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Phoenix PHCW %

WHE#HE BN ALt DR Phoenix High-Feed Radius Cutter W-Sided
Double-Sided High-Feed Radius Cutter Series

Zoixga e R BRI TRSE]

Mold Machining Time Cannot be Reduced

RARRIERR- BT MyERR I - M AR 7D 1R T+

Sudden chipping or insert breakage Improved resistance to breakage and chipping

oHIRETNEK o NI BEENETF

\% Eﬁ Large variation in machining allowance Enhanced cutting edge strength
N o T, BiaEkmmT XI R
Challenges Intermittent cutting and long overhang machining Solutions Reduced cutting resistance

FTinRBH SRR RIfEmitt s thRERRE N T

Unable to increase feed rate Stable machining even at high feed rates

EEERINEAITIREE |FTHEREOMERRIE, 483200 THTE!

Outstanding cutting edge strength delivers superior breakage resistance and shorter machining time!

WIS E ST A T R A BRI LB IR

Tough cutting edge enables highly efficient intermittent cutting and machining with long overhangs

——— REMBERUEMNEEIHNIR ————

Insert design that combines breakage resistance with low cutting force

|¥Fﬁki&ﬂ«lR, ‘I AR IE |E?IZIM£ iiEba)

Improved breakage resistance with simulated radius (R) High rigidity with low cutting resistance

ARIANTEE

Chip breaker with a large rake angle

JFEALR2 e

Thick, robust insert
Simulated R2 I

I I

WXRAZ 717108, INIBEAIERETT
Multi-insert cutter body significantly improves machining efficiency

Daﬂ‘ﬁﬂlmﬁﬂgﬁxﬂg Lineup of cutter diameter and number of teeth

R T T T T
4 5
PHCW SS 2 3 5 6 _
PHCW SF 2 3 : 455 3 =
RFHHEB M

.;}EE&1§%,5EZK Reduced running costs %;i-iﬁ}l!

Cutter body with coolant holes
%iﬁi‘lmﬁ to improve chip evacuation
AT R
Economical double-sided,
four—corner inserts




.ﬁ?’ﬁﬁﬂ'ﬁ Specification

WH=EHAEINAYET]) e

Double-Sided High-Feed Radius Cutter with Straight Shank

PHCW SS

4
2} 8 S
e [m]
APMX
LH
LF
Gk
with Coolant Holes

Bf:mm  Unitmm

EE, | Pme | am g
7804001 PHCWO06R016S5516-2S 16 9.9 2 16 100 30 1 0.14
7804002 PHCWO06R020S520-3S 20 13.8 B 20 130 50 1 0.28
7804003 PHCWO06R0255525-4S 25 18.7 4 25 140 60 1 0.47
7804004 PHCWO06R0255525-5S 25 18.7 5 25 140 60 1 0.45
7804005 PHCWO06R0325532-5S 32 25.7 5 32 150 70 1 0.86
7804006 PHCWO06R0325532-6S 32 25.7 6 32 150 70 1 0.84

- KTFEEME, 152 % p.3. See p.3 for available parts.

WHEHAREINATT] mazen

Double-Sided High-Feed Radius Cutter with Screw Fit Type

PHCW SF

CRKS

| \?m

Ef:mm  Unitmm

I
L
DCON
DCSFMS

L

with Coolant Holes

Dot ‘”%&*@ TE | BB | SR AR | L | AR | HERE | aewx
7804007 | PHCWO06R016SF8-2 16 9.9 2 8.5 M 8 10 25 12.8 1 0.03 (3]
7804008 | PHCWO06R020SF10-3 20 13.8 3 10.5 M10 14 33 17.8 1 0.06 (4]
7804009 | PHCWO06R025SF12-4 25 18.7 4 125 M12 17 35 20.8 1 0.1 (5]
7804010 | PHCWO06R025SF12-5 25 18.7 5 125 M12 17 35 20.8 1 0.1 (5]
7804011 | PHCWO06R032SF16-5 32 25.7 5 17 M16 22 40 28.8 1 0.21 (6]
7804012 | PHCWO06R032SF16-6 32 25.7 6 17 M16 22 40 28.8 1 0.21 (6]
7804013 | PHCWO06R040SF16-6 40 337 6 17 M16 22 40 28.8 1 0.26 (6]
7804014 | PHCWO06R040SF16-7 40 33.7 7 17 M16 22 40 28.8 1 0.25 (6]

© KFEIME, 152 % p.3. See p.3 for available parts.
- XFTIRIES%E p4 ~ p.6, See p.4-p.6 for shank holders.

