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SEC-WaveMill WGX Series employs unique chipbreaker design to provide lower resist and higher-quality
surface finishes than conventional tools.
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. !ﬁE Characteristics

.tﬂﬁU?ﬁﬁﬁfﬁﬁ Reduced Cutting Resistance
-WGX BURICERET SN/ \ A L—FD T —AICEKD. EIEFZRIR
High-rake chipbreaker designed for use with the WGX Series achieves low cutting resistance.
@SR High Quality
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- Improved run-out precision and unique wiper edge shape ensure excellent surface finish quality.
- Optimised chamfer shape reduces burrs and edge chipping.

.3—7_'477¥ﬁ*7ﬁ§?§‘§ﬁ5] New Grade Coating
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- Features high-precision technology that reduces insert run-out variation and a new coating to provide stable and long tool life.
- The new ACM200 and ACM300 grades for cutting exotic alloys further expand the range of applications.
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Type Cat. No. Cutter No. of Teeth Attachment
Cipy W ~ | Jw
BT IWe13000RlS) |e40~e250| 3~10 | 1ZF/20U00
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W G X §=.l SEC-WaveMill WGX Series

H Fv JEROEBR Insert Shape Characteristics

5T‘Lﬁﬁ G ﬂjl/_jj General-purpose G Type Chipbreaker

ORBEDTSVWIK CEESE L OKREFLTLVALYNNTLVAT
Unique Wiper Edge Shape For Improved t)];ﬂu;kr{:ﬂi
Surface Roughness Large Rake Angle And Cutting Edge Rake Angle

: Improves Cutting Edge Sharpness

B#Es/—XR
TaRE
Optimal Nose Radius
For High Strength

OtIHIEHLEE Ot EEHESHE OF v TEREROIIRN
Cutting Resistance Comparison Finishing Surface Roughness Comparison Run-Out at the Time of Insert Attachment
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EEZUL' C’ww{,evlou\:‘gade WGX Competi CYFE?‘H,HSV (TC\‘{JEF Dra\u(?'af:ﬁ WGX Cm\e"’\cﬁugade
#HIM - S50C  ERATE 9100 #HIM - S50C  EATE 9100 fFRATE WGXM13100R (g100)
Work Material Tool Work Material Tool Tool
tIEIEH - ve=200m/min, f,=0.2mm/t, a,=3.0mm tIEIEHE - ve=200m/min, f=0.2mm/t, a,=3.0mm T 7
Cutting Conditions Cutting Conditions No. of teeth
4R | =
NI \Jiﬂ%ﬁﬁ FG §=7 L—7 Low-Burr Design FG Type Chipbreaker

FrUIrPEMINTHIET,
YIEIED) V724D )

Optimised Chamfer Shape Reduces
Burrs On Cutting Surface

~

OtIHIELLE =
Cutting Surface Comparison @Rﬁﬁr@
5% M/C BTE0 fEATE : WGX13100R (2100) FwI##& : ACP200
Equipment Tool Insert grade
PIYIEL © ve=200m/min, f,=0.2mm/t, 8,=3.0mm, 8.=80mm Dry
Cutting Conditions
J\U FEEAEIRR BB 70°

Location where burrs occur

Disengage angle : 70°

HHEIR work TERGR conventional

fm*j:l:% Competitor's

SUS304

SCM440

Burr genernation
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- *Z*Eiaﬁﬁﬁﬁi—aﬁ Material application range

o ol g 29) sl HH~ELH WHEIAF |#E| fE E~EREH )] HH~EH
Work Material [ Grade |  Finishing to Light Cutting Medium Cut Rough to Heavy Cutting Work Material [ Grade |  Finishing to Light Cutting Medium Cut Rough to Heavy Cutting
ACP1 -
ik CHoY K | WACK200
25 ) ACP200 az IEE WACK300
‘/ § Cast Iron \/g
© J
ad £ le)ACP300
it \ N
i1 T4500A 2 £ DL1000
~ D2
a, N JEt
ML ACM200 @ I
= g Non-Ferrous ﬁﬁiig
VAl |2 Veta |5
o £ Acm300 e /Hl
I

MABIHOC - PED—5 ¢ Y AR LET, W:cvD A:PVD /Ya—h

The letters "C" and "P" at either end of each grade indicate coating ty Blank: Uncoated

