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Suitable for high speed machining 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

4 grades suitable for machining various metals, such as steel, stainless steel,

cast iron and non-ferrous metals
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
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HAZ o :013.0 ~68.0mm 8] : 613.0 ~ 63.0mm
Sizes :913.0 ~ 68.0mm [E8] : 613.0 ~ 55.0mm
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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.

[ DAY _Z*ﬁﬁi Series (84 mm)
NIICRS EEYA X
Drilling Depth Available drill diameter in stock
2DH 2p 213.0~268.0
3DHM sp 213.0~268.0
4DA ap 213.0~263.0
5DH sp 2913.0~255.0

NSV A TERAINSIF ACP100/ACP300/ACK300/DL1500% M 3D T U—HTELRAEICH TEETOMITICDMI
Balanced design for high-quality drilling Adopted ACP130, ACP330, ACK300 and DL1500 3 types of chipbreakers to support numerous applications Suitable for use on a lathe

Versatile Tool to Perform a Variety of Machining Applications

THLIFPELS DT ESEBINTRE CRIEBBRE L TEATEE,

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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. qﬁﬂl:ﬁlﬂ[&ﬁﬂﬂk Almost-flat Bottom Profiles
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Easy finishing because of very flat hole bottom
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e ' g ' JRERAZAR Bottom of Drilled Hole
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NIEFSBER. ThAkE S
RUJLED1 /BT (EEimeij o EEﬁ;J*?;ﬁ Dimensions of hole bottom (B&fi7:mm)
MICEELTTREL, I\D'{ )DI_J?% PC d 2 e((%kség?)f)
- K = s rill Diameter ax. Step
’ggJ?\BL\ 4J r:]mfj‘%ommm%':‘ 013.0~0180 |  DC/2 0.4
Forkcwm ng external or internal diameter, 018.5~028.5 DC/2 0.6
the setting of the cut depth shall be 115 or less of 029.0~036.0 DC/2 0.8
Giameter o 020 he cut deptn shall b mim o ess) 037.0~055.0 DC/2 1.2
256.0~@68.0 DC/2 1.2
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Balanced Design

» LN DY HIE = S E T DI T <«

‘ Cutting resistance of the central insert is approximately equal to that of the peripheral insert

il
m/ (5 ‘JZEQE‘H:I&* Balanced design means that: fReripherallinsert
MIEFOYEBERDRODIENABITINS VAT DRI ICEEL.
BICHEDIEBFRZREILT 2T & T, RELULINGITINIHOIEE

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

IKESDTEDLLE suidEsBemERbOcsnTe/NSYRBHREEN. REMIbEEE.

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.

iﬁgﬁﬁl&z}{m*iﬁl Conventional and Competitor's Products
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500 rU) bi&lﬁlﬁl Direction of drilling
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AL—XBRNDE BiERONERIND NS TIVEL -500
Initial engagement is smooth Hole diameter does not shrink at the exit point QL\DEO"O"DBD (?“Jj’ﬂ[j’@ﬁ) EEH%@R?&%’J‘@E

Chattering occurs at the initial engagement(Cause of insert chipping) Hole diameter shrinks at the exit point

[ -
SeEES
Cutling Force (N)

Balanced design enables stable & creates good surface roughness

. ﬂﬂIT\E*H'é‘kbi)"Z Comparison of Surface Roughness of Drilled Holes

INTHOIREN ZHHIT D &ICKD.
fERmICH U T TNEAE S hi8ER [k
Compared to conventional drils, DL1500 can create better surface
roughness on the drilled hole by controlling the vibration during machining.

. ﬂﬂIT\f%@*Efi‘kbi)’? Accuracy Comparison of Drilled Holes
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Flatness is even from the entrance to exit point

(®»20mm,3DHA)
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- SumiDrill WDX ! [] wbx200D3s25 (57 : WoxT063006-6)
—/\— RS Conventional Tool 20 (Insert) |
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19.95 - - 0.0
AOf HOE f=0.05mm/rev f=0.10mm/rev f=0.15mm/rev
Entry Point ROE Exit Point EDE Feed Rate
Hole Depth K+ : S50C(200HB) KIS : Ve=200m/min H=38mm Hif
Work Material Cutting Conditions (Through Hole)
-




SumiDrill

AIUNITZRIC5DY1ThiEEG ! (Y4 X : ¢13.0mm ~ ¢55.0mm)

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

. ﬁE Characteristics
SumiDrill WDX& GSDMAE. FRERR+
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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(3'737—5‘/#7? Large coolant hole

L/D=5 %Fﬁfﬁﬁﬂ* Special groove shape for L/D=5

7—5‘JI\¥W;§ Groove of coolant guide

. 'I&ﬁg Performance

RILVT DR craacierstics BREAZAR Cross section BB Cuting Resistance MIE (HO) machined Surface (Exit)
(N) 12,0004 -
WDX260D5S32 252 Mg~ L/D = 4 MILHELDREU, TRFCRIEENIE
100001 /D = 6 ORI TH, TEMIAME e o e e o

L/D=50FRAERIA Special groove shape of LID=5

80004

¥ 410 < THRHERRET
BWRBEAEEOICREITHD <THiE
M7Z[ LS, L/D=5DNREGIFICBNTH.
LEMIHATEE.

6,000

4,0004

2,000

-2,0004

y
evacuation. It als -4,000-

t0LiD=4, but driling performance of deep hole LID=5 i stable.
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(N) 12,0009

HBATIER
L/D=4 OBERX c.coe shape of L/ID=4
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TETE)D S FEEHFROHE
Chip blockags at bottom of hole

MIFES LD=4 —>»]
Depth.
PN D=5
Depth
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due to chip blockage a

#HEIM Work Material - SUS304  Fw7 insert: WDXTO73506-G
IHIZELE cutting Conditions © Ve=150m/min f=0.05mm/rev. H=130mm (B5&T Through hole) Wet

ftbttmm

Competitor's Product

SumiDrill WDX #4
MTE. MINE
HCREF!

Excellent finish of machined
surface and hole

RE[mm]
Hole Size
X
20.6
20.2 ——
19.8 —
19.4 ! ! !
A0 L A0 L
Entrance Base Entrance Base

HEIFE work material | BB viachine component (SCM415)

EATE roo : WDX200D5525

F v T Insert : WDXT063006-G (ACP300)

YIBISREF Cutiing conditions ¢ Ve=185m/min  f =0.12mm/rev. H =87mm  &3& Through hole Wet

INITHEEBYF!! Good machined surface.
INITITURDRTE!! Size of hole diameter is stable

SumiDrill WDX 2

TERERE
Normal wear

1&*:':[5:[] Competitor's Product
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?ﬁ‘ﬁﬂﬁ Work material |\5 v 7 U 77 Tractor links (35MHBM)

EATE «  : WDX205D5D25

F v T sen : WDXT063006-G (ACP300)

EDBIZRAF cuing cordions © ve=100m/min £ =0.11mm/rev  H =60mm B8 r10ugn Wet

‘L/D=5ICBVWCHREMLZEER!!

‘FyITRIF EFDINFIEN. ERHRE!!

-Stable drilling even at L/D = 5.

+Insert chipping and wear have been reduced and tool life has been stabilized.

Normal wear

@ 1200
a Mﬁiﬂ.?in‘:"gj )
Corner chipping
54-¢33
?ﬁ‘ﬁ'UH Work material EU]%EE‘]U’\T ) vy Bearing for wind power generation (42CFM0)
#ERTIE 0 : WDX330D5D40

F v insert : WDXT094008-L (ACP300)
BB Cuting concitons © Ve=146m/min - f =0.10mm/rev  H =158mm &3 Through Wet

FYIRIFICKDT—IFRINS T ILEEH!!

- There are fewer defective workpieces caused by insert chipping.
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WDXT Series

(LEY/GEY/HEY)

(L Type/G Type/H Type)

«"" T M(CEN-CVDHEACP 100" TEEII COREMLEER!

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

¥ﬁ:l T« VI A—)N\—FFJ— RICK D BNMEREZR LD S MBS ERRICHONISERTRER D AR ERDHAT
F v T EVD T DHELEL 240 —F Z3HFRNICERRTRE,

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.

B OV JDER reature of coating

A—J\—FFJ—b (CVD:{t¥#&% (Chemical Vapor Deposition))
Super FF Coat

H;@#%E Characteristics of Coating Layer

B0 CVD JOBR [X—/){—FFO— K]

wifflc K dEEM T OBMlbe, I—F 127
7z BRRAOSEEMCKD. BNICEREESL
Alumina 'f%%ﬁ'\é%ﬁﬁ

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

fRIER : 30%77v 7
KREHES : 50%IEE
Coating hardness

30% increase.

Coating surface roughness
50% reduction.

Q fRI—T 420
Conventional coating

Z—){—FF3—h
Super FF Coat

Mz O——
iCN Coating Hardness
5
T T

sl OO TICN
(GPa)
ool O
1 | | 1 B
0.05 010 0.5 0.20 Substrate
TICNRE#HE Ra(um)
TIiCN Surface Roughness Ra (um) Cross Section of Coating

NEWX—/\—ZXd—k/RA—)\—ZX—b (PVD : #11E#5%:% (Physical Vapor Deposition)) @

NEW Super ZX Coat / Super ZX Coat

Hﬁayﬁﬁ Characteristics of Coating Layer . _
R—f—zXa—h LAIREOBEI—T « VIR EEDT /T

60 \New Super ZX Coat /0 :/_%E[:ﬁﬁi LJ _EO)}EHD‘D‘T/X '\) IJLA ( 1 j—/
A . A—RJUIE10EBHDT X— ML) DBEEEXEIC
s °°| Super 2X Coat . 5 3 — KT EREC T BLEE NewZ—/(—2ZXd— K %=
ﬁé% 40 zx:u—"?}a \\ “ p Gyoleto A
8 ZX Coat . \ Utilising our proprietary thin layer coating technology and advanced nanotechnology,
(GPa) 30 - OTICN O \ \ 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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Starting Temperature For Oxidization (°C) Cross Section of Coating (TEM Photo)

& BB TAHES—05 31— k DL1500

Aurora coating material for machining non-ferrous metal DL1500

JrkE BN T A4 7EDL 1 S00FERMBICT U, MAEMEAEERICE ELE Ul
PIWZZOLGEEFDEE . SIEEEEONDIIMNIICRECTT

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

IEFFI?&WJ Application Examples

52 AT E WDX250D3S25 (DL1500,G®)
- (‘f Too
3 s DB [ ve=150m/min (n=1,911min")
9‘,‘&: o Cutting Conditions f=0.1mm/rev
‘g E’ H=50mm (EE?‘Q Through ho\e) Wet
o -
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WDXT Series
(LEY/GEY/HEY)

(5 pe/G, Type/H Type)

(o= SEEDITL—HT. BLVEEIM, B&CHm

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

TU—AhREICHEEE N [8)D < FHIEE] OMRICKDEID < FiRHAEmOHEHZTTEEC U

SEEORAZER I LV—HEEND (T D ETETHTIELHWEIM. RETICBVT, tIb<FHS 7}117&;%1;’13'2

"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 a)E;E Chipbreaker Types
‘l!!.%fﬂfl. 4 R SesR(EEY

ﬁﬁﬁb-
.3- ( L\% Rake Angle

C@ llllllIIIIIIIIII---------______@)

@ 7 L — 738 Chipbreaker Width

C@______--------lllllllllllllllll@)

.43_1-_@‘/\9: v 7(*\%5§E"J Economical by the use of four corners
DR AERFRAT v TERAT.
FoXN2I—F—SEN20—F—0
st40—r —hMEmTAE & 4
Inserts have four cutting edges in total: two central cutting A e
edges and peripheral cutting edges %

CVDI—5 « Y J#ETHDHACP100HRN !

