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iﬁ%ﬂg zﬁﬁm Drill Selection

EEAEIAIML

OSG's Comprehensive Product Lineup for Drilling Application

40
36
32 = U .PHOEN|X§£%F5‘:
E T Lineup of Phoenix Drill
2 A =9 -PXD (3D) ¢14~¢25.4
< cZ =D - PXD (5D) ¢14~¢25.4
— o4 2;; (=D - P2D (2D) ¢21~¢33.5
¢ ] GED - P3D (3D) p21~p33.5
20 Q= - P4D (4D) ¢21~¢33.5
& -P5D (D) ¢21~¢33.5
a 16 -PHP (3D) ¢14~¢40
E 12 ——
8 EES 255k carbide brin (~@20)
4 RiER#Gk Hss orin (~¢50)
0
5D 10D 20D 30D

FLiR Depth of Hole

.§ﬂl'i'|lj§kﬂg Eﬁﬁm Drill Type by Application

RSk

HSS Drill

O FRERIINT

Stable drilling

® 5 T RINRAIN 2

For low horsepower machines

EERESEML

Carbide Drill

O SIR, HHEIT

High speed, high efficiency
o <5

Long tool life
o SIEESL

High hole accuracy

RSk sk

Exchangeable Head Drill

(PXD)

O SIR, BT

High speed, high efficiency
o <5

Long tool life

¢ SEERE AR
%N

Lower cost than carbide drills

O RBHIFLIEE

Relatively high hole accuracy

L Z0E P

Indexable Drill

(P2D/P3D/P4D/P5D/PHP)

® SHHNLL
High cost performance

® SN LT

High efficiency operation




NkazimEssk 3D/5D

Exchangeable Head Drill for 3D and 5D

£
LT eiEhsD & ! -
o SRS S L e
CHRERBENLINT

- MR ELE AT X3DE)
o —iBNIF M ELRIMITRT

O HERA S LIENELS
o EEZE {@
- NMERBY, FEPFENTE

® 5D type is now available!
® Efficiency : equivalent to carbide drills.
® For drilling holes that require accuracy.
- Optimal for tap drill holes for forming taps (3D only)
® A single cutter body is applicable for multiple drilling diameters.
® Cost performance : higher than carbide drills.
® Easy attachment and removal.
- Screwless, simple but firm fastening.

A

Al e ek

Indexable Drill

[CT208 ®iEhN2D, 3D, 4D HRIRT!
o EEABM T A BFERUESHE R TMI!
o SMAT]. RLIERR—RD A, JREESE!
® Sizes for 2D, 3D, 4D are now available!
® Finishing treatment on flute surface enables high feed machining.

® Using same insert to both center and peripheral cutting edges
simplify tool management.

AT EE (s ehsk 3D A

Indexable Drill for 3D

o SCinARYISIARZ IR, AIXS R EMERIIN TRZAR

- ESIE. BIVE. SRR
© SiEMELANEE M BT LA T 7
® Shaped corner tips for difficult drilling shapes. Ve /

- Inclined surface, cast surface and doubler. \ f

® Possible to drill even in low-speed HSS areas.



Phoenix PXD

T3z §4k3D/5D Phoenix Exchangeable Drill
Exchangeable Head Drill for 3xDia., 5xDia.

H K

Features

AL TidiErhiiEnYyEHl
PEER,

O.D. relief grinding prevents the curling of

chips during drilling.

RRELASEE=MT
Internal coolant capability enables
highly efficient drilling.

RINTIBRERFRY
tIFBHERRTE.

Polished flutes enable smooth
chip evacuation.

e

OSGEFINEERYZEESL [PATP in Japan

OSG's proprietary construction ensures secure mounting.

®
miE A XEINIRYTIR
Cutting edges designed optimally for
large-diameter drilling.

® OSG EHIMRERAAEAERBENHRIR TEMEERE
O TIRLUEE SAREER, FESE
® With OSG's proprietary mounting system, the exchangeable head

can be securely mounted without screws.
® Eliminates loose screw problems. Easy attachment and removal system.




BREN LA RIERETISK

Exchangeable head selection based on work material

%mu%( PC ) For steel
(@F 3%y 1NN VAP S

Exchangeable head designed for steel

O REEIKIN ~ I, PENAYINT

Suitable for mild steel and low to medium carbon steel

%%*m]]%( KC ) For cast iron
O BRI AR

Exchangeable head designed for cast iron

O EaEH. IRBHIRAIINT

Suitable for cast iron and ductile cast iron

ﬂE%*ﬁEmD%( NC ) For nonferrous metal
O ek EIITATI

Exchangeable head designed for nonferrous metals

O REaEaEHHSIINT

Suitable for aluminum alloy casting

ERED | EET, | BEER | azm B we | mEmy | @as |ERSEH
Srco) Stec] T ereal Alloy Steel Hardened Steel Cast Iron Ductle Castlron [ Copper Alloy [ pcsfeldm
c~025% | 9, €0.45% ~
PC(F) o o o o o o o
KC (k) o o o o o o o
oA o o

OFE—HFIIR Best OFE—HEZFIR Good

l PXD £HWDIRE rc- ko WEi3 32 Ik EE—IE 00
OSG's proprietary WDI® coating engineered exclusively for PXD x‘j-r"g/\nulgz

OXRFEPXDAWDLRE, MFESNITIER. B A single cutter body applicable for multiple
K&, drilling diameters.
The WDI coating on the PXD prevents margin wear, thereby enabling high speed drilling and

prolonging tool life. INIE (mm)
PXD KBS Drilling Diameter

PXD Body Model Number

EE HE SHFRIEE

N=IAES = \

S [t it s TSQ;%}ZE’L.”.E PXDZ140--- 14 14.49

C) PXDZ145---- 14.5 14.99

vﬁ'é?ﬁiﬁ% 0 , 3 300 100 PXDZ150---- 15 15.99
WDI® coating exclusive for Pxp | Multiple Layer ' ' PXDZ160---- 16 16.99
PXDZ170---- 17 17.99

e | odoe |4 Ll PxD190- . 1o 900
PXDZ200---- 20 20.99

PXDZ210---- 21 21.99

PXDZ220---- 22 22.99

PXDZ230--- 23 23.99

PXDZ240---- 24 24.99

PXDZ250--- 25 25.99




TIkaziaat ek

Exchangeable

Head Drill

PXDZ 3D/5D t=n

Drilling

BRIRRIER

Specification

¢Ds
¢di

L2

5D

3D #BY 3p1ype gfiimm Unitmm
W JITAR Diiling Diameter | FSRANT “r
Designation '7';}? Driver
7831015 PXDZ140-3D-113.5-16 | 14 14.49 43 63.4 69.9 48 16 20 ® C
7831016 PXDZ145-3D-115.5-16 | 14.5 14.99 44.5 65.5 72 48 16 20 ® C
7831017 PXDZ150-3D-119.5-20 | 15 15.99 46.5 671 73.6 50 20 25 ® C
7831018 PXDZ160-3D-123.5-20 | 16 16.99 49.5 71.7 78.2 50 20 25 ° @ C
7831019 PXDZ170-3D-128.5-20 | 17 17.99 52.5 76.8 83.3 50 20 25 ® C
7831020 PXDZ180-3D-138.5-25 | 18 18.99 5515 81.4 87.9 56 25 32 ® C
7831021 PXDZ190-3D-142.5-25 19 19.99 58.5 85.4 91.9 56 25 32 @ C
7831022 PXDZ200-3D-146.5-25 | 20 20.99 61.5 90.1 96.6 56 25 32 C
7831023 PXDZ210-3D-154.5-32| 21 21.99 64.5 94.7 101.2 60 32 42 ° ® C
7831024 PXDZ220-3D-158.5-32 | 22 22.99 67.5 98.8 105.3 60 32 42 C
7831025 PXDZ230-3D-162.5-32 | 23 23.99 70.5 103.4 109.9 60 32 42 @) C
7831026 PXDZ240-3D-167.5-32 | 24 24.99 735 108.4 114.9 60 32 42 3] ® C
7831027 PXDZ250-3D-170.5-32 | 25 25.99 76.5 112 118.5 60 32 42 ® C
C=ixfFEFR  C=Standard stock item



5D ?sgg 5D Type BAfz:mm  Unit:mm

&R HNT42 Driling Diameter | LI L] s
Designation 2/ Min |§-§j( Max )
7831065 PXDZ140-5D-141.5-16 14 14.49 71.2 929 97.9 48 16 20 ® C
7831066 PXDZ145-5D-144.5-16 14.5 14.99 73.7 96 101 48 16 20 @) C
7831067 PXDZ150-5D-149.5-20 15 15.99 77.5 971 103.6 50 20 25 ® C
7831068 PXDZ160-5D-155.5-20 16 16.99 82.5 | 103.7 110.2 50 20 25 ° ® C
7831069 PXDZ170-5D-162.5-20 17 17.99 87.5 110.8 117.3 50 20 25 ® C
7831070 PXDZ180-5D-174.5-25 18 18.99 92.5 117.4 123.9 56 25 32 ® C
7831071 PXDZ190-5D-180.5-25 19 19.99 97.5 | 123.4 129.9 56 25 32 @ C
7831072 PXDZ200-5D-186.5-25 20 20.99 | 102.5 | 13041 136.6 56 25 32 C
7831073 PXDZ210-5D-196.5-32 21 21.99 | 1075 | 136.7 143.2 60 32 42 ° ® C
7831074 PXDZ220-5D-202.5-32 22 2299 | 1125 | 142.8 149.3 60 32 42 C
7831075 PXDZ230-5D-208.5-32 23 23.99 | 117.5 149.4 155.9 60 32 42 @ C
7831076 PXDZ240-5D-215.5-32 24 2499 | 1225 | 156.4 162.9 60 32 42 (3] ®@ C
7831077 PXDZ250-5D-220.5-32 25 2599 | 127.5 | 162 168.5 60 32 42 ® C

C=1RfEERFR  C=Standard stock item

.gﬁ: Accessories Bafi:mm  Unitmm
B RE &7k
Designation Sheet Thickness Applicable Head
o 7808282 C PXDP1400-1899 15 D~®
M @ 2} 7808283 c PXDP1900-2299 1.8 @~
&F ©| 7808284 c PXDP2300-2699 2 ®-~®

C=#nfEEEfFR  C=Standard stock item
IRFEBMW. The drivers are sold separately from the cutters.



TIkaziaat ek

Exchangeable Head Drill

PXD 73

Head

.Emu* Heads

@
boa

ifﬂ (PC) For steel (PC)

k=1

Designation

HME
Dc

MR

Grades

=4

Stock

7831140 PXDH1400-PC 14 XP3425
PXDH1410-PC 14.1 | XP3425 RS
® | PXDH1420-PC 14.2 | XP3425 RS
PXDH1430-PC 14.3 |XP3425 X
PXDH1440-PC 14.4 | XP3425 RS
7831145 PXDH1450-PC 14.5 |XP3425 C
PXDH1460-PC 14.6 | XP3425 RS
PXDH1470-PC 14.7 | XP3425 X
@ PXDH1480-PC 14.8 | XP3425 %
PXDH1490-PC 14.9 | XP3425 ES
7831351 PXDH1495-PC 14.95 | XP3425 C
7831150 PXDH1500-PC 15 XP3425 C
PXDH1510-PC 15.1 | XP3425 P
PXDH1520-PC 15.2 | XP3425 ES
7831352 PXDH1525-PC 15.25 | XP3425 C
PXDH1530-PC 15.3 | XP3425 X
® | PXDH1540-PC 15.4 | XP3425 RS
7831155 PXDH1550-PC 15.5 |XP3425 (¢
PXDH1560-PC 15.6 | XP3425 RS
PXDH1570-PC 15.7 |XP3425 X
PXDH1580-PC 15.8 |XP3425 RS
PXDH1590-PC 15.9 |XP3425 X
7831160 PXDH1600-PC 16 XP3425 C
PXDH1610-PC 16.1 | XP3425 X
PXDH1620-PC 16.2 | XP3425 RS
PXDH1630-PC 16.3 | XP3425 P
© PXDH1640-PC 16.4 | XP3425 g
7831165 PXDH1650-PC 16.5 |XP3425 C
PXDH1660-PC 16.6 | XP3425 %
7831167 PXDH1670-PC 16.7 | XP3425 C

