Phoenix PSE

BIBHIRS!

Phoenix Shoulder End mill
Shoulder Cutter Series

BEZBEORRBER sottom noten
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The bottom notch breaks chips into 2 pieces when processing ramping and helical milling.

BEMMHITIIBIEE - SHifEse, FIIiget TN T,

Preventmg chip jamming or wrapping and enabling smooth process.

O t#&O&ERF PSE11 R1.6LLTR. PSE15 R2. SU\—F
The bottom notch is available in PSE11 R1.6 or less,
and PSE15 R2.5 or less.

-

.%—*%EBH- High precision insert
_F&_E*ﬂ%g_ Bottom roughness

IE PSE11R032S5S832-5S (ZDKT11T304SR-GM XP3035) fiT###t:S50C
Work Material

tﬂﬁjﬂ# :Ve=180m/min  fz=0.1mm/t adp=0.1mm ae=25.6mm

Cutting Conditions

455 Ra: 0.5umUAT Rz : 4um EEHEREE I EHIEAUM LT,

i%
R
Result : PSE showed an improvement at the bottom flat surface finish Rz 4pm and under.

Cutting Conditions

TEO

Cutting Chips

—MENISRER—

TE :PSE15R032SS32-3S (ZDKT150508SR-GM XP3035) fiL#7#t: S50C
Tool

P T

Ramping

110

Cutting Chips

LRI

Side Milling Offset

Work Material

PEIEE Ve=180m/min  fz=0.1mm/t Ap=5mm ae=0.2mm
 BIREE10um (CEfME) RUEIN LSRER LA A EE S

Result : Showed improvement at side step machining as (measured) step as 10 pm
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Non-f yt I machining Difficult-to-machine machining & Long overhang material
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Shoulder Cutter with Straight Shank
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Bf7:mm Unitmm [in}
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Designation ZEFP DCON g ﬁ'P \caple Type
nserts -
7801100 PSE11R0165516-2S 16 2 16 90 25 10 0.12 1 ‘L,Ii
o
7801121 PSE11R016SS16-2L 16 2 16 150 50 10 0.21 1
7801139 PSE11R017SS16-2L * 17 2 16 150 25 10 0.22 2 E
wn
7801116 PSE11R0185S16-2S * 18 2 16 90 25 10 0.13 2 o
7801122 PSE11R018SS16-2L * 18 2 16 150 25 10 0.21 2 O
I
7801101 PSE11R020SS20-2S 20 2 20 100 30 10 0.21 1 o
7801115 PSE11R020SS20-3S 20 3 20 100 30 10 0.21 1 O
7801123 PSE11R020SS20-3L 20 3 20 160 60 10 0.34 1 E
7801140 PSE11R0215S20-3L * 21 3 20 160 30 10 0.35 2 -
7801117 PSE11R022S5520-3S * 22 3 20 110 30 10 0.24 2 2
7801124 PSE11R022SS20-3L * 22 3 20 160 30 10 0.35 2
a
7801102 PSE11R0255525-3S 25 3 25 120 35 10 0.40 1 E
7801125 PSE11R025SS25-3L 25 3 25 170 70 10 0.57 ® 1 e
7801104 PSE11R0255525-4S 25 4 25 120 35 10 0.40 1 ﬁ
7801141 PSE11R026SS25-3L * 26 3 25 170 35 10 0.59 2 &
7801126 PSE11R028SS25-3L * 28 3 25 170 35 10 0.59 2 o
[
7801118 PSE11R028S5S525-4S * 28 4 25 120 35 10 0.42 2 o
7801127 PSE11R030SS32-3L 30 3 32 190 90 10 1.01 1
7801119 PSE11R030SS32-4S 30 4 32 130 45 10 0.69 1
7801103 PSE11R032S532-3S 32 3 32 130 45 10 0.73 1 so
7801128 PSE11R0325532-3L 32 3 32 190 90 10 1.08 1 ><>§<
o
7801105 PSE11R0325532-55 32 5 32 125 40 10 0.70 1 &
7801142 PSE11R0335S32-3L * 33 3 32 190 35 10 1.09 2 é
7801129 PSE11R035SS32-3L * 35 3 32 190 35 10 1.1 2 éjr’,i
3
7801120 PSE11R0355S32-5S * 35 5 32 130 35 10 0.75 2 %ﬁ
o
F fa7IE PRSI p.89, N
Reduced Shank Type See p.89 for details. @ g Séﬁ?,l
g%
o
§mn
FErERh RO (AR EEETRER) Stock are categorized as O (Standard stock item). ‘ 86 24
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Shoulder Cutter with Straight Shank

2] i E (B ) ([ %=EnmI
P S E S S Face Milling Side Milling Side Milling Slofting e
Cutting Angle I
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LH
LF
LF
P2 e RIS
with Coolant Hole with Coolant Hole