ACP100, CVD coated grade is adopted

¥HULH : Central cutling edge HEH
SLEA : Peripheral cutting edge

FvTEIRAAR WBNBBRBWDXEFYITVU—X

Insert Selection — WDX Type Insert Series Offers Wide Selection

EmorE BREOTL—7 ) EROBESEHEIEEC !

Four material grades Three types of chip breakers Ten possible combinations
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Low Feed, Chip Management Type ' Strong Edge Type ‘

- —i5EH - SERHOIMNIT, EIFEEERED
AELVESIC
i“ Ac P3 o O For application where sereve flank wear may be caused L“ Ac P3 o O
by machining general alloy or alloy steal

+ 88400,SCM415,SCM420 FDNNTIC © EEFIC Hhie - Hil
For machining SS400, SCM415, SCM%O,QPC. za%ﬁi‘%g*ilb éﬁéﬁ%g‘éégaaﬁ)

P 'A\ =
- YIb K FIBICRIEN S DIHE 1. BRERXD Z F \‘\. (fO.05 12E)
#RLET I )b < S \V

2nd Recommendation

For interrupted machining (at entrance/exit) of angled surfaces,
In case of chip control problem, high speed with low feed reduce the feed rate (to approximately f 0.05) at each interruption.
rate is recommended.

Lo Feed, Chip Management Type V

] - BB (3L ) OITIC&D.
; ‘t]J o Tﬁm:& PIRIINTEET S8R Eeﬁ??f:fvﬁﬁﬁaﬁn edge is weakened due to
Ik P ° iib%ﬁb""{f\,b\fﬁﬁ([ machining hardened malerigl (hgal treatment)

In case of vibration due to burnt chips, reduce the feed rate. Sl Eon A Gl s

T T T

. t1b < FUIENE IHAF v E2 T34

~ ¥ nik O 18

(ERREE L) = THEFEMERE P NG =000

Improvement of chip control i Lack of wear resistance L0 Reduction of initial chipping
(low-carbon steel, etc.) (caused by interrupted machining, machining hard material, efc.)

|
—fsh - 528/ 27 Y UAENIAICE
ACP300

For machining general steel, alloy steel or stainless steel

SFHIMMITAIC
ACK300

For machining cast iron

N FFEXERMITAICIE
DL1500

_ - .
g1 < FUITHE ﬂﬁﬁ(ﬁ:‘é_ﬁ-rﬂﬂ TERF » T3

=& (Bfiie - BiXD)
Improvement of chip control Lack of wear resistance {223 Reduction of initial chipping

(High speed machining) (interrupted/high feed rate machining, etc.)

¥

V ; >
A7V S > ik N\ ik »‘( y,
- Sl N =
A< s >, L X T ea L &>
' General Purpose ' Strong Edge Type v

1st Recommendation

¥ ik — R

=@
=)

@

% S
.8
©
el
2 GCJ Low fegd, chip management type
£
M B2 ACP300 BEACP100 B ACK300
[}
o
a 2 - Bfm k. YIHBRE - XD HEFSNF. - BEN T TR EEFEEDAZ VESIC - HITERIC. BHBLDEECLD
(3 b < FUIEHRIREICIEDIBSIC For applications where severe flank wear may be BrEEtIEI DRSS
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. o o
- EIR - E~PED TEFZMNA WESIC - EEDIIICLD, AEEETEDBSIC
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.

* 20 0HB M EDOSEESEM IR UESEINIOEES. ACP100 h'% 1 #HELEDEY,

*ACP100 is recommended the first in the cutting of high hardness steel (= 200HB) and the high speed cutting of steel
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SumiDrill WDX & (2DF) Fr=i Eemmes
| ® 0 | © ©loe|o
SumiDrill WDX Type
SRTUTE
@% ﬂﬂIﬁ%@Ef Range of machining tolerance : -005 ~ +O. 15
Fig 1 - Fig 2 2 Fig 3 i
= — = &) — =
==z e Bl
LUX LUX
LPR LS LPR LS LPR LS
OAL OAL OAL
B KILFFIR 213.0 ~45.0mm rEimm) I RILIFE 046.0 ~ 68.0mm (PR mm)
Holder Diameter 1788) Dimensions Holder Diameter e WG%R:‘T Dimensions
- 70 )1 4| 2| EEAm 7 7 o AlmEm] 2 | EEAR
?\?\Tir EE ijﬂg § ,E:;E% Kt\HE\ %@% é\?a/uz %ﬁ?ﬁ% [‘\a{\i'étc 7 7,15?% el F|g E}jn{:pt EE if{g § E-WE% 7(rﬂﬁ %? é:ejmz ?@?E D\a{%‘—gtcr ;;g/?; BTy Flg
DC[o|  CatNoo || UX|LPR|OAL| LS [DGSAS| DCON | (52, [Insert DC|**  CatNo- | UX|LPR|OAL| LS [DCSFUS| DCON | o, | msert
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 @ 47002540 99|129|199 1.40
14.0 ® 140D2520| 31/ 46| 90 44 [28.0 20 |0.25|,0 48.0 ® 480D2840| 101/131/201) |0 1.30 2
145 @ 145D2520| 32| 47| 91 0.20 49.0| ® 490D2540| 103|133/ 203 : 1.20
15.0| ® 150D2520| 33| 48| 92 0.15 50.0 ® 50002540 | 105135/ 205 _ a0 (11000 |
15.5| ® |WDX 155D2S520 | 34| 49| 93 0.40 51.0 ® 510D2S40|107|137|207 | 1.00 (156012
16.0| ® 160D2520| 35/ 50| 94/, o0 | oo | 040 520 @ 52002540 109|139|209 50.5 0.90
16.5| ® 165D2520| 36| 51| 95 : 0.35 | oyt 53.0| ® 530D2540|111|141|211 51.5 0.80
17.0| ® 170D2520| 37| 52| 96 0.30 |052504 54.0 ® 540D2S40|113(143|213 52.5 0.60
17.5/ ® WDX 175D2525| 38| 53[109] (|, (| ,. |0.25 55.0 ® 550D2540|115|145|215 53.5 0.50
18.0| ® 180D2525| 39| 54[110 : 0.20 56.0) ® |WDX 560D2S40 | 120 152]222 54.0 2.00
18.5| ® |WDX 185D2S25| 40| 55111 0.50 57.0/ ® 57002540 | 122| 154|224 55.0 1.80
19.0| ® 190D2525| 41| 56(112 0.45 1 58.0 ® 58002540 | 124| 156|226 56.0 1.70
19.5| ® 195D2525| 42| 57/113 0.40 59.0 ® 590D2540| 126 158|228 57.0 1.60 3
20.0| ® 20002825 43| 58|114 0.30 60.0 ® 600D2S40| 128|160|230 58.0 1.50
20.5/ ® 205D2525| 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 ® 62002540 | 132| 164|234/ 70 |60.0| 40 | 1.30 |51
21.5 @ 215D2825| 46| 61|117 0.15 63.0 ® 630D2540| 134/ 166|236 61.0 1.20
22.0 @ 22002525 47| 62|118 0.10 64.0 ® 640D2540| 136/ 168|238 62.0 1.00
22.5 @ 225D2525| 48| 63|119 0.05 65.0 ® 650D2540| 138|170|240 63.0 0.90
23.0/ ® [WDX 230D2525| 49| 67[123 0.70 66.0 ® 660D2S40| 140| 172|242 64.0 0.70
23.5 @ 23502825 50| 68|124 0.70 67.0l ® 670D2540|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 SCERAEA TV NE (BX)
250 . 250D2$25 53 71 127 050 | *Maximum offset in the radial direction
25.5| ® |WDX 255D2S32 | 54| 74|134 0.45 | wnxT
26.0 @ 260D2832| 55| 75|135 0.40 |073508 o , e
26.5 ® 265D2832| 56| 76/136 0.35 vmllonl Velehe e e ol e
27.0 ® 270D2832| 57| 77|137| 60 |41.00 32 |0.25
27.5 @ 275D2832| 58| 78|138 0.20 WDX 200 D2 825
28.0 @ 280D2S32| 59| 79|139 0.15 TZ e OC — YYD S e
28.5 ® 285D2S32| 60| 80|140 0.10 (620.0) FU}b%JE(éb;: i L/D  DCON (025.0)
29.0] ® |WDX 290D2S32| 62| 83[143 0.0 1.00
29.5 @ 295D2S32| 63| 84|144] 7 0.95
30.0/ @ 30002832 64| 88|148| 60 32 [0.90
31.0 @ 31002832 66| 90|150 0.80
32.0 @ 320D2832| 68| 92|152 0.70
30.0| ® (WDX 300D2S40| 64| 88|158 0.90 | wnxt
31.0 @ 310D2S40| 66| 90|160 40 0.80 034008 ,
32.0 @ 32002540 68| 92|162 : 0.70
33.0 @ 330D2S40| 70| 94|164| 70 40 |055 W BB spare Parts
34.0 @ 340D2840| 72| 96|166 0.45 Mac T T
35.0 ® 350D2340 74| 98|168 0.35 Screw Spanner Spanner J@r\_ )|J9
36.0 ® 360D2S40| 76/100|170 0.20 S P P et
37.0) ® |WDX 370D2540| 79/109(179 1.00 ) & e y
ggg : ggggggzg 2:13 1::; 12(13 838 BFTX01604N 0.3 TRX06 — WDX130D2S20 ~ WDX150D2520
40.0| ® 400D2840| 85|115|185 0.80
41.0 @ 41002540 87|117|187| 70 [49.5| 40 |0.70 5o},
42.0 @ 42002840 89|119|189 0.60
43.0 @ 430D2840| 91[121|191 0.50
44.0 @ 440D2540| 93[123|193 0.50
45.0 @ 450D2$40 95/125(195 0.40 BFTX0615N WDX460D2S40 ~ WDX680D2S40

