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Suitable for high speed m'achining of steel and cast iron.
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Balanced design for stable and high-quality drilling
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Three types of chipbreaker to solve chip control problems

éfagsrtaigoer? :ﬁganbgi -f%r rrggg;iqnei?glsvarious metals, such as steel, stainless steel,

New coating technology has improved wear and fracture resistance and achieved longer tool life
Economical as the four corners of the central and periferal inserts can be used

HAZ o Es] : 213.0 ~68.0mm EI5) : 213.0 ~ 63.0mm
Slzes : 9613.0 ~ 68.0mm : 613.0 ~ 55.0mm
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Indexable Insert Drills

SumiDrill WDX Type
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Characteristics
SumiDrill WDX Type provides so excellent cutting balance that

it enables stable drilling on a wide range of work materials from
general steel to stainless steel.

oy _Z*gﬁ‘ja Series (847:mm)
MMIIVRE FEEY A X
Drilling Depth Available drill diameter in stock
2DH 2p 213.0~268.0
3DMA ap 213.0~068.0
4DHA ap 213.0~263.0
5DH sp 213.0~255.0

NSV A CERmUNGIT iy ACP100/ACP300/ACK300/DL1500% A SEED T L — N TSR TR COMTIC O
Balanced design for high-quality drilling Adopted New ACP 100, ACP300, ACK300 and DL 1500 3 types of chipbreakers to support numerous applications Suitable for use on a lathe
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Versatile Tool to Perform a Variety of Machining Applications

THLRIFPESONTIEESEEINTAETRIIEAZE U CERTTHEE.

Special surface hardening treatment has been applied to improve durability, allowing stable and long-term use for a variety of machining

applications, such as hole widening and spot facing as well as ordinary drilling.
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TICRELTLIEEL, IB'{ él_/?% PC d 2 Z((Eﬂaikgt&?):)
i1 R = E.A‘ rill Diameter ax. Step

égjﬁa: 4J nﬂ l:gqu%()mmaﬁﬁ 013.0~0180 |  DGC/2 0.4

For machining external or internal diameter, E185~ﬂ285 DC / 2 06

r:we T'\‘\‘ njg of the M depth shall be “,"SEor :T\ ofj | 229.0~@36.0 DC / 2 0.8

the drill diameter (Max. 5mm or less). (Ex: If the dri

diameter is 220mm, the cut depth Sfiaﬁ\ be 4mm or less), 937.0~255.0 DC/2 1.2
256.0~068.0 DC/2 1.2
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Balanced Design
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[) Cutting resistance of the central insert is approximately equal to that of the peripheral insert
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l('ﬁ “JZE:”‘E‘I‘&: [&-+- Balanced design means that: e”Phe““ i
MMIEOYERERDR DI ENBRITINS VAT BRI ICEEEL.
B(CHEOMERFRZREILT 5 ET. TR LINGIFIIIHOIEE

Cutting resistance during machining is balanced between central and peripheral inserts, and the relative
position of each insert is optimised to provide stable drilling.

IKESTHEDLLE, sudEmBeEERBOCSVTEINS Y RDREN. TEMIHTLE.

Comparison of Horizontal Component Values Cutting resistance is kept balanced at the initial engagement and at the exit point of the hole, so drilling perfomance is stable.

SumiDrill WDX2! sumibril wbx Type ‘ ﬁ?ﬁﬁ':&lﬂﬂ’,?iﬁ': Conventional and Competitor's Products
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Initial engagement is smooth Hole diameter does not shrink at the exit point Chattering occurs at the initial engagement(Cause of insert chipping) Hole diameter shrinks at the exit point
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Flatness is even from the entrance to exit point : 0N feskanlcxd LJ_CIIHII \EHE S HYEERICE L 7
WA Compared to conventional drils, DL1500 can create better surface
roughness on the drilled hole by controlling the vibration during machining.
2015 (¢20mm,3DA) 25
P n
N ;‘;ﬂm" WXz [ WDX200D3S25 (77 : WOXT0830066)
—z X AR Conventional Tool 2.0 (Insert:) |
U0 % [t conventional Tool
|- e
N *_-E £ 15 -
D g
2e 20.05 s
(mm) \D Ra 19 -
(um) —
20.00
N 05 .
19.95 . - 0.0
A HOfE f=0.05mm/rev f=0.10mm/rev f=0.15mm/rev
Entrance ROE R Exit EDE reco Rate
Hole Depth #Hl# - S50C(200HB)  EHIFEM : ve=200m/min H=38mm (&i&)
Work Material Cutting Conditions (Through)
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AIUNTAICS5DYA ThigE! (B4 X : 313.0mm ~ ¢55.0mm)

5D Type for Deep Holes (Sizes: 13.0 mm to 55.0 mm)

tE—UO—E“JI\ﬂ Large coolant hole L/D=5 %Fﬁiﬁﬁﬂ* Special groove shape for L/D=5

SumiDrill WDX2 SDA . ERERIA+I —
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SumiDrill WDX Type for 5D has a special groove shape and large
coolant hole, allowing excellent chip evacuation during deep hole
drilling.

7—5‘JI\¥W;§ Groove of coolant guide

FIY
.'IEHE Performance
m) bg‘@ﬁﬁ Characteristics lﬁﬁﬁﬁﬂ* Cross Section wﬁu;ﬁﬁ Cutting Resistance buIE (H:Il D) Machined Surface (Exit)
WDX260D5S32 ey
A5 MRIBE~ L/D = 4 BREMREDAELDL N ~
w0o0] OB 5 ORMTTE, RENTIE Il oot oo

L/D=5DFRABAZIR special groove shape of /D=5

¥ gD < FHRHEBRERET

BRBEAREL EOICRETTUID < bt ZER LS8,
L/D=5DNHIFICHENTH. REIMLINFTEE,
#Groove shape is focused on smooth chip evacuation.
SumiDrill WDX Type has large grooves for metal chip

ol is large
8,000 toL/D=4, but driling performance of deep hole L/D=5 is stable.

MITHE L/D=4 —>]
. . 2,000 L
evacuation. It also enables stable drilling of L/D=5 holes o] MRS D=5
[id3d:: =] N 12007 mey)p < sEEEb s FRETH)D S FEEDICKDMT
== 10000]  Chip blockage at bottom of hole ®mEL (L/D E

Poor machined sur
bottom of hole (near L

L/D=4 M@K Groove shape of /D=4

¥ RUVAFBIEERRE
NUJVAGORIMNZ LS S/ERET.

L/D =4 FTOXRIUNILT. ZEMIHAIEE.

*Flute design is focused on greater rigidity of the drill.
Therefore, it provides stable drilling for shallow holes of up to L/D=4

¢ to chip blockage at

-2,0004

MIFEL/D=4 —>»]

Depth
Tz D=5 —»
Depth

-4,0004

WEIM work vaterial - SUS304  FWT insert - WDXTO735086-G
BRI Cutting Conditions + Ve=150m/min f=0.05mm/rev. H=130mm (B@ Through) Wet

iy REmm] fthtt & R [mm]
5 H

ST, NS Sum|r||| DX Hole Size “Comp e
H(C ! A —X
,E;ielﬁﬁn\sh of machined A 20.6 20.6
surface and hole
202 ————— 20.2
198 198 ———"
194 ! 19.4 !
AR = A0 =
Entrance Base Entrance Base
*ﬁﬁu*ﬁ’ Work material . 1";‘%#7‘1‘2%5:% Machine component (SCM415)
EATE 100 : WDX200D5525
Fw T nsen : WDXT063006-G (ACP300)

YOI Cutting conditions  * v.=185m/min  f=0.12mm/rev  H =87mm  (&5& Througn) Wet

INITEEBIF!! Good machined surface. I LIRMDZETE!! Size of hole diameter is stable

SumiDrill WDX ;_—ﬂ 1m*iEII:EII Comp.
IERERE I<LVEEFE
Normal wear Corner chipping, EHEFE
Normal wear

rake face weat

21200
E ftitt & !
Comp %
B —F—%
7 =
54-033
*ﬁﬁu*ﬁ’ Work material . |\5 v 9 U yg Tractor links (35MnBM)
=] : " Q < 5
1§ﬁHIR oo - WDX205D5525 ?ﬁﬁw Work material - EWJ%EWU’\7UJ7 Bearing for wind power generat\on(420rM0)

F T hneen : WDXT063006-G (ACP300)

= .
PIEIESES Cutting condltions + v=100m/min  f=0.11mm/rev H =60mm (&i& lhr(ugh) Wet 1§mI=—= fool - WDX330D5840

F v nsert : WDXT094008-L (ACP300)

BB 0uting conditons © Ve=146m/min £ =0.10mm/rev  H =158mm (&i& Through) Wet

‘L/D=5IcBVTHRENMIT=ZRIA!!

FyIRIT.EFEDNFIEN. FRDRE! cFyIRFICEDT—IREBNS T V!

-Stable drilling even at L/D = 5. ) N -There are fewer defective workpieces caused by insert chipping.
+Insert chipping and wear have been reduced and tool life has been stabilized.
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WDXT Series
(LEY/GRY/HEY)

(ETypelG TypelH Type)

- THEFECEN.CVDHEMACP 100 CREMN L CORF Rt ZXE!

Excellent wear resistance and longer tool life in high speed cutting have been achieved by New ACP100

#—F « 2 IHill A—)\—FF 31— M IC K DBNCMEFEEZ R UED S, i E & R ICHDON SERRREE e ER ERIDHT
Fv ITZEVD T BREEL L4 —FZHRNICFERTTEE.

Not only do WDXT Series inserts offer superior wear resistance thanks to the new Super FF Coat coating technology, they can also be used as central inserts just like other grades,

so there is no need to differentiate between peripheral and central inserts, and all four corners can be used efficiently.

.3—?477@#%5 Feature of coating

A—J\—FF3O— (CvD:{t%#&&% (Chemical Vapor Deposition))
Super FF Coat

Hﬁoyﬁﬁ Characteristics of Coating Layer

WHIRED CVD JOEX [RA—/{—FFO— K]

BT IC kD@ T OB s, J—F 4>
susr  BHRISHSEERCKD, BNCMEREEEL
o {EREM A/

Our unique new CVD process, Super FF Coat technology, produces ultra-flat boundary faces
between coating layers and super ultra-fine coating particles to achieve higher reliability and

RIEE - 30% 77T
REAES | 50%IEHE

Coating hardness

Z—/{\—FFa—h
30% increase.

Super FF Coat
Coating surface roughness
50% reduction.

Q fRI—T 122

Q Conventional coating

longer tool life
OQ TICN
| | | | B
0.06 0.10 0.15 0.20 [ ‘ Substrate
TICNZKEHES Ra(um) BRERE
TICN Surface Roughness Ra (um) Cross Section of Coating

NEWR—/\—=ZXO—k/RA—)\—ZX—b (PVD : #85%7&; (Physical Vapor Deposition)) @

NEW Super ZX Coat / Super ZX Coat

EORER Characteristics of Coating Layer e _ N \_ _
[ S AN e S —— SHMEOBRI—T « Y IRMETEDT /T T

ool Now Sper 2x Gt JOV—%BEL. —BOBE#DF ./ X— A (1F/
N A—RJLF10BHDT X— ML) OBEEEXEIC
g [ Super2X Qo — YT EBEESUIBEERE [New2—/(—ZXI— ] &
B . AN g Lam‘\snat\ng Ny
Fgg 40 zxa—k \ ¥l " a) Cycle to ®
§ ZX Coat \ ; Utilising our proprietary thin layer coating technology and advanced nanotechnology,

Sumitomo Electric Hardmetal has developed NEW Super ZX Coat and Super ZX Coat
coatings that consist of approximately 1,000 alternating, nanometre-level-thin (1 nanometre =
1 billionth of a metre) layers.
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1 1 | 1
600 800 1,000 1,200
ER{LBRIRRRE (°C) E¥rmEm(TEMER)

Starting Temperature For Oxidization (°C) Cross Section of Coating (TEM Photo)

" IFExERIMILIAMEA—O0> 31—~ DL1500

Aurora coating material for machining non-ferrous metal DL1500 = ~ .8

JrkE BN TA#41EDL 1 S00FERMBICH U, MEEMEIERICE ELF Ul
PIWZZOLGEREFEE A SEREEDONSDIIIMNIICRECTT

Compared to previous materials, DL1500 provides superior adhesion resistance. Therefore, it is ideal for drilling holes on copper alloy as well as aluminum alloy.

Iﬁfﬁiﬁﬂ Application Examples '3( v

DL1500 7% .. ACK300 #HIH ADCS2
33 W {EAT 8 : WDX250D3525 (DL1500,G&)
(E Tool
R IS ¢ 1 v,=150m/min (n=1,911min")
”é EI Cutting Conditions f=O.1mm/rev
% 8 H=50mm (&i& o) Wet
G
EE
£
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= We
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MTBRIE ¢ Adhesion
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SumiDrill WDX Type Inserts

WDXTU—=X

WDXT Series
(LEY/GEY/HEY)

(ESType/G, Type/H Type)

SEFHD I —NT. RILVHKEIH . R ICH R

Three types of chipbreakers to support a wide range of work materials and applications

TU—ARREBICHERMENTe (81D < THlfEE] DFRICKDEIDb < FfitEmOHEZTEEIC U

SEEORERN IV —NZEVNSITF D ETETITLWEM., KFTICBNVT, IbLF hj?)b’é%ﬁiﬁ?

