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Phoenix PSTW

(= Val=EBER ]! Phoenix Shoulder Cutter Triangle W-sided Insert Type

6-corner Shoulder Cutter Series

W XUE6F(90°) 0 A

Double-sided 6-corner (90°) insert

IS R A B A IR NIRRT
LA R R A IREN O S B AN T

Engineered to effectively process long overhang length applications with strong chattering
resistance by a high rigidity and positive rake angle geometry .\

09RI494.64mm  Size 09 is 4.64 mm
12R~}7/96.55mm  Size 12 is 6.55 mm

EESRENERANEERTE o

Economical 3-corner per side (6 corners in total) specification

BIYDEI7DRIRLT
LA RAYFEIN LE

Flat cutting edge to enable P
excellent surface finish

WCIL SN LAY IR T

A body design engineered for high efficiency machining

E_jctD/’\E
09R~87.5mm
12R~912mm

Maximum depth of cut:
Size 09 is 7.5 mm, size 12is 12 mm

XA I TR S R

AL TEROIT

Chip pocket uniquely designed for heavy machining to enable
maximum efficiency

B DLCGRETIR#4R « XP4610
)

Insert grade XP4610 (DLC coating

- SCHARSR S BRIKESa 1L « I LamiEs

Achieves long tool life and improves machining quality in non-ferrous metals




MURAIINTEREE excotont surface roughness

EREITR

Tool

EEEDH (Mﬁ)

IRTHA#}

Work Material

Bl

Cutting Speed

HHEAHE

YIEE

Coolant

RN

Machine

ERETER

Tool

ERR  (HR)

Insert (grade)

IR e

Work Material

YIHIIRE

Cutting Speed

HHARE

Ll

Coolant

EFRHA

Machine

PSTW12R050M22-4 ( (1)50x47J)

Flutes

TNKU120608ER-GM
(XP3035)

s50C

200m/min (1,274min"")

510mm/min (0.1mm/t)

ap=0.2mm ae=32mm

Z(5i%)

Air Blow

EN=CAN T (BT50)

Horizontal Machining Center

WS HIKAIIN TS

TNKU120608ER-GM
(XP3035)

Bt RBSEHT]
PSTW12R050M22-4 (#50x57])
(p50x47]) Flutes
Flutes Competitor's Single Sided

Insert Cutter

BRESRER

Coated Carbide Insert

s50C

1EINT

Slot Milling

ap=3mm Qae=50mm

190mm(3.8D)

Z(5i9)

Air Blow

ENANT i) (BT50)

Horizontal Machining Center

WMESIITAIRRYTI RS

Variations of application based inserts

HEE

Insert Breaker

Fai&

Application

NM

BaE -
I REINT
Aluminum alloy &
Non-derrous metal

GL

RBEFUINT

Low-resistance
machining

JEEAHEE sottom Roughness

-
Ra(um)
(] - —
Rz(um)
HithAB] A HftiAT) B Hftias) C
Compelitor A Compeiitor 8 CompetitorC

