&




Phoenix PFDC

28] Phoenix Facemill Disc Cutter
Disc Cutter

A FEEENEINTHRORNBRECKEZET]

Lightweight large-diameter disc cutter that can be mounted on small machining centers

. EEBT3OJ:{EJEH ¢ 1 25 ¢ 125 can be used with BT30

SEHEEREERE3kgLLT

Combined with an arbor, the total weight is less than 3kg

o o
Facemill Arbor PFDC ¢125 IQ\EE
BT30-FMA25.4-45 |k | JEme g | = Frlesn

EE 0090 kg Tool Weight 1 o9kg

Weight
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No special arbor required, Thin Steel Body ﬁa

easy tool management Lightweight and high tool rigidity \

TINEI0°BEFEMY
AfB71R

Economical 4-corner insert with 90°
cutting angle
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A= 37| N =h=% S
BTN EBL R S AT
RIS, J‘Eﬁﬁ?ﬂﬁ%ﬁ)ﬁﬂﬂlﬂ'ﬂ Improved chip evacuation with internal coolant
TSN
Breaker shape with sharp cutting edge suitable
for non-ferrous metal machining - e .
LSRN T
T S RS T ST (R B R (BT ) TSR G6.3
D
XP4610 (DLCGERER) Achieves high-speed rotary machining
Insel:t grade >;P|4610 (DII(Ichoating) :uitable for rlesin Balance grade G6.3 is guaranteed for the cutter body (with inserts installed)
machining and long tool life in non-ferrous meta
machining




.4‘%,‘5.‘ Features

W 1X0N T i RAYIS S NN T

Uniform machined surface with no seams in 1-pass

BISEHRLASE/NEU N TR LA TROZE Y RUZE R RN

Enables 1-pass milling with a wide cutting width, which was difficult to achieve with conventional small machining centers.

TRINT
ToiRJIIR

One pass with no seams

ZIXINL
FERTIR
Occurrence of seams with
multiple paths

L\J\?E‘EFHEIH Conventional PFDC

W A5052891EE#EHINN T

Face milling of A5052

THINTE

Milling Surface

fERTA PFDCO9R125M22.5 (¢ 125x57])

Tool Flutes

ek () SDHTO9T308FR-NM (CK010)
LT A5052
TR 1,000m/min (2,547min") - Lo
T/ T —— o
MR 1,273mm/min (0.1mm/t)
- 100mm
EZE&"E{%H ap=0.1mm Qae=100mm
g2 hizez % (RR=)
Coolant Air-blow PFDC
FEFHUI NI (BT30) P8R
Machine Vertical Machining Center Watch it in action

HUBARATE, RASKNI

*Machined with air blow for filming purposes

RENEINT RO BLEEE o)
A

Energy saving by using a small machining center

— =
Ij]%%?ﬁ,%k Power consumption diagram

) | WAMEGEFEBTAOESAIIN T /O TINTAY
y | TRERMAERBT30MEHAY NN T,

BT4018=

Equivalent to BT40

JLAKIEREINEREE.

A large reduction in power consumption

BT30 é ——————————————— ! can be achieved byprep(acing the F:ﬂachinmg process
Equivalent to BT30 . that was conventionally done by a machining center
equivalent to BT40 with a small machining center
equivalent to BT30.

HAEEREETANTIRZBEELIE. The above diagram is based on internal data.


https://www.chinaosg.com/products/detail/PFDC
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Disc Cutter

Face Milling Side Milling

PFDC -

WASRR TR pecification

DCSFMS
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AT, RIS EL.
For balancing purposes, a hole may be
present on the flute of the cutter.

Hiffl

with Coolant Hole

Bfi:mm  Unit:mm

a5 & | mu | nEme | zenme | nas | 1e }@T&{ apvx | BSOS ‘
Designation bC CBDP bcsFvs | DCON [ = kww| FE b RPMX(min-1)

7835101 PFDCO9R080M22-4 80 4 40 20 45 22 10.4 6.5 5 10,000 0.5
7835102 PFDCO9R080M25.4-4 80 4 45 23 50 25.4 9.5 6 5 10,000 0.6
7835103 PFDCO9R100M22-4 100 4 40 20 45 22 10.4 6.5 5 10,000 0.7
7835104 PFDCO9R100M25.4-4 100 4 45 23 50 25.4 9.5 [} 5 10,000 0.83
7835105 PFDCO9R125M22-5 125 5 40 20 45 22 10.4 6.5 5 10,000 1
7835106 PFDCO9R125M25.4-5 125 5 45 23 50 25.4 9.5 6 5 10,000 1.07
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REATRESBREMINER, BXHAM

8 TIRRINERE,
QS_H‘\& Inserts may have some discoloration, but it

does not cause any performance problems.

