Phoenix PSTW

(=00 a=1:1Db: PE VU EYS Phoenix Shoulder Cutter Triangle W-sided Insert Type

6-corner Shoulder Cutter Series

BfRmEm6d—7(90°) 1Y —b

Double-sided 6-corner (90°) insert

At zEHBEAEBIBRLERITIOAEICEL).
UUWIRENICHE< . REL ORISR

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

094 A Xld4.64mm Size 09 is 4.64 mm
1244 X1%6.55mm Size 12 is 6.55 mm

ERNEERII—F (AE6I—F) i o

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

SS5LHICEY)
Bhi-{t Ei¥maxiR

Flat cutting edge t.o.enable P
excellent surface finish

EEHENTEXRT 555 ¢ i

A body design engineered for high efficiency machining

mAYHAR
09Y 41 XIE7.5mm
1241 X1E12mm

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

EYEINIICHBUEF Y TRy MoKV o
SHEEIIH ATHE

Chip pocket uniquely designed for heavy machining to enable
maximum efficiency

BDLCO—FT1 9149 — & : XP4610

Insert grade XP4610 (DLC coating)
JEEXDRF I I Tl E%%IR
Achieves long tool life and improves machining quality in non-ferrous metals
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ERAIR

Tool

ERA > — b (#78)

Insert (grade)

)

Work Material

YIHI=®E

Cutting Speed

PSTW12R050M22-4 (¢ 50x4 X))

Flutes

TNKU120608ER-GM
(XP3035)

S50C

200m/min (1,274min")

510mm/min (0.1mm/t)

ap=0.2mm ae=32mm

RlL(T770-)
Air-blow

#l~>=>J+>&(BT50)

Horizontal Machining Center

Coolant

{52 FAHR R

Machine

it BRIVAR Hy &
(#50x5X])
Flutes
Competitor's Single Sided
Insert Cutter

PSTW12R050M22-4
(@50x4%])

Flutes

EFRAIR

Tool

TNKU120608ER-GM | #BEOQ—F 1> F1 > H—h
(XP3035) Coated Carbide Insert

ERA Y — b (#78)

Insert (grade)

HHI#1

Work Material S50C
)P S EINT
Cutting Method Slot Milling

PHARE

Depth of Cut ap=3mm ae=50mm

190mm (3.8D)

Gl

Coolant

#L(I770-)
Air-blow

1w~ =2t 52(BT50)

Horizontal Machining Center

{52 PR

Machine

.Ehk”nlﬁﬂé Excellent surface roughness

JEMEHEE Bottom Roughness

S oz

Roughness 5

-
—
—
Ra(um)
- - —
Rz(um)
fodtdh A flbdt s B ftbdts C
Competitor Competitor Competitor

.%m b@EL‘”"ITEEE&g High efficiency even in long overhang length applications

300

250
a2
Bl 200
=
(cm¥/min) 150

100

Milling Volum

50

App

100
YIHERE (m/min)  Cutting Speed

150 200

LIRS e

licable Cutting Range

250

B st

fbktdh

Competitor

ENIAZICSOEESI /Y= I -3y

Variations of application based on inserts

TL—3

Insert Breaker NM GL
FIIZILESE-
8 {ERHINT
A Flﬂﬁ 3'5&*@%1]”1 Low-resistance
pplication Aluminum alloy & machining

Non-derrous metal

GM

AT
—hgsHINT

Multi-purpose machining &

General steel milling

GR

BfrigEhn T
2279/

Intermitted machining &
Cast iron machining

SM

THES &
HHl# T

Superalloy &
Difficult-to-machine material
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Milling

