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SumiDrill WDX series  £517Hx

Balanced design for stable and high-quality drilling
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Three types of chipbreaker to solve chip control problems

ga%t[aigc?r? :#ganbgi j‘]%rrrrgﬁsor%né?zgsvarious metals, such as steel, stainless steel,

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

HAZ Es] : 613.0 ~68.0mm E) : 613.0 ~ 63.0mm
Slzes : 613.0 ~ 68.0mm : 613.0 ~ 55.0mm
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Indexable Insert Drills

SumiDrill WDX Series
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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.
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WU — XKL series (&i1:mm)
MIIVRE EEYA X
Driling Depth Available drill diameter in stock
2DH 2D 213.0~068.0
3DH 3D 213.0~068.0
4DR 4D 213.0~063.0
5DH 5D 213.0~055.0

NS YRR CTEBAINGIT ACP100/ACP300/ACK300/DL1500%#kH SO T U —H TELRARICH Teg& COILTITHRIL
Balanced design for high-quality drilling Adopted ACP100, ACP300, ACK300 and DL1500 3 types of chipbreakers to support numerous applications Suitable for use on a lathe
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Versatile Tool to Perform a Variety of Machining Applications
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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.

.g%ﬂﬂﬂllciﬁm Suitable for Machining Diverse Shapes and Angles .¢iﬂlCiﬁL\Eﬁﬁﬂf Almost-flat Bottom Profiles
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® f‘#g)ﬁgkﬁ\?é‘ ® Fréb Easy finishing because of very flat hole bottom
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Balanced Design
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Cutting resistance of the central insert is approximately equal to that of the peripheral insert

Central insert

}(‘5 “JZE:’"ET(‘: lg °* Balanced design means that: . )
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Cutting resistance during machining is balanced between central and peripheral inserts, and the relative position
of each insert is optimised to provide stable drilling.
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Comparison of Horizontal Component Values Cutting resistance is kept balanced at the initial engagement and at the exit paint of the hole, so driling perfomance is stable.
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Initial engagement is smooth Hole diameter does not shrink at the exit point Chattering occurs at the initial engagement(Cause of insert chipping)  Hole diameter shrinks at the exit point

ENNAY
[Sl=}
S o

(b d MY N, TI-’ll- eE=TE

-

w B TH (& Y,
Balanced design enalles drilingfandfcreatesfgeod surface roughness
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Flatness is even from the entrance to exit point BAl- 2 : S A5 Z
Compared to conventional drils, DL1500 can create better surface
roughness on the drilled hole by controlling the vibration during
( ) machining.
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SumiDrill

WD Xz

AIUNTAICEDY A ThiEF ! (B4 X & ¢13.0mm ~ 255.0mm)

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

-'ﬁﬁg Performance

—S VKR Large coolant hole L/D=5 FEREMIK Special groove shape for L/D=5

NEEPGE Groove of coolant Quide

Tﬁ) l/ngﬁE Characteristics &ﬁﬁﬂgﬂ Cross Section

WDX260D5S32 |
L/D=50J§Hi%ﬂ§ﬁ Special groove shape of L/D=5

X Y)D < FHRL BT
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% Groove shape is focused on smooth chip evacuation.
SumiDrill WDX Type has large grooves for metal chip
evacuation. It also enables stable drilling of L/D=5 holes.
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% Flute design is focused on greater rigidity of the drill.

Therefore, it provides stable drilling for shallow holes of up to
L/D=4.
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BRI Cutiing Conditions © Ve=150m/min f=0.05mm/rev H=130mm (&i& trhougn) Wet

SumiDrill WDX2! 7 &imm) it 7l
ITE. TR SumiDrill WDX type 21 0 Comp P
H#( ! ——X
EX(I?E.HE;\&?NSH of machined 206 20.6
surface and hole
202 20.2
19.8 19.8 —
194 ! 194 L
A0 £y AR n
Entrance Base Entrance Base
*ﬁﬁ“*z Work material . #EWEBE‘: Machine component (SCM41 5)
EATE o : WDX200D5S25
A= ineer : WDXT063006-G (ACP300)

tﬂﬁu%ﬁ: Cutting conditions

1 v,=185m/min f=0.12mm/rev H =87mm &i& ron Wet

¢ ﬂﬂIﬁEH' | Good machined surface * ﬂﬂIT‘\?&@TZE' I Size of hole diameter is stable

SumiDrill WDX 24

SumiDrill WDX type
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Normal wear
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BRI work material T NT W T U qaciorines (35MnBM)
FEAIE : WDX205D5525

AP —N e WDXT063006-G (ACP300)

EIBISRAE oo - Ve=100m/min f=0.11mm/rev H =60mm

B&E Through Wet

-L/D=5ICBVWTHREMI=RIR!!
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-Stable drilling even at L/D = 5.

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

SumiDrill WDXEY

SumiDrill WDX type
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Normal wear
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?ﬁﬁUM Workmaterial @t%%ﬁ(j/\y y 77 Bearing for wind power generation (42CrM0)
ERAIE w0 @ WDX330D5540

AP —B e WDXT094008-L (ACP300)

w‘ﬁu%#‘: Cutting condiors + Vc=1 46m/min f =0.10mm/rev H =158mm

EE Through Wet

A VY —MRIFICKDT—IFRINS T ILEHHE!!

-There are fewer defective workpieces caused by insert chipping.
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Excellent wear resistance and longer tool life in high speed cutting have been achieved by ACP100
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Not only do WDXT Series inserts offer superior wear resistance thanks to the new Super FF Coat coating technology, they can also be used as central inserts just like other
grades, so there is no need to differentiate between peripheral and central inserts, and all four corners can be used efficiently.

.3—7_'4790)!%5 Feature of coating
A—/\—FFJ—h (CVD:{£%#%j&% (Chemical Vapor Deposition))

Super FF Coat

ROIFR Characteristios of Coating Layer
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Super FF Coat

L

a1
o

Az 0——

TICN Coating Hardness
Y
o
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Coating hardness

30% increase.

Coating surface roughness
50% reduction.
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Conventional coating
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Cross Section of Coating

HHIBED CVD JOER [R—/){—FFO— K] #&ifflckd
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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.

NEWR —/\—ZXJ—k/ZX—)\—=ZXJ—h (PVD : #i2%s&% (Physical Vapor Deposition)) [acksoo)

NEW Super ZX Coat / Super ZX Coat
FRDYFHR Characteristics of Coating Layer

LHIBEOBEREI—T « VIR EEDT /T o /0%

New X—/{—ZXd—k N
60— New Super ZX Coat BEL. —BOEHIDF /A=KILE (1F/ A=KUIF
VN N 10BDDIX—hKIL) DBFERZXEICHTBREESEC
ﬂ§§ S0 Super ZX Coat BEES E%EH% rNeWX—/ (—ZX3d— '\J A
EI: k a \‘ Laminating Utilising our proprietary thin layer coating technology and advanced
2% 40 ij_l\b \‘ E{C‘lleotr(;m nanotechnology, Sumitomo Electric Hardmetal has developed NEW Super
8 ZX Coat . \ ZX Coaﬁ and Super ZX Coat, coatings that consist of approximate\y 1,000
(GPa) 30— OTiCN O \‘ \ alternating, nanometre-level-thin (1 nanometre = 1 billionth of a metre) layers.
q TIAIN \
20~ TiN ™
1 N 1 1 1
600 800 1,000 1,200
ELRIEIRE (o) FRBAE (TEMIR)
Starting Temperature For Oxidization (°C) Cross Section of Coating (TEM Image)

JEtkE B LAMEAF—O0>31—~DL1500

Aurora coating material for machining non-ferrous metal DL1500

ek RIMT AMEDL1 5003 ek L. MHAEMEEMMBRICAELR U,
FIVEZULGEREEDA. HIGEFEEDONGIFINIICRETY .

Compared to previous materials, DL1500 provides superior adhesion resistance. Therefore, it is ideal for drilling holes on copper alloy as well as aluminum alloy.
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Three types of chipbreakers to support a wide range of work materials and applications

JU—APREBICTME N [§)0 < FHIEEE] OPMRICKDEID < FREHEDFEIEETLEC L.
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"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 l./_jj @E%E Chipbreaker Types

(ERZDL: .
oss s praic

‘3' < L\% Rake Angle

Gﬁllllllllllllllll...------______GD

@ 7' — 718 Chipbreaker Width

C Y ——TTT 11 ] | ()

.4:' _T_EL\’( y"j'_ I\Tﬁfﬁﬂ'ﬂ Economical by the use of four corners
DN HENFRRBA T — MMRAT.
D20 —F — SEN20—F—0
Ft40—F—h\EFTIAE
Inserts have four cutting edges in total: two central cutting
edges and peripheral cutting edges.

CVDO—F « Y J#ETHDHACP 10053 !

ACP100, CVD coated grade is adopted.

¥HUDF : Central cutting edge
SYEF : Peripheral cutting edge

SHEX

A5 —RNEIRAAMR —WBVWBERZWDXEEHA VY —hU—X

Insert Selection — WDX Type Insert Series Offers Wide Selection

EFOBESEHAEEC !

Ten possible combinations

EsoiE BEOIL—-N

Three types of chip breakers

Four material grades

O T SR
e} %éﬁ Lz
@) “T005 010 015 020 025
O Edbmﬂ‘g(mm/rev)
O
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8 ACP100

{EEED -
£1D < SRR
Low Feed, Chip Management Type '

S biv | i
Strong Edge Type '

- —588 - SRMONLT, HTERETLED
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
- 85400,SCM415,SCM420 &DhITIC - RHBLDEEICKL DM (AO - Eil)

For machining SS400, SCM415, SCM420, etc.
- P10 K FUBE[CRIEN'S 55 (S, SREXD Z
HRLET

MIDES. & IFHiEEETTIFS
(f=0.05mm/rev i2E)

For interrupted machining (at entrance/exit) of angled surfaces,
reduce the feed rate (to approximately f= 0.05mmy/rev) at each interruption.

