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For Both High Effciency Machining and High Quality Surface Finish
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SEC-WaveMill WEX Series 5519y
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High efficiency machining with optimized cutting edge geometry and high rigidity body design
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Better machining accuracy and surface finish with improved insert and cutter body precision
6 types of chipbreaker designs with 9 milling grades to cover a wide application range
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Strong Cutting Edge Design Coupled With A High Rigidity Body,
For Stable And High Effciency Milling With Low Cutting Force
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Precision Insert with Strong Cutting Edge and Low Cutting Force Design 3 5 = e Q 8
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3$ E @Hﬂ’f;?]ﬁt}]}] @Eﬁa T. A ﬁéﬁﬁ@rﬁ]jtt}] ﬁ”?ﬁ}ﬁ%{&;ﬁﬁ Special surface treatment improves corrosion resistance and scratch resistance.
m*ﬁrgtﬂﬂt1iiﬁgi§ilt_Lé IEII:II:ILLE’JHIE 7&;{% Increased screw size improves clamping force and durability.
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Unique curved cutting edge design lowers cutting resistance yet improves cutting edge strength.
Achieving high quality finish with high precision cutting edge. éﬂgl 7ﬂ1qi Internal Coolant Holes
Smooth cutting even for deep grooves and low rigidty machines.
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H\gh Prec\s\an Curved Cutting Edge High Rake Wave Cutting Edge’ Improve chip evacuation with air or coolant supply.
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High number, of teeth to allow for. high-efficiency milling of
work with'a small machining allowance.
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Wide Variety of InsertsPrecision Insert with Strong Cutting Edge and Low Cutting Force Design
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6 types of chipbreaker designs. 9 milling grades to cover a wide variety of work materials
and applications.
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WEX 3000R Standard type
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Fine pitch type
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Shank type
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Modular type

WEX 3000M

Modular type
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SEC-Wave Mill WEX Series
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Shoulder milling with better squareness ~
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gh accuracy cutting edges provide very small 2nd Step _L\' g
step marks (Less than half of competitor's) (8mm) _ = AXMT170508PEER-G
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—o— \v/V\éXEBéZLE%OBEE HIFRRS cutns Soeec. v=150m/min
I o s FEDE [Feed Rate £,=0.15mm/t
ngjpieﬁﬁs Cutter 3 IEE!E(SZJ (v=675mm/min)
—O— fEKm (SFI‘I[T‘I) Loy ETJHIE : width of Cut @g=5mm
Conventional Cutter 100 50 0 50 -100 A G+ : Depth of Cut
ZE{I & Deviation (L1m) meﬁ%,'ﬁﬁmm a,=8mmx3[@ Dry

@tﬂﬁum}ﬁ, Cutting Resistance @mﬁ’ﬂiﬁ‘l‘i Fracture Resistance
R IO IHIES (E537]) Z#715%1(KiR FFeEEDE LIC KD RIBEKIET v T

Cutting resistance (Principal Force) is approx 15% lower than conventional tool. Huge increase in fracture resistance with improved cutting edge strength.
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Cutting Conditions Catting Conditions
fim Ss0C YIHIEEE : ve=200m/min il SCMado SRVRET: vo=100m/min
TH: WEXI0RE(PS)  EDE:  f=02mmit TH: WEX30R2E(@®)  XDE: f-0d4mmh
To7: AXMT170508PEER-G (vr=1.200mm/min) 9‘/7 AXMT170508PEER-G (vi=1,260mm/min)
nsert =g — il - =;
18  ACP200 YIHE:  a;=8mm mg ACP200 SOHIE:  ac=25mm
Grade t0iAd:  a;=10mm Dry rade EAd+:  a;=3mm Dry

Depth of Cut Depth of Cut
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Surface Finish (Aluminum Alloy M\IIlng Burr on Machined Shoulder (Alummum Alloy Milling)
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Smooth and beautiful finishing surface free of blur patches or blemishes. High raked cutting edges greatly reduces burr formation.
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Competitor
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Cutting Conditions
#RHI#: A5052 EIHIEE . v,=800m/min
Work Material Cutting Speed
IS: WEX3032E(932) EOE: f=0.1mmi
FwT: AXET170504PEFR-S(H1) (v=2,400mm/min)
nsert LIHEIE:  as=5mm
Width of Cut
4 1 ) Depth of Cut a=12mm Dry
WEX fthtt iR
Competitor
VI ESE
Cutting Conditions
#HI#: A5052 FIEEE : v.=800m/min
Work Material Cutting Speed
;I:T%: WEX3032E (¢32) EOE:  f,=0.1mm/t
oo

Feed Rate . .
FwF: AXET170504PEFR-S(H1) (v=2,400mmy/min)
Insert YIMIE:  a=16mm
Width of Cut

Depth of Cut a=10mm  Dry
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WEXEE:J U _X‘ﬁmﬁﬁiﬁ Application Range

. BI%‘E'IJ D Shoulder milling . WEX.I Oooa)ﬂgittiﬁ WEX1000 Comparison of No. of Teeth

15.0F 3‘]?& No. of teeth
L W WEX1000E WEX1000EL  WEX2000E
a;max BES1T Ovo547 RESA(T
| Standard type Long type Standard type
P el 2,max=6.0mm aymax=6.0mm | aymax=10.0mm
| WEX3000 210mm 2 2 -
I @12mm 3 2 -
JPU é 100} g14mm 3 3 1
% g F @16mm 4 3
(mm) I WEX2000 .
L . $1$-|j-4 ztbiﬁ Body Size Comparison
50 [Eie
Bl WEX1000
3.0_7
0 0.1 0.2 0.3 0.4

—HHDOZEODE (mm/t)

. - < __;__.._J'
Feed rate per tooth m m : WEX1000 d(gw

7‘1/_73%1:R7j"( F Chipbreaker Selection

1%‘% . 9: ‘y 7#’( thiﬁ Insert Size Comparison
—" SN (RZHE) General Purpose Milling
11;2][ é Eght Cut G
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BEEY o for WEX3000
Heavy interrupted
HNeE - X
Edge Strength High
. j I/_jJ 5’( y?‘yj Chipbreaker Lineup
HHIM Work Material Eﬁm Steels m K Cast Iron @ AT VUAH Stainless Steels B HHI Exotic alloy m T IV=EE Auminum
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%E Features ﬁﬁﬁ’_ﬂ Low Cutting Force »;Lﬁﬁi—ﬂ General Purpose %gﬁfﬁ’_ﬁ Strong Edged ﬁﬁ”ﬁﬁﬁﬂﬁﬁ?& General Purpose ﬁﬁ”*ﬁm%ﬂﬁfﬁﬂ Strong Edged J\A I—/_q:)_—?é High Rake
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Features of 1000 Series Insert
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Not Available Not Available
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Features of 2000 Series Insert Not Available
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Features of 3000 Series Insert
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. . - . b or stainless steel light cut to For stainless steel heavy For aluminum alloy and non-
Application Light cut, low rigidity milling Main chipbreaker Roughing, heavy interrupted general purpose milling interrupted milling ferrous metal
and reduce burrs General purpose to interrupted milling and hardened steel milling




SEC-Wave Mill WEX Series

*ZE mpﬁij Application Range

WREl |HE| (e~ il fH~ELH| WHEIA (8| E~ER4HE il 1H~EHE
Work Material | Grade | Finishing to Light Cut Medium Cut Rough to Heavy Cut Work Material [ Grade | Finishing to Light Cut Medium Cut Rough to Heavy Cut
| £ ACP1 00 7 71 ACK200 7
g T3S
P Ll |2
‘j% L ACPZOO Cast Iron é\,é’ ACK300
eel 7‘0
ACP300 5
5 A DL1000
g g
M ACM200 Y 5
T8 2]
A7) |8 Non-Ferrous 3 T
Sta\::ss Steel zé A ACM300 Wetal gg H1
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The letters "C" and "P" at either end of each grade indicate coating type. No mark : Uncc

- _T ’f g a)!l:%E Feature of coating

A—J\—FFJ— b (CVD : {t%#%j7&;% (Chemical Vapor Deposition))
Super FF Coat
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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 longer tool life.