PEfFREER O ( BIRHERETER) Stock are categorized as O (Standard stock item). ‘ 2
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Double-Sided High-Feed Radius Cutter Series

PHCW JJR

Inserts

.J\ﬁﬁﬁﬂ)ﬁ" Inserts Bf7:mm Unitmm

JTJRERY Insert Size REMIR Grade of Coated Materials

[P Ntﬂﬁfﬂg]?ﬂ
o. of Cutting =
BresigEien Edges LxW1 BE XC3030 XP3035 XP2040
FNEUO6T318SR-GL 4 9.5 x 6.45 3.63 1.8 7813310
FNEUO6T318SR-GM 4 9.5 x 6.45 3.63 1.8 7825311 7814311 7813311

*REMIHEHEEMRIES S p 7.

*Please refer to p.7 for recommended materials by insert type.

-gﬁi Accessories
e ERTA
Designation Applicable Inserts
i) Fs25560
- 7808108 (Torx 8) FNEUO06

Clamping Screw

L] ERIR

Designation Applicable Inserts

= 7808205 T8-D FNEUO6--

RE (Torx 8)

Wrench

IRFFBM. The wrenches are sold separately from the cutters.

3 ‘ PEfFREER A O ( BIRHEEETER) Stock are categorized as O (Standard stock item).
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Shank Holder for Screw Fit Type

OP-SFA

.ﬁ?’ﬁﬁﬂﬁ Specification
DCONWS "
h_r’:r’k::::::w::::::::::::::u z
CRKS Ia) l.___ T —

DCB
-

LF

Eﬁfﬁﬂgﬁﬁgmﬂﬂ: Straight Shank Holder for Screw Fit Type

$MEITIHF Steel Shank Bf:mm  Unitmm
mE (e ‘ e BRI RS TRER
Designation DCONMS DCONWS CRKS DCB
(3] 7801900 SF-M08SS16-15 16 14.5 M 8 8.5 95 13
(4] 7801901 SF-M10S520-20 20 18 M10 10.5 120 17.7
(5] 7801902 SF-M125525-35 25 23 M12 12.5 135 32.7
(6] 7801903 SF-M165532-35 32 28 M16 17 155 321
! —
BUKIERE S JJFF All Carbide Shank Bf:mm  Unitmm
mE (e ‘ e ‘ PRI RS FTRER
Designation DCONMS DCONWS CRKS DCB

7801910 SF-M085516-55CS 115 53
(3] 16 14.5 M 8 8.5

7801911 SF-M085516-85CS 145 83

7801912 SF-M10SS20-70CS 140 67.7
(4] 20 18 M10 10.5

7801913 SF-M105520-110CS 180 107.7

7801914 SF-M125525-90CS 170 87.7
(5] 25 23 M12 12.5

7801915 SF-M125525-140CS 220 137.7

7801916 SF-M16S532-120CS 220 1171
(6] 32 28 M16 17

7801917 SF-M165532-190CS 290 1871

PEfERER O ( BIRHERETZR) Stock are categorized as O (Standard stock item). ‘ 4
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Holder for Screw Fit Type

OP-SFA

.ﬁ;ﬁﬁvi Specification

DCONWS
DCB‘(—‘)‘
;‘;