2nd Recommendation

A

LA

- IEDSFFDIRLMESIC

J
For low feed rate conditions

b < TUITE
(BRI L) P THEFEERE

Improvement of chip control i Lack of wear resistance ;]
(low-carbon steel, etc.)

In case of chip control problem, high speed with low feed
rate is recommended.

- Y10 < FREIF IC K DIREIDRET DEE.
EDZETIFSD

In case of vibration due to burnt chips, reduce the feed rate.

T

~ ¥ vk O 1B

- SEEEA (BMLE ) DITICKS.
AFRETEDESIC
Ideal to use when the cutting edge is weakened due to
machining hardened material (heat treatment)

AT v EV I3
(BRie - SEEEE)

Reduction of initial chipping
(caused by interrupted machining, machining hard materia, etc,)

Ol
—fi - 24/ 27 YU ZENTACE
ACP300
For machining general steel, alloy steel or stainless steel

FHERE

General Purpose

ACK300

For machining cast iron

FIEBERIMTAICIE

DL1500

For machining non-ferrous metals

1st Recommendation

o ik — R

=
=)

t1b < FUIERE

Improvement of chip control

A7V

TREFEIERE

K (BEMT)
X Lack of wear resistance
(High speed machining)

(Bfif: - =XD)
iziz® Reduction of initial chipping
(interrupted/high feed rate machining, etc.)

K PN
Laacr3oo0 G=acrioo H=Ack300

- XMk, YIHBRE - XD HEFS5NF. - BT CRFEEEDNAEVNESIC - HITIEERIC. BHBLDEEFICLD
b < FUIEHRIREICIEDIBSIC For applications where severe flank wear may be BrGEtIEIDIZS(C
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.

cEREDIIICLD, AEEETEDBSIC
With strong edges, it is ideal for machining workpieces
at high feed rate.
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- BIR - (E~HED TERZIR LV BE(C
Ideal for reducing wear at high speeds with low to
medium feed rates.

H
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* 200HBU L OEBEEHN TR UHEENTIOESE. ACP100h 1R LD T T,
* New ACP100 is recommended the first in the cutting of high hardness steel (= 200HB) and the high speed cutting of steel.
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Fig 1 N Fig 2 ” Fig 3
@ 9 ’ ;7 e b ez e e e |
LUX N LUX N LUX
LPR Ls LPR Ls LPR Ls
OAL OAL OAL

BRILY AR 213.0 ~45.0mm szmm  IRILY AR 246.0 ~ 68.0mm i (mm)

Holder Diameter Dimensions Holder Diameter Dimensions

= 7o Syl Z [y hBleasmly =3 7o Y99I Z ) Bleasmly
P we  RMRERIIGVESERL. (DEm  mm RS
DC [ Cat Mo, LUX|LPROAL]| LS PCssiispooN| 2 |inser DC | Cat Mo, LUX|LPRIOAL| LS [CSHisDOON| 2 |inser
13.0 /@ WDX 130D2S20 | 29| 44| 88 035 |1| |46.0 @] WDX 460D2S40 | 97|127/197 150 |2
135 |@ 135D2S20 | 30| 45| 89 030, |1| 47.0/@® 470D2S40 | 99(129(199 140 |2
14.0 | @ 140D2520 | 31| 46| 90| 44 28.0) 20 0.2,/ 1| 48.0 @ 480D2S40 |101/131(201| |, o | 130 |2
145 |@ 145D2S20 | 32| 47| 91 020 11| |49.0 |@ 490D2S40 |103|133|203 : 1200 |2
15.0 |@ 150D2S20 | 33| 48| 92 015  |1] |50.0|@ 500D2540 |105|135/205| 40 [1-10/WDXT| 2
15.5 |@| WDX 155D2S20 | 34| 49| 93 oq0 |1] [s1o|@ 510D2S40 |107(137|207| ° | | *° |1.00[t56012 3
16.0 |@ 160D2520 | 35| 50| 94|, oo | o0 " |1| 520|@ 520D2S40 [109|139|209| [50.5| |0.90] |3
165 |@ 165D2S20 | 36| 51| 95 : 0.35woiT| 1| |53.0 |@ 530D2S40 |111[141|211| |51.5 |o.so| |3
17.0 |@ 170D2S20 | 37| 52| 96 0.3005504 1| |54.0 | @ 540D2S40 113(143(213| |525  [0.60| |3
17.5 | @ WDX 175D2525 | 38| 53|109| |, || »5 025 |1| [55.0|@ 550D2S40 |115|145/215|  |535  los0| |3
18.0 |@ 180D2S25 | 39| 54/110 : 020 |1| |56.0 @] WDX560D2S40 [120/152|222] |54.00 [2.00 |3
18.5 | @ WDX 185D2S25 | 40| 55/111 0500 |1| [57.0|@ 570D2S40 |122(154|224| |55.0 [1.80| |3
19.0 |@ 190D2S25 | 41| 56|112 045 |1] |58.0|@ 580D2S40 |124|156|226|  |56.0 [1.70] |3
195 | @ 195D2S25 | 42| 57|113 0.40 |1| |59.0|@ 590D2S40 |126|158|228| |57.0 [1.60| |3
20.0 | @ 200D2S25 | 43| 58|14 0s0ugr 1| 600 @ 600D2S40 |128(160(230| [58.0 [1.50| |3
20.5 | @ 205D2825 | 44| 59|115| 56 (33.0/ 25 /1| (610 |@ 610D2S40 |130/162(232| 500 |140 |3
21.0 |@ 210D2S25 | 45| 60|116 020 1] |62.0 |@ 620D2S40 | 132|164 234/ 70 60.0| 40 130, 3
215 |@ 215D2S25 | 46| 61|117 015 |1] |63.0|@ 630D2S40 |134(166(236|  |61.0 [1.20" 3
220 |@ 220D2S25 | 47| 62/118 010 [1] |64.0|@ 640D2S40 |136|168/238|  |62.0| [1.00] |3
225 |@ 225D2S525 | 48| 63/119 005 |1] |65.0|@ 650D2S40 |138(170(240| [63.0 [0.90| |3
23.0 | @ WDX 230D2S25 | 49| 67|123 0.70 1 66.0 @ 660D2S40 [140(172|242 64.0 0.70 3
23.5 |@ 235D2S25 | 50| 68124 > 11| lero|@ 670D2S40 |142|174|244| |65.0 |0.60] |3
24.0 | @ 240D2S25 | 51| 69|125| 56 [37.0) 25 0.60] |1| |68.0 @ 680D2S40 |144|176/246]  |66.0| 050 |3
24.5 |@ 245D2S25 | 52| 70(126 osol |
25.0 | @ 250D2S25 | 53| 71|127 : 1]
25.5 |@| WDX 255D2S32 | 54| 74[134 0.45wox1| 2| EEBER soue pare
26.0 | @ 260D2S32 | 55| 75/135 0.40/073506) 2 WAC DoF T ToF
26.5 | @ 265D2S32 | 56| 76(136 0.35 2 Screw Wrench Wrench
27.0 | @ 270D2S32 | 57| 77|137| 60 |41.0| 32 |0.25 2 BRAMTILY S 4
275 |@ 275D2S32 | 58| 78/138 020 |2 Appiicable Holder \\\\\\\\\ m @ qﬂ
28.0 | @ 280D2S32 | 59| 79|139 015 |2 % V4 Va
28.5 @ 28502532 | 60| 80140 0.10] 12} \ypx13002520~WDX{5002520| BFTXO1604N| 0.3 | TRXO06 -
20.0 @ WDX 200D2S32 | 62| 83143  |o ) 11000 |2 \ypxi55D2520~WDX180D2525| BFTX0204N | 0.5 | TRX06 -
205 @ 295D2S32 | 63| 84|144| "7 095 |2 \ypx1g50pS25~WDX22502525| BFTY02206 | 1.0 |  — TRDO7
30.0"® 300D2S32 | 64/ 88|148/ 60 | |32 1090 | 2| |ypyo300p826~WDK285D2832 BFTX02506N| 1.5 = TRDO8
31.01@ 310D2832 | 66 90/150/  |54.0)  (0.80 |2 |yypxog0DpS32~WDX360D2540 BFTX03584 | 3.5 = TRD15
32.0"@ 320D2832 | 68| 92/152 070 | 2] | yypxa70D2S40~WDX450D2540 BFTX0511N | 5.0 - TRD20
30.0" @| WDX 300D2S40 | 64| 88|158 0.90/WDXT| 2 | |\yDx460D2540~WDX680D2540| BFTX0615N | 5.0 - TRD25
31.01 @ 310D2S40 | 66| 90|160 0.80094008 2
32,0 @ 320D2S40 | 68| 92|162 070 |2
33.0 | @ 330D2S40 | 70| 94|164| 70 [54.0) 40 0.55| |2 y 7y .
34.0 @ 340D2S40 | 72| 956|166 0.45 5 IE:EOJIHOT:T Identification Code
35.0 | @ 350D2S40 | 74| 98|168 o35 2| WDX 200 D2 S25
36.0 | @ 360D2S40 | 76|100(170 020 |2 B ym—
37.0 |@ WDX 370D2S40 | 79(109|179 2 Dia. ) Shark Dia.
38.0 | @ 380D2S40 | 81[111|181 109 s (0200 fiam /D @250
39.0 | @ 390D2S40 | 83|113|183 090 |2 @)
40.0 | @ 400D2S40 | 85|115/185 080, |2
41.0 |@ 410D2S40 | 87(117|187| 70 |49.5) 40 [0.70| 0 | 2 —
420 |@ 420D2S40 | 89119189 0602 MMIREOER
430 |@ 430D2S40 | 91|121/191 — o ange of machining tolerance (mm)
44.0 | @ 440D2S40 | 93|123|193 050 15 bC MIREOHL
45.0 | @ 450D2S40 | 95|125/195 040 |2 [0225MTF 0 ~+0.15
*T1E030. 031, 03203+ HB032E0A0EERL TS, ’”22-5%“? 036.04F| -0.05~+0.25
*Diameters 30, @31, 832 are in stock with shank diameters of 832 and 240. 036 07211 -0.05~ +0.30

adial Offset Amount The machmmg tolerance above ére a guide.