PXD W@y n

PFR PFB PFAL PDR PRC PHC PMD @8\ PSEL PSE PFDC PSFL PSF PAO PAS PMEN PLDS PZAG PDZ PHP PD

PXM
PXMC

Technical data

35| BAfEs

Index



6—FBHIVAYER APL—bovr o847

6-corner Shoulder Cutter Straight Shank Type

PSTW SS

7 G o
Face Milling Side Milling Side Milling Slotting

gl JESIES

Cutting Angle

. ﬁ?ﬁd‘iﬁﬁ Specification

DC
DCON

e
1_|APmx

LF

FAIWFR—IAFE
with Coolant Hole

DCON

LF |} ‘

FANF—IAFE

with Coolant Hole

Bf7:mm Unit:mm

a0y g8 BN pysrs | mems
Designation FI’P UEIlS Type (Yen)
nserts
7803014 PSTWO09R0255525-2S 25 2 25 120 35 7.5 0.41 1 36,400
7803015 PSTWO9R0255525-2L 25 2 25 170 70 7.5 0.58 1 39,600
7803016 PSTWO09R0255525-3S 25 3 25 120 35 7.5 0.4 1 48,700
7803017 PSTWO9R0265525-2L * 26 2 25 170 35 7.5 0.59 2 40,100
7803018 PSTWO09R028SS525-2L * 28 2 25 170 35 7.5 0.6 2 40,700
7803019 PSTWO9R028S525-3S * 28 3 25 120 35 J/25) 0.41 2 49,700
7803020 PSTWO9R030SS32-2L 30 2 32 190 90 7.5 1.02 1 42,700
7803021 PSTWO9R030SS32-3S 30 3 32 130 45 7.5 0.7 1 51,100
7803022 PSTWO9R0325532-3S 32 3 32 130 45 7.5 0.74 ® 1 51,400
7803023 PSTWO9R032SS532-3L 32 3 32 190 45 7.5 1.1 1 55,600
7803024 PSTWO09R032S532-4S 32 4 32 125 40 7.5 0.7 1 63,400
7803025 PSTWO9R033SS32-3L * 33 3 32 190 35 J/25) 1 2 56,100
7803026 PSTWO9R0355532-3L * 35 3 32 190 35 7.5 1.12 2 56,800
7803027 PSTWO9R0355532-4S * 35 4 32 130 35 7.5 0.75 2 64,500
7803028 PSTWO9R040SS532-4S 40 4 32 140 50 7.5 0.85 2 66,900
7803029 PSTWO9R040SS32-4L 40 4 32 190 45 7.5 1.15 2 71,700
7803030 PSTWO9R040SS32-5S 40 5 32 140 50 7.5 0.84 2 79,200
* HAEAT
Reduced Shank Type g ]
K PSTWHA LA 7
Reduced Shank Type
s AKREATE v IBEVETENBOFHIRENED.

SRBRAREDRVIALBEMIPART Y MITICKRETY

*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.

#2028
DC 628 Y,

155 ‘ HEERPIFLTCHRELEM)ERYETY. Stock are categorized as C (Standard stock item).
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6-corner Shoulder Cutter Bore Type

PSTW BORE

Hy SR

Cutting Angl

Face Milling

{RlET
Side Milling

S

o
=
a

H
=
K

.'ﬂ?ﬂ?ﬁfi Specification
oo —

INT—AZ1) 1—{#% Power Screw Type
FILAR—ILfFE with Coolant Hole

FILAR—IL{FE with Coolant Hole

EETEE

DCSFMS
DCON
ww
il

mily

| oo |

FA WA= L without Coolant Hole

o+

DCSFMS
DCON

4 ]

FAIAR—ILfFE with Coolant Hole

Y—JVNo.
EDP No.