BT JJ4A 8T shank Holder #f:mm  Unit:mm
e ‘ I REURST ke
Designation DCONWS CRKS DCB
7802500 BT30-SFA8-45 45 23 16 %
(3] 14.5 M 8 8.5
7802501 BT30-SFA8-85 85 63 21.1 %
7802502 BT30-SFA10-45 45 23 20 %
(4] 18.5 M10 10.5
7802503 BT30-SFA10-85 85 63 25.1 kS
7802504 BT30-SFA12-45 45 23 25 *
(5] 23.5 M12 12.5
7802505 BT30-SFA12-85 85 63 30.1 B
7802506 BT30-SFA16-45 45 23 32 %
(6] 29 M16 17
7802507 BT30-SFA16-85 85 63 32 B
7802508 BT40-SFA8-45 45 18 16 P
(3} 14.5 M 8 8.5
7802509 BT40-SFA8-85 85 58 20.5 %
7802510 BT40-SFA10-45 45 18 20 P
(4] 18.5 M10 10.5
7802511 BT40-SFA10-85 85 58 24.5 %
7802512 BT40-SFA12-45 45 18 25 *
(5] 7802513 BT40-SFA12-85 23.5 M12 12.5 85 58 29.5 %
7802514 BT40-SFA12-135 135 108 34.8 %
7802515 BT40-SFA16-45 45 18 32 *
(6} 7802516 BT40-SFA16-85 29 M16 17 85 58 35 P
7802517 BT40-SFA16-135 135 108 40.3 X
7802518 BT50-SFA8-85 85 47 19.4 %
(3] 14.5 M 8 8.5
7802519 BT50-SFA8-135 135 97 24.6 %
7802520 BT50-SFA10-85 85 47 20 %
(1) 18.5 M10 10.5
7802521 BT50-SFA10-135 135 97 28.6 %
7802522 BT50-SFA12-85 85 47 25 X
7802523 BT50-SFA12-135 135 97 33.6 %
(5] 7802524 BT50-SFA12-185 23.5 M12 12.5 185 147 38.9 x
7802525 BT50-SFA12-250 250 212 45.7 *
7802526 BT50-SFA12-300 300 262 50.9 BS
7802527 BT50-SFA16-85 85 47 32 %
7802528 BT50-SFA16-135 135 97 39.1 X
(6] 7802529 BT50-SFA16-185 29 M16 17 185 147 44.4 X
7802530 BT50-SFA16-250 250 212 51.2 BS
7802531 BT50-SFA16-300 300 262 56.4 %

5 ‘ ¥ =R EAHEHEEA R, ¥=Please contact our sales department for lead time




.ﬁ?’ﬁﬁﬂﬁ Specification

CRKS 4
g _
e -
84
n o
8 »
s 7
LF |
HSKJJ#E Hsk shank Holder sf:mm  Unitmm
iRE= ‘ IR R ‘ EEER
Designation CRKS DCB
7802550 A63-SFA8-45 45 19 16 X
) 145 M 8 8.5
7802551 A63-SFA8-85 85 59 20.6 ¥
7802552 Ab63-SFA10-60 60 34 20 *
o 18.5 M10 10.5
7802553 A63-SFA10-85 85 59 24.6 X
7802554 Ab63-SFA12-60 60 34 25 X
(5] 7802555 A63-SFA12-85 23.5 M12 12.5 85 59 29.6 b
7802556 A63-SFA12-135 135 109 34.9 b
7802557 A63-SFA16-60 60 34 32 X
(6] 7802558 Ab63-SFA16-85 29 M16 17 85 59 32 X
7802559 A63-SFA16-135 135 109 40.4 X
7802560 A100-SFA8-85 85 50 19.7 *
(3] 14.5 M 8 8.5
7802561 A100-SFA8-135 135 100 24.9 *
7802562 A100-SFA10-85 85 50 23.7 *
(4] 18.5 M10 10.5
7802563 A100-SFA10-135 135 100 28.9 *
7802564 A100-SFA12-85 85 50 28.7 X
7802565 A100-SFA12-135 135 100 33.9 ¥
(5] 7802566 A100-SFA12-185 23.5 M12 12.5 185 150 39.2 ¥
7802567 A100-SFA12-250 250 221 46.6 *
7802568 A100-SFA12-300 300 271 51.9 X
7802569 A100-SFA16-85 85 50 34.2 %
7802570 A100-SFA16-135 135 106 40.1 X
(6] 7802571 A100-SFA16-185 29 M16 17 185 156 45.3 X
7802572 A100-SFA16-250 250 221 52.1 X
7802573 A100-SFA16-300 300 271 57.4 X

o))

¥ = RRHHIBE SR ETHEAR, ¥=Please contact our sales department for lead time
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Double-Sided High-Feed Radius Cutter Series

PHCW

BRI RHEFMR

Recommended Materials by Insert Type

AP W | tDAH ’