NEe30.031.032(F2+>
032 are av

Cutting diameter of 230, 831

OF]] [ IRAEEEm

RED : BXEER

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

Re32L040%HEBELCLVET,

ble with shank diameter of 832 and 240

MR TRV (B&K)

*Maximum offset in the radial direction

Nm) HEEERE (S SILD (N-m)

Recommended Tightening Torque
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SumiDrill WDX & (2DH) F=0E e
| ® 0 | ® ©|loe o

SumiDrill WDX Type

/ﬂl/\
n’ L/ jJDI #@Eﬁ Range of machining tolerance : -O 05 +O 15

Fig 4 Fig 5 Fig 6
GE HE
ARIRED-YIb < FULIEF GEUNA HEL X i@ b Ey
L Type: Low feed, chip control type G Type: General purpose H Type: Strong edge type
. 9:‘y7 Insert
MiEDE d—F427
Grade Coating
2 - B R IN|
]@ﬁﬁ High Speed|Light Eﬁm@ g mﬁﬁ
TE - S A KE::
jJDI Gp,‘ﬂ‘%aﬁi Steel Stainless Steel  Cast Iron
s [ gy (NEE=2 4 s EXEN H ey
Rough*gﬂrﬁ'g! [s Non-Ferrous Metal  Exotic Alloy  Hardened Steel
s|lslgls = gl iy - e— 3
9__:@ % E 2L ,“O_’ F|g Wr\ﬂﬁth T]w;r%a RaTowj‘g @mﬂ—\}bg
Cat. No g %() 2 = W1 S RE Applicable Holders
WDXT 042004-L | ®© | ® | ® 4
WDX130D2S2!
042004-G|® |® | ® | ®| 5 | 42 20 04 NI
042004-H ®© o | @ 6
WDXT 052504-L | ®© | ® | ® 4
WDX155D252!
052504-G| ® | @ ® | ®| 5 | 50 25 04 N
052504-H © ([ ® | ® 6
WDXT 063006-L | ®© | ® | ® 4
WDX185D252!
063006-G| ® |® | ® | ®| 5 | 6.0/3.0 06 "N E
063006-H ® o | ® 6
WDXT 073506-L | ® | ® | ® 4
WDX230D2S2:
073506-G| ® |® ® | ®| 5 | 7535 06| s
073506-H| ® ® | ® 6
WDXT 094008-L | ®© | ® | ® 4
WDX290D2S32
094008-G|® |® |® | ®| 5 | 96 4.0 08 A
094008-H ®© o | @ 6
WDXT 125012-L | ® (@ | ® 4
WDX370D2S4(
125012-G|® | @ |® @ | 5 12450 1.2|"200"20
125012-H | @ (@ | ® 6 SumiDrill WDXE&! F v JRIEDFHH TS
WDXT 156012_L [ [ [ 4 Part number structure of SumiDrill WDX Type insert
WDX460D2S40
156012-G| ® | @ ([® | ® 5 (152/6.0|1.2
~WDX55002540 -
156012H ® @ @ | 6 WDXT 06 §Q 06 -G
N BT W ‘FJ «x10 IU—niEm
WDXT 186012-L [ @ [@ | ® 4 S s B e
186012-G|® (@ | ® 5 18.016.0 | 1.2 || ceiposio a—F— R Sageradus X 10
186012-H| @ | ® | ® 6
. Tf;f Z\‘ﬂcr:’z\f)rs(mm)
[ | Hﬁtﬂﬁu%{fF(aDm)Recommended Cutting Conditions (2D) (CTRRAE — HESR{E — _EBRAE) <Minimum value - Recommended value - Maximum values
—_— ?ﬁ@;ﬁ%mﬁ%ﬁ7%wmgg f XD B Feed Rate (MM/TEV)
Work hatora e (L 1013.0~018.0 | 018.5~629.0 | 029.5~036.0 | 037.0~055.0 | 956.0~068.0
@, }FA 55400 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 BEAN parcenea 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
__..575C BEANpecenss | 300 | G_|ACP100 | 85-150-210 |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
{—F»E:'H%gﬁ‘ SCM,SNCM 180 | L | 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
SCM,SNCM AN 1acercs | 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  $AMN racerncs | 300 | G | ACP100 | 90-150-210 |0.06-0.10-0.140.06-0.10-0.14|0.06-0.10-0.14|0.07-0.11-0.16|0.08-0.11-0.17
_________ SCM.SNCM #EAL rarenea | 350 | G| ACP100 | 75-120-165 |0.06-0.10-0.14|0.06-0.10-0.14]0.06-0.10-0.14/0.07-0.11-0.16| 0.08-0.11-0.17
2D ﬁﬁ%ﬂ?‘ SKD,SKT,SKH 200 | G | ACP100 | 120-180-240 |0.08-0.12-0.17|0.08-0.12-0.17|0.08-0.12-0.18|0.09-0.12-0.21|0.10-0.13-0.22
SKD,SKT,SKH AN 1acercs | 325 | G | ACP100 | 100-140-180 |0.06-0.10-0.15/0.06-0.10-0.15|0.06-0.11-0.15|0.07-0.11-0.16|0.08-0.11-0.17
277V §H§§E3QHH(V’KT{"1*P$?4 M| 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 SUSA03H vI7Y4 Ff{fﬂﬂ) 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
SUS304,5U8316 72774 MR| 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
ERoasron | 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
525 A JUEEK oucile cast on 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
Sl Eyﬁ%‘a‘ﬁ[ﬁ%%Np?ﬁ gc.) 200 | 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
FWEZOLEE swmennoy || G__| 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
SIS Copper Aly 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& KIEgTH—#EF v THMENACP300. ACK300MDIEEDE_#IEF v T, ACP100ICIED EF T,
L@E%U)}’E*' tJJEIszfHa* HIHl ?}**‘Vclau:idﬂ 30%. XD EfIF75%ZBLE LTS L,
e ] 2 rc ), the second recommended grade will be ACP100. In such cases, please use a cutting speed vc of 130%

dits

HH RTIEER

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

% for the recommended cutting ¢

O IREEEmR (I TEm)