High efficiency even in long overhang length applications

300

250
]
gl 200
=
(cm?/min) 150

100

Milling Volume

50

AIIHSEE

Applicable Cutting Range

[l pstw

Hitt A8

100 150 200 250

PIHIERRE (m/min)  Cutting Speed

Competitor

GM

‘BRI
—RRENFAIN T

Multi-purpose machining &
General steel milling

GR SM
TN T MRGE
SHERINT MEANTAZ#E

Superalloy &

Intermitted machining &
Difficult-to-machine material

Cast iron machining

b ! /i

’-’
% /




S=yal =ty A=t

6-corner Shoulder Cutter Straight Shank Type

P S S S Fa(:slMll\lns sm@u Nﬁn& sm@" Nﬁng I SIE"E I
L=V ’
Cutting Angle
L

L J ]
IHZ%RTI%E Specification

e
1 |APmx

DC
-
I
DCON
[

LF

ARSI

with Coolant Hole

DCON

BRI

with Coolant Hole

BE{7I:mm  Unit:mm

&R ‘ we | o | we g | BE0R | mress
Besigraien DC ZEFP DCON Applicable Type
7803014 PSTWO09R0255525-2S 25 2 25 120 35 7.5 0.41 1
7803015 PSTWO9R0255525-2L 25 2 25 170 70 7.5 0.58 1
7803016 PSTWO09R0255525-3S 25 3 25 120 35 7.5 0.4 1
7803017 PSTWO9R026S5S25-2L * 26 2 25 170 35 7.5 0.59 2
7803018 PSTWO09R0285525-2L * 28 2 25 170 35 7.5 0.6 2
7803019 PSTWO9R0285S25-3S * 28 3 25 120 85| 7.5 0.41 2
7803020 PSTWO9R030SS32-2L 30 2 32 190 90 75 1.02 1
7803021 PSTWO9R030SS32-3S 30 5] 32 130 45 7.5 0.7 1
7803022 PSTWO09R0325532-3S 32 3 32 130 45 7.5 0.74 @ 1
7803023 PSTWO09R0325S32-3L 32 3 32 190 45 7.5 1.1 1
7803024 PSTWO09R0325532-4S 32 4 32 125 40 7.5 0.7 1
7803025 PSTWO9R0335S32-3L * 33 3 32 190 35 7.5 1.1 2
7803026 PSTWO9R0355S32-3L * 35 3 32 190 35 7.5 1.12 2
7803027 PSTWO9R0355532-4S % 35 4 32 130 85 7.5 0.75 2
7803028 PSTWO9R040SS32-4S 40 4 32 140 50 7.5 0.85 2
7803029 PSTWO9R040SS32-4L 40 4 32 190 45 7.5 1.15 2
7803030 PSTWO9R040SS32-5S 40 5 32 140 50 7.5 0.84 2
e ¥B7IEY
Reduced Shank Type i
Y PSTW a7J%

Reduced Shank Type

HDBERTIBIMERTIRE, EEEEESHS
ROREEINT. BEENIHHAES.
- 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.

3 ‘ FETFhRERNC (BARERETRR) o Stock are categorized as C (Standard stock item).




6B HET] NaR

6-corner Shoulder Cutter Bore Type

PSTW BORE

¥ ME
Face Milling Side Milling

S

ARINE

IFZ%RTJ%E Specification

PGS Power Screw Type
BREHFL with Coolant Hole

BWAHFL with Coolant Hole

EETEE

DCSFMS
DCON
ww
il

HLT

| o |

o+

DCSFMS
DCON

4 ]