U

Designation

Bor Ed

SE
oc | zere

RAR
DCSFMS

NE
DCON

& kww

UREF—i8 Key Slot
FEb

Bfi:mm  Unit:mm

BRI Y—b

Applicable Inserts

7803031 |PSTWO9R040M16-4 40 4 40 38 16 8.4 5.6 7.5 0.23 63,400
7803032 |PSTWO9R040M16-5 40 5 40 38 16 8.4 5.6 7.5 0.23 2 75,900
7803033 |PSTWO9R050M22-4 50 4 40 45 22 10.4 6.3 7.5 0.33 2 76,800
7803034 |PSTWO9R050M22-6 50 6 40 45 22 10.4 6.3 7.5 0.32 2 88,800
7803035 |PSTWO9R063M22-5 63 5 40 50 22 10.4 6.3 7.5 0.52 2 78,600
7803036 |PSTWO9R063M22-7 63 7 40 50 22 10.4 6.3 7.5 0.52 2 104,000
m 7802907 |PSTWO9R080M25.4-7 80 7 50 60 25.4 9.5 6 7.5 1.07 @ 2 128,000
m 7802908 | PSTWO9R080M27-7 80 7 50 60 27 12.4 7 7.5 1.05 2 128,000
m 7802909 |PSTWO9R100M31.7-10 | 100 10 63 70 31.75 12.7 8 7.5 2.05 2 164,000
m 7802910 |PSTWO9R100M32-10 100 10 50 70 32 14.4 8 7.5 1.59 2 164,000
m 7802911 |PSTWO9R125M38.1-12 | 125 12 63 90 38.1 15.9 10 7.5 3.01 4 187,000
m 7802912 |PSTWO9R125M40-12 125 12 63 90 40 16.4 9 7.5 2.96 2 187,000
m 7802913 |PSTW12R050M22.2-3 50 3 40 47 22.225 8.4 5 12 0.32 1 68,700
7803100 |PSTW12R050M22-3 50 3 40 45 22 10.4 6.3 12 0.3 1 65,300
7803101 |PSTW12R050M22-4 50 4 40 45 22 10.4 6.3 12 0.3 1 78,600
=7 7802914 | PSTW12R063M22.2-3 63 3 50 60 22.225 8.4 5 12 0.77 2 73,900
7803102 |PSTW12R063M22-3 63 3 40 50 22 10.4 6.3 12 0.48 2 70,300
27D 7802915 | PSTW12R063M25.4-5 63 5 50 60 25.4 9.5 6 12 0.7 2 78,600
7803103 |PSTW12R063M22-5 63 5 40 50 22 10.4 6.3 12 0.46 2 90,400
7803104 |PSTW12R080M25.4-5 80 5 50 60 25.4 9.5 6 12 1.08 2 93,400
=7 7802916 |PSTW12R080M31.7-5 80 5 63 76 31.75 12.7 8 12 1.56 2 109,000
7803110 |PSTW12R080M27-5 80 5 50 60 27 12.4 7 12 1.07 2 93,400
7803105 |PSTW12R080M25.4-6 80 6 50 60 25.4 9.5 6 12 1.06 @ 2 121,000
=7 7802917 |PSTW12R080M31.7-6 80 6 63 76 31.75 12.7 8 12 1.53 2 121,000
7803111 |PSTW12R080M27-6 80 6 50 60 27 12.4 7 12 1.04 2 121,000
7803106 |PSTW12R100M31.7-5 100 5 50 70 31.75 12.7 8 12 1.5 3 111,000
7803112 |PSTW12R100M32-5 100 5 50 70 32 14.4 8 12 1.57 2 111,000
7803107 |PSTW12R100M31.7-7 100 7 50 70 31.75 12.7 8 12 1.5 3 127,000
7803113 |PSTW12R100M32-7 100 7 50 70 32 14.4 8 12 1.56 2 127,000
7803108 |PSTW12R125M38.1-7 125 7 63 90 38.1 15.9 10 12 3.03 3 145,000
7803114 |PSTW12R125M40-7 125 7 63 90 40 16.4 9 12 2.96 2 145,000
7803109 |PSTW12R125M38.1-9 125 9 63 90 38.1 15.9 10 12 3.01 3 156,000
7803115 |PSTW12R125M40-9 125 9 63 90 40 16.4 9 12 2.93 2 156,000
HEERPMILTCUREEER)ERYET, Stock are categorized as C (Standard stock item). ‘ 1 56

PXD W@y n

PFR PFB PFAL PDR PRC PHC PMD @8\ PSEL PSE PFDC PSFL PSF PAO PAS PMEN PLDS PZAG PDZ PHP PD

PXM
PXMC

Technical data
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6a—FRHEIYAY A

6-corner Shoulder Cutter

129—=h

Inserts

XP4610 )
(bLCca—7+1 %)

DLC coating
A—TAVJICBESHRETZHBED
HUETH ML HELYELA.
Inserts may have some discoloration, but it
does not cause any performance problems.

-iﬁm’f yﬂ_ b Inserts

Bf:mm Unitmm
A2 Y — etk I—F 1T
(2303 Th I Insert Size Grade of Coated Materials

Designation

No. of Cutting

Edges |MEME| B
Ic s

7813104 2,860

TNHU090404FR-NM 6 746 | 464 | 04 | 115
) 3,480

7818104 :
TNKUO90404ER-GL 6 746 | 464 | 04 | 12 78210957813101|7813100 2,380
© TNKUO90404ER-GM 6 746 | 464 | 04 | 12 7821091|7821092|7821093|7813097|7813098| 7813099| 7821094 2,380
1