F‘E?‘Euu

®: mark: Standard stock item, @mark: Standard

[ ZEIN

9
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SumiDrill WDX & (3DR) B2 e i=E
| ® 0 | © ©loe|o
SumiDrill WDX Type
CVD § PVD By bt [BD  MTAZOER e o e e 0 ~ +0.20
iy i ‘ % i INTE Range of machining tolerance : .
Fig 1 - Fig 2 2 Fig 3 _
=i =]
LUX LUX N LUX
LPR LS LPR LS LPR LS
OAL OAL OAL
B KILFFIR 213.0 ~45.0mm  erEimm) RIVIAE 046.0 ~ 68.0mm o PAmm)
Holder Diameter ° 17%5“"7 Dimensions Holder Diameter 1788 Dimensions
7 70| S0 A 7 ETS 7 70 I 7 EZS
?\?\T:%r EE ijﬂg § ,E:;E% Kt\HE\ %@% é\?a/uz %ﬁ?ﬁ% [‘\a{%tc 7 ?E?E% el F|g E}jn{% EE if{g § E-WE% 7(rﬂﬁ %? é:ejmz ?@?E D\a{%tcr ﬁg% BTy Flg
DC[o|  CatNoo || UX|LPR|OAL| LS [DGSAS| DCON | (52, [Insert DC|**  CatNo- | UX|LPR|OAL| LS [DCSFUS| DCON | o, | msert
13.0] ® |WDX 130D3520 | 42.0] 57.0(1010 0.35 46.0| ® |WDX 460D3S40143.0(173.0[243.0 1.50
135/ @ 135D3520 | 435/ 58.5(1025 0.30 470/ @ 470D3S40 |146.0|176.0|246.0 1.40
14.0 ® 140D3520 | 450, 60.0/1040| 44 [28.0 20 |0.25|0 48.0 ® 480D3840|1490/1790/2400. |, 0 1.30 2
145 @ 145D3S20 | 465| 615|105 0.20 49.0 @ 490D3540 |152.0/182.0(252.0 : 1.20
15.0| ® 150D3520 | 48.0| 63.0/107.0 0.15 50.0/ ® 500D3840  155.0/185.0/2550 a0 |1-10 ||
15.5/ ® |WDX 155D3520] 49.5] 64.5/1085 0.40 51.0 @ 510D3S40 | 158.0(188.0(2580| *~ | | 1.00 | 156012
16.0 ® 160D3820| 510 6601100 ,, o0 o oo | 0:40 52.0| ® 520D3540161.0/191.02610]  [50.5 0.90
16.5/ ® 165D3520 | 525 67.5(1115 : 0.35 | unyr 53.0| ® 530D3S40 |164.0/1940(2640|  |51.5 0.80
17.0 ® 170D3S20 | 540/ 69.0(113.0 0.30 (052504 54.0 ® 540D3S40 [167.0(197.0/267.0|  |52.5 0.60
17.5) ® |WDX 17503525 | 565 7051265 . |, o o | 025 55.0 ® 550D3540170.0/2000(2700, 535 0.50
18.0| ® 180D3S25 | 57.0| 72.0|128.0 : 0.20 56.0| ® |WDX 560D3540[176.0(208.0[2780]  |54.0 2.00
18.5/ ® |WDX 185D3525] 58.5| 735/1295 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(2140(2840)  [56.0 1.70
19.5/ @ 195D3S25 | 615/ 76.5(1325 0.40 59.0| ® 590D3S40 |185.0[217.0/287.0|  |57.0 1.60 5
20.0| @ 200D3S25 | 630/ 78.0(134.0 0.30 60.0 ® 600D3S40 |188.0(2200(2000|  |58.0 1.50
20.5/ ® 205D3525 | 645 795|135 56 [33.0| 25 |0.30] ). 61.0 ® 610D3540 [191.0/2230(2930|  [59.0 140
21.0 ® 210D3S25 | 66.0| 81.0(137.0 0.20 62.0 ® 62003540 194.0(226.0(296.0| 70 [60.0| 40 | 1.30 | (o,
21.5/ @ 215D3525| 67.5| 82.5/1385 0.15 63.0 ® 630D3540197.0(220.0(2990,  |61.0 1.20
220/ @ 220D3525 | 69.0| 84.0|140.0 0.10 64.0| ® 640D3540(200.0(2320(3020)  [62.0 1.00
205 @ 225D3825 | 705 85.5(141.5 0.05 65.0 ® 650D3S40 [203.0(235.0(305.0|  |63.0 0.90
23.0 ® |WDX 230D3S25 | 72.0] 90.0[146.0 0.70 66.0| ® 660D3S40 [206.0(238.03080|  |64.0 0.70
23.5) @ 235D3825 | 735/ 91.5(1475 0.70 67.0 ® 670D3540(209.0|2410(3110]  |65.0 0.60
24.0 ® 240D3S25| 75.0| 93.0|1490| 56 [37.0] 25 |0.60 68.0| ® 680D3S40 [212.0[2440(3140|  |66.0 0.50
24.5 ® 245D3S25 | 76.5| 94.5(150.5 0.50 KR EA Ty NE (BR)
250 . 250D3825 780 960 1520 050 . *Maximum offset in the radial direction
25.5/ ® |WDX 255D3532 79.5| 99.5/1595 0.45 | woxT
26.0| @ 260D3S32 | 81.0(101.0/161.0 0.40 (073506 . ) }
26.5 @ 265D3532 | 8255|1025/ 1625 0.35 SO Yol ot L oa
27.0 ® 270D3S32| 84.0(104.0|1640| 60 [41.0] 32 |0.25
27.5 ® 275D3532| 85.5105.5/1655 0.20 WDX 200 D3 825
28.0/ @ 280D3S32| 87.0/107.0|167.0 0.15 B S
28.5 ® 285D3S32 | 88.5(108.5/1685 0.10 ©200)  KUJLTE oy1er /D DCON (025.0)
29.0 @ |WDX 290D3832| 910/1120/1720] | 1.00 @
29.5) @ 205D3532| 925(1135(1735|  |°° )| 0.95
30.0, ® 300D3S32 | 94.0(118.0(178.0| 60 32 [0.90
31.0 ® 310D3832 | 97.0/121.0(181.0 0.80
32.0/ @ 320D3S32 [100.0|124.0{184.0 0.70
30.0| ® [WDX 300D3S40 | 94.0/118.0(188.0 0.90 | woxT
31.0/ @ 31003840 | 970/1210/1910, |, o 0.80 (54108
32,0/ @ 320D3540 |100.0|124.0|194.0 : 0.70
33.0 @ 330D3540 [103.0(127.0/197.0| 70 40 |0.55 B 2B spare Pars
34.0/ @ 340D3S40 [106.0/130.0(200.0 0.45 TaC =T =T
35.0/ ® 350D3S40 [109.0|133.0(203.0 0.35 Screw S Soame ot
36.0 @ 360D3S40 |112.0/136.0|206.0 0.20 S P et
37.0, ® |WDX 370D3S40 [116.0|146.0/216.0 1.00 %\\\
ggg : ggggggzg 1;28 1;{28 g;gg 838 BFTX01604N WDX130D3S20 ~ WDX150D3520
40.0/ ® 400D3S40 |125.0155.0(225.0 0.80
4.0 @ 410D3540 128.0158.0(2280| 70 [49.5| 40 |0.70 501,
420 @ 420D3540 |131.0|161.0(231.0 0.60
430 @ 430D3S40 [134.0|164.0(234.0 0.50
44.0 @ 440D3540 |137.0|167.0/237.0 0.50 :
45.0 @ 450D3S40 140.01170.01240.0 0.40 BFTX0615N 5.0 — TRD25 WDX460D3S40 ~ WDX680D3S40
KAEFEA Ty NE (BR) Nemy HEESHE (1 )L (N-m)

H2030.031,032d> 7>/ J12032Le40%EELCLIET,

Cutting diameter of 230, 831, 232

O | IREEEm, RED IEER

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

are available with shank diameter of 832 and 240

*Maximum offset in the radial direction

Recommended Tightening Torque
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SumiDrill WDX Type
PvD Kzl @
CVP i jJ[]I #@EQ Range of machining tolerance : O +O 20
ju |
Fig 4 Fig 5 Fig 6
G gg H gg ST
B -'1.
i, R
ARIRED-YIb < FULIEF GEUNA HEL X i@ b Ey
L Type: Low feed, chip control type G Type: General purpose H Type: Strong edge type
. 9:‘y7 Insert
MiEDE J—F427
Grade Coating
2 - B
]@ﬁﬁ High Spe \dhgta m E @ m
TE (SIS I K E i
jJDI Gp,‘ﬂ‘%aﬁi Steel Stainless Steel  Cast Iron
s [ gy (NEE=2 4 s EXEN H ey
ngh*gfgrﬁg m Non-Ferrous Metal  Exotic Alloy Hz{\d:‘r‘cdi‘,o\
s|lslgls = gl iy - e— 3
9__:@ % E 2L ,“O_’ F|g Wr\ﬂﬁth T]w;r%a RaTowj‘g @mﬂ—\}bg
Cat. No g %() 2 = W1 S |RE Applicable Holders
WDXT 042004-L | ®© | ® | ® 4
WDX130D352
042004-G|® |® | ® | ®| 5 | 42 20 04 "NIEE
042004-H ®© o | @ 6
WDXT 052504-L | ® | ® | ® 4
WDX1550352
052504-G| ® | @ ® | ®| 5 | 50 25 04 N
052504-H ® [ ® | ® 6
WDXT 063006-L | ®© | ® | ® 4
WDX1850352
063006-G| ® |® | ® | ®| 5 | 6.0/3.0 06 "N E
063006-H ® o | ® 6
WDXT 073506-L | ® | ® | ® 4
WDX230D352
073506-G| ® |® ® | ®| 5 | 7535 06| s
073506-H| ® ® | ® 6
WDXT 094008-L | ®© | ® | ® 4
WDX290D3532
094008-G|® |® |® | ®| 5 | 956 4.0 08 a2
094008-H ®© o | @ 6
WDXT 125012-L | @ (@ | @ 4
WDX370D354
125012-G|® | @ |® @ | 5 12450 1.2|"2000%0
125012-H e |@ | ® 6 SumiDrill WDXE! F v JREDFHH T
WDXT 156012_L AN BN ) 4 WDX460D3S40 Part number structure of SumiDrill WDX Type insert
156012-G| ® | @ ([® | ® 5 (152/6.0|1.2
~WDX55003540 -
156012H ® @ @ | 6 WDXT 06 §Q 06 -G
Y ST o] B x10 IL—nE
WDXT 186012-L [ @ [@ | ® 4 S s B e
186012-G|® (@ | ® 5 18.016.0 | 1.2 || ccipasio a—F— R Sageradus X 10
186012-H| @ | ® | ® 6
; - Tf;f Z\‘ﬂcr:’z\f)rs(mm)
. mﬁtﬂﬁu%{tF(SDm)Recommended Cuﬂing Conditions (SD) <—F|ZE ﬁﬁfﬁ J:KE{E><M nimum value - Recommended value - Maximum value>
N U-URE #EIE ST v T o ojlRE f XD & Feed Rae (MM/rev)
M s | I W | e
Work Material : Q\:rncﬂ\rmgerTi:C (m/mln) ﬁ130~ﬂ180 ﬂ185~ﬂ290 0295“’@360 E370~Q550 0560"@680
M, ’FA 55400 125 | 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 125 | 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 190 | 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 AN Hadened 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
__..875C BiAMNpecenss | 300 | G | ACP100 | 85-150-210 |0.05-0.08-0.11|0.05-0.08-0.11|0.05-0.08-0.110.05-0.09-0.14/0.06-0.10-0.14
SCM,SNCM 180 | L | 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
SCM,SNCM  $BAMN rcerncs | 275 | G | ACP100 | 100-170-240 |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
SCM,SNCM  #BAM aencs | 300 | G | ACP100 | 90-150-210 |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
________ SCM.SNCM #AM turenea | 350 | G | ACP100 | 75-120-165 |0.06-0.08-0.110.06-0.08-0.11|0.06-0.08-0.11/0.07-0.10-0.12|0.08-0.10-0.13
SEEM  SKD,SKT.SKH 200 | G | ACP100 | 120-180-240 |0.08-0.11-0.14|0.08-0.12-0.15|0.08-0.12-0.16 |0.09-0.14-0.18| 0.10-0.14-0.19
SKD,SKT,SKH AN aeres | 325 | G | 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
A7/L2@ SUS403t (VA7/54b/I154M) | 200 | G | 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
SUSA03f wl7Y4 *i(ﬁlﬂ) 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
SUS3045US316 #-27F1M% | 180 | G | 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
ERoasron H__| ACK300 | 120-160-200 |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
5255 4 JUFERK uciie Cast on H | ACK300 | 90-120-150 |0.09-0.18-0.270.10-0.20-0.30|0.11-0.22-0.32| 0.12-0.24-0.36|0.13-0.26-0.40
Sl f@jﬁgﬂ%;ﬂfﬁﬁ;@iﬁﬁ ;’EEC-) 200 | 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
FWEZOLEE swmnenaey || G__| 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
SRR copper Alloy G | DL1500 | 180-230-280 |0.06-0.11-0.17]0.06-0.11-0.170.06-0.12-0.180.07-0.13-0.20| 0.08-0.14-0.22
PiE, KIEETHE—HRETF v THMENACP300. ACK300DIZEDEHE _#EBF v THiEld. ACP]OO[CUD%’@'Q
C DBF DRI E . GIEIRE V.IF _EFRD 130%. )iogf($75%7a":§}‘zt Ll rE
If the first recommended insert s for P and K products are ACP30 ), the second recommended grade w Hbe /—\CPTU‘ In such cases, please use a cutting speed vc of 130%

d\t

HH RTIEER

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

n the ta /e and a feed rate 75% for the recommended cuttin

O | iFEEER OIRETERLTTMR)