| ~ &

Bfzmm  Unit:mm

Z

= s | T nEE | gle | WERE s | wanr | B8
Designation DC ZEFP IF DCSFMS | DCON R KWW SREE b Applicable Inserts 7:;:
7803031 |PSTWO9R040M16-4 40 4 40 38 |16 8.4 5.6 7.5 0.23 2
7803032 |PSTWO9R040M16-5 40 5 40 38 16 8.4 5.6 7.5 0.23 2
7803033 |PSTWO9R050M22-4 50 4 40 45 | 22 10.4 6.3 7.5 0.33 2
7803034 |PSTWO9R050M22-6 50 6 40 45 22 10.4 6.3 7.5 0.32 2
7803035 |PSTWO9R063M22-5 63 5 40 50 22 10.4 6.3 7.5 0.52 2
7803036 |PSTWO9R063M22-7 63 7 40 50 |22 10.4 6.3 7.5 0.52 2
CTETD 7802907 | PSTWO9R080M25.4-7 80 7 50 60 |25.4 9.5 6 7.5 1.07 @ 2
I]E'Ij 7802908 |PSTWO9R080M27-7 80 7 50 60 27 12.4 7 7.5 1.05 2
l]ﬁm 7802909 |PSTWO9R100M31.7-10 | 100 10 63 70 | 31.75 12.7 8 7.5 2.05 2
l]ﬁﬂ 7802910 | PSTWO9R100M32-10 100 10 50 70 |32 14.4 8 7.5 1.59 2
[ﬁﬂ 7802911 |PSTWO9R125M38.1-12 | 125 12 63 90 | 38.1 15.9 10 7.5 3.01 4
l]ﬁﬂ 7802912 |PSTWO9R125M40-12 125 12 63 90 |40 16.4 9 7.5 2.96 2
R 7802913 | PSTW12R050M22.2-3 50 3 40 47 | 22.225 8.4 5 12 0.32 1
7803100 |PSTW12R050M22-3 50 3 40 45 22 10.4 6.3 12 0.3 1
7803101 |PSTW12R050M22-4 50 4 40 45 | 22 10.4 6.3 12 0.3 1
157D 7802914 |PSTW12R063M22.2-3 63 3 50 60 22.225 8.4 5 12 0.77 2
7803102 |PSTW12R063M22-3 63 3 40 50 |22 10.4 6.3 12 0.48 2
27D 7802915 | PSTW12R063M25.4-5 63 5 50 60 25.4 9.5 6 12 0.7 2
7803103 |PSTW12R063M22-5 63 5 40 50 22 10.4 6.3 12 0.46 2
7803104 |PSTW12R080M25.4-5 80 5 50 60 25.4 9.5 6 12 1.08 2
37D 7802916 | PSTW12R080M31.7-5 80 5 63 76 | 31.75 12.7 8 12 1.56 2
7803110 |PSTW12R080M27-5 80 5 50 60 27 12.4 7 12 1.07 2
7803105 |PSTW12R080M25.4-6 80 6 50 60 | 25.4 9.5 6 12 1.06 @ 2
727D 7802917 |PSTW12R080M31.7-6 80 6 63 76 | 31.75 12.7 8 12 1.53 2
7803111 |PSTW12R080M27-6 80 6 50 60 |27 12.4 7 12 1.04 2
7803106 |PSTW12R100M31.7-5 | 100 5 50 70 | 31.75 12.7 8 12 1.5 3
7803112 |PSTW12R100M32-5 100 5 50 70 |32 14.4 8 12 1.57 2
7803107 |PSTW12R100M31.7-7 | 100 7 50 70 | 31.75 12.7 8 12 1.5 3
7803113 |PSTW12R100M32-7 100 7 50 70 |32 14.4 8 12 1.56 2
7803108 |PSTW12R125M38.1-7 | 125 7 63 90 | 38.1 15.9 10 12 3.03 3
7803114 |PSTW12R125M40-7 125 7 63 90 | 40 16.4 9 12 2.96 2
7803109 |PSTW12R125M38.1-9 | 125 9 63 90 | 38.1 15.9 10 12 3.01 3
7803115 |PSTW12R125M40-9 125 9 63 90 | 40 16.4 9 12 2.93 2

FEFRPZEERANC (BMARERETRRR) o« Stock are categorized as C (Standard stock item). ‘




675 B kT

6-corner Shoulder Cutter

Al

Inserts

XP4610
(DLC#E)

DLC coating

Inserts may have some discoloration, but it
does not cause any performance problems.