Bf:mm  Unitmm

7801106 PSE15R025S525-2S 25 2 25 120 35 14 0.38 1
7801133 PSE15R025SS25-2L 25 2 25 170 70 14 0.55 1
7801143 PSE15R026SS25-2L * 26 2 25 170 35 14 0.57 2
7801130 PSE15R028SS25-2S * 28 2 25 120 85 14 0.40 2
7801134 PSE15R0285S25-2L * 28 2 25 170 35 14 0.58 2
7801131 PSE15R030S5S32-3S 30 3 32 130 45 14 0.67 1
7801135 PSE15R030SS32-3L 30 3 32 190 90 14 0.98 1
7801107 PSE15R032SS32-2S 32 2 32 130 45 14 0.70 1
7801111 PSE15R032SS32-3S 32 3 32 130 45 14 0.69 1
7801136 PSE15R032SS32-3L 32 3 32 190 90 14 1.04 1
7801144 PSE15R033SS32-3L * 33 3 32 190 45 14 1.07 @ 2
7801132 PSE15R0355532-3S * 35 3 32 130 35 14 0.72 2
7801137 PSE15R0355532-3L * 35 3 32 190 45 14 1.08 2
7801108 PSE15R040SS32-3S 40 3 32 140 50 14 0.82 2
7801138 PSE15R040SS32-3L 40 3 32 190 45 14 1.11 2
7801112 PSE15R040SS32-4S 40 4 32 140 50 14 0.83 2
7801109 PSE15R050SS32-3S 50 3 32 130 45 14 0.88 2
7801113 PSE15R050SS32-5S 50 5 32 130 45 14 0.87 2
7801110 PSE15R0635S32-4S 63 4 32 130 45 14 1.04 2
7801114 PSE15R063SS32-6S 63 6 32 130 45 14 1.04 2
e FE7IE B S p.89,

Reduced Shank Type  See p.89 for details.

87 ‘ FEETFRhER O (BIFREEETRR) Stock are categorized as O (Standard stock item).
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Shoulder Cutter with Bore Type

PSE BORE

SEBRINT

‘Contouring
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without Coolant Hole 2
BAf:mm  Unitmm .
o N w
R sz | mE e naE | fe [ BERE s a8 BRI mpsm v
Designation DC ZEFP F DCSFMS | DCON SRR APMX (kg) AFI‘P_"C“"‘E Type (&
n, = nserts
7801000 PSE11R040M16-4 40 4 40 38 16 10 0.21 1 E
7801004 PSE11R040M16-6 40 6 40 38 16 8.4 5.6 10 0.22 1 2
7801001 PSE11R050M22-5 50 5 40 45 22 10.4 6.3 10 0.30 1 ()
I
7801005 PSE11R050M22-7 50 7 40 45 22 10.4 6.3 10 0.33 1 o
7801002 PSE11R063M22-6 63 6 40 50 22 10.4 6.3 10 0.50 ® 2 %)
7801006 PSE11R063M22-8 63 8 40 50 22 10.4 6.3 10 1.07 2 g
7801020 PSE11R080M25.4-7 80 7 50 60 25.4 9.5 6 10 1.05 2
x
7801003 PSE11R080M27-7 80 7 50 60 27 12.4 7 10 1.04 2 (a)
o
7801021 PSE11R080M25.4-10 80 10 50 60 25.4 9.5 6 10 1.04 2
-
7801007 PSE11R080M27-10 80 10 50 60 27 12.4 7 10 1.03 2 <
w
7801008 PSE15R040M16-3 40 3 40 38 16 8.4 5.6 14 0.19 1 ok
7801014 PSE15R040M16-4 40 4 40 38 16 8.4 5.6 14 0.19 1 o
L
7801009 PSE15R050M22-3 50 3 40 45 22 10.4 6.3 14 0.30 1 o
7801015 PSE15R050M22-5 50 5 40 45 22 10.4 6.3 14 0.28 1 o
7801010 PSE15R063M22-4 63 4 40 50 22 10.4 6.3 14 0.47 2 IS:
7801016 PSE15R063M22-6 63 6 40 50 22 10.4 6.3 14 0.46 2
7801022 PSE15R080M25.4-5 80 5 50 60 25.4 9.5 6 14 1.00 2
7801011 PSE15R080M27-5 80 5 50 60 27 12.4 7 14 0.99 ® 2 o
7801025 PSE15R080M25.4-8 80 8 50 60 25.4 9.5 6 14 1.01 2 EE
7801017 PSE15R080M27-8 80 8 50 60 27 12.4 7 14 1.00 2 S
7801023 PSE15R100M31.7-7 100 7 50 70 31.75 12.7 8 14 1.45 3 g
7801012 PSE15R100M32-7 100 7 50 70 32 14.4 8 14 1.58 2 é:ﬁﬁ
3
7801026 PSE15R100M31.7-10 100 10 50 70 31.75 12.7 8 14 1.50 3 e,:[t%
o
7801018 PSE15R100M32-10 100 10 50 70 32 14.4 8 14 1.63 2 E’?‘ .b(
z N
7801024 PSE15R125M38.1-8 125 8 63 90 38.1 15.9 10 14 3.13 3 g?ﬁ!
7801027 PSE15R125M38.1-11 125 1" 63 90 38.1 15.9 10 14 3.15 3 ,g
s
5
§mn
FErERh RO (AR EEETRER) Stock are categorized as O (Standard stock item). ‘ 88 24
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Shoulder Cutter with Screw Fit Type