"Chip controlling groove" created in the center part of the breaker controls the direction of chip evacuation. Chip problems with different
work materials under various conditions can be reduced drastically by using these three chip breakers selectively depending on the usage.

. 7 I./_jj (DE;E Chipbreaker Types
JEEE0L

LIETZN
.3- ( L\% Rake Angle

(QIIIENENREEEEEE R ne e D)

.7|J—7ng Chipbreaker Width

(@______--------lllllllllllllllll@)

.43—7'—1§L\3: v 7T§fé5§ﬂ'\] Economical by the use of four corners
DN HBEINFRAT v TEA T,
pN2 -7 — SEN2I—F—D
40— —hHMEATIRE
Inserts have four cutting edges in total: two central cutting
edges and peripheral cutting edges.

CVDI—5 1 V& TH S ACP100E 3 !

New ACP100, CVD coated grade is adopted

¥HULVRA © Central cutiing edge
SVER : Peripheral cutiing edge

Fwv T EIRAAR WBVNBBERBWDXEFYITUU—X

Insert Selection — WDX Type Insert Series Offers Wide Selection

EmoiE BEROIL—-7 ) EmoESEhiaEEC !

Four material grades Three types of chip breakers Ten possible combinations

N

g Hz
Gu

A2 T NN
=
X X X X X Y

0|0
mEsy — 3
Edge Strength

0.05 0.10 0.15 0.20 0.25
O ﬁ?q!'(mm/rev)
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- N (" <) - General Purpose
{Ei&XD - V
1D < IR ;

: bl
BwACP100 s i
I - —iEA ;ﬁzﬁ]@ﬂﬂI’E\ RIS ERERERAED
Lu Ac P3 0 O ?itﬁ?ﬁ!:where sereve flank wear may be caused Lu Ac P3 0 O
y machining general alloy or alloy steal

- §8400,SCM415,SCM420 EDNITIC - # TEHFIC b - Bil
For machining SS400, SCM415, SCM%ZO, etc. §ﬁ%§;§§‘¢§(b éé’iggé%g%gﬁ J

'A‘ =
. ;té ;% < g%iil:ﬁﬁ%b‘as%i%‘él& BRERD = e @ (FO.05 12

Low Feed, Chip Management Type

2nd Recommendation

For interrupted machining (at entrance/exit) of angled surfaces,
v 0L A i
In case of chip control problem, high speed with low feed bﬂgﬁﬂp?;&;%ﬁy reduce the feed rate (to approximately f 0.05) at each interruption.
rate is recommended.

J

] [M - BB (BB ) DI TIC &3,

. WD b BRI i S ?eﬁ??fﬁv?eﬁﬁiﬁn edge is weakened due to
EDZTIFS « RO DRSS machining hardened malerig\ (hgal treatment)

In case of vibration due to burnt chips, reduce the feed rate. (et (o (2] (e G e

T T T

. t1b < FUIENE TIHAF v E T34

o ¥ rk 1O 38

e o EEEF ' = “
(BRI E) o MERETE o (- BEEES)
Improvement of chip control Lack of wear resistance .80 Reduction of initial chipping
(low-carbon steel, etc.) (caused by interrupted machining, machining hard material, efc.)

N
—fh - &2/ 27V UAENIAICE
ACP300

For machining general steel, alloy steel or stainless steel

SBEEINITAICIE
ACK300

For machining cast iron

v BERAIACS
N ﬂ'ﬁir‘.ﬁI!ETE 8 5 7 Sl
EEFEMET RS v £ T

1st Recommendation

# ik —

=
=2H

Y1 & FHIENE K (BT B - EsD)

Improvement of chip control ik Lack of wear resistance L2iz® Reduction of initial chipping
(High speed machining) (interrupted/high feed rate machining, etc.)
ATIV2EE

ik

SR
Teaa Ay >
Strong Edge Type v

<79
/\

% g 7
2 {EmED - V :
Sl 10 < FinEm MNA
2 5 Low feed, chip management type ' General Purpose
£
-3 8 ACP300 B i«ACP100 BACK300
O
o
a B - iR k. YIRILRE - XD HLEFSNT. - BEI T TRITEEEDNAZ VNESIC - SINTERRIC, RIDBLDEECELD
N l‘JJ h< TD&EED‘EEEEEH&%QE For applications where severe flank wear may be Mﬁwﬁu@%ﬁl:
L Type ACP300 is ideal to solve chip evacuation problem caused by machining cast iron. Similar to steel machining, H Type ACK300 is ideal for
caused by low cutting speed and low feed rate due to interrupted machining on angled surfaces.
facility reasons.
- R - E~HXD TERZMA WSS cEEDITICKD. HFEBERNEDESIC
Ideal for reducing wear at high speeds with low to With strong edges, it is ideal for machining workpieces
m @ medium feed rates. at high feed rate.

* 200HB L EOSEERMTIRUEERNIO5BE. MACP100 '8 1 #EREKDFET,

*New ACP100 is recommended the first in the cutting of high hardness steel (= 200HB) and the high speed cutting of steel
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CFRP CVD PVD

L8] 4 2D

Fig 1 - 2 Fig 3 .
| E=1d Y
LUX N LUX
LPR LS LPR LS LPR LS
OAL OAL OAL
B KLY HE 213.0 ~ 45.0mm Fx:mm) W RILINE 046.0 ~ 68.0mm (3 :mm)
Holder Diameter (P-178807 Dimensions Holder Diameter " 162‘3‘@)7 Dimensions
= b SpyhlEeml 2 | FRA ypyhlEenl 2 | HEAR
P mom EEAREIRUOIEE B ool P om om ERARERGOINE R Lo
. ikl LUX|LPR|OAL| LS |DCSFIS| DCON | e | " R ceshis LUX|LPR|OAL| LS [DCSFS| DCON | e | s
13.0 ® |WDX 130D2S20| 29| 44| 88 0.35 46.0) ® \WDX 460D2S40| 97(127|197 1.50
135 @ 135D2520| 30| 45| 89 0.30 47.0/ ® 470D2S40| 99(129|199 1.40
14.0 ® 140D2520| 31/ 46| 90| 44 [28.0 20 |0.25|,,], 48.0 @ 48002840 101/131/201) |, o 1.30 2
145 @ 145D2S520| 32| 47| 91 0.20 49.0/ ® 490D2S40|103| 133|203 ’ 1.20
15.0 ® 150D2S20| 33| 48| 92 0.15 50.0 ® 500D2S40 | 105| 135|205 70 40 1.10 | woxr ||
15.5| ® \WDX 155D2S20 | 34| 49| 93 0.40 51.0/ ® 510D2S40|107|137|207 | 1.00 (156012
16.0 ® 160D2S20| 35| 50| 94 44 1300 20 0.40 52.0/ ® 520D2S40|109| 139|209 50.5 0.90
16.5 ® 165D2S20| 36| 51| 95 ' 0.35 | woxt 53.0 ® 530D2S40 | 111|141 (211 51.5 0.80
17.0 ® 170D2S20| 37| 52| 96 0.30 (052504 54.0/ ® 540D2S40|113| 143|213 52.5 0.60
17.5| ® \WDX 175D2S25| 38| 53(109 56 132.0 25 0.25 55.0 @ 550D2S40|115| 145|215 5815 0.50
18.0 ® 180D2S25| 39| 54|110 ) 0.20 56.0) ® 'WDX 560D2S540|120| 152|222 54.0 2.00
18.5| ® \WDX 185D2S25| 40| 55|111 0.50 57.0/ ® 570D2S40 | 122|154 | 224 55.0 1.80
19.0 ® 190D2S25| 41| 56|112 0.45 1 58.0/ ® 580D2S40 | 124| 156|226 56.0 1.70
19.5 @ 195D2825| 42| 57|113 0.40 59.0/ ® 590D2S40 | 126 (158|228 57.0 1.60 3
20.0 ® 200D2S25| 43| 58|114 0.30 60.0 ® 600D2S40 | 128| 160|230 58.0 1.50
205 ® | 205D2S25| 44| 59|115 56 [33.0) 25 |0.80 ). 61.0® |  610D2540/130/162|232|  59.0 140
21.0 ® 210D2S25| 45| 60/116 0.20 62.0/ ® 620D2S40 | 132| 164|234 | 70 |60.0; 40 |1.30 198012
21.5| ® 215D2S25| 46| 61|117 0.15 63.0 ® 630D2S40|134| 166|236 61.0 1.20
22.0 ® 220D2S25| 47| 62118 0.10 64.0 ® 640D2S40 | 136| 168|238 62.0 1.00
22.5 ® 225D2S25| 48| 63|119 0.05 65.0/ ® 650D2S40 | 138| 170|240 63.0 0.90
23.0 ® \WDX 230D2S25| 49| 67123 0.70 66.0/ ® 660D2S40 | 140| 172|242 64.0 0.70
23.5| @ 235D2S25| 50| 68|124 0.70 67.0/ ® 670D2S40 | 142|174 |244 65.0 0.60
24.0 ® 240D2S25| 51| 69|125| 56 |37.0, 25 |0.60 68.0/ ® 680D2S40 | 144|176|246 66.0 0.50
24.5 @ 245D2S25| 52| 70|126 0.50 REEEIA TN (BK)
250 P 250D2325 53 71 127 050 . *Maximum offset in the radial direction
25.5 ® |WDX 255D2S32| 54| 74|134 0.45 | woxt
26.0 ® 260D2S32| 55| 75135 0.40 |073506 L ! ' -
26.5 ® | 265D2S32| 56| 76|136 0.35 SumiDrill WDXE Tl 5 BEDB: 5
27.0 ® 270D2S32| 57| 77|137| 60 |41.0, 32 |0.25
275 8|  215D2532| 58| 78|13 0.20 WDX 200 D2 S25
28.0| @ 280D2S32| 59| 79|139 0.15 Zj?éD\awetevDCj < 4 2 12 Shank Diameter
28.5 ® 285D2S32| 60| 80140 0.10 (Z2bl) KU o1t Lrgn L/D EEE (CEE0)
29.0 ® |\WDX 290D2S32| 62| 83|143 50.0 1.00
29.5| @ 295D2S32 | 63| 84144 ] 0.95
30.0 ® 300D2S32| 64| 88|148| 60 32 |0.90 VAN =}
31.0 @ |  310D2832| 66| 90|150 0.80 BNIRZOBR ()
32.0 ® 320D2S32| 68| 92|152 0.70 DC NIAZ0ER
30.0, ® \WDX 300D2S40 | 64| 88|158 0.90 | woxt 222 5L F -0.05~ +0.15
32.0 ® 320D2S40| 68| 92|162 ' 0.70 236,053 2010 ~ +0.30
33.0 ® 330D2840| 70| 94 164 70 40 1055 FEEHBIEEZR THD, H]%U;xf# %WW&’PQ?/ﬂXEE
34.0 ® 340D2S40| 72| 96|166 0.45 WHI % CHET DN
350 ° 350D2840 74 98 168 035 The machmmglo\eranceaboveareagulde
36.0 ® 360D2S40| 76/100|170 0.20
37.0 @ |WDX 370D2540| 79(109|179 1.00 B 3B soare pars
38.0 ® 380D2S40| 81|111|181 1.00 Mt e e
39.0 ® 390D2S40| 83|113|183 0.90 Screw Wrench Wrenches ETLS
40.0 @ 40002540 | 85|115|185 0.80| S % P P e
41.0 ® 410D2540| 87|117|187| 70 [49.5) 40 |0.70 |5}, ) @ I\ »
42.0 ® 420D2S40| 89/119|189 0.60 - <
43.0 © 43002540 91/121|191 0.50 BFTX01604N | 0.3 TRX06 - WDX130D2520 ~ WDX150D2520
44.0 ® 440D2S40| 93|123|193 0.50
45.0, ® 450D2S540| 95/125|195 0.40
H#e30.031.032(F v IRe32L040%EELCVET . MAFERFOA TEYNE (E&K)
Cutting diameter of 830, 831, 832 are available with shank diameter of 832 and 240. *Maximum offset in the radial direction
BFTX0615N 5.0 - WDX460D2540 ~ WDX680D2S40

O] | 1RAEEEm

fRE) . RIEER

®: mark: Standard stock item, no mark: made to order item

Nm) HEEEE (S0 SILD (N-m)