®: mark: Standard stock item, @mark: Standard
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n u e e I = TS B
SumiDrill WDX & (4DF) EE Eer=E
SumiDrill WDX Type
SRTUTE
@} jJDI #@EF Range of machining tolerance : O +O 25
Fig 1 o Fig 2 2 Fig 3 .
D sl s g S >E=E
LUX N LUX N LUX
LPR LS LPR Ls LPR LS
OAL OAL OAL
B KLY FE 613.0 ~45.0mm — rEmm) BRIVIAE 046.0 ~ 63.0mm o PEmm)
Holder Diameter P17E58) Dimensions Holder Diameter 1788 Dimensions
72| 79 )1 4| RS 7 § 2 [T¥EAm
?\?W{wir EE ijﬂg § ,E:;E% Kt\HE\ %g% é\?a/uz %ﬁ?ﬁ% D\a{\i'étc 77,15?% el F|g E}jn{:lwt EE ;:?tI:J § E-FE Kﬂﬁ éu? érre/r; &%ED D\W{W:W%Icr ;;g/% Eﬁﬁﬂj F|g
DC[°|  CatNoo || UX|LPR|OAL| LS [DGSAS| DCON | (52, [Insert pole|  Cate | UX|LPRIOAL| LS o DCON | E, |t
13.0] ® |WDX 130D4S20| 55| 70[114 0.35 46.0| ® |WDX 460D4S40|189(219289 1.50
13.5) @ 135D4S20| 57| 72|116 0.30 470 @ 470D4S40 |193|223|293 1.40
14.0 ® 140D4S20| 5974|118 44 [28.0 20 |0.25|,0) 48.0 ® 480D4840| 197/ 227|297 |, 1.30 2
14.5/ @ 145D4S20| 61| 76[120 0.20 49.0/ @ 490D4S40 | 201 | 231|301 : 1.20
15.0| ® 150D4S20| 63| 78/122 0.15 50.0 ® 500D4S40 | 205235305 | a0 | 110w ||
15.5/ ® |WDX 155D4S20| 65| 80|124 0.40 51.0| ® 510D4540 209|239(309| "~ | | 1.00 [156012
16.0 ® 160D4S20| 67| 82(126 ,, |0 | oo |0.40 52.0/ ® 520D4S40 |213|243|313|  [50.5 0.90
16.5) ® 165D4S20| 69| 84128 : 0.35 | woxT 53.0| ® 530D4840 |217|247|317|  |51.5 0.80
17.0/ ® 170D4S20| 71/ 86/130 0.30 |052504 54.0| ® 540D4S40 | 221 | 251|321 52.5 0.60
17.5 ® |WDX 17504525 | 73| 88[144| _ |o,, [ . 1025 55.0| ® 550D4840 |225|255|325|  [53.5 0.50
18.0/ ® 180D4S25| 75/ 90|146 : 0.20 56.0| ® |WDX 560D4540 |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| 94|150 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 57.0/ | 1.60 | yor
20.0| ® 200D4S25| 83| 98|154 0.30 60.0| ® 600D4S40 |248|280(350| '~ |58.0 1.50 [188012
20.5) ® 205D4525| 85|100|156/ 56 [33.0| 25 |0.30] ). 61.0 ® 610D4S40 | 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
215 ® 215D4S25 | 89|104|160 0.15 63.0| ® 630D4S40 | 260|292|362|  |61.0 1.20
22.0 ® 220D4S25| 91|106|162 0.10 SCEEAEA T yNE (BK)
225 . 225D4825 93 108 164 005 *Maximum offset in the radial direction
23.0/ ® |WDX 230D4S25| 95/113[169 0.70
23.5| ® 235D4S25| 97|115|171 0.70
24.0 ® 240D4S25| 99|117|173| 56 |37.0| 25 |0.60 SumiDrill WDXE! RILYBIEDFdH 75
24-5 . 245D4325 101 119 175 050 Part number structure of SumiDrill WDX Type holder
25.0, ® 250D4525|103|121]177 050 | | WDX 200 D4 525
25.5 ® |WDX 255D4S32 105125185 0.45 | oy I S
26.0 ® 260D4S32 107|127|187 0.40 |073306 (020.0) RUJLVRE ol Lengi L/D -~ DCON (w25 O) :
26.5| ® 265D4S32 | 109|129 189 0.35 (4D)
27.0 ® 270D4S32 [111[131|191| 60 [41.0| 32 |0.25
27.5 @ 275D4S32 |113/133|193 0.20
28.0| ® 280D4S32 |115/135|195 0.15
28.5| ® 285D4S32 |117|137|197 0.10
29.0/ ® |WDX 290D4S32 | 120|141[201 0.0 1.00
29.5| @ 205D4S32 | 122(143/203| 7" 0.95
30.0, ® 300D4S32 | 124 | 148|208 60 32 [0.90
31.0 ® 310D4S32 |128|152|212 0.80
32.0 ® 320D4S32 |132|156|216 0.70
30.0/ ® |WDX 30004540 124 148[218 0.90 | ot
31.0/ @ 310D4540| 128/ 152|222 |, 0.80 034008 ,
32,0/ @ 320D4S40 |132| 156|226 : 0.70
330 @ 330D4S40|136|160(230| 70 40 |0.55 W BB spare Parts
34.0/ @ 340D4S40 | 140|164 | 234 0.45 RS T T
35.0, ® 350D4S40 | 144 | 168|238 0.35 Sorew Spanner Spanner S
36.0 @ 360D4S40 | 148| 172|242 0.20 $ P ALY
37.0| ® |WDX 370D4540 | 153|183 |253 1.00 ) & e y
ggg : ggggzgzg 123 123 223 838 BFTX01604N 0.3 TRX06 — WDX130D4S20 ~ WDX150D4520
40.0 @ 400D4S40 | 165|195 |265 0.80
41.0 @ | 410D4S40|169|199|269| 70 495 40 |0.70 |0,
42,0/ @ 420D4S40 | 173|203|273 0.60
43.0/ @ 430D4S40 | 177|207 | 277 0.50
440 @ 440D4S40 | 181|211|281 0.50 :
45.0 @ 450D4S40 185/215/285 0.40 BFTX0615N 5.0 — TRD25 WDX460D4S40 ~ WDX680D4S40

7311230 23 BSE‘IJJVJQ XraSEtra4O7E?'ELfCL\§§'

r of @32 and @40

Cutting diameter of @3 ble with shank diamete!

O | IREEEm, RED IEER

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

MR TRV (B&K)

*Maximum offset in the radial direction

Nm) HEEERE (S SILD (N-m)

Recommended Tightening Torque

12



m [ i Ao | | B | 5 | SR IS BEN
SumiDrill WDX 2 (4D FF= HEEaEsE
| ® 0 | ® ©|loe o
SumiDrill WDX Type
cvD I PVD fig:H ’““"
by i jJDI #@Eﬁ Range of machining tolerance : O +O 25
Fig 4 Fig 5 Fig 6
G gg H gg em'.'mv
ARIRED-YIb < FULIEF GEUNA HEL X i@ b Ey
L Type: Low feed, chip control type G Type: General purpose H Type: Strong edge type
. 9:‘y7 Insert
MiEDE J—F427
Grade Coating
2 - B R o
]@ﬁﬁ High Speed/Light Eﬁm@ g mﬁﬁ
TE . S A KE::
jJDI Gp,‘ﬂ‘%aﬁi Steel Stainless Steel  Cast Iron
s [ gy (NEE=2 4 s EXEN H ey
ngh*gfgrﬁg '3 Non-Ferrous Metal  Exotic Alloy Hz{\d:‘r‘cdi‘,o\
s|lslgls = gl iy - e— 3
& z|2E|= Fig Wrwﬂﬁm T]n;rLb RaTowj‘; @E{_‘{—ng
Cat. No g %() 2 = W1 S |RE Applicable Holders
WDXT 042004-L | ®© | ® | ® 4
WDX130D4S2!
042004-G|® |® | ® | ®| 5 | 42 20 04 "
042004-H ®© o | @ 6
WDXT 052504-L | ® | ® | ® 4
WDX155D452!
052504-G| ® | @ ® ®| 5 | 5025 04 "N
052504-H ® [ ® | ® 6
WDXT 063006-L | ®© | ® | ® 4
WDX185D4S2!
063006-G| ® |® | ® | ®| 5 | 6.0/30 06 "N
063006-H ® o | ® 6
WDXT 073506-L | ® | ® | ® 4
WDX230D4S2:
073506-G| ® |® ® | ®| 5 | 7535 06| s
073506-H| ® ® | ® 6
WDXT 094008-L | ®© | ® | ® 4
WDX290D4S32
094008-G| ® |® |® | ®| 5 | 96 4.0 08 a2
094008-H ®© o | @ 6
WDXT 125012-L | @ (@ | @ 4
WDX370D4S4(
125012-G|® | @ |® @ | 5 12450 1.2|"2000%0
125012-H e |@ | ® 6 SumiDrill WDXE! F v JREDHH T
WDXT 156012_L AN BN ) 4 WDXA60DASA0 Part number structure of SumiDrill WDX Type insert
156012-G| ® | @ ([® | ® 5 (152/6.0|1.2
~WDX550D4540 -
156012H ® @ @ | 6 WDXT 06 §Q 06 -G
] SO u s i ;, «X10 IU—niEm
WDXT 186012-L [ @ [@ | ® 4 R paes s B -7
186012-G|® (@ | ® 5 18.016.0 | 1.2 || e pasio a—F— R Saeradus X 10
186012-H| @ | ® | ® 6
Tf;f Dimef 'z\f)rs(mm)
. ?E:I’%tﬂﬁu%1¢ (4Dm)ﬂecommended Cuﬁing Conditions (4D) <—FBE1E_ﬁ¥r|E_J:BE1E>\M nimum value - Recommended value - Maximum value>
—_— ?—%%E j}%ﬁt }ﬁ%%—gj’ v, FIEEE f XD E Feed Rate (MM/rev)
Work hatora e (L 1013.0~018.0 | 018.5~629.0 | 029.5~036.0 | 037.0~055.0 | 956.0~068.0
@, }FA 55400 G | ACP300 | 120-180-240 |0.05-0.07-0.10|0.05-0.07-0.10|0.05-0.07-0.100.05-0.08-0.10| 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|0.08-0.12-0.180.09-0.14-0.21|0.10-0.15-0.23
S45C AN Hadened 250 | G | ACP100 | 100-170-240 |0.05-0.08-0.10|0.05-0.08-0.10|0.05-0.08-0.11 |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
__..575C BEANpecenss | 300 | G_|ACP100 | 85-150-210 |0.05-0.07-0.09)0.05-0.07-0.09|0.05-0.08-0.10|0.05-0.08-0.11|0.06-0.09-0.12
{Eﬁ%gﬂ‘ SCM,SNCM 180 | L | ACP300 | 100-140-180 |0.05-0.07-0.10|0.05-0.07-0.10|0.05-0.07-0.11|0.06-0.08-0.12|0.07-0.09-0.14
SCM,SNCM 1AM 1aceres | 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  $BAMN 1acencs | 300 | G | ACP100 | 90-150-210 |0.05-0.08-0.10|0.05-0.08-0.10|0.05-0.08-0.10| 0.05-0.08-0.11 |0.06-0.08-0.11
_________ SCMSNCM HEAL raenea | 350 | G| ACP100 | 75-120-165 |0.05-0.08-0.10|0.05-0.08-0.10|0.05-0.08-0.10/0.05-0.08-0.11| 0.06-0.08-0.11
4D Hﬁﬁ%ﬁ?‘ SKD,SKT,SKH 200 | G | ACP100 | 120-180-240 |0.06-0.10-0.13|0.07-0.11-0.14 | 0.07-0.11-0.15 | 0.08-0.12-0.16| 0.09-0.13-0.17
SKD,SKT,.SKH AN aweres | 325 | G | ACP100 | 100-140-180 |0.05-0.08-0.10/0.05-0.08-0.10|0.05-0.08-0.10| 0.05-0.08-0.11 |0.06-0.08-0.11
277V §H§§E3QHH(V’KT{"1*P$?4 M| 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 SUSA03H vI7Y4 Ff{fﬂﬂ) 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 #-27F1M% | 180 | G | AGP300 | 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
ERoasron | 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
525 4 JUFERK ouciie Cast on 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
Sl Eyﬁ%‘a‘ﬁ[ﬁ%%Np?ﬁ gc.) 200 | G |ACP300| 25-50-70 |0.06-0.10-0.13|0.06-0.10-0.13|0.06-0.10-0.140.07-0.11-0.15|0.08-0.12-0.17
FWEZOLEE swmennoy || G__| 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
SIS Copper Aly 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
PiE, KIEETHE—HRETF v THMENACP300. ACK300DIZEDEHE _#EBF v THiEld. ACP]OO[CUD%’@'Q
C DBF DRI E . IEIRE V.F _EFRD 130%. )ibgf($75%7§:§}‘zt Ll rE
If the first recommended insert s for P and K products are ACP30 ), the second recommended grade w Hbe /—\CPTU‘ In such cases, please use a cutting speed vc of 130%