PSE SF

. ﬁ?%ﬁ*f%ﬁ Specification

1l
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Lil
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DCSFMS
%lié;rF

PISHFL

with Coolant Hole

PSE BR247Z2%ERY screw Fit Type Sfizmm  Unitmm
EH z | pm |sxee|eary | mERy | 2k |sEEE| Mpux BRI
Designation ZEFP DCON CRKS Spanner Size LF DCSFMS Applicable Inserts
7801600 PSE11R016SF8-2 16 2 8.5 M8 10 27 14.5 10 0.03
7801612 PSE11R017SF8-2 * 17 2 8.5 M8 10 27 14.5 10 0.03
7801613 PSE11R018SF8-2 * 18 2 8.5 M8 10 27 14.5 10 0.03
7801601 PSE11R020SF10-3 20 & 10.5 M10 14 33 18 10 0.06
7801614 PSE11R021SF10-3 * 21 3 10.5 M10 14 33 18 10 0.06
7801615 PSE11R022SF10-3 * 22 3 10.5 M10 14 33 18 10 0.06
7801602 PSE11R025SF12-4 25 4 12.5 M12 17 35 23 10 0.10 ®
7801616 PSE11R026SF12-3 * 26 3 12.5 M12 17 35 23 10 0.10
7801603 PSE11R028SF12-4 * 28 4 12.5 M12 17 35 23 10 0.1
7801604 PSE11R032SF16-5 32 5] 17 M16 22 40 28 10 0.19
7801617 PSE11R033SF16-3 * 33 3 17 M16 22 40 28 10 0.20
7801605 PSE11R035SF16-5 * 35 5 17 M16 22 40 28 10 0.20
7801606 PSE11R040SF16-6 40 6 17 M16 22 40 28 10 0.22
7801607 PSE15R025SF12-2 25 2 12.5 M12 17 35 23 14 0.09
7801618 PSE15R026SF12-2 * 26 2 12.5 M12 17 35 23 14 0.10
7801608 PSE15R028SF12-2 * 28 2 12.5 M12 17 35 23 14 0.10
7801609 PSE15R032SF16-3 32 3 17 M16 22 40 28 14 0.17 ®
7801619 PSE15R033SF16-3 * 33 3 17 M16 22 40 28 14 0.18
7801610 PSE15R035SF16-3 * 35 3 17 M16 22 40 28 14 0.18
7801611 PSE15R040SF16-4 40 4 17 M16 22 40 28 14 0.20

JIEkRE, TEES%EP190~192
See p.190-p.192 for shank holders.

Yo PSE fa718

Reduced Shank Type

DB EMEATRE, EEEEETNSE
BUREENNT. BUs NI &RAES.

*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.

SMz028

DC 928

89 ‘ FEETFRhER O (BIFREEETRR) Stock are categorized as O (Standard stock item).




WE Accessories

k=11 ERTIA ERTIR
Designation Applicable Inserts Applicable Cutters
7808107 FS25656P (Torx 8IP) PSE SS/SF ¢16~40
@@ © ZD*T11--
7808109 FS25673P (Torx 81P) PSE BORE ¢40~80
C‘@Eﬁﬁ?sg PSE SS/SF ¢25~63
amping Screw ~
7808115 FS35686P (Torx 15IP) @ ZDKT15- PSE BORE 40~125
® ZD*T11---
7808150 PS0830 (M8x30) PSE BORE ¢40
DRI ©0) ZD*T11---
Power Screw
7808151 PS1031 (M10x31) PSE BORE ¢50
® ZDKT15:+

R

Designation

ERTIA

Applic

able Inserts

EAIR

Applicable Cutters

PSE SS/SF ¢16~40
@: 7808225 8IP-D (Torx 8IP) ® ZD*T11 PSE BORE 40~80
wRF PSE SS/SF ¢25~63
Wiench 7808228 15IP-D (Torx 15IP) @ ZDKT15- PSE BORE (040~125
IRFiEBW. The wrenches are sold separately from the cutters.