BROD4FR Characteristics of Coating Layer

T > —T« IBEDORE. RIS AHEIEEMICKD.
= . (V) - o~ 3 =
2—)\—FFO—h < KEE : 50%EH B ENUcmFvE> IR o .
B | Super FF Coat Coating hardness T3 | e g j%@ %ﬁ%fi‘j I:(:d: D, {EREE .51
i é gg;:‘?gasuﬂﬁ?,ﬁ_e roughness Lj_t@l%g : l%ﬁgﬁjJDIb\EJHE
= < AL A
8o PE—INTRAT T ieRkmE2EU DRSS
ms O FRI—7420 =15
ﬁ%@ Q Conventional coating 9%
+ » Excellent chippi ist hieved by technol f ting fil thi d film st
ES sl OO TiCN C:;tem(in chipping resistance achieved by technology for coating film smoothing and film stress
GPF P The product series with an increase in coating film hardness enables machining at least 1.5
( a> times faster and more efficiently than conventional products.
20 O ACP100 » A product life at least twice as long as that of conventional products achieved under the same
ACM200 machining conditions.
| I | | ACK200 Hit
0.05 0.10 0.15 0.20 Substrate
TICNREHES Ra(um)
TIiCN Surface Roughness Ra (um) Cross Section of Coating

ANEWZ JN—ZXA— N/ A—)\—ZXd— b (PVD: ¥3E&%E% (Physical Vapor Deposition))
NEW Super ZX Coat / Super ZX Coat
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Utlhsmg 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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Z—){—ZXa—h P iEEBELEA, O—FT 1V IBOREH40%
60 \New Super ZX Coat 7y, BLREE200T v JZXEIR
A I bR 1 BEDL LR - MR DT
—] - IMETET
| [ S o B—INTRETCIE. ERBLEL FOESS
e \ il o 30
= Laminating
= £ 40~ ZX3d— |\ Cycle to P The product series with a coating film hardness approximately 40% higher and an oxidation onset
3 ZX Coat ~10nm temperature 200°C higher than conventional products.
o \ O \ » Enables machining at least 1.5 times faster and more efficiently than conventional products.
(GPa) 30— OTiCN \ » A product life at least twice as long as that of conventional products achieved under the same
) TiAIN 3 ACMB300 machining conditions.
Q \
20— TiN ACP200
\ ACP300
| | | | ACK300
600 800 1,000 1,200
ERAERRIIERE (T) FREFE (TEMIR)
Starting Temperature For Oxidization (°C) Cross Section of Coating (TEM image)



SEC-Dx—7=)U Sec-Wave Mill WEX1000E/EL Series
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SEC-Ux—7=)b sec-wave Mill WEX1000F Series

WEX1000Fz g
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. ZSMS (%ﬁg’fj) Body (Standard Type)

] EE T_r }\f Dimensions (mm) 3‘];& @Efi;
B Bov  \oloDgleDs] L | 0 | L ]2 | o)

WEX 1010E ® | 10 10 17 | 33 50 2 |0.08
1012E @ 12 12 | 20 | 60 80 3 |[0.06
1014E @ 14 16 | 22 59 80 3 |0.10
1016E ® 16 16 | 20 | 70 90 4 |0.12
1018E ®| 18 | 20 | 20 | 80 | 100 4 |0.21

WEX 1020E ® 20 20 22 78 | 100 5 [0.22
1025E @®| 25 | 20 | 25 | 90 | 115 7 10.27

(@I 54 7) (Long Type)

WEX 1010EL ® | 10 8 17 83 | 100 2 |0.03
1012EL @ 12 10 | 20 | 100 | 120 2 |0.06
1014EL @ 14 12 | 20 | 125 | 145 3 [0.11
1016EL ® 16 14 | 20 | 140 | 160 3 |0.17
1018EL ® | 18 16 | 20 | 160 | 180 3 [0.25

WEX 1020EL @ 20 18 | 25 | 175 | 200 4 |0.36

Kﬁslca: 5 7!3@%@37‘&/\1(5 DFEB Ao Inserts are not included

B FY e

E %Ee\ @ AT VU ik m Elarsa ] MM

50 I Ml PIJKINN S
(e #BHE 9&,]7‘ Steel S»SEE‘“ ic
Axial © o

oD

odH7

2]
2l

Ed

\
N

6

U

. 2&125 (Eiﬁf"fj) Body (Standard Type)
%I'J é Cat. No EE T_" 5£ Dimensions (mm) 7\]@ Ea-

swc| g0, | 0d |0dh| @ | b Ly 011 9 %’etohf V(VEST
WEX 1032F @® 32/16| 9|8456/40(26|18| 8 |0.16
1040F @® (40|16| 9| 845.6/40(26|18| 10 |0.21
1050F @® (5022|11(10.46.3/40(26|18| 12 |0.30
1063F @ [63|22|11[10.4/6.3|/40|26|18| 14 |0.52

2&14((:} v 7’!3/‘@3}%/1/?&3 DFEB Ao Inserts are not included

WEX] OOOE!(D?: v 7E¥HH§(DE‘EE,%‘\ Notes About Mounting WEX1000 Inserts
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Take care to prevent

agap

QDOF[AICFyITLEZE FyIJEBEEAYIRFEECKREN

HEXD, HREWLSICO, R/NFOTHIMLITS
(#{1F~)L20.5N-m)

Press on the surface of the insert from the To prevent a gap from forming between the bottom of the insert

A direction and the seat on the cutter body (C), tighten with a wrench (B)

(Tightening torque: 0.5N * m)

473V (5I5ED) TERDMNLIL Y FETHBLTEDEY .

A special torque wrench is available as an optional accessory (sold separately)

B FY7 e

E %Ee\ @ AT VU ik m Elarsa ] HHIM

~ : %15" " W 4150
ZéO ZéO
FED KB Grade T—5 1 >/%J Coated Carbide gﬁ‘? DLC FED KB Grade —5 1 >/%J Coated Carbide gﬁ‘? DLC
. EE . gt}]ﬁu High Speed, Light Cut E m % m . EE . gt}]ﬁu High Speed, Light Cut E m % m
BFBINL | A o v || | C3] | N BFBINL | A o v || | C3] | o
BT o EACARNIK D% BT o G| |3 (14
SEEEEEEIRRE: SEEBEEEIRRE:
2 cao aaRges g B 2 cao alaleg e sE B
O|IQ|OIQC|I0|QC|Q|=|T| r. O|IQ|OIQCI0|QC|Q|=|T| r
I I I CC << | | D I I | CIC << | | D
AXMT 060204PDER-L ©® ©® ® ® ® ® ® — — 04 AXMT 060204PDER-L ©® ® ©® ® ® ® ® — — 04
060208PDER-L ©® ®© ®© ©¢ ®© ® ® — | — 038 060208PDER-L ©® ®© ®© © ®© ® ® — | — 038
060212PDER-L ©® ® ® © ® ® ® — | — 12 060212PDER-L ©® ® ® © ®© ® ® — | — 12
AXMT 060202PDER-G (® ©® © ® ® & ® — | — 02 AXMT 060202PDER-G |(® ©® © ® ® & ® — | — 02
060204PDER-G © © ©® & ® ® ® —  — 04 060204PDER-G © © & & ® ® ® —  — 04
060208PDER-G (@ ®© ® ®© ® ® ® — — |03 060208PDER-G (@ ®© ®© ®© ® ® ® — — 038
060212PDER-G | ® (| ® ([ ® © ® ® | ® —  — 12 060212PDER-G | ® | ® ([ ® © ® ® | ® —  — 12
AXMT 060204PDER-H ©® ©® © ® ® ® & — — 04 AXMT 060204PDER-H ©® ©® ® ® ® ® ® — | — |04
060208PDER-H © ® © ©¢ ®¢ ® ® — | — 038 060208PDER-H © ® © ©¢ ®¢ ® @ — | — 038
060212PDER-H © © ® © & ® @& — | — 12 060212PDER-H ©® ® ® © & ® ® — | — 12
AXMT 060202PDFR-S | — | —|—|—|—|—|— | @® @02 AXMT 060202PDFR-S | — | —|—|—|—|—|— | ® | @02
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: For Aluminum Alloy
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L: Low Cutting Force, G: General Purpose, H: Stron
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For Aluminum Alloy

REL D EIEMAE G ONRRE H  5aE

L: Low Cutting Force, G: General Purpose, H: Strong Edge,

ol

W 2B rarts @ 723Y) B 285 Parts @72
mual | R |EAELEA MUILYF muays | R\ |EABLEA MLILIF
Screw Wrench  |Anti-seizure cream Torque Wrench Screw Wrench | Anti-seizure cream Torque Wrench

