are found in these exchangeable
heads.

-Various types are available to meet variety of machining
methods.

229

(PXMC IFArF¥a—ba17) (PERFEE)

PXMC Collet Extra Short Type Conventional Combination

W + 7—/\ = ZERR
‘ELAEEBELZER
HEAFNDIENIEE : 0.015mMmLIT
Ay NIIETEE (85 m) £0.03mm

End Face + Taper = Double Face Clamping
-High rigidity and accuracy of tightening
-High precision of run out=0.015mm

T -High head replacing accuracy = £0.03mm

B4 LN T RS AT 6 \ ‘
All the knowledge and know-how acquired by designing

WEAVANZ.E %1
AYRDREHEHZIC
« TERIRESHOERE

Applying buttress screw makes easy
and reduces time to desorb heads




. ﬂ?ﬂd’}’fﬁ Specification

\
. S
al 2 "%Ef“‘ e w1 1 OSSO SO OO
ol 8|8 ] ===
%) I P . e Tt S
o | |
|
|
AN
LF

L. AN h— g%

with Coolant Hole

Y—JVNo.

PR B

ya—h
Short

IFAFSYa—b
Extra Short

L5 BEY
Holder Type B

BfI:mm Unit:mm
AY REBIFEDE IR Head + 22

EDP No. Designation DCoNs PXVC L4+
Bxcept PXVC | 912, 16,20, 25 ?;3;;23)2
7834001 PXMC-C1205 11.7 26 10.5 5 19.4 23 25 c12 12,400
I£ZRSva—h 7834002 PXMC-C1605 15.7 26 10.5 5 237 28.5 30.5 cl6 12,400
Extra Short 7834003 PXMC-C2005 19.6 26 10.5 5 26.5 325 34.5 c20 12,400
7834004 PXMC-C2505 24.0 26 10.5 5 325 40 = C25 12,400
7834011 PXMC-C1230 11.7 26 35.5 30 444 48 50 c12 13,200
Ya—h 7834012 PXMC-C1630 15.7 26 | 355 30 48.7 53.5 55.5 Cc16 13,200
Short 7834013 PXMC-C2030 19.6 26 35.5 30 51.5 57.5 59.5 C20 13,200
7834014 PXMC-C2530 24.0 26 | 355 30 57.5 65 = C25 13,200

1. PXMCIZ[OSG PHOENIX PXMZ ) —=X]1DAY REBAL Y hTY.,

2. RYMTETEEAY K PXNH. PXNL. PXSE. PXSM. PXDR. PXRE. PXBE. PXBM
1. The PXMC exchangeable head is designed specifically for the “OSG PHOENIX PXM" series.

2. Applicable exchangeable heads: PXNH, PXNL, PXSE, PXSM, PXDR, PXRE, PXBE, PXBM.

. PXMC ﬁlﬁf\l\‘fjl:l :/J U V7°/Z7_'A ﬂ%—% Product Listing of PXMC corresponding to the HYPRO Shrink System

BfI:mm Unitmm

Y—JLNo. (2303 ~
EDP No. Designation IFAMZT3—b
Extra Short

8910000 BT30-SLK12-35 P30T-1(MAST) 38 45.5 70.5

8910001 BT30-SLK12-35 P30T-2(MAS2) 38 45.5 70.5
RILYBE 8910002 BT40-SLK12-45 38 55.5 80.5
Holder Type B 8910003 BT40-SLK12-75 38 85.5 110.5

8910005 A63-SLK12-75 38 85.5 110.5

8910006 A63-SLK12-135 38 145.5 170.5

1 AR ERETHEE T,

2. PXMC ALy MINAT702aUr oLy N ARTLERBRENHVET,

1. Contact your local OSG sales representative for information regarding pricing.
2. The PXMC collet is compatible with the HYPRO Shrink Collet System.