FErERh RO (AR EEETRER) Stock are categorized as O (Standard stock item). ‘
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PAO

PSF

PRC PHC PSTW PSEL BZI=M PSFL

PFB PFAL PDR
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Clamping Screw * Body Demensions
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IBERTIES

Shoulder Cutter Series

PSEJ]H

Inserts

.]\EFEBH- Inserts

JIE R Insert Size EEY
k=1 PIEIDAE Uncoated

Designation No. of Cutting Edges

ZDKT11T302FR-NM 2 11x6.8 3.8 15° 0.2 2.0 7811048
ZDKT11T304FR-NM 2 11x6.8 3.8 15° 0.4 1.8 7811049
ZDKT11T308FR-NM 2 11x6.8 3.8 15° 0.8 1.4 7811023
ZDHT11T302FR-NM 2 11x6.8 3.5 15° 0.2 2.0 7811010
ZDHT11T304FR-NM 2 11x6.8 3.5 15° 0.4 1.8 7811024
ZDHT11T308FR-NM 2 11%6.8 3.5 15° 0.8 1.4 7811014
ZDHT11T312FR-NM 2 11x6.8 3.5 15° 1.2 1.4 7811015
ZDHT11T316FR-NM 2 11%x6.8 3.5 15° 1.6 1.4 7811017
ZDHT11T320FR-NM 2 11%x6.8 3.5 15° 2.0 1.4 7811018
ZDHT11T325FR-NM 2 11%6.8 3.5 15° 2.5 1.4 7811019
ZDHT11T332FR-NM 2 11%x6.8 3.5 15° 3.2 0.8 7811020
ZDHT11T340FR-NM 2 11%6.8 3.5 15° 4.0 - 7811021
ZDHT11T350FR-NM 2 11x6.8 3.5 15° 5.0 - 7811022
ZDKT11T304SR-GL 2 11x6.8 3.8 15° 0.4 1.8
ZDKT11T308SR-GL 2 11x6.8 3.8 15° 0.8 1.4
ZDKT11T312SR-GL 2 11x6.8 3.8 15° 1.2 1.0
ZDKT11T320SR-GL 2 11x6.8 3.8 15° 2.0 21

® ZDKT11T332SR-GL 2 11x6.8 3.8 15° 32 1.5
ZDKT11T304SR-GM 2 11x6.8 3.8 15° 0.4 1.8
ZDKT11T308SR-GM 2 11x6.8 3.8 15° 0.8 1.4
ZDKT11T312SR-GM 2 11x6.8 3.8 15° 1.2 1.0
ZDKT11T320SR-GM 2 11x6.8 3.8 15° 2.0 21
ZDKT11T325S5R-GM 2 11x6.8 3.8 15° 2.5 1.6
ZDKT11T330SR-GM 2 11x6.8 3.8 15° 3.0 1.5
ZDKT11T340SR-GM 2 11x6.8 3.8 15° 4.0 -
ZDKT11T308SR-GR 2 11x6.8 3.8 15° 0.8 1.4
ZDKT11T308SR-HR 2 11x6.8 3.8 15° 0.8 1.4
ZDKT11T304ER-SM 2 11x6.8 3.8 15° 0.4 1.8
ZDKT11T308ER-SM 2 11x6.8 3.8 15° 0.8 1.4
ZDKT11T312ER-SM 2 11x6.8 3.8 15° 1.2 1.1
ZDKT11T316ER-SM 2 11x6.8 3.8 15° 1.6 0.8
ZDKT11T320ER-SM 2 11x6.8 3.8 15° 1.2 0.3
ZDKT11T325ER-SM 2 11x6.8 3.8 15° 2.5 -
ZDKT11T332ER-SM 2 11x6.8 3.8 15° 3.2 =
ZDKT11T340ER-SM 2 11x6.8 3.8 15° 4.0 -

91 ‘ FEETFRhER O (BIFREEETRR) Stock are categorized as O (Standard stock item).




XC3020

XP3025

XC3030

MRERZEEIE, BRRHEAIBHTZIERIN.

* When using an insert with a corner radius of R2 or greater, the corner of the cutter body must be modified.

Please contact us for modification service if necessary.

- EREENAR = R2LLERITIRES, BEREIRAIRINASD

R{EIE Modification of R

XP3035

XP2025

XP2040

XC5040

Bf7:mm  Unitmm

7825024 7814024
7827026 7828026 7825026 7814026 7826026 7813026
7813034
7825035 7814035 7813035
7813036
7827025 7828025 7825025 7814025 7826025 7813025 7812025
7827032 7828032 7825032 7814032 7826032 7813032
7814053 7813053
7814038 7813038
7825039 7814039
7814054 7813054
7814055 7813055
7827033 7828033 7825033 7814033 7813033 7812033
7824035
7816034
7815031 7816031
7816040
7815027 7816027
7816041
7816042
7816043
7816044

(NexT )

FErERh RO (AR EEETRER) Stock are categorized as O (Standard stock item).
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PXD

PAS PZAG PHP PD

PAO

PSF

PRC PHC PSTW PSEL BZI=M PSFL

PFB PFAL PDR
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P

PXM
PXMC

i

R

w
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Clamping Screw * Body Demensions
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IBERTIES

