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Silent Roughing End Mill Series SI-WC-RESF

SI-WH-RESF
PXNH/PXNL
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See the new dramatic effect of ; ol
heavy duty milling with zero chattering §,\\; 3
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SI-WC-RESF|
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I want to improve efficiency of roughing operatlon but
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sound Vlbratlon sl horsepower

chattering Unstable clamping
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Silent Roughing End Mill is suitable for the operation with no vibration and chattering.
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Feature 1: High vibration isolation Feature 2: Low cutting resistance
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Variable-lead of peripheral cutting edge Unequal spacing of end teeth Unequally configured serrations of the
cutting edge
T N R =—% Y mE el ]
O MR HRIES, I TAEE KIEEE
Data: Better cutting efficiency and much less processing time.
RY 1016
Size
“INIA4% : SUS304
Work Material
UIRE :ap=8.6mm
Depth of Cut TergEE
Work Image
RRINTREF
Food Processing Screw
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Processing time per work minutes Cutting Load
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A variety of products are available according to cutting environment.

RS 2SN T SI-WC-RESF

Carbide Silent Roughing End Mill

L PN

High Helix Type

W /MEERE

Low Helix Type

BN E AN Tk SI-WH-RESF

HSS Silent Roughing End Mill

( Phoenix aJ#asL=; h
grosEmIE

Phoenix Exchangeable Head
End Mill Roughing Type

]
PXNH R
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Low Helix Type

PXNL
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Low helix type is recommended for preventing vertical cutting force.
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Side clamping

KERRFFE DR

Limited exposed-core of clamps

O HANIASIRFERXSHNERK
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Low axial cutting force

EOT e

Possibility of having deflection of work

Image for Selecting Roughing End Mills
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Emphasis on efficiency

SI-WC-RESF
(BEREE)

SRR RS £ BN THE]

Conventional Carbide Roughing End Mill

Efficiency &t

BEBGITR - ERY
Emphasis on durability

SI-WH-RESF (=iE5)
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Conventional HSS Roughing End Mill

AEEINT
For roughing

PSEL/PSFL
(Phoenix AT &&M=CAAIITELT] < EXKEETD >)

Phoenix Indexable Roughing End Mill
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@INI¥PE cutting Data

W EAmEPEE, INTHERRES
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n T )

\’}Vork Magial*_l— SuUs304

78 EE 40m/min 20m/min

Cutting Speed (800min™) (400min™)
WS EE 345mm/min 192mm/min
Feed (0.108mm/1) (0.12mm/t)
T #l R —

Dllptﬁ of Cut R = ap=8.6mm

7 Hl R KA ML E R

Coolant Water Soluble

£ B W SZHINTTAHL

Machine Vertical Machining Center

8 7

AN EE 31% 45%

B SE{hAF

FemtELL,

f A T B | SI-WC-RESF ([@FE&£. KiZiEmE)
Tool (Carbide, High Helix Type)
R I | s10

m T R $5400

Work Material

) Hl & E

Cutting Speed

160m/min (5,100min™)

# % & B | 1,200mm/min (0.06mm/t)
mIT s | s

Milling Method Side Milling

DA A E | ap=10mm(1D) @e=5mm (0.50)
7 el A | SRR

Coolant Air Blow

A #H W | IO

Machine Vertical Machining Center

W SEMARTE

FemtEtt, BEREAEMAM

% B T B | S-WC-RESF BRAZ. NEiEfRE)
Tool (Carbide, Low Helix Type)
R I | s10

m I # $5400

Work Material

7 H E E

Cutting Speed

160m/min (5,100min™)

e R E
Feed

1,200mm/min (0.06mm/t)

mT s | M

Milling Method Side Milling

N A E | ap=10mm(1D) @e=5mm (0.5D)
7 E A | SR

Coolant Air Blow

£ B N W | ZXXnIHd

Machine Vertical Machining Center

, RIFRITIENRES

Low cutting load enables longer tool life and higher efficiency.

NI 164TARTFERTE (£58)

Time required for milling 16 parts

40 80 1 gO

(min)
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SI-WH-RESF
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Competitor

SI-WH-RESF

INT164N THERIEIRLE

Comparison of wear after milling 16 parts

HB A F =& Competitor

(= RN A B4
%*ml)l_lk_#: Tool wear of SI-WC-RESF is less than half of the competitor’s product.
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Amount of wear after milling 120 minutes

0.05 01 0.15

0.2
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wear width

0.25

SI-WC-RESF
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Competitor

SI-WC- RESF

NI 1205 $P/EHIEIREEE

Amount of wear after milling 120 minutes

Hftt2® Competitor

SI-WC-RESF achieves twice the durability than the competitor’s product.

T T4

Number of Processed Workpiece

5 10 15

A (pes)
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SI-WC-RESF

Bt B

Competitor

SI-WC-RESF

T 18 ML
After milling 18 parts

NI 9ANTHE
After milling 9 parts

Hb A F =& Competitor




. Z:%«%ﬁﬂ’ilﬁﬂﬁﬁﬁ' r é"Ef)”uaniLlJ:El’ilﬂ'ﬁﬂ“R‘E Variable lead enables more than twice the durability.
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YIEHEE willing Length (m)

40

60 80 100

100.8m .
Hith/AF
A 33.6m
Competitor A
Hith /A5
F=EB 22.4m
Competitor B

JBk:PXNL200C20-04C006 (=Y et S eqivEas
# A I B &S FEINTHET]
Tool JFF: PXMZC20S520-S120 Competitor's indexable
Holder roughing
R bj 20 47] 20 67]
Size Flutes Flutes
mIT &
Work Material S50C
7 A oE E ; .
Cutting Speedz 120m/min (1,910min™)
WL EE 764mm/min 764mm/min
Feed (0.Tmm/1) (0.66mm/1t)
mIsH gk
Milling Method Side Milling

7 oE R E

Depth of Cut

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

7 Bl H SR
Coolant Air Blow
= B M W TG (BT40)
Machine Vertical Machining Center

(YIHIEERS33.6m)

(After 33.6m milling)

. t)J \ﬁ'ﬂ Bﬁjj B%{EEZO%L\J\J: Cutting resistance is reduced by over 20%.