Recommended Tightening Torque



BT cvo | D “'a @% @

LELEERXD -0 < T IER GELNA HE: e bRy
L Type: Low feed, chip control type G Type: General purpose H Type: Strong edge type
. S:‘yj Insert
VEE | 350
Grade Coating
B - B
Eﬁﬁ Egh SpeeIdJL\gm a m ﬁ @ m
SERIE] 1 (W) 25> L2 [ sk
HDI Gené&@u%oﬁsi Steel Stainless Steel  Cast Iron
Applcton L] Es7ea=0 S Fcliyl H Isiid=v)
Rough*gganﬁgj m !EFerrausMeta\ gt\c Alloy ﬁd,e_rjed Steel
Slolala E | B |10 v e )
B & S 88 8 F|g W'Pgth T!w%k;ss Ra{j\iE JEJI\TI’\JI/’)"
Cat. No. é:;, é g Wil s [RE Applicable Holders
WDXT 042004-L | ® | ® | @ 4
042004-G| ® |® | @ |®| 5 | 42 20 04 NI
042004-H ®© (@ | ® 6
WDXT 052504-L | ®© | ® | @ 4
052504-G| ® | @ | @ |®| 5 | 5.0 25|04 N
052504-H @ (@ | @ 6
WDXT 063006-L © ® @ 4
063006-G| ® |® | ® |®| 5 | 6.0 3.0 06 "N
063006-H ®© o @ 6
WDXT 073506-L | ® | ® | ® 4
073506-G| ® | @ |® @ | 5 | 7535 06| s
073506-H @ (@ | @ 6
WDXT 094008-L | ® | ® | ® 4
094008-G| ® |® | ® |®| 5 | 9.6 4.0 08 A
094008-H @ @ | @ 6
WDXT 125012-L (@ (@ | @ 4
125012-G| @ | @ |® @ | 5 12450 1.2|"200"20 SumiDril WO 55 SEE D
WDXT}:gg}g-E : : : 2 Call-,l{\lrtl.lstrE!:tureofSum\DriHWéXTypeinsertﬁE
156012-G|® |® | @ |®| 5 [152/6.0 1.2 "0 WDXT 06 30 06 -G
156012-H| @ (@ | @ 6
SHOE widih AchsGs(FJ\)s I;'L\'Th Kﬂns X10 7BL/—7J§§§E
WDXT 186012-L (@ | @ | @ 4 : e
186012G| @ |® | ® 5 18060 1.2|"0 0 -T-*P‘”or“mw x10
186012-H @ (@ | @ 6
- Tf/f Dmens\ons(mm)
. ;Eﬁt)_] ﬁu%ﬁ: (EDm) Recommended Cutting Conditions (2D) <FEE{IE*,EQTIE*J:BE1\E><Mwmum value - Recommended value - Maximum value>
N D-URE #ESE HEET v T v, OMlEE f XD E Feco Rae (MM/rev)
*ﬁﬁ”*ﬁ H o 7L/_jj M‘*E Cutting Speed
Work Material el (o miny - |013.0~018.0|018.5~029.0 | 929.5~036.0 | 037.0~055.0 | 056.0~268.0
g@e‘ cﬁfﬂ\ SS400 G | ACP300 | 120-180-240 |0.05-0.08-0.10{0.05-0.08-0.10(0.05-0.08-0.11|0.05-0.08-0.12|0.06-0.09-0.13
S15C L ACP300 | 130-170-220 |0.04-0.08-0.12|0.04-0.08-0.12|0.04-0.08-0.13|0.05-0.10-0.15/0.06-0.11-0.17
S45C G | ACP300 | 100-150-200 |0.08-0.13-0.24|0.08-0.13-0.24|0.08-0.14-0.26|0.09-0.16-0.29|0.10-0.17-0.32
S45C AN Haened 250 G | ACP100 | 100-170-240 |0.05-0.09-0.14|0.05-0.09-0.14|0.05-0.09-0.14|0.05-0.10-0.17|0.06-0.11-0.18
S75C 270 G | ACP100 | 120-180-240 |0.06-0.10-0.17 {0.06-0.10-0.17 |0.06-0.10-0.17 | 0.07-0.12-0.19 |0.08-0.13-0.21
O S75C #iAfus | 800 | G| AGP100 | 85150-210 |0.05-0.09-0.14/0.05-0.09:0.14/0.05-0.09:0.14/0.05:0.10-0.15/0.06:0.11-0.17
ESE#  scMmsNCM 180 ACP300 | 100-140-180 |0.05-0.08-0.140.05-0.08-0.14|0.05-0.08-0.16|0.06-0.09-0.17|0.07-0.10-0.19

L
SCM,SNCM AN 1argened | 275 G | ACP100 | 100-170-240 |0.06-0.10-0.14|0.06-0.10-0.14|0.06-0.10-0.14|0.07-0.11-0.16|0.08-0.11-0.17
SCM,SNCM AR 1argenca | 300 G | ACP100 | 90-150-210 |0.06-0.10-0.14|0.06-0.10-0.14|0.06-0.10-0.14|0.07-0.11-0.16|0.08-0.11-0.17
SCM,SNCM  #AN 1iargened | 350 G | ACP100 | 75-120-165 |0.06-0.10-0.14|0.06-0.10-0.14|0.06-0.10-0.14|0.07-0.11-0.16|0.08-0.11-0.17

ik SKD,SKT,SKH 200 ACP100 | 120-180-240 |0.08-0.12-0.17|0.08-0.12-0.17|0.08-0.12-0.18|0.09-0.12-0.21|0.10-0.13-0.22

G
T SKDSKTSKH AN s | 325 | G| AGP100 | 100-140-180 |0.06-0.10-0.150.06-0.10-0.15) 0.06-0.1-0.15|0.07-0.11-0.16|0.08-0.11-0.17
A7IV2@ SUSA03M (VA7/54b/7154M) | 200 | G | ACP300 | 100-140-180 |0.06-0.11-0.18|0.06-0.11-0.18|0.06-0.12-0.19|0.07-0.13-0.22|0.08-0.14-0.24
M Susaost vIzoh4hRk (RAM | 240 | G | ACP300 | 90-120-150 |0.06-0.11-0.18|0.06-0.11-0.18|0.06-0.12-0.19|0.07-0.13-0.22(0.08-0.14-0.24
SUS3045US316 #—-2771M% | 180 | G | ACP300 | 100-140-180 |0.06-0.11-0.18|0.06-0.11-0.18|0.06-0.12-0.19|0.07-0.13-0.22| 0.08-0.14-0.24
HE cost 1o H | ACK300 | 120-160-200 0.09-0.20-0.32|0.10-0.22-0.36|0.11-0.24-0.39|0.12-0.26-0.44|0.13-0.29-0.48

5554 )UK vuctie Cast10n H | ACK300 | 90-120-150 |0.09-0.20-0.32]0.10-0.22-0.36|0.11-0.24-0.39|0.12-0.26-0.44|0.13-0.29-0.48
#Rl (MASE. BSE. TIBE etc) | p00 | G | ACP300 | 25-50-70 |0.06-0.11-0.18(0.06-0.11-0.18/0.06-0.12-0.19]0.07-0.13-0.22|0.08-0.14-0.24
G

Exotic Alloy (Heat Resistant Alloy, Super Alloy, Ti Alloy, etc.)

FIVEZOLER Auminion Aloy DL1500 | 200-260-320 |0.06-0.11-0.17|0.06-0.11-0.17|0.06-0.12-0.18|0.07-0.13-0.20|0.08-0.14-0.22

$HEE copper Alloy G | DL1500 | 180-230-280 |0.06-0.11-0.17|0.06-0.11-0.17|0.06-0.12-0.18|0.07-0.13-0.20|0.08-0.14-0.22

Pl KIETE— 22T v T EN'ACP300. ACK300MDIZEDE —#EEF v TH&(F MACP100[C/ED E T,
C DB DR LIRS ATHNIRE Vo3 ERD130% XD Ef [E75%ZBERE LT EEL

If the first recommended insert grades for P and K products are ACP300 and ACK300, the second recommended grade will be New ACP100. In such cases, please use a cutting speed vc of 130%
in the table above and a feed rate f of 75% for the recommended cutting conditions.

O | iZETER OREEER (LM | BIEER 9

®: mark: Standard stock item, @mark: Standard stock item(expanded), no mark: made to order item



£E] 4, 3D

Fig 1 » Fig 2 2 Fig 3 .
@ e L = 8{ L
x> x| LUX
LPR LS LPR LS LPR LS
OAL OAL OAL
B KLY HE 213.0 ~ 45.0mm (Fz:mm) I RILINE 046.0 ~ 68.0mm (5 :mm)
Holder Diameter (. 172%)7 Dimensions Holder Diameter . 172%)7 Dimensions
5 70 S Lo - “'tn 5 S b g 1 /2 ‘”In
g;jm{e:fr EE 9__?.2 ﬁ Lﬁe‘fgﬁ qu&hfg %5 é;vva/nz éﬁzj‘;ﬁ% Diza{n::éter Z;?EE )@ﬁ%‘ﬁ F|g D%jm[ﬁ EE 9__?.2 § Efg% C;geﬁ% §n§ é;a/nz %ﬁlﬂﬂﬁr D\afrﬁgter Zﬁg}i% ﬁﬁﬂj F|g
C|SeH|  CatNo- 1) yx|LPR|OAL| LS [pcseis| DCON | (B2, |Insert DC[*|  CatNo- || UX|LPR|OAL| LS [DCSRIS| DCON | S22, |Insert
13.0] ® |WDX 130D3S20 | 42.0| 57.0[101.0 0.35 46.0| ® |WDX 460D3540 [143.0[173.0(243.0 1.50
135/ @ 135D3S20 | 435/ 58.5(1025 0.30 47.0/ ® 470D3S40 |146.0|176.0|246.0 1.40
14.0 @ 140D3S20 | 45.0| 60.0|1040| 44 [28.0| 20 |0.25 0%4 48.0/ @ 480D3840 |1490/1790/2480. |0 1.30 2
14.5 @ 145D3S20 | 465 6151055 0.20 49.0/ @ 490D3540 |152.0|182.0|252.0 . 1.20
15.0, ® 150D3S20 | 48.0/ 63.0107.0 0.15 50.0| ® 50003540 155.0 186.0 255.0, a0 | 110 ||
15.5| ® |WDX 155D3520 | 49.5| 64.5/1085 0.40 51.0| ® 510D3S40 |158.0(188.0/2580| '~ | | 1.00 |156012
16.0 ® 16003820 51.0| 660|1100] ,, |0 o po | 0:40 52,0/ ® 520D3540 |161.0/191.0(2610|  [50.5 0.90
16.5/ ® 165D3520 | 525| 675|115 : 0.35 | woxt 53.0 @ 530D3540 |164.0|194.0(2640|  |51.5 0.80
17.0 ® 170D3S20 | 540, 69.0(1130 0.30 |052504 54.0 ® 540D3S40 [167.0(197.0/267.0|  |52.5 0.60
17.5 ® |WDX 175D3525 | 565 705[1265] . |0, | o5 |0-25 55.0| ® 550D3840 [170.0/2000(2700|  [53.5 0.50
18.0 ® 180D3S25 | 57.0/ 72.0/1280 : 0.20 56.0] ® |WDX 560D3540 |176.0(208.0[278.0]  |54.0 2.00
18.5| ® |WDX 185D3525] 585] 7351295 0.50 57.0| ® 570D3S40 |179.0[211.0[281.0|  [55.0 1.80
19.0 ® 190D3S25 | 60.0| 75.0(131.0 0.45 1 58.0| ® 580D3540 |182.0(214.0(2840|  |56.0 1.70
19.5/ @ 195D3S825 | 615/ 76.5/1325 0.40 59.0| ® 590D3S40 |185.0(217.0/287.0|  |57.0 1.60 3
20.0| ® 200D3S25 | 63.0| 78.0(134.0 0.30 60.0| ® 600D3S40 [188.0(220.0(2900|  |58.0 1.50
20.5 ® 205D3825 645| 795|1355| 56 [33.0] 25 |0.30 |0 61.0 ® 610D3540 [191.0/2230/2030|  [59.0 140
21.0 ® 210D3S25 | 66.0| 81.0(137.0 0.20 62.0/ ® 620D3540 |194.0(226.0|296.0| 70 |60.0| 40 | 1.30 | ecr.,
21.5 @ 215D3525 | 67.5| 8255|1385 0.15 63.0/ ® 630D3S40 [197.0/220.0(2990|  |61.0 1.20
22.0 @ 220D3525 | 69.0| 84.0/140.0 0.10 64.0/ ® 640D3S40 |200.0(232.0(3020|  |62.0 1.00
225 @ 22503525 | 705| 8551415 0.05 65.0| ® 650D3540 |203.0(235.0(3050|  |63.0 0.90
23.0] ® |WDX 230D3S25 | 720 90.0[1460 0.70 66.0| ® 660D3S40 |206.0(238.0(3080|  |64.0 0.70
23.5) @ 23503525 | 735 915|1475 0.70 67.0/ ® 670D3540 |200.0|241.0(311.0|  |65.0 0.60
24.0 ® 240D3S25 | 75.0| 93.0|149.0| 56 [37.0| 25 |0.60 68.0) ® 680D3540 |212.0(244.0(3140|  |66.0 0.50
24.5 © 245D3S25 | 76.5| 94.5/150.5 0.50 SEEAEA TEYNE (BKR)
250 . 250D3325 780 960 1520 050 . *Maximum offset in the radial direction
25.5 @ |WDX 255D3S32 | 79.5| 99.5(159.5 0.45 | Wit
26.0 ® 260D3532 | 81.0(101.0/161.0 0.40 (073508
26.5 ® | 265D3532| 825/1025/1625 0.35 B TR A e
27.0 ® 270D3532 | 84.0(104.0|164.0| 60 [41.0] 32 [0.25
275 ®|  275D3S32 | 85.5(1055/1655 0.20 WDX 200 D3 S25
28.0 ® 280D3S32 | 87.0|107.0|167.0 0.15 TR iarmeter ch P UIR shank Diameter
28.5) @ 285D3S32 | 88.5(108.5|168.5 0.10 (6200) " FuLBR o LD DOON ©25.0)
29.0 ® WDX 290D3832| 91.0(1120/1720] |- 1.00 °
29.5/ @ 295D3S32| 925(1135/1735| ") 0.95
30.0 ® 300D3532 | 94.0(118.0(178.0| 60 32 [0.90
B NI ZEZ0B%R
1318 s s o AEEERRE. om
30.0] ® |WDX 300D3S40 | 94.0/118.0[188.0 0.90 | woxt QQZ.SLWDC ”gIA%T :z
31.0 @ | 31003840 §70/1210/1910 |, | |0.80 |8 oo er e SO 005~ 095
320/ @ 32003540 100.0|124.0|194.0 0.70 036,050 % 005~ +0.30
330 @ 330D3540 103.0(127.0(197.0| 70 40 |0.55 — : :
_EEHUBIFE R THD. U A>T T TR
340 @ 106.0(130.0(200.0 0.45 i o N /
35.0 @ ggggggzg 109.0|133.0(203.0 0.35 TR machning lrres shve a1 3 e
36.0/ @ 360D3540 |112.0/136.0(206.0 0.20
37.0| ® (WDX 370D3S40 |116.0|146.0(216.0 1.00 B BB5R spare Parts
38.0 @ 380D3540 |119.0|149.0[219.0 1.00 . = S
39.0 ® | 390D3540 1220 1520|2220 0.90 g A N
40.0/ @ |  400D3S40 (250/1550[2250 080 S o | SV
41.0l @ 410D3540 |128.0(158.0228.0| 70 [49.5 40 |0.70 |50}, @ /’~ 2 S
420 @ 420D3540 |131.0/161.0(231.0 0.60 ‘ Z
43.0| @ 430D3S40 134.0|164.0 [234.0 0.50 BFTXO1604N 0.3 TRX06 — WDX130D3S20 ~ WDX150D3S20
44.0| @ 440D3S40 |137.0|167.0(237.0 0.50 BFTX0204N
45.0 @ 450D3S40 |140.0|170.0 [240.0 0.40 BFTY02206
F1%030.031.032055 /032 GAVEEBRLTVET,  HESEIA Ttwhg (BX) [BFTX02506N
Cutting diameter of 830, 831, 832 are available with shank diameter of 832 and 240. *Maximum offset in the radial direction BFTX03584
'BFTX0511N
'BFTX0615N | 5.0 = TRD25 | WDX460D3540 ~ WDX680D3S40