Shoulder Cutter Series

PSEJ]H

Inserts

.\@ﬁﬁﬂ}:ﬁ' Inserts

RS Insert Size BERE
2/ tﬂﬁuw?ﬂ Uncoated

Designation No. of Cutting Edges

ZDKT150508FR-NM 2 15%9.3 5.56 15° 0.8 1.6 7811046
ZDKT150508SR-GL 2 15%9.3 5.56 15° 0.8 1.6
ZDKT150508SR-GM 2 15%9.3 5.56 15° 0.8 1.6
ZDKT150512SR-GM 2 15%9.3 5.56 15° 1.2 1.2
ZDKT150516SR-GM 2 15%9.3 5.56 15° 1.6 0.8
® ZDKT150520SR-GM 2 15%9.3 5.56 15° 2.0 21
ZDKT150530SR-GM 2 15%9.3 5.56 15° 3.0 1.9
ZDKT150540SR-GM 2 15%9.3 5.56 15° 4.0 1.1
ZDKT150550SR-GM 2 15%9.3 5.56 15° 5.0 0.7
ZDKT150508SR-GR 2 15%9.3 5.56 15° 0.8 1.6
ZDKT150508SR-HR 2 15%9.3 5.56 15° 0.8 1.6
ZDKT150508ER-SM 2 15%9.3 5.56 15° 0.8 1.6

93 ‘ FEETFRhER O (BIFREEETRR) Stock are categorized as O (Standard stock item).




- EREENAR = RULERTIRE, SBERETIAAIEIALD
MRBERREIE, BRRHIHTZIERIN,

* When using an insert with a corner radius of R2 or greater, the corner of the cutter body must be modified.

Please contact us for modification service if necessary.

R{EIE Modification of R

Gral

_ XC3020 XP3025 XC3030 XP3035 XP2025

G
Coated Materials

Bf:mm Unitmm

7827057 7828057 7825057 7814057 7826057 7813057
7827028 7828028 7825029 7814029 7826029 7813028 7812029
7814077 7813077
7814078 7813078
7814079 7813079
7814080 7813080
7814081 7813081
7814082 7813082
7827058 7828058 7825058 7814058 7813058 7812058
7824036
7815056 7816056

FErERh RO (AR EEETRER) Stock are categorized as O (Standard stock item).
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° PXM
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Clamping Screw * Body Demensions
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IBERTIES

Shoulder Cutter Series

PSE

WINIARHERE OB Bost
Recommended Materials by Insert Type OB HFIH Good
nEvE | e | e | | M | nEpE | wme | e | | M |
Insert Grades Insert Breaker| ~ Coolant Insert Grades Insert Breaker|  Coolant
CK010 NM B Wet @}
- XP2025 Sh | Bwe OO o
GL
X 2 M
C3020 GGR 7S Dry ] O GL % bry olo o
XP2040 GM
GL GR Bwet | O| O @)
XP3025 GM B Wet O O GM
GR XC1015 GR 75 Dry O
C303 gL 75 Di ©)
r
X050 IR © XC5035 M ° oy
B Wet O @)
GL 7G Dry ~
XP3035 GM v ololo XC5040 SM B Wet O @}
GR B Wet XP6015 HR 75 Dry O @] O

NM:{E&€H GLRZIHA GM:FJHA GR: EEA HREFEENA SM: AESH
NM:Aluminum Alloy GL:Light Cutting GM:Middle Cutting GR:Heavy Cutting HR:High Hardened Steel SM:Heat Resistance Alloy

