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Phoenix PLDS

BTGNS Phoenix Centering and Chamfering Cutter

Centering and Chamfering Cutter
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Centering, countersinking and V slotting can be performed with a single tool
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Centering V slotting
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Corner chamfering

=y

FLOEAIT

Hole entry countersinking
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Two types of bodies are available -
SIG: 90° and 120°
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Economical 3-corner insert with both chipping resistance and sharpness
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High-strength insert grades that can be selected according to the work material
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For steel and cast iron %_lxu 1 N ﬁll#i)\
K%}%@M ° ﬂﬂj?&é@ﬁﬁ XP2040 Highly rigid negative chamfer tip that enables
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difficult centering operations

For stainless steel and heat resistant alloys
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'@ Cutting edge specification that enables the
creation of optimum chip shape
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Large rake angle and low resistance
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Optimal body design that enables long tool life and excellent machining surface
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The cutter body is equipped with a coolant hole to improve Negative axial rake angle that
chip evacuation and cooling effect on the cutting edge suppresses burrs on the work surface
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Countersinking takes place after drilling!
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For centering, make the centering diameter smaller than the drill diameter
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Centering Drilling Countersinking
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Inappropriate centering diameter relative to the drill diameter Centering that also serves as countersinking

JRAIRTAAK Bottom tip shape
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Center remnants may occur at the bottom of the When the centering diamgter becomf.ls larger thar! the dril! diameter,
hole due to the shape of the insert, which may RS the shoulder of the drill will collide with the workpiece, which may

adversely affect the drilling process. Center remnants cause chipping on the cutting edge.
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Centering C Corner Chamfering V-Slotting
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Centering and Chamfering Cutter Straight Shank Type

PLDS SS

SIG
DC
DCX
DCN
N
ég;\
DCON

PSIHFL

with Coolant Hole

B{Z:mm Unit:mm

B
Designation
7803401 PLDS11R0025516-90 80 110 58 | 0.15
90° 2.5 13.5 14.4
7803402 PLDS11R0025516-L90 170 200 3 58 | 0.28
1 16 0
7803403 PLDS11R0025516-120 80 110 4 0.15
120° 2.4 16 17.3
7803404 PLDS11R0025516-L120 170 200 4 0.28

- HEXTHESEp.5. See p.5 for available parts.
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Centering and Chamfering Cutter Screw Fit Type

PLDS SF

SIG
DC
CX
DCN

o\ At

P IEL

with Coolant Hole

B{Z:mm Unit:mm
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Designation SIG gElil_]\ f-ij( DC DCON CRKS Spanner Size OAL | DCSFMS (kg)
DCN DCX
7803405 PLDS11R002SF8-90 90° 25 13.5 14.4 5.8 | 0.05
1 8.5 M8 10 32 14.5
7803406 PLDS11R002SF8-120 120° 2.4 16 17.3 4 0.05

- HEXTHESEDPS. See p.5 for available parts.

. Eﬁﬁn)ﬁ“ Inserts BfI:mm Unit:mm

DARRY REMR
B 7% Insert Size Grade of Coated Materials

XP9020 XP2040

Designation No. of Cutting Edges

TPKT110308ER-DM 3 6.35 3.18 11° 0.8 7814205 | 7813205

3 ‘ FEFENHEIAC (FWEREFR) . Stock are categorized as C (Standard stock item).
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Shank Holder for Screw Fit Type

OP-SFA

.ﬁ;%ﬁrfﬁ Specification
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DCONMS