\h; ? DL

DLCiRE

4/\/ DLC coating
CKo10

.J‘Eﬁﬁﬂ)ﬁ" Inserts

%ﬁ‘mm Unit:mm

TRRY BRE IREMR
> t}]ﬁ;ﬂmz‘ﬂ Insert Size Uncoited Grade of Coated Materials
< No. of Cutti
. o Edg:s ) -H EJtDEJ
7811076
SDHTO9T308FR-NM 4 9.07 3.97 15° 0.8 25
- 7818076
W 71 R75/8%7] PSF B MBI RERGEIRS] PSFL
4-corner Shoulder Cutter 4-Corner Roughing End Mill Series

PFDCHYJ] eI 5PSF - PSFLIEF

(BRDTIRBRIL, PEEIESEOSG PHOENIX GREHEA., )
PFDC inserts are interchangeable with those for PSF and PSFL
(Some inserts are excluded. Please refer to the OSG Phoenix catalog for details.)

3 ‘ FEFEME LI RO (BMREREETR). Stock are categorized as C (Standard stock item).




.g#‘: Accessories

‘ e BT ‘ AmS ‘ @& BRI

Designation Applicable Body Designation Applicable Body

@@ FS30573 Ee=— T8.D
gy 7808110 | (PS03 | PFDC ¢80~ ¢125 . 7808205 | 18D o | PFDC ¢80~ 9125
= Wrench

Clamping Screw

IRFFEBM. The wrenches are sold separately from the cutters.

OF—HEFMR Best

TR g YR
Insert Grades Insert Breaker Coolant
CK010 NM B Wet (©]
% Dry @
XP4610 NM
ﬁ Wet O

NM:AEEEA - WigA
NM: Aluminum Alloy-Resin

MJEI SRR cutting Conditions

InI#twt B MRICS PDRIEEE Ve (m/min) BIIBEE fzmm) TIBIRE ap mm)

Work Material Component Material Symbol Cutting Speed Feed per Tooth Depth of Cut

A7075-A5052- A2017 %

~12% Si ADC12&Z o 200 ~ 2,500 0.15 (0.05 ~ 0.25) 3
iEe‘ etc.
Aluminum Alloy
13% Si~ AC9A- AC%Q%_ 100 ~ 300 0.15 (0.05 ~ 0.25) 3
MCE - PVC-
_ POM - PTFE(Fat) 2,700 (1,500 ~ 4,000) 0.1 (0.05~ 0.15) 2

MC Nylon-PVC-POM-PTFE (dry)

N - PP - 6/8f% (F3{) 3,800 (3,500 ~ 4,000) 0.1 (0.05~ 0.15) 2
?ﬂﬂﬁ:&ﬁﬂg PP-6 Nylon (dry)
(HEFEXP4610)
Thermoplastic Resin
(XP4610 re ded) A
ecommende - Wseh - FEBPVC (FH) 1,700 (1,000 ~ 2,500) 0.03(0.02 ~ 0.05) 2

Acrylic-Transparent PVC (dry)

= W5zh] - BEHIPVC (iEal) 2,000 (1,000 ~ 3,500) 0.03(0.02 ~ 0.05) 2
Acrylic-Transparent PVC (wet)
AR b
(EFEXP4610) - BEEES (T=U) 1,600 ( 600 ~ 2,200) 01 (0.05~ 0.15) 2
Thermosetting Resin Bakelite(dry)

(XP4610 recommended)

* EIREIERRELRIIERERERIE. EIRENTMRE LSRR,
*The above cutting conditions are to be used as general guidelines. Adjustments may be necessary depending on actual cutting condition.
SBTERNBIE B EE10,000 (min) KSEEIMGER.

*Please use within a range that does not exceed the maximum spindle speed of 10,000(min-).

PefFip 230 (BMFRERETRR) . Stock are categorized as C (Standard stock item). ‘ 4




.DDI%GE @tting Data

ER7IA (M)

Insert (grade)

PFDCO9R125M22.5
(®125x57])

Flutes

BATFER (050x57)

comp Flutes

SDHTO09T308FR-NM

A =]
pARES ERASDLCARTIA

DLC Coated Carbide Insert

T ArRt

Work Material

A5052

YIREE

Cutting Speed

2,000m/min (5,000min-) 1,300m/min (8,000min")

AR
Feed

2,000mm/min (0.08mm/t) 2,000mm/min (0.05mm/t)

IEIRE

Depth of Cut

ap=0.2mm ae=65mm ap=0.2mm Qae=32.5mm

IIDRE

Number of Passes

PN

Coolant

TR 2R
Pass Passes
AR LTI

Water-soluble

EFRHA

Machine

SR TAHG (BT30)

Vertical Machining Center

ADC12 #5101

%}%B EE’JE&%{Z’K%U%%E £ DML-FDDI Part Processing of Semiconductor Manufacturing Equipment without Cutter Path Seams

350mm

/Esi“m
\ 25mm

PFDC @ 1258SCHl—RINT, IESININER. BigEE/IR.