HEERPMNILTCHTEEER)ERYET, Stock are categorized as C (Standard stock item). ‘
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ANy RZBRAI LRI

Exchangeable Head End Mill

PXVC+PXMC

WNEI R BEER cutting Conditions

fIELIE] PXVC + PXMC IFABRF23—BZA 7 sideMiling, PXVC+PXMC Extra Short Type
%M -TEHR

—RREE R - IR - S

A7V LA AEH

B Faa%(EX)

WEIA Mild Steel- Carbon Steel Alloy Steel Stainless Steel Hardened Steel
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet)
Material $S400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD Ti-6Al-4V
(~ 750N/mm?) (~ 30HRC) (~ 45HRC) (45 ~ 55HRC)
SME BlEREE X EE [Bl¥REE RY)EE [Bl3RE RYEE [Bl3RE RYEE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min”") (mm/min)
10 6,690 2,070 5,350 1,650 4,460 1,240 3,320 870
12 5,580 1,720 4,460 1,380 3,720 1,030 2,760 720
14 4,780 1,480 3,820 1,180 3,190 890 2,370 620
16 4,180 1,290 3,350 1,040 2,790 780 2,070 540
18 3,720 1,150 2,980 920 2,480 690 1,840 480
20 3,350 1,040 2,680 830 2,230 620 1,660 440
22 3,040 940 2,440 760 2,030 570 1,510 400
25 2,680 830 2,140 660 1,790 500 1,330 350
32 BES Y IEDHEL TR RRTHL/D=5FTERYIET Maximum length of L/D=5 in combination with the standard shank
tﬂﬁ%’ﬁé ap=0.5DC ap=0.5DC ap=0.5DC
Depth of Cut 8e=0.25DC ae=0.12DC 8e=0.075DC
fIEEIE] PXVC + PXMC 23—BZA 7 SsideMiling, PXVC+PXMC Short Type

—RRIBIERM - kR - S

AR -TRH

ATV LA - REH

AEM - FEAEGER)

w4t Mild Steel- Carbon Steel Alloy Steel Stainless Steel Hardened Steel
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet)
Material SS400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD Ti-6Al-4V
(~ 750N/mm3) (~ 30HRC) (~ 45HRC) (45 ~ 55HRC)
SE EI85E XV EE [Bl¥RRE XV EE [BlER® E XV EE BEIER® E XV ERFE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min) (mm/min) (min”) (mm/min) (min) (mm/min) (min") (mm/min)
10 5,730 1,490 4,590 1,200 3,820 970 2,550 750
12 4,780 1,250 3,820 1,000 3,190 810 2,130 630
14 4,100 1,070 3,280 860 2,730 690 1,820 540
16 3,590 940 2,870 750 2,390 610 1,600 470
18 3,190 830 2,550 670 2,130 540 1,420 420
20 2,870 750 2,300 600 1,910 490 1,280 380
22 2,610 680 2,090 550 1,740 440 1,160 340
25 2,300 600 1,840 480 1,530 390 1,020 300
32 BEI v IEDHMER TR RRTHL/D=5FTERYET Maximum length of L/D=5 in combination with the standard shank
PHARE ap=0.5DC ap=0.5DC ap=0.5DC
Depth of Cut ae=0.2DC ae=0.1DC ae=0.05DC

1. AR, MBS EARRICKY. BERRE, X REEZFHE TS0,

1. Please adjust speed and feed when the depth of cut is large or machines with low rigidity are used.
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BYEI PXVC+PXMC IFABRF2a—BRA7 siotMiling, PXVC+PXMC Extra Short Type

