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Boring Bars for Machining of Hardened Steel and Sintered Alloy
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SUMIBORON Small Diameter Boring Bars BSME Series / SEXC Series
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New designed ultra small boring bar
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SUMIBORON Small Hole Boring Bars BSME Series / SEXC Series

[ | H';EE Features
OBEAHFINEIMNIICBNT. RIVITIRe2.5mm%EREIR
QONHREDIS VY TRIBICKZ2ERELINELLMNE

R ERIR
O/ \RAEFHDEIEINN T ZEI LT 5T & T
SEEENMNI Z=XIR
055113517 BSMER!
IR 02.5~5.0mm F T

OAKKIRF v T A SEXCEH!
TR 04.0~6.0mm FTxHh

® Achieves the minimum bore diamete of 82.5mm in the boring of hardened steel.
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Boring bar (internal coolant)

 Achieves high-precision cutting edge positioning thanks to the newly-developed clamp mechanism.

 Expands the range of small diameter boring to achieve more high-efficiency machining without grinding.

* Brazed Type BSME Series:

Applicable to bore diameters ranging from 22.5 to 5.0mm.
¢ Indexable Insert Type SEXC Series:

Applicable to bore diameters ranging from @4.0 to 6.0mm.

B 43R characteristics
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BSME - CBN Brazed Cutting Edge Type
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SEXC - Indexable CBN Insert Type
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Internal coolant

with high quality hole (standard)

and sharpness
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Setting screw
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Location pin
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Achieving high-precision cutting edge positioning with a

combination of a tapered ended boring bar and a sleeve

with an internal stopper pin.
(Common to BSME and SEXC.)
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B HELEEISRY Recommended Cutting Conditions
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B I SEXC Spindle Speed Above 2,000min-! May cause chattering or chipping
3 % """" ~ at the cutting edge in low-speed machining.
a B B5MFFA4T Indexable Type -
n BSME i SEXC BRIETIAHE, TRICTCDHERE
Brazed Type i YhAH ap 0.01~0.15mm S TEBEDBEEBEET.
BSME J Depth of Cut Excessive cutting depth causes deformation of the tool,
which consequently leads to dimensional accuracy deterioration.
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Cat. No. F?NZOOCI)_ oD oD oDy L4 f Lo l'e Flg Applicable Sleeve

BSME R/L25020D2S6 () o 2.5 6.0 2.0 32.0 1.20 5.3 0.2

BSME R/L25020D3S6 ([ ] o 25 6.0 2.0 34.5 1.20 7.8 0.2 1

BSME R/L25020D4S6 2.5 6.0 2.0 37.0 1.20 10.3 02 |

BSME R/L30020D2S6 ([ ) () 3.0 6.0 25 32.8 1.45 6.3 0.2

BSME R/L30020D3S6 (] [ ] 3.0 6.0 25 35.8 1.45 9.3 0.2

BSME R/L30020D4S6 3.0 6.0 25 38.8 1.45 12.3 0.2

BSME R/L35020D2S6 (] (] 3.5 6.0 3.0 33.5 1.70 7.3 0.2

BSME R/L35020D3S6 () () 3.5 6.0 3.0 37.0 1.70 10.8 0.2

BSME R/L35020D4S6 3.5 6.0 3.0 40.5 1.70 14.3 0.2 HBSMB020

BSME R/L40020D2S6 o o 4.0 6.0 35 33.9 1.95 8.3 0.2

BSME R/L40020D3S6 [ ] () 4.0 6.0 35 37.9 1.95 12.3 0.2 2

BSME R/L40020D4S6 4.0 6.0 3.5 41.9 1.95 16.3 0.2

BSME R/L45020D2S6 ) ) 4.5 6.0 4.0 35.0 2.20 9.3 0.2

BSME R/L45020D3S6 o () 4.5 6.0 4.0 39.5 2.20 13.8 0.2

BSME R/L45020D4S6 4.5 6.0 4.0 44.0 2.20 18.3 0.2

BSME R/L50020D2S6 () () 5.0 6.0 4.5 35.8 2.45 10.3 0.2

BSME R/L50020D3S6 () (] 5.0 6.0 45 40.8 2.45 15.3 0.2

BSME R/L50020D4S6 5.0 6.0 45 45.8 2.45 20.3 0.2
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Adaptor Sleeve Alignment Jig*
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Cat. No. Stock 0Ds L1 37;15@)8:_;;/ Wrench Cat. No. Stock
HBSM6020 | @ 80 BT0506 | TH025 AFBSM60 @ @
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Adaptor sleeve is optional
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“This jig is used for centering sleeves when setting them into holders
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BSMEZY(CIFBIFEDAI—THBSMBO20h W E T,

