Phoenix PMD -

E2 1 PEVIEY Y Phoenix Multi-function Cutter Series

Multi-function Cutter Series

BALESYEZMITME

Possible to counterbore various diameters

PEV)IA B (Ko v b

Contouring (Pocket Milling)

ANYHIVRSBT

Helical Drilling

. ./

RIEEnE|

Side Milling
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RERBITIM S5e s mum ZAH — 3%

Plunging Slotting Plunging Herizental Milling

2BHDA /Y — b 2ERTHETIRAA G E] OEHEMIH AT HE

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

.. EXIRAY—b
2 Hﬁ;-irl‘t?mm-ng Inserts for Drilling and Plunging Edge P —

.~

W74 <THIHT
FZTNOENREML.
E<YHYAPZAGE
FLA Y% —h&&RA.
Superior chip breaking capability
for stable machining without chip
trouble. Uses the same insert as the
PZAG counterboring cutter.

HNADALY—b = S

Insert for Peripheral Cutting Edge a . w
N

BUOAEE S y—TRYIhAT

UUBSTRELERF®.

WHIY A Y RPSEE

BLA Y —hZ8RA.

High rigidity and sharp cutting edge

ensure stable long tool life without

chattering. Uses the same insert as
the PSE shoulder cutter.

DZRAH

Plunging
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.RE?; ‘y I~ Flat Bottom Hole

{FHEIE PMD11R0255525-1S (to&’é*si;%;) (3%*;5"2‘%) “ ’ fhttm A Competitor ‘ ’ fhtt B Competitor

Tool (@$25x13)

Competitor | Competitor

PRSP = %) ZPNT130508EN (XP8030)

Center Insert

SLEX) : ZDKT11T308SR-GM (XC3030)

Peripheral Insert

AUBIRBIFINT @32

Helical Drilling

S50C

150m/min (1,910min")

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

ap=20mm

2.8° (NUAIEYFImm)
Helical Pitch
RL(ZT770-)
None (Air Blow)

fE Rt M=+ 2 (BTAO)

Machine Vertical Machining Center

ENIRAZEICEbEESA Y- I -3

Insert lineup corresponding to individual application needs

PIINH LTRESEEY LD of
YYANT L—HTHREEDOTIUL T HHEZERIR

Excellent chip breaking capability with the enhanced muscle breaker

RIEFARA X =

Bottom Hole Shape Comparison

wvad o
LR RII() YAy 7HI)

B ".b‘ #BI#F 1 S50C

©25 hole processing (non-step drilling)
““““““““ Work material: S50C

SNEANRAA Y — MTE

Insert Grades for Peripheral Cutting Edge
- XP3035 XC3030
ATV LA
Stainless Steel XP2040
M
& WET%5 DRYZ%5
K XP3025 XC1015
XP8030
LR
Non-ferrous CKO1 0
N
Heat-resi;tant Alloy XC5040

S

PXM s PFR PFB PFAL PDR PRC PHC MPSTW PSEL PSE PSFL PSF PAO PAS PLDS PZAG PDZ PHP PD PXD‘

=)
High Hardness Material
H

Technical data
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Face Miling Side Milling Side Miling Slotting Contouring
o
90 ay . l ( ' =
" A —
BHEEN VR APL—brroa1T -
Multi-function Cutter with Straight Shank E<D SSEVSER rT\ NAIRBT SR
Counter Sinking Pinging Dilling Helical Drilling Ramping

PMD 55 )t

.Mﬁd’iﬁi Specification E@ q

Typel -

APMX

1

[ o
o — - =
a gj X >
LU
LH
LF

FAIHR—ILf$E with Coolant Hole

DCON
-

DC
M
|
i

|
|

LF

FAIHR—ILf$E with Coolant Hole

BfZ:mm  Unit:mm

Y—INo. O neE | w0 [vroe| ok [eve|wues | pe (e BRIV bscbenes | PR
EDP No Designation DC NOF | ZEFP DCON LF LH LU APMX| (kg) ,E;J Center Insert | 9*}%‘.'33 Peripheral Insert Type