733k :PXNH200C20-04C006 YN[ SEIE 2 k="
fE AT R | ML
Tool JJFF:PXMZC208520-S120 Competitor's indexable
Holder roughing
R Nj 20 47 20 67]
Size Flutes Flutes
mI N
Work Material S50C
7 B OE E ; L
Cutting Speed 100m/min (1,590min™)
o oEE 450mm/min 450mm/min
gesd (0.07mm/t) (0.047mm/4)
mIr R R
Milling Method Slotting

7R E

Depth of Cut

ap=6mm, 8mm, 10mm

7 H w A

Coolant

e

Air Blow

£ B oW

Machine

SR (BT40)

Vertical Machining Center

AT A (HIEER33.6m)

Competitor A
(After 33.6m milling)

Hfth/A5) B(IHIEERS22.4m)
ompetitor
(After 22.4m milling)

YIEIBEAE~RAE~

t}J 3000— —— PXNH Cutting resistance - maximum values -
1 - CE(M?EF‘E‘:A
BH ompetitor A N
F5 2500f— Hth\ BB /.
{E Competitor B
N /
o 2000 ./
E /
LE” 1,500
3 /

1,000

0 6 8 10 (mm)

TIHIRE (@p)

Depth of Cut



@R R~ Dimensions

EHRESEHEEINTYE)] SI-WC-RESF

Carbide Silent Roughing End Mill

/MZFERBEY Low Helix Type

j@%ﬁﬁ%ﬂ High Helix Type

= =
o - : , B B -
&) 5 bt o
/ APMX / APMX
CHW CHW
LF LF
AN IEITD | SPEED ANN IEITD | SPEED
CARBIDE vy n5-ns o CARBIDE vy 40°~42° o
3~ FIT p.14 FIT p.14
DC <12 0~-0.05 DC<£12 0~-005
12<DC 0~-006 12<DC 0~-006
/MEFERE! Low Helix Type #fzmm  Unitmm KAZFEREY High Helix Type #fzmm  Unitmm
2K | DK | W2 | D BEERE EF 2K | DK | W& | D |FIERE EFE
LF | APMX | DCON | ZEFP | CHW |Stock LF |APMX| DCON | ZEFP | CHW |Stock
5 60 13 6 3 0.3 - 5H 60 13 6 3 0.3 —
3017406 6 60 13 6 0.5 O 3017456 6H 60 13 6 0.5 O
7 80 16 8 0.5 - 7H 80 16 8 0.5 -
3017408 8 80 19 8 0.5 O 3017458 8H 80 19 8 0.5 O
9 80 19 10 0.5 - 9H 80 19 10 0.5 -
3017410 10 80 22 10 0.5 O 3017460 10H 80 22 10 0.5 O
11 80 22 12 0.5 — 11H 80 22 12 0.5 —
3017412 12 80 26 12 0.5 O 3017462 12H 80 26 12 0.5 O
13 85 26 12 4 0.6 — 13H 85 26 12 4 0.6 —
14 85 26 12 0.6 - 14H 85 26 12 0.6 -
15 90 26 16 0.6 - 15H 90 26 16 0.6 -
16 100 32 16 0.6 — 16H 100 32 16 0.6 —
17 100 32 16 0.6 — 17H 100 32 16 0.6 —
18 100 32 16 0.6 = 18H 100 32 16 0.6 =
19 100 32 20 0.6 — 19H 100 32 20 0.6 —
20 105 38 20 0.6 — 20H 105 38 20 0.6 —
O=tREEFR. FEDP No W RisEa#aE . O=Standard stock item. Without EDP NO.,Please contact us for details.
[ *B_Viﬂfnp*jé Guide for icons
*Z]'E Tool Materials %EE%EE Surface Treatment
BERaE IR N WXLRE
CARBIDE  Tgsten Carbide (PM polder Metallurgy HSS (CPM) WXL WXL Coating
Wé Egﬁ:"éq'ﬁ Tolerance for milling diameter ,*méﬁ Shrink Eﬁﬁ% Helix Angle
B [ SHRINK » AN Fou/iEtERNRIERE.
Tolerance for milling diameter. FIT }’E,ﬁmw&kﬂﬁﬁﬂe 30° X . i
Suitable for the shrink holder system. Displays helix angle of flute for end mills.
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HSS Silent Roughing End Mill

APMX

LF

DCON

:
DCON

LF
% g \
- [a)} Ny - | _
CHW/ APMX
LF

LU
B LF

T [ — stz s N [SPERD
WXL 10<DCS18 £009 ' 25°~31.5
18<DCS30 £0105 p15
Bf:mm Unit:mm
2K VAL S T ET S EEMEIREE UBES AR EEfE
LF APMX DCON LU DN CHW ZEFP Type Stock