Nmy HEEER (S0 SILD (N-m)

Recommended Tightening Torque

O] | RfErEE R RELER

®: mark: Standard stock item, no mark: made to order item 1 O



ok 9954 7= Hoe &am (mps | AR
% | A2 CFRP CVD F;\_IIE) @ &'

LEMHEEED-F)D < IR GELNA HEY: X Seag LBy
L Type: Low feed, chip control type G Type: General purpose H Type: Strong edge type
. S:‘yj Insert
HENE | 50
Grade Coating
=i - BUHI
Eﬁﬁ Egh SpeeIdJL\gm a m ﬁ @ m
SR 8 (M) 25V U2E [ %
HDI Gené&@u%oﬁsi Steel Stainless Steel  Cast Iron
T sseE @ () st
Rough*gganﬁgj m !EFerrausMeta\ gt\c Alloy ﬁd,e_rjed Steel
O I o o e e o
Cat. No =55 (X2 9 Applicable Holders
= || Wi| S |RE
WDXT 042004-L | ® | ® | @ 4
042004-G| ® | @ | @ |®| 5 | 42 20 04 NI
042004-H @ (@ | @ 6
WDXT 052504-L | ®© | ® | @ 4
052504-G| ® | @ | @ |®| 5 | 50 25|04 N
052504-H @ (@ | @ 6
WDXT 063006-L © ® @ 4
063006-G| ® |® |® |®| 5 | 6.0 3.0 06 "N E
063006-H ®© o @ 6
WDXT 073506-L | ®© | ® | ® 4
073506-G| ® | @ | ® @ | 5 | 753506 s
073506-H @ (@ | @ 6
WDXT 094008-L | ® | ® | ® 4
094008-G| ® |® | ® |®| 5 | 9.6 4.0 08 A
094008-H @ @ | @ 6
WDXT 125012-L (@ (@ | @ 4
125012-G| @ | @ |® @ | 5 12450 1.2|"2000%0 SumiDril WO 55 SEE D
125012-H ® o 0 6 Call-,lm.lstrz!:turs ofSum\DriHWéXType insertﬁE
WDXT 156012-L | ® | ® | ® 4
156012-G|® |® | ® | ®| 5 [152/6.0 1.2 "0 WDXT 06 30 06 -G
A& —
156012-H @ (@ | ® 6 Nﬂﬂzﬁ%wwhﬁmgs&g)s I;'L\'Th Kﬂns X10 7BL/—7J¥§§E
WDXT 186012-L | ® (@ | ® 4 . coaker Typa
186012-G|® |® |® | 5 18060 1.2|"o o0 —f—#@zromm x10
186012-H @ (@ | @ 6
| . Tf/f Dmens\ons(mm)
> Recommended Cuﬂing Conditions (SD) B — 1B — |E <Minimum value - Recommended value - Maximum value>
W #ERE)HISRM (SDA) (BRI — HESRME — HIR(E)
- U-TRE| {EEE MesTw gy fEDE reed rate (MM/rev)
Al e\ SUon | o AR
Work Material £ I ded| Recommended (m/min) 2913.0~018.0 | 218.5~029.0 | 29.5~236.0 | 37.0~255.0 | 856.0~268.0
ker | Insert Grade
?Ee\ Cﬁ?ﬂ‘ SS400 G | ACP300 | 120-180-240 |0.05-0.07-0.10|0.05-0.07-0.10|0.05-0.08-0.11|0.05-0.08-0.12|0.06-0.09-0.13
S15C L ACP300 | 130-170-220 |0.04-0.07-0.10|0.04-0.07-0.10|0.04-0.08-0.11|0.05-0.09-0.12|0.06-0.10-0.13
S45C G | ACP300 | 100-150-200 |0.08-0.12-0.20|0.08-0.12-0.20|0.08-0.13-0.22|0.09-0.14-0.24|0.10-0.16-0.27
S45C BEAN tardened 250 G | ACP100 | 100-170-240 |0.05-0.08-0.11 {0.05-0.08-0.11 {0.05-0.08-0.12|0.05-0.09-0.14 |0.06-0.10-0.15
S75C 270 G | ACP100 | 120-180-240 |0.06-0.09-0.14 |0.06-0.09-0.14|0.06-0.10-0.14 | 0.07-0.11-0.17 |0.08-0.12-0.18
N S75C BAMw | 300 | G| ACP100 | 85-150-210|0.05-0.08-0.11)0.05-0.08:0.11|0.05-0.08-0.11|0.05-0.09-0.14/0.06-0.10-0.14
Ea= SCM,SNCM 180 ACP300 | 100-140-180 |0.05-0.07-0.12|0.05-0.07-0.12|0.05-0.08-0.13|0.06-0.08-0.15|0.07-0.09-0.16

L
SCM,SNCM  #8AN aeres | 275 | G | ACP100 | 100-170-240 |0.06-0.08-0.11 |0.06-0.08-0.110.06-0.08-0.11|0.07-0.10-0.12|0.08-0.10-0.13
SCM,SNCM AN agence | 300 | G | ACP100 | 90-150-210 |0.06-0.08-0.11 [0.06-0.08-0.110.06-0.08-0.11|0.07-0.10-0.12|0.08-0.10-0.13
... SCMSNCM BAMN raenes | 350 | G | ACP100 | 75-120-165 | 0.06-0.08-0.11]0.06-0.08-0.11]0.06-0.08-0.11/0.07-0.10-0.12/0.08-0.10-0.13
Hﬁlgﬁﬁ%ﬂel SKD,SKT,SKH 200 ACP100 | 120-180-240 |0.08-0.11-0.140.08-0.12-0.15|0.08-0.12-0.16| 0.09-0.14-0.18|0.10-0.14-0.19
SKD,SKT,SKH AN rueres | 325 ACP100 | 100-140-180 |0.06-0.09-0.11|0.06-0.09-0.11|0.06-0.09-0.11|0.07-0.10-0.12|0.08-0.10-0.13

A7YVAH US40t (754N T154N) | 200 ACP300 | 100-140-180 |0.06-0.10-0.15(0.06-0.10-0.15|0.06-0.11-0.16| 0.07-0.12-0.18|0.08-0.13-0.20

Stainless Steel SUS403 and others (Martensite/Ferrite)

G
G
G
M SUS403fh VILFUYANK (BA) | 240 | G | ACP300 | 90-120-150 |0.06-0.10-0.15|0.06-0.10-0.15/0.06-0.11-0.16|0.07-0.12-0.18|0.08-0.13-0.20
G
H

SUS403 and others Martensitic (Hardened)
SUS304.5US316 F-27F4MR | 180 ACP300 | 100-140-180 |0.06-0.10-0.150.06-0.10-0.15|0.06-0.11-0.16|0.07-0.12-0.18|0.08-0.13-0.20
B ot 00 ACK300 | 120-160-200 |0.09-0.18-0.27|0.10-0.20-0.30|0.11-0.22-0.320.12-0.24-0.36| 0.13-0.26-0.40

SUS304, SUS316 Austenitic

55541 V8K vucie cast 1o H | ACK300 | 90-120-150 |0.09-0.18-0.27]0.10-0.20-0.30|0.11-0.22-0.32|0.12-0.24-0.36|0.13-0.26-0.40
#RIM (MASE. 5%, TIEE etc) | p00 | G | ACP300 | 25-50-70 |0.06-0.10-0.15(0.06-0.10-0.15/0.06-0.11-0.16|0.07-0.12-0.18|0.08-0.13-0.20
G

Exotic Alloy (Heat Resistant Alloy, Super Alloy, Ti Alloy, etc.)

FIVEZOLERE Auminion Aloy DL1500 |200-260-320 |0.06-0.11-0.17|0.06-0.11-0.17|0.06-0.12-0.18|0.07-0.13-0.20|0.08-0.14-0.22

$HEE copper Alloy G | DL1500 | 180-230-280 |0.06-0.11-0.17|0.06-0.11-0.17|0.06-0.12-0.18|0.07-0.13-0.20|0.08-0.14-0.22

P&, KIECTE—HET v THEHNACP300. ACK300DHADE —HET v THEIF. WACP100ICIEDE T,
C DB DB LIRS UIHIRE V[E ERD130% XD Ef (F75%ZEZ E LT EE L,