7803419 PMDO7R0165516-15 | 16 16 100 | 30 16 0.12 25,100
(1| ZPNTO80304EN 1
7803420 PMDO7R016S516-1L | 16 16 150 | 50 16 0.18 27,000
6 (| ZDKT070304...
7803421 PMDO7R0185516-15 |18 16 100 | 30 18 0.13 25,900
(®|ZPNT090404EN 2
7803422 PMDO7R0185516-1L |18 16 150 | 30 18 0.19 28,100
7803410 PMD11R0205520-15 | 20 20 130 | 35 20 0.3 27,500
2 1 (®|ZPNT100408EN
7803413 PMD11R020SS20-1L | 20 20 185 | 60 20 0.4 30,200
7803411 PMD11R0255525-15 | 25 25 140 | 45 25 0.45 30,200
10 @ | ZPNT130508EN | @ | ZDKT11T308...| 1
7803414 PMD11R0255525-1L | 25 25 220 | 75 25 0.75 33,200
7803412 PMD11R0325532-15 | 32 32 150 | 50 28 0.8 32,900
(® | ZPNT170608EN
7803415 PMD11R0325532-1L | 32 32 230 | 90 28 1.3 36,100
* IA&AT

Reduced Shank Type

/*PMDBUica'f7° _ fom

Reduced Shank Type

c KREATE vV REIVETIEAROFHREN D,
ERBRAEDRVULBEMIPARSY MITICRETY

- 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. S

SHiZEo18
DC 918 )

1 47 ‘ HEERDELTCHEEEREMERYETY, Stock are categorized as C (Standard stock item).
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Face Milling Side Milling Side Milling Slotting Contouring
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Cutting Angle.
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SWEEN YR BLRHE1T . )\ )\ )\ J o
Multi-function Cutter with Screw Fit Type W\ ’W\ T m =ST55 o
Counter Sinking Pinging Diiling Hélical Drilling Ramping =
oK
PMD SF ~ || i
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.ﬂﬂfﬂ'iﬁi Specification
APMX CRKS
re—

z

—
9 tl-d 15
D[@?\Lu_u ] 3

LU i:g_’:

LF

DCSFMS
i =

FAIVFR—ILfFZ with Coolant Hole

.19. Uﬁ&a{ 7” Screw Fit Type

Bf7:mm Unit:mm

Y—INo. o |se|mn|n| BT B0 P ek ae| 5D (08 | wme (me|  BRTY T baenicbeners |8 | me i
EDPNo Designation DC [ NOF | ZEFP DCON | CRKS | Spanner Size LF PN LU APMX | DESFMS | (kg) EX CenterInsert | S4VEX Peripheral Insert | Applicable Shank (¥en)
7803423 |PMDO7R016SF8-1 16 85|M 8| 10 40 | 15.4] 16 14.5|0.07|(D|ZPNTO80304EN 25,100

6 (|ZDKT070304...| @
7803424 |PMDO7R018SF8-1 |%18 85|M 8| 10 40 (17 | 18 14.5 | 0.08|(2)|ZPNT090404EN 25,900
7803416 |PMD11R020SF10-1| 20| 2 1 1105 |M10| 14 48 (19 | 20 18 | 0.1 |(®|ZPNT100408EN (4] 27,500
7803417 |PMD11R025SF12-1| 25 125 |M12| 17 48 |23 [ 25 | 10 | 23 |0.15|®|ZPNT130508EN |(@|ZDKT11T308... (5) 30,200
7803418 |PMD11R032SF16-1| 32 17 |[M16| 22 58 |30 | 28 28 |0.3 |(®|ZPNT170608EN (6] 32,900

AV YRIVRICDNTIEp.242 ~ p.244 B ZE T XL,
See p.242-p.244 for shank holders.

