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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
carbide end mills are found in these exchangeable heads.
‘Various types are available to meet variety of machining
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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
L® -High head replacing accuracy = £0.03mm
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Applying buttress screw makes easy and reduces
time to desorb heads.
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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

Ay Mo KBEERDOEE, DRDEHE.

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.
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. '\“/ I“a‘ yj- "/ 70 Line up of exchangeable heads

TERE ABA AJI7-0—FF T AWK

Unequal Spacing, Four Flutes, Square:-Corner Radius Type

RREDEL B~ WS C. B AT

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

AEFEY—R 40X BRlh A917-3—F70T7 AWK

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

ZHLORVIITICHEWVT. REL/IIHAIEE

Stable machining with long overhang length.

TEFERE BX AJIT7-A—FFTTAWIK

Unequal Spacing, Multiple Flutes, Square-Corner Radius Type

AREDEL EIDA )Y NEEDTINTHAIEE

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

AT RJIT7-A—FSPOT AR

Four Flutes,Square-Corner Radius Type

RS ROEREEIM LA RIHE

Highly efficient milling of non-ferrous materials.

AF)—K 47 malh 71001

Variable Lead, Four Flutes, High Helix, Roughing Type

&LUEIRIEE CRE I T A PIHE

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

AEY—R 4HF 5hlh F7127%iK

Variable Lead, Four Flutes, Low Helix, Roughing Type

REMOTERY) LA AIEE

Suitable for rough milling with a long tool life.
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Straight Flutes, Corner Radius Type

SREEMOITIHFIHE

It can mill high hardness materials.
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Three Flutes, Multi-purpose, Corner Radius Type

R LORL L BMIROREI LA EIHE

Suitable for machining work which requires long overhang length.

IMF MAR OA—FFIFAMIK

Three Flutes, Heavy-duty, Corner Radius Type

REMOM KT I T FIEE

Su\tab\e for profile milling with long tool I|fe

AERE 22X RIITFER

Unequal Spacing, Multiple Flutes,Square Type

70HRCE TORMBEEM DINITH FIHE

Milling of high-hardness materials up to 70 HRC.

23 @mEYTITAMRK

Multiple Flutes,High Feed Radius Type

SEREH. SREH OB LA

Highly efficient milling of metal laminates and high-hardness materials.

3K AR KR—ILRIR

Three Flutes, Multi-purpose, Ball Type

ZH L ORL BAMIROREIMLAFIHE

Suitable for machining work which requires long overhang length.

MK WAR HR—IWIK

Three Flutes, Heavy-duty, Ball Type

REMOM KT I LA FIEE

Suitable for profile milling with long tool life.

£2¥ F—ILBR

Multiple Flutes, Ball Type

st ElF ~{t EFINT A AIAE

It can be used for intermediate-finish and finish milling.
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Group map by types of exchangeable heads
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PXVC
PXSE PXSH
PXSM
1 1 I ) 1 1
30HRC 40HRC 50HRC 60HRC 70HRC
WHIME B & Hardness of Work Materials
PXNH
PXNL
T T I I
30HRC 40HRC 50HRC 60HRC

#HIHHE B & Hardness of Work Materials

PXDR-P
PXHF-AM
z
1 1 1 1 1
30HRC 40HRC 50HRC 60HRC 70HRC
#WHIHE B & Hardness of Work Materials
PXBE-P
PXBE-N
PXBM
1 1 1 L
30HRC 40HRC 50HRC 60HRC

WHEIMHE & Hardness of Work Materials
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Square * Corner Radius Type

PXSE

&

8 INN | 9

RE,” |APMX Cs
LF FANFR—IVEL

without Coolant Hole

d. 4 Jb'* _Jbg l/ without Coolant Hole

PXSE FERE| 4BFH RII7-0A—FFTF AR Unequal spacing, Four Flutes, Square - Comer Radius Type Bifimm  Unit:mm
*Y—JLNo. 236 g |O—F¥E| IH # Blhfa | ffEHs g R
EDP No. Designation DC RE N Cs Grades (Yen)
7829994 PXSE100C10-04R000 0 10,600
7829995 PXSE100C10-04R005 0.5 10,600
7829996 PXSE100C10-04R010 10 1 4 7 13 9.7 38° c10 XP3225 10,600
7829997 PXSE100C10-04R020 2 10,600
7829998 PXSE100C10-04R030 3 10,600
7830004 PXSE120C12-04R000 0 11,200
7830005 PXSE120C12-04R005 0.5 11,200
7830006 PXSE120C12-04R010 12 1 4 8.4 14.4 1.7 38° c12 XP3225 11,200
7830007 PXSE120C12-04R020 2 11,200
7830008 PXSE120C12-04R030 3 11,200
7830009 PXSE160C16-04R000 0 17,300
7830010 PXSE160C16-04R005 0.5 17,300
7830011 PXSE160C16-04R010 1 17,300

16 4 11.2 18.7 15.7 38° C16 XP3225
7830012 PXSE160C16-04R015 1.5 17,300
7830013 PXSE160C16-04R020 2 17,300
7830014 PXSE160C16-04R030 3 17,300
7830015 PXSE200C20-04R000 0 20,100
7830016 PXSE200C20-04R005 0.5 20,100
7830017 PXSE200C20-04R010 20 1 4 14 21.5 19.6 38° C20 XP3225 20,100
7830018 PXSE200C20-04R020 2 20,100
7830019 PXSE200C20-04R030 3 20,100
7830020 PXSE250C25-04R000 0 26,300
7830021 PXSE250C25-04R010 1 26,300

25 4 17.5 275 24 38° C25 XP3225
7830022 PXSE250C25-04R020 2 26,300
7830023 PXSE250C25-04R030 3 26,300

247 ‘ TEERXRDELTCHEEEREMERYET, Stock are categorized as C (Standard stock item).
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with Coolant Hole

14 }bﬂ-\_Jbﬁl % with Coolant Hole

PXSE AFRE 4MHA RII7 -A—FFIF AFAK unequal spacing, Four Flutes, Square - Corner Radius Type Bfmm  Unit:mm
=36 HE |3—FEE I A& 2R HE hlha | ffERe HiE REMmE
Designation DC RE ZEFP APMX LF DCON FHA Cs Grades (Yen)
7830054 PXSE120C12-04R000-O 0 13,400
7830056 PXSE120C12-04R010-O 12 1 4 8.4 14.4 11.7 38° C12 XP3225 13,400
7830058 PXSE120C12-04R030-O 3 13,400
7830059 PXSE160C16-04R000-O 0 20,800
7830061 PXSE160C16-04R010-O 16 1 4 11.2 18.7 15.7 38° C16 XP3225 20,800
7830064 PXSE160C16-04R030-O 3 20,800
7830065 PXSE200C20-04R000-O 0 24,100
7830067 PXSE200C20-04R010-O 20 1 4 14 21.5 19.6 38° C20 XP3225 24,100
7830069 PXSE200C20-04R030-O 3 24,100
7830070 PXSE250C25-04R000-O 0 31,600
7830071 PXSE250C25-04R010-O 25 1 4 17.5 27.5 24 38° C25 XP3225 31,600
7830074 PXSE250C25-04R030-O 3 31,600

1. NERHR B ZE CRIADBRE. AR —IREDAY RES v IRV EETFERTEN, v IRIVEICDNTIEp. 264" p.266E BT ELN,

1. For the use of internal coolant, please use the appropriate head and shank holders with oil hole. Refer to pages 264 and 266 for details on shank holders.
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Square - Corner Radius Type

PXVC

O - _
: 3
RE 7| APMX Cs
LF FONA—IEL
without Coolant Hole
z
2 3
o
LIRS
re/ APMX | \__|RE1\ Cs
LF FAIFR—IEL
without Coolant Hole

d. { }bt\_}bﬁb without Coolant Hole

PXVC AFV—F 4BA BRLh ARII7-3—FFIF AFAK variable Lead, Four Flutes, High helix, Square - Comer Radius Type ¥firmm Unitimm
b Desgraton TTRTE R | BN | AR | &5 |Pihn|RRRR| R | BR | REEe
7834994 PXVC100C10-04R000 0 12,700
7834995 PXVC100C10-04R005 0.5 12,700
7834996 PXVC100C10-04R010 10 1 4 10 16 9.8 45/48° XP3225 1 12,700
7834997 PXVC100C10-04R020 2 12,700
7834998 PXVC100C10-04R030 3 12,700
7834999 PXVC120C10-04R000 0 1 13,400
7835000 PXVC120C10-04R005 0.5 13,400
7835001 PXVC120C10-04R010 * 12 1 4 12 18 9.8 45/48° XP3225 2 13,400
7835002 PXVC120C10-04R020 2 13,400
7835003 PXVC120C10-04R030 3 13,400
7835004 PXVC120C12-04R000 0 13,400
7835005 PXVC120C12-04R005 0.5 13,400
7835006 PXVC120C12-04R010 12 1 4 12 18 11.7 45/48° XP3225 1 13,400
7835007 PXVC120C12-04R020 2 13,400
7835008 PXVC120C12-04R030 3 13,400
7835009 PXVC140C12-04R000 0 cr 18,500
7835010 PXVC140C12-04R005 0.5 18,500
7835011 PXVC140C12-04R010 * 14 1 4 14 20 11.7 45/48° XP3225 2 18,500
7835012 PXVC140C12-04R020 2 18,500
7835013 PXVC140C12-04R030 3 18,500

[NExT)
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Side Milling
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Reduced Shank Type
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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.

Bl
Example

1mm

FiBkL

Nomarference
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The R shape on the shank side edge
prevents streaks during milling.
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PXVC FFU—K 487 #Ehlh

1717 ¢ :_7-5 971%1* Variable Lead, Four Flutes, High helix, Square - Corner Radius Type

BfI:mm Unit:mm

PXD @S

PD

PSTW |PSEL ||PSE | PSFL||PSF [|[PAO ||IPAS |[PLDS PPZAG|PDZ||[PHP

Y—JVNo. D SR |O—F¥E| ¥ A& 2R HE |(RUha (#HEHE| #iE 27 IREETAR
EDP No. Designation DC RE ZEFP APMX LF DCON FHA Cs Grades Type (Yen)
7835014 PXVC160C16-04R000 0 20,800
7835015 PXVC160C16-04R005 0.5 20,800
7835016 PXVC160C16-04R010 1 20,800
16 4 16 235 15.7 45/48° XP3225 1
7835017 PXVC160C16-04R015 1.5 20,800
7835018 PXVC160C16-04R020 2 20,800
7835019 PXVC160C16-04R030 3 C16 20,800
7835020 PXVC180C16-04R000 0 23,100
7835021 PXVC180C16-04R005 0.5 23,100
7835022 PXVC180C16-04R010 * 18 1 4 18 25.5 15.7 45/48° XP3225 2 23,100
[a)]
7835023 PXVC180C16-04R020 2 23,100 S
o
7835024 PXVC180C16-04R030 3 23,100 5
7835025 PXVC200C20-04R000 0 24,100 i
7835026 PXVC200C20-04R005 0.5 24,100 T
7835027 PXVC200C20-04R010 20 1 4 20 27.5 19.6 45/48° XP3225 1 24,100 g
7835028 PXVC200C20-04R020 2 24,100 o
7835029 PXVC200C20-04R030 3 24,100 E
Cc20
7835030 PXVC220C20-04R000 0 29,400 :f‘
7835038 PXVC220C20-04R005 0.5 29,400 t
7835031 PXVC220C20-04R010 * 22 1 4 22 29.5 19.6 45/48° XP3225 2 29,400 o
(T
7835032 PXVC220C20-04R020 2 29,400 o
7835033 PXVC220C20-04R030 3 29,400 E
7835034 PXVC250C25-04R000 0 31,600 =
7835035 PXVC250C25-04R010 1 31,600 w
25 4 25 35 24 45/48° C25 XP3225 1 wn
7835036 PXVC250C25-04R020 2 31,600
O
7835037 PXVC250C25-04R030 3 31,600 EE
x
7835039 PXVC320C32-05R010 5 45° 97,800 o
32 1 32 44.7 28 C32 XP3225 1 ©
7835040 PXVC320C32-08R010 8 38° 111,000 k] ;}{m{
S
$nn
HEERPNILTCHRELEER)ERYET, Stock are categorized as C (Standard stock item). ‘ 250 E{{)'K
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Square * Corner Radius Type