O RAEEE TR

®: mark: Standard stock item



SumiDrill

WDXz 2D (rozpiasm=t)

| = y"j._l\ Insert 3% Dimensions (mm)
MiEDEB ‘j—?w ‘
Dimensions Coated Carbide
g [ BT i o on ]
0T PUBYIE General-purpose
Frocess *ﬂtﬂﬁ” Roughing m
8(8(8I8 = S |J—7— 8
zi= SRSB 2 | ES | ERTLY Fig
Cat. No. 2 2 %:) al Wi Wi RE Applicable Holder Fig 1
WDXT 042004-L o0 e 1
042004-G o000e 2 20 0.4 WDX130D2S20~WDX150D2S20 2
042004-H 0 e 3
WDXT 052504-L o0 e 1
052504-G o0 0e® 50| 25 0.4 WDX155D2S20~WDX180D2S25 2
052504-H 0 e 3| LEMEEZED-YIOTUIER
WDXT 063006-L o000 1 L Type: For low feed with chip control
063006-G @ ®®® 6.0 | 3.0 | 06 WDX185D2525~WDX225D2525 2| Fig2
063006-H 0 e 3
WDXT 073506-L [@/®® 1 GE
073506-G o00e® 75| 35 0.6 WDX230D2S25~WDX285D2S32 2
073506-H @@ ® 3
WDXT 094008-L o0 e 1
094008-G 0 0®® o°6 40 0.8 WDX290D2S32~WDX360D2S40 2 G2 NH
094008-H o000 3 G Type: General-purpose
WDXT 125012-L o0 e 1| Fig3
125012-G 0000 124 | 50 1.2 WDX370D2S40~WDX450D2540 2 W1 RE s
125012-H | ©0/@|® - y 1
WDXT 156012-L @@ |® 1 HE § 4
156012-G 000 52 6.0 1.2 WDX460D2S40~WDX550D2540 2 ‘:;m'm?a
156012-H 0 e 3 LY
WDXT 186012-L o0 e 1 HE! : F5esa{Ey
186012-G ®©0®® 180 60 | 1.2 WDX560D2S40~WDX680D2S40 2 H Type: Strong edge
186012-H @@ @ 3
lﬂﬁd)ﬂ??)?’i Identification Code
WDXT 06 30 06 -G
ST E&EX10 Ju—higs
Width across Flats Thickness Breaker Type
(6.0) (3.0
J—F—#&EX10
Nose Radius
(0.6
.ﬁﬁ@ﬁu%ﬁ: (2Dﬁﬁ) Recommended Cutting Conditions (for 2D)
D-7BE| AR | HEE |, gpsme f ZDE (mm/rev) CTBRIE — HE3RME — ERRIE)
*ﬁﬁljﬁ. Workpiece | TL—1 |4 H— MiE Ccutting Speegd feed rate Min. - Optimum - Max.
Hordiserd i e (m/min) | 013.0-018.0 | 018.5~029.0 | 029.5036.0 | 037.0-055.0 | 056.0-063.0
?{35" gﬁgﬁ; SS400 125 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 125 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 190 G | ACP300 | 100-150-200 |0.08-0.13-0.24|0.08-0.13-0.24|0.08-0.14-0.26|0.09-0.16-0.29|0.10-0.17-0.32
S45C AN Hardened 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
oo S75C BAflHadened | 800 | G | AGP100 | 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
Eami SCM,SNCM 180 ACP300 | 100-140-180 |0.05-0.08-0.14|0.05-0.08-0.14/0.05-0.08-0.16/0.06-0.09-0.17|0.07-0.10-0.19

L
Low-alloy Steel
SCM,SNCM  BBEAN Hardened| 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  #EAMN Hardened| 300 G | ACP100 | 90-150-210 |0.06-0.10-0.14/0.06-0.10-0.14(0.06-0.10-0.14|0.07-0.11-0.16|0.08-0.11-0.17
oo SCMSNCM AT Hadened] 350 | G_ | AGP100 | 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
Eaggﬁe& SKD,SKT,SKH 200 ACP100 | 120-180-240 |0.08-0.12-0.17|0.08-0.12-0.17|0.08-0.12-0.18|0.09-0.12-0.21(0.10-0.13-0.22

SKD,SKT,SKH #AN Hardened| 325 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

G
G
AFYV2H SUSA03th (RW7244M/T154M | 599 | 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
G
G
H

Stainless Steel Others (Martensitic/Ferritic)

M SUS403ftr wILFUH/RR (AN) 240
Others Martenstic (hardened)

SUS304,5US316 #—ZFF4~Hk 180

Austenitic

ACP300 | 90-120-1500.06-0.11-0.18|0.06-0.11-0.18|0.06-0.12-0.19|0.07-0.13-0.22|0.08-0.14-0.24

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
ik Cast Iron 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

5051 LEEE Ductile Cast Iron 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
HHlM (WHEE BSE. FYVEE etc) 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
G

Exotic Alloy (Heat-Resistant Alloy, Super Alloy, Titanium Alloy, etc.)
FZIW=ZO LGS Aluminum Alloy 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

#SE Copper Alloy G | DL1500 | 180-230-280 |0.06-0.11-0.17|0.06-0.11-0.17|0.06-0.12-0.18/0.07-0.13-0.20/0.08-0.14-0.22

PiE. KB TE—H#EE A U — MATENACP300. ACK300DIZ & D —H#idE A U — bAf&IE. ACP100ICIED £
C DBSOHERTIHIRA S ATHIRE Y, (& ERD130%. XD Ef [F75%ZBZ & LTI EEL,

For the P and K grades for which ACP300 and ACK300 inserts are the first recommendation, ACP100 inserts are the second recommendation.
In this case, it is recommended to set the cutting speed (v) to 130% and the feed rate (f) to 75% of the figures in the table above.

OF iRAEE R R RTEEm

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



SumiDrill

WD Xz 3DA (mzpiasmzt)
BEEE D&
=l D'Ec * 3D M7 RZEFBEHYOTETELIEEL,

Fig 1 © Fig 2 2 Fig 3 "
@ e g E" — %—E—sé 8L%° T e s
LUX N LUX
LS LPR LS LPR LS
OAL OAL OAL

WRILY HE213.0 ~45.0mm szmm  WRILY HE 246.0 ~ 68.0mm 5% (mm)