BSME needs adapter sleeve HBSMB020(sold separately)
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@Mark : Standard stock item
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Blank Made to order item
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MBI = Shank Materli:al Feed Direction @ETA#]"?-.E%{:: ® N05§e Radiuzshi L/Ig[? T DI v IR
Series ESHNIEREY vy | |R: BB L: &£BF| | Bore Diameter of Edge Working Length Shank Diameter
Carbide with oil hole| |R: Right Hand L: Left Hand (23.5mm) (20.20mm) D2:2xD S6:0Ds=6.0
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@ SEXCER! sexc with Internal Coolant

SEXC
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Stop Borin
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W =6 Spare Parts

B 1EFE stk | FANTE <& (MM) Dimensions Xﬁﬁ_ﬁj QIT\EI;/'?’ AN | e
Cat. No. R L QDm QDS 0D1 L1 f L2 9° Applicable Siéeve| Clamp Bolt Rccumw\c?g'cq%l\gmcmrg Wrench
E06D2-SEXC R/L03-04P ® @O |40 | 60 | 3753375/ 195| 8 | —13 MIB1.6-2
E06D3-SEXC R/L03-04P ® O 40 | 60 [375|37.75/1.95| 12 | —13 ’
E06D2-SEXC R/L03-05P ® O 50 | 60 |475|3525/245| 10 | —12
HBSM6020 | MIB1.6-2. 2 DBSM
E06D3-SEXC R/L03-05P | @ | @ | 5.0 | 6.0 | 475 4025 2.45 | 15 | —1p |'DOME020|MIB1625/ 0 SDBS
E06D2-SEXC R/L03-06P ® | @ 60 | 60 |575(36.75/295| 12 | —11 MIB16.3
E06D3-SEXC R/L03-06P ® @ 60 | 60 |575|42.75(295| 18 | —11 ‘
SEXC&”(C(EEUZE&X%*?FE?SMHGBSOHEOCZJO{J‘%E’C“Q‘”;
mFy7 mzU—J W 754 XY NaE*
Insert Adaptor Sleeve Alignment Jig*
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g&% gésgﬂz il 3 TE ~I7Z (M) Dimensions 7\55'::— 2 R E i
bil] § 8 8 J—z Cat. No. Stock QDs L1 St S Wrench Cat. No. Stock
Cat. No. 8 E &Hﬂ
% % "si
2NU-ECXA 030X02LE | @ 0.0 HBSM6020 [ ) 6.0 80 BT0506 THO025 AFBSM60 ()
2NU-ECXA 030X02LF @ @ | 0.2

BIEXRE LE:M—ZVJF LF:Yyv—TIvy

LE:Honed Edge, LF:Sharp Edge

B EYFEDEUT Identification Details

AU—=TERIFETT,

Adaptor sleeve is optional

¥ AU—TRRILIICA D72ty b DBROSHURRETTY,

*This jig is used for centering sleeves when setting them into holders
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@®Mark : Standard stock item

REN  TAER
Blank : Made to order item
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Shank Marerial L/D - Ratio of Insert Shape Insert Relief - e &he Minimum Bore S
ESENIEEEY vV Working Length £R 75° Angle (01C) Diameter Ctan ar
Carbide with oil hole D2:2xD E = Diamond 75° c=7° (24.0mm) Content
includes
Wrench
@QVvrVIR O = OYINIRARES @BFFECS
Shank Clamp Approch Angle Feed Direction
Diameter System of Main Cutting R: Gi%F L £F
06:0D5=6.0 S = Screw Type Edge R: Right Hand L: Left Hand
J




. 5551 U _7 ° 754}() I“;'IIEI‘E Dedicated Sleeve - Alignment Jig
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Sleeve
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[ | Eiﬁb‘ﬁif Mounting Instruction

Alignment Jig
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Wrench

@220ty MRIY1—Z 132
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Use pre setting machine to set the diameter of the boring bar.

1. PS54 XYNEEERU—TRICEYRENTULS |
MBROEVICHIDETEAL. 220 EYRAIUI—  pmrpce
I3 2. 751 XV NARBEET B, CoraFT
Insert alignment jig into the sleeve until you connect o erect
with the location pin.
Gently tighten the setting screws to hold.
2. AU—JZERICEDDIF. RILMTRIED TS,
Locate the sleeve into your tool holding system. -
Gently tighten the screws to hold. fa:
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3. AU=JZPLFoEEREE. 7S AVNEED PSAAVNBETHREULCRAU—TDIC
EROEDKFICEDKRIICHET D, A REeyhanid, EERIIC
Clock the flat of the alignment jig into a HEMEBEDA VY —ICEYRESNE T,
straight position. ) . . )
After adjustment, equipped boring bar has automatically
cutting peak height of zero on the center of tool.
4. V=)L TUty5—ZRAVTI\A/ D




[ | EFH?%&IJ Application Examples

%W%Bnﬂq Machine Component
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Cutting Process ~ Cone turing

BSMEZ (. fti#tCBN/\ ~D2fEM EDFamZERL

BSME gives customer a stable process.
Very good handling and process stability.