* AT
Reduced Shank Type

SF PFR PFB PFAL PDR PRC PHC MPSTW PSEL PSE PSFL PSF PAO PAS PLDS PZAG PDzZ PHP PD

o l B
 PMDIA A 7 [
Reduced Shank Type

N ; <
c AREATE AV IBKVEIRAEDHEDKREN8H. XE
SRBRAEDRVULBEMIPARSY MITICRETY &a

- The outer diameter of the reduced shank type is larger than the shank diameter, kil
making it highly effective in the processing of die and mold applications that 3 @
require vertical wall milling or pocketing. = W
s £l
AEeTE 5
$nn
HEERP IR TCHRELEMERET. Stock are categorized as C (Standard stock item). ‘ 148 2
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Multi-function Cutter Series

PMD12Y—p

Inserts

L

B :mm Unit:mm

% A Y — btk A—F1VIME
D JJ,\TZ}S?& Insert Size BHRAART1 Carbide Coated Materials
Designation Cutting Applicable Body
Edges BT AN XP8030
® ZPNTO80304EN 2 8.85x8.85 3.92 11° 0.4 16 7814105 1,920
® ZPNTO090404EN 2 9.94x9.94 4.65 11° 0.4 ®18 7814106 1,930
® ZPNT100408EN 2 10.95x10.95 4.65 11° 0.8 ®20 7814108 2,030
@ ZPNT130508EN 2 13.92x13.92 5.46 11° 0.8 ®25 7814110 2,350
® ZPNT170608EN 2 17.85x17.85 6.31 11° 0.8 ®32 7814111 2,470

XPMDDEGA > Y — NI ERBEA T —FDHTT,
#Only the inserts listed above are applicable for PMD.

EXRA Y —MIESYDY S WE<SYHYEPZAG WA 7FXYTNTFy MRUIPDZ
PZAG . 4,;;*_&?}»75“/ I\ F l) }b C(oFL;nt7er1b5)r|ng Cutter PZAG Izdpexgb;)Flat Drill PDZ
PDZEHBFERTEEY ' '

(—8BA Y — b ZERR<. FRBARGN-—JZIHETEL.)
Inserts for drilling and plunging edge are applicable for the PZAG
counterboring cutter and PDZ indexable flat drill.

(Some inserts are excluded. Please refer to each product section
for details.)

KUBRRLBESYMIEZERODFICIEPZAGEHRE LT,
PZAG is recommended for those seeking even greater counterboring
efficiency.

1 49 ‘ HEERDELTCHEEEREMRERYETY, Stock are categorized as C (Standard stock item).
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Milling

PXD k@S

{ o i

=
BS | [X&
i )

BfI:mm Unit:mm

TR A Y — & Insert Size UL%.’@E ]—5-4‘/7“1?]’@ )
O No» of ncoated Grade of Coated Materials
Designation CE“d‘;‘QE S XP3025 [XC3030(XP3035 [ XP2025 [ XP2040| XC1015 | XC5035 | XC5040| XP6015

ZDKTO70304FR-NM | 2 | 8.2x4 |2.54| 15" [0.4] 09 7811113 1,210
(D| ZDKT070304SR-GL 2 |82x4|254| 15 |0.4| 09 7825127 | 7814123 | 7826121 | 7813117 1,210
ZDKT070304SR-GM | 2 |8.2x4 |2.54| 15° |0.4| 09 7825128 | 7814124 7813118 7812114 1,210
ZDKT11T308FR-NM | 2 [11x6.8(3.8 | 15° |0.8] 1.4 |7811023 2,030
ZDKT11T308SR-GL 2 |11x6.8/38 | 15° |0.8| 1.4 7827026 |7828026(7825026|7814026|7826026|7813026 1,590
ZDKT11T308SR-GM | 2 |11x6.8|3.8 | 15° |0.8] 1.4 7827032 (7828032 |7825032 |7814032 7826032 7813032 1,590
® ZDKT11T308SR-GR 2 |11x6.8/38 | 15° |0.8] 1.4 7827033 (7828033 |7825033 7814033 7813033 7812033 1,590
ZDKT11T308SR-HR 2 |11x6.8/38 | 15° |0.8| 1.4 7824035| 2,030
ZDKT11T308ER-SM 2 |11x6.8/38 | 15" |0.8| 1.4 7815031 |7816031 3,180

¥PMDDERSA > — M EREBEA Y —bDATY,
#Only the inserts listed above are applicable for PMD.