PXSM

= .
O . o r
[a] 8 ‘ - u\ ’
) ' 1l \ “
RE 7 |APMX Cs — ~m:
LF FONA—IEL
without Coolant Hole

d. 4 Jb'* _Jbg l/ without Coolant Hole

PXSM FERE BF RJIT-A—FF VT ARSI unequal spacing, Multiple Flutes, Square - Corner Radius Type Bff:mm  Unit:mm
*Y—JVNo. 230 HE - |O—F¥E| IH # BlhA | ffEHRs g R i
EDP No. Designation DC RE ZEFP FHA Cs Grades (Yen)
7830094 PXSM100C10-06R000 0 12,900
7830095 PXSM100C10-06R005 0.5 12,900

10 6 7 13 9.7 38° c10 XP3225
7830096 PXSM100C10-06R010 1 12,900
7830097 PXSM100C10-06R020 2 12,900
7830104 PXSM120C12-06R000 0 13,200
7830105 PXSM120C12-06R005 0.5 13,200
7830106 PXSM120C12-06R010 12 1 [} 8.4 14.4 11.7 38° C12 XP3225 13,200
7830107 PXSM120C12-06R020 2 13,200
7830108 PXSM120C12-06R030 3 13,200
7830109 PXSM160C16-06R000 0 19,000
7830110 PXSM160C16-06R005 0.5 19,000
7830111 PXSM160C16-06R010 1 i 19,000
7830112 PXSM160C16-06R015 1.5 ¢ % 19,000
7830113 PXSM160C16-06R020 2 19,000
7830114 PXSM160C16-06R030 3 19,000
16 1.2 18.7 15.7 C16 XP3225
7830115 PXSM160C16-08R000 0 21,700
7830116 PXSM160C16-08R005 0.5 21,700
7830117 PXSM160C16-08R010 1 . 21,700
7830118 PXSM160C16-08R015 1.5 8 2 21,700
7830119 PXSM160C16-08R020 2 21,700
7830120 PXSM160C16-08R030 3 21,700

251 ‘ HEERPF2TCHREEEM)ELET, Stock are categorized as C (Standard stock item).
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PXSM *%ﬁ%u g}J 1717' | _1-3:/71m1f Unequal Spacing, Multiple Flutes, Square - Corner Radius Type

BfI:mm Unit:mm

PXD @S

PD

PSTW |PSEL ||PSE | PSFL||PSF [|[PAO ||IPAS |[PLDS PPZAG|PDZ||[PHP

—JLNo. FEO NE [O—F¥E] IR A& 2R HE hihf | AR & 1A
EDP No. Designation DC RE ZEFP APMX LF DCON FHA Cs Grades (Yen)
7830121 PXSM200C20-10R000 0 30,000
7830122 PXSM200C20-10R005 0.5 30,000
7830123 PXSM200C20-10R010 20 1 10 14 21.5 19.6 42° C20 XP3225 | 30,000
7830124 PXSM200C20-10R020 2 30,000
7830125 PXSM200C20-10R030 3 30,000
7830126 PXSM250C25-10R000 0 34,000
7830127 PXSM250C25-10R010 1 34,000
25 10 17.5 27.5 24 42° C25 XP3225
7830128 PXSM250C25-10R020 2 34,000
[a)]
7830129 PXSM250C25-10R030 3 34,000 s
o
@)
T
o
)
(24
o
24
o
o
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Square * Corner Radius Type

PXAL

Type 1 Type 2
=z =z
|9} [l
e ) - g e ) B §

RE / APMX Cs RE APMX RE1 Cs

'r AANH—I L ' AL NA—IL L

without Coolant Hole without Coolant Hole

A—FTA VT ICBEODRETDREPHIETH.
HrELizE<HEHVELA.

End mills may have some discoloration, but it does not
cause any performance problems.

1 4 )b'*_)bﬂb without Coolant Hole

PXAL 48 RII7 -OA—FF T AWAR Four Flutes,square-Comer Radius Type BfT:mm Unit:mm
0, b e R i e e B i i
ETD 7834930 | PXAL100C10-03R000 0 1 12,700
CET 7834931 | PXAL100C10-03R100 10 1 3 10 16 9.8 45° XP4625 1 12,700
CETD 7834932 | PXAL100C10-03R250 2.5 cre 1 12,700
T 7834933 | PXAL120C10-03R000 | %12 0 3 12 18 9.8 45° XP4625 2 13,400
ETD 7834934 | PXAL120C12-03R000 0 1 13,400
=T 7834935 | PXAL120C12-03R100 12 1 3 12 18 1.7 | 45° XP4625 1 13,400
CETD 7834936 | PXAL120C12-03R300 3 2 1 13,400
ST 7834937 | PXAL140C12-03R000 | %14 0 3 14 20 1.7 | 45° XP4625 2 18,500
CETD 7834938 | PXAL160C16-03R000 0 1 20,800
CETD 7834939 | PXAL160C16-03R100 1 1 20,800
=T 7834940 | PXAL160C16-03R200 16 2 3 16 23.5 | 157 | 45° XP4625 1 20,800
30D 7834941 | PXAL160C16-03R300 3 cte 1 20,800
CETD 7834942 | PXAL160C16-03R400 4 1 20,800
37D 7834943 | PXAL180C16-03R000 | %18 0 3 18 25.5 | 15.7 45° XP4625 2 23,100
* IARAT

Reduced Shank Type

253 ‘ HEERPF2TCHREEEM)ELET, Stock are categorized as C (Standard stock item).
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PXAL 4&3‘3 1717':_15:)711121* Four Flutes,Square-Corner Radius Type B :mm Unit:mm E
534 HE |D—FT¥E| % BHE nuhﬁ‘mﬁﬁ#ﬁ‘ g Wik w
Designation DC RE ZEFP DCON FHA Cs Grades Type w
o
37D 7834944 | PXAL200C20-03R000 0 1 24,100
-
37D 7834945 | PXAL200C20-03R100 1 1 24,100 g;_)
37D 7834946 | PXAL200C20-03R200 20 2 3 20 275 | 19.6 45° XP4625 1 24,100 w
C20 wn
27D 7834947 | PXAL200C20-03R300 3 1 24,100 a
27D 7834948 | PXAL200C20-03R400 4 1 24,100 o
w
27D 7834949 | PXAL220C20-03R000 | %22 0 3 22 295 | 19.6 45° XP4625 2 29,400 o
27D 7834950 | PXAL250C25-03R000 0 1 31,600 é
fa)
27D 7834951 | PXAL250C25-03R100 1 1 31,600
25 3 25 35 24 45° C25 XP4625 a
CETD 7834952 | PXAL250C25-03R300 3 1 31,600 E
=D 7834953 | PXAL250C25-03R500 5 1 31,600 o
T
o
O
[2'4
o
[a'4
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o
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[N
o
o
(T
o
[2'4
(1
o
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w

Reduced Shank Type f— o0 F
FiHEL - R
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y MITIERETY <3
o

v U RREORBIRT.
ATV TIMIROBREEE

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. MLy
e The R shape on the shank side edge
P12 " ™
DC 012 prevents streaks during milling.
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Rovahing Type (& (. FE (=27 )

PXNH e s

DC

CHW

LF FAINKR—IEL
without Coolant Hole

d. 4 Jb'*_)bg l/ without Coolant Hole

PXNH *%U - F 4*&% gﬁn Dh 57{ Vﬁm*ﬁ Variable Lead, Four Flutes, High Helix, Roughing Type B{:mm Unit:mm
30y Nk H& 2R BE & £ i
Designation C LF Grades (Yen)
7830450 PXNH100C10-04C005 10 0.5 4 7 13 9.7 40/42° c10 XP3225 11,800
7830451 PXNH120C12-04C005 12 0.5 4 8.4 14.4 11.7 40/42° C12 XP3225 12,100
7830452 PXNH160C16-04C006 16 0.6 4 11.2 18.7 15.7 40/42° C16 XP3225 19,700
7830453 PXNH200C20-04C006 20 0.6 4 14 21.5 19.6 40/42° C20 XP3225 24,100
7830454 PXNH250C25-04C006 25 0.6 4 17.5 27.5 24 40/42° C25 XP3225 33,200

%
ID

Cs
CHW APMX

LF FANR—IAFE

with Coolant Hole

1 4 )b'*_)b{ﬂ % with Coolant Hole

PXNH Z:'_'_:-F.FU -k 4*&3‘] ;ﬁn U*l- 274 V?ﬁ?ﬂ Variable Lead, Four Flutes, High Helix, Roughing Type B{:mm Unit:mm
30y WA g TR
Designation C Cs Grades (Yen)
7830461 PXNH120C12-04C005-O 12 0.5 4 8.4 14.4 11.7 40/42° C12 XP3225 14,600
7830462 PXNH160C16-04C006-O 16 0.6 4 11.2 18.7 15.7 40/42° C16 XP3225 23,800
7830463 PXNH200C20-04C006-O 20 0.6 4 14 21.5 19.6 40/42° C20 XP3225 28,900
7830464 PXNH250C25-04C006-O 25 0.6 4 17.5 27.5 24 40/42° C25 XP3225 40,100

1. NER#G I E R AOBR. FAIAR—IFEDANY RES YU IRV EEZFERTEN, v IRIVAICDNTIEp. 264+ p.266 BT E0,

1. For the use of internal coolant, please use the appropriate head and shank holders with oil hole. Refer to pages 264 and 266 for details on shank holders.

255 ‘ HEERPF2TCHREEEM)ELET, Stock are categorized as C (Standard stock item).




-H
e
ER

K

717K
Roughing Type rT]

PXNL p

PXD vkk@s

|
DCON

(LT
Cs

CHW APMX
LF FANKR—IEL

without Coolant Hole

14 }bt‘_}b;ﬁ b without Coolant Hole

PXNL ;F%U - R 4*&3] Egn U*L 57{ Vﬁﬂ?ﬂ Variable Lead, Four Flutes, Low Helix, Roughing Type B{7:mm Unit:mm
Y—JVNo. 30y 7 B3kd NE R lhf | fEReE & IREAT
EDP No. Designation C APMX LF FHA Cs Grades (Yen)
7830400 PXNL100C10-04C005 10 0.5 4 7 13 9.7 19/21° c10 XP3225 11,800
7830401 PXNL120C12-04C005 12 0.5 4 8.4 14.4 11.7 19/21° C12 XP3225 12,100
7830402 PXNL160C16-04C006 16 0.6 4 1.2 18.7 15.7 19/21° C16 XP3225 19,700
7830403 PXNL200C20-04C006 20 0.6 4 14 21.5 19.6 19/21° C20 XP3225 24,100
7830404 PXNL250C25-04C006 25 0.6 4 17.5 27.5 24 19/21° C25 XP3225 33,200

Yy z
O  _wms [V T o
o B WA o
ﬂgjgkN/ e

Cs

CHW, APMX ‘
LF FANFR—IAFE

with Coolant Hole

14 }b*‘_}b{ﬂ % with Coolant Hole

SF |PFR||PFB |[PFAL||[PDR JPRC ||[PHC |[PMD |PSTW |PSEL ||PSE |JPSFL||PSF |[[PAO ||[PAS rLDS PZAG|PDZ ||PHP | PD

PXNL ;F%U —-K 4*&3] 55?& l/*l- 2741 V?ﬂ?ﬂ Variable Lead, Four Flutes, Low Helix, Roughing Type B{:mm  Unit:tmm
L) lhf | fERE & IREEAT
Designation C FHA Cs Grades (Yen)

7830411 PXNL120C12-04C005-O 12 0.5 4 8.4 14.4 11.7 19/21° C12 XP3225 14,600

7830412 PXNL160C16-04C006-O 16 0.6 4 1.2 18.7 15.7 19/21° C1é6 XP3225 23,800

7830413 PXNL200C20-04C006-O 20 0.6 4 14 21.5 19.6 19/21° C20 XP3225 28,900 )
=

7830414 PXNL250C25-04C006-O 25 0.6 4 17.5 27.5 24 19/21° C25 XP3225 40,100 é E

1. NEBfRBE CRIADBRIE. FANA—IRFEDAY RES v IRV AEZERTEN. v IRIVEICDNTIEp.264- p.266EZEBTFELN,

1. For the use of internal coolant, please use the appropriate head and shank holders with oil hole. Refer to pages 264 and 266 for details on shank holders.
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—_as s
A—=FFPFARK
Corner Radius Type 5

((®22 [ TE.