.tﬂ‘ﬁﬂﬁﬁig)ﬁﬁ Cutting Conditions

TIRR insertsize

ZD*T11--- ZDKT15---
iy NiRBE-wE Hll/REE ap:10mm YIHRE ap:3mm RIE ap:14mm RE ap:5mm
V&qﬁ,ﬁfi‘ Ten)sLIe lerength'2 1J1H| 35 E ae:0.2D 1B E ae1.0D % E ae:0.2D 458 & ae:1.0D
araness
THEE | B7#AE | EERE | BOGE | THEE | BHEE | UHEE | BD#EAE
V¢ (m/min) fz(mm/t) Vc (m/min) fz(mm/t) V¢ (m/min) fz(mm/t) V¢ (m/min) fz(mm/t)
Cutting Speed | Feed perTooth | Cutting Speed | Feed perTooth | Cutting Speed | Feed perTooth | Cutting Speed | Feed per Tooth
eSO 1somB | 180 0.25 180 0412 180 0.3 180 0.15
158400, S100) (100~ 250)[( 0.2 ~0.5) | (100 ~ 250) | (0.05~ 0.2) |(100 ~ 250)| (0.2 ~ 0.6) | (100~ 250)|(0.05~ 0.25)
R, S 180 0.2 180 0.1 180 0.25 180 0.12
il Coondeeoyseel | ~280HB 100~ 250)| (015~ 0.4) | (100 ~ 250) [ (0.05~ 0.2) | (100 ~ 250)| (015~ 0.5) | (100~ 250) (0.05~0.2)
BEW —280H | 150 0.2 150 0.1 150 0.25 150 0.12
(KD, SeD61) (80~ 200)|( 0.15~0.4) | (80~ 200) |(0.05~ 0.18)|( 80 ~ 200)| (0.15~ 0.5) | (80 ~ 200) |(0.05~0.2)
SBRER) _os0HE | 150 0.18 150 0.1 150 0.2 150 0.12
S Sy (80~ 200)|( 0.15~0.4) | (80~ 200) |(0.05~ 0.18)|( 80 ~ 200)| (0.15~ 0.45) (80 ~ 200) | (0.05~ 0.2)
M :
JEmOE) 250HB 80 0.18 80 0.1 80 0.2 80 0.12
(SUS304, SUS420) (60~ 120)|( 015~ 0.4) | (60 ~ 120) | (0.05~ 0.18)|( 60 ~ 120) (0.15~ 0.45) | (60 ~ 120) | (0.05~ 0.2)
B ~350N/mm? | 189 0.25 180 0.12 180 0.3 180 0.15
o (100 ~ 300)| ( 0.15~ 0.5) | (100 ~ 300) | (0.05~ 0.2) | (100 ~ 300)| (0.2 ~ 0.6) | (100~ 300) | (0.05~ 0.25)
K
o KEBHR ~800N/mmz | 180 015 180 0.12 180 0.2 180 015
“(FcDa00) (100 ~ 250)|( 0.1 ~0.4) |(100 ~ 250) | (0.05~ 0.2) | (100 ~ 250)| (0.15~ 0.5) | (100~ 250)|(0.05~ 0.25)
N nas 13%si | 300 0.3 300 0.15 300 0.35 300 0.18
Aluminam Alloy °>1 | (200 ~1,500)| ( 0.2 ~ 0.5) | (200 ~1,500) | (0.1 ~ 0.25)| (200 ~1,500)| (0.2 ~ 0.6) |(200~1,500) | (0.1 ~0.3)
BHAGS (8) _ 35 0.15 35 0.1 35 0.2 35 0.12
(imoonel 718) (25~ 60)[( 0.1 ~03) [(25~ 60)|(0.05~ 0.15)|( 25 ~ 60)| (0.1 ~0.3) (25~ 60)|(0.05~ 0.15)
S ;
T?ﬁ_ﬁ%\ (H;ETI&V) ) _ 40 0.18 40 0.1 40 0.22 40 0.12
(TiceAlaY) (30~ 120)|( 0.1 ~0.35)| (30 ~ 120) | (0.08~ 0.25)| ( 30 ~ 120)| (0.1 ~ 0.35)((30 ~ 120) | (0.08~ 0.25)
THRE 100 0.18 90 0.1 100 0.22 90 0.12
P oy A40~43HRC | ("4~ 150)|( 01 ~0.3) | (40 ~ 150) | (0.08~ 0.2) |( 40 ~ 150)| (0.1 ~ 0.35)| (40 ~ 150)|(0.08~ 0.25)
RN 80 0.12 70 0.08 80 0.15 70 0.1
Bl oieslfenDecasing | 43~48HRC 1 40 120)| ( 0.08~0.2) | (40 ~ 120) | (0.06~ 0.15)|( 40 ~ 120)| (0.08~ 0.25) | (40 ~ 120) | (0.06~ 0.2)
bl 60 0.1 50 0.06 60 0.12 50 0.08
Hardene Sree! S0-55HRC (40~  90)|( 0.05~0.2) (40 ~ 90)|(0.05~ 0.1) |( 40~ 90)[(0.05~0.2) | (40~ 90)|(0.05~0.12)

EGNEEERETE. - LRKERNERENETSH.

- ERAKERRBHEENERE, BRENIRRELFE.

- Course pitch is recommended for Slotting.  + Above recommended speed is for Short Shank Type.

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

DC

Do Max./Min.

RN T 125ELe D TRTAYER ARRIAS (E) Maximum Ramping (E) & Helical (P) Angle

TRRY
Insert Size
ﬁl‘?éé(lgnm) Rargfjﬁg‘e Helical Milling (mm) EE‘E%ES Ranitgfjﬁg‘e Helical Milling (mm) HE%EE%EL

/)2 Do Min. B AR DoMax. P E £/MZ Do Min. B K1 DoMax. P

16 10.8 18 29 9.5 - - - -

17 9.8 22 31 7.0 - - - -

18 9.8 22 33 7.0 - - - -

20 9.8 30 37 7.0 - - - -

21 8.5 32 39 45 - - - -

22 7.5 34 41 4.5 - = - -
25 7.5 40 47 4.5 9.5 37 48 7.5
26 6.8 42 49 4.2 8.3 38 50 6.0
28 6.3 46 53 3.9 8.3 39 54 5.6
30 55 50 57 3.4 7.4 43 58 5.3
32 4.8 53 61 3.2 6.8 47 62 5.0
33 4.5 56 63 3.0 6.3 49 64 4.2
35 3.2 60 67 25 5.9 53 68 3.8
40 2.9 72 77 2.2 5.1 63 78 3.2
50 2.2 93 98 1.7 2.5 86 98 25
63 1.8 118 123 1.5 2.5 111 124 1.5
80 1.4 152 157 1.0 2.0 147 158 1.3
100 - - - - 1.5 190 198 1.1
125 - - - - 0.9 240 248 0.9
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-DDI&}E Cutting Data