N-m

/

@RADYSY
@ 1 \/‘; A$\cable Cutters /
e A

/

BFTX018041P|0.5| TRX06IP | SUMI-P | WEX1010E(EL)~WEX1025E | [TRDR06IP05

BFTX01804/P|0.5| TRX06IP | SUMI-P | WEX1032F~WEX1063F | | TRDR06IP05

N-m *’Eﬁ:ﬁgﬁﬂj '\) Lo (Nm) Recommended Tightening Torque
O | FREEER —H  BELCULFRBA

@ mark : Standard stock item, mark : Unable to produce

N-m, }Eﬁ:ﬁﬂrﬂj I‘}IJQ (Nm) Recommended Tightening Torque
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SEC-UT—7 =)l Sec-wave Mill WEX2000F Series

WEX2000F=

WEXZOOOE/ELEE
EEAE| gaF

Ly 4

oD h7

10
a@l\ -
B KK (BEYA ) sody (Standard Type)

e~ PLLJKNN S H
|lu] o e = vl

gL [ \[ E

oD,
od H7|

oy,

. 2':175 (Eﬁg’f j) Body (Standard Type)
NE | =28

71 e EE T_" if Dimensions (mm) o
== §C LBl Stock ﬂDC ﬁd ng a b Lf e1 E %)etohf (kS)

WEX 2040F @® 40|/16| 9| 8456(40|28|18| 6 |0.19
2050F ® (50|22 11[10.4/6.3|/40|26 20| 7 |0.29
2063F @ (6322 11]10.46.3/40|/26 20| 8 |0.51

1) § S EE T_'— ;f Dimensions (mm) 3\]@ %‘;%
== o Stock ﬁDc GDS Lf gs L ¥$é|? (kg)
WEX 2014E @ 14 | 16 | 25 55| 80| 1 |0.10
2016E @ 16 | 16 | 25 751100 | 2 |0.13
2018E ®| 18 | 16 | 25 751100 | 2 |0.14
2020E ®| 20 | 20 | 30 80| 110 | 3 |0.22
2022E ®| 22 | 20 | 30 80| 110 | 3 |0.23

WEX 2025E ®| 25 | 25 | 35 865|120 | 4 |0.38
2028E ®| 28 | 25 | 35 851|120 | 4 |0.39
2030E @ 30 | 25 | 35 851|120 | 4 |0.40
2032E ® | 32 | 32 | 40 90 | 130 | 5 |0.70
2040E ®| 40 | 32 | 30 | 120 | 150 | 6 |0.91

WEX 2050E ®| 50 | 32 | 30 (120|150 | 7 | 1.02
2063E ®| 63| 32 | 3 120|150 | 8 |1.22

(O I 54T) (Long Type)

WEX 2014EL @ 14 16 | 25 95 | 120 1 0.14
2016EL ®| 16 | 16 | 25 | 120|145 | 2 |0.19
2018EL ® | 18 16 | 25 | 120 | 145 2 |0.19
2020EL ®| 20 | 20 | 40 | 110|150 | 2 |0.32
2022EL @ 22 | 20 | 30 | 120|150 | 2 |0.33

WEX 2025EL ®| 25 | 25 | 50 | 120|170 | 2 |0.55
2028EL ®| 28 | 25 | 30 | 140|170 | 2 |0.59
2030EL ®| 30 | 25 | 30 | 140|170 | 2 |0.60
2032EL ®| 32 |32 |60 120|180 | 2 |0.99
2040EL ®| 40 | 32 | 30 | 150 | 180 | 2 | 1.12

2&17-’-((C7' J 7(;%‘H3fﬁ/‘utaﬁ DFEE Ao Inserts are not included
B FY7 e £, MR @ TP @EY.,

e

2}11"

MFESHE Grade J—5 1>/ Coated Carvide }E‘E M
N %ﬁgﬂ]ﬁljwsﬁ Light Cut B m % m m
1%;?250%[ iﬂlﬁﬁtﬂﬁu General Purpose m gi % m
*Ht)]‘ﬁ’” Roughing m m m
glglg/glglgls T
it ﬁCat.No. o 8 2 g Q % g § R
OO Q|Q|Q|IQ|O|—=|SD]| T
| < ||| <|<|< ||| ‘¢
AXMT 123504PEER-G ©® © © @& © —|—|04
123508PEER-G (@ (@ ® © © —|—08
123512PEER-G | @ (@ @ @ © —|—[12
AXMT 123504PEER-H ©® © © | ® | ©® —|—|04
123508PEER-H (@ © © @ © —|—108
123512PEER-H @ @ (@ (@ | ® —|—[12
AXMT 123504PEER-E ® ® — | — 04
123508PEER-E ® ® —|— |08
123512PEER-E ® e | |12
AXMT 123508PEER-EH ® ® |08
AXET 123502PEFR-S |—|—|—|—|—|—|— | ® | @] 0.2
123504PEFR-S |— |—|—|—|—|—|—|@® | @ |04
123508PEFR-S | — | —|—|—|— 1 — — 1 @®|@®/ 08

KEG AL H:E®ER, E/EH: RTVURME - #EIMA. S 7IL=6%R
G: General Purpose, H: Strong Edge, E/EH: For Stainless Steel/Exotic Alloy, S: For Aluminum Alloy

- EBI:?:I Parts

AEICTF v TIFEIHAATH D F B Ao Inserts are not included

B FY7 e @7 ML @ET. @SR @EY,
%11"

FEDLE Grade TJ— 4 /%7 Coated Carbide %ﬁ;jﬁi DLC

N %E . ﬂt}]ﬁu High Speed, Light Cut E m % 7@@

)%E(EELHI ;ﬂ‘ﬂatﬂ‘ﬁl” General Purpose a,@gi m

ABYJH) Roushing || |8

SEEEEBERRE:
al %CatNo E&EQQ%% S —
2RR22REE|E "
AXMT 123504PEER-G © © ©® ©® © —|— |04
123508PEER-G (@ | @ | @ © © —|—|08
123512PEER-G | @ © © @ © —|— 12
AXMT 123504PEER-H @ © ® @ ©® —|— |04
123508PEER-H (@ ® © @ ©® —|—|08
123512PEER-H (@ | @ [ ® @ | ©® —|—12
AXMT 123504PEER-E ® ® — | — 04
123508PEER-E ® ® — | — |08
123512PEER-E ® 0 —|— |12
AXMT 123508PEER-EH ® ® — — 08
AXET 123502PEFR-S | —|—|—|—|—|—|—|@®|@®| 0.2
123504PEFR-S |—|—|—|—|—|—|—|®|®| 0.4
123508PEFR-S | —|—|—|—|—|—|—1@®|@®] 0.8

REG NARL H:E@ER. E/EH: AT VUM - #EIMA, S 7IL=EEH
G: General Purpose, H: Strong Edge, E/EH: For Stainless Steel/Exotic Alloy, S: For Aluminum Alloy

. II:IIBEI:I Parts

mau AT | BB LA

Screw Wrench Anti-seizure cream

ERADYS

@ Applicable Cutters
‘N 'm

BFTX0306IP|2.0] TRDRO8IP |  SUMI-P WEX2040F~WEX2063F

mfaL AN BB LA
Screw Wrench Anti-seizure cream .
BRANDY S
\\\\ N Applicable Cutters
BFTX03051P WEX2014E (EL) ~ WEX2018E (EL)
BFTX03061P 2.0/ TRDROBIP |~ SUMI-P WEX2020E (EL) ~ WEX2063E
N-m ﬁﬁﬁﬂtﬂj '\)I./g (Nm) Recommended Tightening Torque