d\t

HH RTIEER

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

n the ta /e and a feed rate 75% for the recommended cuttin

O | iFEEER OIRETERLTTMR)

®: mark: Standard stock item, @mark: Standard
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m m R 2o | g L e TIE o | BE
SumiDrill WDX & (SDf) Ff=a Fe s
SumiDrill WDX Type

SRTUTE
% jJDI #@EF Range of machining tolerance : O +O 25
Fig 1 - Fig 2 @ Fig 3 B
@ 8 ==t E=E el
LUX N LUX
LPR LS LPR LS
OAL OAL
B KILFFE 213.0 ~45.0mm  (wEmm) ERIVI AR 046.0 ~ 55.0mm _ (FEimm)
Holder Diameter P.1788) Dimensions Holder Diameter P.1788) Dimensions
1 oy [EEm 7R | s 7 7 = | 5
PEee m oz [TEREERLOIEES B Shemon Dhm| moE L cmgrlEE & L e
DE] R LUX LPR OAL| LS [DCSFHS| DCON | oy |51 DO — i LUX|LPR|OAL| LS DCSFMS DCON | ofrast | S
13.0] ® [WDX 130D5520 | 68.0] 83.0(127.0 0.35 46.0 ® |WDX 460D5S540 [235.0(265.0(335.0 1.50
13.5| @ 135D5520 | 70.5| 85.5(129.5 0.30 47.0| @ 470D5S40 |240.0|270.0|340.0 1.40
14.0 @ 140D5520 | 730, 88.0/1320 44 28.0) 20.0 | 0.25 | o)1, 48.0 ® 480D5840|2450 2750/3650, |0 1.30 2
14.5/ @ 145D5520 | 75.5| 90.5|1345 0.20 49.0 ® 490D5S40 | 250.0|280.0(350.0 . 1.20
15.0 ® 150D5520 | 78.0| 93.0/137.0 0.15 50.0 ® 500D5840 255.0/285.0/355.0 | 40,0 | 110 0T ||
15.5/ ® [WDX 155D5520 | 80.5] 955[1395 0.40 51.0| ® 510D5S40 |260.0|290.0{360.0 | |77 100 158012
16.0 ® 16005520 83.0| 98.0/1420| , \ | o/ o | 0-40 52.0 ® 520D5S40 |265.0(295.0 |365.0 50.5 0.90
16.5| ® 165D5520 | 85.5[100.5|1445 : " 10.35 | woxt 53.0| ® 530D5540 |270.0/300.0{370.0 51.5 0.80 3
17.0 ® 170D5520 | 88.0[103.0{147.0 0.30 (052504 54.0| ® 540D5S40 |275.0(305.0|375.0 52.5 0.60
17.5/ ® [WDX 175D5525 | 905/1055[1615] . |, | o | 0-25 55.0| ® 550D5540 |280.0|310.0/380.0 53.5 0.50
18.0 ® 180D5525 | 93.0(108.0|164.0 ' " 10.20 SRS T yNE (BK)
18.5| ® |WDX 185D5S25 | 95.5(110.5/166.5 0.50 “Maximum offsetin the radial decton
19.0 ® 190D5525 | 98.0(113.0{169.0 0.45 1
19.5 @ 195D5525 [100.5[115.5|1715 0.40 o ,
20.0 ® 20005525 [103.0(118.0| 1740 030/ S Dyl R s S
20.5 ® 205D5525 105.5[120.5|176.5| 56 [33.0| 25.0 | 0.30
21.0 ® 210D5S25 [108.0(123.0{179.0 0.20 | WDX 200 D5 325
21.5/ ® 215D5525 [110.5[125.5|181.5 0.15 T 500 DC — YYD S e
22.0/ ® 220D5525 (113.0(128.0|184.0 0.10 (0200) KU 01t Loat L/D BoON (625.0)
225 @ 225D5525 [115.5[130.5|186.5 0.05
23.0] ® |WDX 230D5S25 [118.0136.0192.0 0.70
23.5/ @ 235D5525 [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 @ 245D5525 [125.5[143.5(199.5 0.50 | woxT
25.0 @ 250D5525 [128.0(146.0{202.0 0.50 |073508| |
26.0| ® |WDX 260D5S32 [133.0[153.0(213.0 0.40
27.0 ® 270D5S32 [138.0(158.0(218.0| 60 |41.0 0.25
28.0| ® 280D5S532 [143.0(163.0(223.0 0.15
29.0' ® |WDX 290D5S32 [149.0[170.0(230.0 50.0 32.0 [ 1.00
30.0| @ 300D5832 154.0/178.0 2380 0.90
31.0 ® 310D5S32 [159.0(183.0(243.0 0.80
32.0 ® 320D5S32 [164.0(188.0(248.0 0.70
30.0] ® |WDX 300D5S40 [154.0[178.0(248.0 0.90
31.0 ® 31005840 1500 1830/2580| |, 0.80 | g0
32.0 ® 320D5540 [164.0(188.0(258.0 : 0.70
33.0 @ 330D5540 [169.0(193.0|263.0| 70 40.0 | 0.55 B EB5R spare parts
34.0 @ 340D5S540 [174.0(198.0(268.0 0.45 2 A = =
35.0 ® 350D5S540 (179.0[203.0{273.0 0.35 Screw Spanner Spanner LS
36.0 ® 360D5S40 [184.0(208.0(278.0 0.20 \\\\\\ Q 9z Ap;ac,;\b‘o Ly
37.0] ® |WDX 370D5540 [190.0[220.0 [290.0 1.00 @ Nmy e .
38.0 @ 380D5540 [195.0[225.0(295.0 1.00 : g
39.0 ® 39005840 200.0230.0/300.0 0.90 BFTX01604N 0.3 TRX06 WDX130D5S20 ~ WDX150D5520
40.0 @ 400D5S540 [205.0(235.0{305.0 0.80
41.0 @ 410D5S40 210.0[240.0/3100| 70 49.5 40.0 |0.70 | o),
42.0 ® 420D5540 [215.0[245.0(315.0 0.60
43.0 ® 430D5540 [220.0[250.0{320.0 0.50
44.0 @ 440D5S540 [225.0[255.0{325.0 0.50 :
45.0 ® 450D5340 230.0(260.0330.0 0.40 BFTX0615N 5.0 — TRD25 WDX460D5S40 ~ WDX550D5540

}]1::030 12531 032{3‘ vJ71¢032tZ4O7ETrbZ EXH
nd ¢40.