—iRiEE R - kR - K A% -THEH# ATV LA REHE HE#-FL AR (ER)
WhHIFF Mild Steel- Carbon Steel Alloy Steel Stainless Steel Hardened Steel
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet)
Material SS400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD Ti-6Al-4V
(~750N/mm?) (~ 30HRC) (~ 45HRC) (45 ~ 55HRC)
FaSES [EIE7et ;-3 RYEE [Bl3R:E RYEE [EI35RE XV RE [Bl3R®EE XV)EE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min”) (mm/min)
10 5,730 1,450 4,620 1,170 3,820 770 2,620 530
12 4,780 1,210 3,850 980 3,190 640 2,180 440
14 4,100 1,040 3,300 840 2,730 550 1,870 380
16 3,590 910 2,890 730 2,390 480 1,640 330
18 3,190 810 2,570 650 2,130 430 1,460 300
20 2,870 730 2,310 590 1,910 390 1,310 270
22 2,610 660 2,100 530 1,740 350 1,190 240
25 2,300 580 1,850 470 1,530 310 1,050 210
32 RE YV VEDHMEETIR. BRTHL/D=5FTERYETF Maximum length of L/D=5 in combination with the standard shank
hHARZ < < <
Depth of Cut ap=0.5DC ap=0.4DC aAp=0.3DC

BYEI PXVC +PXMC 23—PZA 7 siotMiling, PXVC+PXMC Short Type

—RIEE RS - R - K AeH -THH# ATV LA A HEH-F L2 A2 (EX)
EE k) Mild Steel- Carbon Steel Alloy Steel Stainless Steel Hardened Steel
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet)
Material SS400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD Ti-6Al-4V
(~ 750N/mm3) (~ 30HRC) (~ 45HRC) (45 ~ 55HRC)
SE 0% % XV)EE EE55E B XVEE EEmEE XVEE BI85 XV)EE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min) (mm/min) (min) (mm/min) (min”") (mm/min) (min) (mm/min)
10 4,780 1,250 3,820 970 3,190 770 2,390 480
12 3,980 1,040 3,190 810 2,660 640 1,990 400
14 3,420 890 2,730 690 2,280 550 1,710 350
16 2,990 780 2,390 610 1,990 480 1,500 300
18 2,660 700 2,130 540 1,770 430 1,330 270
20 2,390 630 1,910 490 1,600 390 1,200 240
22 2,180 570 1,740 440 1,450 350 1,090 220
25 1,910 500 1,530 390 1,280 310 960 200
32 BEI Y VEDHEBEE TR RRTHL/D=5FTERYET Maximum length of L/D=5 in combination with the standard shank
THARE < < <
Depth of Cut Ap=0.5DC Ap=0.4DC dp=0.3DC

1. PHARE, MBI EARRICKY. BIRE. R REZRE TS,

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

Exchangeable Head End Mill

PXNH + PXMC

.ﬂ]ﬁ“%{*gﬁi Cutting Conditions

fIELIEl PXNH 4+ PXMC IFABPTS3—PBRA T sideMilling, PXNH+PXMC Extra Short Type

SHE - 7N~ 58 (R

w y . =
WHIA 273 eEE a2 Hardened Steel 17‘/[/1?@
Work Cast Iron Carbon Steel Alloy Steel Pre-hardened Steel Stainless Steel
Material FC250 arbon >tee oy -tee (Free-Cutting) SUS304
(~ 45HRC)
SME BEEE | EURE BliEE | EURE EEEE | EYERE FEEE | XUEE | BEERE | XYERE
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)
10 5,160 1,440 6,840 1,670 5,720 1,060 4,300 520 3,050 320
12 4,300 1,200 5,700 1,400 4,770 880 3,580 430 2,540 270
16 3,220 1,240 4,280 1,430 3,580 900 2,680 450 1,900 280
20 2,570 1,320 3,420 1,520 2,860 960 2,140 460 1,520 300
25 1,600 900 2,290 1,120 1,830 680 1,330 330 910 200
32 BES Y IEDHMAETIR. RRTHL/D=5FTERYET Maximum length of L/D=5 in combination with the standard shank
AR ap=0.5DC ap=0.5DC adp=0.5DC
Depth of Cut ae=0.4DC ae=0.3DC 8e=0.2DC

fIEYIE] PXNH 4+ PXMC $3—BZA 7 side Milling, PXNH+PXMC Short Type

HHEIH
Work
Material

Sk
Cast Iron
FC250

Carbon Steel

A&l
Alloy Steel

A - 7UN— N8 (R
Hardened Steel
Pre-hardened Steel
(Free-Cutting)