O : 1REEER R BIdEmR —H REVCULEEA

@ mark : Standard stock item, Blank : Made to order, mark : Unable to produce

N-my HESZH (S )LD (N-mM) Recommended Tightening Torque



SEC-Dx—7=)l sec-Wave Mill WEX3000E/ES/EL/E-C/ES-C Series

SEC-Ux—7=)b sec-wave Mill WEX3000F Series

WEX3000E/ES/ELJE-C/ES-Ca

s EEE PIJKININ S H
Rakemﬁ J;’;_'ar‘j P s s 7Is mA EREw
Al el
Axial Metal Alloy Steel

g 191 == EV,

Q \ Q

A s

. zkﬁs (Eﬁ’i"f 7) Body (Standard Type)

| EE T_" 5£ Dimensions (mm) 3‘]%& @E;
EZJ § ca o Stock QDC QDS Lf gs L ¥§e$ (Eaj

WEX 3025E-20 ® 25|20 |3 | 8120 2 |0.25
3025E ® 25|25 |3 | 8|120| 2 |0.37
3028E ® (28| 25|35 | 8120 2 |0.39
3030E @® (30| 25|40 | 90|130| 3 |042
3032E-25 @32 |25 |40| 90/130| 3 |0.43

WEX 3032E @32 |32 40| 90|130| 3 |0.67
3035E @®| 35|32 40| 90/130| 3 |0.69
3040E ® |40 | 32 | 50 [120|170| 4 |1.01
3050E ® 50|32 |50 (120|170 5 |1.23
3063E @®| 63|32 |50 120|170 6 |1.58

(3—bF4F) (Short Type)

WEX 3050ES ®| 50|32 |25|110|/135| 5 |0.86
3050ES-42 ® | 50|42 | 25 |110|135| 5 |1.36
3063ES ® | 63|32 |25|110/135| 6 |1.02
3063ES-42 ® 63|42 | 25 |110|135| 6 |1.52

(@I HZA47) (Long Type)

WEX 3025EL ®| 25|25 |50 (120|170 2 |0.54
3028EL ® 28| 25|50 |120|170| 2 |0.56
3030EL ®| 30| 25|60 |120/180| 2 |0.60
3032EL ®| 32|32 |60 120(180| 2 |0.95
3035EL @®| 35|32 |60 |120|/180| 2 |0.98

WEX 3040EL @® |40 | 32 | 80 |[140|220| 2 |1.38

(O—REYFHFAF) (Coarse Pitch Type)

WEX 3040E-C ® |40 | 32 | 50 |{120|170| 3 |1.04
3050E-C ®| 50| 32|50 (120|170 3 |[1.28
3063E-C @®| 63|32 |50 (120|170 4 |1.64

(3—b&A—REYFHFALF) (Short & Coarse Pitch Type)

WEX 3050ES-C ®| 50| 32|25 |110|135| 3 |0.91
3050ES-C-42 (@ | 50 | 42 | 25 |110|135| 3 |1.41
3063ES-C ® (63|32 |25|110|135| 4 1.07
3063ES-C-42 @ | 63 | 42 | 25 |110|135| 4 |1.57

${$|:5\: v 7[3%@375&}1}(@ DZFE Ao Inserts are not included
B FY 7 inserts

GHSIR Refer to the table on the right

% /—AR2.0 R3.00Fy T ZmDIT HRCIERT + DIEEDUETT

Modifications to the cutter body is required when using inserts with large nose radius (R2.0 or R3.0)

 COIvIEEMILTLEE L,
/ Modifications to be done on this corner edge.
LﬂuI@Ef Modification guide :

/—ZXR2.0DiIFE:C1
For 2.0 nose radius : C1
(AXMT170520PEER)
/—XR3.00DEZEE:C1.5

For 3.0 nose radius : C1.5
(AXMT170530PEER)

14 CO.5 &5 TVE T,

Standard chamfer : C0.5

. gBIJI:Iu Parts

maL )N | GEABRLER]
Screw Wrench Anti-seizure cream N
N AN Y Y
%\\\\\\\ 6 / f Applicable Cutters
N-m
BFTX0407IP WEX 3025E (EL)~3030EL
Berxodoaip 0| TROR1SIP | SUMIP e aiaoe (1) ~3063E (ES)”

N-m ;ﬁﬁﬁ‘ﬁfiﬂj— ~NLo (Nm) Recommended Tightening Torque
O | REEER #H FI4ER -0 BEVLIEA

@ mark : Standard stock item, Blank : Made to order, mark : Unable to produce

WEX3000F/Re WEXF3000R=

B PN T PIIIKININ S H
;;a;;‘a'@ wor 14 00°| R 1o

Axial Aloy [ seel

I ‘ \,\
o o S
9 st “"g
‘ML,

. ZMZIS (%ﬁ@’(j) Body (Standard Type)

9:?.2 § . Eﬁﬁ T_r if Dimensions (mm) 3‘]%&} %%
swck|gD,| 0d |00s| @ | b L 01| ¢ T (kg)
WEX 3040F @ (40 |16| 9(8.4|5.6|40(28|18| 4 |0.16
3050F @ (50 |22 |11 (10.4/6.3|40(26|20| 5 |0.25
3063F @ (63 |22|11(10.4/6.3|/40|26|20| 6 0.48
WEX 3080R @ |80%25.4/13|9.5| 6 |50|31|25| 4 |1.06
3100R @ |100%31.75/ 17 {12.7| 8 |63(39.5325 5 |1.99
3125R @ 125 |38.1/30(15.9/ 10 | 63 |42.5[355| 6 |2.89
(BHFAT) (Fine Pitch Type
WEXF 3080R | @ 80254/ 13[9.5] 6 |50|31]25] 7 |0.98
3100R @ (100%31.75/ 17 [12.7| 8 |63 [39.5132.5| 8 1.91
3125R | @ |125 38.1/30|15.9/ 10|63 |42.5[35.5) 9 |2.80

2&17-’-((C7' v 7(;%&3’5&/\!(@ DFE Ao Inserts are not included

#9080, 0100/3vF DT —) \NDFFEHMHIFCIE JIS B1176[7xATUIEMRILN]
(680—M12%x30~35mm. @100—M16X40~45mm)ZfERTEL,
*Please use hexagonal bolt JISB1176 (280: M12 x 30~35mm, 2100: M16 x 40~45mm)
for securing the 880 or 100mm cutter to the arbor. )

B Fv7 e Q ", W &b (K] ik [N] o S| e

e S
=Ny VEER
re 17.54 559
*j’%éﬁj\;‘ﬁ Grade -4 >)4J Coated Carbide i‘ﬁl% m
N %E-gwﬁ”-{gﬁpeec Light Cut ﬂ m % @ m
I%ECEEO—;[ }J‘Uﬂtﬂ‘ﬁ‘] General Purpose m Egi m
*ﬁtﬂ%ﬂ Roughing m 7 m %
sgglg|glglg T
Bl 2 cano alaegesg g
QIO OIQIQ|IQO|Q =D r
NI CC|<C|T | D 8
AXMT 170508PEER-L ©® ® ©® @ ©® —|1—]08
AXMT 170504PEER-G (©® © © ® | ©® —|—]04
170508PEER-G ©® ©® ©® © ©® —|—|08
170512PEER-G ©® [ ® (@ (@ ©® — =112
170516PEER-G ® ©® ©® @ ©® —|—1|16
170520PEER-G* (@ ([ ® | ® @ | © —|—1]20
170530PEER-G* © ©® © | ® | ©® —|—|3.0
AXMT 170508PEER-H © | ® ©® @ | ©® —|—1]0.8
170512PEER-H ©® © © @ | ® —|—]12
AXMT 170504PEER-E ® O —|— |04
170508PEER-E ® ® — — (08
170512PEER-E ® e —|— |12
170516 PEER-E ® ® | — (16
170520PEER-E * ® O —|— |20
170530PEER-E * ® ® | — 30
AXMT 170508PEER-EH ® ® |08
AXET170502PEFR-S |—|—|—|—|—|—|—|®|®]0.2
170504PEFR-S |—|—|—|—|—|—|—|®|®| 0.4
170508PEFR-S | —|— el Bl ® @ 038

FEG NAEL H: B, E/EH: RTVURE - BEMA. S PIL=4%R
G: General Purpose, H: Strong Edge, E/EH: For Stainless Steel/Exotic Alloy, S: For Aluminum Alloy
*EIDF v FEARICIENT « DIEEDMIE T, * Cutter body modification is required

- :I:I:BI%I Parts
maL )N | A BA LA

Screw Wrench Anti-seizure cream

S,
e /| 7

ERAY S

Applicable Cutters

WEX3000F 24 /WEX3000R 2¢
WEXF3000R #¢

N-m ;&ﬁﬁ‘ﬁf\j[j— ~NLZ (Nm) Recommended Tightening Torque

BFTX0409IP|3.0| TRDR15IP |  SUMI-P




SEC-9T—7=)l sSec-Wave Mill WEX2000M/3000M Series

e I

P
= o | ZE

WEX2000M/3000 Mz

(2000MZ)  (3000MZY)