5 80 13 6 - - 0.5 3 2 =

8409806 6 80 13 6 - - 0.5 1 @)
7 80 16 10 - - 0.5 2 -

8409808 8 85 19 10 - - 0.5 2 @)
9 95 19 10 - - 0.5 2 =

8409810 10 100 22 10 - - 0.5 1 @)
11 105 22 12 - - 0.6 2 —

8409812 12 110 26 12 - - 0.6 1 @)
13 110 26 12 - - 0.6 4 4 -

14 110 26 12 - - 0.6 4 =

15 120 26 12 - - 0.6 4 -

8409816 16 125 32 16 50 15 0.6 3 O
17 125 32 16 - - 0.6 4 -

18 125 32 16 - - 0.6 4 =

19 135 32 16 - - 0.6 4 -

8409820 20 140 38 20 60 19 0.6 3 @)
21 140 38 20 - - 0.6 4 -

22 140 38 20 - - 0.6 4 =

23 140 38 20 - - 0.8 4 -

24 160 45 25 70 23 0.8 3 -

8409825 25 160 45 25 70 24 0.8 5 3 O
26 160 45 25 - - 0.8 4 -

27 160 45 25 - - 0.8 4 -

28 160 45 25 - - 0.8 4 -

29 160 45 25 - - 0.8 4 -

8409830 30 160 45 25 - - 0.8 6 4 O

FRRIRBAIES%E PS5, O=fniEERER. FEDP NoW=RiE&iaFEkaEl, O=Standard stock item. Without EDP NO.,Please contact us for details.

See p.5 for explanation of icons.



@R R~ Dimensions

Al 7] NN E PXNH

Exchangeable Head End Mill Roughing Type

Bl PXNH XHZ5ERBEY High Helix Type

SPEED
FEED

%iﬂﬂ} L without Coolant Hole

MM,‘

LF

ToiEfL

without Coolant Hole

PXNH RE£572 47]) Ki25EMA IR Variable Lead, Four Flutes, High Helix, Roughing Type Bf:mm Unitmm
AR MR EIEAER D K | 2K | 3R | 2R (|TEHE| MR
Designation DC CHW ZEFP | APMX LF DCON FHA Cs Grades
7830450 PXNH100C10-04C005 10 0.5 4 7 13 9.7 | 40°/42° C10 |XP3225
7830451 PXNH120C12-04C005 12 0.5 8.4 14.4 11.7 | 40°/42° C12 |XP3225
7830452 PXNH160C16-04C006 16 0.6 4 11.2 18.7 15.7 | 40°/42° C16 |XP3225
7830453 PXNH200C20-04C006 20 0.6 4 14 21.5 19.6 | 40°/42° C20 [XP3225
7830454 PXNH250C25-04C006 25 0.6 4 17.5 27.5 24 40°/42° C25 |XP3225
1LEXTIFFAER, BSEPI - P11,
1.Refer to pages 9 and 11 for details on shank holders.
E[ %; (w z
i g B R o
|| W (]
|| [a]

ﬁi‘hiﬁ}l, with Coolant Hole

AL

with Coolant Hole

PXNH FE£552 47) Xi2befs #BIN LA Variable Lead, Four Flutes, High Helix, Roughing Type Bfzmm  Unitmm
& M2 | EEmE DE | DK | 2K | WE | RiER | REAE A&
Designation DC CHW | ZEFP | APMX LF DCON FHA Cs Grades
7830461 |PXNH120C12-04C005-0 12 0.5 4 8.4 14.4 11.7 | 40°/42° C12 |XP3225
7830462 |PXNH160C16-04C006-O| 16 0.6 4 11.2 18.7 15.7 | 40°/42° C16 |XP3225
7830463 |PXNH200C20-04C006-0| 20 0.6 4 14 215 19.6 | 40°/742° C20 |XP3225
7830464 [PXNH250C25-04C006-0| 25 0.6 4 17.5 275 24 40°/42° C25 |XP3225

1. (EFARERGEHAY, BERTHRIQHILAILFNT. BXIFFMEES, BSRPI0- P12,

1. For the use of internal coolant, please use the appropriate head and shank holders with oil hole. Refer to pages 10 and 12 for details on shank holders.

RO (BIFRERERR). Stock are categorized as O (Standard stock item). \




al RSk (ek 7] #EANTES PXNL

Exchangeable Head End Mill Roughing Type

B PXNL /MZFEAE! Low Helix Type

\‘l
s o i
Ll " | fllllllll il
s A Cs
Yeto. ] 1]f— : o <LMT’F‘ i,
p.16 without Coolan?ll-lole

955E}|_, without Coolant Hole

PXNL FEZ£E572 47] /MENERA 1T R Variable Lead, Four Flutes, Low Helix, Roughing Type Bf7:mm  Unit:mm
BmS B MR EIEmE| D | K | 2K | @R | 2R |TEAME MR
EDP No. Designation DC CHW ZEFP | APMX LF DCON FHW Cs Grades

7830400 PXNL100C10-04C005 10 0.5 4 7 13 9.7 19°/21° C10 |XP3225
7830401 PXNL120C12-04C005 12 0.5 4 8.4 14.4 11.7 19°/21° c12 XP3225
7830402 PXNL160C16-04C006 16 0.6 4 11.2 18.7 15.7 19%/21° C16 |XP3225
7830403 | PXNL200C20-04C006 20 0.6 4 14 215 196 | 19°/21° C20 |XP3225
7830404 PXNL250C25-04C006 25 0.6 4 17.5 275 24 19%/21° C25 |XP3225

1. BXTIFIEMER, BSIP9 - P11,
1.Refer to pages 9 and 11 for details on shank holders.

%Z%
= I

rrrrrrrrrr [ 1)
SL
CHW APMX =
LF icpis il
with Coolant Hole
%}Hﬂ}l, with Coolant Hole
PXNL FREZEi2 47] /\M2jERE $EINTE Variable Lead, Four Flutes, Low Helix, Roughing Type Bfimm Unitmm
B MR BRI D DK | 2K | FR | 12l |TENR| MR
Designation DC CHW ZEFP | APMX LF DCON FHW Cs Grades
7830411 | PXNL120C12-04C005-0 12 0.5 4 8.4 14.4 1.7 19°/21° C12 |XP3225
7830412 | PXNL160C16-04C006-0O 16 0.6 4 11.2 18.7 15.7 19°/21° C16 |XP3225
7830413 | PXNL200C20-04C006-0 20 0.6 4 14 21.5 19.6 | 19/21° C20 |XP3225
7830414 | PXNL250C25-04C006-0 25 0.6 4 17.5 275 24 19°/21° C25 |XP3225

1. CEFEPBRALHAT, BERTRICIMILAITILFIN. BXRIIFRFARER, HSEPI10- P12,
1. For the use of internal coolant, please use the appropriate head and shank holders with oil hole. Refer to pages 10 and 12 for details on shank holders.