TNKUO90408ER-GM 6 746 | 464 | 08 | 09 7813105|7813106 2,380
TNKUO090412ER-GM 6 746 | 464 | 12 | 06 7813107|7813108 2,380
TNKUO90404ER-GR 6 746 | 464 | 04 | 12 7813102|7821096 2,380
TNKU090404ER-SM 6 746 | 464 | 04 | 12 7813103| 2,940
7811087 3,750

TNHU120608ER-NM 6 10.8 | 655 | 0.8 | 1.25
[NEW ] 4,600

7818087 ’

TNKU120608ER-GL 6 108 | 655 | 0.8 | 15 7825089|7814089|7813089 3,320
TNKU120608ER-GM 6 10.8 | 655 | 0.8 | 1.5 78270887828088|7825088|7814088| 7813088|7812088| 7821088 3,320
@)| TNKU120612ER-GM 6 108 | 655 | 1.2 | 1 7814094(7813094 3,320
TNKU120616ER-GM 6 10.8 | 655 | 1.6 | 075 7814095|7813095 3,320
TNKU120620ER-GM 6 10.8 | 655 | 2 0.6 7814096(7813096 3,320
TNKU120608ER-GR 6 10.8 | 655 | 0.8 | 15 7812090| 7821090 3,320
TNKU120608ER-SM 6 10.8 | 655 | 0.8 | 1.5 7816091 4,040

*WHIM BIHELEA 3 p. 158 2 ZBR TSN,

*Please refer to p.158 for recommended materials by insert type.

iR O .
.n AR Accessories

Y=JNo.| MU |HEEIVH-—h BRART 1 Y= No.| WU |[#RSVY—h BRART 1 R

EDP No. | Designation | Applicable Inserts Applicable Body EDP No. |Designation | Applicable Inserts Applicable Body (Yen)

FS30668 .| PSTWSS ¢25-40 T8D |- .| PSTWSS 25-40
@@ 7808097 | “Torxg) | D TN"U09 [psryy BoRE ga0~125| | T | 7898295 | (orx 8) | |TN"UO" o5t BoRE ¢ 40~125| 310

o AV FS40511 . L7 T15-D ~
Clomima serow 7808129 (Torx 15) @|TN*U12:-|PSTW BORE ¢50~125 wo 7808208 (Torx 15) (@|TN*U12---|PSTW BORE ¢50~125| 1,390
B:D LY FIFRRZBEATEL.  The wrenches are sold separately from the cutters.
PS1031 %1190
NT—2 )2 7808151 (M10x31) @|TN*U12 PSTW BORE ¢ 50

Power Screw

157 ‘ HEERPIFLTCHRELEM)ERYETY. Stock are categorized as C (Standard stock item).
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6a—FRHEIYAYE

6-corner Shoulder Cutter

PSTW

PXD @l

WEHIM AR E OHE— A Best

Recommended Materials by Insert Type OB HRMHA Good

1Y —iitE | TL—7 | tIELEF | p

Insert Grades Insert Breaker Coolant
CKO010 NM B wet (©)
ﬂ& Dry O
XP4610 NM
ﬁ Wet ©
XC3020 GM oy | O O
XP3025 GM Bwet | O
XC3030 Sho | ®moy | O e
GL % Dry
XP3035
GM B Wet ©10 ©
GL ﬁ Dry O O O
XP2040
GM Hwet | OO @)
XC1015 N | moy o]0
XP1020 aM 4% Dry oloe
XC5040 SM B Wet @) (©)

NM:7ZLIZ7L82MA GLEYEIA GM:+y4IA GREYHIA SM:MR&a&LA
NM:Aluminum Alloy GL:Light Cutting GM:Middle Cutting GR:Heavy Cutting SM:Superalloy