SHREAXRA Y —bMIBHIVAY 22V —-ZXPSEE WERIYHY 5221 —XPSE
#&L{Em?g*? S(h;u.l;z;;;tter Series PSE

4

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

SF PFR PFB PFAL PDR PRC PHC MPSTW PSEL PSE PSFL PSF PAO PAS PLDS PZAG PDzZ PHP PD

J

EELNI— 3> TRIEVINIICHE AT RBEU Y 2T - W g C
Awid ) ) o ) | . =
wide variety of shoulder cutters that can be used for various milling operations. 7 ; = < S
75
‘A\ { 4 A - g 7
5 g 3 % :g
8

Index
5|
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SHgEEHhva2I)—X

Multi-function Cutter Series

PMD

. EBEIII Accessories

Y—JVNo. 303 BRI Y-k BRART A HREHFF LY
EDP No. Designation Applicable Inserts Applicable Body Recommended Tightening Torque
® ZPNTOS... PMDO7R016...
7808135 FS30570P (Torx 9IP) 2.2N'm
@ ZPNTO9... PMDO7RO1S...
EXA
for Drilling and 7808137 FS35586P (Torx 15IP) ® ZPNT10... PMD11R020... 3.2N'm
Plunging Edge
@ ZPNT13... PMD11R025...
7808114 FS45510P (Torx 20IP) 5.0 N'm
m ® ZPNT17... PMD11R032...
7527kl PMDO7R016...
Clamping Screw 7808099 FS18637P (Torx 61P) ® ZDKTO07--- PMDO7RO1S... 0.5N'm
SHEANA
for Peripheral PMD11R020...
Cutting Edge
7808107 FS25656P (Torx 8IP) ® ZDKT11--- PMD11R025... 1.6 N-m
PMD11R032...

Y—JVNo. =30 WA Y—b BRART A
EDP No. Designation Applicable Inserts Applicable Body
® ZPNTOS... PMDO7R016...
7808226 9IP-D (Torx 9IP) 1,600
® ZPNTO9... PMDO7R018...
KX
for Drilling and 7808228 151P-D (Torx 15IP) ® ZPNT10... PMD11R020... 1,820
Plunging Edge
® ZPNT13... PMD11R025...
7808229 201P-D (Torx 20IP) 1,930
c— ® ZPNT17... PMD11R032...
L>F PMDO7R016...
Wrench 7808223 6IP-D (Torx 6IP) ® ZDKTO07... 1,600
PMDO7R018...
SNEXRA
for Peripheral PMD11R020.
Cutting Edge .
7808225 8IP-D (Torx 8IP) @ ZDKT11... PMD11R025... 1,560
PMD11R032...

LY FIFREZHATEL.  The wrenches are sold separately from the cutters.

151 ‘ HEERPF2TCHREEEMERETY. Stock are categorized as C (Standard stock item).
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Multi-function Cutter Series

PMD
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Milling

| Bl plbdrey ey OB—HERAHL Best
Recommended Materials by Insert Type OB HRIME Good
A >Y— g TL—A | IElmE A >Y—bitiE TL—7 | tIElHF
Insert Grades Insert Breaker Coolant Insert Grades Insert Breaker Coolant
EXA GL
< N XP2025 Wi O]o O
‘fg*Tt—l‘ XP8030 - Hwee [O]O|O0O|0O|0O]|O GM A wer
enter
Tnsert P2040 GL oy | O | O 0O
CKO010 NM A Wet [©) GM Hwet | O] O O
oL HETIR
XC3020 Gm oy | O O 1;;{;; XC1015 oM 98 Dry o
Insert
SENIF GL £ Dry o
gl XP3025 GM Bwet | O O XC5035 SM
‘Eeﬁpﬂheral\\ GR : E Wet &) &)
Insert GL XC5040 SM ﬁ Wet O O
XC3030 GM % D () )
GR Boy | C XP6015 HR oy | O @) [©)
SRR GL oy (O] 0| O NMZLI=ILAEA GLEDEA GM: HHIA GREVHIM HR BEEMA SM:HRESH
GM ﬁ Wet @ O O Vs\lycfl::\um;nufn AIonA(‘.?L:Light Cutting GM:Middle Cutting GR:Heavy Cutting HR:High Hardened Steel
:Heat Resistance Alloy

WYNEISEAEER Cutting Conditions
BRI < ;BINI side Milling - Slot Miling 185 | ZINTEFIE 1 I TEFHETZLV.  For horizontal milling, calculate by per tooth.