‘ EEEE RO (RMiRERERR). Stock are categorized as O (Standard stock item). \ 8




@R R~ Dimensions

aI#RSLIVEETIR0F  PXMZ

Shank Holder for Exchangeable Head End Mill

Type 1
r
4
o
— a
LF
F53HFL without Coolant Hole
Type 2
BHTA
® P w
EE s
Z z
1 =t I
Q o
a B g
LF

FoimFL without Coolant Hole

TALERNEBINTIRE Head +LB

‘LHead 1 LB 1
%iﬂﬂ}b without Coolant Hole
FERE S JIHF Carbide Shank “ Bfi:mm  Unitmm
SR mE | e | mE | ek | @k DEEsRlzmmg i
Designation DCONWS | DCONMS BHTA L7 LB xHead +ng<x Cs Type
7801830 |PXMZ-C10SS10-S075CS 10 0° 75 17.3 30.3 1
7801810 |PXMZ-C10SS10-L100CS 9.8 10 0° 100 37.3 50.3 C10 1
7801840 |PXMZ-C10TP12-LL130CS 12 0.9° 130 67 80 2
7801831 |PXMZ-C12SS12-S075CS 12 0° 75 24 38.4 1
7801811 | PXMZ-C12SS12-L100CS 117 12 0° 100 459 60.3 ci2 1
7801832 |PXMZ-C12SS12-L115CS 12 0° 115 64.2 78.6 1
7801841 PXMZ-C12TP16-LL135CS 16 1.3° 135 83.8 98.2 2
7801833 |PXMZ-C16SS16-S090CS 16 0° 90 39.2 57.9 1
7801812 |PXMZ-C16SS16-L130CS 15.7 16 0° 130 61.2 79.9 c16 1
7801834 | PXMZ-C16SS16-L135CS 16 0° 135 84.2 102.9 1
7801842 |PXMZ-C16TP20-LL165CS 20 1.1° 165 115 136.5 2
7801835 |PXMZ-C20SS20-S090CS 20 0° 90 39.1 60.6 1
7801813 |PXMZ-C20SS20-L150CS 196 20 0° 150 78.4 99.9 c20 1
7801836 |PXMZ-C20SS20-L180CS 20 0° 180 109.1 130.6 1
7801843 |PXMZ-C20TP25-LL200CS 25 1.1° 200 140 161.5 2
7801814 | PXMZ-C25SS25-L200CS 24 25 0° 200 96.6 1241 C25 1

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

o) | Efmssn0 (FRERTER). Stock are categorized as O (Standard stock item). |




DCONW;

LWWVVJ

LF

#5HFL with Coolant Hole

BHTA
i

DEQN%S
H

B
LF

%iﬂﬂ}b with Coolant Hole

|

#SHFL with Coolant Hole

DCONMS

DCONMS

TELERNBBINTIRE Head +L8

| Head | LB
I I

N

TERA £ JIFF Carbide Shank Bf:mm  Unitmm

SR e | e | mE | ek | @ik DEEsBllasm o

Designation DCONWS | DCONMS BHTA LIF LB Head +L/§Fx Cs Type
7803511 |PXMZ-C12SS12-S075CS-0 12 0° 75 25 39.4 3
7803512 |PXMZ-C12SS12-L100CS-0 12 0° 100 46.3 60.7 3
7803513 |PXMZ-C12SS12-L115CS-0 1.7 12 0° 115 65 79.4 Cc12 3
7803514 |PXMZ-C12TP16-LL135CS-0 16 1.3° 135 85 99.4 4
7803515 |PXMZ-C12TP16-LL150CS-0 16 1° 150 85.6 100 4
7803521 |PXMZ-C16SS16-S090CS-0 16 0° 90 40 58.7 3
7803522 |PXMZ-C16SS16-L130CS-0 16 0° 130 62 80.7 3
7803523 |PXMZ-C16SS16-L135CS-0| 15.7 16 0° 135 85 103.7 C16 3
7803524 |PXMZ-C16TP20-LL165CS-0 20 1° 165 115 133.7 4
7803525 |PXMZ-C16TP20-LL180CS-0 20 1° 180 116.6 135.3 4
7803531 |PXMZ-C20SS20-S090CS-0 20 0° 90 40 61.5 3
7803532 |PXMZ-C20SS20-L150CS-0 20 0° 150 79.3 100.8 3
7803533 |PXMZ-C20SS20-L180CS-0| 19.6 20 0° 180 110 131.5 Cc20 3
7803534 |PXMZ-C20TP25-LL200CS-0 25 1° 200 140 161.5 4
7803535 |PXMZ-C20TP25-LL210CS-0 25 1° 210 145 166.5 4
7803541 |PXMZ-C25SS25-L200CS-0| 24 25 0° 200 98 125.5 C25 3

1. fEFEAEBALIMAT,

E{E RIS HILATI LTI

2. BEHERECHEENNE, URllBEMHmEs.
1. For the use of internal coolant, please use the appropriate head and shank holders with oil hole.
2. Adjust the position of the coolant nozzles accordingly so that the chips do not get tangled.

FEFIPREAO (BMREETR).