Bfz:mm  Unitmm

BRS pedaion TEO|IE |
PXDH1680-PC 16.8 | XP3425
PXDH1690-PC 16.9 | XP3425 P
7831170 PXDH1700-PC 17 XP3425 C
PXDH1710-PC 17.1 | XP3425 P
PXDH1720-PC 17.2 | XP3425 %
7831353 PXDH1725-PC 17.25 | XP3425 C
PXDH1730-PC 17.3 | XP3425 %
PXDH1740-PC 17.4 | XP3425 %
7831175 PXDH1750-PC 17.5 | XP3425 Cc
PXDH1760-PC 17.6 | XP3425 bs
PXDH1770-PC 17.7 | XP3425 %
PXDH1780-PC 17.8 | XP3425 BS
PXDH1790-PC 17.9 | XP3425 %
7831180 PXDH1800-PC 18 XP3425 C
PXDH1810-PC 18.1 | XP3425 %
PXDH1820-PC 18.2 | XP3425 X
PXDH1830-PC 18.3 | XP3425 %
PXDH1840-PC 18.4 | XP3425 P
7831185 PXDH1850-PC 18.5 |XP3425 C
PXDH1860-PC 18.6 | XP3425 P
7831187 PXDH1870-PC 18.7 | XP3425 o]
PXDH1880-PC 18.8 | XP3425 P
PXDH1890-PC 18.9 | XP3425 %
7831190 PXDH1900-PC 19 XP3425 C
PXDH1910-PC 19.1 | XP3425 %
PXDH1920-PC 19.2 | XP3425 %
7831354 PXDH1925-PC 19.25 | XP3425 C
PXDH1930-PC 19.3 | XP3425 BS
PXDH1940-PC 19.4 | XP3425 P
7831195 PXDH1950-PC 19.5 | XP3425 C

C=tREERFR

= HRAETRIT

C=Standard stock item

#=Coming Soon



Bf7:mm  Unitmm

PXDH1960-PC 19.6 | XP3425 S PXDH2260-PC 22.6 |XP3425
PXDH1970-PC 19.7 | XP3425 % PXDH2270-PC 22.7 |XP3425 %
& PXDH1980-PC 19.8 | XP3425 % o PXDH2280-PC 22.8 |XP3425 bS
PXDH1990-PC 19.9 | XP3425 X PXDH2290-PC 22.9 |XP3425 RS
7831200 PXDH2000-PC 20 XP3425 ] 7831230 PXDH2300-PC 23 XP3425 C
PXDH2010-PC 20.1 | XP3425 X PXDH2310-PC 23.1 | XP3425 RS
PXDH2020-PC 20.2 | XP3425 X% PXDH2320-PC 23.2 |XP3425 X
PXDH2030-PC 20.3 | XP3425 x 7831356 PXDH2325-PC 23.25 |XP3425 C
PXDH2040-PC 20.4 | XP3425 % PXDH2330-PC 23.3 |XP3425 X
7831205 PXDH2050-PC 20.5 |XP3425 C @ | PXDH2340-PC 23.4 |XP3425 RS
PXDH2060-PC 20.6 |XP3425 % 7831235 PXDH2350-PC 23.5 |XP3425 C
7831207 PXDH2070-PC 20.7 |XP3425 C PXDH2360-PC 23.6 |XP3425 RS
PXDH2080-PC 20.8 |XP3425 % PXDH2370-PC 23.7 |XP3425 X
PXDH2090-PC 20.9 |XP3425 x PXDH2380-PC 23.8 |XP3425 RS
7831210 PXDH2100-PC 21 XP3425 C PXDH2390-PC 23.9 |XP3425 %
PXDH2110-PC 21.1 | XP3425 * 7831240 PXDH2400-PC 24 XP3425 C
PXDH2120-PC 21.2 | XP3425 % PXDH2410-PC 241 |XP3425 ES
7831355 PXDH2125-PC 21.25 | XP3425 C PXDH2420-PC 24.2 |XP3425 P
PXDH2130-PC 21.3 | XP3425 P PXDH2430-PC 24.3 |XP3425 bS
® | PXDH2140-PC 21.4 | XP3425 ¥ PXDH2440-PC 24.4 |XP3425 %
7831215 PXDH2150-PC 21.5 |XP3425 C 7831245 ® PXDH2450-PC 245 |XP3425 C
PXDH2160-PC 21.6 | XP3425 X PXDH2460-PC 24.6 | XP3425 RS
PXDH2170-PC 21.7 | XP3425 R PXDH2470-PC 24.7 |XP3425 X
PXDH2180-PC 21.8 | XP3425 X PXDH2480-PC 24.8 |XP3425 RS
PXDH2190-PC 21.9 | XP3425 % PXDH2490-PC 24.9 |XP3425 X
7831220 PXDH2200-PC 22 XP3425 C 7831250 PXDH2500-PC 25 XP3425 C
PXDH2210-PC 221 | XP3425 X% PXDH2510-PC 25.1 |XP3425 X
PXDH2220-PC 22.2 | XP3425 x @ | PXDH2520-PC 25.2 |XP3425 RS
PXDH2230-PC 22.3 |XP3425 % PXDH2530-PC 25.3 |XP3425 X
7831224 PXDH2240-PC 22.4 |XP3425 C 7831254 PXDH2540-PC 25.4  |XP3425 C
7831225 PXDH2250-PC 22,5 |XP3425 C C=#rfEEFfR  C=Standard stock item

BT =1EIRL
7 = HFERL

Blue = tap drill hole for cutting taps

Red = tap drill hole for forming taps

FRSRINT 5L LAT , BfEFA3D &L,

For tap drill hole of forming tap, 3D type should be used. (5D is not recommended)

H=HRETNT

%#=Coming Soon
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Exchangeable Head Drill

PXD 73

Head

.Emu* Heads

<
%
[s]

O

ﬁ{*m (KC) For cast iron (KC)
k=1 EINES
Dc

Designation

MR

Grades

=4

Stock

7831440 PXDH1400-KC 14 XP1425
PXDH1410-KC 14.1 | XP1425 RS
® | PXDH1420-KC 14.2 | XP1425 RS
PXDH1430-KC 14.3 | XP1425 X
PXDH1440-KC 14.4 | XP1425 RS
7831445 PXDH1450-KC 14.5 | XP1425 C
PXDH1460-KC 14.6 | XP1425 RS
® | PXDH1470-KC 14.7 | XP1425 X
PXDH1480-KC 14.8 | XP1425 %
PXDH1490-KC 14.9 | XP1425 ES
7831450 PXDH1500-KC 15 XP1425 C
PXDH1510-KC 15.1 | XP1425 ES
PXDH1520-KC 15.2 | XP1425 P
PXDH1530-KC 15.3 | XP1425 ES
PXDH1540-KC 15.4 | XP1425 RS
7831455 o PXDH1550-KC 15.5 | XP1425 (¢
PXDH1560-KC 15.6 | XP1425 RS
PXDH1570-KC 15.7 | XP1425 X
PXDH1580-KC 15.8 | XP1425 RS
PXDH1590-KC 15.9 | XP1425 X
7831460 PXDH1600-KC 16 XP1425 C
PXDH1610-KC 16.1 | XP1425 X
PXDH1620-KC 16.2 | XP1425 RS
PXDH1630-KC 16.3 | XP1425 X
PXDH1640-KC 16.4 | XP1425 RS
7831465 © PXDH1650-KC 16.5 | XP1425 C
PXDH1660-KC 16.6 | XP1425 g
7831467 PXDH1670-KC 16.7 | XP1425 C
PXDH1680-KC 16.8 | XP1425 %
PXDH1690-KC 16.9 | XP1425 ES

Bfz:mm  Unitmm

7831470 PXDH1700-KC 17 XP1425
PXDH1710-KC 17.1 | XP1425 P
PXDH1720-KC 17.2 | XP1425 %
PXDH1730-KC 17.3 | XP1425 P
PXDH1740-KC 17.4 | XP1425 %

7831475 PXDH1750-KC 17.5 | XP1425 C
PXDH1760-KC 17.6 | XP1425 %
PXDH1770-KC 17.7 | XP1425 x
PXDH1780-KC 17.8 | XP1425 %
PXDH1790-KC 17.9 | XP1425 x

7831480 PXDH1800-KC 18 XP1425 o]
PXDH1810-KC 18.1 | XP1425 x
PXDH1820-KC 18.2 | XP1425 %
PXDH1830-KC 18.3 | XP1425 x
PXDH1840-KC 18.4 | XP1425 %

7831485 PXDH1850-KC 18.5 | XP1425 C
PXDH1860-KC 18.6 | XP1425 %

7831487 PXDH1870-KC 18.7 | XP1425 C
PXDH1880-KC 18.8 | XP1425 %
PXDH1890-KC 18.9 | XP1425 P

7831490 PXDH1900-KC 19 XP1425 o]
PXDH1910-KC 19.1 | XP1425 P
PXDH1920-KC 19.2 | XP1425 %
PXDH1930-KC 19.3 | XP1425 x
PXDH1940-KC 19.4 | XP1425 %

7831495 PXDH1950-KC 19.5 | XP1425 C
PXDH1960-KC 19.6 | XP1425 %
PXDH1970-KC 19.7 | XP1425 x
PXDH1980-KC 19.8 | XP1425 %
PXDH1990-KC 19.9 | XP1425 x

C=1x

TR C=Standard stock item

= HRAETRIT

#=Coming Soon



B

Designation

MR

Grades

EF

Stock

Bf7:mm  Unitmm

7831500 PXDH2000-KC 20 XP1425 C
PXDH2010-KC 20.1 | XP1425 %
PXDH2020-KC 20.2 | XP1425 %
PXDH2030-KC 20.3 | XP1425 X
PXDH2040-KC 20.4 | XP1425 R
7831505 © PXDH2050-KC 20.5 | XP1425 C
PXDH2060-KC 20.6 | XP1425 %
7831507 PXDH2070-KC 20.7 | XP1425 C
PXDH2080-KC 20.8 | XP1425 X%
PXDH2090-KC 20.9 | XP1425 X
7831510 PXDH2100-KC 21 XP1425 C
PXDH2110-KC 21.1 | XP1425 X
PXDH2120-KC 21.2 | XP1425 %
PXDH2130-KC 21.3 |XP1425 x
PXDH2140-KC 21.4 | XP1425 %
7831515 © PXDH2150-KC 21.5 | XP1425 C
PXDH2160-KC 21.6 | XP1425 %
PXDH2170-KC 21.7 | XP1425 *
PXDH2180-KC 21.8 | XP1425 P
PXDH2190-KC 21.9 | XP1425 ¥
7831520 PXDH2200-KC 22 XP1425 C
PXDH2210-KC 221 | XP1425 X
PXDH2220-KC 22.2 | XP1425 R
PXDH2230-KC 22.3 | XP1425 X
7831524 PXDH2240-KC 22.4 | XP1425 C
7831525 PXDH2250-KC 22,5 |XP1425 C
PXDH2260-KC 22.6 | XP1425 X%
PXDH2270-KC 22.7 |XP1425 X

PXDH2280-KC 22.8 | XP1425
PXDH2290-KC 22.9 |XP1425 %
7831530 PXDH2300-KC 23 XP1425 o]
PXDH2310-KC 23.1 | XP1425 RS
PXDH2320-KC 23.2 | XP1425 ES
PXDH2330-KC 23.3 | XP1425 X
PXDH2340-KC 23.4 | XP1425 RS
7831535 v PXDH2350-KC 23.5 |XP1425 (¢
PXDH2360-KC 23.6 | XP1425 RS
PXDH2370-KC 23.7 | XP1425 X
PXDH2380-KC 23.8 | XP1425 RS
PXDH2390-KC 23.9 |XP1425 X
7831540 PXDH2400-KC 24 XP1425 C
PXDH2410-KC 241 | XP1425 X
PXDH2420-KC 24.2 | XP1425 RS
PXDH2430-KC 24.3 | XP1425 X
PXDH2440-KC 24.4 | XP1425 RS
7831545 € PXDH2450-KC 245 |XP1425 C
PXDH2460-KC 24.6 | XP1425 RS
PXDH2470-KC 247 | XP1425 %
PXDH2480-KC 24.8 | XP1425 RS
PXDH2490-KC 24.9 | XP1425 X
7831550 PXDH2500-KC 25 XP1425 C
PXDH2510-KC 25.1 | XP1425 X
@ | PXDH2520-KC 25.2 | XP1425 RS
PXDH2530-KC 25.3 | XP1425 X
7831554 PXDH2540-KC 25.4 | XP1425 C