Holder Diameter Dimensions Holder Diameter Dimensions

= 7o Y08 R Z [yhBemsml; =3 7o Y0981 2 [y el emsml;
Pl oma  FRARSRODITADURINERC om0 oma  RRARERR R
DC | cat o, LUX|LPRIOAL] LS CSFISDCON| 2 inset DC | cat e LUX|LPRIOAL] LS [ICSFISDCON 2 incert
13.0 |@| WDX 130D3S20 | 42.0) 57.0[101.0 0.35] |1| |46.0 @] WDX 460D3S40 [143.0[173.0243.0 150 |2
135 |@ 135D3S20 | 435 5851025 030 |1 |47.0|@ 470D3S40 [146.0/176.0[246.0 140 |2
140 |@ 140D3520 | 450/ 6001040 44 28.0 20 (0.25, 1| 148.0 | @ 480D3840 (149017902490 |, | [130 |2
145 |@ 145D3S20 | 465 6151055 020 11| |49.0 @ 490D3S40 [152.0/182.0[252.0 : 1200 |2
15.0 | @ 150D3S20 | 480/ 63.0/107.0 015 |1 |50.0 @ 500D3S40 (155018502550 40 1-10wDaT| 2
15.5 | @] WDX 155D3S20 | 49.5| 6451085 040 1] B10/@ 510D3S40 [158.0[188.022580 '~ | | *° [1.00[t56012 3
16.0 | @ 160D3520 | 510/ 6601100 ,, o | po || | 1| 520 |@ 520D3S40 (1610019102610, 505/ [0.90| |3
16.5 | @ 165D3S20 | 525 67.51115 <" lo3slwont| 1| [53.0 |@ 530D3S40 (164019402640, |51.5 [0.80| |3
17.0 |@ 170D3S20 | 540 69.0[113.0 0.300504 1 | |54.0 |@ 540D3S40 [167.0197.02670)  [525/ [0.60 |3
17.5|@| WDX 175D3825 | 555 705[1265 . |, | 55 025 |1| [550/@ 550D3S40 |170.020002700 535 050, |3
18.0 | @ 180D3S25 | 57.0 72.0/128.0 9% lo20 1] [56.0 @] WDX 560D3S40 (176020802780  |54.0] |2.00] |3
18.5 | @] WDX 185D3S25 | 585 7351295 050 |1 [57.0 @ 570D3S40 [179.001102810  [55.0, [1.80 |3
190 | @ 190D3S25 | 60.0) 75.0[131.0 045 |1 |58.0 @ 580D3S40 (182001402840  [56.0, [1.70| |3
195 |@ 195D3S25 | 615 7651325 040 1| |59.0|@ 590D3S40 (185021702670, |57.0, [1.60] |3
20.0 | @ 200D3S25 | 63.0| 78.0134.0 0sopal | 600 |® 600D3S40 [188.022002900  [58.0, (150, |3
20.5 | @ 205D3825 | 645 795(1355 56 3.0/ 25 |~ 1| 61.0 @ 610D3S40 (191022302930 50.0/ |1.40 |3
21.0 | @ 210D3S25 | 6.0/ 81.0[137.0 020 11| |62.0 @ 620D3S40 (194022602960 70 (60.0 40 130/, 3
215 |@ 215D3S25 | 67.5 8251385 015 |1] |63.0|®@ 630D3S40 [197.022902990  [61.0] [1.20 |3
220 | @ 220D3S25 | 69.0[ 84.0/140.0 010 |1 |64.0 @ 640D3S40 200023203020  62.0] [1.00 |3
22.5 | @ 225D3S25 | 70| 85.5/141.5 005, [1] l65.0|®@ 650D3S40 2030023503050,  63.0] [0.90] |3
23.0 |@| WDX 230D3S25 | 72.0 90.0/146.0 070 |1] 660 |@ 660D3S40 206023803080  [64.0, 070, |3
23.5 | @ 235D3S25 | 735| 915/147.5 > 1] lero @ 670D3S40 209024103110 650, [0.60] |3
24.0 | @ 240D3S25 | 75.0| 93.0[149.0{ 56 37.0/ 25 [0.60, | 1| [68.0 |@ 680D3S40 212004403140, |66.0,  [0.50, |3
24.5 | @ 245D3S25 | 765/ 9451505 s |1
25.0 | @ 250D3S25 | 78.0| 96.0/152.0 : 1]
25.5 |@| WDX 255D3S32 | 79.5 99.51159.5 0.45wnxT| 2 | IMBBER soere Parts
26.0 | @ 260D3S32 | 81.0/101.0/161.0 0.40{073606| 2 AT DoF T UoF
26.5 | @ 265D3S32 | 82.5102.5162.5 0.35 2 Screw Wrench Wrench
27.0 | @ 270D3S32 | 84.0104.0/164.0 60 |41.0| 32 |0.25 2 BATILSY N <
275 |@ 275D3S32 | 85.5(105.5(165.5 020 |2 Appiicable Holder \\\\\\\\\ m @ qﬂ
28.0 | @ 280D3S32 | 87.0/107.0[167.0 015 |2 &) V4 Va
28.5 @ 285D3532 | 88.5/108.5(168.5 010/ 2| |ypx13008520~WDX15008520| BFTX01604N| 0.3 | TRXO06 -
29.0 @ WDX 290D3S32 | 91011201720 | o) 11000 |2 | |ypx155D3S20~WDX180D3525| BFTX0204N | 0.5 | TRX06 -
205 @ 295D3S32 | 92511851735 |77 095 2| \yox1g503825~WDX22603525| BFTY02206 | 1.0 | — TRDO7
30.0"® 300D3S32 | 94.01180/1780/ 60 | |32 0.901 |2 |ypyo3003896~WDX285DISH2 BFTX02506N| 1.5 |  — TRDO8
31.07@ 310D3S32 | 97.0121.0/181.0  54.0  0.80 |2 \ynxog0D3Sa2~WDX360D3S40| BFTX03584 | 3.5 - TRD15
32.0@ 320D3S32 1100.01124.0/184.0 0.70) 12| \yDX37003340~WDX460D3S40 BFTXO5T1N | 5.0 |  — TRD20
30.01@| WDX 300D3S40 | 94./118.0/188.0 0.90/WDXT| 2 | |Dx460D3S40~WDX6B0D3S40] BFTX0615N | 5.0 — TRD25
31.0'@ 310D3S40 | 97.01121.0[191.0 0.80{034008] 2
32.0@ 320D3S40 [100.0[124.0/194.0 070, |2
33.0 @ 330D3S40 [103.0[127.01197.0| 70 [54.0 40 [0.55 |2 y iy .
34.0 | @ 340D3S40 [106.0[130.02200.0 gig o MREOEUT wenifcaion Coce
35.0 | @ 350D3S40 [109.0[133.0203.0 oss. 2| WDX 200 D3 S25
36.0 | @ 360D3S40 [112.0[136.0206.0 020 |2 - pm—
37.0 |@| WDX 370D3S40 116.0146.0216.0 2 Da. ) Shark Dia
38.0 | @ 380D3S40 [112.0[149.02219.0 109 s (0200 fiam /D @250
39.0 @ 390D3S40 [122.0[152.0222.0 090 |2 @)
40.0 | @ 400D3S40 [125.0[155.0/225.0 080 |2
41.0 | @ 410D3S40 [128.0[158.01228.0] 70 [49.5 40 0.70/ 2| 2 .
420 |@ 420D3S40 [131.0[161.0231.0 060 ™ 2| WINIREDER
43.0 | @ 430D3S40 134.0[164.01234.0 050 |2 peonemm e (mm)
44.0 | @ 440D3S40 [137.01167.01237.0 oY |2 bC MIREOHL
45.0 | @ 450D3S40 140.0/170.0/240.0 040 |2 |0225UTF 0 ~+0.20
#712030.031. 03203 +> 7 E032E 0AVEERLTLET. 022.5%CA 036.0UF| -0.05~+0.25
*Diameters @30, @31, 832 are in stock with shank diameters of @32 and 240. 036 0€Zi -0.05 ~ +0.30
adial Offset Amount The machmmg tolerance above ére a guide.

O RAEEE TR

®: mark: Standard stock item
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SumiDrill

WDXz 3DH (rzpiasm=t)

| = V'U'— I\ Insert S5 Dimensions (mm)

MiENR

Dimensions
N = B High-speed/Light
%? TLEYDE General-purpose
ocess FEEIHEN Roughing
AU
Cat. No.
WDXT 042004-L
042004-G
042004-H
WDXT 052504-L
052504-G
052504-H
WDXT 063006-L
063006-G
063006-H
WDXT 073506-L
073506-G
073506-H
WDXT 094008-L
094008-G
094008-H
WDXT 125012-L
125012-G
125012-H
WDXT 156012-L
156012-G
156012-H
WDXT 186012-L
186012-G
186012-H

oLl
2 |
S
5

=
=S| |

0000000000000000000000 00 /CKE]

E | B |7

N N /
Length | Length NO:S.EZ F{;'d:‘us A;%if:ﬁag\z)l—li/oﬁer Fig 1
W1 | Wi RE N

y
Q

@ |DL1500

42 | 20 | 04 WDX130D3S20~WDX150D3S20

50| 25 0.4 WDX155D3S20~WDX180D3S25
LEMEEED - )0 < TR

L Type: For low feed with chip control
Fig 2

@® 60| 30 | 06 WDX185D3S25~WDX225D3S25

@® 75| 35| 06 WDX230D3S25~WDX285D3S32

@® 96| 40 | 08 WDX290D3S32~WDX360D3S40 GE A
G Type: General-purpose

Fig 3

@ 124 | 50 | 1.2 WDX370D3S40~WDX450D3S40

Wi, RE S
RE

HE

Ox

@ 152 | 6.0 | 1.2 WDX460D3S40~WDX550D3S40

LILVILIS,

d
\Z

HEY : I5esa(bEY

18.0 | 6.0 | 1.2 WDX560D3S40~WDX680D3S40 H Type: Strong edge

000000000000000000000 000 /CPINN
000000000000 000000 000000 ACP0

WN 2WON 2WN AWM 2 WON =S(WN 2 WN 2|WN =

lﬂﬁd)ﬂ??)?’i Identification Code

WDXT 06 30 06 -G

ST EEx10 JU—higs
Width across Flats Thickness Breaker Type
(6.0) (3.0
J—F—&X10
Nose Radius
0.6
.ﬁﬁ@ﬁu%ﬁ: (3DFﬁ) Recommended Cutting Conditions (for 3D)
D-7BE| AR | HEE |, gpsme f ZDE (mm/rev) CTBRIE — HE3RME — ERRIE)
EIAA Workpiece | TL—1 |4 H— MiE Ccutting Speegd feed rate Min. - Optimum - Max.
Work Material Hardness | e 4|Recommended !