Inconel 718 (45HRC) AYEERNNL Long tool life on Inconel 718

FRTR PSE11R0325S532-5S Hit/Ns)
Tool (¢32x57]) Competitor
BERAEREIR

ZDKT11T308ER-SM (XC5040)

Inser d Coated Carbide Insert

ﬁﬁﬁﬂ}#(})ﬁﬁ)

NI

Work Morarial Inconel 718 (45HRC)

IR

30m/min (298min’)

25m/min (248min"")

120mm/min (0.08mm/t) 80mm/min (0.08mm/t)

ap=Tmm ae=20mm ap=Tmm ae=20mm

Depth of Cut

TIHERY AKAELIEI R
Coolant Water-Soluble
e LA Sz T (BT40)

Machine Vertical Machining Center

SLETIEEL, THISEIRR 0% EPA4EINT, MAKkES26E B
NIEHER, FAI4ENT.

Our product was able to mill at conditions that were 50% higher than those for competitors'
tools. It provided double the durability with normal wear and was able to continue milling.

(40HRC) BIKFFasIN

ong tool life on NAK80 (40HRC)

Wear Amount 5 Sy
)
[ <

02) __/.
—e— PSE |
—8— Hf\FFR Competitor

0.5 1.0 25 3.0 35

1.5 20
HJHEHKE (M) Milling Length

=l :

FREIR PSE11R020S520-3S Hit/NS)
Tool (¢20x37]) Competitor
ERTIA (#R) BWREEREIR

ZDKT11T308SR-GL (XP2040)

Insert (grade) Coated Carbide Insert

NI

Work Material NAK80 (40HRC)

TIRIEE

Cutting Speed

130m/min (2,070min-")

1,400mm/min (0.23mm/t)

Depth of}%ut ap=0.3mm ae=10mm
ALzl m—y—

Coolant Air Blow

e LA AR (BT50)

Machine

Vertical Machining Center

97

B8] (h) Time

Hfttxd]

Competitor

EEBEDEIZEGT, HtARNFREBEREHET), BRPSERER
EEMARER, BAREML, MAMHLLAR21E.

The competitor's tool chipped, but under the same conditions, the PSE did not exhibit any
chipping, performed stably, and provided approximately double the durability.



GEV NS

ong tool life in roughing

PSE15R0325532-3S HfttNa)
(¢32X37]) Competitor
ZDKT1505085R-GM BRESREIR

(XC3030) Coated Carbide Insert

Work Material S50C

PIBIEE
Cutting Speed

180m/min (1,790min"")

1,000mm/min (0.2mm/t)

ap=3mm ae=25.2mm
=4t
Air Blow

Eh=N TG (BT50)

Horizontal Machining Center

t}J ‘E’U ﬁ}g (m) Milling Length

50 100 150

HitRFIA

Competitor

HfttAFIB

Competitor

,“‘H_ Photo after milling 128m

*ﬂ-ﬂﬁk £3 IZIB#FE(JIEEDDI Face milling of machine parts

SEMABFRAE, MHERTEER.
MHER, TXIERSERE®.

In comparison to the competitors, the PSE (XC3030) has much great wear resistance,
which leads to longer tool life.

jd:zml =) PSE15R100M31.7-10 EftAT
w— (#100x103)) Competitor
BREZIREIR

LAV 7 DK T1505085R-GM (XP2040)

Insert (grad Coated Carbide Insert

T4

Work Material SUS304

TRRE 150m/min (478min")

BIEE 720mm/min (0.15mm/t) | 500mm/min (0.15mm/%)
EEEHEEM ap=Tmm ae=60mm

ALz Nzl IKAHETTREL R

Coolant Water-Soluble

FEFHN EhEUIn TG (BT40)

Machine Horizontal Machining Center

IRIE

Cutting Volume

43.2cm?/min 30cm?/min

t}] ﬁ”% (cm3/min) Cutting Volume
10 20 3‘0 40 50

Hfth/AF)

Competitor

I TEARSHEMIERT, JLMSEILLEMATMR1.4EH%
=, MERH—SIEIRR, SEMBASSREL, TEITHER, &
XERFINTRIRE.

This process consisted of intermittent face milling a surface with multiple holes, and our
product was able to mill with 1.4 times the efficiency of the competitor's tool. Moreover,

it inhibited the generation of heat, reducing the distortion of the workpiece as well as the
effects passed on to the subsequent process.
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- DUI’;‘}Z}E Cutting Data

M HOTE D

ERIR

Tool

fEF7]A (M)

Insert (grade)
InIAAwt
Work Material
IR

Cutting Speed

23
Depth of Cut

ALzl

Coolant

e LA

Machine

Groove milling of a nozzle piece

PSE11R020S520-35 AT
(¢20x37]) Competitor
BERAEREIR

ZDKT11T308ER-SM (XC5040) Contod Catidoinzart

SUS630

160m/min (2,548min"")

510mm/min (0.07mm/t)

ap=2mm ae=20mm

AKTAELIEI R

Water-Soluble

S5IIHN

Compound Machine

I”]II1¢§&§ Number of Processed Workpiece
2 4 6 § ’I‘O 12

Hittxd]

Competitor

S5{EDOMWA!!