B I—57 12T DR Feature of coat

A—J\—FF3—k (CVD : {£%%5%:% (Chemical Vapor Deposition))
Super FF Coat

ZHIREO CVD JOtEX [RX—/(—FF O— k] &ifflC k&R FOBMMte. J—7 « 2 IEHART]
ST (C R D BN EFEE &S USRI Z ML

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.
P O—F « VIROARL. RIS HHEEAMIC KD BNEMT v EY Tt 2RI
PO—F ¢ VIRDBEEICKD JEERLE 1 SEMU EOSR - SREEIN TN EIEE
PE—INTRE T TR IERME2ELU EDRFEFIRZEIR

P The coating's smoothness and stress control technology achieve excellent chipping resistance.
P The coating's high hardness makes possible an improvement of at least 1.5x in high-speed and high-efficiency cutting compared to conventional grades.
D> Achieves at least 2x the tool life of conventional grades under the same cutting conditions.

RDYFR Feature Mt RIS Chipping resistance
[ [
BB 30%7 7 WGX
Z—\—FF—h < KEMEe : 50%IER
« Super FF Coat Coating hardness FIL=F ACP100 |
23 30% increase. Alumina
T 5 50 Coating surface roughness 45 FRREINIET
i £ 50% reduction. Compeitc ﬁg*’”iua MG _E
% fn pettors Frodue Specwa\sﬁr‘acetvealm;nl\mpmves
I [ R chipping esistance
s 40 GERT—F 10 B
JES Conventional coating e 3]
fgé 30k OO TiCN Conventional Grade
(GPa) 0 100 200 300 400 500
201 O New ACP100 RIBFTOYIHY
ACM200 Cutting Length Until Br
| | | | New ACK200 it
005 010 0.15 020 Substrate #WHIA : 850C 7t Eﬁﬁl@\ WGX13100R (New ACP100)
Equipment
TICNEREHHET Ra(um) B
TIiCN Surface Roxjéhness Ra (um) Cross Section of Coating ‘w“ﬁ[ufﬁ WKCH ?OOm/m\n FO 45mm/rev, a;=2.0mm, &:=52.0mm Dry

NEWRX—/\—ZXd—bk/RA—I\—ZX—bk (PVD : #1554 (Physical Vapor Deposition))

NEW Super ZX Coat / Super ZX Coat

BHMBEDBEI—T 1V IRMESEDT /T 0./ OI—7Z5REL. DEHD T/ A=KLE (1 F/A=NUIF
108D 1 X—hL) OBBRZXAICHTERETBICBLER FNeW A—)\—ZX J—K] =HA

Utilising our proprietary thin layer coating technology and advanced nanotechnology, Sumitomo Electric Hardmetal has developed NEW Super ZX Coat and Super ZX Coat, coatings that consist of
approximately 1,000 alternating, nanometre-level-thin (1 nanometre = 1 billionth of a metre) layers.

PACR@RELEA, =T« Y IBEDBEENA0%77 Y 7 B RREE200 Ty T2
PiEkmi 1 SEM EOS®E SN TN EAE
PE—INTHRA T T KM 2B EDRFa 2R

P Coating hardness increased by 40% and starting temperature for oxidization increased by 200°C compared to conventional grades.
DAt least 1.5x improvement in high-speed and high-efficiency cutting compared to conventional grades.
P Achieves at least 2x the tool life of conventional grades under the same cutting conditions.

DR Feature Mt EEFEIE Wear resistance
Z—/\—ZXa—hk I 300
60 New Super ZX Coat 1 P 250 WG
N wo A2 " mACP200
£ 50~ Super zX Coat o - A ek /.
e N . 4 y EEREE E - 150 nveniona
8T 3 \ 3 Laminating g =
= g 40 ZXa—k \ . Cycle to = 100
§ (X Coat ‘\ (mm) ©
erasol OTion O\ \ ‘ ‘ ‘ S
q TIAIN \\ 0 20 40 60 80
ew ElliEd
200 TN New ACP300 it e e
| | | | New ACK300
600 800 1,000 1,200 4 s Ef? !\{VC BT50 ?Fiﬁ”ﬁ S50C Tﬁﬁﬁl?\ WGX13100R (New ACP200)
ER{LBEIIRRE (T) [EHiE(TEMEE) ﬁ‘lxﬁ Ve~ EOOm/mm. f,=0.2mm/t, 8,=2.0mm, a.=52.0mm Dry
Starting Temperature For Oxidization (°C) Cross Section of Coating (TEM Photo) Cutting Conditions
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Radial