Stock are categorized as O (Standard stock item).

10



@R R~ Dimensions

aI#RSLIVEETIR0F  PXMZ

Shank Holder for Exchangeable Head End Mill

U

Type 1
— e . —E
S 3
= = . 18
LF
Fo3HFL without Coolant Hole
Type 2  pm

DCONWS
1
U
DCONMS

LB

FilFl without Coolant Hole

%im}l, without Coolant Hole
M TIHF Steel Shank

Bfzmm  Unitmm

/ - |~ 3 4 [omp AN

B mE | e | BE | ek | ik |[ZEXsBlewm ik

Designation DCONWS | DCONMS BHTA LF LB IN= Cs Type

Head +LB

7801800 PXMZ-C10SS10-S075 9.8 10 0° 75 12 25 C10 1
7801801 PXMZ-C12SS12-S100 117 12 0° 100 18 32.4 ci2 1
7801821 PXMZz-C12TP20-S145 ’ 20 5° 145 47.4 61.8 2
7801802 PXMZ-C16SS16-S100 157 16 0° 100 23 41.7 ci6 1
7801822 PXMZ-C16TP25-S155 ) 25 5° 155 53.1 71.8 2
7801803 PXMZ-C20SS20-S120 196 20 0° 120 28 49.5 c20 1
7801823 PXMZz-C20TP32-S170 ’ 32 5° 170 70.8 92.3 2
7801804 PXMZ-C25SS25-S140 24 25 0° 140 34.5 62 C25 1

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

11 | A0 (BFRERERFR). Stock are categorized as O (Standard stock item). |




DCONW:

DCONMS

*'F‘ﬂ't;‘E}l_, with Coolant Hole
M JIHF Steel Shank

T H7FL with Coolant Hole

%

TELRERNEBINIIRE Head +LB

Head LB

-

N

Bf:mm  Unit:mm

&R Mz | e | mE | ek | @K | ZoRERD lwems R
Designation DCONWS | DCONMS BHTA LF LB Head +L’§Rx Cs Type
7803501 |PXMZ-C12SS12-S100-0 11.7 12 0° 100 18 32.4 C12 3
7803502 |[PXMZ-C16SS16-S100-0 15.7 16 0° 100 23 41.7 C16 3
7803503 |PXMZ-C20SS20-S120-0| 19.6 20 0° 120 28 49.5 C20 3
7803504 |PXMZ-C25SS25-S140-0| 24 25 0° 140 34.5 62 C25 8

1. EFANEBELHAT, EGEATRISHFLAYTILANTIT.
2. BELERCHEENME, URBEHES.

1. For the use of internal coolant, please use the appropriate head and shank holders with oil hole.
2. Adjust the position of the coolant nozzles accordingly so that the chips do not get tangled.

EEFRSRER A0 (BIARERETR).

Stock are categorized as O (Standard stock item).

12



@R R~ Dimensions
St IREEEL  PXMJ

Joint for Exchangeable Head End Mill

el i,

LL)‘ Zitl
without Coolant Hole
Type 2 CRKS

- -
e LA,
SVl

e —

LF L
with Coolant Hole
PXM series can be used with the shank holder (OP-SFA)

by connecting the joint holder (PXMJ) .

DCONWS

DCONMS|
DCSFMS
d

DCONWS
DCSFMS

PXMZ71 PXMJ OP-SFA
PXM Series
%iﬂﬂ}b without Coolant Hole
PXMJ #£ 4 3L Joint BfZ:mm  Unitmm
—— PN e s e A | s | on RESWeme] g
EDP o Deesfigntiiton Dn e ONWSIDGoNMS | ORkS Spanner LF DCSFM%E e Type
7801893 | PXMJ-C12SF06 12 11.7 6.5 M 6 |PXMP8-10 18 11 C12 1
7801894 | PXMJ-C16SF08 16 15.7 8.5 M 8 |PXMP13-16| 21.8 14.5 C16 1
7801895 | PXMJ-C20SF10 20 19.6 10.5 M10 |PXMP13-16| 26.5 18 Cc20 1
7801896 | PXMJ-C25SF12 25 24 12.5 M12 |PXMP21 34 23 C25 1

%}Hﬂ} l,. with Coolant Hole

PXMJ ##z3L Joint BAmm Unitmm

N N /Z P /|-
DESEEen Head Dia. | DCONWS |DCONMS| CRKS Spanner LF pcsems| ©s Type

7803551 | PXMJ-C12SF06-0 12 11.7 6.5 M 6 |PXMP8-10 18 11 C12 2

7803552 | PXMJ-C16SF08-0 16 15.7 8.5 M 8 |PXMP13-16| 21.8 14.5 C16 2

7803553 | PXMJ-C20SF10-0 20 19.6 10.5 M10 |PXMP13-16| 26.5 18 C20 2

7803554 | PXMJ-C25SF12-0 25 24 12.5 M12 |PXMP21 34 23 C25 2
1. EFEPIBRALMAY, BEAHRSMILEILMIN. BXTIFNFARER, BSEPI10- P12,
1. For the use of internal coolant, please use the appropriate head and shank holders with oil hole. Refer to pages 10 and 12 for details on shank holders.
M=% Accessories

s S s 1. REREFSELR,
BIR BRTIKIME | et | EFREEE 2 R BENFATELAR,
Designation AH%[;IACE?: Cs tigﬁ?eor:?nng]etg?gge 1.Please refer to the table on the left for
10 c10 10N~ tightening torque.
(0] . 2.Contact your nearest OSG sales
7801890 PXMP8-10 612 ci12 12N m representative for details of our dedicated
¢>1 6 c16 30N-m adjustable torque wrench for tightening
* inserts.
si’fi, 7801891 PXMP13-16 $20 c20 50N-m
7801892 PXMP21 25 C25 60N-m
PXM ERIRFIERM.,