FENT BT

Side Milling Slot Milling

oy s 620,25,

Work Material Tensie Strength” | )& ap:6mm. YIHIHE ae:0.15D | H1HIEX ap:10mm. {)HIIE ae:0.2D | YIHIF & ap:2mm. YIHIIE ae:1.0D | YIHIFE ap:3mm. {HIIR ae:1.0D

Hardness
PIHIRE  [1HUORVE | CIHIRE [1NSYORXVUE( IEIEE [1DLYORXVUE| LIEIEE [ 1ULUORYE
Ve (m/min) fz (mm/t) Ve (m/min) fz(mm/t) V¢ (m/min) fz (mm/t) Vc (m/min) fz (mm/t)
Cutting Speed | FeedperTooth | CuttingSpeed | FeedperTooth | CuttingSpeed | FeedperTooth | CuttingSpeed | Feed per Tooth

st R T 180 0.15 180 0.25 180 0.07 180 0.12
(55400, $10C) (100~250) (0.1~0.2) | (100~250) (0.2~0.5) (100~250) | (0.05~0.09) | (100~250) | (0.05~0.2)
REM, B2 180 0.15 180 0.2 180 0.07 180 0.11
P e ~280HB | (100~250) (0.1~0.2) (100~250) | (0.15~0.4) | (100~250) | (0.05~0.09) | (100~250) | (0.05~0.2)
212 ~280HB 150 0.15 150 0.2 150 0.06 150 0.1
(SKD11, SKD61) (80~200) (0.1~0.2) (80~200) (0.15~0.4) (80~200) | (0.05~0.08) | (80~200) | (0.05~0.18)
ATALARER) | onB 150 0.12 150 0.18 150 0.06 150 0.1
(SUS304, SUS420) (80~200) (0.1~0.2) (80~200) (0.15~0.4) (80~200) | (0.05~0.08) | (80~200) | (0.05~0.18)
ATALZBOEN) | ons 80 0.12 80 0.18 80 0.06 80 0.1
(SUS304, SUS420) (60~120) (0.1~0.2) (60~120) (0.15~0.4) (60~120) | (0.05~0.08) | (60~120) | (0.05~0.18)
S e 180 0.18 180 0.25 180 0.1 180 0.12
(FC250) (100~300) | (0.12~0.25) | (100~300) | (0.15~0.5) | (100~300) | (0.05~0.12) | (100~300) | (0.05~0.2)
RIRANER | 0ON/mm? 180 0.15 180 0.15 180 0.1 180 0.12
(FCD400) (100~250) (0.1~0.2) | (100~250) (0.1~0.4) (100~250) | (0.05~0.12) | (100~250) | (0.05~0.2)
FUIZILER | _139si 300 0.2 300 0.3 300 0.12 300 0.15
Aluminum Alloy °>! | (200~1,500) | (0.15~0.25) | (200~1,500) | (0.2~0.5) | (200~1,500) | (0.1~0.15) | (200~1,500) | (0.1~0.25)
ERME S (B _ 35 0.1 35 0.15 35 0.06 35 0.1
(iconel 718) (25~60) | (0.08~0.15) (25~60) (0.1~0.3) (25~60) (0.05~0.15) | (25~60) | (0.05~0.15)
F &y as(ER) _ 40 0.1 40 0.18 40 0.06 40 0.1
(Ti-6AI-4V) (30~120) | (0.08~0.15) | (30~120) (0.1~0.35) (30~120) | (0.04~0.07) | (30~120) | (0.08~0.25)
TYN—KV5H 100 0.1 100 0.18 100 0.07 90 0.1
FreNAke0) 40~43HRC | (40-150) | (0.08~0.15) | (40~150) (0.1~0.3) (40~150) | (0.05~0.08) | (40~150) (0.08~0.2)
SAHA N 80 0.1 80 0.12 80 0.06 70 0.08
AN gy 43~48HRC | (492120 | (0.08-0.15) | (40-120) | (0.08~0.2) | (40-120) | (0.04~0.08) | (40-120) | (0.06~0.15)
SR 60 0.08 60 0.1 60 0.05 50 0.06
Heon™ | S07SSHRC | 40-00) | (0.06~0.1) | (40~90) | (0.05-0.2) | (40-90) | (0.04~0.06) | (40~90) | (0.05-0.1)
- PREGRIET AN YV IRATICE I BHREERYET, + Above recommended speed is for short shank type.
OYFov >384 7 PERE % LREHROD80% TIERAT I, For long shank type, use the following cutting condition: cutting speed = 80% of the
1. Z OMHIRHRERI CFEHENEERT A HE0HDTT. L Dovesetings. e for il with uble cool
2. ZOYYIRGEREER L. EUNREICH T E— RO REERLESDTT, . The indicated speeds and feeds are tor 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.