(~ 45HRC)

ATV LA
Stainless Steel
SUS304

SME BEEE | EURE EERRE | *VERE BEEE | EVEE BEEE | EUERE BEEE | EURE
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)
10 4,300 1,300 5,720 1,510 4,760 950 3,720 410 3,300 300
12 3,580 1,080 4,770 1,260 3,970 790 3,100 340 2,750 250
16 2,680 1,110 3,580 1,290 2,980 810 2,320 360 2,060 260
20 2,140 1,180 2,860 1,360 2,380 860 1,850 370 1,650 270
25 1,330 810 1,900 1,000 1,530 610 1,150 260 980 180
32 BEI Y IEDHMEE TR RRTHL/D=5FTELRWET Maximum length of L/D=5 in combination with the standard shank
. ap=0.5DC ap=0.5DC adp=0.5DC
AR
Depth of Cut Ae=0.4DC 3e=0.3DC ae=0.2DC

1. PBARE, MBS ERRRICKY. BIRRE. X REEZFHE TS0,

1. Please adjust speed and feed when the depth of cut is large or machines with low rigidity are used.
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BYEI PXNH 4+ PXMC IFART3—PEA 7 siotMiling, PXNH+PXMC Extra Short Type

SEW - TUN— R (kA

WHIS 2573 s -~ Hardened Steel ATV LA
Work Cast Iron c J;:iﬂsﬁt | A”u ﬁsitm | Pre-hardened Steel Stainless Steel
\EICHE] FC250 arbon >tee oy >tee (Free-Cutting) SUS304
(~ 45HRC)
FaSES HEEE | XURE | BEERE | XYEE | BHEERE | XURE | ERERE | XURE | BREERE | XUEE
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)
10 4,460 1,260 6,360 1,550 5,090 920 3,560 260 2,660 190
12 3,720 1,050 5,300 1,290 4,240 770 2,970 220 2,220 160
16 2,780 1,120 3,980 1,400 3,180 840 2,220 240 1,660 180
20 2,070 1,040 2,980 1,320 2,380 800 1,590 220 1,210 160
25 1,520 980 2,300 1,290 1,780 730 1,210 200 890 150
32 BRES Y IEDHBE TR RRTHL/D=5FTERYET Maximum length of L/D=5 in combination with the standard shank
AR <
Depth of Cut ap=0.5DC

BYEI PXNH 4+ PXMC £3—BZA 7 SsiotMiling, PXNH+PXMC Short Type

SHE - 7N~ N5 (kD)

o $£5 . T Ei
HWHEIA b:373 e ae@ Hardened Steel Z?'/ LASH
Work Cast Iron Carbon Steel Alloy Steel Pre-hardened Steel Stainless Steel
Material FC250 aroon >tee oy otee (Free-Cutting) SUS304
(~ 45HRC)
FASES BEEE | XURE | BRERE | XYEE | BHEERE | XURE | ERERE | XVEE BEEE | EUERE
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)
10 3,350 1,080 4,760 1,330 3,820 790 2,890 230 2,280 170
12 2,790 900 3,970 1,110 3,180 660 2,410 190 1,900 140
16 2,080 960 2,980 1,200 2,380 720 1,800 210 1,420 150
20 1,470 890 2,190 1,150 1,800 760 1,310 200 1,020 140
25 1,140 840 1,720 1,110 1,330 630 980 180 760 130
32 BES Y JEDHMAETIE. RRTHL/D=5FTERYET Maximum length of L/D=5 in combination with the standard shank
TARE
Depth of Cut ap=0.5DC
1 AR BB S EARRICKY. BEGERE. X EREZFHETE0,
1. Please adjust speed and feed when the depth of cut is large or machines with low rigidity are used.
234