PXRE l || -~

FZARHID
Piofle Mg

S

-y

DC
DCON|

B

\

RE 1APMX Cs
LF

FAKR—IVEL

without Coolant Hole

d. 4 )l?l'k_)l?% b without Coolant Hole

PXRE BX OA—F 5P AWK straight Flutes, Corer Radius Type B :mm Unit:mm
*Y—JVNo. FED + Z553 ‘ BlhA ‘ EE st g ‘ HiE IR
EDP No. Designation DCON FHA Cs Grades (Yen)
7830200 PXRE100C10-04R020 10 2 4 4.5 13 9.7 - c10 XP6305 13,200
7830201 PXRE120C12-04R020 12 2 4 5 14.4 11.7 - C12 XP6305 13,700
7830202 PXRE160C16-06R030 16 3 6 7 18.7 15.7 - C16 XP6305 24,100
7830203 PXRE200C20-06R030 20 3 6 10 21.5 19.6 - C20 XP6305 26,700

257 ‘ HEERPF2TCHREEEM)ELET, Stock are categorized as C (Standard stock item).




A—F S OF7 AKX

Corner Radius Type

PXDR

¢

/.

' s I I I #EDIAH I FmE R
Slotting. Side Milling. ‘Contouring Face Milling Profile Milling
P a || S

-H
e
ER

K

FAINKR—IEL

without Coolant Hole

14 )b'*_)b;% (/ without Coolant Hole

PXDR-P 3&3‘3 ﬁ‘éjjg! :_*5:)71;[91* Three Flutes, Multi-purpose, Corner Radius Type

BfZ:mm Unit:mm

PXD @S

PD

Y—JVNo. 30y NE [A-TEE| IR ‘ hlhs ‘ TERERRIE ‘ HHiE RAEAT1&
EDP No. Designation DC RE ZEFP FHA Cs Grades (Yen)
7830349 PXDR100C10-03R015-P 1.5 10,600
10 3 7 13 9.7 45° Cc10 XP3225

7830350 PXDR100C10-03R020-P 2 10,600

7830351 PXDR120C12-03R015-P 1.5 11,200
12 3 8.4 14.4 1.7 45° c12 XP3225

7830352 PXDR120C12-03R020-P 2 11,200

7830353 PXDR160C16-03R020-P 2 17,300
16 3 1.2 18.7 15.7 45° C16 XP3225

7830354 PXDR160C16-03R030-P 3 17,300

7830355 PXDR200C20-03R020-P 2 20,100
20 3 14 21.5 19.6 45° C20 XP3225

7830356 PXDR200C20-03R030-P 3 20,100

PXDR-N 3&;3 mﬁﬂ :_*5:)7111?1* Three Flutes, Heavy-duty, Corner Radius Type

BfI:mm Unit:mm

Y—JVNo. 230 ‘ R |O—F¥E|] I aE ‘ hlhf ‘ WG RRAE ‘ i R
EDP No. Designation DC RE ZEFP DCON FHA Cs Grades (Yen)
7830369 PXDR100C10-03R015-N 1.5 10,600
10 3 7 13 9.7 45° c10 XP6305

7830370 PXDR100C10-03R020-N 2 10,600

7830371 PXDR120C12-03R015-N 1.5 11,200
12 3 8.4 14.4 11.7 45° C12 XP6305

7830372 PXDR120C12-03R020-N 2 11,200

7830373 PXDR160C16-03R020-N 2 17,300
16 3 1.2 18.7 15.7 45° C16 XP6305

7830374 PXDR160C16-03R030-N 3 17,300

7830375 PXDR200C20-03R020-N 2 20,100
20 8] 14 21.5 19.6 45° C20 XP6305

7830376 PXDR200C20-03R030-N 3 20,100

HEERPNILTCHRELEER)ERYET, Stock are categorized as C (Standard stock item). ‘ 258

PSTW |PSEL ||PSE | PSFL||PSF [|[PAO ||IPAS |[PLDS PPZAG|PDZ||[PHP

PFR||PFB ||PFAL||IPDR JPRC |[|[PHC |PMD

SF

O
EE

x
o

A
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Technical data
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AU IT7RAR

PXSH

’ PR
) LY
Y
APMX Cs
LF FANR—ILEL
without Coolant Hole

1 4 de—‘_Jbg b without Coolant Hole

PXSH FFRE BF ARV I TR Unequal Spacing, Multiple Flutes, Square Type HfI:mm  Unit:mm
0 ne | nupn | mame | o | e
737D 7830380 PXSH120C12-06R000 12 6 12 18 1.7 43° C12 XP6703 15,100
27D 7830381 PXSH160C16-06R000 16 6 16 235 15.7 43° C16 XP6703 24,100
27D 7830382 PXSH200C20-06R000 20 6 20 27.5 19.6 43° C20 XP6703 30,000
=T 7830383 PXSH250C25-08R000 25 8 25 35 24 43° C25 XP6703 45,200

259 ‘ HEERPF2TCHREEEM)ELET, Stock are categorized as C (Standard stock item).




Z T AWK

Radius Type

PXHF-AM

Side Milling

I HEDAD I T FZARHID
Contouring Face Miling Protie Miling

&=

-H
=
ER

K

Z

Q5 | o= 8

e a

RE2
APMX
RE1

LF FAIHR—ILfHE
with Coolant Hole

14 }b;l-\_}bfﬂ g with Coolant Hole

PXHF-AM g;] %EU?’/’TRM% Multiple Flutes,High Feed Radius Type

PXD Bl

PD

30y HE | RER | FHE | I | 3—FR| EXNR | IR BHE [BUhA| fmiERe | ME | REME

Designation DC rt DCF | zEFP RE1 RE2 | APMX DCON | FHA Cs Grades (Yen)

201D 7830377 | PXHF-AM120C12-06R150-O | 12 1.5 [ 1.2 7 8.4 | 144 | 11.7 45° C12 | XP6703 | 16,300
=T 7830378 | PXHF-AM160C16-06R200-O | 16 2 8 6 1.6 95 | 11.2 | 18.7 | 15.7 45° C16 | XP6703 | 22,700
CET 7830379 | PXHF-AM200C20-06R250-O | 20 2.5 10 2 12 14 21.5 | 19.6 45° C20 | XP6703 | 29,500

1. NERHR M ZE CRIADBEIE. AV KR—IREDAY RES v IRV EETFERTEN, v IRIVEICDNTIEp.264- p.266E BT &L,

1. For the use of internal coolant, please use the appropriate head and shank holders with oil hole. Refer to pages 264 and 266 for details on shank holders.

*—7F REBE$HM Details of corner R

RE2

RE1

HEERPNILTCHRELEER)ERYET, Stock are categorized as C (Standard stock item). ‘ 260

PSTW |PSEL ||PSE | PSFL||PSF [|[PAO ||IPAS |[PLDS PPZAG|PDZ||[PHP

PFR ||PFB ||[PFAL||PDR JPRC ||[PHC |PMD

SF

O
EE
x
o

R

Technical data
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FR=IHIK

Ball Type

PXBE

I )i ] II #EDIAT II FZARHID I
Slotting Contouring Profile Milling

il

\

iy Cs

LF FAIHR—ILEL

without Coolant Hole

DCON

RE

1 4 }b'* —}bﬁ b without Coolant Hole

PXBE-P 3#X HeHE

;j-:_)bﬂ?& Three Flutes, Multi-purpose, Ball Type

Bl :mm Unit:mm

Y—JVNo. FU HE |R—ILEE| I ‘ hlhs ‘ﬁﬁ%iﬁ#ﬁ‘ #11E TREARR
EDP No. Designation DC RE ZEFP FHA Cs Grades (Yen)
7830270 PXBE100C10-03R050-P 10 5 3 7 13 9.7 45° C10 XP3320 12,700
7830271 PXBE120C12-03R060-P 12 ) 3 8.4 14.4 11.7 45° Cc12 XP3320 13,300
7830272 PXBE160C16-03R080-P 16 8 3 11.2 18.7 15.7 45° C16 XP3320 20,400
7830273 PXBE200C20-03R100-P 20 10 3 14 21.5 19.6 45° C20 XP3320 24,100

PXBE-N 3#¥ MWAR

d-{_Jbﬁg:I* Three Flutes, Heavy-duty, Ball Type

BfZ:mm Unit:mm

Y—JVNo. 30 HE [R-ILEE] IR ‘ hlns ‘ TERE AR ‘ & IR
EDP No. Designation DC RE ZEFP FHA Cs Grades (Yen)
7830250 PXBE100C10-03R050-N 10 5 3 7 13 9.7 45° Cc10 XP3320 12,700
7830251 PXBE120C12-03R060-N 12 [) 3 8.4 14.4 11.7 45° Cc12 XP3320 13,300
7830252 PXBE160C16-03R080-N 16 8 3 11.2 18.7 15.7 45° C16 XP3320 20,400
7830253 PXBE200C20-03R100-N 20 10 3 14 21.5 19.6 45° C20 XP3320 24,100

=z
Y g v VS
a) SEAT TR It (@)
_J)\L‘ a
RE APMX Cs
LF FANKR—IAFE
with Coolant Hole

1 { }bd-‘_}bfd 5 with Coolant Hole

PXBE-P 3¥H #eHE

;j-:_}bﬂ?ﬂ Three Flutes, Multi-purpose, Ball Type

BfI:mm Unit:mm

Y—JVNo. e HE[R-IVEE] IR ‘ hlhs ‘ﬁﬁiﬁ*&‘ HiE TR %
EDP No. Designation DC RE ZEFP FHA [ Grades (Yen)
7830281 PXBE120C12-03R060-P-O 12 6 3 8.4 14.4 11.7 45° Cc12 XP3320 15,900
7830282 PXBE160C16-03R080-P-O 16 8 3 11.2 18.7 15.7 45° C16 XP3320 24,700
7830283 PXBE200C20-03R100-P-O 20 10 3 14 21.5 19.6 45° C20 XP3320 28,900

1. WEfRIHE ZFIAOBRIE. AANKR—IFEDANY RES Y IRV A TEATEN. v IHRIVEICDNTIEP.264: p.266EZBTELY,

1. For the use of internal coolant, please use the appropriate head and shank holders with oil hole. Refer to pages 264 and 266 for details on shank holders.

PXBE-N 3#¥ MWAR

7."\—}[’%4* Three Flutes, Heavy-duty, Ball Type

30 HE |R—IVHEE[ IH

Designation DC RE ZEFP

BfZ:mm Unit:mm

TREEAH%

(Yen)

BE
DCON

&

Grades

lhf ‘ TErERAE ‘
FHA [

7830261 PXBE120C12-03R060-N-O 12 6 3 8.4 14.4 11.7 45° Cc12 XP3320 15,900
7830262 PXBE160C16-03R080-N-O 16 8 3 11.2 18.7 15.7 45° C16 XP3320 24,700
7830263 PXBE200C20-03R100-N-O 20 10 3 14 21.5 19.6 45° C20 XP3320 28,900

1. NERFRIMZE CFIADBRE. FAVR—IREDAY RS v IRV EEZHERTEN, v IRIVAITDNTIEp.264- p.266EZB T &L,

1. For the use of internal coolant, please use the appropriate head and shank holders with oil hole. Refer to pages 264 and 266 for details on shank holders.
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K=V

Ball Type

PXBM

FEARHID
Profile Milling

-H
e
ER

K

DC

|DCON |

AN
RE APMX Cs
FAIHR—ILEL

without Coolant Hole

14 )b'*_)b;% (/ without Coolant Hole

PXBM 22X FR—=ILF K multiple Flutes, Ball Type

Bfil:mm Unit:mm

PXD @S

PD

PSTW |PSEL ||PSE | PSFL||PSF [|[PAO ||IPAS |[PLDS PPZAG|PDZ||[PHP

Y—JVNo. 230 HE |R—ILHE RUNE | MRS i IREEATAR
EDP No. Designation DC RE FHA Cs Grades (Yen)
7830300 PXBM100C10-04R050 10 5 4 7 13 9.7 45° c10 XP3320 12,700
7830301 PXBM120C12-04R060 12 6 4 8.4 14.4 11.7 45° C12 XP3320 13,300
7830302 PXBM160C16-06R080 16 8 6 11.2 18.7 15.7 45° C16 XP3320 20,400
7830303 PXBM200C20-06R100 20 10 6 14 21.5 19.6 45° Cc20 XP3320 24,100
[a)]
=
o
O
I
o
@)
o
o
24
o
o
]
<
(18
o
[a1]
[T
o
24
[T
o
(18
(%]
sO
<2
Lo
£
3 mn
EERFILTCHREEER)ERYET, Stock are categorized as C (Standard stock item). ‘ 262 2