MIRFEICADE THERELTTEL.

3. A VY= hOEEICBEL TR BPENERVBRWVERETL AW ERYBITTTEN. 3. Inserts should be attached to the holder tightly in a very neat condition.
4. WEIMORFIZL 2D W ETVER. ebH RBDPRI SLVKEICLTTEL. 4. Fasten the work material to reduce the possibility of work deformation, deflection of

machined surface, or vibration.
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Technical data
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SHgEEHhva2I)—X

Multi-function Cutter Series

PMD

FNHIT orilling

HHIH

Work Material

i, ERRH

Mild Steel, Carbon Steel
(55400, S10C)

SRR

Tensile Strength- Hardness

~180HB

CIHIEE
Ve (m/min)
Cutting Speed

160(100~200)

EESYMI - 75> PIH#E For both counterboring and plunge milling

0.06(0.04~0.07)

0.06(0.04~0.07)

2 f(mm/rev)
Feed Rate

0.07(0.05~0.08)

0.08(0.06~0.1)

0.1(0.08~0.12)

REM. 585
P Carbon Steel, Alloy Steel
(S50C, SCM440)

~280HB

150(100~200)

0.06(0.04~0.07)

0.06(0.04~0.07)

0.07(0.05~0.08)

0.08(0.06~0.1)

0.1(0.08~0.12)

81 A$H

Die Steel
(SKD11, SKDé61)

~280HB

120(80~180)

0.06(0.04~0.07)

0.06(0.04~0.07)

0.07(0.05~0.08)

0.08(0.06~0.1)

0.1(0.08~0.12)

ATV LA
M Stainless Steel
(SUS304, SUS420)

~250HB

130(80~180)

0.06(0.04~0.07)

0.06(0.04~0.07)

0.07(0.05~0.08)

0.08(0.06~0.1)

0.1(0.08~0.12)

#x

Cast Iron

(FC250)

~350N/mm2

200(150~180)

0.06(0.04~0.07)

0.06(0.04~0.07)

0.07(0.05~0.08)

0.08(0.06~0.1)

0.1(0.08~0.12)

Ay a1V ik

Ductile Cast Iron
(FCD400)

~800N/mm?

160(100~220)

0.06(0.04~0.07)

0.06(0.04~0.07)

0.07(0.05~0.08)

0.08(0.06~0.1)

0.1(0.08~0.12)

N TFVIZILESR

Aluminum Alloy

~13%Si

200(100~800)

0.06(0.04~0.07)

0.06(0.04~0.07)

0.07(0.05~0.08)

0.08(0.06~0.1)

0.1(0.08~0.12)

B#HE £ (GEX)
Superalloy (Wet)
(Inconel718)

50(30~60)

0.06(0.04~0.07)

0.06(0.04~0.07)

0.07(0.05~0.08)

0.08(0.06~0.1)

0.1(0.08~0.12)

Fa A& (GER)
Titanium Alloy (Wet)
(Ti-6Al-4V)

60(30~100)

0.06(0.04~0.07)

0.06(0.04~0.07)

0.07(0.05~0.08)

0.08(0.06~0.1)

0.1(0.08~0.12)

TYUN—RV
Pre-hardened Steel
(NAK80)

40~43HRC

100(60~120)

0.06(0.04~0.07)

0.06(0.04~0.07)

0.07(0.05~0.08)

0.08(0.06~0.1)

0.1(0.08~0.12)

A1 HA N

H Steel for Die Casting
(DAC-MAGIC, DH31)

43~48HRC

80(40~100)

0.06(0.04~0.07)

0.06(0.04~0.07)

0.07(0.05~0.08)

0.08(0.06~0.1)

0.1(0.08~0.12)

SAEH
Hardened Steel
(SKD11)

50~55HRC

60(40~80)

0.06(0.04~0.07)

0.06(0.04~0.07)

0.07(0.05~0.08)

0.08(0.06~0.1)

0.1(0.08~0.12)

C EREHRET I - Y IAATICB T RHBEERVET.