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

| A0 (BRERERFR). Stock are categorized as O (Standard stock item). |




@tﬂﬁﬂ%{#&;&% Cutting Conditions
BRESIHSEMEMMTI®T) SI-WC-RESF

Carbide Silent Roughing End Mill

B MNE side Milling

\ . aam. R - TE )
moam | B | CHSESBSRES |0t o see | pameveostesL | TEE | vee
ORISR ATEREIE FC250 SS400+ S50C SCMISIISKOGSRE SKD- NAK SUS304 Ti-6AI-4V
(~30HRC) L 25HRC)
IME iR HERE iR HERE iR HERE iR HERE LE3E HERE LEE HERE
MILL DIA. SPEED | FEED | SPEED | FEED | SPEED | FEED | SPEED | FEED | SPEED | FEED | SPEED | FEED
(mm) (min) (mm/min) (min') (mm/min) (min™) (mm/min) (min™) (mm/min) (min-") (mm/min) (min-") (mm/min)
5 5,730 430 7,640 500 5,730 280 5,090 240 4,460 210 3,180 130
6 4,770 610 6,370 710 4,770 400 4,240 330 3,710 290 2,650 180
8 3,580 940 4,770 1,090 3,580 610 3,180 510 2,790 450 1,990 270
10 2,860 950 3,820 1,100 2,860 620 2,550 510 2,230 450 1,590 270
12 2,390 860 3,180 990 2,390 560 2,120 460 1,860 410 1,330 250
16 1,790 820 2,390 960 1,790 540 1,590 450 1,390 390 990 240
20 1,430 770 1,910 890 1,430 500 1,270 420 1,110 360 800 220
ap
PIBIRE ap ‘ ae
DEPTH OF CUT
=1.5D ‘ =0.3D 5
e

1. 5 FARMERSAIHURFITIE.

2 IEHRIEIEIRE. IRENIMEEE S SRR R R,

3 EEREAIN TR A RENGITIEH.

A RETHIERS, BRSREIBRE.

1. Use a rigid and precise machine and holder.

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

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

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

. *gli-% Slotting

N . VERRN - FREEEN
POBRIMAIER 2L FC250 S$S400- S50C SEi° ST S50 EYD SKD - NAK SUS304 Ti-BAI-4V
(~30HRC) (~45HRC)
IME iR HSEE R HGRE R HGRE iR BHERE iR BHERE iR BHERE
MILL DIA. SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED
(mm) (min™) (mm/min) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min-") (mm/min) (min-") (mm/min)
5 4,460 280 7,000 380 5,090 210 4,460 170 3,820 140 2,550 80
6 3,710 430 5,840 580 4,240 320 3,710 260 3,180 220 2,120 130
8 2,790 470 4,380 650 3,180 350 2,790 290 2,390 250 1,590 140
10 2,230 510 3,500 700 2,550 380 2,230 310 1,910 270 1,270 150
12 1,860 470 2,920 640 2,120 350 1,860 290 1,590 240 1,060 140
16 1,390 460 2,190 630 1,590 340 1,390 280 1,190 240 800 140
20 1,110 440 1,750 610 1,270 330 1,110 270 950 230 640 130
TIERE ap=1D ap
DEPTH OF CUT =
ap Max=12mm 7

1. 1 RIS RO UARF T,

2 IBTRIEIEIRE . IR B NI B & S F RS TR

3. EERES I T HRIR R RE/NITIEH.

A RATFEIN , BERSSEIIBEWR S,

1. Use a rigid and precise machine and holder.

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

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

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

14
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@tﬂﬁﬂ%{%}ﬁ% Cutting Conditions

EIENEFSAENTEET] SI-WH-RESF

HSS Silent Roughing End Mill

B N side Milling

/el -TEN
ALLOY STEEL-TOOL STEEL
SCM- SKT- SKS- SKD

(~30HRC)

iz
CAST IRON
FC250

—RRASE RN - BN
MILD STEEL- CARBON STEEL
$S400- S50C

NI

WORK MATERIAL

VAR - FAEEN
HARDENED STEEL-
REHARDENED STEEL

SKD : NAK
(~45HRC)

TEER
STAINLESS STEEL
SUS304

REE
TITANIUM ALLOY
Ti-6AI-4V

Iz IR | HARE | RE | HERE | EBE | #HeERE BE | HERRE | BE | HEERE | BE | #EEE
MILL DIA. SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED
(mm) (min-") (mm/min) (min-") (mm/min) (min-") (mm/min) (min-") (mm/min) (min-") (mm/min) (min-') (mm/min)
5 3,500 230 4,140 240 3,180 160 2,860 130 2,230 100 1,590 60
6 2,920 300 3,450 300 2,650 210 2,390 170 1,860 130 1,330 80
8 2,190 340 2,590 350 1,990 240 1,790 190 1,390 150 990 90
10 1,750 380 2,070 390 1,590 270 1,430 220 1,110 170 800 110
12 1,460 410 1,720 420 1,330 290 1,190 230 930 180 660 110
16 1,090 480 1,290 490 990 340 900 270 700 210 500 130
20 880 510 1,030 520 800 360 720 290 560 230 400 140
25 700 490 830 510 640 350 570 280 450 220 320 140
30 580 480 690 490 530 340 480 270 370 210 270 130
e Dc dp de gc
DEP?EHSRIJ:ECUT <30 =1.5D =<0.5D g
=30 =1D A
de

BRI RS EILARFN IR,
TEEFIEA I TR A E NI EHR.

. BEHEHEZE D E B HBR B,

. Use a rigid and precise machine and holder.

. Use suitable cutting fluids with high smoke retardant.

. Consider the way of coolant supply to help smooth chip ejection.