PXMA ARL—=bk¥ 2RIV E

Straight Shank Holder for PXM

PXMZ

'
2 2
Z E |
8 8
= T o
e i)
\ LF J
Z4)LAE—ILEEL without Coolant Hole
|
BHTA v ———
o B
z z
O (&)
a [=]
\ LF ‘
FAILR—IVEE L without Coolant Hole Ay REFEEDERI R Head + LB

1 4 Jb'*_Jbﬁ l/ without Coolant Hole

HBEES ¥/ Y carbide shank B{Z:mm  Unit:mm

Ay RSO B &

Head + LB

236y HE |Vvo8 PXVC. PXAL. PXSHAVE [#fsiig| MR |1Z2Efdi
L o DC Cs Type (Yen)

Designation DCONWS | DCONMS

7801830 PXMZ-C10SS10-S075CS 10 0° 75 17.3 30.3 33.3 35.3 1 31,100
7801810 PXMZ-C10SS10-L100CS 9.8 10 0° 100 37.3 50.3 53.3 55.3 Cc10 1 34,000
7801840 PXMZ-C10TP12-LL130CS 12 0.9° 130 67 80 83 85 2 49,500
7801831 PXMZ-C12S512-5075CS 12 0° 75 24 38.4 42 44 1 38,800
7801811 PXMZ-C12S512-L100CS 12 0° 100 45.9 60.3 63.9 65.9 1 43,300
7801832 PXMZ-C12S512-L115CS " 12 0° 115 64.2 78.6 82.2 84.2 1z 1 49,500
7801841 PXMZ-C12TP16-LL135CS 16 1.3° 135 83.8 98.2 101.8 103.8 2 75,200
7801833 PXMZ-C165516-S090CS 16 0° 90 39.2 57.9 62.7 64.7 1 53,400
7801812 PXMZ-C165516-L130CS 16 0° 130 61.2 79.9 84.7 86.7 1 66,600
7801834 PXMZ-C165516-L135CS 157 16 0° 135 84.2 | 102.9 107.7 109.7 cre 1 67,900
7801842 PXMZ-C16TP20-LL165CS 20 1.1° 165 115 136.5 138.5 140.5 2 102,000
7801835 PXMZ-C20S520-S090CS 20 0° 90 39.1 60.6 66.6 68.6 1 65,200
7801813 PXMZ-C20SS20-L150CS 20 0° 150 78.4 99.9 105.9 107.9 1 96,800
7801836 PXMZ-C20SS20-L180CS 196 20 0° 180 109.1 130.6 136.6 138.6 €20 1 98,900
7801843 PXMZ-C20TP25-LL200CS 25 1.1° 200 140 161.5 167.5 169.5 2 126,000
7801814 PXMZ-C255525-L200CS 24 25 0° 200 96.6 | 1241 131.6 - C25 1 128,000
7801815 PXMZ-C32S532-L250CS 28 32 0° 250 115.2 - 159.9 - C32 1 240,000

1YL TODHFRAADPRISBNKII—F2 M XN BEHETE.

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

263 ‘ HEERPF2TCHREEEM)ELET, Stock are categorized as C (Standard stock item).




-H
e
ER

K

2 P - 2
2 ‘ z
8 e 8
LB
LF
F A FR—I1FE with Coolant Hole
BHTA
" S Ll
e g
&) proren” e 8
e LB ‘
LF
FAILR—IL{$Z with Coolant Hole Ay REFEDBEINER Head + LB

14 )l”,l-\_)l'ﬁ]' % with Coolant Hole

;XXMNCI: SF |PFR||PFB |[PFAL||[PDR JPRC ||[PHC |[PMD |PSTW |PSEL ||PSE |JPSFL||PSF |[[PAO ||[PAS rLDS PZAG|PDZ [|[PHP | PD ||PXD k@S

Eﬁi:/.‘,*/7 Carbide Shank B :mm  Unit:mm
Ay KRB OF MR
Head +LB
FO e |yl amE pxvc. |PXVCs PXAL, PXSHAVE |iisaie| FOR | AREEMEAR
Designation DCONWS | DCONMS BHTA PXAL\ DC Cs Type (Yen)
PXSH L4
Except PXVC, | 912.16.20.25] ¢14.18.22
PXAL, PXSH
7803511 PXMZ-C125512-S075CS-O 12 0° 75 25 39.4 43 45 3 38,800
7803512 PXMZ-C12S512-L100CS-O 12 0° 100 46.3 60.7 64.3 66.3 3 43,300
7803513 PXMZ-C125512-L115CS-O 11.7 12 0° 115 65 79.4 83 85 C12 3 49,500
7803514 PXMZ-C12TP16-LL135CS-O 16 1.3° 135 85 99.4 103 105 4 75,200
7803515 PXMZ-C12TP16-LL150CS-O 16 1° 150 85.6 100 103.6 105.6 4 76,400
7803521 PXMZ-C165516-S090CS-O 16 0° 90 40 58.7 63.5 65.5 3 53,400
7803522 PXMZ-C165516-L130CS-O 16 0° 130 62 80.7 85.5 87.5 3 66,600
7803523 PXMZ-C165516-L135CS-O 15.7 16 0° 135 85 103.7 108.5 110.5 C16 3 67,900
7803524 PXMZ-C16TP20-LL165CS-O 20 1° 165 115 133.7 138.5 140.5 4 102,000
7803525 PXMZ-C16TP20-LL180CS-O 20 1° 180 116.6 135.3 140.1 1421 4 104,000
7803531 PXMZ-C20SS20-S090CS-O 20 0° 90 40 61.5 67.5 69.5 3 65,200
7803532 PXMZ-C20SS20-L150CS-O 20 0° 150 79.3 100.8 106.8 108.8 3 96,800
7803533 PXMZ-C20SS20-L180CS-O 19.6 20 0° 180 110 131.5 137.5 139.5 Cc20 3 98,900
7803534 PXMZ-C20TP25-LL200CS-O 25 1° 200 140 161.5 167.5 169.5 4 126,000
7803535 PXMZ-C20TP25-LL210CS-O 25 1° 210 145 166.5 172.5 174.5 4 128,000
7803541 PXMZ-C255525-L200CS-O 24 25 0° 200 98 125.5 133 - C25 3 128,000
1. ARG ME CRRADERIE. AN A—IREDANY RES v IRV EZZERTE,
{BU. PXVCZZLHAAIAR—INIEREDONY KTH. AANAR—IAFES v IRV ACRY T TINIEETY.
2. VKT ODHRAZDPRISHRNEDT—F> N I BERETE,
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. s
R
S
pp—
EEXDMNIETCHREERERERYET, Stock are categorized as C (Standard stock item). ‘ 264 éﬁ




PXMA ARL—=bk¥ 2RIV E

Straight Shank Holder for PXM

PXMZ

JJJJJJJ <2}
z z '
Q| prmrn 2 !
LB
LF
Z4)LAE—ILEEL without Coolant Hole
'

BHTA
///%"—

LB

DCONWS
i
{
DCONMS

B AY KBS DEHE Hood + L8

R—IL & i
F A HR—ILEL without Coolant Hole Head ‘ B
A

1 4 Jb'*_Jbﬁ l/ without Coolant Hole
A Y steel shank “ Bf:mm  Unitmm

Ay RSO B &

Head + LB

30y BE |UvIR| RBE |PXve. PXADLC,PXSHﬂﬁ ARSI MK |[REMR

Cs Type (Yen)

Designation DCONWS | DCONMS BHTA

7801800 PXMZ-C10SS10-S075 9.8 10 0° 75 12 25 28 30 C10 1 10,300
7801801 PXMZ-C125512-5100 12 0° 100 18 32.4 36 38 1 14,100
7801821 PXMZ-C12TP20-5145 " 20 5° 145 47.4 61.8 65.4 67.4 1z 2 16,500
7801802 PXMZ-C165516-5100 16 0° 100 23 41.7 46.5 48.5 1 14,300
7801822 PXMZ-C16TP25-5155 157 25 5° 155 53.1 71.8 76.6 78.6 cre 2 19,800
7801803 PXMZ-C205520-5120 20 0° 120 28 49.5 55.5 57.5 1 16,700
7801823 PXMZ-C20TP32-S170 17 32 5° 170 70.8 92.3 98.3 100.3 20 2 23,600
7801804 PXMZ-C255525-5140 24 25 0° 140 34.5 62 69.5 - C25 1 17,600
7801805 PXMZ-C325532-5160 28 32 0° 160 33 - 77.7 - C32 1 21,300

1L ILKFTODPFRAADPEISHENES -T2 b XL BEFHETE,
1. Adjust the position of the coolant nozzles accordingly so that the chips do not get tangled.

265 ‘ HEERPF2TCHREEEM)ELET, Stock are categorized as C (Standard stock item).




-H
e
ER

K

DCONWS

DCONMS

e

LB

LF

F A FR—I1FE with Coolant Hole

AY KRR OEE Head + L3
8 -Head LB
[N

14 )b*‘_)b{d. % with Coolant Hole

ﬂmt/‘\'~/7 Steel Shank “ B :mm  Unittmm
Ay NRFEOFHER
Head + LB
I HE V8| BE R IR | AREEEAR
Designation DCONWS | DCONMS | BHTA F};;((X(E PRVC. PXADLC‘ PXSHAVER (TP T;pe (Yen)
PXSHLISH
Except PXVC, [ 912.16,20.25| @14. 18,22
PXAL, PXSH
7803501 PXMZ-C12S512-5100-O 11.7 12 0° 100 18 324 36 38 C12 3 14,100
7803502 PXMZ-C165516-5100-O 15.7 16 0° 100 23 41.7 46.5 48.5 C16 3 14,300
7803503 PXMZ-C20S520-5120-O 19.6 20 0° 120 28 49.5 55.5 57.5 C20 3 16,700
7803504 PXMZ-C255525-5140-O 24 25 0° 140 34.5 62 69.5 - C25 3 17,600

1. NEBHR M E CRIADBRIE, FAKR—IREDAY RES v IRV AEFERTE,
{BU. PXVCZZUHAMIAR—IIEREDANY KTEH. AAINA—IAFED v IRV AR T TNIEETY.
2. NIKFTODFRAADPEISENEST—F2 M XL BEFHETE.
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.
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PXMAY a1k

Joint for PXM

PXMJ

[__Typet |
P CRKS
2 ey NN Ll _
= 2 g
z \ Z %
3 a2
(=] N e [T 8]
LL FANA—IIEL
without Coolant Hole
[__Toe2
y CRKS
Q S LA™ il - _
g T | 1 [22)
& L 2z
/ (=3
8 L--WJVVV = I = 8
L# FANA—IATE
with Coolant Hole

1 4 Jb'*_Jbﬁ l/ without Coolant Hole

PXMJ 3142V soint

B Ul
BfHFE
DCONMS

RN RiE
Applicable
Head Dia.

IEF'O TR
; ; IR
Designation DEONWS

Halal ‘

-+

PXM¥U—X
PXM Series
BFERHBEDD v RIS (OP-SFA) ICPXMIE BAEH BB EICEKY).
PXM ) —XDERDEIEEE R ) E T,

PXM series can be used with the shank holder (OP-SFA) by connecting the joint holder
(PXMJ) .