B = IEIETL

Blue = tap drill hole for cutting taps

C=trEETm

H=IREWTIT

C=Standard stock item

#=Coming Soon
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TIkaziaat ek

Exchangeable Head Drill

PXD 73

Head
=
WiERATIEL Heads ‘ : :
& .Y
J |
(e 2
R 3 '
-
ﬂﬁf*m(NC) For nonferrous metal (NC) Bfi:mm  Unit:mm

Desarhon TEO|IE | S Desahon ‘ S s i

7831740 PXDH1400-NC 14 CF225 Cc 7831770 PXDH1700-NC 17 CF225 C
PXDH1410-NC 14.1 CF225 RS PXDH1710-NC 171 CF225 P

@® | PXDH1420-NC 14.2 CF225 RS PXDH1720-NC 17.2 CF225 %
PXDH1430-NC 14.3 CF225 X PXDH1730-NC 17.3 CF225 P

PXDH1440-NC 14.4 CF225 RS PXDH1740-NC 17.4 CF225 %

7831745 PXDH1450-NC 14.5 CF225 C 7831775 © PXDH1750-NC 17.5 CF225 C
PXDH1460-NC 14.6 CF225 RS PXDH1760-NC 17.6 CF225 %

@ | PXDH1470-NC 14.7 CF225 X PXDH1770-NC 17.7 CF225 %
PXDH1480-NC 14.8 CF225 RS PXDH1780-NC 17.8 CF225 %

PXDH1490-NC 14.9 CF225 % PXDH1790-NC 17.9 CF225 %

7831750 PXDH1500-NC 15 CF225 C 7831780 PXDH1800-NC 18 CF225 Cc
PXDH1510-NC 15.1 CF225 % PXDH1810-NC 18.1 CF225 x

PXDH1520-NC 15.2 CF225 RS PXDH1820-NC 18.2 CF225 RS

PXDH1530-NC 15.3 CF225 R PXDH1830-NC 18.3 CF225 x

PXDH1540-NC 15.4 CF225 RS PXDH1840-NC 18.4 CF225 %

7831755 o PXDH1550-NC 15.5 CF225 (¢ 7831785 ® PXDH1850-NC 18.5 CF225 C
PXDH1560-NC 15.6 CF225 RS PXDH1860-NC 18.6 CF225 %

PXDH1570-NC 15.7 CF225 X 7831787 PXDH1870-NC 18.7 CF225 C

PXDH1580-NC 15.8 CF225 RS PXDH1880-NC 18.8 CF225 %

PXDH1590-NC 15.9 CF225 X PXDH1890-NC 18.9 CF225 P

7831760 PXDH1600-NC 16 CF225 C 7831790 PXDH1900-NC 19 CF225 o]
PXDH1610-NC 16.1 CF225 X PXDH1910-NC 19.1 CF225 P

PXDH1620-NC 16.2 CF225 RS PXDH1920-NC 19.2 CF225 %

PXDH1630-NC 16.3 CF225 X PXDH1930-NC 19.3 CF225 P

_ PXDH1640-NC 16.4 CF225 RS PXDH1940-NC 19.4 CF225 %

7831765 N PXDH1650-NC 16.5 CF225 C 7831795 @ PXDH1950-NC 19.5 CF225 C
PXDH1660-NC 16.6 CF225 RS PXDH1960-NC 19.6 CF225 %

7831767 PXDH1670-NC 16.7 CF225 C PXDH1970-NC 19.7 CF225 %
PXDH1680-NC 16.8 CF225 RS PXDH1980-NC 19.8 CF225 %

PXDH1690-NC 16.9 CF225 % PXDH1990-NC 19.9 CF225 %

C=iREERR C=Standard stock item
M=FREWTT  %=Coming Soon
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Bf7:mm  Unitmm

7831800 PXDH2000-NC 20 CF225 C
PXDH2010-NC 20.1 CF225 %
PXDH2020-NC 20.2 CF225 S
PXDH2030-NC 20.3 CF225 ¥
PXDH2040-NC 20.4 CF225 S

7831805 © PXDH2050-NC 20.5 CF225 C
PXDH2060-NC 20.6 CF225 S

7831807 PXDH2070-NC 20.7 CF225 C
PXDH2080-NC 20.8 CF225 S
PXDH2090-NC 20.9 CF225 P

7831810 PXDH2100-NC 21 CF225 C
PXDH2110-NC 211 CF225 P
PXDH2120-NC 21.2 CF225 S
PXDH2130-NC 213 CF225 x
PXDH2140-NC 21.4 CF225 %

7831815 © PXDH2150-NC 21.5 CF225 C
PXDH2160-NC 21.6 CF225 %
PXDH2170-NC 21.7 CF225 %
PXDH2180-NC 21.8 CF225 %
PXDH2190-NC 21.9 CF225 %

7831820 PXDH2200-NC 22 CF225 C
PXDH2210-NC 22.1 CF225 %
PXDH2220-NC 22.2 CF225 %
PXDH2230-NC 22.3 CF225 *

7831824 PXDH2240-NC 224 | CF225 C

7831825 PXDH2250-NC 22.5 CF225 C
PXDH2260-NC 22.6 CF225 S
PXDH2270-NC 22.7 CF225 P

PXDH2280-NC 22.8 CF225
PXDH2290-NC 22.9 CF225 %
7831830 PXDH2300-NC 23 CF225 o]
PXDH2310-NC 23.1 CF225 RS
PXDH2320-NC 23.2 CF225 %
PXDH2330-NC 233 CF225 bS
PXDH2340-NC 23.4 CF225 S
7831835 v PXDH2350-NC 235 CF225 (¢
PXDH2360-NC 23.6 CF225 S
PXDH2370-NC 23.7 CF225 %
PXDH2380-NC 23.8 CF225 S
PXDH2390-NC 23.9 CF225 %
7831840 PXDH2400-NC 24 CF225 C
PXDH2410-NC 241 CF225 X
PXDH2420-NC 24.2 CF225 RS
PXDH2430-NC 24.3 CF225 X
PXDH2440-NC 24.4 CF225 RS
7831845 € PXDH2450-NC 24.5 CF225 C
PXDH2460-NC 24.6 CF225 RS
PXDH2470-NC 24.7 CF225 %
PXDH2480-NC 24.8 CF225 RS
PXDH2490-NC 24.9 CF225 %
7831850 PXDH2500-NC 25 CF225 C
PXDH2510-NC 25.1 CF225 %
@ | PXDH2520-NC 25.2 CF225 S
PXDH2530-NC 25.3 CF225 %
7831854 PXDH2540-NC 25.4 CF225 C

B = IEIETL

Blue = tap drill hole for cutting taps

C=trEETm

H=IREWTIT

C=Standard stock item
#=Coming Soon

12



TIkaziaat ek

Exchangeable Head Drill

PXD

IR MEER cutting Conditions

PC(RA) KC (5% F) NC GEgF)

For Steels For Cast Iron For Nonferrous Metals

InIAtet N - R RN

v} P
Work Mild Steels- i i ek R HiEAsS
) arbon Steels Alloy Steels : 3 R
Material Low Carbon Steels $35C. S50C SCM. SCr. SNCM Cast Iron Ductile Cast Iron Aluminum
S$S400. S10C N 2:IOHB ‘Ié‘~ 3'(;HRC FC250 FCD450. FCD600 Alloy Casting
~ 150HB 5 2 (~ 350N/mm?) (400 ~ 600N/mm2) AC4A. ADC
(~710N/mm2) (710 ~ 950N/mm?)
(~ 500N/mm?)
IHIEE
Cutting 80~120m/min 80~120m/min 60~120m/min 80~120m/min 60~100m/min 80~180m/min
Speed
BHZ |EfREE| BHEE |(RREE| SR |EREE| #HRE |RBPEE| HEE (EREE| #HEE |EREE| AR
Drill Dia. | Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min) (mm/rev) (min) (mm/rev) (min) (mm/rev) (min”) (mm/rev) (min-") (mm/rev) (min-") (mm/rev)
14 2,300 | 0.21 | 0.35 | 2,300 | 0.21 | 0.35 | 2,000 | 0.21 | 0.35 | 2,300 | 0.21 | 0.35 | 1,800 | 0.21 | 0.35 | 3,000 | 0.28 | 0.42
15 2,900 | 0.23 | 0.38 | 2,100 | 0.23 | 0.38 | 1,900 | 0.23 | 0.38 | 2,700 | 0.23 | 0.38 | 1,700 | 0.23 | 0.38 | 2,800 | 0.3 0.45
16 2,000 | 0.24 | 0.4 2,000 | 0.24 | 0.4 1,800 | 0.24 | 0.4 2,000 | 0.24 | 0.4 1,600 | 0.24 | 0.4 2,600 | 0.32 | 0.48
17 1,900 | 0.26 | 0.43 | 1,900 | 0.26 | 0.43 | 1,700 | 0.26 | 0.43 [ 1,900 | 0.26 | 0.43 | 1,500 | 0.26 | 0.43 | 2,400 | 0.34 | 0.51
18 1,800 | 0.27 | 0.45 | 1,800 | 0.27 | 0.45 | 1,600 | 0.27 | 0.45 | 1,800 | 0.27 | 0.45 | 1,400 | 0.27 | 0.45 | 2,300 | 0.36 | 0.54
19 1,700 | 0.29 | 0.48 | 1,700 | 0.29 | 0.48 | 1,500 | 0.29 | 0.48 | 1,700 | 0.29 | 0.48 | 1,300 | 0.29 | 0.48 | 2,200 | 0.38 | 0.57
20 1,600 | 0.3 0.5 1,600 | 0.3 0.5 1,400 | 0.3 0.5 1,600 | 0.3 0.5 1,300 | 0.3 0.5 2,100 | 0.4 0.6
21 1,500 | 0.32 | 0.53 | 1,500 | 0.32 | 0.53 | 1,400 | 0.32 | 0.53 | 1,500 | 0.32 | 0.53 | 1,200 | 0.32 | 0.53 | 2,000 | 0.42 | 0.63
22 1,400 | 0.33 | 0.55 | 1,400 | 0.33 | 0.55| 1,300 | 0.33 | 0.55| 1,400 | 0.33 | 0.55 | 1,200 | 0.33 | 0.55 | 1,900 | 0.44 | 0.66
23 1,400 | 0.35 | 0.58 | 1,400 | 0.35 | 0.58 | 1,200 | 0.35 | 0.58 | 1,400 | 0.35 | 0.58 | 1,700 | 0.35 | 0.58 | 1,800 | 0.46 | 0.69
24 1,300 | 0.36 | 0.6 1,300 | 0.36 | 0.6 1,200 | 0.36 | 0.6 1,300 | 0.36 | 0.6 1,100 | 0.36 | 0.6 1,700 | 0.48 | 0.72
25 1,300 | 0.38 | 0.63 | 1,300 | 0.38 | 0.63 | 1,900 | 0.38 | 0.63 | 1,300 | 0.38 | 0.63 | 1,000 | 0.38 | 0.63 | 1,700 | 0.5 0.75

1. XEKUIBI A E R RLUKB M B IHAIE O P BB i,

2. AR REER20FLAT AR AR B

3. BEEEENIMH, MRERERR, 08, RahfERE NI,

4. MFLERRIERTRIENERE , B5LREMRBEBRITIRS.

5. kMR EHF R RERTERMESEP.20

1. The indicated speeds and feeds are for using water soluble oil with inner supply.

2. Suitable cutting fluid is water soluble high density oil (less than 20 times dilution)

3. Fasten the work material to reduce the possibility of work deformation, deflection of machined surface, or vibration.
4. A clogged oil hole can lead to a breakage. Make sure that a filter is attached to the oil feeder.