Figs ©Db Fige o0,
oDy PCD 66.7 PCD 101.6
i;ai o B e QB e
Q% ‘ F
i a L
=) g g
] od, ad,
gg‘c oD, oD,
oD, oD, oD
. 2S1$ Body (Eﬁ?’rj)(standard Pitch)
9_3:,':1 % E E T_T ;ZE (mm) Jimensions ﬂﬁﬁ[ E% Fi
Cat. No. Stock (7] DC [] D1 o Db Lf (7] d a b g (%] d1 (7] d2 No. of Teeth W(:\%)ht 9
WGX 13040RS ® 40 52 32 40 |16 8.4 56 | 18 14 9 3 0.3 1
13050RS o 50 62 40 40 |22 10.4 6.3 | 20 18 | 11 3 0.4 1
X 13063RS (J 63 76 50 | 40 |22 10.4 6.3 | 20 18 | 11 4 0.6 1
NS 13080RS o 80* 93 55 50 |27 12.4 7 25 20 | 135 4 1.2 1
U/; 13100RS o 100 | 113 70 50 |32 14.4 85 | 32 46 - 5 1.6 3
4 13125RS () 125 | 138 80 63 |40 16.4 95 | 29 52 | 29 6 28 1
13160RS ® 160 | 173 | 130 63 |40 16.4 95 | 29 88 - 7 45 5
13200RS ® 200 | 213 | 150 63 |60 257 14 35 130 - 8 7.1 6
13250RS [ 250 | 263 | 190 63 |60 25.7 14 35 160 - 10 11.2 6
WGX 13080R () 80* | 93 60 50 |25.4 9.5 6 25 20 | 13 4 1.2 1
7 13100R () 100* | 113 70 63 |31.75 | 12.7 8 325 46 | 28 5 2.3 2
s 13125R () 125 | 138 80 63 |38.1 15.9 10 355 55 | 30 6 29 1
F 13160R () 160 | 173 | 100 63 |50.8 19 11 38 72 - 7 45 4
13200R () 200 | 213 | 150 63 |47.625| 25.4 14 35 130 5 8 7.1 6
13250R [ 250 | 263 | 190 63 |47.625| 25.4 14 35 150 - 10 11.2 6
W &k Body (74 EYF) (Fine Pitch)
9__?.2 g E Fﬁ T_r iﬁ (mm) Dimensions E;ﬁ[ %% Ei
Cat. No Stock oD, | oDy | oD, L; od a b V) odq @d> |No. of Teeth vv(:?g)m 9
WGXM 13050RS o 50 62 40 40 |22 10.4 6.3 | 20 18 | 11 4 0.4 1
13063RS | © 63 77 50 40 |22 10.4 6.3 | 20 18 | 11 5 0.6 1
5 13080RS | © 80" 94 55 50 |27 12.4 7 25 20 | 135 6 1.1 1
|'j 13100RS | © 100 | 114 70 50 |32 14.4 85 | 32 46 5 7 1.6 3
%= 13125RS | © 125 | 139 80 63 |40 16.4 9.5 | 29 52 | 29 8 2.8 1
“ 13160RS | © 160 | 174 | 130 63 |40 16.4 9.5 | 29 88 - 10 45 5
13200RS | © 200 | 214 150 63 |60 257 14 35 130 - 12 7.0 6
13250RS | © 250 | 264 | 190 63 |60 25.7 14 35 160 - 14 11.1 6
WGXM 13080R o 80" 94 60 50 |25.4 9.5 6 25 20 | 13 6 1.1 1
7 13100R () 100 | 114 70 63 |31.75 | 12.7 8 325 46 | 28 7 22 2
S5 13125R () 125 | 139 80 63 | 38.1 15.9 10 35.5 55 | 30 8 2.9 1
F 13160R () 160 | 174 | 100 63 |50.8 19 11 38 72 - 10 45 4
13200R (] 200 | 214 150 63 |47.625| 25.4 14 35 130 - 12 7.0 6
13250R ) 250 | 264 | 190 63 |47.625| 25.4 14 35 150 - 14 11.1 6
. $1$ Body (17 Z |"5 7 7 ’f y E v ;)(Extra-Fine Pitch)
bl 3 £ E ~ A (Mm) bimensions PIE: Es= Ei
Cat. No Stock oD, | oDy | 0D, L; od a b V) odq @d> |No. of Teeth vv(:?g)m 9
WGXF 13050RS o 50 62 40 40 |22 10.4 6.3 20 18 11 5 0.4 1
13063RS () 63 77 50 40 |22 10.4 6.3 20 18 11 6 0.6 1
5 13080RS () 80" 94 55 50 |27 12.4 7 25 20 13.5 8 1.1 1
B, 13100RS () 100 | 114 70 50 |32 14.4 8.5 32 46 5 10 1.5 3
9= 13125RS () 125 | 139 80 63 |40 16.4 9.5 29 52 | 29 12 2.7 1
“ 13160RS () 160 | 174 | 130 63 |40 16.4 9.5 29 88 - 16 45 5
13200RS ® 200 | 214 | 150 63 |60 257 14 35 130 - 20 6.9 6
13250RS [ 250 | 264 | 190 63 |60 25.7 14 35 160 - 24 11.0 6
WGXF 13080R o 80" 94 60 50 |25.4 9.5 6 25 20 13 8 1.1 1
~ 13100R () 100 | 114 70 63 |31.75 | 12.7 8 325 | 46 | 28 10 2.1 2
5 13125R () 125 | 139 80 63 | 38.1 15.9 10 355 | 55 | 30 12 2.8 1
F - 13160R () 160 | 174 | 100 63 |50.8 19 11 38 72 - 16 45 4
13200R ® 200 | 214 150 63 |47.625| 25.4 14 35 130 - 20 6.9 6
13250R () 250 | 264 | 190 63 |47.625| 25.4 14 35 150 - 24 11.0 6