.J\E%D H_ Inserts

Bfzmm  Unit:mm

DRRY ERAS REMR
25 FIEI70% Insert Size Uncoated Grade of Coated Materials
Designation No fEJéCuvt(WQ ST
L B CKO010 | XP4610[XC3020|XP3025[XC3030|XP3035[XP2040[XC1015|XP1020 [XC5040
7813104
TNHU090404FR-NM 6 7.46 | 4.64 0.4 1.15 [NEW ]
7818104
TNKUO090404ER-GL ) 7.46 | 4.64 0.4 1.2 7821095|7813101|7813100
o TNKU090404ER-GM 6 7.46 | 4.64 0.4 1.2 7821091|7821092|7821093|7813097|7813098|7813099|7821094
1
TNKUO090408ER-GM 6 7.46 | 4.64 0.8 0.9 7813105|7813106
TNKU090412ER-GM 6 7.46 | 4.64 1.2 0.6 7813107|7813108
TNKUO90404ER-GR [) 7.46 | 4.64 0.4 1.2 7813102|7821096
TNKUO090404ER-SM 6 7.46 | 4.64 0.4 1.2 7813103
7811087
TNHU120608ER-NM 6 10.8 | 6.55 0.8 1.25 [NEW ]
7818087
TNKU120608ER-GL 6 10.8 | 6.55 0.8 1.5 7825089|7814089|7813089
TNKU120608ER-GM 6 10.8 | 6.55 0.8 1.5 7827088|7828088|7825088|7814088|7813088|7812088|7821088
(@| TNKU120612ER-GM 6 10.8 | 6.55 1.2 1 7814094/7813094
TNKU120616ER-GM [) 10.8 | 6.55 1.6 0.75 7814095|7813095
TNKU120620ER-GM [ 10.8 | 6.55 2 0.6 7814096|7813096
TNKU120608ER-GR ) 10.8 | 6.55 0.8 125 7812090|7821090
TNKU120608ER-SM 6 10.8 | 6.55 0.8 1.5 7816091

.%E’#F Accessories
HRS E= BERTA BT BEsS | B BER7A BT
EDP No. | Designation | Applicable Inserts Applicable Body EDP No. |Designation| Applicable Inserts Applicable Body
FS30668 ...| PSTWSS ¢25~40 T8-D | ...| PSTWSS ¢25~40
@@ 7808097 | “(Tor'g) |V TN*U09 oty BoRE ga0-125| | = | 7898205 | (forx 8) | V| ™N"UO%" |psTw BORE ¢40~125
[ElEigLs FS40511 _ RF T15-D ~
Clamping Serew 7808129 (Torx 15) @|TN*U12:--[PSTW BORE ¢50~125 Woench 7808208 (Torx 15) (@|TN*U12:--|PSTW BORE ¢50~125
B:D IRFIEBM. The wrenches are sold separately from the cutters.
PS1031
i 7808151 (M10x31) @|TN*U12 PSTW BORE ¢ 50
Power Screw

5

‘ FETFhRERNC (BARERETRR) o Stock are categorized as C (Standard stock item).




6F73RHE/)

6-corner Shoulder Cutter

PSTW

WiRIEIN T AR R

Recommended Materials by Insert Type

OFB—IEEMIR Best
OBTHEBMR Good

.t}] ﬁu%{#g;ﬁi Cutting Conditions

T AR BEME | ORGSR |
Insert Grades Insert Breaker|  Coolant
CKO010 NM A Wet ©
% Dry @
XP4610 NM
ﬁ Wet O
XC3020 GM 7G Dry O O
XP3025 GM B Wet O O
XC3030 Sh Eoy | O O
GL 75 bry
XP3035
GM B wet o | O @)
GL ;E, Dry O O O
XP2040
GM Bwe | O] 0 O
XC1015 M | Zoy 0|0
XP1020 i % Dry oloe
XC5040 SM B Wet O O

NM:$BAS€M GLREYA GM:+iI4A GREJMEAE SMMHEER
NM:Aluminum Alloy GL:Light Cutting GM:Middle Cutting GR:Heavy Cutting SM:Superalloy