LF | /
@éﬁfﬁﬂgﬁﬁgﬁﬂﬂ %[Xl%ujjﬁ Straight Shank Holder for Screw Fit Type : Steel Shank B{:mm  Unit:mm
&R | i | iz | BERT | REE
Designation DCONMS DCONWS CRKS DCB
7801900 SF-M08S516-15 16 14.5 M8 8.5 95 13
ﬂ?ﬂ§§ﬂ§ﬁﬁg7ﬁﬂﬂ ﬁﬁﬁ%ﬂﬁ Straight Shank Holder for Screw Fit Type : Carbide Shank B {:mm  Unit:mm
=R e | g | esRy | EREE
Designation DCONMS DCONWS CRKS DCB
7801910 SF-M085516-55CS 115 53
16 14.5 M8 8.5
7801911 SF-M085516-85CS 145 83
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LB ‘
LF
Eé&&%ﬂ%mBTﬂ*ﬁ BT Shank Holder for Screw Fit Type EfZ:mm  Unitimm
IR ;i | R | BRERZ | Bk | mOe | EE
Designation DCONWS CRKS DCB LF Ds Stock
7802500 BT30-SFA8-45 45 23 16 *
14.5 M8 8.5
7802501 BT30-SFA8-85 85 63 21.1 *
7802508 BT40-SFA8-45 45 18 16 X
14.5 M8 8.5
7802509 BT40-SFA8-85 85 58 20.5 *
7802518 BT50-SFA8-85 85 47 19.4 *
14.5 M8 8.5
7802519 BT50-SFA8-135 135 97 24.6 *

¥ = RREIESIANTEWAR, % =Please contact our sales department for lead time
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LF !
IR LIEILFAHSKIIME Hsk shank Holder for Screw Fit Type B {Z:mm  Unit:mm
ByRT | EXEE | fic | moe | e
Designation CRKS DCB LB Ds Stock
7802550 A63-SFA8-45 45 19 16 ES
14.5 M8 8.5
7802551 A63-SFA8-85 85 59 20.6 %
7802560 A100-SFA8-85 85 50 19.7 X
14.5 M8 8.5
7802561 A100-SFA8-135 135 100 24.9 X

M =REIHESEIARNTEWAR, ¥ =Please contact our sales department for lead time

BEEDHEIINC FREEFR) . Stock are categorized as C (Standard stock item). ‘ 4
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Centering and Chamfering Cutter

PLDS

[ EESEIINC (REEER) .

Stock are categorized as C (Standard stock item).

.%{# Accessories

HEERRE
Recommended Tightening
Torque

B

EDP No. Designation Designation

‘ BmS 2R

@@ 7808138 | FS22550P (Torx 7IP) 1.0N'm

EERL wF

Clamping Screw Wrench

7808224 7IP-D (Torx 7IP)

RFFEBM. The wrenches are sold separately from the cutters.
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Recommended Materials by Insert Type
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Insert Grades oolant

XP9020 B Wet ©) ©] ©) O O O
95 Dry O O

XP2040
B Wet O ©) ©) © ©)

.tﬂﬁﬂﬁ1¢g7ﬁi€ Cutting Conditions

AR (mm/rev) Feed Rate

FRIOERIINT T (Eaite)

Centering Countersinking (Side Feed)