OF—HEFFHR Best
DB HEFEMIR Good

Insert Grades Insert Breaker|  Coolant
XC3030 GM 7G Dry O O
7G Dry
XP3035 GM o (@)
ﬁ Wet
L b Dry O
XP2040 G O O
GM B Wet o A

GLEZJHIA  GM:*iIEIA
GL:Light Cutting  GM:Middle Cutting

.ﬂjﬁ“§1¢$ Cutting Conditions
JIERY Insert Size

s FNEUO06--
MTHAR TR YR Ve

Work Material Tensile Strength- Hardness (o) FHLE TIERE ap (mm)

Cutting Speed
f2 (m Depth of Cut

Feed per Tooth

BRI, (RKRN
Mild Steel, Low Carbon Steel ~180HB 180 ( 60~250) 0.7(0.3~1.5) 1 0.8 0.5
(55400, S10C)

o

=N, 5E&W
P cE geﬂuoyswe\ ~280HB 180( 60~ 250) 0.7(0.3~1.3) 1 0.8 0.5
(S50C, SCM440)

AN
Die Steel ~280HB 180 ( 60~250) 0.7(0.3~1.3) 0.8 0.6 0.4
(SKD11, SKD61)

AR (T
Sgw-r%ss S(tee\ (Dzy) ~250HB 160( 80~200) 0.4(0.3~1.2) 0.8 0.6 0.4
(SUS304, SUS420)

TENCER
Stain%ss i (w)et) ~250HB 120 ( 60~ 180) 0.4(0.3~1.2) 0.8 0.6 0.4
(SUS304, SUS420)

&k
Cast Iron ~350N/mm? 200(100~300) 0.8(0.4~1.5) 1 0.8 0.5
(FC250)

PREBEERE
Ductile Cast Iron ~800N/mm?2 180 (100~ 250) 0.7(0.3~1.3) 1 0.8 0.5
(FCD400)

WRAEE (R
ﬁSuﬁrﬂoy(sl\let:)_&) - 30( 25~ 60) 0.3(0.2~0.7) 0.5 0.5 0.4
(Inconel 718)

HEE(E
Titanam A(Hloy%\/t\/)et) - 80( 50~120) 0.4(0.3~0.8) 0.5 0.5 0.3
(Ti-6Al-4V)

2]
Pre—hE‘Sed Steel 40~43HRC 120( 40~150) 0.4(0.2~0.8) 0.5 0.5 0.3
(NAK80)

FAN
Steel for Die Casting 43~48HRC 90( 40~ 120) 03( 0.2*‘0.6) 0.5 0.5 0.3
(DAC-MAGIC, DH31)

- EREIRRIRIEL R EIE BRI E SR, BRENTRIRE SFE.,

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

Do Min./Max.

IRHE N LAY R9SA R (E°) F4REE NN TRIRS AR A (P°)

Maximum Ramping (E) and Helical (P) Angle

PHRY FNEU06---
nsert Size
ERFESEFL (mm)
1@54%}'; Helical Milling !'EEEEIE
Ramping Angle Helical Angle
“ BVE :
Do Min.
20 1.4 33 39 1.2
25 1 43 49 0.9
32 0.6 57 63 0.6
40 0.5 73 79 0.5
WEFE ERTDRIREN
Cutting edge geometry definition for program creation &f:mm  Unitmm

Insert Size

THRT BAINE | SR | DA R
X. rt

FNEUO6-- 1.8 1 2 0.36

TR, BDBIBELERIAMROEN A DEERE.
During machining, please program the milling paths according to the
recommended simulated R (rt) respective to the individual cutter diameter.

RE

ap Max.




-ﬂulﬁﬁ Cutting Data

FEEHIBIBE S, SCHRRENML Reduced cutting resistance for stable machining

715k 1 PHCWO6R032SF16-5 (¢32x57])
FEETE Head Flutes

ool JIAF  : SF-M165532-120CS
Holder

[T () FNEUO6T318SR-GM (XP2040)
nsert (grade)