[BSME|

huge cost saving.

’J \% E Eﬂﬁgﬂlﬁ Small Automotive Component

SEXCEUL, #tmODAEL EDFaiERZTRL
REMI7Z5RER

SEXC system makes stable cutting process and

SEXC

2, 70018 (os)

| 600 i

IS o7 TREMT
BSME 3,6001@ (pcs) Cutting Process Boring SEXC
4 CBN A S
STk || 400 ~ 1,500 6o CBNJ (A
Comp. Comp.
0 1,000 2,000 3,000 0
NIE (&)
Output (pcs)

1,000 2,000 3,000
MIE ()

Output (pcs)

T

Tool

CDRIZAF  ve=

Cutting Conditions

8 :BSME R30020D3S6 ME BN2000

Grade

28~48m/min =0.02mm/rev a,=0.02-0,05mm Wet (%)
Oil

Holder

Cutting Conditions

L4 EOBD3-SEXC R03-06P F w7 : 2NU-ECXA 030X02LF (BN2000)

Insert

YIS  ve=156m/min (7,000min”) =0.03mm/rev a,=0.10mm Wet (T</LY32)

Emulsion

ZEMITZRR

25.0

*ﬁ?\ﬁﬁfﬁ / \} bj‘nl‘ﬁ Hardened Alloy Steel Valve Component
BSMEZ!(Z, fth#tCBN/\ ~D2fF EDHERZETRU

BSME provides stable machining and a tool life that is over 2 times
longer than our competitons’ CBN tools.

[BSME]

BSME 1 ,7001@ (pcs)
i+t CBN
N BO01@ (pes
/%;E 18 oo
0 500 1,000 1,500 2,000
MIF (&)
Output (pcs)

§Hlmiﬁ IJ\#%@EJE”B% Bering Steel Small Automotive Component SEXC

SEXCEYIZF, fth#1D S1HFCBN/\1 D 1.5&FmEER L
T BEDKRIEERZER

SEXC provides drastically reduced tool costs and a tool life that is over 1.5 times
longer than our competitons’ brazed CBN tools.

SEXC 150018 pes |
A S
CBNU b | 1,000f8 s |
Comp.
0 500 1,000 1,500
NTE (&)
Output (pcs)

I

Tool

Cutting Conditions

£ 'BSME R50020D2S6 giﬁ :BN2000
DB ve=135m/min (7,500min") f=0.02mm/rev a,=0.10mm Dry

Holder

Cutting Conditions

L4 E0BD2-SEXC R/L03-04P F v : 2NU-ECXA 030X02LF (BN2000)

Insert

YIS  ve=50m/min (4,000min™) =0.02mm/rev a,=0.02mm Wet
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O VI ZH D CLIBTEHEIRWVIC TERLEE W,
O ERTTAZR O D (BRSO EN S SES. TRIRE.
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® \ery hot or lengthy chips may be discharged while the

machine is in operation. Therefore, machine guards, safety
goggles or other protective covers must be used. Fire safety
precautions must also be considered

® Please handle with care as this product has sharp edges.
® Improper cutting conditions or mis-handling of the tool may result
in breakages or projectiles. Therefore, please use the tool within its

recommended conditions.

® \When using nol

extinguisher is p

n-water soluble cutting oil, precautions

against fire must be taken and please ensure that a fire

laced near the machine
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< SUMITOMO ELECTRIC INDUSTRIES, LTD.

T664-0016 RER
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1-1-1, Koyakita, Itami, Hyogo 664-0016, Japan

T107-8468
T461-0005
T446-0059
T541-0041

TEL (03)6406-2636
TEL (052)963-2880
TEL (06)6221-3700
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TEL (072)772-4531
TEL +81-(72)-772-4535

TEL (03)6406-2635
TEL (052)963-284 1
TEL (0566)74-7091
TEL (06)6221-3600

(048)525-8215

it B

E 1 B(0545)53-1152
5 #1\ B(053)451-4395
B(076)264-3822

FAX (072)772-4595
FAX +81-(72)-771-0088

FAX (03)6406-4006
FAX (052)963-2765
FAX (0566)74-7190
FAX (06)6221-3015

II» B B(082)250-1022
71 M B(092)481-8131

O EFRETYV-ILxyMMFE

SRREREL TEL(03)6406-2814 FAX(03)6406-4037
EBEZEBR  TEL(062)209-6285 FAX(052)209-6286
KBREZER TEL(06)6221-3900 FAX(06)6221-3015
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