HB | e | e | (m/min) | 913.0~018.0 | 918.5~029.0 | 029.5~036.0 | 037.0~055.0 | 056.0~063.0
;’{l‘ gﬁ?&a SS400 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 Hardened 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
cnnene.... 278G WA Hardened | 800 | G_|ACP100 | 85:130-210 0.05-0.08:0.11/0.05-0.06:0.11/0.05:0.08-0.11/0.05-0.00-0.14/0.06-0.10:0.14
Eami SCM,SNCM 180 ACP300 | 100-140-180 |0.05-0.07-0.12|0.05-0.07-0.12|0.05-0.08-0.13/0.06-0.08-0.15|0.07-0.09-0.16

L
Low-alloy Steel
SCM,SNCM  BBEAN Hardened| 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  #EAMN Hardened| 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 AN Hardened| 350 G | ACP100 | 75-120-165 |0.06-0.08-0.11/0.06-0.08-0.11(0.06-0.08-0.11(0.07-0.10-0.12|0.08-0.10-0.13

Eﬁ%ﬁ@e\ SKD,SKT,SKH 200 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 Hardened, 325 ACP100 | 100-140-180 |0.06-0.09-0.110.06-0.09-0.11/0.06-0.09-0.11|0.07-0.10-0.12/0.08-0.10-0.13

G
G
AFYV2H SUSA03tE (RW7244M/T154M | 599 | 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
G
G
H

Stainless Steel Others (Martensitic/Ferritic)

M SUS403ftr wILFUH/RR (AN) 240
Others Martenstic (hardened)

SUS304,5US316 #—ZFF4~Hk 180

Austenitic

ACP300 | 90-120-1500.06-0.10-0.15|0.06-0.10-0.15|0.06-0.11-0.16/0.07-0.12-0.18|0.08-0.13-0.20

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
ik Cast Iron 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

5051 LEEE Ductile Cast Iron H | ACK300 | 90-120-150|0.09-0.18-0.27|0.10-0.20-0.30|0.11-0.22-0.32|0.12-0.24-0.36|0.13-0.26-0.40
HHlM (WHEE BSE. FYVEE etc) 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
G

Exotic Alloy (Heat-Resistant Alloy, Super Alloy, Titanium Alloy, etc.)
FZIW=ZO LGS Aluminum Alloy 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

#SE Copper Alloy G | DL1500 | 180-230-280 |0.06-0.11-0.17|0.06-0.11-0.17|0.06-0.12-0.18/0.07-0.13-0.20/0.08-0.14-0.22

PiE. KB TE—H#EE A U — MATENACP300. ACK300DIZ & D —H#idE A U — bAf&IE. ACP100ICIED £
C DBSOHERTIHIRA S ATHIRE Y, (& ERD130%. XD Ef [F75%ZBZ & LTI EEL,

For the P and K grades for which ACP300 and ACK300 inserts are the first recommendation, ACP100 inserts are the second recommendation.
In this case, it is recommended to set the cutting speed (v) to 130% and the feed rate (f) to 75% of the figures in the table above.

OF iRAEE R R RTEEm

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

WDXza 4D (mzpissm=t)
B ER R @ 40 &
By U * 4D Mh7AZIFREHIOIETE S,

Fig 1 o Fig 2 < Fig 3

@ | Nt I A———Je - E" ———————— 55 =
LUX LUX \" LUX
LPR LS LPR LS LPR LS
OAL OAL OAL

BRIV HAE213.0 ~45.0mm +xmm  WRILVY AR 246.0 ~ 63.0mm S (mm)

Holder Diameter Dimensions Holder Diameter Dimensions

1R 7o I WAL ETSa N 1% 7o NI A e SN
P we  RMRERIIGVESERL. (DEm  mm RS
DC [ el ha, LUXILPRIOAL] LS cseisDCoN] 2 incer DC [ i Yo, LUXILPRIOAL| LS oS peoN| 52 incer
13.0 |@ | WDX 130D4S20 | 55| 70|114 035 |1| |46.0 @] WDX 460D4S40 |189|219]289 150 |2
135 |@ 135D4S20 | 57| 72|116 030, 11| 47.0/@ 470D4S40 |193|223|293 140 |2
140 | @ 140D4S20 | 59| 74/118| 44 28.0) 20 0.25),/ 1| 48.0 @ 480D4S40 |197|227/297| |, | 130 |2
145 | @ 145D4S20 | 61| 76|120 020 11| |49.0|@ 490D4S40 |201|231|301 : 1200 |2
15.0 | @ 150D4S20 | 63| 78/122 0.15 1] |50.0 |@ 500D4S40 |205/235/305| 40 1-10wDaT| 2
15.5 |@| WDX 155D4S20 | 65| 80|124 040 1] B10/@ 510D4S40 |209(239|309| *° | | *° |1.00[t56012 3
16.0 | @ 160D4S20 | 67| 82(126] ,, o0 |0l | 1| 520 @ 520D4S40 |213|243(313|  [505| |0.90] |3
165 | @ 165D4S20 | 69| 84|128 : 0.35wT| 1| |53.0 |@ 530D4S40 |217|247|317|  |51.5| |o.80] |3
170 | @ 170D4S20 | 71| 86/130 0.3005504 1| |54.0 | @ 540D4S40 |221|251|321| |52.5 |0.60] |3
17.5|@| WDX 175D4S25 | 73| 88[144 _ . [, 025 [1] [550/@ 550D4S540 |225|255/325| |53.5| |0.50 |3
18.0 | @ 180D4S25 | 75| 90|146 : 0200 |1| |56.0@| WDX560D4S40 [232|264(334] [54.0 [2.00, |3
18.5 |@| WDX 185D4S25 | 77| 92|148 050 |1| |570|@ 570D4S40 |236|268(338|  |55.0| |1.80] |3
19.0 | @ 190D4S25 | 79| 94|150 0.45 1] |58.0 |@ 580D4S40 |240|272|342| |s6.0 [1.70 |3
195 | @ 195D4S25 | 81| 96|152 0.40 |1| |59.0|@ 500D4S40 |244|276/346| _  57.0 ,  1.60/UDT| 3
20.0 | @ 200D4S25 | 83| 98|154 0s0ugr 1| 600 @ 600D4S40 |248|280|350| *° [58.0] ° |1.50/186012] 3
20.5 | @ 205D4825 | 85/100/156| 56 33.0) 25 |~ /1| (61.0 @ 610D4S40 |252|284(354|  |59.0 |1.40 |3
21.0 | @ 210D4S25 | 87|102|158 020 1] |62.0 @ 620D4S40 |256|288(358|  |60.0| |1.30] |3
21.5 |@ 215D4S25 | 89|104/160 015 |1| |63.0|@ 630D4S40 |260|292|362|  |61.0| |1.20 |3
220 |@ 220D4S25 | 91|106/162 010 |1
225 | @ 225D4S25 | 93|108|164 005 |1
23.0 |@| WDX 230D4S25 | 95(113]169 0.70 1| EBBER spare parts
23.5 | @ 235D4S25 | 97|115|171 ] 1 MRs LY L
24.0 | @ 240D4S25 | 99|117|173| 56 [37.0| 25 |0.60| 1 Screw Wrench Wrench
24.5 | @ 245D4S25 (101[119|175 1 BRRILY ) <
25.0 @ 250D4S25 |103|121|177 050 1 Applicable Holder \\\\\\\\ m @ .{ﬁ
25.5 |@| WDX 255D4S32 [105/125]185 0.45/woxT| 2 % J ya
26.0 @ 260D4S32 107127187 0.400073506) 2 | |\yDX130D4S20~WDX15004520| BFTX01604N| 0.3 | TRX06 -
26.5 | @ 265D4S32 109129189 035 |2 |\wDK155D4S20~WDX180D4S25| BFTX0204N | 0.5 | TRX06 -
27.0 @ 270D4S32 |111/131/191) 60 [41.0) 32 0.25 | 2| |\ypx1g5D4S25~WDX225D4525 BFTY02206 | 1.0 — TRDO7
27.5 | @ 275D4S32 |113/133/193 020 |2 |\DX230D4S25~WDX285D4S32| BFTX02506N| 1.5 - TRDO8
28.0 @ 280D4S32 115/135/195 015/ 12| |\yDxoo0D4S32~WDX360D4540| BFTX03584 | 3.5 - TRD15
285 | @ 285D4832 |117/137/197 010 2] |\DX370D4S40~WDX450D4540| BFTX0511N | 5.0 - TRD20
29.0 @ WDX 290D4S32 |120/141/201) |0 ) [1.000 | 2| |\yDx460D4540~WDX630D4S40 BFTX0615N | 5.0 - TRD25
205 |@ 295D4S32 [122[143[203) Y |o.gs |2
30.0 @ 300D4S32 |124|148|208| 60 321090 |2
g;g: g;ggzggg 1?,2 122 3162; 54.0 g-?g g BWEBEDIFEVTT (deniiication Code
30.0" @ WDX 300D4S40 |124]148|218 oo 2| WDX 200 D4 S25
31.01@ 310D4S40 (128|152 222 0.80(094008] 2 I asn—
32,0 @ 320D4540 132|156 (226 070 |2 . o ke
33.0 | @ 330D4S40 136|160/230| 70 |54.0 40 [0.55] |2 ‘ R Longth ‘
34.0 | @ 340D4S40 |140|164 234 045 |2 @D)
35.0 | @ 350D4540 |144|168|238 035 |2
36.0 | @ 360D4S40 |148|172|242 020 |2 , .
37.0 |@| WDX 370D4S40 |153|183(253 100 |2 L Eun]:ﬁkm%haa??l )
38.0 | @ 380D4S40 |157|187|257 Y2 Soe omachinng foerance (mm)
39.0 | @ 390D4S40 |161[191|261 0.90 2 be NIREQER
40.0 | @ 400D4S40 |165|195|265 080 . |2| [0225HT . 0 ~+025
41.0 | @ 410D4S40 |169|199|269| 70 49.5 40 0.70,, 1, 2 | |0225ECX 086.0UF 00574030
420 | @ 420D4S40 |173|203|273 0.60 | 2 EE?CK e %;;-32;7+0-jﬁg
43.0 | @ 430D4S40 |177 207|277 2 SHEERECOD, T BRI 52 THE
44.0 |@ 440D4S40 |181(211|281 050 || P ing Gerence bove are a guide.
45.0 | @ 450D4540 |185/215/285 040 |2

* X E030.031.032(F ¥+ %032 040 EELTCVET
*Diameters 230, 031, 632 are in stock with shank diameters of 32 and 40.