TIHERE
V¢ (m/min)
Cutting Speed

nIAre FURSRE

Tensile Strength- Hardness

Work Material

4N, (EE=EN Mild Steel, Carbon Steel - N _ N i}
(55400, $100) 180HB 80 ( 60 ~ 120) 1,500 ~3,000 | 0.06 ( 0.03 ~0.08) | 0.08 (0.05~ 0.12)
=N, 5N Carbon Steel, Alloy Steel
P e e ~280HB 80 ( 60 ~ 120) 1,500 ~ 3,000 0.06 ( 0.03 ~ 0.08) | 0.08 ( 0.05 ~ 0.12)
#5EN Die Steel - _ N y 5
(SKD11, SKD61) 280HB 80 ( 60 ~ 120) 1,500 ~ 3,000 0.06 ( 0.03 ~0.08) | 0.08 (0.05~0.12)
Z:'{%ﬂ)ﬂ Stainless Steel - _ - - .
M (SUS304, 5US420) 250HB 80 ( 60 ~ 100) 1,500 ~ 2,500 0.06 ( 0.03 ~0.08) | 0.08 ( 0.05~0.12)
%ffccza;;')"’” ~350N/mm?2 100 ( 60 ~ 140) 1,500 ~ 3,500 0.06 ( 0.03 ~0.08) | 0.08 ( 0.05~ 0.12)
K _ -
de;%%(%CDDU:;;)C“‘ Iz ~800N/mm? 100 ( 60 ~ 140) 1,500 ~ 3,500 0.06 ( 0.03 ~ 0.08) | 0.08 ( 0.05 ~0.12)
N $BAE Aluminum Alloy ~13%Si 150 (100 ~ 200) 2,500 ~ 5,000 0.06 ( 0.03 ~ 0.08) | 0.08 ( 0.05 ~0.12)
q Pas 3 >
mmuﬁu(éiﬂ ;T;ra”oy e - 35 (25~ 60) 600 ~ 1,500 0.04 ( 0.03 ~ 0.06) | 0.08 ( 0.05 ~ 0.12)
S R . .
AEE G ey - 40 (30 ~ 100 700-2500 | 0.06(003~008) | 0.08(0.05~012)
o ::Qe/;hnfé%e)ned e 40~43HRC 80 ( 60 ~ 100) 1,500 ~ 3,000 0.06 ( 0.03 ~ 0.08) | 0.08 ( 0.05 ~0.12)
H
$5{4FRM Steel for Die Casting B _ N N 5
(DAC-MAGIC, DH31) 43~48HRC 60 ( 50 ~ 80) 1,200 ~ 2,000 0.06 ( 0.03 ~ 0.08) 0.08 ( 0.05 ~ 0.12)

IEEIHI SRR RARE SO R H R AR AR,

BREN MRS LR,

- R RN, EREERE TSRS N FERE.

3. EEFEEMIME, BRERERR, SH, KRB T,
4. VRABINTAOSHARIEREA ERPEIRINT (HERPHE) #980%.

.EF“L\,\Z'_Eﬁ‘ZHuI;%JEE{J*/]_‘;E (H) Standard centering depth (H)

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

2. Inserts should be attached to the holder tightly in a very neat condition.

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

4. For the feed of V slotting, use 80% of the countersinking (side feed) shown in the above
table.

I

SIG=120°H7 when siG=120°
Hmin=0.1
DCN =¢2.4(S/MNITE)

(Minimum machined hole diameter)

| H=(C-DCN)+3.46+Hmin |

sl SIG=90°H when sic=90°
Hmin=0.25
DCN =¢ 2.5 (&/MINTR&)

(Minimum machined hole diameter)

| H=(C-DCN)+2+Hmin |

R H H: FOEMINTHRE C: JAFLEFR  H:Centering depth  C: Countersink diameter
]
) SIG=90° C=¢10 (RFLER) BT Example: When SIG=90°C=$10 (Countersink diameter)
DCN‘ Hmin HEYERZSmm, TE4mm, The value of H will be 4 mm instead of 5 mm.
C




. DDI&?E Cutting Data

SUS304 90° OTERINT  90° centering

DDI}L’;& Number of Holes

100 200 300 400

PLDS11R0025516-90

ERIA () TPKT110308ER-DM (XP2040)

Insert (grade)

DOTA SUS304 Pt
Work Material Still Running
?}ﬁ?}?{%y J 63m/min (2,000min)
80mm/min (0.04mm/rev) E{E/AEF&A 7
< N=wil=4 Competitor Chipping
4mm (:)'L.7r|.rf::<D10)
Processing depth Countersink diameter
LI ATAMETEET (PIEREE o
gg?iﬁ ! = Waler—So\uble((\nthal) ) H{mﬂﬁl’uﬁB 57
{SEFEATLARL BNSUANT ity (HSK63) Competitor Chipping
Machine Horizontal Machining Center

17Lo Competitor (After Drilling 175 holes) Competitor (After Drilling 100 holes)

BSR4 RTLE s EEHRE
FLDSJJDIT,Jﬂ’,ATr*unZ{ LA EBIFL S ST RT k SR s FRROBEHRIR PI;;DSD(Hng?(,S,O?L) SUASERA (T1757)  EASESB (NT1007)
ter Drilling holes

The PLDS exhibits good wear condition and can continue to be used even after
machining more than twice the number of holes as the competitor products.