=R, EmluftEIrA

For High Efficiency, High Quality Finish

WEX2000M WEX3000M

B ~NvR (WEX 2000M) Head (WEX 2000M)

XAHE -4 %

h

Lt

L

7 %Cat.No EE T_'— 5£ Dimensions (mm) 7\]@
- ~ |secl@DeleDi | M L [ Ls [L1[Lo| W] A %8
WEX 2016M08Z2 @® | 16 | 8.5|M8 |42 |25| 5 (17| 8 |13 2
2018M08Z2 @® | 18 | 8.5/M8 |42|25| 5 |17| 8 |13| 2
WEX 2020M10Z3| @ | 20 (10.5|M10{49|30| 5 (19| 8 15| 3
2022M10Z23| @ | 22 |10.5|M10{49|30| 5 |19/ 8 |15| 3
WEX 2025M12Z4 @ | 25 |12.5|M12|56 |35| 5 |21|10|19]| 4
2028M1224| @ | 28 [12.5|M12|56 /35| 5 |21|10|19]| 4
WEX 2030M16Z4 @ | 30 |17.0/M16/63 40| 5 [23|10|24| 4
2032M1625| @ | 32 [17.0|M16/63 |40 | 5 |23 10|24 | 5
2040M16Z6| @ | 40 |17.0/M16/63 40| 5 [23]|10|24| 6

KIRICF v TFHIHAATHDD F B Ao Inserts are not included
. EEEUJIJ?U"H Cutter Identification

WEX 2 016 M08 Z2

@
BES

Cutter Series

FyIPLZX HE

Insert Size  Cutter Diameter

BfFFRUE 8

Mounting Screw Size  No. of Teeth

B 7 —/\ Aor 33 10 X—IBETBRL L), Pease efer o P 10 for cetas
e —
B FY7 e SRl K et N ool S i
'ﬁ
%[11"
gég

&S oo T4 77 comacance__[EBIDLC

N %ﬁ . gﬂ]ﬁ” High Speed, Light Cut E m % m

%EZJJEEF ;ﬂ,ﬁﬁt}]ﬁu General Purpose m gi m

TR v e AMMIK)
glgggglg|s T
Bl 2 catNo. alaeggsg B
QIO QIO QO|Q|QO|=|TD]| r

I ICICIC|LC|<C|T | DO 8
AXMT 123504PEER-G © © © @ ©® —|—1]04
123508PEER-G (@ © © (@ ©® —|—]0.8
123512PEER-G | ® © ® @ | ® —|—]1.2
AXMT 123504PEER-H @ © © @ | ©® —|—1]04
123508PEER-H © © (@ @ ©® — 0.8
123512PEER-H @ © (@ (@ | ® —|—]12
AXMT 123504PEER-E ® ® | — 04
123508PEER-E ® ® —|— 08
123512PEER-E ® 0 —|— 12
AXMT 123508PEER-EH ® ® —|— 038
AXET 123502PEFR-S | —|—|—|—|—|—|— | @ |@® | 0.2
123504PEFR-S |— |—|—|—|—|—|—|©®|@® |04
123508PEFR-S | — — 1= ® @ 08
REG ONAEL H:EmEL E/EH: ATVURM - #EMA. S FILIEGEH

G: General Purpose, H: Strong Edge, E/EH: For Stainless Steel/Exotic Alloy, S: For Aluminum Alloy

B &Boa (368) (WEX2000M/3000M)

M4 U screw| AJVF wrench Zﬁlgfﬁe‘%ﬁg
BRANY B

@ ] % Applicable Head
BFTX0305IP 2.0 WEX2016M/WEX2018M
BFTX0306IP | 2.0 TRDROSIP SUMI-P WEX2020M~WEX2040M
BFTX0407IP 3.0 TRDR15IP WEX3025M~WEX3030M
BFTX0409IP 3.0 WEX3032M~WEX3040M
@ ﬁﬁtﬁﬂr_ﬂj '\}Llﬁ (Nm) Recommended Tightening Torque
O RERER &H RI4ER —H: REVCULIEEA

@ mark : Standard stock item, Blank : Made to order, — mark : Unable to produce

Bl N (WEX 3000M)Head (WEX 3000M)

E % at Mo EE T_" ;E Dimensions (mm) ﬂ;ﬂ
- ] Stock QDC QD1 M| L Lf L1 L2 Wi h %51?
WEX 3025M12Z2 @ | 25 [12.5|M12|56 /35| 5 |21|10|19]| 2
3028M12Z2| @ | 28 |12.5|M12|56|35| 5 |21|10[19]| 2
WEX 3030M16Z3 @ | 30 [17.0|M16{63|40| 5 |23|10|24| 3
3032M16Z3| @ | 32 [17.0|M16/63 |40| 5 |23|10|24| 3
3035M16Z23| @ | 35 |17.0|M16/63 40| 5 |[23|10|24| 3
WEX 3040M16Z4| @ | 40 [17.0|/M16{63 40| 5 |123|10|24| 4
ARICTF v TFHEIHAATHD D T Ao Inserts are not included
B 77—\ Avor 313 10 X—IBTBILFZEL), Pease efer P 10 or detas
[ | 9:‘77 Inserts m Sreel @&if%ﬁ@ m?‘%%mw m%ﬁ%ﬁ% ngﬁujih
foit 1
re 17.54 1299 !
HEH T e 5 1 oo [EEDL
N E}E . gt}]ﬁ\] High Speed, Light Cut ﬂ m % m m
I%E(EEIC} /ﬂﬁﬁtﬂﬁ” General Purpose m ﬂi m
ABL)H) rowgning eI K]
g 8|8|8|8 8|8 &
Bl 2 catNo. alaegesg |gf&
QOO |Q|O|O|—|TD]| r
I ICICIC ||| D 8
AXMT170508PEER-L ® ©® ©® ©® ©® —|—|08
AXMT170504PEER-G © ©® © ©® ©® —|— |04
170508PEER-G ©® © © | @ ©® —|—10.8
170512PEER-G (® © ® | ® | ©® — 1.2
170516PEER-G ©® © © | ® @ —|—11.6
170520PEER-G* | @ © © | ® | ©® —|—20
170530PEER-G* ® ©® © | ® | ® —|—183.0
AXMT170508PEER-H © @& © ©® © —|—|08
170512PEER-H (® | ® ([ ® | ® © —|—|12
AXMT 170504PEER-E ® e —|— |04
170508PEER-E ® ® —|— 08
170512PEER-E ® e —|— |12
170516PEER-E ®® — — |16
170520PEER-E * ® e —|— 20
170530PEER-E * ®® | — |30
AXMT 170508PEER-EH ®® | — 08
AXET 170502PEFR-S | —|—|—|—|—|—|—|® @ 0.2
170504PEFR-S |—|—|—|—|—|—|—|®|®| 0.4
170508PEFR-S | — — | —|—|—|—|— 1 ® @038

KEG NBR H:&®ER. E/EH: AFTVUAM - #EHIMA, S 7IL=a%M
G: General Purpose, H: Strong Edge, E/EH: For Stainless Steel/Exotic Alloy, S: For Aluminum Alloy
*ENDF v IEBRICIENT 4 DIEEDNRNETY, * Cutter body modification is required



SEC-

E :J“ 1 5 _— “J _’ b SEC-Modular Tools

WEY2S5—Y—)LOFMIE (4501 =1—2 No.484 [SEC-EV15—Y—Ib] #TELZEL,
B SEC-EYa15—Y—IVERA7—/\ (BBT —{4&)
- BEAMNIICHINT &BBT 87 —/)\EHclCSA VT v T

LF

L6
LBX
. ”’,,Jr— L
AP T
[ \
g/l
Q
A@_ U
H BBT—{#E47—/\ ~F (mm)
R_U INES NE | BEREL RS R[UERS | ZT/HEU
F 7 __ra
B & % TGRKs | DCB BD L6 LBX L7 LFe | T
BBT30-M8-50 ° M8 8.5 15.9 73 50 18 98 5
M10-45 Y M10 105 19.9 68 45 20 98 A
M12-40 o M12 12.5 24.9 63 40 22 98 F=)
M16-35 [ ] M16 17 31.9 58 35 24 98 5