If the first recommended insert grades for P and K products are ACP300 and ACK300, the second recommended grade will be New ACP100. In such cases, please use a cutting speed vc of 130%
in the table above and a feed rate f of 75% for the recommended cutting conditions.
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®: mark: Standard stock item, @mark: Standard stock item(expanded), no mark: made to order item
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Fig 1 = Fig2 =z Fig 3 .
@ o ) = —§ =] O — %=E—9§ ] E"z ——————— o) = §
LUX T LUX \" LUX
LPR LS LPR LS LPR LS
OAL OAL OAL
B RILYHE 213.0 ~45.0mm (Fz:mm) I RILY TE 046.0 ~ 63.0mm (5 :mm)
Holder Diameter ® 172‘?‘@)7 Dimensions Holder Diameter . 172%)7 Dimensions
7 7 VoyolEEnl = [ R VoyhleEml s [T EEAR
g;jm{ejn:r e & Lﬁe‘fgﬁ Ojt&hfg %5 é;vva/nz éﬁﬁ% Diza{n::éter 7”(‘%*5 el F|g D%jmli e 3l 2 Fefg% C;geﬁ% %\5 é;a/nz %ir:hﬂluﬂﬁr D\afrﬁéter u 7(%}()@ 77 F|g
e Cett N LUX|LPR|OAL| LS [DCSFlS| DCON | oy |7 S et e LUX|LPR|OAL| LS [DCSFHS| DCON | o |75
13.0 ® (WDX 130D4S20| 55| 70(114 0.35 46.0) ® |WDX 460D4S40 | 189|219(289 1.50
13.5| ® 135D4S20| 57| 72[116 0.30 47.0/ ® 470D4S40 | 193|223|293 1.40
14.0 @ 140D4S20 | 59| 74|118| 44 [28.0] 20 |0.25 0%4 48.0 @ 48004840 197227297 |, 1.30 2
14.5 @ 145D4S20| 61| 76(120 0.20 49.0| ® 490D4S40 | 201|231 (301 : 1.20
15.0, ® 150D4S20| 63| 78122 0.15 50.0/ ® 500D4S40 | 205|235 (305 20 a0 | 11000 ||
15.5/ ® |WDX 155D4S20| 65| 80[124 0.40 51.0| ® 510D4S40 | 209|239 (309 L 1.00 |156012
16.0 ® 160D4S20| 67| 82/126| ,, |o0 | o | 040 52.0/ ® 520D4540 |213|243(313 50.5 0.90
16.5 ® 165D4S20| 69| 84[128 : 0.35 | woxt 53.0/ ® 530D4S40 |217|247|317 51.5 0.80
17.0 ® 170D4S20| 71| 86(130 0.30 |052504 54.0| ® 540D4540 | 221 251|321 52.5 0.60
17.5/ ® WDX 175D4525| 73| 88[144 |, | .. [0.25 55.0| ® 550D4540 | 225| 255|325 53.5 0.50
18.0 @ 180D4S25| 75| 90146 ' 0.20 56.0| ® |WDX 560D4S40 | 232|264 334 54.0 2.00
18.5/ ® (WDX 185D4S25| 77| 92[148 0.50 57.0| ® 570D4S40 | 236|268 (338 55.0 1.80 3
19.0 ® 190D4S25| 79| 94150 0.45 1 58.0| ® 580D4S40 | 240|272 (342 56.0 1.70
19.5 ® 195D4S25| 81| 96(152 0.40 59.0 ® 590D4S40 | 244| 276|346 70 B0 4o |1:60| v
20.0 ® 200D4S25| 83| 98|154 0.30 60.0| ® 600D4S40 | 248|280 (350 58.0 1.50 (186012
205/ @ | 205D4525| 85100156 56 [33.0 25 |0.30 |, 61.0/® |  610D4540|252|284/354|  59.0 1.40
21.0 ® 210D4S25| 87|102|158 0.20 62.0 ® 620D4S40 | 256| 288|358 60.0 1.30
21.5 ® 215D4S25| 89|104|160 0.15 63.0/ ® 630D4S40 | 260|292 | 362 61.0 1.20
22.0 ® 220D4S25| 91|106|162 0.10 SEHEA T EYNE (BK)
22-5 . 225D4825 93 108 164 005 *Maximum offset in the radial direction
23.0' ® |WDX 230D4S25| 95[113[169 0.70
23.5/ @ 235D4825| 97|115|171 0.70
24.0 ® 240D4S25| 99(117|173| 56 [37.0| 25 |0.60 SumiDrill WDX&! kLY BEDSH 75
24-5 PY 245D4825 101 119 175 050 Cat. No. structure of SumiDrill WDX Type holder
25.0 ® 250D4825 | 103|121[177 050 | | WDX 200 D4 S25
25.5 ® |WDX 255D4532 105 125/185 0.45 inr 000 S T
26.0 ® 260D4832 |107|127|187 0.40 |073308 ©200)  [UJLPE ooy /D DOON (02500
26.5/ ® 265D4S32|109|129/189 0.35 (D)
27.0 ® 270D4S32|111/131/191| 60 [41.0, 32 |0.25
27.5| ® 275D4832 | 113|133|193 0.20
28.0 ® 280D4S32 | 115|135|195 0.15
28.5 @ 285D4S32|117|137/197 0.10 | BINOIEES
29.0/ ® |WDX 290D4S32 | 120141201 50.0 1.00 Range of machining tolerance (mm)
29.5 ® 205D4S32 |122|143(203|  |>°") 0.95 DC NTREOER
30.0 ® 300D4S32 | 124|148|208| 60 32 0.90 222 5T 0 ~+0.25
31.0 ® 310D4S32 | 128/152|212 0.80 022 5%C% 036.0L0F| -0.05~ +0.30
32.0 ® 320D4S32 [132|156|216 0.70 036.0%TX -0.05 ~ +0.35
30.0, ® |WDX 300D4S40 [124|148|218 0.90 | wnxT RSB ERTEHD, B RIS S TR,
310 ® 31004840 128/ 152|222 |, 0.80 [0%4008) , B e ST eSS,
32.0 @ 320D4540 | 132| 156|226 : 0.70
33.00 @ 330D4540 | 136/160|230| 70 40 |0.55 =]
340 ® |  340D4S40 140 164|234 0.45 W 55 SpareParts _
35.0/ @ 35004540 | 144| 168|238 0.35 ML L5 | LT ) “
36.0 ® 36004540 | 148|172|242 0.20 S BIIL S
37.0] ® |WDX 370D4S40 | 153| 183|253 1.00 Applicable Holders
38.0 ® 380D4S40 | 157|187|257 1.00
39.0| @ 390D4S40 161/191(261 0.90 BFTX01604N WDX130D4S20 ~ WDX150D4520
40.0| ® 400D4S40 | 165|195 |265 0.80
410 ® 410D4S40| 169|199 269/ 70 |49.5| 40 |0.70 | 30",
42.0 ® 420D4S40 | 173|203|273 0.60
43.0 ® 430D4S40 | 177|207|277 0.50
44.0 ® 440D4S40 | 181|211/ 281 0.50
45.0| ® 450D4S40 |185|215|285 0.40 BFTX0615N WDX460D4540 ~ WDX680D4S40

NZe30.031.032(d>v>7Re32L040%HEELTCNET

Cutting diameter of 230, 831, 232 are available with shank diameter of 832 and 240.

O] | RfErEE R RELER

®: mark: Standard stock item, no mark: made to order item
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*Maximum offset in the radial direction
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Recommended Tightening Torque
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LEMHEEED-F)D < IR GELNA HE: e bRy
L Type: Low feed, chip control type G Type: General purpose H Type: Strong edge type
. S:‘yj Insert
MiEn%a J—F4>J
Grade Coating
B - B
Eﬁﬁ Egh SpeeIdJL\gm a m ﬁ @ m
SR 8 (M) 25V U2E [ %
HDI Gené&@u%oﬁsi Steel Stainless Steel  Cast Iron
ooy e S BTG H Feviato)
Rough*gganﬁgj [3 !EFerrausMeta\ gt\c Alloy ﬁd,e_rjed Steel
Slolala E | B |10 v e )
B & S 88 8 F|g W'Pgth T!w%k;ss Ra{j\iE JEJI\TI’\JI/’)"
Cat. No. BlE|= Wil s [RE Applicable Holders
< |t | O
WDXT 042004-L | ® | ® | @ 4
042004-G| ® | @ | @ |®| 5 | 42 20 04 "
042004-H @ (@ | @ 6
WDXT 052504-L | ®© | ® | @ 4
052504-G| ® | @ | @ |®| 5 | 50 25|04 N
052504-H @ (@ | @ 6
WDXT 063006-L © ® @ 4
063006-G| ® |® |® |®| 5 | 6.0 3.0 06 "
063006-H ®© o @ 6
WDXT 073506-L | ®© | ® | ® 4
073506-G| ® | @ |® @ | 5 | 7535 06| s
073506-H @ (@ | @ 6
WDXT 094008-L | ® | ® | ® 4
094008-G| ® |® | @ |®| 5 | 96 4.0 08 a2
094008-H @ @ | @ 6
WDXT 125012-L (@ (@ | @ 4
125012-G| @ | @ |® @ | 5 12450 1.2|"2000%0 SumiDril WO 55 SEE D
WDXT}:gg}g-E : : : 2 Call-,lm.lstrz!:turs ofSum\DriHWéXType insertﬁE
156012-G|® |® | @ |®| 5 [152/6.0 1.2 " 0050 WDXT 06 30 06 -G
156012-H| @ (@ | @ 6
FHEIE wicin AchsGs(FJ\)s I;'L\'Th Kﬂns x10 7BL/—7J§§§E
WDXT 186012-L (@ | @ | @ 4 : e
186012G|® (@ | ® 5 18060 1.2|"0 00 -T-*P"mm‘u Al
186012-H @ (@ | @ 6
Tj/ﬁ D\’ﬂens\ons(mm)
. }EH’%W‘H’“%1¢ (4Dm)Recommended Cutting Conditions (4D) <—F|3EfE_’Eﬁﬁ_iﬁﬁ1ﬁ><!\mmmum value - Recommended value - Maximum value>
N D-URE #ESE HEET v T v, OMlEE FIXDE reed rae (MM/rev)
W*EE%\U*Z H o 7L/_jj M‘*E Cutting Speed
ork Material aon ﬁedRﬁnCs%W&?gggd (m/min) 213.0~018.0 | 018.5~929.0 | 229.5~236.0 | 237.0~255.0 | 256.0~263.0
211 cﬁfﬂ\ SS400 G | ACP300 | 120-180-240 |0.05-0.07-0.10{0.05-0.07-0.10(0.05-0.07-0.10|0.05-0.08-0.10|0.06-0.09-0.11
S15C L | ACP300 | 130-170-220 |0.04-0.07-0.09|0.04-0.07-0.09|0.04-0.07-0.09|0.05-0.08-0.10{0.06-0.09-0.11
S45C G | ACP300 | 100-150-200 |0.08-0.11-0.17|0.08-0.11-0.17|0.08-0.12-0.18|0.09-0.14-0.21|0.10-0.15-0.23
S45C AN Haened 250 G | ACP100 | 100-170-240 |0.05-0.08-0.10(0.05-0.08-0.100.05-0.08-0.11 |0.05-0.08-0.11|0.06-0.09-0.13
S75C 270 G | ACP100 | 120-180-240 |0.06-0.08-0.11{0.06-0.08-0.11|0.06-0.09-0.13|0.07-0.11-0.14 | 0.08-0.11-0.15
O . S75C #AMi.. | 30| G |ACPI00 | 85150210 005-007-009]0.05-007-0.09/0.05.0.08.0:10/0.050.06:0.11/0060090.12
E5EH  som,sNCM 180 ACP300 | 100-140-180 |0.05-0.07-0.10/0.05-0.07-0.10|0.05-0.07-0.11|0.06-0.08-0.120.07-0.09-0.14

L
SCM,SNCM  BEAN harenea | 275 | G | ACP100 | 100-170-240 |0.05-0.08-0.10|0.05-0.08-0.10|0.05-0.08-0.10{ 0.05-0.08-0.11 | 0.06-0.08-0.11
SCM,SNCM  BEAMN harwenea | 300 | G | ACP100 | 90-150-210 |0.05-0.08-0.10|0.05-0.08-0.10|0.05-0.08-0.10{0.05-0.08-0.11 | 0.06-0.08-0.11
SCM,SNCM  EAN harwenea | 350 | G | ACP100 | 75-120-165 |0.05-0.08-0.10|0.05-0.08-0.10|0.05-0.08-0.10{ 0.05-0.08-0.11 | 0.06-0.08-0.11

ik SKD,SKT,SKH 200 ACP100 | 120-180-240 |0.06-0.10-0.13|0.07-0.11-0.14 | 0.07-0.11-0.15|0.08-0.12-0.16 |0.09-0.13-0.17

G
T SKDSKTSKH BAN | 325 | G| AGP100 | 100-140-180 |0.05-0.08-0.10]0.05-0.08-0.10|0.05-0.08-0.10|0.05-0.08-0.11 |0.06-0.08-0.11
A7IV2@ SUSA03M (VA7/54b/7154M) | 200 | G | ACP300 | 100-140-180 |0.06-0.10-0.13|0.06-0.10-0.13|0.06-0.10-0.14(0.07-0.11-0.15(0.08-0.12-0.17
M Susaost vIzoh4hR (RAM | 240 | G | ACP300 | 90-120-150 |0.06-0.10-0.13|0.06-0.10-0.13|0.06-0.10-0.14|0.07-0.11-0.15(0.08-0.12-0.17
SUS3045US316 #—-2771M% | 180 | G | ACP300 | 100-140-180 |0.06-0.10-0.13|0.06-0.10-0.13|0.06-0.10-0.14|0.07-0.11-0.15|0.08-0.12-0.17
HE cost 1o H | ACK300 | 120-160-200 |0.09-0.17-0.23|0.10-0.19-0.26[0.11-0.21-0.280.12-0.23-0.31/0.13-0.25-0.34

5554 )UK vuctie Cast10n H | ACK300 | 90-120-150 |0.09-0.17-0.23]0.10-0.19-0.26|0.11-0.21-0.28|0.12-0.23-0.31|0.13-0.25-0.34
#Rl (MASE. 52, TIEE etc) | p00 | G | ACP300 | 25-50-70 |0.06-0.10-0.13|0.06-0.10-0.13|0.06-0.10-0.14|0.07-0.11-0.15/0.08-0.12-0.17
G

Exotic Alloy (Heat Resistant Alloy, Super Alloy, Ti Alloy, etc.)