ERABA T Y2 P16
Radial Offset Amount

O RAEEE TR

®: mark: Standard stock item
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SumiDrill

WDXz 4D H (rozpiasm=t)

.’( y"j._l\ Insert 5% Dimensions (mm)
MiEDEB ‘j—?w ‘
Dimensions Coated Carbide
& SR B High-speed/Light ﬂT
0T PUBYIE General-purpose
Frocess *ﬂtﬂﬁ” Roughing m
gsigsiglgl & | Bx [3—7— )
zi= SRSB 2 | ES | ERTLY Fig
Cat. No. 2 2 %:) al Wi Wi RE Applicable Holder Fig 1
WDXT 042004-L 00 1
042004-G 000e® 2| 20 04 WDX130D4S20~WDX150D4520 2
042004-H 00 3
WDXT 052504-L o0 e 1
052504-G 00 0®® 50 25| 04 WDX155D4520~WDX180D4525 2
052504-H 00 3| LEMERZD-YIO FUUER
WDXT 063006-L o000 1 L Type: For low feed with chip control
063006-G ®0®®® 60 30 06 WDX185D4S25~WDX225D4525 2| Fig2
063006-H 00 3
WDXT 073506-L [@/®® 1 GE
073506-G 000®® 75| 35 06 WDX230D4S25~WDX285D4532 2
073506-H @0 @ ® 3
WDXT 094008-L o000 1
094008-G 000®® o°6 40 0.8 WDX290D4S32~WDX360D4S40 2 GE VA
094008-H o000 3 G Type: General-purpose
WDXT 125012-L o0 e 1| Fig3
125012-G 000®® 124 | 50 | 1.2 WDX370D4S40~WDX450D4540 2 Wi, RE s
125012-H @@ ® 3 y ’
WDXT 156012-L o0e0 1 HE § 5
156012-G 00 0®® 152 60 | 1.2 WDX460D4S40~WDX550D4540 2 ‘—;m,mf—a
156012-H 00 3 s
WDXT 186012-L 00 1 HEY : D5eia bay
186012-G ®@0®® |180| 60 | 1.2 WDX560D4S40~WDX630D4540 2 H Type: Strong edge
186012-H (@@ @ 3
lﬂﬁd)ﬂ??)?’i Identification Code
WDXT 06 30 06 -G
SHAHE E&E %10 JU—higsE
Width across Flats Thickness Breaker Type
6.0) (3.0)
O—F—3¥&X10
Nose Radius
0.6
.ﬁﬁ@ﬁu%ﬁ: (4DFﬁ) Recommended Cutting Conditions (for 4D)
D-VBE HEE | MR |, gume f EDE (mm/rev) CTBRIE — ##3%{E — _ERRIED
*ﬁﬁljﬁ. Workpiece | TL—1 |4 H— MiE Ccutting Speegd feed rate Min. - Optimum - Max.
Hordiserd i e (m/min) | 013.0-018.0 | 018.5~029.0 | 029.5036.0 | 037.0-055.0 | 056.0-063.0
|, FEA 55400 125 | G | ACP300 |120-180-240 0.05-0.07-0.10|0.05-0.07-0.10|0.05-0.07-0.10|0.05-0.08-0.100.06-0.09-0.11
S15C 125 | 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 190 | G | ACP300 | 100-150-200 |0.08-0.11-0.17|0.08-0.11-0.17/0.08-0.12-0.18|0.09-0.14-0.21|0.10-0.15-0.23
S45C AN Hardened 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
.........S75C #AMNfardened | 300 | G_ | ACP100 | 85-150-2100.05-0.07-0.09/0.05-0.07-0.09|0.05-0.08-0.10/0.05-0.08-0.11/0.06-0.09-0.12
BES2#M  gomsNeMm 180 ACP300 | 100-140-180 |0.05-0.07-0.10|0.05-0.07-0.10|0.05-0.07-0.11(0.06-0.08-0.12|0.07-0.09-0.14

L
Low-alloy Steel
SCM,SNCM  BBEAN Hardened| 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  #EAMN Hardened| 300 G | ACP100 | 90-150-210 |0.05-0.08-0.10(0.05-0.08-0.10(0.05-0.08-0.10|0.05-0.08-0.11|0.06-0.08-0.11
SCM,SNCM AN Hardened| 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

Eﬁ%@ze\ SKD,SKT,SKH 200 ACP100 | 120-180-240 |0.06-0.10-0.13|0.07-0.11-0.14/0.07-0.11-0.15|0.08-0.12-0.16|0.09-0.13-0.17
SKD,SKT,SKH #AN Hardened, 325 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

G
G
AFYV2H SUSA03tE (RW7244M/T154M | 599 | 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
G
G
H

Stainless Steel Others (Martensitic/Ferritic)

M SUS403ftr wILFUH/RR (AN) 240
Others Martenstic (hardened)

SUS304,5US316 #—ZFF4~Hk 180

Austenitic

ACP300 | 90-120-1500.06-0.10-0.13|0.06-0.10-0.13|0.06-0.10-0.14/0.07-0.11-0.15|0.08-0.12-0.17

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
ik Cast Iron ACK300 | 120-160-200 |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

5051 LEEE Ductile Cast Iron 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
HHlM (WHEE BSE. FYVEE etc) 200 G | ACP300 | 25-50-70 |0.06-0.10-0.13|0.06-0.10-0.13|0.06-0.10-0.14/0.07-0.11-0.15|0.08-0.12-0.17
G

Exotic Alloy (Heat-Resistant Alloy, Super Alloy, Titanium Alloy, etc.)
FZIW=ZO LGS Aluminum Alloy 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

#SE Copper Alloy G | DL1500 | 180-230-280 |0.05-0.10-0.15/0.05-0.10-0.15/|0.06-0.11-0.16/0.06-0.12-0.18/0.07-0.13-0.20

PiE. KB TE—H#EE A U — MATENACP300. ACK300DIZ & D —H#idE A U — bAf&IE. ACP100ICIED £
C DBSOHERTIHIRA S ATHIRE Y, (& ERD130%. XD Ef [F75%ZBZ & LTI EEL,

For the P and K grades for which ACP300 and ACK300 inserts are the first recommendation, ACP100 inserts are the second recommendation.
In this case, it is recommended to set the cutting speed (v) to 130% and the feed rate (f) to 75% of the figures in the table above.

OF iRAEE R R RTEEm

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

WDXz 5D (mzssas
cvo Jevo R EETe

peers f N edra | ATV 5954)b| |[FIZ9A
)

KT AESRE NI O ETEIZE L,
Fig 1 S Fig 2 DOSFMS Fig 3 DCSFMS
. E & — ©
@ Qi === 18 Ok zzzzzz:,:I% 5
LUX F S s s
LPR LS Ls
OAL LS
WKLY NEe13.0 ~45.0mm wrmm  EIRILY HR 246.0 ~ 55.0mm S#(mm)
Holder Diameter Dimensions Holder Diameter Dimensions
/2 70 3 2 [yoymalamenls /2 70 N 2 wyhmlemsaly
PRlm  wmg  FRMEEROOITAEIER elm omm IR R
DC " cat e LUX|LPRIOAL]| LS [DCSFUSDOON| 70 | ncer DC [ et LUXILPRIOAL]| LS |DCSFISDOON| (72 | riser
13.0 | @ WDX 130D5S20 | 68.0] 830/127.0 035 |1| [46.0 @] WDX 460D5S40 (235026503350 150 |2
135 |@ 135D5520 | 705| 8551295 030, |1| 47.0 @ 470D5S40 240027003400 140 |2
14.0 | @ 140D5520 | 730 880/1320) 44 28.0220.00.25,/ 1| |48.0 |@ 480D5S40 5027503450 |, 0 (130 |2
145 |@ 145D5S20 | 75.5( 9051345 020 1| l49.0|@ 490D5S40 [250.0280.0/350.0 ® 0 heo |2
15.0 |@ 150D5S20 | 780| 93.01137.0 015, |1| |50.0|@ 500D5840 (255028503650 - | |, [1.10WDAT| 2
15.5 |@| WDX 155D5S20 | 80.5| 95.5[139.5 s 1| Bloje 510D5S40 260020003600 "~ | > l1.00/156012| 3
16.0 | @ 160D5520 | 830 9801420, |00 | 1 520 |@ 520D5S40 265020503650  [50.5  0.90| |3
16.5 @ 165D5S20 | 85.5(100.5(1445 S 0:35/woxt| 1| |53.0 |@ 530D5S40 270030008700  [51.5  0.80 |3
17.0 | @ 170D5S20 | 88.0/103.01147.0 0.3005504 1| |54.0 | @ 540D5S40 75030503750, (525 0.60 |3
17.5|@| WDX 175D5825 | 905(1055(1615| o |o» 0050025 | 1| 550@ 550D5S40 280031003800 535 (0.50 |3
18.0 | @ 180D5S25 | 93.0/108.0/164.0 U=Y%.20 |1
18.5 |@| WDX 185D5S25 | 955(110.5[166.5 050 |1
19.0 | @ 190D5S25 | 98.0[113.0[169.0 0.45 1| EEBER spare parts
19.5 | @ 195D5S25 [100.5(115.5(171.5 10.40| 1 mnas U U=
20.0 @ 200D5S25 103.01118.0(174.0 0.30/WoxT 1 " Screw Wrench Wrench
205 |@ 205D5S25 (105512051765 56 [33.0125.0" 1 EARILS D 2
21.0 | @ 210D5S25 [108.0[123.0[179.0 020" 1 Applicable Holder \\\\\\\\ @ \/0 qﬂ
215 |@ 215D5525 [110.5(1255/181.5 0.15 |1 &) 4 e
220 @ 220D5525 1113.0/128.0/184.0 010/ 1| |\DX13005520~WDX15006520| BFTX01604N| 0.3 | TRXO06 -
225 @ 225D5525 [115.5/1305(186.5 005 [ 1] |WDXi56D5520~WDX{80D5S25 BFTX0204N | 0.5 | TRXO06 -
23.0 @ WDX 230D5S25 1118./136.01192.0 070 || |WDX188D5S25~WDX225D5525 BFTY02206 | 1.0 | — TRDO7
235 /@ 23505525 1120.5/138.5/194.5 || |WDX2s0D5S25~WDK280D5S32 BFTX02506N| 1.5 |  — TRDO8
240 @ 240D5S25 1123.01141.0197.0) 56 |37.025.00.60) |11 ynxpo0D5S32~WDX360D6S40 BFTX03684 | 8.5 |  — TRD15
2450 245D5525 125.5/1435/199.5 0.50/"0XT| T | WDX370D5540~WDX40D5S40] BFTXO05 11N | 5.0 |  — TRD20
25.0 @ 250D5525 1128.0146.01202.0 073506 1| | WDXe60D5S40~WDX560D5540] BFTX0615N | 5.0 | — TRD25
26.0 | @] WDX 260D5S32 [33.0/15302213.0 040 |2
27.0 | @ 270D5S32 (138015602180 60 41.032.00.25 | 2
28.0 | @ 280D5S32 [143.0/163.0223.0 015 |2| WERVEOEUT toimion o
20.0 |@| WDX 290D5S32 (149017002300,  [50.0  [1.00] |2
30.0@ 300D5S32 (154017802380 | |, J0.90] |2 WDX 200 D5 S25
31.01@ 310D5S32 (150018302430 54.0°°"/0.80] |2 I op——
32.0@ 320D5S32 [164.0183.0248.0 070 |2 . L
30.0° @ WDX 300D5S40 [154.0[178.0248.0 090 [2 ‘ Fute Lengn ‘
31.01@ 310D5S40 [159.0/183.0253.0 080l 2 (50)
32.0"@ 320D5S40 [164.0[188.0/258.0 0.70 | 2
33.0 | @ 330D5S40 [169.0193.02630| 70 [54.040.00.55 |2 .
34.0 | @ 340D5S40 [174.0/198.0268.0 045 |2| MITIREDCHE
35.0 |@ 350D5S40 (179020302730 035 |2 enge o macining wleranes (mm)
36.0 | @ 360D5S40 [184.0208.0278.0 020 |2 BE s DR
37.0 |@| WDX 370D5S40 190.02220.0290.0 100 |2| [eR2EAT 0 ~+025
38.0 | @ 380D5S40 [195.01225.0295.0 Y (2] [222.5%E 236.0MTF|  -0.05~+0.30
39.0 | @ 390D5S40 [200.01230.0300.0 090 |2 Ei;ﬁz; T %;mﬁzb;o 371%
40.0 | @ 400D5S40 [205.0235.0/305.0 0.80  |2| LEBESEZCTEO GRS miREEsSY
41.0 | @ 410D5540 10024003100 70 (49.5(40.00.70, /017 2 i e are & quide.
42.0 | @ 420D5S40 15024503150 0.60 " 2
43.0 | @ 430D5S40 (220025003200 oo |2
44.0 | @ 440D5S40 [225.025.0/325.0 i P
45.0 | @ 450D5S540 230026003300 040 |2