Five times better durability

AEREINTIR. BTN~ mBATIBEE, SRRERIM
ZiEII. MPSE TIBHETHHRE, TMI104 T4, MR,

This process consists of groove milling in stainless steel. The competitor's tool caused the
chips to jam, resulting in premature breakage of the tool. The PSE, in contrast, evacuated
chips in a stable manner and could mill 10 workpieces, a significant improvement.

BRREWN

FRTR

Tool

fEFTIA (M)

Insert (grade)

NI
Work Material
PIHEE

Cutting Speed

Depth of Cut

Iyl

Coolant

SRR

Machine

99

g life milling of a chamber

PSE15R080M25.4-8 HitbNE
(980x87]) Competitor
BERASREIR

ZDKT1505085R-GM (XP2040) | EREEEIRE/In

SUS304

180m/min (717min™)

700mm/min (0.12mm/t)

ap=Tmm ae=60mm

SER
Air Blow

EhEIN TG (BT50)

Horizontal Machining Center

t)] EIU'LQE (m) Milling Length

10 20 30 40

Hittxd]

Competitor

ER7J

Breakage

AERFRINTERA. BEFOPNEEMI, EEREZMGT, E5R0
TESRERET, FASEINT, MPSEJEE26E0 ERMAE.

This process consisted of dry milling in stainless steel. A competitor's tool and the
PSE were compared in face mil\in? the surface of a chamber opening under identical

conditions. The competitor's tool broke prematurely, and was not able to continue.
However, the PSE was able to attain more than double the durability.



KHLEEBEFENNL Rough milling of aircraft parts

FHRIAR PSE11R0255525-4S Hith/\S)
Too\— (¢25X49:|) Competitor
BRESREIR

ZDKT11T308ER-SM(XC5040) Contod Carbidoinsart

Work Material B -Titanium alloy

HIEIRE
Cutting Speed
gtEE
Feed per Tooth

40m/min (510min"")

160mm/min (0.08mm/t)

IHIRE ap=5mm ae=10mm

=
Depth of Cut

e AR
Coolant Water-Soluble
s AR Er=UIn T A0 (BT40)

Machine

T SHBEEMNTIER, ERSEETHMNIKR. BEARFRR
L£E7), BEPSE RIERER, NEMARFRIIALERT.5F.
A competitor's product and the PSE were compared in the rough milling of aircraft parts

under identical conditions. The competitor's product chipped, but the PSE wore
normally and attained 1.5 times the durability.

Horizontal Machining Center

P, DH31S (48HRC) internal test DH31S (48HRC)

t}J \Ell_] ‘l;/t}#i (m) Milling Length

1 2 3 4 5 6

Hfth/ 2]

Competitor

BN

Competitor

5 /NS Ay

#HTA PSEY1R0325532-35 HAmA. 8 IR () g o
eI (#E) ZDKT11T308SR-HR BERASREIR 2 4 6 8 10
Insert (grade) (XP6015) Coated Carbide Insert ! - - - .
INTAr

Work Material DH31S (48HRC) PSE '
’fﬂﬁ”j?{ie | 50m/min (497min-)

150mm/min (0.1mm/t) Hib AT A
Competitor
h of Cut ap=5mm ae=1mm

B Sie

Coo\a’nt I ;‘I'\rl;olw Eﬂﬂﬁﬁ] B

{EFRHL SZEAN TR (BT40) Competitor

Machine Vertical Machining Center

*ﬁ%gﬁﬂgﬁﬁﬂﬂl Stable machining of padding
fERATE PSE15R0325532-35 HiaD) T THEE
. 7 f =21

(Joof (¢32x370) Comp\emor Number of Processed Workpiece

SRR (HR) ZDKT11T308SR-HR ERESRETIA 2 8 12 14

S (XP6015) Coated Carbide Insert - - - - - - -
a7 56HRC
Work Material gﬁ%ﬁg ¢ ) PSE '
?ﬁ”lgﬁf J 30m/min (300min)
5 110mm/min (0.12mm/t) =1 AN
Competitor
ap=1Tmm ae=5~20mm

THRF SR
Coolant Air Blow
fEFHAR SR (BT50)

Machine Vertical Machining Center

BMABNTIIR RERER, B rarE.
PSE(XP6015) BOE#IRE, LRNRES1.5EHE.

The competitor tool exhibited frequent insert breakage, which is an indicator for instability. OSG's PSE (XP6015),
onthe other hand, demonstrated consistent performance with 1.7 times the durability versus the competition.
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