WYNEISRAEZER cutting Conditions

A Y — MY A X Insert Size

’ 4 .
WHlH BI3RIR- T Vﬂfﬁ'i ——
Work Material Tensile Strength- Hardness Cutting Speed —HY= DY E YHAEX —F Y= DEYE YHAEX
fz(mm/t) ap (mm) fz(mm/t) ap (mm)
Feed per Tooth Depth of Cut Feed per Tooth Depth of Cut
Bl (KR Mild Steel, Carbon Steel
5400, $100) ~180HB 180 (100 ~ 250) | 0.12( 0.05 ~ 0.2) 2 0.15 ( 0.05 ~ 0.25) 3
k. &£ Carbon Steel, Alloy Steel
P e, e ~280HB 180 (100 ~ 250) | 0.12 ( 0.05 ~ 0.2) 2 0.15 ( 0.05 ~ 0.25) 3
A4 A$ff Die Steel
kD11 SKO6N ~280HB 150 ( 80 ~ 200) | 0.1 ( 0.05~0.18) 2 0.12 ( 0.05 ~ 0.2) 3
AT LA (#3X) Stainless Steel (Dry) - 5 _ _
" G s 250HB 150 ( 80 ~ 200) | 0.08 ( 0.05 ~ 0.16) 15 | 0.1 (0.05~0.18) 2
ATV [/Zﬂﬂ (555’@) Stainless Steel (Wet) ~ N B ~
(5US304, SUSA20) 250HB 80 ( 60 ~ 120) | 0.08 ( 0.05 ~ 0.16) 15 | 0.1 (0.05~0.18) 2
ﬁffcczs(‘,)‘ ~350N/mm? 200 (100 ~ 350) | 0.15 ( 0.05 ~ 0.25) 2 02 (0.1 ~0.3) 3
K . ;
o84 l’(‘?c%‘,%g““’ Costiron ~800N/mm2 180 (100 ~ 270) 0.12 ( 0.05 ~ 0.2) 2 0.15 ( 0.05 ~ 0.25) 3
N FILIZILAR Auminum Alloy ~13%Si 300 (200 ~ 1,500) | 0.12 ( 0.08 ~ 0.25) 2 0.15 (0.1 ~0.3) 3
B ey A 1) - 35 (25~ 60) | 0.06(004~0.1) 0.8 | 0.08 (0.05~ 0.15) 1
S 3 . o
e - 40 (130 ~ 120) | 0.06 ( 0.04 ~ 0.1) 1 0.08 ( 0.05 ~ 0.15) 15
(Ti-6Al-4V)
7V \_K%ﬂ&’f”de"ed stee! 40~43HRC 100 ( 50 ~ 150) 0.08 ( 0.06 ~ 0.15) 1 0.1 (0.08~0.2) 15
AAHA NS Steel for Die Casting ~ B _ ~
H A AEIE, BB 43~48HRC 80 (40 ~ 120) | 0.06 ( 0.05 ~ 0.13) 0.8 | 0.08 ( 0.06 ~ 0.15) 1
‘E”ﬁgmgggﬁ”f" steel 50~55HRC 60 ( 40 ~ 90) | 0.05( 0.04 ~0.08) 0.4 | 0.06(0.05~0.1) 05

c LROBEEFREREICE T —RORMEETLEZEDTY. MIRRICEHLETERAELTIEL,

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

PFR PFB PFAL PDR PRC PHC PMD @38\ PSEL PSE PFDC PSFL PSF PAO PAS PMEN PLDS PZAG PDZ PHP PD

PXM
PXMC

Technical data
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IhﬂIv”'— 57 Cutting Data

SSOC@E%%’JDI Long tool life in

PSTWO9R0255525-3S
(¢25x3%)

ftbttdn Competitor
(¢25%33))

Flutes

{#RAIR

Tool
Flutes

BEI-—T1>J(%—h

Coated Carbide Insert

fERA > — b (#78)

Insert (grade)

TNKUO090404ER-GM (XP3035)

HHIH

Work Material s50C

CIHI®E E

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

HYEE

Feed 825mm/min (0.12mm/t)

YHARE ap=2mm ae=16mm

Depth of Cut

LR

Coolant

#L(T770-)
Air-blow

fE Rt

Machine

Y~ =2 T+ 4(BT40)

Vertical Machining Center

stk B L CTHERSICEN TH Y K4.5F0OMAREIF SN,

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

SUS3040)E§$”EI Long tool life i 304

ﬂ]‘ﬁUE é (m) Milling Length

10 20 30 40

fthttan

Competitor

ImNIFKOEE
After machining 7m
PSTW

ftbttdh

Competitor

SEOWA!

Approx. 45 times more durable!!

PSTWO9R0255525-3S
(¢25x3%)

Flutes

fthtt & Competitor
(¢25%33))

Flutes

{#RIR

Tool

BEI—T12J1—h

Coated Carbide Insert

fERA > — b (#78)

Insert (grade)

TNKUO090404ER-GL (XP2040)

L)

Work Material SUS304

IR E

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

ERE

Feed 460mm/min (0.08mm/t)

YRR ap=1.5mm ae=16mm

Depth of Cut

L b

Coolant

KRUL(Z770-)
Air-blow

fE Rt

Machine

A<= 1> & (BT40)

Vertical Machining Center

ot EmOWARF D15 ERS10.5mETHNIZIT o /eh’.
A 2Y— MERIFE L MM T A RTRELIRRETH o o

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.