5. Please see p.20 for mounting procedure and precaution for machining.
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.t}]ﬁugiﬁmﬁ;lﬁé .PXD u%_ﬁi Tap drill hole sizes for cutting tap and PXD head

. mme | sgEmee
BUJIS24RF3
M 16 X 2 14 13.84 14.2 PXDH1400---
M 16 X 1.5 14.5 14.38 14.67 PXDH1450---
M 18 X 25 15.5 15.3 15.74 PXDH1550--
M 18 X 1.5 16.5 16.38 16.67 PXDH1650---
M 20 X 25 17.5 17.3 17.74 PXDH1750--
M 20 X 1.5 18.5 18.38 18.67 PXDH1850--
M 22 X 25 19.5 19.3 19.74 PXDH1950--
M 22 X 1.5 20.5 20.38 20.67 PXDH2050:--
M 24 X 3 21 20.76 21.25 PXDH2100--
M 24 X 1.5 22.5 22.38 22.67 PXDH2250:--
M 27 X 3 24 23.76 24.25 PXDH2400--

.ﬁEf—eiﬁﬁ;LE .PXD D%_Eﬁ( 3D #ﬂ ) Tap drill hole sizes for forming tap and PXD head (PXD-3D Type)

= \ .

B tpé%ﬁ%zbﬁt . BINEILE BARILE i

Eiy M. o

M 16 X 2 14.95 STD 10 14.92 15.04 PXDH1495..-
M 16 X 1.5 15.25 STD 9 15.21 15.3 PXDH1525---
M 18 X 2.5 16.7 STD " 16.63 16.78 PXDH1670---
M 18 X 1.5 17.25 STD 10 17.22 17.31 PXDH1725---
M 20 X 2.5 18.7 STD 1" 18.63 18.78 PXDH1870-:-
M 20 X 1.5 19.25 STD 10 19.22 19.31 PXDH1925.--
M 22 X 2.5 20.7 STD 1" 20.63 20.78 PXDH2070---
M 22 X 1.5 21.25 STD 10 21.22 21.31 PXDH2125---
M 24 X 3 22.4 STD 13 22.36 22.53 PXDH2240---
M 24 X 1.5 23.25 STD 10 23.22 23.31 PXDH2325:--
M 27 X 3 25.4 STD 13 25.36 25.53 PXDH2540---

¥ PXD 5D B HEEERELERIFEIMNTI., E6EHAPXD 3D,
For tap drill hole of forming tap, 3D type should be used. (5D is not recommended)
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TIkaziaat ek

Exchangeable Head Drill

PXD

ML TiEE SR !

Achieves faster feeds than ever before!

’JHI;&;—RZ{EL\);J: ! Double the efficiency!

TEZ | Mo | e | DHEE | ERE e & @%@g‘ U] ‘ (AL

Cutting Speed Speed Feed Rate Feed

Drill Dia. Work Material | Depth of Hole (m/min) (min) (mm/rev) (mm/min) Coolant Machine
W& ML NSk
HSS Drillwiih Ol Holo 30 600 0.4 240
ir KAt el w T
PIREAUE S 16 S50C 50mm 160 3,200 0.09 288 e ot i

Water Soluble | Machining Center
100 1,990 0.3 597

’JHIW$31§ in ! Triple the efficiency!

TEZ | mTMe | owe | DHEE IS i S @5‘5@3‘ S ‘ (L

Cutting Speed Speed Feed Rate Feed

Drill Dia. Work Material | Depth of Hole (m/min) (min) (mm/rev) (mm/min) Coolant Machine
S TSRSk
HSS Drillwith O Hole 25 320 0.5 160
VER AGEE | BN
Tl 025 $50C | 75mm 160 2,000 0.13 260 YlSEaR Tz

Indexable Drill Water Soluble Machining Center

100 1,270 0.5 635

BINTIEER.EHRIES!
AT Bt 2 AciE FEE !

i
Feed Rate
(mm/rev)

Greater tool life and efficiency while significantly PXD 100 0.3 100 0.3
lowering cost!
NS e N
TER: ¢16 YI5E : 50mm %@;‘@Eﬁiﬁfﬁﬁﬁ 200 0.1 160 0.1
Drill Diameter Depth of Hole . N
{EFMA - BN Ty IR A A ARIER N, 30 0.3 30 0.3
Machine Horizontal Machining Center Coolant Water Soluble Competitor's HSS Drill
tJJ é’u }L”Eﬂ Number of Holes
500 1,000 1,500 2,000 2,500
SS400
S50C
AT $5400
ot L3 N
GV RPS
Competitor's Indexable Drill S50C
Hith/AF] $S400
SIESEIE S
Competitor's HSS Drill S50C VB=0.2mm
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. DHI&*E Processing Data

PXD-3D drill adequate pilot holes for forming taps

.iﬁ;l, Drilling

PXDZ220-3D-158.5-32

Tool

ER7IR (#5) PXDH2240-PC

Head (grade)

INIAAH

Wcrkiﬂatl.ma\ ss50C

gﬁgw]?srim 70m/min(995min")

Fiff;ﬁ\i 597mm/min (0.6mm/rev)

e 112mm (&7L) MIARE ¢22.43
Depth of Hole Blind) Hole Size
L=l KA MELIEL R

Coolant Water Soluble

ERHN El ) e Ty

Machine Horizontal Machining Center
.mﬁ Tapping '

EAIR FiEL4E  S-XPF M24x3
Tool Forming Tap

T} s50C

Work Material

WL RE 48mm (2D) (§7l)
Tapping Length (Blind)

Egﬁgw]?sriea 15m/min(199min)

YH AKIEMELIEL R

Coolant Water Soluble

-. - e ; ——
MEFELLHERFLIN B PXD 3D
BB ErEUIN TRy For tap drill hole of forming tap, 3D type should be used. (5D is not recommended)

Machine Horizontal Machining Center

SS4OOB§H‘§§H‘H7]“I Long tool life in S5400

t}J ﬁ”}b%& Number of Holes

500 1,000 1,500

FRHTH PXDZ160-3D-123.5-20

Tool

ER7IR (MER) PXDH1600-PC

Head (grade)

InTaAst 55400

Work Material

LAERYRE R

IHliE 100m/min (1,990min) PN N
Cutting Speed ! =
o R
Ty :
Feed 397mm/min (0.3mm/rev) AEIMIE, RENIRE, TLUREEELELL L OES, SBKS
P - EFREEL L SRS B EIN TR A.
YRR 45mm GE#7L) Higher durability may be achieved than conventional carbide drills depending on the

Depth of Hole (Through) . X i - R .
working environment. Optimal, low-cost drilling is possible by properly selected carbide

I FBEETEIEE solid drills and exchangeable head drills.

Coolant Water Soluble

e 1 ) W STV

Machine Horizontal Machining Center

16



.IIHIH?E Processing Data

SS50C =BT MI(F

ERAIR

Tool

PXDZ160-3D-123.5-20

ERIR (#E)

Head (grade) PXDH1600-PC

TR

Work Material s50C

PIHELEE

Cutiing Speed 100m/min (1,990min"")

PSR

Feod 597mm/min (0.3mm/rev)

JIHIE

45mm (BFL)
Depth of Hole (Through)
Rl szl KB HETE
Coolant Water Soluble
R El W T

Machine

Horizontal Machining Center

¢ole, IERSEHLRFNMIHE. FASHONEMAT RN
1.71%.

At 216, the PXD was able to perform at the same level of efficiency as a carbide drill.
Moreover, it was approximately 1.7 times the durability versus the competitor.

SS400BYFAR NI Long tool life in 55400

ERIR

Tool

PXDZ160-3D-123.5-20

ERIR (#E)

Head (grade)

PXDH1600-PC

InT#

Work Material SS400

IRLEE

Cutiing Speed 100m/min (1,990min"")

e

Food 597mm/min (0.3mm/rev)

PIEIE

45mm (&FL)
Depth of Hole (Through)
=1z AKEELIEL R

Coolant Water Soluble

e

Machine

EhElan TG

Horizontal Machining Center

X$SS400 1T, EBEERWDI® RE, MEHEER, £RASHIEM
AER9L.8fE,

When drilling in $S400, OSG's proprietary WDI® coating minimized tool wear,
permitting 1.8 times the tool life versus the competition.

17

3D) Highly efficient drilling in S50C (drilling depth 3xD)

t)] ﬁu}b%& Number of Holes

500 1,000 1,500 2,000 2,500

Hitb AT A

Competitor A

Hftt/ AT B

Competitor B

Hftb AT C

Competitor C

HATA |

Competitor A

t)] ﬁu}t%& Number of Holes

500 1,000 1,500

Hitb AT A

Competitor A

Hitb/AT B

Competitor B

INT900FLATHIBEIRELEE  Wear comparison after 900 holes of drilling

HtRAE A

Competitor A




gmu%ﬂgﬁﬁ:ﬂﬂl Exchangeable head for cast iron

EATR

Tool

PXDZ160-3D-123.5-20

EFATIk (#1/5R)

Head (grade) PXDH1600-KC

INTA#E

Work Material FC250

FCD600

IRIEE

Cutting Speed 100m/min(1,990min"")

80m/min(1,600min")

HSEHE

Feed

796mm/min (0.4mm/rev) | 480mm/min (0.3mm/rev)

tIHIE 45mm (EFL)
Depth of Hole (Through)
5 KSR

Coolant Water Soluble

fsE AR

Machine

EhUIn AL

Horizontal Machining Center

ERE%ERTILT LMK E .

This exchangeable head is designated for cast iron and can maintain long tool life.

FC250

FCD600

t)] ﬁ”ﬂ;iﬁ Number of Holes

500 1,000 1,500

FC250 '

FCD600

FC250 .

FCD600

HittRF A

Competitor A

) B 2 )

Competitor B

FCD600

INT1280FLATHIBEIRELER  Wear comparison after 1,280 holes of drilling

Ht R\ A

Competitor A

HfttA®) B

Competitor B

Q20095 ZEIN T Highly efficient drilling at 620

ERTR

Tool

PXDZ200-3D-146.5-25

FEFATISL( #R)

Head (grade) PXDH2000-PC

INTAA#

Work Material S50C

IBIEE

Cutting Speed 100m/min (1,590min")

HEEE

Feed 637mm/min (0.4mm/rev)

PICIE 50mm (B7.)
Depth of Hole (Through)
Ikl KB

Coolant Water Soluble

fsE AR

Machine

Eh=lan TG

Horizontal Machining Center

B2 @20, BREEMEMI, AEMAWDIRENMRBLULREK
HfERE®.

OSG's WDI® proprietary coating has enabled the PXD to achieve long tool life and high
efficiency when drilling holes of 20.

t}_] ﬁ”}l}%& Number of Holes

500 1,000 1,500

Hitt g A

Competitor A

Hitb/A8 B

Competitor B

1,000 TARFDEFELLE  wear comparison after 1,000 holes of drilling

HBATA

Competitor A
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.IIHIH?E Processing Data

S50C IS TI( FLIFES5D) Highly efficient drilling in S50C (drilling depth 5xD)

t)] ﬁu}biﬁ Number of Holes

400 600 800 1,000

fFRIR PXDZ160-5D-155.5-20

Tool

200

fERTIL (W1 R) PXDH1600-PC

Head (grade)

NIt S50C

Work Material

TREE 100m/min (1,990min) Hiti/ NS A

Competitor A

BHEEE 597mm/min (0.3mm/rev)

Feed

s 80mm (57L) HitAEIB

Depth of Hole (Blind) Competitor B

Al szl KB HETE

Coolant Water Soluble

P— Hitt AT C
BRI EUIN TG Competitor C

Machine Horizontal Machining Center

SDFIAMT AL RSHERS S HLREMM TR, BISEBA AT 7SOFLEIBHAL  wearcomparisonaier 50 holes of rlig
BRI B EIX RIS,

Even when drilling hole depth of 5xD, the PXD achieved at the same level of efficiency
as a carbide drill. Moreover, it had the best tool life versus the competitions.

Hft/ A5 B

Competitor B
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. *?ﬂm%ﬂiﬁ%ﬂgﬁ% Mounting Procedure
| §§§I||ﬁ1§ Procedure

55%1 Step 1
RSIEiEIEREER.

Clean attachment area with an air blower.

55%2 Step 2
BRI R BB
4k,

Manually attach the head.

XUMBYBKE, SS8TE

IERZAREE TR,

Any leftover cutting chips may prevent
the head from being mounted properly
and may cause damages to the tool.

1=

wg%s Step 3
EILAMBEREEE, EFREA
IRFBMNZEET.

Insert the flat metal portion of the designated driver
into the groove of the head.

KB RFT2BMAFIER MRHMAKL
NRTEEE SEHERRRIR.

Insert the designated driver firmly into the
groove. If the insertion of the designated driver is
too shallow, it could damage the flutes.

55%4 Step 4
B iR F IR A £ @5, 1§
TR ITE.