Cutting diam

[ 51 $$§TF E=Taral

@®: mark

Standard

er of 830, 831, 232 are

vailal

ED

ole with

shank diameter of o

RELER

stock item, no mark: made

to orde

ritem

KR4 TV (B&K)

*Maximum offset in the radial direction
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sSumiDrill WDX 2! (5DR)

SumiDrill WDX Type

TRl EEEE ] TS s B
~0ER]020%| P S BHAClAeHC-] LA T|e§|mm| BH | gy | Ae |59 crep
@] o | © | |loJe]e

n RIS E
El.z U jJDI #@Eﬁ Range of machining tolerance : O +O 25

Fig 4 Fig 5 Fig 6
GE HA
ARIRED-YIb < FULIEF GEUNA HEL X i@ b Ey
L Type: Low feed, chip control type G Type: General purpose H Type: Strong edge type
. 9:‘y7 Insert
MiEDE mESZ)
Grade Coating
2 - BH
J@ﬁﬁ High Speed|Light a m E @ m
FETHE @ (M 27 U238 [ 5%
jJDI Gumeﬂlgﬁﬂnfi Steel Stainless Steel  Cast Iron
Application WA 7| [N E=753-0 S ElH =i
Rough*gﬂﬁi [a Non-Ferrous Metal ~ Exotic Alloy  Hardened Steel
o | o | o = B-% -8 . "
n & (888 8 gl lET mLs
Cat. No 2 9|2 |3 W1 S |[RE Applicable Holders
WDXT 042004-L | ®© | ® | ® 4
WDX130D5S2!
042004-G| ® |@ | ® | ®| 5 | 422004 "NIBE
042004-H| @ © | @ 6
WDXT 052504-L | ® | @ | ® 4
WDX155D552!
052504-G| ® | @ ® | ®| 5 | 5025 04 NS
052504-H ® (® | ® 6
WDXT 063006-L ®© | ® | ® 4
WDX185D552!
063006-G| ® |® | ® |®| 5 | 6.0/3.0 06 "N
063006-H ®© o | ® 6
WDXT 073506-L | ® | ® | ® 4
WDX230D5S2!
073506-G| ® |® ® | ®| 5 | 7535 06 s
073506-H ® | ® | ® 6
WDXT 094008-L | ®© | ® | ® 4
WDX290D5S32
094008-G| ® |@ | ® | ®| 5 | 9.6/ 4.0 08 "2
094008-H @ (@ | ® 6 SumiDrill WDXE! F v JRSEDHH 7
WDXT 125012_'_ o o o 4 Part number structure of SumiDrill WDX Type insert
WDX370D5S40
125012-G|® |® @ | ®| 5 [12.4/50|1.2
~WDX450D5540 -
ZAIOnnnE WDXT 06 30 06 -G
N B width Across Fie “'\ v~ -X10 Ju— 7JT§¥E
WDXT 156012-L | @ (@ | @ 4 WDXE60D5S40 Az
156012-G |® |® (@ |® | 5 |152/6.0 1.2 " . =R carr s X10
156012-H | @ | ® | ® 6
Tf;f :‘,\‘ﬂcrs\f)rs(mm)
[ | ?Eiﬁtﬂﬁu%ﬁ (5Dm)Recommended Cutting Conditions (5D) (CTRRAE — HESR{E — _EBRAE) <Minimum value - Recommended value - Maximum values
oA 2‘7@& ?%41-} ;E";%ii/j ve UIEILRE fIEDE Feed Rate (MM/rev)
Work Materia ccormened (1t 618.0~018.0 | 018.5~029.0 | 629.5~036.0 | 937.0~055.0
ke \ne Grade (m mm)
M, ’F# 55400 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 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 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 HEAN taencs 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
__...875C BiAMNpecenss | 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
SCM,SNCM 180 | L | 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
SCM,SNCM  $BAMN racercs | 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 AN 1acencs | 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
_________SCM.SNCM #AM tuenca | 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
SEEM  5KD,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 vaeres | 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
27/V2@ SUSA03M (VA7/54b/9154M) | 200 | G | 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
Susaosfh vI7Ju4hR BM | 240 | G | 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
SUS3045US316 #-2771M%| 180 | G | ACP300 | 100-140-180 | 0.05-0.09-0.11 | 0.050.09-0.11 | 0.06-0.09-0.12 | 0.06-0.10-0.14
SRoastron | H__| ACK300 | 120-160-200 | 0.08-0.15-0.21 | 0.09-0.17-0.23 | 0.09-0.18-0.25 | 0.11-0.20-0.28
H | ACK300 | 90-120-150 | 0.08-0.15-0.21 | 0.09-0.17-0.23 | 0.09-0.18-0.25 | 0.11-0.20-0.28
HHIH E@aﬁggﬁanmu?%ﬁ?mpﬁﬁ effc') 200 | G |ACP300| 25-50-70 | 0.05-0.09-0.11 | 0.05-0.09-0.11 | 0.06-0.09-0.12 | 0.06-0.10-0.14
PIVEZOLEE avmnomaley || G__| 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
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& KIETHE—#ET v THMENACP300. ACK300DIHEDHE _HET v THE(F. ACP100ICEDFE T,
CDBSDOHERLIHIZEA S ATHLRE V[E ERD130% XD B F75%ZBZE LTSN

If the first recommended s for P and K prod re ACP300 and AC ), the second recommended grade will be ACP100. In such cases, please use a cutting speed vc of 130%
n the table above and a f % for the recommended cutting conditions

T e =] o =%
O [ iFEEER OREEER (LM B BEEER

®: mark: Standard stock item, @mark: Standard

stock item(expanded), no mark: made to order item
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SumiDrill WDX&sR {RbAU—7 WASH

SumiDirill specialized for WDX Type

ﬁ'ﬂ\ZU _7 WASE! Decentered sleeve WAS Type

SumiDrill WDX 245/ fiDAU—T [WASEY] ZFERTSHET, MINEZ £0.3mm EEFAETHIEHTRETT,

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

* INTEFARESEEE, ERORFBERZRUET.

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

. Eﬁﬁi@ C;i% Important Notes

A 1. BEDIFEZTIODT, FEREIRFEOMNIZRZAEL. FRULTIEEL,
A2, Ly bF vy IRDORIVY TIRIMERTET B, U ROy IRDRIVYZERLTLIEEL,
& 3. ARmFAEOF VI TSERLEEL,

5D FEDFRTUII®, ERMEDOMITEHETET 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

. Efﬁﬁff (BHI?EG)EEJE) How to adjust machining diameter
¥"IE @ Step 1

AR
Reference line

WASE! Kjg1 A—

Conceptual Image of Mounted WAS Type

RUILD TSV IEICHD
RERECLT, AU—T
DEEDICEDEXRT,

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

quE (@ Step 3

RUJL
BERY
Screw to
FEEEEKRD fix the drill
Adjustment hash marks ; \ @ R .
. s @ RUJVBIER Y ZE L fEiHT.
| -
MIEEAE T BBEE TS ZBE FULEBELC .
INELTBRDBEEFVAFAABNAY—T%
EIUCHRELTLLEEL,

Turn to positive for larger diameter, and to negative for smaller diamter
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4 DCB )
>< f
& s
; o 3
& L
L4 L3
L2 LS
- J
B KK Body (WAS & s Type) (3% pimensions - MM)
IR VTIR BV RS | RS | RS RagEeE
9_—:@ § EE ShankfL ‘ShamkI D\an:witer Shank Len;h Len;-th Len;h Adjuggt%{r:;r?gs%iﬂaimng
Cat. No. Stock DCB/DMM/BDX]| LS 2 L3 L4 diameter
WAS 2025-48 ® (20 | 25 | 33 | 43| 5 | 32 5 +0.3~-0.2
2532-60 ([ ] 25 | 32 | 42 | 60 7 46 6 +0.3~-0.3
3240-70 o 32 | 40 | 55 | 70 7 57 6 +0.3~-0.3
4050-85 [ J 40 | 50 | 60 | 80 7 64 6 +0.3 ~-0.3



SumiDrill WDX &

SumiDrill WDX Type

. ﬁﬁﬂgﬂﬂlgﬁﬁ Lathe Machining Guidelines

W RY VOB F Drill installation
* A DBERD X BETFTICHED LSICEY FUTTFEL. (B 1)
- RIVFiREE RUILD TSV VinHZEEE S BIIRETRIL MESH UTTEL,

+ 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.

WITEDE Adjustment of machining diameter
- B X BDIBENC L DREEDTRET T,
FARAAE XBSMOTSAH (ARILAARE) (SRBULTTEV. v0FRE (ARFEIAE) [CHETS
& RIVFDIIIURE RICTFHE (BNS) AN HDFETDT, #HELFEA. (B 1)
RASRE (FT7tvh) BRRUIBRICKDEEDFTOT,
P.8 ~ 15 RILF AR FEAAATEYRE (RK)] BBBTEL,

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

WZOftEEEIA Other important notes
« FEEE(C RV VU I EEE . EEPOISH U THRODADSEH0.15~0.2mmiZE S FHDITED KSICRUIVIFERE TSN TWLE T,
- FEFRDOTNHAREL FIDIDEEHFDOLDS EDDICIEDE DI RIELETDTT;EFE L
VRO FEERBRBR—V I I ETIBE. UHAFRERUILEZED 1/5U T (BAEMMELT) ICERE R ELY,
(B:RUILR p2005E. THAFAMmMELT)
- FEBICTEEINIZTI5E. S@FCEM S NIEAEROID L 37 (K2) HifREIT DT Eh'HBbET,
SRE(ICHIN—DIFVVE DI, BB LED Tz HIN—T5E ZRDRFTTEL,

+ 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 820, 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.