*LF [INVRERBEROREHUELELDFT, ¥BIG-PLUSTFABMEKODEREIRETT,
MBTI0EHDHMICHSERVCEITE T,

B SEC-EYVa5—Y—)VER7—/\ (Bi&E7—/\/ @7 —I\)
- BT — ) \EDHEHEDE T, 6DYA XFTOMIITHIE

CRKS
o 2 Y /( ______________________ | =
— — — — — — — Il
o I N L[~ 2
) 5

L4

L5

LF2

M10 46
M12 60
M16 80

W #EBE7—/\ 5 (mm) H#H7—N\ 5 (mm)
B = 7 |[RU | B VvV 2K | RS RUFS R B E 7 |[RU | B YvV) 2K | RS RUFS R
[ |CRKS|DCB|DMM|LF2]| L4 | L5 |LF* [ |CRKS|DCB|DMM|LF2| L4 | L5 |LF*

MA15M08L120C |® M8 | 85| 15 |120| 10 | 18 | 145 MA16MO8SL120S |® M8 | 85| 16 |120| 10 | 18 | 145
15MO08L160C |@® (M8 | 85| 15 |[160| 10 | 18 | 185 20M10L150S | ® |[M10|10.5| 20 | 150 | 10 | 20 | 180
16MO0O8SL120C |@® (M8 | 85| 16 [120| 10 | 18 | 145 25M12L200S | ® |M12|12.5| 25 |200| 10 | 22 | 235
16MO0O8SL160C |@® (M8 | 85| 16 |160| 10 | 18 | 185 32M16L200S | ® |M16|17.0| 32 [ 200 | 10 | 24 |240

MA18M10L150C |® M10/10.5| 18 | 150 | 10 | 20 | 180 y Ty
18M10L200C | ® [M10|10.5| 18 [200| 10 | 20 |230 W EROFUTS
20M10L150C | @ |[M10|10.5| 20 | 150 | 10 | 20 | 180
20M10L200C | ® M10[10.5| 20 |200| 10 | 20 | 230 MA 15 M08 L120 Q

MA23M12L200C | ® |M12[125] 23 [200] 10 | 22 | 235 L T T T
23M12L250C | ® |[M12|125| 23 |250 | 10 | 22 | 285 (§:5®
25M12L200C | ® |M12|12.5| 25 |200| 10 | 22 | 235 -
25M12L250C | @ |M12|12.5| 25 | 250 | 10 | 22 | 285 W R BLD (N-m)

MA28M16L200C | ® [M16]17.0| 28 [200| 10 | 24 |240 A REBRED T [CTERLEE L,
28M16L300C | @ M16|17.0| 28 | 300 | 10 | 24 | 340 Ay REP - BB, T [H11F MUIREE] (LTI TS,
32M16L200C | ® |M16(17.0| 32 | 200 | 10 | 24 | 240 EUTFBRETICA Y REF—)\D [EUFFRUE] ZTHER S0,

M16|17.0| 32 |300| 10 | 24 |340
EaMIGESHOEIS . [EiNoReE
RUTAZ "
=
Oty Mk (+) M8 23

| LFAYRHT—/CEREEOTER) |

10 O RHEEER



SEC-x—J=)b

SEC-Wave Mill WEX Series

| Hﬁtﬂﬁu%ﬁ: Recommended Cutting Conditions g]gfj;]mosn:mm of Cut
WEX100Q | wex1000 Series t,%ﬂ’a,’%a' N
TE oo :WEXTIO12E  Fw T et : AXCJTOB028! wmsomm 4
BIIEI SR cutting Conditions & FIJ3AGKFEE Depth of cut Amm, FJHEIME widthof cut 1.0mm, Dry N
5, ¥ & Grade
S0 9-5| L 2| ACP100 | ACP200 | ACP300 | AGK200 | ACK300 | ACM200 | ACM300 | DL1000
bre= kI e | | —HZHODEDE f,(MM/1) Feed fate
WEiS H(E'QEQS -2 (0.08]0.12]0.16{0.08]0.12]0.16]0.08]0.12]0.16]0.10]0.15/0.20]0.10]0.15]0.20]0.08]0.10]0.12]0.08]0.10]0.12]0.05/0.15]0.22
essf RO . :
YIMIERRE Cutting Speed ve(mM/min)
i, jesRdl S16C 125| G |260[240]220[240]220]200[ 220/ 200/ 180
Steel, Carbon Steel SA5C 190| G |200|180|160{180|160| 140|180/ 160|140
S45C BEAN Hardened 250| G |180/120/140|160|140/120(150|130|110
S75C 270| G |160|140/120|150|130|110{130/110/110
S75C AN Hardened 300| G [100/80 | 70| 90| 70|60 |70 | 60 |50
K5 SCM.SNCM 180| G {200|180]160|180/160/150|160(150(130
Low Alloy Steel SCM . SNCM 2 AN Hardened 275| G [130[110| 90 |120]100| 90 [100| 90 | 80
SCM, SNCM AT Hardened 300| G |120[100 80 |100| 90| 80 |90 | 80 | 60
SCM, SNCM BEAI Hardened 350| G |90/80 60|80 70| 60|70 60 40
Ba&H SKD.SKT.SKH 200| G |180|170(160[170|160|130|150| 140|120
High Alloy Steel SK D, SKT, SKH EAM Hardened {325 G [100 80 | 60 | 80| 60 | 50 | 60 | 50 | 30
AT YUAE SUSA30 (T4 b/ T134MR) TR A, 200 E 170]150]120[140[130]110
Stainless Steel SUSA03M(VLT/H/MRRAN)  SEinaes: 240| E 140(120(100{120/100| 90
8US304.3US316(A—A7F4MR) DL 1180 E 180,160|140|160/140/130
Sk Cast Iron G 2401220/200[220/200/180
595 A)VFEEk  Ductile Cast Iron G 160/140/120[140/120/100
S Exotic Alloy E 5035 [45/25
ZIL=E%F Si<12.6% Aluminum Alloy S 800/600/400
et SI212,6% AuminumAlloy L) Sl bl 2401200/ 160
fHSsE Copper Alloy S 3301330/ 270

O EARIR R D— IR IS5V TI5E) [CROCIERYBIRA CIIIN T CEEWEENDDE T,

The recommended cutting conditions may not be practical under certain operating conditions (i.e., machine, work shape, clamping system).

@ ENLDHEIF EXDREZ LEEHIED70%IEEELTEE L,

For groove milling, adjust feed rate to around 70% of the above values.
_FERIHIEIEERTHD SR DT — IR AR EE LK DABDUETT,

Note The cutting conditions above are a guide. Actual conditions will need to be adjusted according to machine rigidity, work clamp rigidity, cutting depth, and other factors.

| WEXEOOO | WEX2000 Series tJJli‘d'JWE \“-"c'hcfc‘w a,=12.5mm
TE oo :WEX2025E Fw 7 nsert : AX[JT1235E DABRS ap=smm¥
tﬂ‘ﬁu%fq: Cutting Conditions w]ﬂaj-;%é Depth of Cut Smm, JG)J%’UII]E Width of Cut ]25mm’ Dry
5. # & Grade
- 9-4| D £| ACP100 [ ACP200 | ACP300 | ACK200 [ AGK300 [ ACM200 [ ACM300 [ DL1000
~ R e || —REDDEDE f,(mm/D) Fecd Rate
e BT el H(alr_fezs # < [0.08]0.150.20]0.08]0.15]0.20]0.08]0.15]0.20]0.080.15]0.20]0.08]0.15]0.20[0.08]0.15]0.20]0.08]0.15]0.20]0.05[0.150.22
;RO :
YIHIERRE Cutting Speed v (m/min)
. FeZREH S15C 125 380[350] 330[350/ 330] 315330/ 315] 295
Steel,Catoon Steel SASC 190 285|255| 235(255|235| 220 235|220/ 200
S45C AN Hardened 250 235/210/190(210|190|170|190|170| 150
875C 270 190|162|143|171|152| 133152/ 133|115
S75C AN Hardened 300 145/115| 95 [115/ 95| 75| 95| 75 | 55
{E5=8H SCM.SNCM 180 265|235/ 220|235|220|200{220| 200| 180
Low Alloy Steel SCM, SNCM BEAMN Hardened 275 170| 145(125(150/130|115/130| 115| 95
SCM. SNCM BEAMN Hardened 300 150|125|105|135/115| 95 115/ 95 | 75
SCM. SNCM BEAM Hardened 350 125/ 95| 75 |105| 85 | 65 85 | 65 | 45
=a%# SKD.SKT.SKH 200 235|210|190{210|190| 170[190[ 170|150