The ¢ 25 PFDC enables 1-pass machining and improves machining
efficiency. There is also no cutter path seam.

ERA7IA (M)

Insert (grade)

NTAS
Work Material
PIBIEREE

Cutting Speed

PIHIRE
Depth of Cut
A= N
Coolant

SRR

Machine

ERTIA (M)

Insert (grade)

INT#7#
Work Material
TIBIERE

Cutting Speed

TIEIRE
Depth of Cut

TIEI7s@

Cutting Direction

SRR

Machine

Etb$§ Comparison of Machined Surface after Finishing in ADC12

PFDCO9R125M22.5
(¢ 125%570)

Flutes

Efth Bl m (@1 2;353573)

competitor

SDHTO09T308FR-NM WRESLRENR
(CK010) Uncoated

ADC12

1,500m/min (3,820min")

2,292mm/min(0.12mm/t) 2,292mm/min (0.1mm/t)

ap=0.Tmm ae=90mm

KB LI E

Water-soluble

RIS (BT30)

Vertical Machining Center

PFDCO9R125M22.5 (@ 125%57])

Flutes

SDHTO09T308FR-NM (XP4610)

MC901 (FE1e)
MC901 Nylon

2,750m/min (7,000min~")

3,500mm/min(0.1mm/t)

ap=0.2mm ae=100mm

st

Down Milling

SR
Air-blow

TR (BT30)

Vertical Machining Center

PFDC Eﬁfrﬁﬁ]?ﬁa competitor

PAEF=mEVcl,500m/minBiF=44fRkafs, {BPFDCRIITFIMR T
T,

The competitor product generated a chattering noise at Vc 1,500m/min,
whereas the PFDC was able to process without any trouble.

[;ﬂﬁ[:@&ﬁ‘jﬂg] MC901 ():572) E{JIEE{:D\E'!UJDI [Thermoplastic Resin]Face milling of MC901 Nylon

PFDC

{ERPFDC(XP4610) AISLHFHREERERIEEITE,
With the PFDC (XP4610),
good machined surface free of galling and burnt is achieved.



[%&E"E&Ti*xjﬁgl S[]Zﬁjj (%%]‘i:’:‘*&) EgIEEtJJﬁUI‘DI [Thermoplastic Resin] Face milling of Cast Acrylic

PFDCO9R125M22.5 (¢ 125%57])

Flutes

fERIA (HE) SDHT09T308FR-NM (XP4610)

Insert (grade)

InTAAR Wi (3IEHR)

Work Material Cast Acrylic

DRl 2,000m/min (5,000min"")

Cutting Speed

B 762mm/min (0.03mm/1)

TIEERE

Depth of Cut

EllyalE i e
?E[E[IUYEQECUOH Doml/”r)v\f/ﬁhng DDIE HDIHU

- After Before
TIHH e

Coolant Air-blow

ap=0.2mm ae=100mm

fEFPFDC(XP4610)aI3//51ZMA RIFAIIN T E.
SEFA Sz TACy (BT30) When machined with an insert of XP4610 grade, the surface became

Machine Vertical Machining Center transparent.

{?&EE{'E’&H‘THE’] ﬁﬁ@i‘éﬁ*ﬁﬂ’\]ﬁﬁf}]ﬁﬂ}]ﬂl [Thermosetting Resin] Face milling of Paper bakelite

PFDCO9R100M22-4 (¢ 100X 43X])

Flutes

SERTA (M) SDHTO9T308FR-NM (XP4610)

Insert (grade)

NI EREELRAR

Work Material Paper bakelite

TEE 2,200m/min (7,000min-)

2,800mm/min (0.1mm /t)

YIBIRE

Depth of Cut

(Etﬁtijr?g;j_gﬁ‘ecuon Dovlvln)\f/ﬁhng PFDC

ap=0.2mm ae=80mm

s At .
e R EESEARE — RS EhE) . PFDC(XP4610) RUETERSEESRA T tam]
‘ _ FAETIRBENIT.
EFEUWE M A (BT30) Bakelite is a work material stacked in layers. The PFDC (XP4610) exhibited no
Machine Vertical Machining Center edge chipping even under high-speed cutting condition and enabled stable
machining.

OSG—EHHITIRERIFEUER

OSG’s Environmental Initiatives

GESVEWAIE!

Indexable Tools

ARUXTDNERNTERERENIXR (JDF) BT
REFERI—MARIA.

Indexable tools are environmentally friendly tools that can be used
repeatedly by replacing the cutting edge (insert) after use.




shaping your dreams