FIVEZOLER Auminion Aloy DL1500 | 200-260-320 |0.05-0.10-0.15/0.05-0.10-0.15|0.06-0.11-0.16|0.06-0.12-0.18|0.07-0.13-0.20

$HEE copper Alloy G | DL1500 | 180-230-280 |0.05-0.10-0.15|0.05-0.10-0.15|0.06-0.11-0.16|0.06-0.12-0.18|0.07-0.13-0.20

P&, KIETE—HET v IHEBHNACP300. ACK300DHAEDE —HET v THEIF. WACP100ICIED E T,
C DB DB LIRS UIHIRE V& ERD130% XD Ef F75%Z8Z E LT EE L,

If the first recommended insert grades for P and K products are ACP300 and ACK300, the second recommended grade will be New ACP100. In such cases, please use a cutting speed vc of 130%
in the table above and a feed rate f of 75% for the recommended cutting conditions.

O | iZETER OREEER (LM | BIEER 13

®: mark: Standard stock item, @mark: Standard stock item(expanded), no mark: made to order item
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Fig 1 © Fig 3
| & _ _ B
D s =] =t
\ [==] [=] [=)
LUX LUX
LPR LS LPR LS
OAL OAL OAL
M RILIAR 013.0 ~ 45.0mm &z mm) B RIVIAIR 046.0 ~ 55.0mm (<F%  mm)
Holder Diameter ® 172‘5‘@7 Dimensions Holder Diameter . 172&@7 Dimensions
o Vol EE 7% | 2EPD . S0k A
g;jm{ejn:r EE 3 = E}Zﬁ &ﬁri %5 é:a/nz éﬂ% Dign::éter ﬂé\;{;@ BRFyJ Hg g?m%lsr e 3l & Lge;@% %eﬁﬁ %\5 é:a/ni éiﬁﬁgr D\a{rg—éter Zj(éjgg EEFyJ F|g
©) it N LUX|LPR|OAL| LS [DCSFS| DCON | cine |5 B Catt N LUX|LPR|OAL| LS [DCSFS| DCON | criar |5
13.0 ® |WDX 130D5S20 | 68.0| 83.0127.0 0.35 46.0 ® \WDX 460D5S540 [235.0|265.0|335.0 1.50
13.5| @ 135D5S20 | 70.5| 85.5(129.5 0.30 47.0| ® 470D5S40 |240.0|270.0(340.0 1.40
14.0 ® 140D5S20 | 73.0| 88.0{132.0| 44 |28.0| 20.0 | 0.25 0\2/%84 48.0 ® 480D5S40 |245.0(275.0{345.0 49.5 1.30 2
145 @ 145D5S20 | 75.5| 90.5(134.5 0.20 49.0 @ 490D5S40 |250.0(280.0{350.0 ’ 1.20
15.0 @ 150D5S520 | 78.0| 93.0(137.0 0.15 50.0 ® 500D5S40 |255.0|285.0355.0 70 40.0 1.10 | woxr ||
15.5 ® |WDX 155D5S20 | 80.5| 95.5(139.5 0.40 51.0/ ® 510D5S40 |260.0{290.0{360.0 " 11.00 |156012
16.0| ® 160D5S520 | 83.0| 98.0(142.0 44 130.0 20.0 0.40 52.0 ® 520D5S40 |265.0{295.0{365.0 50.5 0.90
16.5 @ 165D5S20 | 85.5(100.5|144.5 ' " 10.35 | woxt 53.0| ® 530D5S40 |270.0|300.0{370.0 51.5 0.80 3
17.0 ® 170D5S20 | 88.0(103.0(147.0 0.30 |052504 54.0| ® 540D5540 (275.0|305.0(375.0 52.5 0.60
17.5 ® |WDX 175D5S25 | 90.5105.5|161.5 56 132.0 25.0 0.25 55.0| ® 550D5S40 |280.0|310.0{380.0 53.5 0.50
18.0 @ 180D5S25 | 93.0108.0 164.0 ST 020 EETIA Dty NE ()
18.5 ° WDX 185D5$25 955 1105 1665 050 Maximum offset in the radial direction
19.0 @ 190D5S25 | 98.0(113.0(169.0 0.45 1
19.5/ @ 19505825 |100.5[115.5/171.5 0.40 - b e
20.0 ® 20005525 [103.0(118.0| 1740 030 AL R
20.5 ® 205D5S25 [105.5(120.5/176.5| 56 [33.0| 25.0 | 0.30
083006
21.0 ® 210D5S25 [108.0{123.0|179.0 0.20 W DX 20 0 D5 825
21.5 @ 215D5S25 [110.5(125.5|181.5 0.15 T Diameter DC ] U0 I Shark Disproter
22.0 ® 220D5525 [113.0(128.0|184.0 0.10 (4200 FUNBR guenan /D DOON 220
22.5 ® 225D5525 [115.5(130.5|186.5 0.05
23.0| ® |WDX 230D5S25 (118.0(136.0|192.0 0.70
23.5 ® 235D5S25 [120.5(138.5|194.5 0.70
24.0 ® 240D5S25 (123.0(141.0{197.0| 56 |37.0| 25.0 | 0.60
24.5 @ 245D5S25 [125.5(143.5|199.5 0.50 | woxt
25.0 ® 250D5S25 [128.0{146.0 |202.0 0.50 0735067 I ~1))
26.0| ® |WDX 260D5S32 (133.0(153.0|213.0 0.40 . Egnge of mﬁmmggtoﬁnce (mm)
27.0 ® 270D5532 [138.0(158.0(218.0 60 |41.0 0.25 DC NIAZOES
28.0 ® 280D5S32 [143.0(163.0|223.0 0.15 022 BT 0 ~+0.30
29.0 ® |WDX 290D5S32 |149.0{170.0{230.0 50.0| 32.0 | 1.00 922 5% % 936.0L0TF -0.05 ~ +0.35
30.0( ® 300D5832 1540|1780 2380 0.90 036,055 0.05 ~ +0.40
31.0 @ 310D5832 |159.0/183.0|243.0 0.80 LEHEGEETED. G MENEDD S TR,
32.0 ® 320D5S32 [164.0{188.0248.0 0.70 ﬁi’”ﬁﬁfn iiggra%gcﬁeafg e‘??rea o
30.0/ ® [WDX 300D5540[154.0[178.0(248.0 0.90 e reaead
31.0, @ 310D5840 (159.0/183.0/2580) |, 0.80 | oo
32.0 ® 320D5S40 [164.0(188.0 |258.0 ' 0.70
33.0 @ 330D5540 [169.0(193.0(263.0| 70 40.0 | 0.55 W BB spare Parts
34.0 ® 340D5540174.0[198.0|268.0 0.45 2 MRac DoF | LoF
35.0| ® 350D5S40 (179.0 203.0(273.0 0.35 Screw Wrench Wrenches ETLS
36.0 ® 360D5540 |184.0208.0|278.0 0.20 \\\\\\\ @ 7% Applicable Hoiders
37.0, ® |WDX 370D5S540 {190.0 220.0 [290.0 1.00 @ m / N\ /"
38.0 ® 380D5S40 [195.0(225.0 |295.0 1.00 : < —
39.0 @ 390D5$40 900.01230.01300.0 0.90 BFTX01604N 0.3 TRX06 WDX130D5S20 ~ WDX150D5520
40.0 ® 400D5S40 [205.0(235.0 305.0 0.80
41.0 ® 410D5540 2100 2400/310.0| 70 |49.5| 40.0 [0.70 | 351,
42.0 ® 420D5S40 [215.0(245.0|315.0 0.60
43.0 ® 430D5S40 [220.0 250.0(320.0 0.50
44.0 ® 440D5S40 225.0(255.0 |325.0 0.50
45.0 ® 450D5840 230.0260.0/330.0 0.40 BFTX0615N | 5.0 - TRD25 | WDX460D5540 ~ WDX550D5540
N12030.031.032(d v/ Be32L040EHEELTVET, SRR TN (BR) Nm) HEEE (S0 SILD (N-m)
Cutting diameter of 230, 831, 832 are available with shank diameter of 832 and 40. *Maximum offset in the radial direction

Recommended Tightening Torque

O | IREEER  RED  RILEER 14

®: mark: Standard stock item, no mark: made to order item



BT cvo | D "'a @% @

LELEERXD -0 < T IEFA GEUSRA HE: e bRy
L Type: Low feed, chip control type G Type: General purpose H Type: Strong edge type

. S:‘yj Insert

EsE | 3717
Grade Coating
S - B
Eﬁﬁ wgh Speeid/L\gm a m ﬂ @ m
SR @ M) 27> L2 [ s
HDI Gené&@u%oﬁsi Steel Stainless Steel  Cast Iron
o[y seem @y [ swEE
Rough*gganﬁgi [3 EEFQUJUSM@M\ gt\c Alloy ﬂd,e_rjed Steel
B E 5888 Fig|uh [T B
Cat. No. (ﬂ<5 é g Wil s TRE Applicable Holders
WDXT 042004-L | ®© | @ | ® 4
042004-G| ® | @ | @ |®| 5 | 422004 "NIEH
042004-H| @ ® | @ 6
WDXT 052504-L | ® (@ | ® 4
052504-G| ® | @ ® | @| 5 | 5025 04 "W
052504-H @ (@ | ® 6
WDXT 063006-L ® (® | @ 4
063006-G| ® |® | ® |® | 5 | 6.0/3.0 06 "N
063006-H ® o | ® 6
WDXT 073506-L | ® (@ | ® 4
073506-G| ® |® ® | @ | 5 | 7535 06| s
073506-H| @ | @ | @ 6
WDXT 094008-L ® [ ® | @ 4
094008-G| ® | @ | ® |®| 5 | 9.6/ 4.0 08 |"aE SumiDril WO 55 BRI
WDXT 094008-LH d e o 6 Ca%,"l-\l‘g.lstrE!:tureofSum\DriHWéXTypeinsert“E
125012-L | ® | ® | ® 4
125012-G | @ | @ |® @ | 5 12450 1.2|"20000 WDXT 06 30 06 -G
vV . |
125012-H |@ (@ | @ 6 Nﬂﬂzﬁ%\mmmwgaesg;s I;'L\'Th Kﬂns X10 7BL/—7J¥§§E
WDXT 156012-L (@ | @ | ® 4 ! e o
156012-G|® |® |® | ® | 5 |152/60 1.2|" "0 -T-*P‘Cmm‘u x10
156012-H | ® | @ | ® 6
Tj/f D\’ﬂens\ons(mm)
. Iﬁﬁtﬂ‘ﬁu%1¢ (5Dm) Recommended Cutling Conditions (SD) <—F|3Ef|§—&ﬁﬁﬁ—iﬁﬁ1@><!\mmmum value - Recommended value - Maximum value>
) '7 TR TR [T v | v, UIERE f EDE reed Rate (Mm/rev)
JE e i M e 13.0~218.0 18L5 E290 1295 36.0 | 937.0~055.0
‘ B ey iminy | DVSOSEUED)| GUES=ERY | ES=EHS | @/ U=
M. "5# 55400 125 | G | ACP300 | 120-180-240 | 0.05-0.06-0.09 | 0.05-0.06-0.09 | 0.05-0.06-0.09 | 0.05-0.07-0.09
S15C 125 | L | ACP300 |130-170-220 | 0.04-0.06-0.08 | 0.04-0.06-0.08 | 0.04-0.06-0.08 | 0.05-0.07-0.09
s45C 190 | G | ACP300 | 100-150-200| 0.07-0.10-0.15 | 0.07-0.10-0.15 | 0.08-0.11-0.17 | 0.09-0.12-0.19
S45C BEAN tagene 250 | G | ACP100 | 100-170-240 | 0.04-0.07-0.08 | 0.04-0.07-0.08 | 0.05-0.07-0.09 | 0.05-0.08-0.11
s75C 270 | G | ACP100 | 120-180-240 | 0.05-0.08-0.11 | 0.05-0.08-0.11 | 0.06-0.08-0.11 | 0.07-0.09-0.13
S S75C BANiewes | 300 | G_|ACP100 | 85-150-210 | 0.04-0.07-0.08 | 0.04-0.07-0.08 | 0.05-0.07-0.09 | 0.05-0.08-0.10
ES®H  som,sNCM 180 ACP300 | 100-140-180 | 0.05-0.06-0.09 | 0.05-0.06-0.09 | 0.05-0.06-0.10 | 0.05-0.07-0.11

L
SCM,SNCM AN 1arsencs | 275 | G | ACP100 | 100-170-240 | 0.04-0.06-0.09 | 0.04-0.06-0.09 | 0.04-0.06-0.09 | 0.05-0.07-0.10
SCM,SNCM AT rarcencs | 300 | G | ACP100 | 90-150-210 | 0.04-0.06-0.09 | 0.04-0.06-0.09 | 0.04-0.06-0.09 | 0.05-0.07-0.10
... SCMSNCM H#EAM rawerca | 350 | G| ACP100 | 75-120-165| 0.04-0.06-0.09 | 0.04-0.06-0.09 | 0.04-0.06-0.09 | 0.05-0.07-0.10
:’iﬁuoyﬁe. SKD,SKT,SKH 200 | G | ACP100 | 120-180-240 | 0.05-0.08-0.12 | 0.06-0.09-0.12 | 0.06-0.09-0.13 | 0.07-0.10-0.14
SKD,SKT,SKH AN 1arcencs | 325 | G | ACP100 | 100-140-180 | 0.04-0.06-0.09 | 0.04-0.06-0.09 | 0.04-0.06-0.09 | 0.04-0.06-0.09
A7YU2M SUS403fl (WL7V¥4MNT134M) | 200 | G | ACP300 | 100-140-180| 0.05-0.09-0.11 | 0.05-0.08-0.11 | 0.06-0.09-0.12 | 0.06-0.10-0.14
G