PXMJ OP-SFA

B :mm Unit:mm

TREATR

(Yen)

i F
AINF

Spanner

HRLA
ShEE
DCSFMS

2N

Type

RiEHE
Cs

7801893 PXMJ-C12SF06 12 11.7 6.5 M 6 PXMP8-10 18 11 c12 1 9,920
7801894 PXMJ-C16SF08 16 15.7 8.5 M 8 PXMP13-16 21.8 14.5 Cc16 1 12,700
7801895 PXMJ-C20SF10 20 19.6 10.5 M10 PXMP13-16 26.5 18 C20 1 14,100
7801896 PXMJ-C25SF12 25 24 12.5 M12 PXMP21 34 23 C25 1 16,100

1 4 Jb'*_Jb{q 8 with Coolant Hole

PXMJ 2312V Joint

BfZ:mm Unit:mm

. . ) KB < 48l >4 [ 4E >4 [ 4H . .
|| e | e | | 25 || munn| wx | mame
ead Dia. DCONWS DCONMS Spanner DCSFMS
7803551 PXMJ-C12SF06-O 12 11.7 6.5 M 6 PXMP8-10 18 11 Cc12 2 9,920
7803552 PXMJ-C16SF08-O 16 15.7 8.5 M 8 PXMP13-16 21.8 14.5 C16 2 12,700
7803553 PXMJ-C20SF10-O 20 19.6 10.5 M10 PXMP13-16 26.5 18 C20 2 14,100
7803554 PXMJ-C25SF12-O 25 24 12.5 M12 PXMP21 34 23 C25 2 16,100

1. WEfR M E ZFIADBRIE. AANKR—IFEDANY RES v IRV A TEATEN. v 7RIV EICDNTIEP.264° p.266EZFTTELY,

1. For the use of internal coolant, please use the appropriate head and shank holders with oil hole. Refer to pages 264 and 266 for details on shank holders.

IEBIFH Accessories

30

Designation

BERANY MR

EDP No. Applicable Head Dia.

HREFTRILS

Recommended Tightening Torque

REME

(Yen)

IR
Cs

Y—JVNo. |

$10, 12(WALA7) c10 10N°m
7801890 PXMP8-10 012, 014 12 12Nm 1,110

®16, 918 C16 30N*m
7801891 PXMP13-16 ©20, (22 20 50N-m 1,670

ANF
Spanner 7801892 PXMP21 025 C25 60N*m 1,740
7801897 PXMP24 ®»32 C32 60N*m 2,140
PXMBERADANFERVET. ANFIFRIRIBAT S0,

1 EALEDERIEp29AETE TN,
2. ML IIE EREBRT X0,
3T ML BERODDER ML I LY FICDOWTIERSHEEETHEROEETE0,
1.Please refer to p.294 for cautions during use.

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

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

3.Contact your nearest OSG sales representative for details of our dedicated adjustable torque wrench for tightening inserts.
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AYIF-A—=F ST AWK

Square *+ Corner Radius Type

PXSE

-H
e
ER

K

WYEIEAEER Cutting Conditions

PXSE {BIEIYNAE side miing L/D =3.5

—HAEE RS - SR - Bk

A% -TA#A

ATV VA - AEH

REH FL2 A& GEX)

PXD @S

PD

A 2 (36
Et Y Mild Steel- Carbon Steel* Alloy Steel Stainless Steel Hardened Steel iﬁiﬁ-jia‘;'fﬁ)é'%i;)
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?) (~30HRC) (~45HRC) (45 ~55HRC)
Mz EEEE | EUERE BEEE | EURE BEEE | EUERE BiEE | EXURE | EBRE | XUERE
DC Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min™") (mm/min)
10 3,810 920 3,190 770 2,070 500 2,070 420 800 130
12 3,190 770 2,660 640 1,730 420 1,730 350 670 110
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 adp=0.5DC ap=0.5DC
Depth of Cut 8e=0.15DC 3e=0.1DC 8e=0.05DC ae=0.05DC

PXSE ;’%mﬁ“ Slot Milling L/D §35

PSTW |PSEL ||PSE | PSFL||PSF [|[PAO ||IPAS |[PLDS PPZAG|PDZ||[PHP

— RIS - R - SE K A% -TAHA ATV LA - AEH REH - F2 A2 GEX) o (S
" ; . : , B S CER)
WHIA Mild Steel* Carbon Steel Alloy Steel Stainless Steel Hardened Steel A>3 718
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet) s “Z (Wet)
Material $S400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD Ti-6Al-4V e 718
(~750N/mm?) (~30HRC) (~45HRC) (45 ~ 55HRC) neone
Mz EEEE | XURE | BERE | XYEE | BHEERE | XURE | BRERE | XYEE | BEERE | XURE a
DC Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(min) (mm/min) (min) (mm/min) (min) (mm/min) (min”) (mm/min) (min) (mm/min) E
10 3,030 610 3,030 610 1,600 320 1,600 260 800 130 19)
12 2,520 510 2,520 510 1,330 270 1,330 220 670 110 i
16 1,890 380 1,890 380 1,000 200 1,000 160 500 80 8
o
20 1,520 310 1,520 310 800 160 800 130 400 70 o
25 1,210 250 1,210 250 640 130 640 110 320 60 22
(a)]
AR < < < < =
Depth of Cut dp =0.35DC ap=0.3DC ap=0.2DC ap=0.1DC =
&
1. R AEBIEOH D BEOBVEDEIFEATE0. o
2. NARE BB S RAIRRICKY. BERE X REZRFHETS0N,
3. RHLENFRLDHAIE. COUDPRELRTLBRYETOT. BEEE. X RE AR ZHETEL, m
4. PHIREE. RIVZRED SO v I RIVZ(PXMZ) DRELREICAY K2R (LF) EMAZRHELREZRMBLIEEEZLTTIEL. t
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. E
4. Please consider the overhang length as the total length of replaceable head and overhang length of shank holder. o
L
(%]
sO
<2
on
i
3 mn
268 |2




AYI7-A—F ST AWK

Square - Corner Radius Type

PXVC

-m§|l§1¢§$§ Cutting Conditions

Ay RF]B/A T RIIL PXVC RIEYIAE] sidemiing L/D S5

—iRiEER - R - Bk AW -TAH ATFVLAH-AEH HiR-FaE2(ER)
WHI 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)
Wiz [Bl¥R®EE RV EE Bl¥REE RYEE E3REE RYEE [Bl3REE IRV RE
DI: Speed Feed Speed Feed Speed Feed Speed Feed
(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
A RE adp=0.5DC ap=0.5DC Ap=0.5DC
Depth of Cut 8e=0.2DC 8e=0.1DC ae=0.05DC

AY RR#BRAI 2RIV PXVC

IEYIHEI side miing 5<L/D =6

—RIEE R - R - Sk A2 -TAH ATV LA REHE REM-F2E2(ERX)
W+t 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)
B BI85 EV)EE 5% XV)EE EE55E XY)EE [EI¥R®E E XY EE
DC Speed Feed Speed Feed Speed Feed Speed Feed
(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 BRE Y IEDMEE TR RRTHL/D=5FTERYET Maximum length of L/D=5 in combination with the standard shank
mi&.;;ﬁg ap=0‘5DC ap=0.5DC ap=0.5DC
Depth of Cut ae=0.2DC ae=0.1DC ae=0.05DC

PON=SAON S

269

L RV SIEBIEDBH BEEDOEVEDETEATEL,
PHARE. MBI S EARRIC K. BERRE, X REZRAET 0,
RHLEHPRLD BRI, OVUPRELPT<BYETOT BERE EVRE. PARSZRBT 0N,

PIHIRMAE. RV LREDSD v I RIVA(PXMZ) DRELUREICAY K2R (LF) ZMAeRELRESZRBLIGEEZLTTE.
Use a rigid and precise machine and holder.
Please adjust the speed and feed when the depth of cut is large or when machines with low rigidity are used.
Please adjust the cutting condition when the overhang length is longer.
Please consider the overhang length as the total length of replaceable head and overhang length of shank holder.



-H
e
E £

K

PXD @S

PD

AY R/ T RV PXVC RIEYIE] sidemiing 6<L/D=7

1. M. R ABBIEDD DBEDOBNEDEFEATEL,

2. PBARE MBS ERIRRICKY. BERRE R REEFETE,

3. RHLEDPRLLDHRE. CVOUDPRELPTBRYETOT, BEmEE., XV RE YIARSZHET XL,

4. YHIZRMHE. RIVHRED SO v IHRIVZ(PXMZ) DRHELUREIIAY RER(LF) ZMARELREEZREBLIGEEZLTTE,
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.

o

T

o

N

—RAEE R - R - B Rk A2 -IRH ATV LA FES REH-F AR GER) E

WHIFF Mild Steel- Carbon Steel Alloy Steel Stainless Steel Hardened Steel

Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet) (©)
\EICHE] SS400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD Ti-6Al-4V §
(~750N/mm?) (~30HRC) (~45HRC) (45 ~55HRC) o

Mz B3REE RYEE [Bl3R®RE XV RE [El3RRE XV RE B4R R E XV RE 0
DC Speed Feed Speed Feed Speed Feed Speed Feed 9
(min) (mm/min) (min™) (mm/min) (min”") (mm/min) (min”) (mm/min) o

10 3,820 920 3,190 770 2,550 620 1,910 460 2
12 3,190 770 2,660 640 2,130 520 1,600 390 o
14 2,730 660 2,280 550 1,820 440 1,370 330 o)
16 2,390 580 1,990 480 1,600 390 1,200 290 E
18 2,130 520 1,770 430 1,420 350 1,070 260 i
20 1,910 460 1,600 390 1,280 310 960 240 2
22 1,740 420 1,450 350 1,160 280 870 210 i
L

25 1,530 370 1,280 310 1,020 250 770 190 &
32 BE Y IEDHEE TIE. RERTHL/D =5F TERYET Maximum length of L/D=5 in combination with the standard shank "
YARX ap=0.5DC ap=0.5DC ap=0.5DC 2
Depth of Cut 8e=0.2DC 8e=0.1DC 8e=0.05DC -
11
wn

o

=

'_
wn

fal

PFR||PFB ||PFAL||IPDR JPRC |[|[PHC |PMD

SF

O
EE
x
o

A

&
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AYI7-A—F ST AWK

Square - Corner Radius Type

PXVC

-m§|l§1¢§$§ Cutting Conditions

AYRF]|/A T RIIV PXVC BB sotmiing L/D=5

—iRiEER - R - Bk AW -TAH ATFVLAH-AEH HiR-FaE2(ER)
WHI 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)
HE [Bl¥R®EE RV EE Bl¥REE RYEE E3REE RYEE [Bl3REE IRV RE
DC: Speed Feed Speed Feed Speed Feed Speed Feed
(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 FEHESE (D LV /=8) Not recommended (due to the large number of flutes)
AR < < <
Depth of Cut Ap=0.5DC Ap=0.4DC dp=0.3DC

Ay RFBR I NIV PXVC BYIHEI siocmiing 5<L/D =6

—RIEE R - R - Sk A2 -TAH ATV LA REHE REM-F2E2(ERX)
W+t 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)
HE BI85 EV)EE 5% XV)EE EE55E XY)EE [EI¥R®E E XY EE
DE: Speed Feed Speed Feed Speed Feed Speed Feed
(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 BES Y IEDHEE TR HRTHL/D=5F TERYET Maximum length of L/D=5 in combination with the standard shank
PHARE < < <
Depth of Cut Ap=0.5DC Adp=0.4DC dp=0.3DC

L RV SIEBIEDBH BEEDOEVEDETEATEL,

PHARE. MBI S EARRIC K. BERRE, X REZRAET 0,

RHLEDPRLD BRI, OVUPRELPT<BYETOT BERE. EVRE. IARSZRBT 0N,

PIHIRMAE. RV LHRED SO v I RIVA(PXMZ) DRELREICNAY K2R (LF) ZMA ZRH LU RE ZEEBLURBEZLTTEL,
Use a rigid and precise machine and holder.