*NEe30.031.03213 v I%Ee32L040ZEELCVET,
*Diameters 030, 931, 032 are in stock with shank diameters of 832 and 040.

HEREEA Ty EE P16
Radial Offset Amount

O RAEEE TR

®: mark: Standard stock item

14



SumiDrill

WDXz 5D (rzpiasm=t)

.’( y"j._l\ Insert 3% Dimensions (mm)
MiEnia J—T4V7
Dimensions Coated Carbide
== - Bl

_[EE R | m

BAC nmeE | g

gJDI General-purpose

r0Cess *ﬁt}]ﬁ”

Roughing % m
[sl[=)[=)]=) _ ]_j—_
SI9|0|5| |’ | BE |y
o 5222 wan | g | FE ERATILS Fig
at. No. olo|o|=| w1 Wi Nose Radius
<0 RE

WDXT 042004-L © @® @ 1
042004-G © ®©®® 12 | 20 | 0.4 WDX130D5S20~WDX150D5S20 2
042004-H @ @ ©® 3 e

LELERRED G0 < FUIEF

WDXT 052504-L |@|®|® 1| Lype: For low feed with chip control
052504-G ©® ®® 50 | 25 | 0.4 WDX155D5S20~WDX180D5S25 2| Fig2
052504-H © ® ® 8

WDXT 063006-L @ ® @ 1
063006-G ® ® ®® 6.0 | 3.0 | 0.6 WDX185D5S25~WDX225D5S25 2 Gal
063006-H @@ ® 3

WDXT 073506-L |@|®|® 1
073506-G ® @ ®@® 75| 35 | 06 WDX230D5S25~WDX280D5S32 2 G -

073506-H @ @ ® 3 G Type: General-purpose

WDXT 094008-L (@ @ @ 11 Fig3
094008-G ® ® ®@® 96 | 40 | 0.8 WDX290D5S32~WDX360D5S40 2
094008-H @@ @ 3 S

WDXT 125012-L @ ® @ 1 H&Y
125012-G @ @ @ ® 124 | 50 | 1.2 WDX370D5S40~WDX450D5S40 2
125012-H @@ ® -

WDXT 156012-L @ @® @ 1 y - |
156012-G |@ @@ ® 152 | 60 | 1.2 WDX460D5S40~WDX550D5540 2 HEs - AT
156012-H @ @ @ 3 e

.ﬂﬁ@@&ﬁ Identification Code
SO FEX10 TU—hiEs
Width across Flats Thickness Breaker Type
(6.0) (3.0)
J—F—%EX10
Nose Radius
(0.6)
.iﬁﬁtﬂﬁu%ﬁ: (5DFﬁ) Recommended Cutting Conditions (for 5D)
HEIH Workpiece | 7= | t— N1iE Ccutting Spe:d feed rate Min. - Optimum - Max.
Jorleter i e (m/min) | 013.0~018.0 | 918.5~929.0 | 0629.5-036.0 | 037.0~055.0
?{gef g’“ﬁ“g& SS400 125 G | ACP300 |120-180-240| 0.05-0.06-0.09 0.05-0.06-0.09 0.05-0.06-0.09 0.05-0.07-0.09
S15C 125 L | ACP300 |130-170-220| 0.04-0.06-0.08 0.04-0.06-0.08 0.04-0.06-0.08 0.05-0.07-0.09
S45C 190 G | ACP300 | 100-150-200 | 0.07-0.10-0.15 0.07-0.10-0.15 0.08-0.11-0.17 0.09-0.12-0.19
S45C AN Hardened 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
ver........S78C BAMN Hardened | 800 | 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
Lovﬁoy étee\ SCM,SNCM 180 ACP300 | 100-140-180| 0.05-0.06-0.09 0.05-0.06-0.09 0.05-0.06-0.10 0.05-0.07-0.11

L
SCM,SNCM BEAN Hacered| 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 Hacered| 300 | G | ACP100 | 90-150-210| 0.04-0.06-0.09 | 0.04-0.06-0.09 | 0.04-0.06-0.09 | 0.05-0.07-0.10
.. SCMSNCM #AM Hardened| 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
ﬁﬁfﬁe‘ SKD,SKT,SKH 200 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 BEAN Hadencd 325 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

G
G
AFYVAH SUSA03tE (R7244R/7154M | 599 | 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
G
G
H

Stainless Steel Others (Martensitic/Ferritic)
M SUS403ft wILFUH/RER (EAN) 240
Others  Martenstic (hardened)

SUS304,5US316 #—AFF4~k 180
Austenitic

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

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
ik Cast Iron 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

555 1)U Ducilo Caot lron H | ACK300 | 90-120-150| 0.08-0.15-021 | 0.09-0.17-0.23 | 0.09-0.18-0.25 | 0.11-0.20-0.28
HHIM (WRES. BS%. FYVEE etc) | 509 | 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
G

Exotic Alloy (Heat-Resistant Alloy, Super Alloy, Titanium Alloy, etc.)
I =D LEE Aluminum Alloy 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

#SE Copper Alloy G | DL1500 |180-230-280 | 0.05-0.10-0.15 0.05-0.10-0.15 0.06-0.11-0.16 0.06-0.12-0.18

P KB TE—H#EE 1 U — MAENACP300. ACK300DIB & D& iR A U — bAf&IE. ACP100ICiED £
CDBFDHELBEIHISAF S ATHIRE Y (& ERD130%.ZD Ef [F75%ZHRE LT EE L,

For the P and K grades for which ACP300 and ACK300 inserts are the first recommendation, ACP100 inserts are the second recommendation.
In this case, it is recommended to set the cutting speed (v) to 130% and the feed rate (f) to 75% of the figures in the table above.

OF iRAEE R R RTEEm

®: mark: Standard stock item, no mark: made to order item
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.ﬁﬁﬁﬂﬂlgﬁﬁ Lathe Machining Guidelines

— > @ K'Y LOBFIF Drill installation
o= D - SETIHHHD X MEFATICED LS ICy FLTLZEV. (B 1)
- RIVYIREE RUILDO TS5 VREERRES BIORETRIL MIH LTS,

\ + 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.