BHRT_" Insert Size

s
THE IR - HEE TN*U12--
Work Material Tensile Strength- Hardness C\ulﬁ L’Q/Sn;'e”e)d TSR RE SR TRE
fz(mm/) ap(mm) fz(mmh) ap (mm)
Feed per Tooth Depth of Cut Feed per Tooth Depth of Cut
RN, {RBRERIY Mild Steel, Carbon Steel ~180HB 180 (100 ~ 250) | 0.12 ( 0.05 ~ 0.2) 2 0.15 ( 0.05 ~ 0.25) 3
(55400, S10C)
[l . SR Carbon Steel, Alloy Steel ~280HB 180 (100 ~ 250) | 0.12 ( 0.05 ~ 0.2) 2 0.15 ( 0.05 ~ 0.25) 3
(S50C, SCM440)
HREM Die Steel ~280HB 150 ( 80 ~ 200) | 0.1 (0.05~0.18) 2 0.12 ( 0.05 ~ 0.2) 3
(SKD11, SKDé61)
BN (F=L) Stainless Steel (Dry) " " - "
y el 250HB 150 ( 80 ~ 200) | 0.08 ( 0.05 ~ 0.16) 15 | 01 (0.05~0.18) 2
5B (fﬁiﬁ) Stainless Steel (Wet) N _ _ }
B e 250HB 80 ( 60 ~ 120) | 0.08 ( 0.05 ~ 0.16) 15 | 01 (0.05~0.18) 2
%*(%CCZSS)"’ ~350N/mm? 200 (100 ~ 350) | 0.15 ( 0.05 ~ 0.25) 2 02 (01 ~03) 3
K
m%ﬁfg s castren ~800N/mm? 180 (100 ~ 270) | 0.12 ( 0.05 ~ 0.2) 2 0.15 ( 0.05 ~ 0.25) 3
N SAE Aluminum Alloy ~13%Si 300 (200 ~ 1,500) | 0.12 ( 0.08 ~ 0.25) 2 0.15 (0.1 ~0.3) 3
fiff& (L) Heat Resistant Aloy (We - 35 (25~ 60) | 0.06(0.04~0.1) 0.8 | 0.08 (0.05~ 0.15) 1
s (Inconel 718) ) i ) i ) ) )
Has “ETP()ATZ;)‘“”“ Al et - 40 (30 ~ 120) | 0.06 ( 0.04 ~ 0.1) 1 0.08 ( 0.05 ~ 0.15) 15
Yt
TREEH m';j;)?”e" steel 40~43HRC 100 ( 50 ~ 150) | 0.08 ( 0.06 ~ 0.15) 1 0.1 (0.08~02) 15
H S5 Steel for Die Casting 43~48HRC 80 ( 40 ~ 120) | 0.06 ( 0.05 ~ 0.13) 08 | 0.08(0.06~0.15) 1
(DAC-MAGIC, DH31)
ﬂa;ﬁ%m(:;s;;}w Steel 50~55HRC 60 ( 40~ 90) | 0.05( 0.04 ~ 0.08) 04 | 0.06( 0.05~0.1) 05

- ERMERLIRIEIRERERE, BIREINTMRE SRR,

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




.DDI&;& Cutting Data

SS50CHIKFE n

Long tool life in S50C

TNKUO090404ER-GM (XP3035)

GETE PSTWO9R0255525-3S FBABI=F Competitor

Toull (925%37]) (925%370)
Flutes Flutes

ERH gffZJﬁ) BERESRENR

Insert (grade Coated Carbide Insert

INITA7

Work Material S50C

TRIEREE

) 180m/min (2,290min"")

825mm/min (0.12mm/t)

ap=2mm ae=16mm

Depth of Cut

DRI

Coolant

% (5%)

Air-blow

EFEHLN

Machine

SZRAAT AL (BT40)

Vertical Machining Center

SEMARFRELCEEETERME, MAMEELI84.5F.

The PSTW demonstrates greater wear resistance and achieves approximately 4.5 times the
durability versus the competitor tool.

t}]ﬁ!H;/tE (m) Milling Length

10 20 30 40

Bft/ATm

Competitor

£94.5(=HOTAN

Appro. 45 times more durable!!

INIT7mBESE9RR A

After machining 7m

PSTW

B R B

Competitor

PSTWO09R0255525-3S Hﬂi’,’&ﬁfz% Competitor

fEFETH

Tool (¢25X37]) ((025><373)
Flutes Flutes
SRR §7F7J 159) BRASREI

TNKUO090404ER-GL (XP2040)

Insert (grade Coated Carbide Insert

T

Work Material SUS304

IR _ —
Cutting Speed 150m/min (1,910min")
A

E;Z'@; 460mm/min (0.08mm/t)
RE

Delpthof(:ut ap=1.5mm ae=16mm
Al % =)

Coolant Air-blow

EFEHN

Machine

SZRAAT AL (BT40)

Vertical Machining Center

INTZE10.5m, YAEMARFRIAWRBRAIT.5M, TIRTEE,
R 45N T,

The PSTW demonstrates about 1.5 times the durability versus the competitor tool, and its
inserts exhibit no chipping and can continued to be used after milling 10.5 m.