RMEICT v TIFHEIHANTH D E B . 1Y TZEIRT DR f%ﬁ?iﬂyﬁb‘*jffx (ed) 7= CHESR <7L Lo 2160mm LJJ:@U/(?Q(CI&IT"—/””\I&WTILVC&SD%’d/uc

Inserts are not included. Check the collet attachment size (od) when selecting t utter. Sizes @160 mm or above do not have coolant holes

B1176 hexagonal bolt (880: M12x30 to 35mm, 8100: M16x40 to 45mm) for s ng 280/010! arbour

B>y T BB incer/pans = l%:fiiat)ﬂ%q?'i WGX M 1 3 050 R S

=2
. ;Eé?cjtﬂ EIJ?N#F Recommended Cutting Conditions m ® ® ® ® ®
BHES M: 77/(/!)5 Fine FyTH4Z hy o BF XMyt

SERER (hFR) JBH SFEER Gutter Serles @}Lgﬁauw— Insert Size Cutter Direction  Metric
stock item(expanded item) Blank : Made to order item

‘ *Eﬂ(D?ﬁ%aBO 2100mm *J‘/fX(DT /\NUJ%&JHD‘[LIE; JIS B1176 D\%/\ﬁ#/ﬂb M (080 -M12 ><30 35mm.e100 =M1 6 X40 ~ 45mm)Z CEA<EEL, S
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WGX SOOO EW@