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

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

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

PON=SAON S
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-H
e
E £

K

Ay R T K3V PXVC

BYIEI siotmiing 6<L/D=7

PXD @S

PD

—RAEE R - R - B Rk A2 -IRH ATV LA REH-FL2ERGER)
WHI#F 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)
HE B3REE RYEE [Bl3R®E IRV RE [Bl3RRE XV RE B4R R E XV RE
DC Speed Feed Speed Feed Speed Feed Speed Feed
(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 BE Y JEDHEBE TR RRTHL/D =5FTERYET Maximum length of L/D=5 in combination with the standard shank
TARE < < <
Depth of Cut ap=0.3DC dp =0.25DC ap=0.2DC

1. R ZEBEDOH D BEOBVEDEZEATE.

2. PBARE MBS ERIRRICKY. BERRE R REEFETE,

3. RHLEDPRED B, CUTUDIRELPITARYETOT. BIEE. EEE. NARSZHET S0,

4. PHIRE. RIVZREDSDZ v I RIVE(PXMZ) DRELREICNY RER(LF)ZMARELREZERLIZBREEZLTTEL.

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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AYI7-A—F ST AWK

Square - Corner Radius Type

PXSM

-wﬁ'“%{*Eﬁi Cutting Conditions

PXSM m“mmﬁ“ Side Milling L/D é35

— RIS R - R - SRRk A% -IRH ATV LA - AEH RAEH- F a2 (GEN) BH#E S (GER)
WHI Mild Steel Carbon Steel Alloy Steel Stainless Steel Hardened Steel* ‘f;«:?‘ )b'%;;
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet) S ”7\ (Wet)
Material $5400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD Ti-6Al-4V e g
(~750N/mm?) (~30HRC) (~45HRC) (45 ~55HRC)
AR | UK BEEE | XURE | BEEE | XURE | BERRE | XURE | BERE | XYVERE | BRRE | XUEE
DE JEFP Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(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
YRR E dp=0.5DC dp=0.5DC Ap=0.3DC
Depth of Cut 2e=0.05DC de =0.02DC Ae =0.02DC

. RV A IBEOHDBEEDBNEDEZEATE,

PHARE. MBI S EARRIC K. BERRE, X REZRAET IO,

RULEDPRLDZBAE. OCUDBRELPITBYETOT BERRE XV RE. AR ERET 0N,

PIHIRMAE. R LRED SO v 7RIV A (PXMZ) DRELREICNAY K2R (LF) 2R eRELRSZRBLIEEZLTTE0.
Use a rigid and precise machine and holder.

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

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

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

PONSPON S
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AYIF-A—=F ST AWK

Square - Corner Radius Type

PXAL

-H
e
ER

K

WYEIEAEER Cutting Conditions

PXAL BIEYIHE] side miing L/D=3
TIIZI LG R R

WHIE

Work
Material

Aluminum Alloy Expanding

Material
A5052, A7075

3<L/D=5

WHI

Work
\EICHE]

FINIZILERREM

Aluminum Alloy Expanding

Material
A5052, A7075

5<L/D=7

A
Work
\EICHE]

FINIZULE SR
Aluminum Alloy Expanding
Material
A5052, A7075

PXD @S

PD

HE IEISEEJ’EFE XV RE
DC peed Feed
(min) (mm/min)
10 16,000 4,800
12 13,300 3,990
14 11,400 3,420
16 10,000 3,600
18 8,900 3,210
20 8,000 3,840
22 7,300 3,510
25 6,400 3,840
AR X ap=0.7D
Depth of Cut ae=0.2D

[Bl¥REE EEE
Sz

De Speed Feed
(min) (mm/min)

10 9,600 2,310

12 8,000 1,920

14 6,900 1,660

16 6,000 1,730

18 5,400 1,560

20 4,800 1,850

22 4,400 1,690

25 3,900 1,880

YBAEX ap=0.7D
Depth of Cut ae=0.08D

P @Sﬁﬁfg XV RE

DC peed Feed
(min) (mm/min)

10 6,400 1,390

12 5,400 1,170

14 4,600 1,000

16 4,000 1,040

18 3,600 940

20 3,200 1,110

22 2,900 1,010

25 2,600 1,130

YHARX ap=0.7D
Depth of Cut Ae=0.04D

PXAL %‘tﬂﬁu Slot Milling L/D=3
FINIZILERREM

WAl Aluminum Alloy Expanding
Work i
Matorial Material
A5052, A7075
SE EEEE | EUEE
e Speed Feed
(min) (mm/min)
10 16,000 4,800
12 13,300 3,990
14 11,400 3,420
16 10,000 3,000
18 8,900 2,670
20 8,000 2,400
22 7,300 2,190
25 6,400 1,920
HARE
Depth of Cut ap=0.5D

3<L/D=5

Wl
Work
Material

FINIZLERREH
Aluminum Alloy Expanding

Material
A5052, A7075

Depth of Cut

1. R ABRIROH BBEEOBENEDEFEATE,

" Iilsiﬁﬁfg XV HE
DC peed Feed

(min) (mm/min)
10 9,600 2,160
12 8,000 1,800
14 6,900 1,560
16 6,000 1,350
18 5,400 1,220
20 4,800 1,080
22 4,400 990
25 3,900 880

AR dp=0.35D

5<L/D =7

A
Work
Material

FIIZULE SRR
Aluminum Alloy Expanding
Material
A5052, A7075

PSTW |PSEL ||PSE | PSFL||PSF [|[PAO ||IPAS |[PLDS PPZAG|PDZ||[PHP

2. PBARE . MRS ERIRRICKY. BERE., XD REEZFETE,
3. RELEHPRLZHBEIF. OVUPRELPIBYETOT, BIEREE. X RE, PHARSZHET S0,
4. PIBIRAFE RN SRED DD+ 7RIV E (PXMZ) DRELUREICNY F2R (LF) ZMA RE L REZRBLIEREZLTTE.

5. 8- A S YIHIEF E. EROEEEE20 ~40%. %) HES0 ~80%. YIAHRE (ap) 50 ~80%IREICTIF TTERAT LY,

6. RIZXIILEEYYIRE. PIIZVLEERBMERFETIEATEL. DHHFZERAT2H5EEMHIBAIX—HOHRETZEDEBY EATELY,
F VKT ORE - BERICTIRTEV. RAROBIDHYET,
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.
5. When milling copper and copper alloys, lower the rotational speed by 20 to 40%, feed rate by 50 to 80%, and cutting depth by ap 50 to 80% in accordance with the table above.
6. Please always use the appropriate cutting fluid recommended by the cutting fluid manufacturer in the machining of magnesium alloys. Be cautious with the cutting chips as they are highly
flammable and may pose a serious fire risk if not properly handled.

(&)
P Bl¥REE EVEE =
DC Speed Feed o
(min) (mm/min) )
10 6,400 960 i
12 5,400 810
14 4,600 690 S
16 4,000 600 o
18 3,600 540 o
20 3,200 480 E
22 2,900 440 —
25 2,600 390 I
o
PHARE o
Depth of Cut ap=0.2D w
o
x
w
o
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571K

Roughing Type

PXNH/PXNL

-m§|l§1¢§$§ Cutting Conditions

PXNH- PXNLIEYIH! sice miing L/D=3.5

I 233
Work

Cast Iron
Carbon Steel

Material FC250

B&l
Alloy Steel

A - 7N— K8 (RED)
Hardened Steel
Pre-hardened Steel
(Free-Cutting)
(~45HRC)

ATV LA
Stainless Steel
SUS304

HE BEEE | EURE BEEE | EUERE BEEE | EUERE EEEE | XVEE | BEERE | XUERE
DC: Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(min) (mm/min) (min) (mm/min) (min”") (mm/min) (min™) (mm/min) (min”) (mm/min)
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
16 1,790 620 2,390 720 1,990 450 1,790 300 1,590 240
20 1,430 660 1,910 760 1,590 480 1,430 310 1,270 250
25 890 450 1,270 560 1,020 340 890 220 760 170
IARE ap=0.5DC ap=0.5DC
Depth of Cut ae=0.3DC ae=0.2DC

PXNH- PXNL &H#H siot miing L/D =3.5

HWHEIM 2373
Work
Material

Carbon Steel

Cast Iron

FC250

A&l
Alloy Steel

SEM - TUN— R 8 (TRE)
Hardened Steel
Pre-hardened Steel
(Free-Cutting)
(~45HRC)

ATV LA
Stainless Steel

SUS304

HE BEERE | XYRE | BGERE | XYERE | BBERE | XYRE | AERE | XUERE | BHEERE | XUERE

DC Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(min) (mm/min) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min) (mm/min)

10 2,230 360 3,180 450 2,550 270 2,230 170 1,910 130

12 1,860 300 2,650 370 2,120 220 1,860 140 1,590 110

16 1,390 320 1,990 400 1,590 240 1,390 150 1,190 120

20 1,110 360 1,590 450 1,270 270 1,110 170 950 130

25 760 280 1,150 370 890 210 760 130 640 100

Dot ap=0.5DC

1. L RSB HHEEDOENEDETEATEL,
CEDRARE MBI S EARRIC K., BERRE, R REEAET S0,

Use a rigid and precise machine and holder.

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

I R AN
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RELEPRLGBDBEAR. CVOUPRELPTARYETOT BERRE. X RE ARSI ZRHBET I,
PIHIRMAE. RIVARED S D v VR E(PXMZ) DRELREICNAY R2R(LF) ZMA 2 RE LR ZEBLULREEZ L TTEL,

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

Please consider the overhang length as the total length of replaceable head and overhang length of shank holder.
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A—FSOF7 AR H
Corner Radius Type =
PXRE N
N

[a)

a

[a)]

o

WYEIEAEER Cutting Conditions

PXRE L/D=3.5

" — R EE A - R - Sk A&M-TAH SAE$H (38 ~ 45HRC) . 5
1 o & BEEEE
*aijf Mild Steel* Carbon Steel- Cast Iron Alloy Steel- Tool Steel TIUN—R Hardn:]ffﬁStee\ Hardnjejn%jﬂSteel
Material SS400, S55C, FC250 SCM, SKT, SKS, SKD Hardened Steel Pre-hardened Steel s ~l55HRC) (55 ~ 60HRC)
atena (~750N/mm?) (~30HRC) SKD, NAK80, HPM50
HE EEEE | EUERE BEEE | EURE BEEE | EUERE BiEE | EXURE | EBRE | XUERE
DC Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(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=0.05xI—F¥&(RE)
PHARE Corner Radius Corner Radius
Depth of Cut
de=0.3DC ade=0.3DC

1. M. AL ABRIEDD BBEDOBNEDEFEATEL,

PRARE MBS EARKRIC K, BERRE, X REZFHET S0,

RELBHRLLEDHEIE. COUDPRELPT<KARVETOT. BERE. X RE. TIARSZFHET S0,

PHIRMEE RIVRED SO+ IRIVE(PXMZ) DEELREICAY FER (L) ZMARELREZEBLIZBEEZLTTEL.
Use a rigid and precise machine and holder.

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

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

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

PON=AWON

PSTW |PSEL ||PSE | PSFL||PSF [|[PAO ||IPAS |[PLDS PPZAG|PDZ||[PHP

PFR||PFB ||PFAL||IPDR JPRC |[|[PHC |PMD
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A—FS ST AKX

Corner Radius Type

PXDR

-m§|l§1¢§$§ Cutting Conditions

PXDR-P L/D=5

sl — AR EE R - R - SRk A&l-IEM A7V LA FER s
Work Mild Steel* Carbon Steel* Cast Iron Alloy Steel: Tool Steel Stainless Steel* Hardened Steel Harde:neél Steel
Material SS400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD (45 ~ 55HRC)
atera (~750N/mm?) (~30HRC) (~45HRC)
R [Bl3RRE XV RE E¥REE IRV RE [Bl¥R®EE RYEE [Bl3RRE RVEE
DC Speed Feed Speed Feed Speed Feed Speed Feed
(min”") (mm/min) (min) (mm/min) (min) (mm/min) (min”) (mm/min)
10 4,770 3,580 4,770 2,860 4,770 2,150 4,770 1,430
12 3,980 2,980 3,980 2,390 3,980 1,790 3,980 1,190
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
YHAEX ap=0.05DC ap=0.03DC
Depth of Cut Qe=0.25DC ae=0.25DC

PXDR-N L/D=5

o .TH = <EF'ES$ _ -
. | Bas I AFVLAM- BE —_— —
oy Steel- Tool Steel Stainless Steel- Hardened Steel
Work Hardened Steel Hardened Steel
Material SCM, SKT, SKS, SKD 5US304, SKD (45 ~ 55HRC) (55 ~ 60HRC)
(~30HRC) (~45HRC)
HE ElER®E E XV RE Bl E XV RE BElE®E XY EE ElER®E E XV EE
DC Speed Feed Speed Feed Speed Feed Speed Feed
(min”) (mm/min) (min) (mm/min) (min) (mm/min) (min”) (mm/min)
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
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
YPAEX ap=0.03DC ap=0.02DC
Depth of Cut Qe=0.25DC 8e=0.2DC