NI#4%
g . .
L?gﬁﬂm S%eed 150m/min (1,492min"")
RS 6,000mm/min (0.8mm/4)

ee

PR
EEEJ{?E{J( ap=0.3mm ae=20mm ‘
£ T(S€ -
gl S i ¢

X adial Force A
( vernang enqt
gLeng Fy:#taH

B R Eh= a0 TR0 (BT50) > Feed Force

Machine Horizontal Machining Center

PHCW L‘,l&?zﬁlq Conventional
(N) 1000 (N) 1000
—
gﬂ 800 . gﬂ JIRYI T TR T AT
—
oo — .| &\
PR pal s bbbtk sl
sy 9 9
SR HEHI £ 200 ki tthsktbia s A A LA < L s abtihdthaaaatidiaiiay
Face Milling 2 f I A L 15
ace Milling 3 0 bt b L 2
g ; &
2 200 2
é -400 é
1.5 2.0 25 3.0 35 4.0 4.5 5.0 55 6.0 1.5 20 25 3.0 35 4.0 4.5 5.0 55 6.0
78] Time (S) F$78] Time ©)
(N) (N) 1000
| )
I LT
7 yrrwm 7
T - | \‘”v‘ il ‘ i n‘\ i W ki -
uﬁﬁﬁm’f&%ﬁu § ‘“‘ MW N "\ | §
Intermittent Face Milling ] f ‘ m i i “‘ TR 2
. e
E AR O 2
5 &
1.5 2.0 25 3.0 35 4.0 4.5 5.0 55 6.0 1.5 20 25 3.0 35 4.0 4.5 5.0 55 6.0
78] Time (S F$/8] Time )

PHCW BP{E7E L/D-5D RN T, FEERIETIEIE HBaEsIlm A SEMERINT.

PHCW delivers consistently low cutting resistance, even at L/D = 5D machining, enabling highly reliable operations.

‘L(SD mk% j_]u Long tool life with a 5D overhang

JIL : PHCWO6R032SF16-5 (932x570) HIHHEEE (m) Miling Length

LI Hesg Flutes BV
Tool a]ﬁ SF-M165532-120CS Competitor 100 200 300 400 500 600 700

Insert (grade) Carbide Insert

INTA% S50C

' 707
Work Material

E%HES%M 150m/min (1,492min") Hith AT . 468

Competitor
6,000mm/min (0.8mm/t)

E))Jefthlﬁ}?ut ap=0.75mm ae=20mm E——
23815 an Competitor
PIHEIHF (=4
s 5 ‘ -
B
Overhang Length 125mm
E LA EhzCn T (BT50)
Machine Horizontal Machining Center




EDEEM@;%’R}JHIEF, m mgﬁgbul High-efficiency machining is possible even in intermittent profile cutting

PHCWO06R0255525-55
ERTE (¢25x57))

Tool
Flutes

(ERITIA (#%) FNEUO6T318SR-GM (XP2040)

Insert (grade)

Work Material NAK80 (40HRC)

?Jﬁﬂi%fﬁ 150m/min (1,910min") Bfizmm Unitmm
utting Speed

R 7,640mm/min (0.8mm/t)

TIEIRE _ -

Depth”l}a( ap=0.5mm ae=20mm

gl = s T ([i€)

Coolant Air-blow

B

Overhang Length 70mm

EFHN ZEHINTAHL (HSK-AG3) : \

Machine Vertical Machining Center & & \U 60
L AiE] A1)\ '

Machining Time Approx. 1 hour

IHIE £J1,700cm?®

Cutting Amount Approx.

EEERIE. RBEDRITI R, BIEERMSEINTIEM, B
ZREEIHEERE, BTKIEEEMNT.
High-rigidity, low-cutting-force inserts allow high-efficiency
roughing without reducing feed rates, even in intermittent
machining zones.

EDEE SKD1 1 E@]ﬁ?ﬁﬂﬂlq:', ‘mzz%ﬁﬂiﬂuﬁﬂj, E%n‘ﬁ‘l‘ﬁ No chipping and long tool life, even in SKD11 profile machining

JJ5k : PHCWO6R025SF12-4 (¢925%x47])
FHEIR Head Flutes =0 A
Vel JI#F : SF-M12SS25-35 Competitor
Holder

BEREERETIR Coated

Carbide Insert

(2RI (H15%) FNEUOST318SR-GM (XP2040)

Insert (grade)

AT SKD11 GRIAGLERIFHY)