. %ﬁiﬂﬁ1ﬁ®§§ Typical Power Ratings . tﬂﬁ“/ﬂiﬂiﬂjgo)aﬂ Typical Coolant Volume

12 y =
=y f0.24 g RULE013~18 UJLZ 018.5 ~55mm
=10 /- s 35 R 20MPa LU 4(@%5‘ Tt
o / f0.18 /'0-12 30 gol pressue of 1.0 d
B E 8 tZJ © o5
L // 10.06 Hl =
8 06 220
0 g - 10 |
(kw) 2 = z
o2 (g/min)é 5 STLHE tinmum Discharge
| | | | | | | | L L < L L L L L L L | | Il
0 10 15 20 25 30 35 40 45 50 55 0 10 15 20 25 30 35 40 45 50 55
RU)L#E(DC) RUJL#Z(DC)
Drill Diameter Drill Diameter
< 5;,’%%1:5 Note > < 5I§$IH Note >
WEHFHAER . B, HEESCLOEDLE WYHGEI B R L OMEE £ T S BREO—DTY,
IDT. BEEELTTREL, B FHEH . BB EICEVWTERTY,
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.
WENEIZEMF (BEE) cuting conditions (reference values) WVERUJVIFE STHEHEZSSDICERET DT EEHERLET,
IR Work materia:S50C (230HB) (¢ 18.0mmEATF)
tﬂ‘ﬁuﬁgcmting speed:Ve=150m/min It is recommended that cutting oil pressure is set higher for drills of smaller
diameter (218.0mm or less)
W—EMECNCOY > Tl IHFEZ RIS Y BT ENTE,
YR HEZRETDIENTEF T,
The amount of oil discharge on most CNC machines can be adjusted by
adjusting the cutting oil pressure.
BCORBHA RSV THD . ERMOEIELE. D—J1Ck>T
8% EIF2UNENGDET .
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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SumiDrill WDX &

SumiDrill WDX Type

B F v THERFDEEFRR Notes on attaching and detaching inserts

- FyTERMIFBHEIIC. Fy ITEOIZERYET 7 —EFTWORVLTTEL,

- AT (E RIDEERNFDEESDE., HUMITDKRSICEATEW. (83)

ANRF OB OTVDE, FYTISYTRE. ANF DL, RID MNLIRTEHER T DIHBENHDETDT. TEETFEL.
- Fy TJORMMIFEICTF Yy TEEE RUILAFCHEEIEUELER. SEFEBVET. (K4, AR
ERICEFFRREIFE 4 DKRSICIEDFT,

+ 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 DHNAIEICEBRENG DR ITH, IS5V THIFRRERRICEDRIDT. EHLEEESDFIEA.

*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 (TEFHH?E Proper Spanner Usage 9: v 7%%1*&;\ Properly Attached Insert

4
FREING ORI H
A £ LS D FEA.

Clearance is normal and does not affect use

4 Fig. 4

B NSO a—FTa00 Troubleshooting

BER B =R I ¥ R
Problem Symptom Cause Countermeasures
MIRENMEMELDKELED - ASARELIED, c ASARETIFBEHIC. EDEEZTFTIREL,
Drille hole s larger than desired RILI DD - X S5 TR AE(TE 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
MIRENEMELDINELED - AEDAT—TICBLDDFIC | - EDREZ LIFTIEEL,
Drilled hole is smaller than desired %U’tbgf?tb\é - X §mﬁﬁt§@%€?i’7gjt< 2E0
”uIﬂEQEb‘*EL\ - The cutting edge does not enter into the | - Increase the feed rate
;?;m'gfecrh variation in hole workpiece but backs off - Make an adjustment on the X axis
NRDOAOERTONEEDKEL - gIbLFDOFED - EDEEZEFT, IO THEERLT B,
E;%nggag%d difference in hole size at entrance | - Packing of Chips . t)JD (g—migﬁﬁjb_jj ﬂ_ §2J %ﬁﬁﬁo (p_6 ;,;ﬁ:n’\ )
- Increase the feed rate to improve chip evacuation.
-Use L type chipbreaker. (See p. 6).
ROAONSEET, MIEHNEL | - TIHIEFRDEL - EDEEZETFTLEE L,
Poor drilled surface from entrance to bottom of . U—QWU’ETJVRU cw—y ‘Jﬁ%%r_g_b\ mu.&%iﬁg)o
hole High cutting resistance - Decrease the feed rate
MTREDEL Low rigidity of workpiece - Review tooling to improve rigidity.
Poor or rough drilled hole surface FDRTHIEHNEL LD - YIO<KFICKDINTED - XD EE’EJ:UEI\ MO LK FHHZERL T %,
Poor drilled surface at bottom of hole 1%3”5“5 . t)JD (jMIEﬁﬁjb_jJ ﬂ_ ﬂj %ﬁﬁﬁo (p_6 SR )
Machined surfaces damaged by chips - Increase the feed rate to improve chip evacuation.
- Use L type chipbreaker. (See p. 6).
DN (FRDED) HRETS - DERERR - DEZEBERELTLIEEL,
Breakage on centralinsert (cenre) - Fy TORETE - EETHEATZEAE. RUILE 180 EEREET
Improper adjustment of centre height Hyo{q(j-za,z(rc—éb\o
e MR T~ [HE] %A, (P65H)
- Adjust the height of the insert
- Ny - If the drill is being used on a lathe, try flipping the drill 180°
Z:{Z{glzzﬁa’a - Use a strong edge chipbreaker H type
SHEIDRIET D - HAEDIIERHHL - TE/mZETIFRcd. EDEREZETFTILEL,
Breakage on outer insert High cutting load in cutting edge . Eﬁgﬁ{t’_—ﬂjb—ﬁ |—H ggj %Eﬁﬁo (P.G %ﬁ:ﬂi )
- Decrease the feed rate to decrease cutting load
- Use a strong edge chipbreaker H type

18




. Eﬁﬁ?’%ﬁ“ Application Examples

SumiDrill 3009—%4/1—F—
WDX #Y 300 workpieces per comer
fiort R 1500—5/1—F— FmlE!
Competitor's 150 workpieces per corner Double tool life!
Product 1 1 1
0 100 200 300
MIoO—o%

Number of workpieces machined

?ﬁEUM Work material : %W%ﬁlﬁ Machine component (FCD450)

fEATE o : WDX205D3525

FY T nsert : WDXT063006-G (ACK300)

ORISR Cuting condiions + Ve=122m/min f=0.15mm/rev. H =33mm &i& Through Wet

Tool life has been extended twice

* ﬁb‘ﬁﬂétbﬂ%c‘:kﬁl:ﬁibfco longer than that of conventional types.
'ﬂ]ﬁ“@]b%’]‘é’(ifﬁ!@ﬁbo More stable machining performance

with less power used for machining.

IEREERE

Normal wear

S4H outer insert FUH (riemal insert

SumiDrill EE L

WDX £l

RIF
Chipping

9*3] Outer insert

fti4t mm
Competitor's g -
Product - - ()

WEINE wor material - TL— b steel plate (850C)
ERTE 100 : WDX200D3S25

F w7 Insert : WDXT063006-G (ACP100)

BB g congions - Ve=200m/min f =0.12mm/rev H =50mm &5& Througn Wet
*TUTVEREFI8MINTERDER. Above two pictures are result of 18m after cutting.

NN RLIHCERERCTRERA COREMLIAEE,

BAEBEORUIL ROV ICECVDHBZERT 2L TRICRELT v T,

-Outer insert and internal insert of Sumi Drill WDX Type ACP100 shows normal wear and can
cutting stable on high speed condition.

SumiDrill 24007V/3—F-
WDX gg 2,400 holes per corner
Fn20%7 7!
-H_;! i = 20007%/3—F— Tool life increased by 20%
Ctmzeﬂ?cl):rl‘s 2,000 holes per corner 5‘5$25%7y7!
Product Efficiency increased by 25%
0 1000 2000 3000
T
No. of Holes

TR Work material - BEMEEBER Machine component (SCM440)

FRAIE 0  : WDX200D3525
F v Insert - WDXT063006-G (ACP300)
SIBISRAE Cuting condirons © Ve=157m/min - £ =0.19mm/rev  H =19mm  B5& Tr0ugn Wet

HALGEIBIRAE Competiors product cuting condliions * Ve=157m/min £ =0.15mmirev H =19mm &3 7501 Wet

BEERGCBVNTHID L TR RIF T tDHIRFD
RENDDM SR ER D D HEFR25%. Fin20%[mE LU,
Chips are well controlled even under high-efficienct conditions.

Low vibration during machining provides stable performance.

No. of Holes

SumiDrill
WDX 9:;';'2 14007{/: _j__ 1,400 holes per corner
it 800737~ | ZFam 1. 715!
Competitor's 800 holes per corner Tool life is 1.7 times longer
Product N , R
0 500 M7 1,000 1,500

WEDRIESRIF (FUDEL)

Good internal condition (no chattering)

?ﬁi‘ﬁ'ﬂﬁ Work material + 7IJ_ t\ Steel plate (S15C)
EATE 100l - WDX145D3520  F v  jsert - WDXT042004-L (ACP300)
ISR Cutng condlions © Ve=205m/min £ =0.042mm/rev  H =15mm B Through Wet

'%ﬁb“‘] 7{%tk¢ElCrﬁ]J:bT.:o Tool life has been extended 1.7 times longer

than that of conventional types.

. 75yj’lﬁu’ﬁd\t%JJI]IE[CU‘O‘D%<E‘&0 No chattering on drilled surface

\?Vu&%” vi=127mm/min
=
fitt e, vesemmimin - gEEA
Co;:gsﬂtcc;rs . Foulr times more efﬂclwem!
50 100 150
12’3121’5 Feed Rate HUIE 7J[|I
A0 :¢60.155

Entrance

O :¢60.157
Exit

Good quality machined surface
and hole diameter.

» TU— b sieelplae (S48C)  EATE 100 - WDX600D3S40
Fw S nsert : WDXT186012-G(ACP300)
ISR Cuing condions = Ve=150m/min £ =0.16mm/rev  H =60mm

TERTEYIHIZMG - v.=80m/min f=0.20mm/rev H =60mm
Cutting conditions of conventional tool

*ﬁﬁu*ﬁ Work material

B5& Through Wet
B3l Through Wet

ARRICBVTHREMIZRIR!!

Stable drilling of even large-diameter holes.

GERTEICHU THERAF!!

- RIFEMERIETH
- [EREEL

No problems even if exit
surface is angled.

even with low clamp rigidity.

?ﬁﬁUM Work material - 7'./_ " Steel plate (3150)
fEFATE o0 : WDX430D3540 F w7 inser : WDXT125012-H(ACP300)
BIBISRME cu ng conditions + Vi=138mimin - =0.15mmfrev H =60+50mm (B8 s crcuer secion) BB Trvougn Wet

AR MR (RRAESEIED LBV T REMIH ATEE.
GERMICHUTEIHIS BEED
-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.

Four times more efficient than conventional tools.

BUDOEDROOGE | FEIOIN | FBODHE|  EIN m—=u>g SEINT Btk | Nyor-Uvd
Angled Surface Half Cylindrical Pre-cast Hole Intersecting Holes Boring External Turning Laminated Plates Back Boring
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SumiDrill WDX Type Inquiry sheet for special design
CHREDIFREMINZERIRL. TRICTEZSEATSE Bt / TIEESE company/contact Information

Select the special shape you require and fill in the dimensions in the boxes below.
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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.
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® \ery 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 ® |mproper 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.
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