159

ﬂ]‘ﬁUE é (m) Milling Length

HwERIEE !

still Running!!

Competitor

ftbttom .

ImNIKOER
h

After machining 7m

PSTW

ftht &

Competitor
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Milling

7’[/}@3!*%%%15{ FE@EEE”DI High-precision machining of press mold slide surface

PSTW12R050M22-4 (¢ 50x4X])

FIEFE side Roughness

Flutes

3 (mm)
W7 ) TNKU120608ER-GR (XP1020) -

HHIF

Work Material FCD500 2

YIEEE . .
. 300m/min (1,910min")
xR 1,700mm/min (0.2mm/t)
A3

oot ap=0.5mm _ae=0.3mm EEE

RH LR

7(;/erhang Length 240mm

DBl %L(T770-) L

Coolant Air-blow

R s~ =>J+>% (BT50)

Machine Double Column Machining Center
BEAEEFNTICEOTANREIOUMUTEWS ERBEZH/I-LRY L
BMIEBEEDPBONBREREL O,

The PSTW was able to achieve excellent surface precision during side finishing, satisfying
the required run-out accuracy of under 10pm. (T LT LT 111 |Ra=0.58um
0 ] Rz=4.43pym
-10 10 (um)

SU53040)_I§]_E5$7JHI High efficiency machining of SUS304
PSTW @ /NUFEA (/)\)
Small amount of burrs

5 PSTW12R050M22-4
Eﬁll" (¢50%x43))

Flutes

ot BHIUAR D Y & (950%5H)
Competitor's Single Sided Flutes
Insert Cutter

BREI—T1271—b

Coated Carbide Insert

ERA Y — b (#78)

Insert (grade)

HHI#1

Work Material
ENHIEE

Cutting Speed

X RE

TNKU120608ER-GL (XP2040)

SUS304

150m/min (955min")

700mm/min (0.18mm/t) 700mm/min (0.15mm/t)

ap=5mm Qae=35mm
IR IR A

Water-soluble

ap=3mm ae=35mm

Coolant

{2 Rt
Machine
it R TIEIAA (@p) PEDBEVVVIREIDREL. BEEDLITFONKRL. ZHICNVEF

4, PSTWIRTIT DL, 58567 %UP DB RER I T A FIRE T o7z,
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.

Pife~> =25+ %(BT50)

Double Column Machining Center

ikt S INUFAE (K)

Competitor : Large amount of burrs

160

PXD EiE@y N

SF PFR PFB PFAL PDR PRC PHC PMD [0\ PSEL PSE PFDC PSFL PSF PAO PAS PMEN PLDS PZAG PDZ PHP PD

PXM
PXMC

Technical data
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.”EI;_ 57 Cutting Data

Eﬁ: > " m] _}b/‘ Rough milling of construction machinery control valve

PSTW12R063M22-5 ﬂi’}i}?‘ﬁu”iﬁ? 74

. $63%x5%

gjﬁlﬂ (963x5X) Flutes
Flutes Competitor's Double Sided

Insert Cutter

BEI—T1>J/4 Y —h

Coated Carbide Insert

LR TN <U120608ER-GR (XP1020)

Insert (grade)

w
ﬁﬁrkjfﬂitenal FCD500

it 180m/min (910min-)

Feed

THARE
Depth of Cut
L zL(T770-)
Coolant Air-blow

{3 Rt i~ =7t 8(BT50)

Machine Horizontal Machining Center
fhttmE LB ULER. WEEEICEBN TV, FICYAARIRFRIBOE
FRETEMASNT H3.5BEOMAUPHAIREE B o7z,

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.