High Alloy Steel SKD, SKT ., SKH BEAN Hardened 325
ATV SUSA30 (R T84 N T131MR) St iy | 200
Stainless Steel SUSA03M(VNTUHANRAN) iRt [ 240

SUS304.5US316(#=ATF4NR)  AERLE™"°  ]180

125/ 95| 75|95 75|56(75(56]36

175|155|125|155|140|110
160{140{110|145/125|100
190]170|140{170] 150|125

woommeiomTmeoo0000 00

58k Cast Iron 285|255|235|255(235|220

979/{)[/%& Ductile Cast Iron 190(160|140{160{140|125

BEEIAA Exotic Alloy 300 50|40 45135

(HHAAE.BAE.TIRE ete.) (Heat Resistant Aloy, Super Aloy, TiAloy etc) 330 35|25 30|20

FIL=EFE Si<12.6% Aluminum Alloy 11000750/ 500
Si>12.6% Aluminum Alloy 250(200{170

$REE Copper Alloy 350/330/300

OFEARIE RH. D—IHK. IS5 TI155E) [CR o T IERYBIRHA CIIN I CERFWEEN HOE T,

The recommended cutting conditions may not be practical under certain operating conditions (i.e., machine, work shape, clamping system).

@ENTOBEIF EDEREZ FELHIED70%IEEELTLEE L,

For groove milling, adjust feed rate to around 70% of the above values.
LEUHIRAEERTH D AN D — I8 AR EEICROBRENNETY .

Note The cutting conditions above are a guide. Actual conditions will need to be adjusted according to machine rigidity, work clamp rigidity, cutting depth, and other factors.
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SEC-Dx—7=)

SEC-Wave Mill WEX Series

. mﬁtﬂﬁu%1¢ Recommended Cutting Conditions

WEX3000 | wexaooo series GRUE o o ag=16mm
TE 1ol WEX3032E Fw nset : AXMT170508PEER-[] &% a- 5mmL lg

Depth of Cut
HISEHE cutting Conditions & F3AGHFZFREE Depth of cut SMM, FJHEINE wisth of cot 16mm, Dry !

# % Grade
S0 9—4| [ 2 | ACP100 | ACP200 [ ACP300 [ ACK200 | ACK300 [ ACM200 [ ACM300 [ DL1000
o= A | © —FEODEDE f,(Mm/t) Feed Rate
G Work Material H(:'f)ss i 0.12]0.25]0.35]0.12]0.25[0.35[0.12]0.25]0.350.12]0.25]0.35]0.12]0.250.35[0.12]0.25(0.350.12]0.25]0.35[0.05[0.15]0.25
YIBIEE Cutting Speed ve(mM/min)

il 53R S15C 125 400/370|350(370/350(330[350[ 330/ 310

Steel, Carton Steel S45C 190 300|270|250| 270|250 230|250 230|210

S45C FEAN  Hardened 250 250/220|200(220200|180{200| 180|160

S75C 270 200|170|150|180| 160|140/ 160|140/ 120

 S7BC AN Hardened 300 150|120/100|120/100| 80 [100| 80 | 60

{K&&8 SCM.SNCM 180 280|250|230(250(230|210{230| 210|190

Low Alloy Steel SCM, SNCM BEAIN  Hardened [275
SCM.SNCM AN Hardened 300

. SCM.SNCM *ﬁlﬂ Hardened | 350
=asea SKD,SKT,SKH 200
High Alloy Steel SKD, SKT,SKH AR Hardened | 325
AT YU SUSA0fRILTYH D T134NF) Sl et [ 200
Stainless Steel SUSA03 (VLT /HANRRAN) S5i8eie it co| 240
5US304.5US316(A=A7H/Mp) v~ [180

180|150|130|160|140120]140| 120|100
160|130|110|140|120|100{120{100| 80
130/100| 80 {110/ 90| 70|90 | 70 | 50
250|220{200)220|200{180|200| 180|160
130]100| 80 {100 80 | 60 | 80 | 60 | 40

185/165/135/165|150 /120
170/150/120|150{135/110
200/180|150{180/160|135

oo ommeomTme oo oo 0o o oo o FRI—C\

#hE% Cast Iron 300/270]250|270{250|230

9794”}%&* Ductile Cast Iron 200[170{150{170/150{130

BRI Exotic Alloy 300 50 | 30 45|25

(m%ﬁﬁﬁﬁﬁi ﬁﬁ BtC.) (Heat Resistant Alloy, Super Alloy, Ti Alloy etc) | 330 50 | 30 45125

TIL=B% Si<12.6% Aluminum Alloy 1000/750|500
Si>12.6% Aluminum Alloy 250(200(170

& Copper Alloy 350(330/300

O EARIRE R D— IR IS5V TI5E) [CR O TR CIIIN T CEEWEENHDE T,

The recommended cutting conditions may not be practical under certain operating conditions (i.e., machine, work shape, clamping system).

@ ENLDSEIE GEDEEZ LEHIED70%EEELTLEEW

For groove milling, adjust feed rate to around 70% of the above values.
LEUIHIRAEER TH D A D — I8t AR EEICROBRNNE T,

Note The cutting conditions above are a guide. Actual conditions will need to be adjusted according to machine rigidity, work clamp rigidity, cutting depth, and other factors.

. ’\UjJ”/ * ‘Itﬁﬁim[lIUJ}E"gﬂE Recommended Values for Helical Milling and Ramping

ANUBIVINIHEOEER AU AL - BRI T OHELR(E
Helical Boring Recommended Values for Helical and Plunging
BEUTOBS WEX1000 (axcros---) | WEX2000 (axoria--) | WEX3000 (axT17:++)
b0 FRENTEDE NE(mm) [ AUAJUALL (mm) [EFIT | AUALII(mm) [ERIIT [ NUAJUALT (mm) [HERAT
B—AhHwvITlE QDC HDIH»\( al D Pllgngq jJ[]IHHK cal D P\g%&wg HDI@\( al D F’\gggg
| utter External b R B
fjl}%z—j’ﬂg N oo © ‘Tar;c}cr ‘ E:U\lg 57‘1’)7% “““ jitU? 5)577% (&tﬂ? 5‘/5‘/7@
% V/_ b ﬁ/“J B E*Rt{:t o (Max) ﬁP/J ¥ %r?qg ) a* (Max) | ﬁn’% V=3 Hyﬁ(& ’ a;(Max.)
d g Min Max. Max. Ramping Angle Viin Max: Max. Ramping Angle Min. Max. Max. Ramping Angle
10 16.0 18.0 | 2 30’
RARLU DSBS 12 20.0 22.0 1 45’
Ve Damaz erbore . 14 24.0 26.0 125’ 25.0 27.0 140’
o0 iy oo 16 280 | 300 | 1°00" | 29.0 | 31.0 | 1720
HlETEE 18 32.0 34.0 | 045 33.0 35.0 | 110
an be 20 36.0 38.0 0° 30’ 37.0 39.0 100’
22 41.0 43.0 0 50’
25 46.0 48.0 0° 30’ 47.0 49.0 0 45’ 44.5 48.0 130’
28 53.0 55.0 | 045 50.5 54.0 | 110
= 30 57.0 59.0 0 40’ 54.5 58.0 110’
HEFII LS O/ R 32 600 | 620 | 025 | 610 | 630 | 035 | 585 | 620 | 100
35 64.5 68.0 0’50
TEROQUFCTEATEN 40 76.0 78.0 | 020’ 77.0 79.0 | 025 74.5 78.0 | 045
orlowe 50 96.0 98.0 015’ 97.0 99.0 0 20’ 94.5 98.0 0° 30
63 122.0 124.0 010 123.0 125.0 015’ 120.5 124.0 020
80 154.5 158.0 015’
100 Eﬂ%Kﬂ fiﬂiT—J @)ﬂ*ﬁJ
125 EﬁHT‘J fg;ﬁyﬁT”‘J

LR — ZROBMMOETETT .