Turn the designated driver clockwise
and mount the head onto the body.

KIS R T SL AN T R B £
BRI R

. i%ﬁmmu After mounting

LETTZE, BREEL
( 20um FAFEER 5.
.\ LRERE,

Make sure no clearance gaps is found

places marked blue and red by using
thickness gauges of 20pm.

‘Mount it firmly and make sure that
there is no gap in the area between
the head and the body.

REREREEREEBOER,
IBASEIERS BRR, B,
If clearance gap is found, please mount and check
again after cleaning the mounting area by air blow.

KTAENBRENE—EUTREEGT.
SRk E, AFERALUSTILEUR RIS
BT, TAMEEREERT.

If the clearance gap remains or head can be took off
without driver, body is overused and must be changed.

B PXDEHRERARERY , RERRBABNHAMIHRR S ZHY.
I REFERIER.

Extra caution is necessary for through holes.
FENN T EE R R ER R, LAR—ERZ R ERE
RIRARELET , JRTIRSEIEEHLSTE T H30% A,
BEFRAERERSEAE.
- When pulling the drill out from the hole of thin plate without enough holding or

material tend to spring back easily, reduce feed rate by 30%.
- Please refer photos on right for setting of through holes.

. ﬁﬁﬁiiﬁ Precaution

The machining environment that won't loosen the mounting area is essential for PXD because no clamping screws are used.

r

"4

BRFNREMEBRE
EEEEB2mm LT,

Head should be penetrated no more
than 2mm from the shoulder of PXD.

20



Phoenix P2D/P3D/P4D/P5D

sk Phoenix Drill

Indexable Drill

L LS

Features

EEERERINIRES T
BRIHEL TS

The high precision finishing of the flute surface
improves chip evacuation.

BPfE 25T ZIAY 5D R FL
ﬂ_’.ﬁ‘éa_# TREMIA
&gt o
Unique flute design enables stable

drilling, even with rigorous 5 x dia
deep holes.

EARSALI#TE
o BEEINT

The internal coolant system
enables highly efficient drilling.

RN AN

Economical 4-corner design

¢
RO FSNAZIERR—MT R,
EERE

Using same insert to both center and peripheral
cutting edges simplify tool management.
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B FHEBEESHSFM TR IRENL

Stable machining with high feed rate is optimized by excellent chip evacuation.

OFREENIME R ABIERNIEIRLT |PAT.P in Japan
OBEmERBRESIIHIA/ N ER
OZFHItBREREIT
OM2D ZFZIR5D JIT—h{E%
OFENIRRELT, SMEHEFRM

OThe flute design features both high rigidity and superb chip evacuation performance.

OWith an attached breaker to the cutter body, cutting chips can be broken into small pieces.

O Excellent stability for turning
O Capable for stable drilling with rigorous 5 x dia. deep holes

O High feed cutting is available by sequential balance of inserts

W37 AR iZ BN T #.

3 types of breakers are available for variety of work materials

% ) z:ﬁ% m( D M )for Steel and Stainless Steel

ORI R B EFR SRR
Oz, AEWINTRIFNFIERE

OWell balanced insert with sharpness and rigidity
O Optimal for steel and stainless steels

| .._miﬁiﬁﬁﬂ( DR o costron

DNRIEEHRAIAZIR
Oiﬁ’i’%i]ﬂl&"ﬁﬂnﬁ TERE

(O Strong cutting edge acquired by rake angle and land
O Optimal for cast iron

CED %Eéﬁ O HEﬁeﬁm( DN )for Aluminum Alloy and Nonferrous Metal

S
/‘\! A OEBMMATIRIEIE, HBIEREARAR
S Ot 2. A SMIRIBH ST

O Excellent chip evacuation is acquired by sharp cutting edges and polishing treatment
O Optimal for aluminum alloy and nonferrous metal

FELE
(HRA)

Hardness

Coating Method

‘ RETE

‘ BMIRE

DM (R - R ,
for Steel and Stainless Steel P XP9020 PVD 91.9 TIAIN®R 3pm

(E[r'l DR (%475 K XP1010 PVD 91.4 TIAINS 6pm
DN (A%

mp s N oo | — N _
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EESIVE: w8

Indexable Drill

P2D/P3D/P4D/P5D

a)
Ln
o
S~
|
NI
o
S~
@)
2]
o
S~
0O
N
o

WA ERESZIAS5D FFLBEEREML

Achieves stable drilling, even when making rigorous, 5xD deep holes.

INT#4#E - S50C JTIEEZ 925 FLiE  1256mm

Work Material Drill Diameter Depth of Hole

SRR - BRECAN TRy DB : KGRI R IR - Ve=150m/min. f=0.12mm/rev
Machine Horizontal Machining Center Coolant Water Soluble Cutting Conditions

.L‘iﬁ-ﬁFﬁ Conventional Indexable Drill

P

OLET# AL M I S5DRFAMT
IFEEE.

OaJ#Mthk BWERT], RRRAME
FEHRE, ABSHERREIKR. X
FRIMIEMWEK.

(5xD deep hole drilling was an extremely difficult process
for conventional indexable drills.

() Since conventional indexable drills are constructed of two flutes
and a cutting edge, its load balance is relatively poor especially
when drilling deep holes.

. P5D Indexable Drill for 5D

O aEHEREMARMIBEML !
O LASDRFAMIT AR ENERIRITTR
TENNI5DRFL!

O Achieves stable drilling with minimal irregularity!
() The P5D is designed specifically for stable drilling of 5xD

deep holes.
- spe
.*:%,\Eﬂgtﬂ ﬁu&iﬂi Stable cutting load
InIT#kl: S50C JIEZE 921 FLiR 1 50mm
Work Material Drill Diameter Depth of Hole
SRR - BRECAN A Cy TORUHR : 2SR PRI - Ve=120m/min. f=0.12mm/rev
Machine Horizontal Machining Center Coolant Water Soluble Cutting Conditions
2,500 2,500
FEFD Thrust [N] FEF] Thrust [N]
2000 H3E Torgue [N-m] 2000 H3E Torgue [N-m]
1500 W 1500
1,000 { \ 1,000 :
500 500
L 5 : |
0 8 16 24 32 40 0 8 16 24 32 40
ET_H\E—IJ Time Ej‘[ET_l Time
BT 1,400N 1,500N
19N-m 18N-m
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;L,Ju I&EE%;&%ﬁ High efficiency even when drilling deep holes
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FHRIAR
L4 P5D2500FS32MO08 (¢25) 280 PIEIRIE 0
p——— 7 Applicable cutting conditions . P5D
&
R M5 XCMT083508ER-DM %J 230 HATIA
U — B Competitor A
y\E:n'Ikﬁ/itjua\ S50C (m/min) 180 Hit AT B
oim .% Competitor B
Depth of Hole 120mm Lé: 130
DI IGEFETIRIR PR 3
Coolant Water Soluble (Internal) 30
(EEHA ﬁl‘iﬁﬂﬂlq:"l;‘(BT50) 0.05 0.1 0.15 0.2 0.25
Machine Horizontal Machining Center ﬁ&"éiﬁgﬁﬁ (mm/rev) Feed
FHRIAR
Lod P5D2500FS32MO08 (¢25) 240 LI ET AT
p——— gﬂ 290 Applicable cutting conditions . P5D
Insort (grade) ol XCMTO83508ER-DM ] 200 EfATA
g. 180 Competitor A
SCM440 (30HRC) (m/min) 160 Hith A5 B
o Competitor B
YlmE & 140
Deptl’%f Hole 120mm Eﬁ 120
Pl IR STBIERI PIEBELH) 3 100
Coolant Water Soluble (Internal) 80
FEFILHL BN T 1) (BT50) 008 o 018 018
Machine Horizontal Machining Center FEHLEE (mm/rev) Feed
FAIAR
Loyl P5D2500FS32MO08 (¢25) 170 PIEIEE = beY
pr——— gﬂ 160 Applicable cutting conditions . P5D
Insert (grade) - XCMT083508ER-DM g 150 ; Efﬂ.’/&ﬁlA
— = 140 Ci rA
DDI*Z 4 <Us308 i) ompetito!
Work Material - 130 Hftir=) B
@ 12 Competitor B
ms : o
Depth of Hole 120mm 5 Mo
I — £ 100
A= el KA PIERAELIH ) 3 90
Coolant Water Soluble (Internal) 80
(R EFUINT =P (BT50) 008 o 018 018
Machine Horizontal Machining Center §$§iﬁ%§ (mm/rev) Feed

XIRIBRIR BN SEUIH TR, XEE R R RIEYI R BT Be 4.

% Applicable cutting conditions may vary based on actual machining conditions. These graphs are not to guarantee the applicable cutting conditions.

.mﬂi&?iiﬁu *H’JDI Rough process of turning is also possible
N FEREMNT W F/MEMT

Turning internal diameter Turning outer diameter

THIER (35K =EE) THREE (55 =ElE)

Normal rotation (Drill=Fixed) Reverse rotation (Drill=Fixed)
on —n

Jd =
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Maximum offset amount for drilling with rotation of work materials

J mErm P2D P3D P4D P5D

P2D sfmm Unitmm

Designation L ) s poacrm | B Japplicable Inserts| Stock
7803129 P2D2100FS25M07 | 21 121 42 25 56 1 23 c
7803130 P2D2150F$25M07 | 21.5 122 43 25 56 0.9 23.3 ©
7803131 P2D2200FS25M07 | 22 123 44 25 56 0.8 23.6 C
7803132 P2D2250F$25M07 | 22.5 124 45 25 56 0.7 23.9 ©
7803133 P2D2300FS25M07 | 23 125 46 25 56 0.5 24 @ C
7803134 P2D2350FS32M07 | 23.5 130 47 32 60 0.4 24.3 ©
7803135 P2D2400FS32M07 | 24 131 48 32 60 0.3 24.6 c
7803136 P2D2450FS32M07 | 24.5 132 49 32 60 0.2 24.9 €
7803137 P2D2500FS32M08 | 25 133 50 32 60 1.1 27.2 C
7803138 P2D2550FS32M08 | 25.5 134 51 32 60 0.9 27.3 @
7803139 P2D2600FS32M08 | 26 135 52 32 60 0.8 27.6 c
7803140 P2D2650FS32M08 | 26.5 136 53 32 60 0.7 27.9 @ ©
7803141 P2D2700FS32M08 | 27 137 54 32 60 0.6 28.2 c
7803142 P2D2800FS32M08 | 28 139 56 32 60 03 28.6 ©
7803143 P2D2850FS32M08 | 28.5 140 57 32 60 0.2 28.9 c
7803144 P2D2900FS32M09 | 29 141 58 32 60 13 31.6 ©
7803145 P2D3000FS32M09 | 30 143 60 32 60 1.1 32.2 c
7803146 P2D3100FS32M09 | 31 145 62 32 60 0.8 32.6 ©
7803147 P2D3200FS32M09 | 32 147 64 32 60 06 33.2 © c
7803148 P2D3300FS40M09 | 33 159 66 40 70 03 33.6 c
7803149 P2D3350FS40MO9 | 335 160 67 40 70 0.2 33.9 c

C=1x#FEFm  C=Standard stock item
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Indexable Drilllndexable Drill

P3D = /P4D tm=n

Drilling

P2D/P3D/P4D/P5D

P3D Bf:mm  Unit:mm
= s |mommas| me | owe [P0 B | s Jen
De+A Offset Amount | De Max
7803229 P3D2100FS25M07 21 142 63 25 56 1 23 C
7803230 P3D2150FS25M07 21.5 144 65 25 56 0.9 233 C
7803231 P3D2200FS25M07 22 145 66 25 56 0.8 23.6 C
7803232 P3D2250FS25M07 225 147 68 25 56 0.7 23.9 C
7803233 P3D2300FS25M07 23 148 69 25 56 0.5 24 ® C
7803234 P3D2350FS32M07 235 154 71 32 60 0.4 24.3 C
7803235 P3D2400FS32M07 24 155 72 32 60 0.3 24.6 C
7803236 P3D2450FS32M07 24.5 157 74 32 60 0.2 24.9 C
7803237 P3D2500FS32M08 25 158 75 32 60 1.1 27.2 C
7803238 P3D2550FS32M08 25.5 160 77 32 60 0.9 27.3 C
7803239 P3D2600FS32M08 26 161 78 32 60 0.8 27.6 C
7803240 P3D2650FS32M08 26.5 163 80 32 60 0.7 27.9 ® C
7803241 P3D2700FS32M08 27 164 81 32 60 0.6 28.2 C
7803242 P3D2800FS32M08 28 167 84 32 60 0.3 28.6 C
7803243 P3D2850FS32M08 28.5 169 86 32 60 0.2 28.9 C
7803244 P3D2900FS32M09 29 170 87 32 60 1.3 31.6 o]
7803245 P3D3000FS32M09 30 173 90 32 60 1.1 32.2 o]
7803246 P3D3100FS32M09 31 176 93 32 60 0.8 32.6 C
7803247 P3D3200FS32M09 32 179 96 32 60 0.6 33.2 © o]
7803248 P3D3300FS40M09 33 192 99 40 70 0.3 33.6 o]
7803249 P3D3350FS40M09 335 194 101 40 70 0.2 33.9 o]