+ 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.

OYJ3 v 724071 PHIREE EREHERDE0% TIERAT I,

. ZOYHIRMGEERG. KBEDHER ZERT2HB060TY.

. ZOPHIRGEERG. RPHREICHE T DB BREERLEBDTY .
MIRBICEDE TEHEFAEL TFEL,

N -

3. A 2Y— FOREICHE L'U%\ @eEnERY Iﬁuf:%ﬁﬁ;'{ibo » bitﬂy WREFTTEL, 3. Inserts should be attached to the holder tightly in a very neat condition.
4. WHIMDRIFZL oDV TV B, DA IRBPEISKRVKEICLTT XL,

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

WZEYVT-ANIAWVRBTIIRHEORKEMAIE 3 LITICRET L.

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

FE VY Ramping ‘ ’ AYHIVR BT Helical Drilling ‘

) BfZ:mm Unit:mm
na 00 | U2ERED
16 30
e _ | 18 34
20 37
DC 25 47
DC Do Max. 32 61
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.7][]17_')_9 Cutting Data
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Milling

EALIR PMD11R0255525-15 ($25x15])

ERA Y — M #18) JE X Centerinsert :ZPNT130508EN (XP8030)
Insert (grade) 9“%'}'\] Peripheral Insert :ZDKT11T308SR-GM (XC3030)

MR ZAH ‘ M31EmT
Milling Method Plunging Horizontal Milling

WHI
Work Material
YIHIERE

Cutting Speed

S50C

100m/min (1,274min"")

102mm/min (0.08mm/rev) 204mm/min (0.16mm/t)

ap=7mm Qae=25mm

ZL(T770-)
None (Air Blow)

A= J1 2 (BTA0)

Vertical Machining Center

Coolant

{58 AR AR

Machine

VU OEVRFENIEHESSN:.

Excellent milling surface finish without chattering.

BIEANT siotting - Side Milling

RiAH — HF|&

Plunging

Horizontal Milling

RiAH — HEIZINT Plunging — Horizontal Milling

EAIR PMDO7R0165516-1S (#16x13)

ERA Y — M #1&) & X Centerlnsert :ZPNTO080304EN (XP8030)
Insert (grade) SLEIF Peripheral Insert : ZDKT070304SR-GM (XC3030)

YIHIE EINT ‘ WEMT

Milling Method Slotting Side Milling

S50C

YIHE R 150m/min (2,986min)

Cutting Speed

210mm/min (0.07mm/t)

ap=3mm ae=16mm ap=4mm ae=2mm

RL(ZT770-)
None (Air Blow)

A=+ 8(BTA0)

Vertical Machining Center

Coolant

{58 AR ARL

Machine

<—>|/
4mm

16mm

5%7]“1 Slotting

BIEMI side miling

it
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IDHI?— 57 Cutting Data

AYANWRBIIMI - FEJ I Helical drilling - Ramping

ERIR

Tool

m & X Centerlnsert

Insert (grade)
LIHIA %
Milling Method

MIAE

Processing Angle

HHI

Work Material

LRI E
Cutting Speed

ERE

Feed

TARE
Depth of Cut
RLE R
Coolant

fE R

Machine

PMD11R0255525-1S ($25x13)

:ZPNT130508EN (XP8030)
SNEX Peripheral Insert : ZDKT11T308SR-GM (XC3030)

AUBIRSFINT ¢40 FEYImMI
Helical Drilling Ramping
2.5°(NUAILEYF2mm) 30
Helical Pitch
S50C

150m/min (1,910min"")

107mm/min (0.15mm/t) 287mm/min (0.15mm/t)

ap=25mm ap=7mm

ZL(T770-)
None (Air Blow)

AR =212 (BT40)

Vertical Machining Center

RAFTENVEL KEBROEDOANEZRY HEINLTEE.