*The above recommended values are for a nose radius
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WE Xz

SEC-Wave Mill WEX Series

. ﬁﬁﬁ%ﬁﬂ Application Examples

@JOv o SCM440

Block (SCM440)

ittt @ (O U T TRIEERZEH
P ITAROIBETHREMT
XCHBECH O

Achieving comparably smaller step
marks on the machined side wall, WEX
also is capable of performing finishing
applications.

OEEm (K

Die Mold (Low Carbon Steel)

ERRBEREICKDFMHE
DO WEXTIERIEE TF
mh2EICA L Uz,

The conventional tool suffers from short
tool life due to breakage. WEX could
achieve double the tool life without any
breakages.

TI% :WEX3032E (232) (WIHISRAE) cutiing Conditions
[e]e]

. v,=200m/min
F 7 AXMT170508PEER-G £0A5mmit
nser z
ACP200 a,=5mm
*ZEE; a,=10mmx3[a] passes Dry

(tﬂﬁu%{f"—) Cutting Conditions
ve=151m/min

f,=0.2mm/t

a.=25mm

a,=5mm  Wet

TIIE :WEX3032E (232)
[e]e]
F w7 AXMT170508PEER-G

Insert

WE ACP100

Grade

®2sU1—0—% SUS316 R

Screw Rotor (SUS316)

REXBTIFUOUDICERULE
Fyb v IThoEMDREM>fEh,
WEXTIEYIEIZEB/NEL  Fy
EVo 8 FICHSERNTI CEl.

Conventional tool suffers from short tool
life due to chipping as a result of cutting
vibrations. WEX has relatively less
cutting noise and could perform up to
5hrs of machining without chipping.

OLHAAASE SKT4

Injection Mold (SKT4)

fERG@ICK UL TEIREIED NE L.
10 < FHEHME B RIFT. YIHI
KHZER2EBET7 v ITUTHRE
UTIIAgETH ofc. KIEHR
DH2RFFMIEBESNI.

Achieving lower cutting noise, better chip
evacuation and improved surface finish as
compared to current tool.Furthermore,
stable machining can still be achieved at
double the feedrate.

(tﬂﬁu%ﬁ-) Cutting Conditions
v.=80m/min

f,=0.15mm/t
a.=15~50mm

ap=4mm  Dry

IE “WEX3050F (250)
‘Jj AXMT170508PEER-G

Inser

WE ACP300

Grade

(tﬂﬁu%ﬁ-) Cutting Conditions
v.=75m/min

f,=0.19mm/t

a,=80mm

a,=bmm  Dry

T 5:WEX3080F (080)
u7 AXMT170508PEER-G

Inser

WE ACP200

Grade

.%mgﬂnﬂu SUS304 wmachine Parts (SUS304)
tEIEERE : 4, 500mm

WEX WEX

YHIEERE - 1,650mm

oA A

Competitor's A

MREEICEBNCEBM,. SEEI—T « VJICKD RIBE L REMIHETEE,

A base material with excellent fracture resistance along with high-hardness coating ensures stable machining without loss.

TITE‘ :WEX3032E (232)
[e]e]
Fw 7 AXMT170508PEER-E

Insert

WE ACM300

Grade

(t)]ﬁu%ﬁ:) Cutting Conditions
v.=150m/min
f,=0.15mm/t

a.,=10mm

a,=3.0mm

ftoztR B ory

Competitor's B

QEMERE SUS304  Machine Parts (SUS304)
tIHIEEEE : 900mm

WEX WEX

HIEIEERE : 600mm

fibttm A

Competitor's A

BRBHROEELPITVWetIITICBVWTHEBNIM RIS = FHE,

Demonstrating excellent fracture resistance in wet machining, which is prone to thermal cracking.

T 5 :WEX3032E (032)
00l
F v 7 AXMT170508PEER-E

Insert

#7&: ACM300
Grade

(tﬂﬁu%ﬁ:) Cutting Conditions
v.=150m/min
f,=0.15mm/t

a,=10mm

a,=3.0mm

Wet

fibttm B

Competitor's B

O CERATNDEMDAINE, D—IBIMERTI S TRIEICLDERRAED T TEREVEENHDEITDTTERLLE L,

Depending on individual machine, work and clamping rigidity, actual results may differ from those achieved in the above examples.
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WE Xz

SEC-Wave Mill WEX Series

. EFH;@“ Application Examples

=
OEmElm SUS304 =]
Machine Parts (SUS304)
AUAIUIIT CWEX(3tritmLt .
1. 3EEREER n
WEX products deliver 1.3 times longer L= 40
tool life than other competitor products in f});
helical milling applications. Ve 20
TWEX s

O#MmEim SS400

Machine Parts (SS400)

AL RIEE IR LZELE DI U,
WEXIHMEHE RO DLZEM Lo
fthttsatE 1. SEDFmZERN.

Whereas competitor products offer unstable
power, WEX products offer low resistance
and stable processing. Tool life is also 1.5
times that of competitor products.

*TWEX f

T 5:WEX1020E (020)

(w%”%{#) Cutting Conditions

T8 :WEX1010EL (210)
ool

(w%“%{#) Cutting Conditions

v:=60m/min ve=160m/min
2';9‘{ 7 :AXMT060204PDER-G £,=0.18mm/t 2';9‘{ 7 AXMT060204PDER-L £,=0.08mm/t
1478 ACM300 Effé: STFEM/C BT30 8,=1.0mm #4H:ACP200 Bl TFYM/C BT40 8,=5.0mm
Grade Machine Vertical Dry Grade Machine Vertical Dry

0 ZEDYND < FHREL LT DR <RUT)D < FHBEE
SNBTELHDERIDT. RENI\—PREXAHRE
DRERZEAL. B - PRKICHD CER<ETW

OZZEICHBEVVRELEHICE®

O HNWINNZR 2 CVBehERVICTERL ZE L)
O (EMTTEZR D AR DI NENSSS IEEEHE
RAVZIBEEX I D CTHESRAOFEANTCEALES

© TKEMDEIHAZ CERICEDBEF
HEHNEREZRET DIFEDNHRZHBUCIRE.
KEE<N<NBTERELZE WY

B % - BANIT .
® \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 non-water soluble cutting oil, precautions
against fire must be taken and please ensure that a fire
extinguisher is placed near the machine

© FRESITIFEHIAR

€ SUMITOMO ELECTRIC INDUSTRIES, LTD.

IN— R X5 IJVEZEE
Global Marketing Department

ARREXIIL—T
A ZEEEE T )L — T+

*®
AKX EEITIL—T

TE64-0016 EERFAAMEBILT -1 -1
1-1-1, Koyakita, Itami, Hyogo 664-0016, Japan

T107-8468 R RHLAEXTHKRK1-3-13
T451-6036 R o EMA X4 S5 B 6 - 1
T446-0059 RIHM="AXWAE 1-22-10
T541-0041 APRMmHRXIEE4-7-28

TEL (072)772-4531
TEL +81-(72)-772-4535

TEL (03)6406-2635
TEL (052)589-3873
TEL (0566)74-7091
TEL (06)6221-3600

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

FAX (03)6406-4006
FAX (052)589-3874
FAX (0566)74-7190
FAX (06)6221-3015

ARZLENRI L —T*
AXBRMTERITIL—T

TEL (052)589-3873 1l & B(022)292-0128  # j&x B(045)851-1788 b, FE B(076)264-3822 1 /N B(092)481-8131

ﬁ RMRIIL—T
TEL (06)6221-3700 T B(0285)24-3627 = L B(0545)53-1152 [ |1 B(086)221-3052

TEL (03)6406-2636 I ©/)V B(0144)35-3322  fE & B(048)5258215  JE #4 B(053)451-43% [ B B(082)250-1022

O FRETV-ILRyMMXEtt = QO EREI/N\—RXIILHERE

SRIRESEEE TEL(03)6406-2814 FAX(03)6406-4037
ChBREIZEER * TEL(052)589-3840 FAX(052)589-3841
KFREZEER TEL(06)6221-3900 FAX(06)6221-3015

>> HITEORHIEREREDN <—— TU=5A4 )L WWIE

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

[EFEET—EZ] 9:00~12:00,1300~17:00 (£-H-#A%KL)
WEZEFBERICDE, 2016F6HKDTEH - BFEES - FAXDERBICIEDH U,

COENRMIFBEEMRZERLTNET. R18(2016.11)XXM 0604 DN
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