YR E 1,000mm/min (0.22mm/t)

ap=3mm ae=45mm

fthttan

Competitor

ﬂ]‘ﬁUE =3 (m) Milling Length

20 40

ftttdh

bt BHIY XHH Y ZA, B
PSTW12R050M22-4 (¢50x4X])
(¢50%x4X) Flutes
Flutes Competitors' Double Sided
Insert Cutter

BEI—T1>J(%—h

Coated Carbide Insert

LN TN U120608ER-SM

Insert (grade)

(XC5040)

\tﬁ)‘%’:]ﬁitenal Ti-6Al-4V

E?Efjnt?sried 40m/min (255min‘")

RURE 82mm/min (0.08mm/t)

YLARS ap=1.5mm ae=20mm

Depth of Cut

LB #L(T770-)

Coolant Air-blow

{3 Rt W~ =718 (BT50)

Machine Horizontal Machining Center
ot (BRI —FT 4R XRHICERET FyEVITHRE,
PSTW (XC5040) TIZEFEDIMFHICKWUIRAUPHRAIREE LD 7,

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.
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300mm(5D)@%ﬁE$§EfJDI Highly efficient stable processing of long overhang length of 300 mm (5D)
o
o
PSTW12R063M22-5 it iBHEIY R AHY & (963x4F]) ftht & EIHIRTRE SR
=]
1§OF|HI,( (¢63X53‘j) Competitor's Double Sided Flutes . PSTW . Compuel?ilor Applicable CDAJKt\nbgT;ange o
Flutes Insert Cutter T
~ NN o
LRIl TNKU120608ER-GM (XC3030) BEI—74> 74/ 9=h
nsert (grade) Coated Carbide Insert - N
] 0] a)
Work Material FC250 ;é o
E
LIPS 3
MARE ap=2mm ae=44mm i g
8 N
RELRZ b o
Overhang Length 300mm (5D) wn
) #L(TF770-) =
Coolant Air-blow 100 150 200 250 o
& A W~ =I5 (BT50) w ) z
Machine gor'\zonta\ Machining Center YIYEE (m/min) Cutting Speed UEJ
L/D=5DRELDEWVINTICHE VT it LB U TEEERMI AR E R D7z, F/cfh =
#HAIMEREGEE T INERRICKY T—INDOEMEEDBLOVCVIRBDPRE(T ST . {BEIERIRIL Low-Speed Range b
BHREES). NKICENSPSTWIHERERE CHRELLMIAALE T, BHETHOOVEDRE o
In this test, the PSTW achieved higher efficiency versus the competitor tool in the processing of long overhang ° "
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. o
Lo
(%]
o
—1
REWLB6IA—T DAL Y — MTREMAIR 5
[a
Reduces waste with long tool life 6-corner insert 8)
2
o
PSTW12R100M31.7-5 o T 7
L (¢100x5%) cﬁﬁﬂ?§r¢1ooxgﬁl Machined surface* o
Flutes 80
i3 RO EINC -9l TNHU120608ER-NM | B/ > O— kA H—h o
Insert (grade) (XP4610) Uncoated &
WHI#4
Work Material ADC12 >~ E
Sl 200m/min (640min") 80 4
VY (a)
XA 250mm/min (0.078mm/t)| 160mm/min (0.05mm/%) 130 s
ERSEE—— o
PHARE - -
Dchm A ap=0.2mm ae=80mm O
e N [N I
LR TKAMEIHRE o
Coolant Water-soluble
R LYY => 4> R(BTA0) 5 B, , <
Machine /Vemcal Machining Center ?ff]l]I;ﬁli'l '7'_7t“'952 AR =
‘wo machined surfaces per workpiece o
D—BESmmEHL . +HBY TS TRESESNAVITIEB0 TTT—7H : o
T INTREED1.5FICA L. MIFHPNE < INITHEHS RFRIRE n Number of Processed Workpiece a
s 50 100 150 200 o
ICToY (/N : ‘ ‘ ‘
E AR RD 2T —FHHEDA VY — MM LT PSTWIE6T—F I
BT BRI 30%BIBA IR, BB F1 L TE B ICERARBO 13-78 2378 43-78 5378 180 &
RV #EAICER. pes .
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. o
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 fﬂ*i:ﬁ': o
allows for approximately 30 percent reduction in waste. Carbide recycling further Competitor o
contributes to environmental conservation efforts. 11:_7_5 22:;_7_5 o
7—7180{AMIT 57=-HICHELIBEESSE
Cemented carbide required to machine 180 workpieces
O
TNHU120608ER-NM — 22
(XP4610) 8.4g x5f=429 X5
o
fittn 6.0g X2{Hx 5+ h=60g £
Competitor pcs sets o
¥PSTWOD6—F X7 DI Z. fbitdh2 I —F L) DI TLEE g
*Comparison of the number of processed workpieces by the PSTW's 6-corner configuration versus the competitor's 2-corner configuration E
@
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