G

H

Stainless Steel SUS403 and others (Martenslte/Ferr\te)

M SUS403ft VILFVH4MR (AN | 240 ACP300 | 90-120-150| 0.05-0.09-0.11 | 0.05-0.09-0.11 | 0.06-0.09-0.12 | 0.06-0.10-0.14
SUS403 and others Martensitic (Hardened)

ACP300 | 100-140-180 | 0.05-0.09-0.11 | 0.05-0.09-0.11 | 0.06-0.09-0.12 | 0.06-0.10-0.14

ACK300 | 120-160-200 | 0.08-0.15-0.21 | 0.09-0.17-023 | 0.09-0.18-0.25 | 0.11-0.20-0.28

SUS3045US316 #-27F4M% | 1g0

SUS304, SUS316 Austenitic
R NS L o . C gy e oy e e S
595 1 VG oucie oot 10n H | ACK300 | 90-120-150 0.09-0.17-023 | 0.09-0.18-0.25 .
HHIH WRSE. @a%. Tiag ete) [ 200 | G |ACP300 | 255070 | 005-0.09-0.11 | 0.05-0.09-0.11 | 0.06-0.09-0.12 | 0.06-0.10-0.14
xotic Alloy (Heat Resistant Alloy, Super Alloy, Ti Alloy, etc.)
FIEZILER Aoy G_| DL1500 | 200-260-320 | 0.050.10-0.15 | 0.05-0.10-0.15 | 0.06-0.11-0.16 | 0.06-0.12:0.18 _

S copperAloy G | DL1500 | 180-230-280 | 0.05-0.10-0.15 0.05-0.10-0.15 0.06-0.11-0.16 0.06-0.12-0.18

P KIETE— 225 v IHENACP300, ACK300DZEDE _#EEF v Tii&ld MACP100(C/ED E T,
C DB DRI ATHIRE VoldE ERD 130% XD Ef1F75%ZBL E LTI EE L,

If the first recommended insert grades for P and K products are ACP300 and ACK300, the second recommended grade will be New ACP100. In such cases, please use a cutting speed vc of 130%
in the table above and a feed rate f of 75% for the recommended cutting conditions.

O | iZETER OREEER (LM | BIEER 15

®: mark: Standard stock item, @mark: Standard stock item(expanded), no mark: made to order item



ﬁ'E\ZU _7 WAS;! Decentered sleeve WAS Type

SumiDrill WDX 845/ fRiDAU—7 [WASEY] ZERTHET, ITNEZ £0.3mm 2ERE TSI EHEHETT,

Using SumiDrill specialized for WDX Type, decentered sleeve "WAS Type", the size of machining hole can be adjusted +0.3mm.

4 DCB N

/ 2 s
o__‘- — ~ ‘. 3 g
] P y
L4 L3
\_ L2 LS Y,
W &F Body (WAS 8Y yas 1ype) (3% omensions - mm) I BRER spare parts
SRR B’ vl RE | RE | Re = . )
9:?'2 § EE Shanki Shanki D\am::tzater Shank Lengglh Len;h Lengglh jJDI{:I:;ﬂ%?E— mb L
Cat. No Stock PAEIVSEIRIR ERgS @ Mg Screws Wrenches
- DCBDMMBDX| LS | L2 | L3 | L4 diameter .
WAS 2025-48 o 20 | 25 | 33 | 43 5 32 5 +0.3~-0.2 BT0306 LHO15
2532-60 ([ 25 | 32 | 42 | 60 7 46 6 +0.3 ~-0.3 BT0406 LHO020
3240-70 o 32 | 40 | 55 | 70 7 57 6 +0.3~-0.3 BT0408 LH020
4050-85 () 40 | 50 | 60 | 70 7 54 6 +0.3~-0.3 BT0408 LH020

* INTEAREEE. EROFBHEEZRLET,

*Aadjustable range of machining diameter indicates adjustable range of diameter.

. Eﬁﬁi@ CEE% Important Notes

Z1. BEDIFERTIODT. ABLEIREOMIEZAEL. FEULTILEEL,
A2, Ly bF vy IRORIVI TIIMERTET B, U FOY IRXDORILYZERLTLLEELY,
& 3. ARMmFAEOFVIITTSERLEEL,

5D FEDFRTUIIR, ERIMEOMITEHETET BA.

Note 1: The dial is for reference purposes. Always measure the actual drilling diameter
and adjust accordingly.
Note 2: Not usable with collet chuck type holders. Use a side-locking holder.
Note 3: Use this product on high rigidity drilling processes .
This product is not recommended for deep hole drilling such as 5D and machining of material with low rigidity.

. ﬁﬁﬁ?‘:ﬁf (I"]If%a)gﬁ]?é) How to adjust machining diameter
FE @ step 1

EAER
Reference line

WASH! Kjg1( A—

Conceptual Image of Mounted WAS Type

RUIDTSVIBRICHD
WEBEECLT, RU—T
DEEDICEDEXT.

Spin the dial on the sleeve to the
reference line on the drill flange.

QEHE @ Step 3

RUIL
BERY
Screw to
fix the drill

REBED

Adjustment hash marks

\ ) RUJVBER I EEHDT.
21 aray
NTEREAZL T BEAE TS ZABA. FULEBREL C e
INEL T RBREFTAFABENZ—T %=
BEULTHEELTL RS,

Turn to positive for larger diameter, and to negative for smaller diamter
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. ﬁﬁﬁgﬂﬂlgﬁﬁ Lathe Machining Guidelines

W RY JLOBYTFF Drill installation
* SAEHIDEERD X BETFTICHED LI ICtEY FUTLREEL. (B 1)
- MLFimEE RUILD TSV JinHZERE S B IIRETRIL MO LTLIEE L,

+ Set the drill so that the periphral insert is parallel to X axis of the machine (Fig. 1).
« Fasten the bolt while the holder edge and the flange edge of the drill are closely attached.

WINTEDE Adjustment of machining diameter
- KD X BDIBENIC L DREEDTRET T,
- FRAAIE X #O TSR (RRIEAHE) [SHRL T REEWV,. v+ A (AREIAL) ICHRTDE.
RILIDIIILERICTS (BN%) I30EENSEDTIOT, HERELFEA. (B1)
cRAFRE (FTtvh) BRRUIRICKDEEDFITOT,
P.8 ~ 15 hILFTiER [FEAAF TvhE (BA)] BBRIEEL,

+ Machining diameter can be adjusted by moving X axsis of the machine.

- It is always recommended that X axis is moved to positive (direction to expand the inner diameter). Negative direction (direction to shrink the
inner diameter) is not recommended because the holder may interfere with (scrape) the machined hole (Refer to Fig. 1).

+ The rga);ignum adjustment (offset) varies depending on the drill diameter. Refer to the chart "Maximum offset distance in the radius direction"
on p.8~15.

WZOMEEREIE Other important notes
« BEEEICRU)LZEF I 5. FEAP OIS U THRODADSEH0. 15~0.2mmizES FHDICEDKSICRUIVIFERETENTLETD .
- EER DO FNHAEL  FDADEHHRDIDES LHDICHEZE RDIDRIBELET D TTEEL S,
 SMRINT FEBARR—U DV IINTIETIES. ThAFERULED 1 /BT (BABMMELT) ICEREL 2L,
(BIRUILEE 9200155, THiAHF4mMmELT)
- BEBRICTEEINIZ1T55E. Ei@iSICERSNIEABIROTIO & (H2) HiRET 2T EhHbET .
SRICHINN—DIEVB DI, BIRFALED T8 1/ —T5 & ZEIDFF T EE L,

+ When the drill is mounted on a lathe, the core height of the central insert is desined to be 0.15~0.2mm lower than the center of the main axis.
« It is reminded that if the main axis is largely misaligned and the central insert is higher than the center of the main axis, the central insert may be damaged.
- In case of external machining or inner boring machining, the cut depth shall be set to 1/5 or less than the drill diameter (Maximum 5mm or less).
(Example: When the drill diameter is 920, the cut depth is 4mm or less).
+ When cutting off the material with a lathe, discoid chips (Fig. 2) created during machining may scatter.
If the machine is not equipped with a cover, please install a cover protection to prevent danger.

. Efﬁiﬂﬁﬂﬁmﬁﬁ Typical Power Ratings . tﬂﬁ“iﬂiﬂitﬂ%@ﬁﬁ Typical Coolant Volume

12 40
RUJILEZ 218.5 ~55mm
2z f0.24 S RUJLE 613 ~ 18mm 5 >
210 / g3 YRR 2.0MPa LLEZ e s 1ok e
_ &8 / f0.18 /70-12 530 For dil iemete of o13 ~ 18, cuting o pressure of 1.0M MPa o higher s recommended
EQ g 8 t’J % 25 pressure 0’2[\M MPa or higher is recommended.
" o /'/ £0.06 Hl S -~ g
@ g 6 ;m 2)20 _ e amount of cuting
2 s e ————
g ——= R
kw) £ = =
( )§ 2 (Z/mi”)é 5 SUDTEIR i Discharge
Il Il Il Il Il Il Il Il L L < L L L L L L L Il Il Il
0 10 15 20 25 30 35 40 45 50 55 0 10 15 20 25 30 35 40 45 50 55
RUJL#EZ DC (mm) RUJLE DC (mm)
Drill Diameter Drill Diameter
< 5I§$IE Note > < 5I,=§$1E Note >
WSS, WEH. TERESCLOZBUE WG B R L OB E AT 2ERD—DTY,
TOT. BEBELTLEE N, HCID THEL M BB IEICBLTEETY,
Facility power value shown in the gragh above is reference only as it changes Discharge amount of cutting oil is an important factor to determine the drill
depending on the work material and the cutting speed. performance, especially for chip evaluation and lubrication performance.
WEHIZEM (BEHE) cuting conditions (reference values) W ERU)VIEE STHERMEZESDICERET DT EEHHERLET,
#WHIAFwork materia:S50C (230HB) (9 18.0mmIUATF)
t’J‘ﬁUEECutting speed:Ve=150m/min It is recommended that cutting oil pressure is set higher for drills of smaller
diameter (918.0mm or less)
B—EHECNCOY YV T SIHHEZRE T 5 ENTE,
PIEMITHE %R T HIENTEFT,
The amount of oil discharge on most CNC machines can be adjusted by
adjusting the cutting oil pressure.
BZORIEHA RS THD BERMOYIELR, O—2(CKoT
8% FIF2UNENGDET
The graphs shown above are reference only. The amount of oil discharge
needs to be increased depending on the machine, type of cutting oil and
work material.
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. ; v 7HH%H§(I);€E%=\“£\\ Notes on attaching and detaching inserts

- FyTERMIIBHEIIC. Fy ITEOIZFERYE T 7 —EFTWORVTLEEL,
- ANFE RIDEERNFDEEEDE. BMUMITDL S ICEALEEL. (8 3)
ANF OB O TVNDE FYTISVITIRE. AINFDEH. XRID MNLIRATNEBHER T DIHENHDEITD T, SEELEE L,
- Fu TORMIFEICTF Y TEEE RUILAFICEEIHE BV, SEBEVEY. (B4, AR

EXICES I RRERIE 4 DKRSICEDFRT

+ Before installing an insert, use an air dust blower to remove foreign particles present on the insert base.
+ Spanner axis and screw axis shall be aligned and press the spanner while turning (See Fig. 3).
+ If the spanner axis is not aligned, the chip may not be clamped properly and the spanner edge and torx hole may deform.
When the insert is mounted on the chip base, please confirm that there is no clearance between the insert base and the flute (Fig. 4, A).
The appropriate images of the inserted chip are shown in Fig. 4.

¥ DA DSHAEICEBRENS D RTH. IS5V THIFARERRICEDFTIDT. EHLEBESDFIEA.

*It is no problem if there is clearance on the external face of the central insert as the clamping surface is inside and back of the insert.

O Al (Tﬁﬁﬁﬁif Proper Spanner Usage
i) = =1)-

9: v 7%%1*?5 Properly Attached Insert

i)
BREAD G D F I H
e EBES D FE A,

Clearance is normal and does not affect use.