W= W=

B B siotting

Al -TEWN

VEETEN - FRAEEN

5 —RRHEE BRI S5 =)
wolElB | onsTon  |wosTeeCuonsren | 40 STEE 100 stee | EATRENERTESLE | srandelssreel | maiuauor
(~30HRC) (~45HRC)
pE iR HIGEE R HEIRE IR HSIRE IR BHEIRE R HISIEE R HEEE
MILL DIA. SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED
(mm) (min™) (mm/min) (min™) (mm/min) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min) (mm/min)
5 2,860 130 3,180 120 2,550 90 2,230 70 1,590 50 950 30
6 2,390 160 2,650 160 2,120 110 1,860 90 1,330 60 800 30
8 1,790 200 1,990 190 1,590 140 1,390 110 990 80 600 40
10 1,430 220 1,590 210 1,270 150 1,110 120 800 80 480 40
12 1,190 230 1,330 220 1,060 160 930 120 660 90 400 50
16 900 270 990 260 800 190 700 150 500 110 300 60
20 720 290 800 280 640 210 560 160 400 110 240 60
25 570 280 640 280 510 200 450 150 320 110 190 60
30 480 270 530 260 420 190 370 150 270 110 160 60
IR Ap=1D ap
DEPTH OF CUT ap Max=20mm
7

BRI S AILARFD IR,
IEERIEAIN TR R R/ IR,

. BEHEHETE D E B HBR B,

. Use arigid and precise machine and holder.

. Use suitable cutting fluids with high smoke retardant.

. Consider the way of coolant supply to help smooth chip ejection.

WN= W=



AL ] FHINTE.  PXNH/PXNL

Exchangeable Head End Mill Roughing Type

W %% side miling L/D=35

VR - R (1)) R
TR ek RN AL HARDENED STEEL STAINLEgs STTEEL
WORK MATERIAL CAST IRON FC250 CARBON STEEL ALLOY STEEL PREHARDENED STEEL ST
(~ 45HRC)
sz ; HHSEE | e SR gk SR g SR g SR
MILL DIA. 5{‘:’%3.?")5'5[’ FEED gg’%sﬂfED FEED SPEED FEED SPEED FEED SPEED FEED
) I (mm/min) I (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
YIMIRE ap e ap ae al
DEPTH OF CUT 0.5D 0.3D 0.5D 0.2D Z Qe
LSS

1. EEARIMET. BEBRIREEE,

2. iBRIERE. TR SRR R AR,

3 BEKITKN, SRERY, BESPREE. HEREFTEIRE.

4. BE BRI B TFFIEER (PXMZ) FIBHS STk K (LF) HRINABH RIS E DA &4,

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.

B EYE siottng L/D=35

VERREN - TEE (TRE) BN
AR ik R Al HARDENED STEEL STAINLESS STEEL
WORK MATERIAL CAST IRON FC250 CARBON STEEL ALLOY STEEL PREHARDENED STEEL 315304
(~ 45HRC)
EIXES R BHERHRE R BHEEE iR HHEEE iR HSEE R HSEE
MILL DIA. SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED
(mm) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
10 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
IR o
ap=0.5D
DEPTH OF CUT //

1. EEFARIME. BEBRIREEE,

2 BHRIERE. TR SRR AR LR R A IEE,

3 BEKITKN, SRERY, BELSPREE. HEEETEIRE.

4. BEBRFTETFFEES(PXMZ) FIBHK ST L2 K (LF) HRINABHS RIS E DA &4,

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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(DiEH cleaning @EHTE nitial Tightening QFREITE
N R NN — _ Final Tiehtoni
BRRTISk, T REEBAILAR ISR, FaiTE e Cenening
Remove dirt and chips from the connecting Tighten by hand ERERRFITFER
thread and shank. Tightet? with a spanner

wrench.

| ;I%ﬁ%lﬁj Cautions during use |

- EEAATRAAGIERRF (P13) .
- TSI AR, IBHIATIA.
CIEAERUH, TERRMA SRR B INEYE, BREATE .
- IBEIRFEATILMIEL, 2i8mEEE.

(AFERIRFAREER, )

RBEZRHO
Without gap

-~
@HEIA

Confirmation
HWAREEZR
Confirm that there is
no gap.

- Only use the spanner wrenches that are designed specifically for exchangeable head end mill (P.13). Please do not use alternative spanner wrenches sold on the market as a replacement.

- Please tighten until the head and the shank holder faces meet. Confirm that there is no gap.
- Please do not degrease. Degreasing the connecting thread may result in over tightening or a possible separation of the faces.
- Please make sure that the spanner wrench is inserted properly and turn it slowly during use.

NN I
JEZFPSEL/PSFL,

For large-diameter roughing, the Phoenix roughing
end mill series PSEL / PSFL is highly recommended.

: B INT8ET]

I/ PSEL

Roughing End Mill

#EBsE '
OSG PHOENIXZEHEA,

Please refer to this catalog for details
regarding the PHOENIX PSEL / PSFL
Series

£R8HE 2019

o
R Ve

PSFL

0SG Corporation

i

(& mmE ke

4-Corner Roughing End Mill




EIEIN TR RS

Silent Roughing End Mill: Field Data

5 R
Background
AEREWVNIE, REEFREKZNER, THEHBEEXENT, EEENIHENAESR. JJESHE

KNI H, AFIENSHENR, BSVBIFEERME, EIELIKERKNTEERSHSETIERTINIA
BERIES,

B—HHE, NSHETDESR®AENTIET], JUKBEENTHNENEGIEZ, TEH, —ENETXSRAR
AREFRARER,

Improving the productivity is an eternal theme in any manufacturing sites. Reducing the processing time is a big deal especially for
roughing process which generates large chips. Also, deflection and chattering of tool makes even difficult to increase cutting speed and
feed with long overhang length. Therefore, high feed tools are chosen more than those with long cutting length.