*ﬁ?@ "~—24°| |@mm {50

- | e
94 = 9
L1 gs
L
. 2&12; Body (m{q:&g,{j) (Shank Type) . EEEOJ[HZUE Identification Details
aw  |m_SEmo—— @ WGX 13 032 EW
Cat. No Stock QDC gD1 QDS Lf gs L #g‘etohf o ® ® ®
WGX 13032EW [ 32 44 32 40 85 125 3 L FyTHAX  AvSE  IVKINSAT
13040EW P 40 50 39 40 85 125 3 Cutter Series Insert Size Cutter Endmill Type
13050EW [ ] 50 62 32 40 85 125 4
13063EW [ J 63 76 32 40 85 125 5
AEICTF v T FHEFHAATH D FEB . p32mmb o X(TFY— MDD F B Avs
Inserts are not included. 832 mm size does not have seats
. 9: v j Inserts ﬂﬁ@sm @ 2TV URE Stainless Steel [3 sk Cast Iron m TR Non-Ferrous Metal B Euiacllvy) Exotic Alloy m SEEM Hardened Steel
—F 4 BEES —XY
*jiiﬁj\%ﬁi‘ Grade :IC:)zetgi—ggmﬁe? Efﬁ%%i DLC ‘bl‘i‘,e‘?fni‘b Fig 1 }?;
‘Eﬁ :)E . Et}]ﬁ” High Speed/Light E m % m m ﬁﬁo <
j:pi?cszOHI ;ﬂ,ﬁﬁtﬂ‘ﬁ,u General Purpose E m % % m E 3&@[ 52 I .
FEEIHE! Roughing [PHIP] K] 13.4 d 3974&
o o= SEEEE2?2 | ||| @ | |
Cat. No 2222 =2 § é 8_ § A& Usage Fig Fig 2 ;3;
g2z 2| |B Tar V(IS |
SEET 13T3AGFR-L @ o |o EUHGERSR)| 1 o ~ .
13T3AGSR-LqD |o|e|e|e(0|0|0 ° ﬁﬂﬁl 1 = S.Q?XJ“
13T3AGSR-G¢P ® 00 0 o o o () TSR 1 W‘permse:’
SEMT 13T3AGSR-L¢’ |@ e |e|e @|0|@ G T e g
13T3AGSR-G ( AN AN AN BN BN BN J e 1 JA R
13T3AGSR-HP (@ e |0 0|0 0 0@ B0 1 AR
SEMT 13T3AGSR-FG o e o o o o e 2 N
XEEW 13T3AGER-WR&? (J (J () ?’”\ Fo 7 3 17.8 skl
. 7 L— jJ]E;Ra)ER Chipbreaker Map . ﬁﬁtﬂﬁu%#.': Recommended Cutting Conditions
=5 8t BE  |WEEE v.(m/min)| EOE f(mm/t) | TYT
7 180 et | b TNER- #£38 - R | TR R - LR | 4iE
” @l EETE ardness | Guting Speed ve(m/min)Min.-Optimum-Max. | Feed Rate f(mm/t)Min.-Optimum-Max. Grade
H o 1180~280HB | 150-200-250 | 0.10-0.20-0.30 | ACP200
wg ene}r_la teel
ne JHE# | <180HB | 180-265-350 | 0.10-0.25-0.40 | ACP200
Djk“g %gsijm 200~220HB | 100-150-200 0.15-0.20-0.25 | ACP200
3 JTIVAE — 160-205-250 | 0.15-0.23-0.30 | ACM300
Ciﬁﬁl’%n 250HB 100-175-250 0.15-0.23-0.30 | ACK200
R - K Eaw - 500-750-1000 | 0.15-0.23-0.30 | DL1000
Cutting Edge Sharpness Good T
HEHI - 30- 50 -80 0.10-0.20-0.30 | ACM300
. :EBI% Parts
BRAS | o, | St | FuT | A [R5 T
RUZE gEmn | wEmns | FYIR) | (N-m) ((Y—hA) o it
ppicabe Cuters | 5 |"Seat Srew | InsonSorew | (SEAMC) | Pl | Spanner LopmEERRU.
TELAD e
WWGX(M/F) 130002 |WGCS13R| BWO507F |BFTX03512IP | TRDR15IP 3.0 LHO035
WGX (M/F) 13000 Type cutters
except for model indicated below
WEKIS0PENE | —  |BFTXussieP | TRDR1SIP| 3.0 - AL

WGX13032EW Type

#NewACP100&NewACK200(, 258 ERICEDEV NS ZED DD FTH MEICIFED DB A,
J@i&ﬁ*‘ﬁ)ﬁ AISUM F’%HI:'b_CL\?fﬁ'o

New ons in the color tone and gloss, but these variations have no impact on performance.
Anti-s:

O ReEEER O REEER (hrm &l RILER

@ : Standard stock item @ : Standard stock item (expanded item) Blank : Made to order item

W 006-007. indd 6 $ 2014/03/06 12158137(
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SEC-WaveMill WGX Series

. ﬁﬁﬁ?@ﬁ“ Application Example

. SCM420 7D v g*a- SCM420 block material . ST'52 /\o’r 75@ ST-52 pipe steel 45 Gﬂ
- HRRIHE S
P il
ms
I 230
%
(1@); 15
0 /v =)
WGX X,
AL i He A~ HLEE AR MR TR o PRI T —F— U470 3248 N TCHERITHL.
PRI L, U CHUR AR AR A T2 AN L] B WGXIZa—F— 4720450 T, 855/~ Tkt 1] ik o
Surface roughness greatly improved compared to competitors' products. Compared with the corner cutting performed by conventional products, which have extensive damage
Superior cutting edge and reduced cutting resistance. Stable cutting can be performed with a low load. after 32 uses, the WGX has little damage after 45 uses and can continue cutting corners thereafter.