PXD

PAS PZAG PHP PD

PAO

PSF

PRC PHC PSTW PSEL PSE PSFL

PFB PFAL PDR

FR

P

SF

)]
EE
x
o

Clamping Screw * Body Demensions

5V TR0-BHI375E

Index
e



.’JDI?_ 9 Cutting Data

IEHIJ'E EL \) Tool Rigidity Comparison (by overhang length)
30 | H PXMC ab b collet
' IFAMTVa—baM47T
= . Extra Short Type
25| ;‘h, .
2071 Ya—pE1T
E9)] el — __ Short Type
—
(N/um) 15+t & —-E 0__'_‘_' ¥
1
= | 1
£ Y 88mm
g 10+ 100mm
B PXM AYR Head
+ PXNH
05 | y_
0 r
PXNH + PXMC PXNH + PXMC BEJUYRIVFIN
(LFAPSa3—b) (3—hp) Solid Carbide End Mill
(Extra Short) (Short)

BV Y RIYRIICHA, PXMCY a— k21 713 1.645. TFAMTY
I— bR T3 IEOEBRBIEZFDOLH. VUUHIBERTE. LUEIHIREZ
KHRTED. BRMEE. BHBNELREBNRE—XbE. TNICKDEH
BREM - EREDRFRTREINBBMEDOZET MHICE VL TIEEBBEA RS0
EDDPRELZIMIARAIRETH B

In comparison to the solid carbide end mill, the PXMC short type holder
demonstrated 1.5 times the dynamic rigidity, while the extra short type holder
demonstrated 3 times the dynamic rigidity. Both had exhibited minimal vibration,
making them applicable to accommodate a wide machining range.

Chatter vibration is commonly caused by the lack of sufficient dynamic rigidity to
stabilize parts in a dynamic cutting force. Vibration can change as the result of a
change in force, a change in rigidity, or both. The greater the dynamic rigidity the
more machining stability can be achieved.

‘y_ U Vﬁﬁlmﬂlﬁﬁiﬁa)ﬁb\ Applicable Cutting Range Difference by Tooling Holders
W BT siot miling

Y)Y RIVRIN

N O T TR PXNH160C16-04C006 Solid Carbide End Mill

Head

PXMC-C1605 PXMC-C1630 S
aby =3 5 REIL Y
Co /,,l\ (IFARTa—h) (a—h) %f;eral CoHe|:
Extra Short Short
16 4%
flutes
HHI
Work Material $50C
UL b3 BT
Cutting Method Slot Milling

THARE

Depth of Cut ap=8mm (0.5D)

#L(T770-)
Air Blow

L)

Coolant

M=+ 2(BT30)

Vertical Machining Center

fE TR

Machine

%bﬂlﬂ]é’“ﬁﬁiﬁ Applicable Cutting Range of Slot Milling

BEPRZVEMITIR. RHLOEWZA 7 TRERMIH
REE D, IFAMT I a—PRATORERIGEEY )Y TV
RIICHANB21% EVSHERDBONT .

Short overhang length is ideal in order to achieve high-efficiency in heavy-

duty operations such as slot milling. The extra short type holder was able to
demonstrate 321% the efficiency versus a solid end mill tool.

012 |
& o010
E] PXMC-C1605
Y 0.08 (ITFART>a—B)Extra Short
2 PXMC-C1630
%é 0.06 (273 —M)short
2 ZHEOL Y b

(mm/t) 004 General Collet
0.02
0 I L
50 100 150 200 250

YIHRE (m/min) Cutting Speed
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W fIEINT side milling