On the other hand, some customers have succeeded in reducing processing time by replacing high feed tools with roughing end mills. The
following is one of the field data and the comment from the developer of the Silent Roughing End Mills.

ijE?ﬁ%E_LBDIHET |\E—|_| Hg ?EV?U Cutting data: reduction of processing time

FRTR SI-WC-RESF 12H (KiZiefiie 12) BREHETIR 912
Tool (High Helix Type) Conventional High Feed Tool
InTAzsd
Work Material S50C
NI I BrRE
Workpiece Plastic Mold
PIHERE : - . -
Cutting Spoed 110m/min (2,920min™) 75m/min (1,990min™)
e 640mm/min (0.055mm/1) 300mm/min (0.038mm/4)
YIEIRE (4Hm)
Depth of Cut (axial) 6.5mm 1.0mm
YIHIEE (12m)
Width of Cut (radial) 12mm
2= el AT
Coolant Air Blow
{5 FEHTLAR EplIN TG (BTS50)
Machine Horizontal Machining Center
pnTAiE #4310 o4 £3 90 7
Time Approx. 10 min. Approx. 90 min.
FEEENT ET] FRESEUENTHT], TISEIHIRERS 6 8, HEEERS 2 SULLNESERNT, 3
FFRA RIS AgEHZE 1/9 BIITATIE,
Comment from the B2, ENERIANE, MIEELIAEE, EFPREE "MIEN, HF2EaTaE"
HNERBMROZ RIS BEINT.,
YNFRERKR, EXEERNINLISEHERSE, ER5EF—REASIEHBUSKRTD, HXIRE

EESX.

SR, (EATIRHITNENER, BEAREEFNEEHEESTE,

By using Silent Roughing End Mill, processing time was shortened more than 6 times in cutting depth
and more than twice in feed rate. Processing time was shortened to 1/9.

Changing the tool and cutter path is not easy. Without the customer’s strong desire to shorten the
processing time, this was not possible to make it. It was my great pleasure working together with our
valued customer to contribute the productivity improvement.

As being a cutting tool specialist, | would like to keep working to contribute our customers.
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0SG Corporation

BREHL () A8

ik ESHRTRETI®1335 KTRELT HT1HA110E1003-0755T

EBiE: 021-52552588; &8 021-58883300; #R4m: 200051

BRLH (Eifg) FHESA
it TRTES STEE1-2& AR 1004=
FBiE: 0510-82739271; {€H: 0510-82739220; HB4H: 214074

BXEH (L) TS
ol FHTERXICEr 3ABEE1801E
E3iE: 0553-5868160; f&H: 0553-5868190;  HB4R: 241000

B () BNESET
otk N Tl FEX R 181 SEIRAE5112
FEiE: 0512-62388327; f&E: 0512-62388320; HB4w: 215028

R (L) FMGRLISESH
i FUHATR L RKEIR— 866 S iRl 31E1703E
BEiE: 0571-82757757; {&E: 0571-82757767; MB4m: 311215

B (E8) TRESHT
WAL W T R B X AR KB AEAO1 352
FBiE: 0574-88161548;  {£E: 0574-88134670; HB4R: 315199

BRLH (L) THDRE
ek TNRAXAFITEEE1 57 S4RFIFCAEA17015
EBiE: 020-38210423;  {&E: 020-38210425;  #B4R: 510610

BREHL (£ FIESAT
ik RIHEERERKRERERR129CE (BRMHKIEAHO)
EiE: 0755-83566532; {&H: 0755-83558854; HB4®: 518048

EtEH (E8) dtmH e
otk bR EE MK 195 EfRK/EARE18-05C
EHiE: 010-85261018; f€E: 010-85261016;  HB4®: 100004

Xt (L) REHRA
otk KRR XE DR SR — SRR IR 37520/2 2007
EBiE: 022-23037566; Hikgw: 300100

BREAL (Ei) FBINESAT
otk SAEEERRN SR SELEZ LR 1SHk3S#1 8551002
HiE: 186-3092-1318; HRgm: 450016

BXEHL (EHE) PARESH
ol PRRTHARKRURAREGER13S#385T301=
EiE: 029-88860594; f€E: 029-88860594; #R4m: 710000

XA (Ef) KESRA
otk KEFFRXYUCERAEB2006
EiE: 0411-87655185; f&€H: 0411-87655186; Hik4m: 116600

BEH. (L) BBARE
etk : BRI RIERER30S A 73 SH#285T1202F
E3i&: 0532-66775787 f&€H: 0532-66775797  Hf4m: 266034

BXEAL (L) PLPRESSAT
hik: JEPATREATEX M&dbfETS5S LEEM RN S32-04
EiF: 024-22852762 fEE: 024-22852763 BRgR: 110021

B (L) KEFSH
ik KEHEHXERERIRERARES04S
FEiE: 0431-89388499;  f£E: 0431-89230366; Hp4m: 130012

BRLA (L) PRERRESSRT
et AERERX A RrEEPIER27 SR ERR2AR 18558035
EHiE: 028-65783992; f&H: 028-85005292;  HB4w: 610042

BRLH (L) ERDAE
bt ERMEAIXERENEELE18S PigiaE 4E12-1
FiE: 023-67136872; HR%m: 401120

BREAL (Eif) EiRESHR
odlk: BN L FEX =PHERFH T ERRB 1BE25052
EiE: 027-85557360; f&€H8: 027-85557350;  HpR4m: 430010

BREAL (Eif) KBS

ik MR KPHROKHETHEE3654TSOHO 1613
EiE: 0731-88620770; €8 0731-88620770; Hp4m: 410000
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