S50C 90° HFuLERIMAT  90° centering

PLDS11R0025516-90 DR 700FLATRIBERIN

Wear comparison after machining 700 holes

HA B mA EfttAFmB

Competitor Competitor

ERA () TPKT110308ER-DM (XP9020)

Insert (grade)

Thik
M i ss0c

TREE 94m/min (3,000min")

Li;a\@rg 180mm/min (0.06mm/rev)

4mm  (JiFlIZ010)

Countersink diameter

=
g depth

INTFLER 7007,

Number of Holes Holes

:F:)J EJ‘U/HE%U 7J<i§1‘\%’¢ﬂﬁﬂsiﬁ‘3?ﬂ ((IPQ%BQ‘;%‘IBH)
oolan ater-Soluble (Interna
» ——. BAEIREE 0.025mm  BE7) CRAIAMEER)  BOKEIREEE: 0.05mm
R e s o (AT E(ER) Chipping (TARF)
Maximum wear amount: 0.025 (cannot continue to be used) Maximum wear amount:
0 T2 A/ e 0.05
PLDSED@HDI7OO}I"E' %}F‘Jﬁéﬁ(ﬂ ! E‘]—éligi'ﬁﬁﬁc (can continT:to be used) (can continueT(Tbe used)

The PLDS exhibits minimal wear even after machining 700 holes and is in a state
where it can continue to be used.
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4L (L) METRARAT. o 0SG

EEHL (L) A3 ey ;
Mok RS 1332 KSHEE 5T1/040%1021003-0785% Hoh: SRR
F3iE: 021-52552588; {€E: 021-58883300; B4R : 200051 E8i%: 186-3092-

BREH (L¥5) KHESHT B, (5) FIRESH
il FRHWEE SR -2EHAE 10042 it PRI X R

FBiE: 0510-82739271; {§H: 0510-82739220; HpP4m: 214074 HEiE: 029-88860594;

BEA (535) SSMEsSAT BRH (L) e
Heht: SETR RS 7BEE18012 Ml AR
E3iE: 0553-5868160; {EE: 0553-5868190; HB%m: 241000

BREHL (L) FHMIEESAT
otk N Tl ERERE 181 SHERAE511=
FEiE: 0512-62388327; {&H: 0512-62388320; Hp4s: 2150

il

(L5) IS

BrEHL (138) HNELESeT
Ak N R LR S0 SR R A4 B7T6035. R I TR
EHiE: 0571-82757757; €8 0571-82757767; HB4m: 31121 E3iE: 024-228 7 2
BEA (538) TIRESAT y :

Mol T & TR TERMN R EEERRE S LA AE 401 -
FBi&: 0574-88161548; f&H: 0574-88134670; [B4R: 31519

A (EE) TNDRE ¥
otk TONTFRAXAMFITEES 157 S RFIHCAEA170155
FBi&: 020-38210423; f&HE: 020-38210425;  Hp4%%: 510610

BRA (i) RIS

gtk RYIME A XERISERER2129CE  (RRMIFRIEAHN)
FBiE: 0755-83566532; f&HE: 0755-83558854; HB4R: 518048

S T~
\FFSFEIER 27 ST 21 #7580
992; : 028-850052‘9!2.; i

MBI B PR LR
EEiE: 23-67_136872;

Bt (E) dEmDaE B (EfE) HiXE
otik: JEERTEAPAREE IS 19 S ERAEARE18-05C bkl ﬁé‘}ﬂﬂi;?l#éz%ﬁ 7 LEFRB1EE25052%

E3iE: 010-85261018; {EE: 010-85261016; HR%%: 100004 ESYE: 027-85557360; {5E: 027-85557350

B (1) REHAT et g
S TR X PR ST — BRI 1720/ 200758 e Pl 8 R
R aee 3 250/ ORI B geR0100 EiE: 0731-88620770;  {6HL: 0731-88620770; HEfR: 410000
L
A il
Http://www.chinaosg.com -~
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