1. B RSB H B EEDOBVENEEATEL.

2. PHARE . MBI SERIRRICKY . BEmRE XY REEZFET 0,
3. RHULEDPRLZHEIF. CVTUHARELPIT<RVET DT BIRRE. X URE. THARSEHET S0,
4. PIHIRME R SHED DD v 7RIV E (PXMZ) DRELREICNY F2R(LF) ZMA ZRE L REZEBLZBEEZLTTEL,

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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AT IT7HAR

Square Type

PXSH

-H
e
ER

K

WYEIEAEER Cutting Conditions

PXSH fAIEIYNHE] side miing L/D =4

WHI

Work
\EICHE]

FAHE M (~ 45HRC) -
TUN—R$R
Hardened Steel* Prehardened Steel
SCM, SKD61, NAK8O

Hardened Steel

~ 62HRC

PIRIEE
Cutting Speed 110~130 80~100 60~80 50~70 40~60
(m/min)
Mz PEEE | XWRE | BEEE | XURE | BBEERE | XURE | DBERE | XYEE | DHERE | XUEE
DC Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(min) (mm/min) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min) (mm/min)
12 3,180 2,290 2,390 1,720 1,860 940 1,590 690 1,330 510
16 2,390 2,290 1,790 1,720 1,390 930 1,190 690 1,000 510
20 1,910 2,290 1,430 1,720 1,110 930 960 690 800 510
25 1,530 2,450 1,150 1,840 890 1,000 760 730 640 510
1 ap=1D ap=1D dp=1D
PARE | P P
Depth of Cut de=0.05D ade=0.03D ae=0.02D
212 4. @eMax=1mm ae Max = Tmm ae Max = 0.5mm

PXSH fIEYIHI side miing 4<L/D =5

. W (~ 45HRC) - et
WHIA SUN—R>8E Hardened Steel
M\;\/toel—r"(al Hardened Steel* Prehardened Steel
' SCM, SKD61, NAK80 ~ 62HRC
IHEE
Cutting Speed 75~95 55~75 40~60 35~55 25~45
(m/min)
Mz EE®RE | XYERE EERRE | XYEE EEm®RE | XYEE BERE | XUEE | BBRE | XURE
DC Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(min) (mm/min) (min) (mm/min) (min) (mm/min) (min”) (mm/min) (min”) (mm/min)
12 2,260 1,630 1,730 1,250 1,330 480 1,190 340 930 200
16 1,690 1,620 1,290 1,240 1,000 480 900 350 700 200
20 1,350 1,620 1,040 1,250 800 480 720 350 560 200
25 1,080 1,730 830 1,330 640 720 570 550 450 360
- 1 ap=1D ap=1D ap=0.7D
PARE  |o P P
Depth of Cut ae=0.03D ade=0.02D ae=0.02D
7 a. deMax=1mm Ae Max = Tmm e Max = 0.5mm
1. HE. RV AIBIEOHBEEDBNEDEEATE,
2. CVOYDRET BRI, BERE EVEEZR LA TTIFCTERATE,
3. RHLENPRLLDHAIE. COUDPRELPTBRYETOT BIEEE. X RE AR ZHETEL,
4. PHIRME. RIVERED SO v IRIVZ(PXMZ) DRELUREICAY RER(LF) 2N RELREZRBLIEEEZLTTE.
5. PIHIRFIEHEIF IS CTI7 70— £ 213 RIBEO DR OGIHIEHIZ ZER TS0,
1. Use arigid and precise machine and holder.
2. When chattering occurs, reduce the speed and feed simultaneously.
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.
5. Use an air blow or a suitable cutting fluid with high smoke retardant properties.
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AT IT7RAR

Square Type

PXSH

-wﬁ'“%{*Eﬁi Cutting Conditions
INIBFICRETDRIEPHIBICI DR TSN KKDOBRENHYET,  Caution:Sparks generated during operation or heat caused by tool breakage can cause fire.

BE K% R&BTITOTTELN, Be sure to use all proper fire - prevention measures.
BEBEEOTI VT2 EFALEBADEERHRTT. The conditions below are for high speed / high precision machining centers.

PXSH %Eﬂ“ﬁmﬁu High-Speed Side Milling L/D §4

= ~ . RE M
wHl BEB(~ 45HRO) Hardened Steel
TUN—KV# ardened Stee
thor: | Hardened Steel* Prehardened Steel
atena SCM, SKD61, NAKSO ~ 62HRC
YIHIEE
Cutting Speed 160~180 140~160 95~115 80~100 60~80
(m/min)
S BEEE | XWERE BEGRE | XYRE | HEHERE | XURE BEmRE | EUERE BEmRE | EXUERE
DC Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(min) (mm/min) (min") (mm/min) (min) (mm/min) (min) (mm/min) (min) (mm/min)
12 4,510 2,600 3,980 2,290 2,790 1,130 2,390 860 1,860 600
16 3,380 2,600 2,990 2,300 2,090 1,130 1,790 860 1,390 600
20 2,710 2,600 2,390 2,290 1,670 1,130 1,430 860 1,110 600
25 2,170 2,780 1,910 2,440 1,340 1,210 1,150 920 890 640
adp=1D ap=1D ap=1D ap=1D
PARE | P P P i
Depth of Cut de=0.05D ae=0.03D de=0.015D ae=0.01D
71 3. @eMax=1mm ae Max = Tmm ae Max = 0.5mm ae Max = 0.2mm

1.ERDETTDEKEPRELETOT. BRAXEDH HYHIHFIIAETFISERALBZOTTE,

2. W, RSB HHEEDBVNENE EATEL,

3. VWP RET B, MEmEE. X REZRLCEEGTTIF TIERATEL,

4. FIHIRAE, RV SHRED S DS ¥ 7RIV E (PXMZ) DRELUREICNY F2R(LF) ZMA REURESERBLIGREZLTTEL.
5. SIHIEFISHHIFICIEC TT7 70— £ 23 REEO DR OEIEIHHIZ ZEATE0.

1. Tools can cause sparks. Do not use flammable fluids.

2. Use arigid and precise machine and holder.

3. When chattering occurs, reduce the speed and feed simultaneously.

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

5. Use an air blow or a suitable cutting uid with high smoke retardant properties.
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I T AR H
Radius Type =
PXHF-AM i<
N
(&)
a
-

WYEIEAEER Cutting Conditions

PXHF-AM
. 3)[:.‘/77]”1'%@%*1@%4% (E®) Maximum Ramping Angle (E°*)

= Lo ANUBIRBF
FED SreEVIAaE Helical Milling (mm) AJAHIVAEE
Desi . Ramping Angle Helical Angle
esignation Eo &®/ME &# pe
Do Min.
PXHF-AM120C12-06R150-O 18 23
PXHF-AM160C16-06R200-O 3° 24 31 1.5°
PXHF-AM200C20-06R250-O 30 39

LR

PSTW |PSEL ||PSE | PSFL||PSF [|[PAO ||IPAS |[PLDS PPZAG|PDZ||[PHP

Do Min./Max.
o
o s =
708 75L\1’Eﬁ2.t®3‘]5%ﬁ?1*%% Edge shape definitions for the purpose of creating a program o
u = | O
O IR AL R : T
Desi . Remainder | o
esignation rt 7
| ¢ S
PXHF-AM120C12-06R150-O R1.5 0.36 ' I3 o
- o
PXHF-AM160C16-06R200-O R2 0.47 ! o
o
PXHF-AM200C20-06R250-O R2.5 0.59 | e o
MIICEL T ZhAZAREIROZ D FZAIY RINELTMITOT ZLEERTE, | \ -
During machining, please program the milling paths according to the recommended simulated R (rt) ' E
respective to the individual end mill diameter. | o
[an]
L
DCF o
o
(i
o
(18
(%2)
sO
X2
Lo
S
3
280 |z




ZOT AAR

Radius Type

PXHF-AM

-wﬁ'“%{*Eﬁi Cutting Conditions

MIICELTIE. ZhZENBRLERDOT S FTAIY RINELTMITOI S LZERTEL,

During machining, please program the milling paths according to the recommended simulated R (rt) respective to the individual end mill diameter.

PXHF-AM IEEW%’“ Frontal Milling L/D §4
HEWTUN-K5R

w S = aNbsOLE :
Loviid Hardened Steel- Hardi]nfc?ﬁStee\ Sf:;_IZsl:;S(tgmel Cobalt-Chromium FAVESR ) NiB&E
MWorl-< Prehardened Steel Based Alloy Titanium Alloy Ni-Based Alloy
aterial (Stellite) (Inconel 718)
~70HRC =200HB
IHIERE
Cutting Speed 110~130 90~110 65~85 125~145 110~130 90~110 30~50
(m/min)
WZ BERE | ZV)RE | FEEEE | *XUERE | RGERE | XVRE | EEERE | RUERE | RERE | ZVERE |EERE | RYEE | RERE | X)RE
DC Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(min™) | (mm/min) | (min") | (mm/min)| (min?) | (mm/min) | (min®) | (mm/min)| (min?) | (mm/min) | (min") | (mm/min)| (min?) | (mm/min)
12 3,180 5,270 2,650 4,390 1,990 1,580 3,580 5,930 3,180 5,270 2,650 4,390 1,060 760
16 2,390 5,280 1,990 4,390 1,490 1,570 2,690 5,940 2,390 5,280 1,990 4,390 800 770
20 1,910 5,270 1,590 4,390 1,190 1,570 2,150 5,930 1,910 5,270 1,590 4,390 640 770
al 7
PHARE “r A dp=Max:0.04D
Depth of Cut a de=Max:0.5D

PXHF-AM Emmﬁ“ Frontal Milling 4<L/D §5

AEW-TIN-KVH

EEE

a/NhOLE

HHIA Hardened Steel* AT LA ; P NiZ&®
i - FAUEE )
Work Prehardened Steel Hardened Steel Stainless Steel Cogaalste%hArﬂr;):um TitalﬂlenAlloy Ni-Based Alloy
Material (Stellite) (Inconel 718)
~ 62HRC ~70HRC =200HB
IRIEE
Cutting Speed 100~120 80~100 60~80 115~135 100~120 80~100 25~45
(m/min)
v BEGEE | ZVERE |[EEERE | XURE | RHEE | XVERE | EERE | XURE | RGEE | XUERE | EEEE | XUEE | RREE | X)RE
DC Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(min?) | (mm/min) | (min") | (mm/min)| (min?) | (mm/min) | (min") [ (mm/min)| (min?) | (mm/min) | (min") | (mm/min)| (min?) | (mm/min)
12 2,920 3,780 2,390 3,100 1,860 1,210 3,320 4,300 2,920 3,780 2,390 3,100 930 540
16 2,190 3,780 1,790 3,090 1,390 1,200 2,490 4,300 2,190 3,780 1,790 3,090 700 540
20 1,750 3,780 1,430 3,090 1,110 1,200 1,990 4,300 1,750 3,780 1,430 3,090 560 540
a! 7
TARE 1 A ap=Max:0.03D
Depth of Cut a de=Max: 0.5D

1VAIBRTZTAT47 -XZaT770F vV (REHERE) . £EABRYBREORRYMT
IERATBZEEHRELET.,

2.4, KL RAEBIMEODDBEEOBNEDEIHEATI,

3. ERDERBHKETHRRTYT, REOMIICHIDYHIRMHIE EREBZITIRRICIEC T
BETFE0.

A WRRELIONAHBEAELEDBEIE EYREEMATIEATE.

5. RELREDRGD B AR OOUSRELPTLRYETOT. BERE. EWRE. 57
HFREERETE,

6. EIHA B ISE L 2B DT RERO L RVEDEZFERTEY,

7.EROBAICF VLK THREYDENELS I 7 70—-IC TV LT EBRET S0,

8.AFVLAM. I/ NIOLER. FEVAR. Ni EAROMIICIE. KAMIHEHHFIOME
AERRLET,

9. TEDIRNIEE Z R/NRICIMA TZTEATE.

10.3—FHBETHEFHEH T HHA1E. BERELWATIERATI.

NEYIEN0SDLULDBE MIEICHRATHRETSIENBHIET,

281

1. This tool is recommended for the roughing of additive manufacturing and mold overlay
surfaces.

2. Please use machines and holders that are rigid and highly accurate.

3. The values listed above are for reference. Please set the cutting condition in accordance
with the actual machining environment.

4. Please reduce the feed rate when the depth of cut is greater than specified.

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

6. Please use a suitable fluid with high smoke retardant properties.

7. During dry (no fluid) milling, please use air blow to remove disposable chips from the milling
area and to eliminate chip packing.