C=#RfRERFR  C=Standard stock item

P4D #izmm  Unitmm
& JMTRE| e ‘ e | MELNR | BE | ek me
Designation L Ze Ds 2s poncrm | ToE |Applicable Inserts| Stock
7803329 P4D2100FS25M07 21 163 84 25 56 1 23 C
7803330 P4D2150FS25M07 21.5 165 86 25 56 0.9 23.3 C
7803331 P4D2200FS25M07 22 167 88 25 56 0.8 23.6 C
7803332 P4D2250FS25M07 22.5 169 90 25 56 0.7 23.9 C
7803333 P4D2300FS25M07 23 171 92 25 56 0.5 24 @ C
7803334 P4D2350FS32M07 235 177 94 32 60 0.4 24.3 C
7803335 P4D2400FS32M07 24 179 96 32 60 0.3 24.6 C
7803336 P4D2450FS32M07 24.5 181 98 32 60 0.2 24.9 C
7803337 P4D2500FS32M08 25 183 100 32 60 11 27.2 C
7803338 P4D2550FS32M08 25.5 185 102 32 60 0.9 27.3 C
7803339 P4D2600FS32M08 26 187 104 32 60 0.8 27.6 C
7803340 P4D2650FS32M08 26.5 189 106 32 60 0.7 27.9 @ C
7803341 P4D2700FS32M08 27 191 108 32 60 0.6 28.2 C
7803342 P4D2800FS32M08 28 195 112 32 60 0.3 28.6 C
7803343 P4D2850FS32M08 28.5 197 114 32 60 0.2 28.9 C
7803344 P4D2900FS32M09 29 199 116 32 60 1.3 31.6 C
7803345 P4D3000FS32M09 30 203 120 32 60 1.1 32.2 C
7803346 P4D3100FS32M09 31 207 124 32 60 0.8 32.6 C
7803347 P4D3200FS32M09 32 211 128 32 60 0.6 33.2 © Cc
7803348 P4D3300FS40M09 33 225 132 40 70 0.3 33.6 C
7803349 P4D3350FS40M09 335 227 134 40 70 0.2 33.9 Cc

C=1RfEREFMR  C=Standard stock item

26



aIEEf U Ehsk
Indexable Drill

PSD

@]
Ln
o
S~
a]
<
o
S~
a]
2]
o
S~
|
o~
o

WK R TR specification ;
If
'
g g
L
BT RE R AR S
Maximum offset amount for drilling with rotation of work materials
J mErm P2D P3D P4D P5D
PSD Smm Unitmm
Designation L ) s pnai | B [Applicable Inserts| Stock

7802729 | P5D2100FS25M07 | 21 184 105 25 56 1 23 c
7802730 | P5D2150FS25M07 | 21.5 187 108 25 56 0.9 233 ©
7802731 | P5D2200FS25M07 | 22 189 110 25 56 0.8 236 c
7802732 | P5D2250FS25M07 | 22.5 192 113 25 56 0.7 23.9 ©
7802733 | P5D2300FS25M07 | 23 194 115 25 56 05 24 @ c
7802734 | P5D2350FS32M07 | 23.5 201 118 32 60 0.4 243 ©
7802735 | P5D2400FS32M07 | 24 203 120 32 60 03 24.6 c
7802736 | P5D2450FS32M07 | 24.5 206 123 32 60 0.2 249 ©
7802737 | P5D2500FS32M08 | 25 208 125 32 60 1.1 27.2 c
7802738 | P5D2550FS32MO08 | 25.5 211 128 32 60 0.9 273 ©
7802739 | P5D2600FS32M08 | 26 213 130 32 60 0.8 27.6 c
7802740 | P5D2650FS32M08 | 265 216 133 32 60 0.7 27.9 @ ©
7802741 | P5D2700FS32M08 | 27 218 135 32 60 0.6 28.2 c
7802742 | P5D2800FS32M08 | 28 223 140 32 60 0.3 28.6 ©
7802743 | P5D2850FS32M08 | 28.5 226 143 32 60 0.2 28.9 C
7802744 | P5D2900FS32M09 | 29 228 145 32 60 1.3 316 ©
7802745 | P5D3000FS32M09 | 30 233 150 32 60 1.1 322 c
7802746 | P5D3100FS32M09 | 31 238 155 32 60 0.8 326 ©
7802747 | P5D3200FS32M09 | 32 243 160 32 60 0.6 332 © c
7802748 | P5D3300FS40MO09 | 33 258 165 40 70 0.3 336 ©
7802749 | P5D3350FS40MO09 | 33.5 261 168 40 70 0.2 339 c

C=1REERFR C=Standard stock item
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.Emu# Inserts

{7 :mm  Unit:mm

RERZE
Grade of
Coated Materials

XP9020 | XP1010

HH‘RTI Insert Size %EEE

Uncoated

YRI7IE| ERNS
Number of Applicable
Cutting Edges| Body

= Gy

Specification Designation

. ®| XCMT073106ER-DM 4 | ¢21-245| 7.42| 31 | 8 | 06 7823067
X
JFBW | @] XCMT083508ER-DM 4 ®25~285 | 871| 35 | 8 | 0.8 7823068
Stainless Steel
®| XCMT094008ER-DM 4 | $29~33.5 [10.04| 4 8 | 08 7823069
®| XCMT073106ER-DR 4 | ¢21~-245| 7.42| 31 | 8 | 06 7823167
o B 1@| XCMT083508ER-DR 4 | ¢25-285 | 871 35 | 8 | 0.8 7823168
or Cast Iron
®| XCMT094008ER-DR 4 | $29~33.5 |10.04| 4 8 | 0.8 7823169
s a4 |®| XCMT073106ER-DN 4 | ¢21-245| 7.42| 3.1 | 8 | 0.6 |7823267
) E|273
a d | @®| XCMT083508ER-DN 4 | ¢25-285| 871| 35 | 8 | 0.8 |7823268
" uminum(alloy)
i nd Nonferr
el |®| XCMT094008ER-DN 4 | ¢29-33.5 [10.04| 4 8 | 0.8 |7823269

FEFEACRERERR )

Stock are categorized as C (Standard stock item).

.s{* Accessories

B ERR
Designation Applicable Inserts
7808136 | C FS25560P ® XCMTO0731--+ —
EEIRL
Clamping Screw 7808135 c FS30570P @ XCMTO0835:--+ ® XCMT0940---

AmsS | BF B BRI
EDP No. Stock Designation Applicable Inserts
8IP-D
7808225 C (Torx 8IP) ® XCMTO0731-- —
18427)
Wrench 9IP-D
7808226 C (Torx 9IP) @ XCMTO0835:-- ® XCMT0940---
C=#rEEfEFR  C=Standard stock item
1244755 M. The wrenches are sold separately from the cutters.
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Indexable Drill
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Recommended Materials by Insert Type

OF—HETFHHL Best
OFTHEFMHF Good

TIR#ER WiEtE | YRR

Insert Grades Insert Breaker Coolant

XP9020 DM =l €} @) O O @)
37 XP1010 DR =] O O
EW IR DN B o

DM:$R-F¥ERA DR %#kA DN:4E&&A
DM:for Steel & Stainless Steel Drill DR:for Cast Iron NM:for Aluminum Alloy

B SRMEEIER cutting Conditions

HEEE f (mm/rev)
e REE- Yl E Feed Rate
T e Vo(m]/Lmin) INTRE 2D 3D INTEE 4D MTRE 5D

Work Material Tensil Strength*

Cutting Speed Depth of Cut 2xDia, 3xDia. Depth of Cut 4xDia. Depth of Cut 5xDia.
Hardness -

021~024.5 | 925~028.5 | 229~233.5 | ©621~024.5 | 025~028.5 | 229~0233.5 | 21~224.5 | 625~228.5 | 629~033.5

B KB | ne | 200 0.4 018 0.2 012 0418 0.2 012 0415 0.18
(SS400. $100) (150 ~250) | (0.04~0.2) | (0.06~0.25)| (0.08~0.3) | (0.04~0.15) | (0.06~0.25)| (0.08~0.25)| (0.04~0.15)| (0.06~0.2) | (0.08~0.2)
| ZEW S | ons | 150 014 018 0.2 012 0418 0.2 012 015 018
(SBOC. SCMA40) (100 ~220) | (0.04~0.2) | (0.06~0.25)| (0.08~0.3) | (0.04~0.15) | (0.06~0.25)| (0.08~0.25)| (0.04~0.15)| (0.06~0.2) | (0.08~0.2)
Bam -280HB | 120 012 014 0418 01 014 018 01 0412 015
(SKD1?~ Se}EDGU ( 80~180) | (0.04~0.15)| (0.06~0.2) | (0.08~0.25)| (0.04~0.13) | (0.06~0.2) | (0.08~0.25)| (0.04~0.13) | (0.06~0.15) | (0.08~0.18)
M Staﬂu:\fﬁ;fgeel ~250HB 130 0.1 0.13 0.16 0.08 0.13 0.16 0.08 0.1 0.12
(SUS304. SUS420) ( 80~180) | (0.04~0.15)| (0.06~0.2) | (0.08~0.25)| (0.04~0.1) | (0.06~0.2) | (0.08~0.2) | (0.04~0.1) | (0.06~0.15) | (0.08~0.18)
R o] 200 016 0.2 0.2 012 0.2 0.2 012 015 018
(FC250) (150 ~280) | (0.08~0.25)| (0.06~0.3) | (0.08~0.3) | (0.04~0.15) | (0.06~0.3) | (0.08~0.3) | (0.04~0.15)| (0.06~0.2) | (0.08~0.2)
K
D IBER | 00N 160 014 018 0.18 0412 0.15 0.18 01 0.12 045
(FCD400) (100 ~220) | (0.04~0.2) | (0.06~0.25)| (0.08~0.25)| (0.04~0.15) | (0.06~0.25)| (0.08~0.25)| (0.04~0.13) | (0.06~0.15) | (0.08~0.18)
N oaE ~13%Si 200 0.16 0.2 0.2 0.14 0.2 0.2 0.12 0.15 0.2
Aluminum Alloy ° (100 ~800) | (0.04~0.25)| (0.06~0.3) | (0.08~0.3) | (0.04~0.2) | (0.06~0.3) | (0.08~0.3) | (0.04~0.15)| (0.06~0.25)| (0.08~0.3)
EmAa S |30 0.06 0.08 01 0.05 0.07 0.08 0.04 0.07 0.07
(IncoPr’\)eI" 7y1 8) (15~ 50) | (0.04~0.08)| (0.06~0.1) | (0.06~0.12) | (0.04~0.08)| (0.06~0.1) | (0.06~0.12) | (0.02~0.06)| (0.06~0.08)| (0.06~0.08)
S
Titaniﬁn Lo _ 60 0.08 0.1 0.14 0.08 0.1 0.14 0.06 0.08 0.1
(Ti -6AL—4\y/) (30 ~100) | (0.04~0.15)| (0.06~0.2) | (0.08~0.2) | (0.04~0.1) | (0.06~0.2) | (0.08~0.2) | (0.04~0.1) | (0.06~0.15) | (0.08~0.15)
1. XK HI R EERZ LKA BHEFIE A RSB EH. 1. The indicated speeds and feeds are for using water soluble oil with inner supply.
2. B EEEBRER20EU TR A BB, 2. Suitable cutting fluid is water soluble high density oil (less than 20 times dilution)
3. AT {E F I EmA 3. Using non-water soluble oil is not recommended.
o 2 4] e = - : = N 4. These conditions are for drilling depth less than 5 times the drill diameter.
4. EE{:{:}J éﬂi{ﬁ‘r—%/&”ﬁ"ﬁﬁﬁﬂszmSD AT 5. Inserts should be attached to the holder tightly in a very neat condition.
5. EHREETEERRMRETIA. _ 6. Fasten the work material to reduce the possibility of work deformation, deflection of
6. BEIRELTH, TH, EHBER T NIRRT, machined surface, or vibration.
7 HENRAZSEIFRNER , BEUREHBRBENTIRRE. 7. A clogged oil hole can lead to a breakage. Make sure that a filter is attached to the oil
8 RBEERNIEE, AEMI&M. feeder.
CEMILRIRERER T KILIR0 ~+0.2mm, EEZMHf=0.07mm/revIAT 8. Cutting condition may need adjustment depending on the required hole accuracy.
A TR - /20 ~ - \ -Prioritize tolerance of hole dia.: oversized hole dia. 0~+0.02mm  f=0.07mm/rev or less
ERBEAIES F KIEO ~ +0.5mm, HBA&IEI=0.1mm/reviLE -Prioritize efficiency.: oversized hole dia. 0~+0.05mm  f=0.Imm/rev or more
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S04 HZEIN I (P3D) High efficiency drilling in SUS304 (P

t}J %U}Lﬁ Number of Holes

50 100 150

RTR P3D2500FS32M08 (¢25)