Work Material (Raw Material)

gfz:mm Unittmm

e : -
Cﬂﬁhjfi 160m/min (2,038min-")

gjﬁEF 8,153mm/min (Tmm/t)

IFO®

Process @

EEEH??%M ap=0.6mm ae=10mm
ERISE (=8

Coolant Air-blow

I 100mm

hang Length

{sE AR SZECIRT AL (HSK-A63)

Machine Vertical Machining Center

ERATR PHCW (¢25x47]) Hi AT

Tool Flutes Competitor

TRFORER e "
jJDIV\]‘ye‘Q Process @ Contour/Mleg If%@%@ﬁ;%ﬂﬂlﬂﬁﬁﬁﬂj
Machining Details THEOEENT Chlpp‘ﬂ%oomclcou‘jr'i?“‘l?nzroce55®

Process @ Pocket Milling
PNIEE) L92/\B ESTN:Y
Machining Time Approx. 2 hours Approx. 1 hour

PHCW R E I R BRI Sepl AN FRIINT.

PHCW completed both processes without having to replace the insert.

10



% shaping your dreams

T

Bt (Lig) FEIRBRZ ) -

A

R (i) A8 AL
ik EETRTRIKTE133SKeREL AT10281021003-0755T it
FiE: 021-52552588;  {&HE: 021-58883300;  M4: 200051 FEIE:

BRtAl (L) KRESH
Hullk: T ETHHES ST 1 - 2@ AE1004=
E3iE: 0510-82739271;  {£H: 0510-82739220; HB4R: 214074

LA (L) TS
b REETETHRNAR HE T OEFE506=
BEiE: 0553-5868160;  f{&EL: 0553-5868190;  ME4R: 241000

BXAL (L) TSRS

ohit: STHEHM RS XERE251 SHHAEE SHARE33A16 : /

FEJE: 0512-62388327; {£H: 0512-62388320; HR4m: 215000 | fal’
:: 8667

BREAH (E58) HulFRILEEsseEr
bk RIS TR OIS 0S RIRERR %4m"‘1$_ = e
iE: 0571-82757757;  f6H: 0571-82757767; il 3112 XA (£i5) ibAd

itk A
Bt (E8) TIRESH FBIE: 024-2285276
HBtk: AT AR EBMN K ZRL P EE 466 2B A H604- 13

B () ARES
ok Hﬁéﬁ&“ﬂiﬂ@& R5P
FAIE: 029-88860594;  f =

B (H8) %{

T.—-—./ L

E8i%: 0574-88161548; {EE: 0574-88134670; HB4E: 315 ] 1 ‘9 f'- 3 2
i B S RSB TARES
REHL (Ei8) THHAE %_—.-" £8 - 0431-89230366;

MOhE: P IRAT S ARIZER 1615 i 35AE3001 ZA06-0728
E3iE: 020-38210423; f£E: 020-38210425; BRgm: 510610

A (L) RIS

0 (159
ﬂﬂiﬂ:ﬂ

Mot rARERYIT B R AR AT e RS OB 7217108 i 3
E3iE: 0755-83566532; {&H: 0755-83558854; HB4m: 518017

BXA (L) EERSESHT

HtHl (Li8) tmHRE otk BRI AR R RS K18 S gt Eu
ik JCERARAEXEE JSMAR 1 9SERRAE 1 S#£20F01B= FA1E: 023-67136872;
E3jE: 010-85261018; f€&: 010-85261016; HEgm: 100004
3 = Al (LiE) ®iNESH
MtHl (LiE) REHRE X ’
53 SRS X P 8 SR — DR SAE 20220078 ik SRR AR TR e S
E3jE: 022-23037566/27357729 #R%s: 300100 ;
XA (L) MELLEESSAT Bt (E8) FR=ESH
ot FERAEHLTE SRR EE N ERS R OAE12132 ik JAREREHIKTIAEKERER1 SITCHRF03405-03=
EiE: 0757-86777181 ER%R: 528200 EI%: 0769-81550050  {5EL: 0769-81550030; HR4: 523845 - W

Http://www.chinaosg.com

"""""""""""""""""""""""""""""""" 2 oy mi
ey 400 888 2086 SOY INK

9:00~12:00/13:00~17:00 SrEms REAEIRIER £
IMFEIEATIRE HISFERAD

E-mail:business@chinaosg.com
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