© 0SG  PHOENIX PMD

Multi-Function Cutter

List 53400 - PHOENIX® PMD: sa
List 78234 - PHOENIX® PMD: ss
List 52606 - PHOENIX® PMD: asr
List 78334 - PHOENIX® PMD: sr

Side Milling & Slotting

Side Milling Face Milling
Tensile St th Aa:0.393" - Ar:0.2D Aa:0.118" « Ar: 1.0D
. ensile Streng
UL EETE - Hardness Cutting Speed Feed per Tooth Cutting Speed Feed per Tooth
Vc (SFM) fz (in/t) Vc (SFM) fz (in/t)
~180 HB 590 0.010 590 0.005
(330 - 820) (0.008 - 0.020) (330-820) (0.002 - 0.008)
~280 HB 590 0.008 590 0.004
(330 - 820) (0.006 - 0.016) (330-820) (0.002 - 0.008)
~280 HB 495 0.008 495 0.004
(260 - 655) (0.006 - 0.016) (260 - 655) (0.002 - 0.007)
Stainless Steels (Dry) ~250 HB 495 0.007 495 0.004
(304, 420) (260 - 655) (0.006 - 0.016) (260 - 655) (0.002 - 0.007)
Stainless Steels (Wet) ~250 HB 260 0.007 260 0.004
(304, 420) (195 - 395) (0.006 - 0.016) (195 - 395) (0.002 - 0.007)
2 590 0.010 590 0.005
S50 (330-985) (0.006 - 0.020) (330-985) (0.002 - 0.008)
2 590 0.006 590 0.005
800 N/mm (330 - 820) (0.004 - 0.016) (330 - 820) (0.002 - 0.008)
~13% Si 985 0.012 985 0.006
(655 - 4920) (0.008 - 0.020) (655 - 4920) (0.004 - 0.010)
R 115 0.006 115 0.004
(85-195) (0.004 - 0.012) (85-195) (0.002 - 0.006)
: 130 0.007 130 0.004
(100 - 395) (0.004 - 0.014) (100 - 395) (0.003-0.010)
Pre-hardened Steel 40 - 43 HrC 330 0.007 295 0.004
(P20, Stavax) (130 - 495) (0.004 - 0.012) (130 - 495) (0.003 - 0.008)
Die Cast Steels 260 0.005 230 0.003
4 (A2,57) 43-48HrC (130 - 395) (0,003 - 0.008) (130 - 395) 0,002 - 0.006)
Hardened Steels 50 - 55 HrC 195 0.004 165 0.002
(D2) (130 - 295) (0.002 - 0.008) (130 - 295) (0.002 - 0.004)

—_

. Above recommended Cutting Speed is for short shank type; for long shank type, use 80% of the Cutting Speed shown in the above table.
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0SG PHOENIX PMD O

Multi-Function Cutter

List 53400 - PHOENIX® PMD: sa (Continued)
List 78234 - PHOENIX® PMD: ss (continued)
List 52606 - PHOENIX® PMD: AsF (continued)
List 78334 - PHOENIX® PMD: sF (continued)

Counterboring & Plunging

Feed Rate
. . =]
Work Material Ter:sdaerZ’tr::;lg h Cut's::l?SFShgeed ey
@0.750 21.000 21.250

~180 HB 525 0.0027 0.003 0.004
(330 - 655) (0.002 - 0.003) (0.002 - 0.004) (0.003 - 0.005)

~280 HB 495 0.0027 0.003 0.004
(330-655) (0.002 - 0.003) (0.002 - 0.004) (0.003 - 0.005)

~280 HB 395 0.0027 0.003 0.004
(265 - 590) (0.002 - 0.003) (0.002 - 0.004) (0.003 - 0.005)

Stainless Steels ~250 HB 425 0.0027 0.003 0.004
(304, 420) (265 - 590) (0.002 - 0.003) (0.002 - 0.004) (0.003 - 0.005)

2 525 0.0027 0.003 0.004
350 N/mm (330 - 855) (0.002 - 0.003) (0.002 - 0.004) (0.003 - 0.005)

2 525 0.0027 0.003 0.004
DD (330-720) (0.002 - 0.003) (0.002 - 0.004) (0.003 - 0.005)

~13% Si 655 0.0027 0.003 0.004
(330 - 2625) (0.002 - 0.003) (0.002 - 0.004) (0.003 - 0.005)

_ 165 0.0027 0.003 0.004
(100 - 200) (0.002 - 0.003) (0.002 - 0.004) (0.003 - 0.005)

_ 195 0.0027 0.003 0.004
(100 - 330) (0.002 - 0.003) (0.002 - 0.004) (0.003 - 0.005)

Pre-hardened Steel 40 - 43 HrC 330 0.0027 0.003 0.004
(P20, Stavax) (195 - 395) (0.002 - 0.003) (0.002 - 0.004) (0.003 - 0.005)

Die Cast Steels 265 0.0027 0.003 0.004
it (A2,57) 43-48 HrC (130- 330) (0.002 - 0.003) (0.002 - 0.004) (0.003 - 0.005)

Hardened Steels 50 - 55 HrC 195 0.0027 0.003 0.004
(D2) (130 - 265) (0.002 - 0.003) (0.002 - 0.004) (0.003 - 0.005)

1. Above recommended Cutting Speed is for short shank type; for long shank type, use 80% of the Cutting Speed shown in the above table.

L)
=z
=
=
=

Maximum Processing Angle During Ramping and Helical Drilling Operations <3°

| Ramping | | Helical Drilling |
Maximum Maximum
Diameter |Helical Milling| | Diameter [Helical Milling
(Inch) Diameter (mm) Diameter
(Inch) (mm)

Dc Do, Max Dc Dy Max

o e} :K X
0.750 1.381 20 37

DC 1.000 1.881 25 47
DC 1.250 2.381 32 61
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