Tool

BERRTIA( M) XCMTO083508ER-DM (XP9020)

Inser

nIAAwt SUS304

Work Material

ElEE 160m/min (2,040min") Eib AT A

Cutting Speed
Competitor A

g@%;gfﬁ 400mm/min (0.2mm/rev)

/\=
MR 75mm (&7L) Hitix2]B
Depth of Hole (Blind) Compeiiiter
PIHR5 IKIAMELIEIER
Coolant Water Soluble

Wear comparison after drilling 48 holes

EFAHL EhElIn AL

HtRAE A Hftt/AEB
Machine Horizontal Machining Center Competitor A Competitor B

SUS304iNTLMKE .
The P3D was able to achieve long tool life by drilling SUS 304.

SUS304H5 NI (P4D) High efficiency drilling in SUS304 (P4D)

t}J ‘ﬁu}b%& Number of Holes

40 60

FRATH P4D2500FS32M08 (¢25)

Tool

SEFIA( M) XCMTO83508ER-DM (XP9020)

Insert (grade)

Work Material
s . _ _
ggﬁ%‘éied 160m/min (2,040min-") Eﬂﬂ/l}a A
N Competitor A
gjﬁgrﬁ 245mm/min (0.12mm/rev)
P STTA—
IElE 100mm (&7L) = \cﬁﬁA =B
Depth of Hole (Blind) ompetitor B

BI85 AXTBMEDAE R

Coolant Water Soluble

Wear comparison after drilling 45 holes

e AL D e STy

Hith AR A Hith/ A5 B
Machine Horizontal Machining Center Competitor A Competitor B

REMISERKED.

Long tool life was able to achieve by stable drilling.
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.quﬁﬁ Processing Data

EHRTR

Tool

BT HE)

Inser !

XCMTO083508ER-DM (XP9020)

High efficiency drilling in S50C

P5D2700FS32M08 (¢27)

NI

Work Material

S50C

TIRIEE

Cutting Speed

150m/min (1,800min")

216mm/min (0.12mm/rev)

IEIE 120mm (&%) ’
Depth of Hole (Through) Competitor B
AKBHELE R

Coolant

Water Soluble

SRR

Machine

ErEAn TG

Horizontal Machining Center

t)] \ﬁ” }L;’i Number of Holes

40 60

20

80

Hith AT A

Competitor A

Hfth/ AT B

DIE‘TE’JE%%IZE@: Wear comparison after 40 holes of drilling

. st 7= 282 o - -~ N Hitb AR A
BREFHTREHTRENSDRIMI. REMIERKE®D. Competitor A

High efficiency can be achieved even when drilling 5xD deep holes.
With stable performance, tool life can be prolonged.

EIERAEN AR EMT

) Stable performance even in stainless steel

t)] ﬁu }L%& Number of Holes

40 60

ERTR

Tool

P5D2700FS32M08 (¢27)

FERTIA( #ER)

Insert (grade)

XCMTO083508ER-DM (XP9020)

NI

Work Material SUS304

TIRIEE

Cutting Speed 120m/min (1,400min")

Hith AT A

Competitor A

HERIEE
Feed

140mm/min (0.1mm/rev)

HibAE B ZRMELE

Efyh% Hole 120m m(T(Eig g) CompetitorB Body damage
IEI#F IKFAMEIAEEFR

Coolant Water Soluble

Wear comparison after 100 holes of drilling

SRR

Machine

EhEAn TG

Horizontal Machining Center

HtAF A

Competitor A

BEENEERETBERAANSUSI04, BTESHBENRES
5D RIS, EHBEBIREM L.

The P5D is able to achieve great chip evacuation and stable performance even in
SUS304, where chip packing is a common problem.
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ERTHR

Tool

Inser

BRI #E)

B FESINI(P5D) orilling with long tool life in ADC12(P5D)

P5D2500FS32MO08 (¢25)

XCMTO083508ER-DN (CK110)

NI AA#

Work Material

ADC12

IBIEE

Cutting Sp

250m/min (3,185min"")

BHSEHE

Feed

320mm/min (0.1mm/rev)

IEIE

Depth of Hole

100mm (&%)
(Blind)

YHH

Coolant

IKAMEREL R

Water Soluble

EFAHL

Machine

EhElIn AL

Horizontal Machining Center

ERESE %S EAIAINT

ADCI12th8EsL B &R,

Long tool life was achieved in machining ADC12 by using inserts for aluminum alloy and

non-ferrous materials.

FC2509k s

ERTHR

Tool

ERIR(#E)

Insert (grade)

5D) Drilling with long tool life in FC250(P5D)

P5D2500FS32MO08 (¢25)

XCMTO083508ER-DR (XP1010)

nIaAwt

Work Material

FC250

TIElRE

Cutting Speed

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

BSHE

Feed

200mm/min (0.1mm/rev)

TIEIE

Depth of Hole

100mm (&%)
(Blind)

YH

Coolant

IKAMETRE R

Water Soluble

fSEFAHL,

Machine

El N e STy

Horizontal Machining Center

EmXBIEMEATINL3ME, 250N LN TSP EINT.

PSD achieved stable drilling of 250holes, which was over 1.3 times, versus the competition.

NTATRIBEFELLIR  Wear comparison after 200 holes of drilling

Hith25)

Competitor

ERE 0.117mm
Width of Wear

E#RE  0.153mm
Width of Wear

t}J %U}L;‘& Number of Holes

100 150 200

250

Hfth /A5

Competitor

HfthAE]

Competitor
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Phoenix PHP

AiEfuissk 3DH

Indexable Drill for 3D

Phoenix High Performance drill

HOSG EFIMF NI FRIN IS

Unique design supports many types of machining

.BH‘BgﬂF;IJ Insert arrangement
“B] i D e NBE DRYS S im A AZAR

Point angle shape reduces bite resistance

A LSRR NN TAYFETHEY

Balanced arrangement to achieve high efficiency machining

070 SNEDERRRK D A, BT ERE

The center and the peripheral edge of the same insert can be used, simplifying insert management.

.?ﬁiﬁéﬂg%ﬂ Ideal flute form
??E%H‘UJEE{JHFH:{EFEJ Controls the flow of chips

BERARIR, A XINTER

Shaped corner tips for difficult drilling shapes

ZER

Stacked sheets

{EnsHE

1 1 1
X X L < L

SEANE

Cast surface

.EWH'EWDW High rigidity of body

. A
TE]%BE% AP High rigidity improves tool durability

Wiz ER9HiE

The stable torque

FRATAR PHP210FS25M07-3D (221) =Eh/N INTREE #=EhK =REhK

Tool SnE)aIII vibr?‘t_iqn, Big vibration Big vibration
stable machining

E}EEDHEZ?E) SCMT073206-DM(XP9040) HitAT A HitAZ B

INTHHE PH P Competitor A Competitor B

Work Material

PIHELEE

Cutting Speed

BHGEHE
Fee

TIHIE

Depth of Hole

SRR

Machine

S50C

Ny

150m/min (2,275min"")

341mm/min (0.15mm/rev)

1)

50mm

IKEIETEIHR (PBBLAIH )

Water Soluble(Internal)

ECIN AL (BT50) (26kW/30kW)

Horizontal Machining Center

FRERYHAR , BRI RAT S

The stable torque minimizes the load imparted on the machine.
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aJ§Efislihsk SDH
Indexable Drill for 3D

PHP

.ﬁ?i{kﬁj’% Specification

BRI
With coolant hole

Bfz7:mm  Unit:mm

Designation

2R E3N ‘ Ez& ‘ ﬁgé ‘

7800100 PHP140FS20M04-3D 14 116 42 20 50 C
7800101 PHP145FS20M04-3D 14.5 119 45 20 50 C
7800102 PHP150FS20M04-3D 15 119 45 20 50 ® C
7800103 PHP155FS20M04-3D 15.5 122 48 20 50 C
7800104 PHP160FS20M04-3D 16 122 48 20 50 C
7800105 PHP165FS20M05-3D 16.5 125 51 20 50 C
7800106 PHP170FS20M05-3D 17 125 51 20 50 @ Cc
7800107 PHP175FS25M05-3D 17.5 134 54 25 56 9]
7800108 PHP180FS25M05-3D 18 134 54 25 56 C
7800109 PHP185FS25M06-3D 18.5 137 57 25 56 C
7800110 PHP190FS25M06-3D 19 137 57 25 56 Cc
7800111 PHP195FS25M06-3D 19.5 140 60 25 56 ® C
7800112 PHP200FS25M06-3D 20 140 60 25 56 C
7800113 PHP205FS25M06-3D 20.5 143 63 25 56 9]
7800114 PHP210FS25M07-3D 21 143 63 25 56 Cc
7800115 PHP215FS25M07-3D 21.5 146 66 25 56 C
7800116 PHP220FS25M07-3D 22 146 66 25 56 Cc
7800117 PHP225FS25M07-3D 22.5 149 69 25 56 ® C
7800118 PHP230FS25M07-3D 23 149 69 25 56 Cc
7800119 PHP235FS32M07-3D 23.5 156 72 32 60 C
7800120 PHP240FS32M07-3D 24 156 72 32 60 Cc
7800121 PHP245FS32M08-3D 24.5 159 75 32 60 C
7800122 PHP250FS32M08-3D 25 159 75 32 60 Cc
7800123 PHP255FS32M08-3D 25.5 162 78 32 60 Cc
7800124 PHP260FS32M08-3D 26 162 78 32 60 ® C
7800125 PHP265FS32M08-3D 26.5 165 81 32 60 Cc
7800126 PHP270FS32M08-3D 27 165 81 32 60 Cc
7800127 PHP280FS32M08-3D 28 168 84 32 60 Cc
7800128 PHP290FS32M10-3D 29 171 87 32 60 Cc
7800130 PHP300FS32M10-3D 30 179 90 32 60 Cc
7800131 PHP310FS32M10-3D 31 182 93 32 60 ® Cc
7800132 PHP320FS32M10-3D 32 185 96 32 60 Cc
7800133 PHP330FS40M10-3D 33 196 99 40 68 C
7800134 PHP340FS40M10-3D 34 199 102 40 68 C
7800135 PHP350FS40M12-3D 35 202 105 40 68 Cc
7800136 PHP360FS40M12-3D 36 205 108 40 68 Cc
7800137 PHP370FS40M12-3D 37 218 111 40 68 @ C
7800138 PHP380FS40M12-3D 38 221 114 40 68 C
7800139 PHP390FS40M12-3D 39 224 117 40 68 C
7800140 PHP400FS40M12-3D 40 227 120 40 68 C

C=tREEFm C=Standard stock item
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AiEfReEk 3DH