AR By RIYRIL PO THEEDI RS TFANTYa—h-Za—bRATHIC
RIS PN 1C0CIS08C000| ool bratill| 22 e M T A AL Bo /e B KHRBLOBNIFARS
I PXMC-C1605 PXMC-C1630 EE Ly R 2a—hRATOED. @ERGETOMIICHEBZ D7, [a}
Collet (ZFARTa—h) (a—h General Collet Although both of the extra short and short type holders were able to X
Extra Short Short achieve good chip evacuation, the extra short holder, which has the shortest o
016 4% overhang length, is the most ideal for high efficiency machining.
flutes [a)
WEIM o
Work Material 550C
YIEIAE fmEmmT o
Cutting Method Side Milling ac
o
Y57 ;
RS ap=10mm (0.63D) @e=6.4mm (0.4D) o
A #L(IT77a-) =
Coolant Air Blow o
3 B MW=+ 2 (BT30)
Machine Vertical Machining Center (2
o
ﬂ“ﬁf]ﬂlﬂ]ﬁ“ﬁﬁm Applicable Cutting Range of Side Milling
r (@)
0.30 <
PXMC-C1605 o
1 025 (ZFANT S 3— D) Extra Short
g PXMC-C1630 w
D] 0.20 (23— NR)short Z_’
2 ZEILY k
JU 0.15 General Collet
&
(mmsy) 0-10
£ 005
0 I L

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

W FARINI profite miling

PRC PHC PSTW PSEL PSE PSFL

AR BBy RIYRIN BEJUYRIVRINTRINIAHFODPHZDI—FBTAER
O\ [T ey [R0ZTel [0} PXNH160C16-04C006 | £ . . . . _ . -
Head SoldCarbide Endlil| (¥R EAFA LI, —FTPXMCIFANS Y a—h-Sa—
= ~ - —) Sprae+= 9
L. _PXMC-Cle0s PXMC-CI630 | gy 0 kA 7 TRREMT A RIRER o7
Collet (ZFARZZa—h) (3—h) General Collet For heavy-duty operations with significant load on the cutter corners, the
(B Sheri Sl solid carbide end mill exhibited chattering while both the PXMC extra short
016 4% and short type holders were able to achieve stable performance. o
flutes @]
o
HWEIM
Work Material s50C 1
ks BRIT o
Cutting Method Profile Milling b o
H)5A;
RS ap=8mm (0.5D) ae=4.8mm (0.3D) e
LR ZL(ITF770-) o
Coolant Air Blow
{3 A Mg~ =2+ %2(BT30) o
Machine Vertical Machining Center L
o
ﬂ?ﬁﬂﬂlﬂ]ﬁ“%ﬁﬁ Applicable Cutting Range of Profile Milling n
(%]
0.12
1 sO
X o010 F PXMC-C1605 XE
EY (ZFADMTZ 3 — ) extra short a X
& 008 | PXMC-C1630
% (ra—R)short 2 49
v 0.06 F ZEOLY S g‘lb
g General Collet 2h
(mm/t) e
E 0.04 - ?E
2
, )
0.02 § IS
0 1 1 1 uéﬂ;
100 150 200 250 300 g I'h
YIHEE (m/min) Cutting Speed s

—
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.ﬁﬁ%%m Performance Evaluation

HREDESLT— 7B METY= VT STERREINIZTHHA.
FROLS LB 7
AENY S PAREER
STl EIYEIN--SRASRICRR
SAOS  - 3[OL X RIS, R MEEL

To machine a work piece (such as figure shown on right) at high-efficiency settings on a small-size machining center,
common problems include the following:

- Large diameter cutter: inferior in terms of sharpness and weight

- Small diameter cutter: Limited by output and efficiency

- Mid-size cutter: Ideal efficiency but expensive

X3 PXMCZEDETEERMHICHKI), RELREICEDMITNEREL. SETICRIVINTREEERHLE.

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

-I,%Eﬁﬁllﬁﬁ Features by Diameter Size

. - TRAYAXIY RINEAY KRR +PXMCICEE L HR
CERIK Problem) (BRIRE Solution) By changing Solid mid-size end mill o exchangeable head end mill with PXMC collet

NEIVRIL IRLAX KEHVE AEHYE
Small diameter cutter Mid-size cutter Large diameter cutter

Large diameter cutter

= 4

Cost

e
Efficiency
REMT

Stability

VAN
O X
O A
O X

O=E£THRLY O=R\L A=Fi@ X=FL)
O=Very Good O=Good A=Fair x=Bad

O|O|0O| %

Weight

Weight

.ﬁf-ﬂ] U < T;’EH-{E" .ooocm3 iT@?]ﬂIﬁﬁﬁtEfﬁﬁﬁétbiﬁw Machining time and tool wear comparison after total chip emission of 1,000cm3/min.