8. Please use water-soluble coolant when machining stainless steel, cobalt-chromiumalloy,
titanium alloy, and Ni-based alloy.

9. Tool runout should be kept to a minimum for maximum accuracy.

10.When the cutting load fluctuates in areas such as the corners, please reduce the rotational
speed.

11.If the pick amount is 0.5 x D or more, cusp may occur on the machined surface.




-H
e
E £

K

PXHF-AM IEEYIHE] Frontal miing 5<L/D =6

BEEWE-TYN—=RD N
g | oURTUNCFYR AU AFVLAE | VUVhoOLR . NEES
Work Hardened Steel- Hardened Steel Stainless Steel Cobalt-Chromium Farae Ni-Based Allo
) Prehardened Steel Based Alloy Titanium Alloy y
Material (Stellite) (Inconel 718)
~62HRC ~70HRC =200HB
REE
Cutting Speed 90~110 70~90 50~70 100~120 90~110 70~90 20~40
(m/min)
iR EEmRE | EURE | BGERE | XURE | DHRE | XURE | BRRE | ZUEE |EERE | XVRE | BRRE | XURE | DRRE | XURE
DC Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(min) | (mm/min) | (min) | (mm/min)| (min?) | (mm/min) | (min") | (mm/min)| (min?) | (mm/min)| (min") | (mm/min)| (min?) | (mm/min)
12 2,650 2,670 2,120 2,140 1,590 800 2,920 2,940 2,650 2,670 2,120 2,140 800 350
16 1,990 2,670 1,590 2,140 1,190 800 2,190 2,940 1,990 2,670 1,590 2,140 600 350
20 1,590 2,670 1,270 2,130 960 810 1,750 2,940 1,590 2,670 1,270 2,130 480 350
a!
PHARE 21 ap=Max:0.02D
Depth of Cut de=Max:0.5D

VARIRBZTAT747 %2277 F ¥V (RERE) . £@RARVBREORRYINT
ICERATHIEEH|BLET,

2. 8. R AIBIEDHZDBEENBNEDEIERA TS,

3. ERDEREHKETHERTY. EEOMIICHE BRI ERESEICRRISECT
RETELN

4 HREMGE)EYVAABEAREEDBEIF XUREEZMATIHEATIL,

5. RHLREHPRLDHBEEF. OVUARELPITHYETOT MEERE. #VRE. 157
HREEFHBTELN,

6. ENHIHFZWHIA ICE LB DT RERDODBVEDEZFEATEL,

7.EROBEIIE PIIKTREEYDPROKII I 7 70TV ST ERET SN,

8.ATVLAM. AN hOLER. FEVER Ni BASOMIICIE. KAMETIHIRFOE
REHELET,

9. TROIRNIBE Z&R/NRICHIA TZTEAT 0.

10.3—FHEHKFHEH T BB A1 BEHRREEMATIEATE.

NEYIENOSDULEDBE MIECHRATHIRETHIEDBIVET,

1. This tool is recommended for the roughing of additive manufacturing and mold overlay

surfaces.

Please use machines and holders that are rigid and highly accurate.

3. The values listed above are for reference. Please set the cutting condition in accordance

with the actual machining environment.

Please reduce the feed rate when the depth of cut is greater than specified.

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

Please use a suitable fluid with high smoke retardant properties.

During dry (no fluid) milling, please use air blow to remove disposable chips from the milling

area and to eliminate chip packing.

8. Please use water-soluble coolant when machining stainless steel, cobalt-chromiumalloy,
titanium alloy, and Ni-based alloy.

9. Tool runout should be kept to a minimum for maximum accuracy.

10.When the cutting load fluctuates in areas such as the corners, please reduce the rotational
speed.

11.If the pick amount is 0.5 x D or more, cusp may occur on the machined surface.

L

No oA

282

PXD @S

PD

PSTW |PSEL ||PSE | PSFL||PSF [|[PAO ||IPAS |[PLDS PPZAG|PDZ||[PHP

PFR||PFB ||PFAL||IPDR JPRC |[|[PHC |PMD

SF

O
EE
x
o

TR

Technical data

Index
e




ZOT AAR

Radius Type

PXHF-AM

-ﬂ]ﬁ'“%ﬁ:gﬁi Cutting Conditions
MIICELTIE. ZhZENBRLERDOT S FTAIY RINELTMITOI S LZERTEL,

During machining, please program the milling paths according to the recommended simulated R (rt) respective to the individual end mill diameter.

PXHF-AM fIEIE] side milling
FAEW-TUN—KV

NV OLE

wHl+ Hardened Steel- HER 27V LAE . N NiBE&S
Nore | ddenedstee StaniessSoel | CobatChonium || ZAER | .ased Aloy
Material i (Inconel 718)
~70HRC <200HB (Stellite)
IHIERE
Cutting Speed 80~100 50~70 50~70 100~120 90~110 70~90 30~50
(m/min)
WZ BERE | ZV)RE | FEEEE | *XUERE | RGERE | XVRE | EEERE | RUERE | RERE | ZVERE |EERE | RYEE | RERE | X)RE
DC Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(min™) | (mm/min) | (min") | (mm/min)| (min?) | (mm/min) | (min®) | (mm/min)| (min?) | (mm/min) | (min") | (mm/min)| (min?) | (mm/min)
12 2,390 1,200 1,590 570 1,060 230 2,650 1,340 2,390 1,200 1,590 570 800 230
16 1,790 1,200 1,190 570 800 230 1,990 1,340 1,790 1,200 1,190 570 600 230
20 1,430 1,200 960 580 640 230 1,590 1,340 1,430 1,200 960 580 480 230
PHAEE dp=Max:0.5D dp=Max:0.5D dp=Max:0.5D dp=Max:0.5D
Depth of Cut | @ae=Max:0.05D de=Max:0.02D de=Max:0.05D de=Max:0.02D

VAIREBZTAT47 -RZ2T770F v U7 (RRHTE) - £RARYBREORERYINT
ICERTAHIEEMBLET,

ML RV AR S D BEOB VB DEIEATE.

L ERDOERHKETHERTY. EEOMIICHITBMHIRAFE ERESEICKRISELCT

RETEL.

A WBRMAEVEYNARBEREED BT XYREEZNMATIHEATIL,

5. LRI TRORBELENIDUTOHBENDBERTY, RELENAZIVBEIE. OVUHR
ELPILLYETOT. BERE EVRE. YAHRSEFHET 0,

6. GNHIHA B ISEL 2B DT RERDODBRVEDEZFEATE,

7.E2ROBRICF I THEEUDPRVEST7 70—-IC TV LT EBRET S0,

8.AF VLA, /NN OLESR. FEVAR. Ni RS OMIICIE. KAMEIHIRFIORE
AEHRELET,

9. TEDIRNBEZR/RICIA TIHEATEL,

10.3—FBEVHIRFHRH T HHEE. BHEREEZMPATIEATE.

w N
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1. This tool is recommended for the roughing of additive manufacturing and mold overlay
surfaces.

2. Please use machines and holders that are rigid and highly accurate.

3. The values listed above are for reference. Please set the cutting condition in accordance
with the actual machining environment.

4. Please reduce the feed rate when the depth of cut is greater than specified.

5. The above table is a guide when the amount of protrusion of the tool is 4 x D or less. If the
amount of protrusion is large, chattering is likely to occur, so adjust the rotation speed,
feed rate and depth of cut.

6. Please use a suitable fluid with high smoke retardant properties.

7. During dry (no fluid) milling, please use air blow to remove disposable chips from the milling
area and to eliminate chip packing.

8. Please use water-soluble coolant when machining stainless steel, cobalt-chromiumalloy,
titanium alloy, and Ni-based alloy.

9. Tool runout should be kept to a minimum for maximum accuracy.

10. When the cutting load fluctuates in areas such as the corners, please reduce the rotational
speed.
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WYEIEAEER Cutting Conditions

PXBE-P L/D=5

PXBE-N L/D=3.5

—iRIEE R - R - B ik aeE TEN ATV LA HEH HEW-FEOER
= " Stainless Steel Hardened Steel FEm
Hardened Steel Titanium Alloy (Wet) Hardened Steel

WHIA Mild Steel: Carbon Steel
Work Cast Iron
Material 55400, S55C, FC250

Alloy Steel- Tool Steel
SCM, SKT, SKS, SKD
(~30HRC)

o

T

o

N

—iRIEE R - R - Bk a8 -TES A7V VA AEH Bil-FEUESR E

Wit Mild Steel- Carbon Steel Al nSt T *\‘St | Stainless Steel Hardened Steel

Work Cast Iron S(?l\y/l ST(eT SEE S;S Hardened Steel Titanium Alloy (Wet) (©)
\EICHE] S$S400, S55C, FC250 I(~3O’HRC') SUS304, SKD Ti-6Al-4V §
(~750N/mm?) (~45HRC) (45 ~55HRC) o

HiE B4R EE RV EE [Bl3R®RE RV EE E3REE XV RE [Bl¥REE RYEE 0
DC Speed Feed Speed Feed Speed Feed Speed Feed 9
(min) (mm/min) (min”") (mm/min) (min) (mm/min) (min) (mm/min) o

10 4,770 2,150 3,820 1,720 3,180 1,430 3,180 950 2
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 9(
20 2,390 1,070 1,910 860 1,590 720 1,590 480 o
T8

wn

A3 o

MiARE ap=0.07DC ap=0.04DC

Depth of Cut P f=0.15DC Pf=0.1DC T
wn

o

w
wn

o

—

11
wn

o

=

'_
wn

fal

SUS304, SKD Ti-6Al-4V (55 ~ 60HRC)

(~750N/mm2) (~45HRC) (45 ~55HRC) fa)

HiE EHRE | XYERE | BHERE | XVEE | BERE | XURE | BAREE | XURE | BBRE | XURE =

DC Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed o

(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 i

12 6,630 2,980 6,630 2,980 5,310 1,910 3,980 1,190 2,650 400 %)

o

16 4,970 2,240 4,970 2,240 3,980 1,430 2,980 900 1,990 300 o

20 3,980 1,790 3,980 1,790 3,180 1,150 2,390 720 1,590 240 [:3

o

o

MiARE ap=0.05DC ap=0.04DC ap=0.03DC =

Depth of Cut =

epthoriu P f=0.15DC P f=0.1DC P =0.05DC I

[an]

1. 1. RV ARINOH BEEDOENENEFEATE, TN

2. PBARE . MBI FERIRRICKY. BERE, XD REEZFET 0, a
3. RELEBHPRLZHBEIF. OVUPRELPIBYETOT BIEREE. X RE, PHARSZFHET S0,

4. PIHIRME. RV SRED DD v 7RI E (PXMZ) DRELREICAY F2R(LF)ZMAZRE L RS ZEBUBEEZLTTEL, o

1. Use arigid and precise machine and holder. t

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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K=K

Ball Type

PXBM

-wﬁ'“%{*Eﬁi Cutting Conditions

PXBM L/D=3.5

—RAEE R - R - Bk A% -TAH A7V LA AEH Hi-FaE2(ER)
WHI Mild Steel- Carbon Steel Alloy Steel Stainless Steel Hardened Steel B
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet) Hardened Steel
Material SS400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD Ti-6Al-4V (55 ~ 60HRC)
(~750N/mm?) (~30HRC) (~45HRC) (45 ~55HRC)
R BEEE | XURE | BHRRE | XYEE | BHEERE | XURE | EERE | XYEE | BEERE | XURE
DC Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(min) (mm/min) (min) (mm/min) (min”") (mm/min) (min) (mm/min) (min) (mm/min)
10 7,960 4,770 7,960 4,770 6,360 3,050 4,770 1,910 3,180 640
12 6,630 3,980 6,630 3,980 5,300 2,540 3,980 1,590 2,650 530
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
YHARE ap=0.02DC
Depth of Cut Pf=0.05DC

1. B RSB H B EEDBEVENEEATEL.

2. PHARE . MBI SERIRRICKY . BEmRE XY REEZFET 0,

3. RULEBDPRLZHEIE. CVTUHARELPLTRVETOT BIRRE. XURE. PHARSEFHET S0,

4. PIHIRME RV SHED S D> v 7RI E (PXMZ) DRELREICNAY F2R(LF) ZMA ZRE L REZEBLZBEEZLTTEL,
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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