No burrs at the hole entry and no leftover material in the center of hole after processing.

A

Ramping

AUA
w17y

Helical Drilling

ERATR

Tool

ERA Y-

(#11&)

Insert (grade)

HWHIR
Work Material
CIHI=RE

Cutting Speed

BYRE
Feed

BESYRE

Counterboring Dia.

PNARE
Depth of Cut
L ::vl

Coolant

fE TR

Machine

155

ﬂﬂI’f}EﬁEgtzﬂﬂIﬂﬁﬁ High-efficiency counterboring of the casted surface is made possible
g y 9 P!

PMD11R0255525-15 ($25x 1) fodtd (925x23)
ompetitor

J& X :ZPNT130508EN (XP8030)

Center Insert _

S4EX : ZDKT11T308-SR (XC1015)

Peripheral Insert
FC250

150m/min (1,909min™) 78m/min (1,000min™")
286mm/min (0.15mm/rev) 100mm/min (0.1mm/rev)
®25

S5mm

“ZL(Z770-)
None (Air Blow)

B~ >R (BT50)

Horizontal Machining Center

fthttam

Competitor

1 2 3

ﬂuIH%FEﬁ (*’J" / 7{) Cutting Time (sec./hole)

4

FONINTRESIERE L.

surface finish and reduce processing
even on unstable rough casted surface.

EFBORRERIMNLIE CH>TH.
PMDIE 75w "D DRBFARIMIED

The PMD is able to achieve excellent milling

time
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Milling

WWI#EDQXEEUKV" ”DIH§ Faﬁﬁ.ﬁ Processing time reduction by continuous operation from drilling to contouring

ERIR

Tool

ERAY—k
(#478)

Insert (grade)

PMD11R0255525-1S ($25x13)

K ¥ :ZPNT130508EN (XP8030)
Center Insert

51X : ZDKT11T308-GM (XP3035)

Peripheral Insert

HERdn BREL > NIV (920x43)

Conventional carbide end mill

WHI

Work Material

FCV410

LR

Coolant

KA MEGIH A (RIERHE H)

Non-Warter-Soluble (Internal)

{3 PR B

Machine

Mg~ =212 (BT40)

Vertical Machining Center

BECYE

Counterboring Dia.

IR

Processing Shape

EAIR

Tool

®31.8 ®34.8 ®40.8

¢31.8 ¢$34.8 El ~ $40.8 El ~

BB ?U (@< OE &LX (30 &g
i £l % : i ] s
: 5| < | g : g
} 8 i i

018 0245 0245

T (FR®

(FRE)

PMD (¢25x13)

PERm (920x43))

Conventional

PMD (¢25x13J)

fiEKmm (920x4%])

Conventional

PMD (¢25x13J)

(FRE)

TR (920x43])

Conventional

Il % rasmT |BUEIIL AT | RSGMT |BUBHMT|  AUDAMMT | REWMT |BYEFMT|  AUHLNT
Milling Method Drilling Comourng Helical Drilling Drilling Contouring Helical Drilling Drilling Contouring Helical Drilling
YHAEX ap=5mm [ AUHIEYF=5mm ap=2mm | AYHIEYF=2mm ap=2mm AUBIEYF=2mm
Depth of Cut 15mm ae=3.4mm Helical Pitch 2mm ae=49mm Helical Pitch 2mm ae=7.9mm Helical Pitch
YIYEE 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")
RV EE 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)
RILRE #9807 #1201 #1208 #0667 #9237 w778
(ca\(:\ahed N About 80 sec. About 120 sec. About 20 sec. About 66 sec. About 23 sec. About 77 sec.

buIH# Fﬁﬁ (*’}‘ / 7,1\) Cutting Time (sec./hole)

100

200

300

PMD

#208

About 20 sec.

¥23%

About 23 sec.

#153%0
T EEREE

Processing time reduced by
approximately 53%

PER A

Conventional

PMDIERINT A SR IIAF B Z EHTIREL /=6
PN IR Z M LT,

Processing time is reduced as the PMD is capable of

drilling a hole and enlarging it by contouring.

¢31.8

¢34.8

$40.8
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