Indexable Drill for 3D

PHP7JR

liEFﬂUH‘ Inserts

gf:mm  Unit:mm

JIFRY Insertsize RERE
&7 MU ERTS RERS

Number of Cutting Applicable Coated Materials

Designation Edges Body

XP9040 XC9025

® SCMT042204-DM 4 ®14~16 4.8x4.8 2.2 7 0.4 7818001 7817001
® SCMT052404-DM 4 $16.5~18 5.4x5.4 24 7 0.4 7818002 7817002
® SCMT062806-DM 4 $18.5~20.5 6.2x6.2 2.8 7 0.6 7818003 7817003
@ SCMT073206-DM 4 $21~24 7.2x7.2 3.2 7 0.6 7818004 7817004
® SCMT083608-DM 4 $24.5~28 8.6x8.6 3.6 7 0.8 7818005 7817005
® SCMT104208-DM 4 $29~34 10x10 4.2 7 0.8 7818006 7817006
@ SCMT125008-DM 4 ¢35~40 12.3x12.3 5 7 0.8 7818007 7817007
BEFMRAC(IRERERR )
Stock are categorized as C (standard stock item).
.%1* Accessories
k=1 BRI
Designation Applicable Inserts

7808100 C FS18538 (Torx 6) ® SCMT042204-DM

7808102 C FS20540 (Torx 6) @ SCMT052404-DM

ﬁ' 7808104 C FS22550 (Torx 7) ® SCMT062806-DM

— 7808108 | C FS25560 (Torx 8) ® SCMT073206-DM

Clamping é;ew

7808110 C FS30573 (Torx 8) ® SCMT083608-DM

7808111 C FS35572 (Torx 15) ® SCMT104208-DM

7808113 C FS45510 (Torx 20) @ SCMT125008-DM

k=1 BRI

Designation Applicable Inserts

7808203 | C | Té-D (Torx 6) @ | SCMT042204-DM | @ | SCMT052404-DM
7808204 | C | T7-D(Torx7) ® | SCMT062806-DM =

%ﬂ 7808205 | C | T8-D(Torx8) @ | SCMT073206-DM | ® | SCMT083608-DM
Wrench 7808208 | C T15-D (Torx 15) ® | SCMT104208-DM =
7808209 | C | T20-D (Torx 20) @ | SCMT125008-DM -

C=tnfEEFR  C=Standard stock item
12427155 M. The wrenches are sold separately from the cutters.
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ik 3DHA

Indexable Drill for 3D

PHP

EiIfEHgE — IR Best
Recommended Materials by Insert Type ML Good

NRES WEtE | IR

Inserts Grades Chip Breaker Coolant
XP9040 DM £ o |0 0|0
XC9025 DM | 0|0 | 0|0

.tD§U§ﬁ:§;E§ Cutting Conditions

o ioam | e AR f (mm/
T HA mEEE-EE | HEE A e
Work Material nsil Strength Ve (m/min)
Hardness Drilling Speed 214~020.5 221~028 229~234 235~240
BN, KRR
Mild Steel.Carbon Steel ~180HB 200( 60 ~ 250) | 0.09(0.06 ~ 0.3) 013 (0.1 ~ 0.18) 0.18 (0.13 ~ 0.21) 0.25(0.2 ~ 0.27)
(SS400. S10C)
REM, SN
P Carbon Steel, Alloy Steel ~280HB 160( 40 ~ 220) | 0.09(0.06 ~ 0.13) 013 (0.1 ~ 0.18) 0.18 (0.13 ~ 0.21) 0.25(0.2 ~ 0.27)
(S50C. SCM440)
RER
Die Steel ~280HB 140( 40 ~ 180) | 0.08(0.05~ 0.12) 0.12 (0.06 ~ 0.15) 0.14 (0.09 ~ 0.18) 015 (01 ~ 0.2
(SKD11, SKD61)
RN
M Stainless Steel ~250HB 150( 60 ~ 180) | 0.08(0.05 ~ 0.12) 0.1 (0.06 ~ 0.12) 015 (0.1 ~ 0.17) 0.18 (0.15 ~ 0.2
(SUS304. SUS420)
{7273
Cast Iron ~350N/mm?2 150( 60 ~ 180) | 0.09(0.06 ~ 0.13) 013 (0.1 ~ 0.18) 0.18 (0.13 ~ 0.21) 0.25(0.2 ~ 0.27)
K (FC250)
BREEFET
Ductile Cast Iron ~800N/mm?2 130( 40 ~ 150) | 0.09 (0.06 ~ 0.13) 0.12 (0.08 ~ 0.16) 0.16 (0.1 ~ 0.2 0.2 (0.15 ~ 0.25)
(FCD400)
N Ami‘?‘ﬁ%uoy ~13%Si 220(100 ~ 800) | 0.09(0.06 ~ 0.2) 013 (0.1 ~ 0.25) 0.18 (0.13 ~ 0.3) 0.25(0.2 ~ 0.35)
BHae(i8)
Superalloy (Wet) = 30( 15 ~ 50) | 0.04(0.02 ~ 0.06) 0.06 (0.03 ~ 0.1) 0.08 (0.04 ~ 0.12) 0.1 (0.06 ~ 0.14)
(Inconel™ 718)
S
®Ras(iEx)
Titanium Alloy (Wet) - 60( 30 ~ 100) | 0.06(0.04 ~ 0.08) | 0.08(0.06 ~ 0.12) 0.1 (0.08 ~ 0.15) 012 (0.1 ~ 0.15)
(Ti-6Al-4V)
1. XKD HI R EERZLUKE T BBFIE D R EB 4. 1. The indicated speeds and feeds are for using water soluble oil.
2. B E BB ER20EU TR EK B E R, 2. Suitable cutting fluid is water soluble high density oil (less than 20 times dilution).
3. AHET{E U 3. Using non-water soluble oil is not recommended.
o ap 4T \ e ° = N 4. These conditions are for drilling depth less than 3 times the drill diameter.
4. éﬁktﬂéﬂi{#\%&?ﬁﬁi?iLmSD KT 5. Inserts should be attached to the holder tightly in a very neat condition.
S. }Eﬁ%ﬁg’”:ﬁ%ﬁﬁ tﬂj_ﬁfé]j)—‘", . 6. Fasten the work material to reduce the possibility of work deformation, deflection
6. BEIRAXR, M, EIMER TN I3 TMI. of machined surface, or vibration.
7 HENHILRSEUFRNER , BV E/BEENTIREE. 7. A clogged oil hole can lead to a breakage. Make sure that a filter is attached to the
oil feeder.
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.quﬁE Processing Data

Inconel"i 71 8 (28HRC)H§%§&$’]”I High efficiency machining of Inconel 718 (28HRC)

L’EI‘\ T%?RE"J?\@H'( DDIS/l\}LHj ) Photo of insert wear width (after 5 holes)

ERIR PHP200FS25M06-3D (¢20)

Tool

ﬁﬁﬁﬂ)jj(e)’f?f &) SCMT062806-DM(XP9040)

Inconel®718(28HRC)

60m/min(955min)

57mm/min(0.06mm/rev)

B R

P Ta— ST P
Bepth of Hole mm( (Tho;:lé)m 0.147mm
ARz IKTANELIEIEA (PIERLSIH)

Coolant Water Soluble(Internal)
fEFHN SRIEINTIAL( THhEsE) :

Machine Multifunction milling machine (rotating workpiece) & . R ™ - 5

. & 0

fE A% R Inconel718(28HRC) FLINTEHl. MT 107/, PHPAETIEH] & ,.," { P
BN, SERFRERIINT. ol f * 4.0
While drilling holes in Inconel 718 (28HRC) on a lathe, 10 holes were completed, breaking X ‘I“ . gl iy @

up chips into small pieces and resulting in stable milling. - .ﬁn . !’. & n 5

fERTA PHP260FS32M08-3D (626) [IERSULGLRA R T ()

Tool

Work(Example)

BERDA(HR) SCMT083608-DM(XP9040)

Insert (grad

mIes
Work Material SS400

|Ep=0.2 ~ 0.3mm

Clearance

E’?ﬁ?’?? 80m/min(980min-') 20m/min(245min-)

118mm/min(0.12mm/rev) 25mm/min(0.1mm/rev)

30mm (JEEE20mmx10mm j&7)

(Thickness Through)
IKFBTELIEIERY (SMERLG M)
Coolant Water Soluble (External)
e SZHINTH G (BT50)
Machine Vertical Machining Center

BEE7H20mmx10mm NSZERINTE., FE, Bt TR UL E

INIZERMEERETIRTIREIDRR. BHFERTEAREL,

ERAEENAGELLMTERINIEN. AT PHPRARZEIFLATRERRKY)

BRIRTER , FTieBTINRAERS iR ENT. -

Stacked milling consisted of 20mm x 10mm sheets. In the past, tests using a competitor's

indexable drills resulted in the frequent breakage of inserts and bodies, so we abandoned -

the use of indexable drills, using high-speed drills at low speeds instead. Because the chip jE1B40.2 ~ 0.3mm

of the PHP is shaped with an angle, it suppresses the creation of discs, allowing it to mill in ~——

Clearance
a stable manner even when coolant was fed externally.
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. uulﬂﬁ Processing Data

wsﬁlﬁaﬂnul Milling of a 15° inclined plane

Hfttx=A. B

Competitor Aand B

BEREEREIR

Coated Carbide Insert

Hﬁi’,ﬁﬁ] A Competitor A

FHRIAR PHP210FS25M07-3D (¢21)

Tool

- SCMTO073206-DM(XP9040)

Work Material S50C

TIElERE 200m/min(3,033min")

Cutting Speed

HHEEE 364mm/min(0.12mm/rev)
Feed [AO:152mm/min(0.05mm/rev)] e T
P e BEMADFAR
45mm Eme\ E_] B Competitor B Accurate hole size and position

Depth of Hole
I AR
Coolant Water Soluble

ERRE Er=In T (BTS0)

Machine Horizontal Machining Center

ISEMEINT RS, EfbARFRAENOLSREIERY L (LLE#BD).
PHP SJLURSZHTEEIN TAISRKINYE , sTLAMEIA LA L ( EBERSD)
When milling a 15° inclined plane, a competitor's product wobbled at entry and enlarged
the entry point (as indicated by the blue circle). Because the PHP has the rigidity to
withstand intermittent milling, it inhibits the enlargement of the entry point (as indicated
by the red circle).

%ﬂwf%w
Slope angle

% ( @E'Eif;’() m qu Drilling holes in a wind power generator (rotating wheel)

Hith/AF]

Competitor

BEREERER

Coated Carbide Insert

PHP210FS25M07-3D (¢21)

SCMTO073206-DM(XP9040)

SA5CHEHM&
Work Material Equivalent

FIELE R .
CJLJAﬁ\Jn]ghé%eed 165m/min(2,502min"")
AR i
Feed 300mm/min(0-12mm/rev) REMATFREBNL.3E, PHP EMT128A T B EQMT.
RE The PHP drilled 128 holes and exhibited stable milling performance. Its durability was 1.3
Depth of Hole 57mm times that of a competitor's product.
YRR IR
Coolant Water Soluble
ERHN EMLEHN
Machine Horizontal Dedicated Machine

ling holes in parts

R PHP210FS25M07-3D (921) B PIEIHKE (m) oriling Length
TV C O < \i7073206.DM(XP9040) | ERASRETIN 5 10 13 20 23

Insert (grade) Coated Carbide Insert

Work Material SUS304

IR

Yl : —
ggi:g—éied 150m/min(2,275min"")

BAE 272mm/min(0.12mm/rev)

50mm Hith A 5]

Depth of Hole
LIS KA H 7
Coolant Water Soluble

fSE A Er=lin TG (BTS0)

Machine Horizontal Machining Center

Competitor

Hith AR RmBE T B mEE A EMARIINI. PHPAEINTATHE
BlYF, HeeETBENCS T, LA BIEt A B R2(ERE .
A competitor's product could not provide stable durability due to chipping. Our product,

however, breaks up chips into small pieces and evacuates them properly, which inhibits
durability variances and provides double the durability.
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s ERLRAIN T T e

Do you have tapping operations?

B OSG €lMkLAE, OSG M«iE—HES R EERNZERE,
MRILARIEE R — T HRAM=FH~RIE.

its foundation in 1938, OSG taps have received a high reputation from customers all over
orld. Please try our latest products and experience the exceptional performance.
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R BUIRELIE XPFIRELHE Vol.O
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L.=: ;'F
a -
BE# (L5) METREMAE - BEN (kW) l!:l:l,llﬁ\
- - = _ -

(}E shaping you“‘
Bt (LiB) WEIR A' .

PN

BRATL (£ ) EVAED

Hohik . ESTE R XRARS360SH LiBERAREL 71 -
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