U\t AN S D T I S5 PXNH160C16-04C006 ¢16 483 (A>T U 7ITH ¢32 480

Solid Carbide End Mill flutes flutes | Indexable Tool flutes

ALYy b FrYv s =DV TFvvy
Collet Chuck PXMC-C1605 Milling Chuck

Material - Size
(250x300%18mm) = =
RIE IR T DEAZINT RIEYIHITDBIAZIT FEiRimT
Thrust side milling Thrust side milling Contour milling
P n=1,800min". Vf=5,370mm/min n=5,970min"", Vf=4,770mm/min n=1,900min"', Vf=600mm/min
Cutting Condion ap=9mmx2E&. ae=1.6mm ap=9mmx2E&.  ae=3.2mm ap=0.5mmx36E&. ae=16mm
Stages Stages Stages
RHLEE 95mm 63mm 150mm
a 25.9cm®/min 173.3cm®/min 4.8cm®/min
38437#% 75178 208420%
38min. 37sec. 7min. 17sec. 208min. 20sec.
MAHIR HIHREERE EFEX
Small Chipping Initial Wear Large Wear
VAN © X




.?imﬁﬂ Technical Data

. “1#‘7*" Mounting Procedure

! :
(@]
X
o
— a
o -
) .

F o
T
o
]
<
N
\ o
» (%]
@ﬁﬁy)(BT30) Initial Tightening @*ﬁw Final Tightening @;ﬁ;ﬁ Cleaning <
N . N [ . . - IR - o

by bRIVADREEE D Z L. ZL1AT. ANTTHED D, Ay R, ALy MEEIOII. FheEEET.
TINAZY R&ERL. REEHT D, Tighten with a spanner wrench Regnov‘T dirt and chips from the connecting thread o

= . t
% BTBOLISMA FREZBRTAL, e <
Make sure the fastening portion of the collet is clean then

insert it into the holder. Turn the pull stud to tighten. an
*For models other than BT30 please refer to the 0
instructions below. o

, X BT3OL)U|~‘DH¥ﬁ'U’¥"E Mounting procedure for holders other than BT30

O5lER UABBMICABLY
FELODPUYERATS.

HKARETNALZY R (961U L)
DFR. TNy K[k

PRC PHC PSTW PSEL PSE PSFL

FETHRIFITHE.
Insert the hexagon socket wrench
into the pull screw hexagonal section.
*For pull studs with holes (¢6 or
above), it is operational with the stud
being attached.
@’\‘y Fﬁ% Mounting the Head
FHHE L%, PXMEBRNT TRDS. o i
After screwing the head in by hand, use the PXM spanner @aL v hpPEEELEVED.
wrench to tighten. aLb vy MNEimEEFTHR— o
~ o
cU. LyFZzfHR(aR o
B)NRGZZE FRED ML »
THEDfTS. <
SHEIEEE LY 18N m o
To prevent the collet from rotating,
support the tip of the collet by hand, m
tighten with the wrench by turning L
to the right, then fastening to the o
required torque.
*Recommended tightening torque: x
18N-m L
o
Py L
FHEDEE wn

Cautions during use

Ay NRBERIEIPXMERANF ZZHATEO [\ RANF B IEATEELEA).
CHREMATNLIIEp 211 EBRT X,
Ay REQLY MOHEAPMFKETRHDIAATTEL. BREIEVEEZIERB TS,
R E R 2 ERMAITDPELKRYFES LR RZIREDSHYET, BREFLEVDTTIL,
CANFEAY ROYPIRZICEDERAL. oKW ERBZXETIERATEL,

- Only use the spanner wrenches that are designed specifically for the PXM (p.211) for attaching PXM heads.
Please do not use alternative spanner wrenches sold on the market as a replacement.

- Please refer to p.211 for tightening torque.

- Please tighten until the head and the collet faces meet. Confirm that there is no gap.

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