TR WGX13125R (8125) Fwv:SEMT13T3AGSR-G (ACP200) FHATE  WGXM13125R (2125) Fw7J: SEMT13T3AGSR-G (ACP200)
Tool Insert Tool Insert

BB - ve=220m/min, £,=0.25mm/t, a,=2.0mm, a.=125mm Dry IH
Cutting Conditions

Cutting

4 1 ve=300m/min, £,=0.12mm/t, 8,=4.0mm, a.=100mm Wet

onditions

arts

@ SS400 MRS vachine p

F'G\ﬂ @ SCM440 s Machine parts Hgg

ROLES A B Type

AR PE DA THER LR TRV AL T /225, % LT OB WE N LT
WGX TOUYZMifllo 731\ B AR AL A R CRAF i A D IS B
For low rigidity machines, chattering occurred with conventional tools, but the In heavy interrupted cutting of porous plates, the WGX achieves a longer tool life with no
WGX reduces chattering. The WGX also reduces the occurrence of exit burrs. breakages and a more favorable surface roughness than our competitors' products.

FATE : WGX13125R (g125) Fw7:SEMTI13T3AGSR-FG (ACP200) fERTE : WGC13080R (280) Fw:SEMT13T3AGSR-H (ACP200)
ool Insert Tool Insert

FIHIZEE - ve=200m/min, f,=0.2mm/t, 8,=1.0mm, 8.=100mm Wet FIMIEE © ve=200m/min, £,=0.15mm/t, 8,=3.0mm Dry
Cutting Conditions

Cutting Conditions

- ﬁlﬂ“'ﬁ?&"ﬁﬁf@ﬁﬁﬁ%ﬁu Application Example with a Low Rigidity Machine

. S5OC %W%&% Machine parts tﬂﬁu;&ﬁtbﬁ Cutting Resistance Comparison Lﬂ
PIETEEN LTpe
cutting width

10.0mm 20.0mm 30.0mm 40.0mm

WGX

firt O O Dl | Dl
Competitor

SpindI€’sto)
P L4

O
O

S

age Spindl€’stoppage
g | Spigitags

%f# - M/C BT30

Equipment

fEATE  WGX13063RS (863) F w7 :SEMTI13T3AGSR-L (ACP200)
Tool nsert

1&&]'” %&'ﬁﬁf%)ﬁ‘/\l‘:bnj:%%ﬁ i;)]}éjlj%{# 1 Ve=300m/min, £,=0.1mm/t, a:=4.0mm Dry

Stable cutting is achieved even with low rigidity machines. Sl

006-007. indd 7
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SEC-WaveMill WGX Series

. ﬁﬁﬁ?‘éﬁu (ﬁ'ﬁ“ﬁ) Application Example (Exotic Alloy)

. SU8304 %WEBDED Machine Parts
HEIEERE Cutting Distance - 8.25m tHIEERE Cutting Distance » 3. 7D

Gz

GlTypef
#RTS
aVEA

Cutte

FvT:

Insert

TR -

WGX13100RS(z100)
SEMT13T3AGSR-G (ACM300)

V.= 150m/min
f,=0.156mm/t
a,= 2.0mm

a,= 20.0mm Dry

it

Competitor's

ENTPVDI—F4 2 712XD

WGX
15 BB B A Ol TR AL
LT TRARG ikt bt 265 DL Lo Redgdw

WGX

PVD coating, which has high hardness and excellent oxidation resistance,
provides s able tool wearand at least 2x the tool life of our competitors.

. SUSBSO/HQOO %mgﬁnmu Machine Part

Gz

tﬂﬁUﬁE%ﬁ Cutting D\stance: 1 m CWpe
8
#RTA
Hw%E P WGX13100RS(2100)
Cutter
Fw 7 SEMT13T3AGSR-G (ACM200)
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The high wear resistance of CVD coating provides stable tool
wear and at least 2x the tool life of our competitors' products.
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® \ery hot or lengthy chips may be discharged while the ® Please handle with care as this product has sharp edges.
machine is in operation. Therefore, machine guards, safety ® Improper cutting conditions or mis-handling of the tool may result

goggles or other protective covers must be used. Fire safety in breakages or projectiles. Therefore, please use the tool within its
precautions must also be considered. recommended conditions.
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® \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
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