Il

still Running!!

SHL/NG

Competitor

0T 7mATEd

After machining

Hfth/ Bl

Competitor




@1¢5%EE9%*§EDDI High-precision machining of press mold slide surface

PSTW12R050M22-4( ¢ 50x4333e5 - TETRERE side Roughness
Eﬁﬁ??ﬁd e()’f?ﬂﬁ) TNKU120608ER-GR (XP1020)
t?%?’%’%, 300m/min (1,910min™)
BESERE 1,700mm/min (0.2mm/t)

Feed

IiRE - -
Dépth of Cut ap_o'smm ae=0.3mm

7B =@ 240mm

Overhang Length

s % (5%) 1

Coolant Air-blow

SEFaHAH It (BT50)

Machine Double Column Machining Center

MEBINT, BERBEET10LMERBE, FRERFNNIERSE.

The PSTW was able to achieve excellent surface precision during side finishing, satisfying the

required run-out accuracy of under 10pm.

{ | 1]]|Ra=0.58um
Rz=4.43pm

-10

T High efficiency machining of SUS304

PSTW12R050M22-4
(¢50x47])

Flutes

Hitix&75/8%:7] (950x57])
Competitor's Single Sided Flutes
Insert Cutter

BEREEREDR

Coated Carbide Insert

TNKU120608ER-GL (XP2040)

Work Material SUS304

YIRIEE ) .

Cuu‘:gs’p‘eed 150m/min (955min~')

HAERE 700mm/min (0.18mm/1) 700mm/min (0.15mm/t)
Elm%fcm ap=5mm Qae=35mm ap=3mm ae=35mm
] I BIE

Coolant Water-soluble

{EFRHLN & INTC (BT50)

Machine Double Column Machining Center

Hit NS mHEETIRE (ap) NEFA, RERS, BEREAZRA. EEENNST4E
R, TPSTW ED—TIHIRNRT, AILURS67% RIINIRER,
With the increase of depth of cut (ap), the competitor tool exhibited chattering and burrs, which hindered

further efficiency improvement. Whereas the PSTW, even with one less corner, was able to increase machining
efficiency by 67%, allowing high productivity.

HATF=R 1 FPEERI(K)

Competitor : Large amount of burrs




.j]ﬂIﬁﬂGE Cutting Data

EEHFEHIEFAENNT Rough milling of construction machinery control valve

Bt E5E%7] M
[Ed==mN=1 PSTW12R063M22-5 (963%57]) tﬂﬁukg(m) Milling Length
e (963x57)) Fiutes 20 40 60
Flutes Competitor's Double Sided . L :
Insert Cutter
ERNR (M) TNKU120608ER-GR (XP1020) | ERAEARIA

Insert (grade) Coated Carbide Insert

INTAAR
Work Material FCD500

ALl 180m/min (910min-)

Eft/ATm

Competitor

IR 1,000mm/min (0.22mm/t)

ap=3mm ae=45mm
LNl % (5R)

Coolant Air-blow

EFRH BN G (BT50) 8=/
Machine Horizontal Machining Center Competitor

Bh NS miEtk, MERENR. SRR LUDHERET, o
=23, SIS A,
The PSTW demonstrated much greater wear resistance versus the competitor tool. In

particular, it was able to effectively suppress wear progress of the cutting edge and
achieved 3.5 times the durability versus the competitor.

1L Long tool life in Ti-6AI-4V.