W rSIIya—FT1050 Troubleshooting

Too much variation in hole
diameter

- The cutting edge does not enter into the
workpiece but backs off

TESR " R = xR
Problem Symptom Cause Countermeasures
INIREONEVMELDRELED - ASAMDELIED, c ASARETFReHIC. EDFREZETFTILEL,
Drilld fole is larger than desired TLIDTDE - X B CREEITE S T RE L,
- Deflection of the holder due to high - Decrease the feed rate to decrease the thrust force.
thrust force - Make an adjustment on the X axis
INIREDEVMELDINEL1ED - AENT—JICRVLDDFIC | - EDREZ LEIFTLREEL,
-~ Drilled hole is smaller than desired WIFTLE-TLD - X BB CREETE ST,
MIREOEEHREN - Increase the feed rate

- Make an adjustment on the X axis

TRDOAOERTOTEEDAEN
Pronounced difference in hole size at entrance
and bottom

- Y1Ib<FDED

- Packing of Chips

- XDEEZEFT. PYIDKFHHZERLT %,
PO FEBRTIVU—A (LB %ZER. (PB6ZER)

- Increase the feed rate to improve chip evacuation.
- Use L type chipbreaker. (See p. 6).

MINEHEN

Poor or rough drilled hole surface

ROAONSEFT. MIEHERL
Poor drilled surface from entrance to bottom of
hole

- YIHBERDEL

- D—UEIEDEN
- High cutting resistance

- Low rigidity of workpiece

CEDEEZTIFTIEE,
-Y—UVIEREL. BIEZELIFS.
- Decrease the feed rate

- Review tooling to improve rigidity.

NORTHNIENELED

Poor drilled surface at bottom of hole

- YIDLFICKDIMTED
BoIF5N3

- Machined surfaces damaged by chips

- XDEEZEFT. PID<FHHEZERL T2,
PO TERTL—A LB Z#ER. (PE3R)

- Increase the feed rate to improve chip evacuation.
- Use L type chipbreaker. (See p. 6).

FyITHRIETS

Insert breakage

fioH  (FDER) HRIETS

Breakage on central insert (centre)

- DEERR

- FyITDBRERRE
- Improper adjustment of centre height
- Insert too weak

- DEEBEREELTLIEEL,

- IEECERT 25aE. RUILZE 180° EERsET
WO THTLEE L,

- REEEETU—h [HE] Z#ER.

- Adjust the height of the insert.

- 1f the drill is being used on a lathe, try flipping the drill 180°

- Use a strong edge chipbreaker H type

(P.6 BR)

SENHRIET D

Breakage on outer insert

- AEDIMI&REIHL

- High cutting load in cutting edge

- MIEFHZETFRH. EDREZTFTIRLEL,
- RFERERTL—h [HE] %R, (PEZE)
- Decrease the feed rate to decrease cutting load

- Use a strong edge chipbreaker H type.
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U I =
WDX #Y
A
frrt 150/3—7— FmoE!
Competitor's 150 workpieces per corner Double tool life!
Product 1 1 1

0 100 200 300

Number of machined

*’&ﬁﬁj Work material + %mgﬂﬁ Machine component (FCD450)

ERATE o : WDX205D3S25

FwT et WDXT063006-G(ACK300)

WIEIESES Cuting conditons * ve=122m/min  f=0.15mm/rev  H =33mm (&3& Througn) Wet

Tool life has been extended twice

* %‘:ﬁib‘ﬁﬂ%kﬁﬂ%&tﬁﬁl:ﬁthfco longer than that of conventional types.
'tﬂﬁ“@]ﬁ%’]‘é(ﬁi@ﬁbo More stable machining performance

with less power used for machining.

ERER

Normal wear

%B‘J Outer insert mlt\ﬂ Internal insert

SumiDrrill
WDX &Y

RIF FUDH internal insert

A outer insert
) Chipping _4

ftbtt o

Competitor's e =
Product - SE—— = -3

EEIAE work material © TL— b Steel plate (S50C)
ATE 1ol : WDX200D3S25
F W nser : WDXT063006-G (i ACP100)
BRI cuingcongiers © ve=200m/min f =0.12mm/rev H =50mm (&8 Througn) Wet
*HUTVEHEF18MIIERDIER. Above two pictures are result of 18m after cutting.

S0 D NHICEREFR CTRERE COREMIAEE,
-BRRHEORUILRONICECVDHEZBATHIE TEICREETY T

+Outer insert and internal insert of Sumi Drill WDX Type New ACP100 shows normal wear and can

cutting stable on high speed condition.

WDX £l
ZFn20%7v 7!
INTe 20005v/31—F— Tool life increased by 20%
C!J?ﬁzetﬁoe‘s 2,000 holes per corner iggg 5 %7 4 j/
Product Efficiency increased by 25%
0 1000 2000 3000
Tk

Number of Holes

?ﬁ‘ﬁ'“ﬁ Work material + %WEB:% Machine component (SCM440)
EATE 0  : WDX200D3525

Fw T nsert : WDXT063006-G (ACP300)

YIBIRMAF Cuing condiions * Ve=157m/min - £ =0.19mm/rev H =19mm (&3& Through) Wet
ittt DBl Competitor's product cutting conditions * v=157m/min f=0.15mm/rev H=19mm (E5@ Through) Wet

BREERFICHVTHYID S FUBERIF, X HIEIEFD
REND DI RERD D HER25%. Fin20%m[ LUl
Chips are well controlled even under high-efficienct conditions.

Low vibration during machining provides stable performance.

WDX £
ftrtt soor/a—F— | . 71/
Competitor's Gl il (25T el Tool life is 1.7 times longer
Product N . .
0 500 EE%Z%% 1,000 1,500

REQREBREF (TUUDIEL)

Good internal condition (no chattering)

BHEIA Work material - FL— B steel plate (815C)
FERATE 100 : WDX145D3520 F 7 Insert - WDXT042004-L(ACP300)
YIS Cuing condiions © Ve=205m/min £ =0.042mm/rev  H =15mm (& Trrougn) Wet

SERD.7EEABICHLE U, Tool life has been extended 1.7 times longer

than that of conventional types.

. 75?7%“'&’]‘(5\ﬂﬂIEl:dUb#(Ei@o No chattering on drilled surface

SumiDrill
WDX &Y
vi=32mm/min BEZZ A {1z
frtt e f FEEAE!
Competitor's Four times more efficient!
Product 1 1 1
50 100 150
%DEE Feed Rate INTE. MITE
AR :$60.155 HICREF!
Eﬂéaelc? 60.157 Go; quality machined surface
HL C¢60. and hole diameter.

?Eﬁ'JM Work material 7|J_ |\ Steel plate (5480) EmIE Tool - WDX600D3S40
Fw T nsert : WDXT186012-G (ACP300)
BIBISREE Cuting condions © Ve=150m/min £ =0.16mm/rev  H =60mm (&5& Trrough) Wet

ERTEGIBIES  © v.=30m/min f=0.20mm/rev H =60mm (& Thougn) Wet
Cutting conditions of conventional tool

KRBICBVTHREINMTZRIR!!

Stable drilling of even large-diameter holes.

GERIEICHU TRERAS!!

Four times more efficient than conventional tools.

- RIFENMERETH

N

even with low clamp rigidity.
/‘ -jj, - ~F
U
\J Y

- [EREL

No problems even if exit
surface is angled.

?ﬂiﬁ“ﬁ Work material « 7'/_ I‘ Steel plate (3150)
fERTE w0 WDX430D3840 F 7 e : WDXT125012-H(ACP300)
BRI Cuting conaitons + vi=136mimin £ =0.15mmirev H =60+50mm (<88 s ciouir socion) (B o) Wet

ARRFINTIRR REHMiFEIED [CEVTEH BRI H I EE.
HERBICH U THIHISFBEED
«SumiDrill WDX Type can perform stable machining even under unstable machining

condition (interrupted cutting at the hole end).
-Cutting noise is quieter compared to conventional tools.

BLDOEORDOGE | FBION | FBODFE|  REN mR—U>g SENLT BR[| yIR-Uvg
Angled Surface Half Cylindrical Pre-cast Hole Intersecting Holes Boring External Turning Laminated Plates Back Boring
MT A% 1 g | § | y | e g ]
Application a a A A (=]
® hpE=-E
#EDE(f) mm/rev e e[
Feed ile ) 0.05 0.05 0.08 0.05 0.1 0.1 Not applicable Not applicable

HEINL. FBRBR—UVIMNIZTIHaIE. UHhAGZERUJVED 1/5 LUTF (&R BmmUT) [SREL TS,

For machining external or internal diameter, the setting of the cut depth shall be 1/5 or less of the drill diameter (Max. 5mm or less)
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KSumlDrlll WDX B B3RSt BBV ShbEY—b

SumiDrill WDX Type Inquiry sheet for special design
CHREDIFRMINZERBIRU . TRICTEZ CEEALTEE L, | BB/ TEEFE conpany conact momaion

Select the special shape you require and fill in the dimensions in the boxes below.
CEARIF . RED DEHEEMFCFEIRVERFEEF CTTEE LTV,
ZOMOIR. TEFEDCTEENCTVF UEOSBRBICBELEDELREL,

After completing the form, contact your nearest Sumitomo Electric Hardmetal dealer or distributor.
Ask your dealer or distributor if you require shapes or dimensions that are not listed here.

" A WY > ~ -
B FYUIVRR i shape B >+ Y IR cuter Body
SumiDrill WDX &4 symipril wox Type &R cyiyndrical
e EEE—————
[ ]
e Tl T O ——
[cox]
PRl EERDFZ side Lock Flat

-1
O emmmmmmmmmemoests e=dlos?
DC | 424" T — | pooN
KA Y R/ FH whistle Notch
|:|
e
o SERD B3 U ILE(DC) &
1222 5 ERDAE®O)ICkD
HEDCEVE T,
LPR Chamfer amount is limited by the drill diameter
(DC) and chanfer angle (8).

B weFy 7 Compatible Inserts
J\&(F / EE<SDFA (WDXT &)

Drilling Spot Facing
N

e\

EE<& D A{FE SumiDrill WDX 2 sumibrill Wb Type With Spot Facing Inserts

A——-—-—-———||{DcoN I:I

EROA (TPOO )

o< D{E(DC2)Id RUJLE(DC) IS Countersinking

EDHRNTEVET,

:Eﬁ::;w\;(:j\/a'neter (DC2) is limited by the drill G}
| DC [ I %2 viameter ] 213 ~g55mm | | mm | | L5 [ EER Y18 Countersink width ] 3mm T || mm |
| DCONGI &+ 58 sukoumn ] 820 ~g40mm | | mm | [ LUXHLE [FULRE + B<URE saoen sarmeonn ] DC X4 LI | mm |
[DC2  [B<YE suruevanes ] DC+2~DC+20mm] | mm | [ B 0 [ ERYBE comosncae] 15~60° || °
| LUX [ FULE=omomn] DC X4LIF | | o | (%) TEICHHRITSENETOT, TEELE VN, Dimensional restrictions apply

%Q)ﬂi‘.@c_EsE Other Requests

| LPRG) [ZHES owns]  200mmF || mm |

SZEICHBEVVRELIHIC®
O HEDYID < THRBMUIZ DR HOTH)0 < THEEE @ HOEINHER > TV D HBIRWIC TR ZE L, 0T7J</eIEUJtJJE]U,&%LEWLHZ)%AIJ

SNBTENHDRIDT, RENI\—PREXANRE O EAITEZLROIeD  ERFREDTNEVESE IEEBHEI [EEINENES ES@“%)H&@%%%D%LIIE*
DRFEEZEAL. B - BENICT D TERELLEE L, RAZIBEE T D THERGDOBENTEALLEE KIS <1’1<1’1E TERLIEE

® \lery hot or lengthy chips may be discharged while the ® Please handle with care as this product has sharp edges. ® \When using non-water soluble cutting oil, precautions
machine is in operation. Therefore, machine guards, safety ® Improper cutting conditions or mis-handling of the tool may result against fire must be taken and please ensure that a fire
goggles or other protective covers must be used. Fire safety in breakages or projectiles. Therefore, please use the tool within its extinguisher is placed near the machine
precautions must also be considered. recommended conditions.

© FREQITEHASAL

IN—RXZ)VEEE T664-0016 RERMFAMERILT-1-1 TEL(072)772-4531
S e metal vision FAX(072)772-4595
Global Marketing Department  1-1-1, Koyakita, Itami, Hyogo 664-0016, Japan ~ TEL+81-(72)-772-4535 FAX+81-(72)-771-0088
NAGOYA [ osAaka |
RRE27))~7 B(03)6406-2635 &EEERS -7 8026558357 0w+ ARERS)V—T B(06)6221-3600
FRmMJ I~ B(03)6406-2636 LAREMHRY—7 B(052)589-3873 KRR L—7 8(06)6221-3700

& FRETYV-ILy MRt = @ EREBET/N\—RXI L B4t
IEEDD %3 81964062514 580525899840 K A0562215900

> I TEORHBEHEREF <——— U= ) nwnIe

http://www.sumitool.com -,  19.0120-1 59110

(BB —C2] 9:00~12:00,13:00~17:00 (t-H-RE%RL)
SMERFTEECDE, 201 74E6AEDFHE - BEES - FAXDEB(CHDE U, R15(2017.8)lx0808 TP