PSTW12R050M22-4 HW?\EHE%?A' i
= . $50x47]
L%f‘ﬁl" (¢50x47]) Flutes

Flutes Competitors' Double Sided
Insert Cutter

tﬂﬁﬂtﬁrgi(m) Milling Length
2 4 6

BRAEEREI

Coated Carbide Insert

BEFET) A (#ATR) TNKU120608ER-SM (XC5040)

Insert (grade)

Work Material Ti-6Al-4V

IR 40m/min (255min-)

Cutting Speed H{mﬁﬁlfzﬁA
82mm/min (0.08mm/t) /\Competitor

ap=1.5mm ae=20mm

RE

Depth of Cut

e N _
A % Reiar ™)
FEFA BT (BT50) Competitor

Machine Horizontal Machining Center

Ht B fm (B 3m) NI FHardmiALER - 570,
PSTW (XC5040) AILAEIHIER, RE%E®.

The PSTW (XC5040) was able to suppress wear resistance to prolong durability whereas
the competitor equivalent product (double sided triangle insert) exhibited early wear
and chipping.

EfAFFRA (INT2mAT)

Competitor (After machining 2m)




E{H300mm

PSTW12R063M22-5 HittNFFESE] (063x47]) Hith AT~ 5 LSS
L%TIE (®63%x57]) Competﬁ)‘r:'ls Douﬁb\e Sided Flutes . PSTW . Compi\tiltjor - Apphcab\eCumngRE‘nge
Flutes Insert Cutter
fﬁﬁfg’* (M) TNKU120608ER-GM (XC3030) BRAESIRRTIA

Coated Carbide Insert

INITH
Work Material FC250

Eﬁ(ﬁ%fcu ap=2mm ae=44mm

300mm (5D)

% (5i9)
R — Air-blow 100 150 200 250
E{Eﬁﬂm Etﬁg({]rﬂ:all:l\tﬂ’:;lct};\m\(nzzse?t)er FIHIEREE (m/min)  Cutting Speed

L/D=5EKBHINTH, SEMASFmBtbASMENT. SN M REET
B, ATEAMARSE T A ANENFRERS (BRMLED) . THEFETR Bl Em0m onsoeedrance
PSTW R EE R EIN T, E AT R R

In this test, the PSTW achieved higher efficiency versus the competitor tool in the processing of long overhang Chattering occurred with the campetitor tool
length of L/D=5. Furthermore, due to the lack of sharpness in the cutting edge, the competitor tool had poor

contact with the workpiece in the low-speed machining range, resulting in chattering (lined area on graph). With an ultra
sharp cutting edge, the PSTW was able to achieve stable performance even in the low-speed cutting range.

«\emal Con Sl
2

- TIARGEIVEI R, BOERFY

Reduces waste with long tool life 6-corner insert

1 '\

T= PSTW12R100M31.7-5 _ ; INTE

i (¢100x570) RUAETE (010007 | Machined surface®
Flutes 80

ER7IRE (HR) TNHU120608ER-NM BWRESTREDR
Insert (grade) (XP4610) Unconted
T
Work Material ADC12 >~
il 200m/min (640min-) 80
AR 250mm/min (0.078mm/t)| 160mm/min (0.05mm/t) 130
Depth of Cut ap=0.2mm Qae=80mm
PIHR KBMEDEER
Coolant Water-soluble
AL 37 ) (BT40 S
Moo R i e G THEAINTE

*Two machined surfaces per workpiece

DHII'{L'F%Z Number of Processed Workpiece
50 100 150 200

THEEXSmm, ARAERSTERSHNIH, MIHEESH
1.5(& MIFSEN, MIEmRSRET.

B, SEMARFRAIVERTIAEL, PSTWRGREIE, &
MPEI30%EFTD. BTERE S RIS IR RIPAI R
k.

Machining efficiency has been improved by approximately 1.5 times in the machining
of a workpiece with a thickness of 5 mm, which cannot be clamped sufficiently.
Machining noise is low, and the machined surface is in good condition.

In addition, while the competitor insert has 2 corners, the PSTW has 6 corners, which

allows for approximately 30 percent reduction in waste. Carbide recycling further
contributes to environmental conservation efforts.
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“Comparison of the number of processed workpieces by the PSTW 6-comer configuration versus the competitor’s 2-comer configuration
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