@NITEDEAE Adjustment of machining diameter
- B X BDFEENCKDFEEDAIEET T,
- FREEAMIE X DTSR (RRIEAAE) [SHBEU TSV, ¥ 2 (REEIEE) ICHEETHE.
RILFDIIULERICTFS (BNd) I308EENsbE DT, #HELFEA. (B 1)
R (A7tvh) ERANRICKDEEDFTOT,
P.8 ~ 15 ILFTER [FEAQFTEYRE (8R)] ZEERIEEL,

+ 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

@ZDMERDEIF Other important notes
« BEEEICRU)VERUS F TS S EEhOICH L TR I DSEH0.15~0.20mmiZE S FHDITHED K SICRUIVIFERET SN TLET,
- FER DO TNHKREL  FDIDFEHRDLDE EHDITEDE FIDADRIBLET D TTEEL S,
< SVEIT., FBEABRR—UVIINITZTIES. UHAFHIIED 1/5 T (RASMMIAT) ICERELEE L.
(BI: N ZE220MmmODIEGE. FHAHFAMMELT)
- EERICTEEINTIZTI5E . SillFICERINIEABROTID T(R2) HiRET 2T ENBhFE T,
SRIBICHI N —DIEVVE DI BIRRALED TN —IF EZBDFF T EE L

* When the drill is mounted on a lathe, the core height of the central insert is desined to be 0.15~0.2mm lower than the center of the main axis.
- It is reminded that if the main axis is largely misaligned and the central insert is higher than the center of the main axis, the central insert may be damaged.
+ In case of external machining or inner boring machining, the cut depth shall be set to 1/5 or less than the drill diameter (Maximum 5mm or less).
(Example: When the drill diameter is 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.

?&"ﬁ@]ﬁﬂﬁ@ﬁﬁ Typical Power Ratings ltﬂﬁﬂiﬂiﬂitﬂE@Ei’i Typical Coolant Volume

12 40
z f0.24 8 i 013 ~ 18mm I o oSS
510 /- 235 TN 2.0MPa 1 Lkt R L e s
- £ / f0.18 /f°-12 5 30 For il diameter of 013 ~ 18mm, cutting o pres: M MPa o higher is recommended.
EQ g 8 t-JJ % diss\ﬂe of 2.0M MPa o higher is recommended,
g % 6 // £0.06 :ﬁg ‘2 zg :mouw\ of cutting ol
24 =2
f o] g 210 V‘ ——
(kw) H > = ¢ ii—)
© @min)z 5 D IEEE Linimum Discharge
\ \ \ \ \ \ \ \ \ \ < \ \ \ \ \ \ \ \ \ \
0 10 15 20 25 30 35 40 45 50 55 0 10 15 20 25 30 35 40 45 50 655
H#Z DC (mm) A#E DC (mm)
Drill Diameter Drill Diameter
< ERBIA Note > < SEEEE Noe >
= wr Wi - TR Wi, = >
WEGELOES. B, DYEESCSDEBLE I R UL MR 5 T BERO—OTY,
IOT, BHBECLTLTEEL, BICHID TR BRI B TEETT.,
Facility power value shown in the gragh above is reference only as it Discharge amount of cutting oil is an important factor to determine
changes depending on the work material and the cutting speed. the drill performance, especially for chip evaluation and Iubrication
WHEIZEE (BZE1B) Cutting conditions (reference values) performance.
#WHEIM Work materia:S50C (230HB) W)\ERUIVFE VIEPHEZSDICERET D EZHRLE T,
PIEIRE Cutting speed:Ve=150m/min (18.0mmITF)
It is recommended that cutting oil pressure is set higher for drills of

smaller diameter (218.0mm or less)
B RHIISCNCEDREM Tl YIHHEZRRE T 52 ENTTE,
VIERIT HEZRETHENTEFXT,

The amount of oil discharge on most CNC machines can be adjusted by
adjusting the cutting oil pressure.

BCDRIESARSA 2 THO. M OLIENR. #REIMI(C KT
HHE% EIFDRENDDET .

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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Adjustment hash marks

Fig 1
z
(o]
O
[a)]
L4 L3
L2 LS
BA{F (WAS &) wemm  IERGR
Body WAS type Dimensions Spare parts
U screws L>/F wrenches
VIRVEIIR B |7 | RS | BT | RS NI EEREH
C%%o E(}% Shank | Shank |Diameter| Shank | Length | Length | Length | Adjustable r:;:nge of machining [Fig| @
e DCB [DCON|BDX | LS | L2 | L3 | L4 dameter &&
NS
WAS 2025-48 ® | 20 25 33 43 5 32 5 +0.3~-0.2 1 BT0306 LHO15
2532-60 ® 25 32 42 60 7 46 6 +0.3~-0.3 1 BT0406 LH020
3240-70 @ 32 40 55 70 7 57 6 +0.3~-0.3 1 BT0408 LH020
4050-85 ® | 40 50 60 70 7 54 6 +0.3~-0.3 1 BT0408 LH020
INTERFEHEG BEROFARHHZRUET.
SumiDrill WDXEYE R RDAU—T[WASE | ZER T LTI EZ+0.3mmiZERE T DT ENTRET T,
Aadjustable range of machining diameter indicates adjustable range of diameter.
Using SumiDrill specialized for WDX Type, decentered sleeve "WAS Type", the size of machining hole can be adjusted +0.3mm.
- ‘EFHJ:GJ :51% Important Notes
A1 BEDIFERTI DT, FAEZFEEOMIEZAEL., HELTLEEV,
A2, ALybFryIRDONILI TIIMERATET B o T ROvIKDIRILIZFERLTLEE L,
A3 AHRBIFAMEDFTVII L CTERLIEE W, SDIEEDREIINTA ERIEDIN T CIFHERETEF B A
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.
. EFET:T?E (7J|]I1§0)§E|¥) How to adjust machining diameter
FIF @ step 1
BAER )
dqE —_
Reference line WASELl K%’()‘ >/
\. Conceptual Image of Mounted WAS Type
RUILD TSV IEBICH D
ReEECLT, AU—T
DEEDICEDEET,
Spin the dial on the sleeve to the
reference line on the drill flange.
¥lEg ® Step 3
FliE @ step2
©) \
RUJL
BERY
Screw to
REBRED /. fix the drill

© RUBER I EE DT,

9| = 2o
MTEEAEL T HBEETS ZHEA. FULVEBEL TS,
NEL T BBEEFYA FABANAY— T
BLTHEELTL a0,

Turn to positive for larger diameter, and to negative for smaller diamter.
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.‘f ‘J'Ij'— hﬂ%%ﬂ%@;i%uﬁ Notes on attaching and detaching inserts

A VY= RERMIFBEIC, A VY — MEEOIZEEZYZE L7 —ECHORLTLIZE L,

- LUFRE. QUOEEL Y FO#ZEGHDE. HUMTDKRIICERALEZEL. (K3)
LYFO#MHMA>TVDE. A VY= hISYTRE. LYFOFEH. RQUD MNLIAREBNER T 2HBENHDE T DT,
TERLIEEL,

A Y — FOMMIFEICA VY — MEREE FUIVAFCR-DE UEWVR, SERRVET. (H4,AE8)
ECEIFTRREIFHAD K S [CTED X T,

- 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 al(ijgned, 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.

XY OMNAEICIFRED S D FITH. IS5V TEIFRAIERAIICEDEIDT. ERLEESD A

*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 I./“Ja"ﬁﬁﬁﬁif Proper Spanner Usage “f y"j'_ I*%Ellfﬁﬁ Properly Attached Insert
SHERE FRD IR

‘ﬁ«(Es: mz)@ - Outer Insert Central Insert

T BRENB D ETH
4 . A A ERALREED D T Av.

Clearance is normal and does not affect use.

| 7} bVYa—5« 77 Troubleshooting

REGIRR BRR 1| PO
Problem Symptom Cause Countermeasures
MITENBLMER D KELED - ASZAMDELED, c ASARETFBHIC, EDREZETIFTILEEL,
Drilled hole is larger than desired RIS DT X BB CREEETE>TLEEL,
-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.
MIREDBEMERDINELED - AENT—=IICRVLDDFIC | - EDREZ LIFTIREL,
. . Drilled hole is smaller than desired WFTULE-TULD - X BB CHREBETEOTLLREL,
T \Eo)ggb‘*ib\ ‘The cutting edge does not enter ‘Increase the feed rate.
-C|‘—QO much variation in hole into the workpiece but backs off | ‘Make an adjustment on the X axis.
iameter
TNDAOERTOTEENKEN - PIOLLFDOED CEDEREZE FIFT, I FHHERL T D,
Pronounced difference in hole size at ‘Packing of Chips P FEBATLU—AH [L 8] ZER. (P6ZER)
entrance and boftom ‘Increase the feed rate to improve chip evacuation.
-‘Use L type chipbreaker. (See p. 6).
ROAONSEFT, MIENEL | - PIEHIEFID SN CEDFEREZETIFTLEEL,
Poor drilled surface from entrance to - D—IRIEHMEL wW—YySEBEEL. BlEELIFS,
. bottom of hole ‘High cutting resistance ‘Decrease the feed rate.
IMITREDHEL ‘Low rigidity of workpiece -Review tooling to improve rigidity.
Poor orrough drlled fole | ROBTHMTENEL 152 - YIS FICRDIITEN CEDEEE LT, §I0 < THHERL D,
surace Poor drilled surface at bottom of hole BEo1F5N3 gD < FMEBRTL—H [L ] &R, (P62H)
‘Machined surfaces damaged by ‘Increase the feed rate to improve chip evacuation.
chips -Use L type chipbreaker. (See p. 6).
DA (FDER) HRIET D DR - DEEBERRLTLIEEL,
Breakage on central insert (centre) - A VY- OBRERTE - FEECEAT HIBEE. RULE180 BT
-Imr?prokger adjustment of centre ORI THTLIEEL,
Insert too weak - TSR T L~ [H B @R, (P65
-Adjust the height of the insert.
1Y —hDRIET D If the diill is being used on a lathe, try flipping the drill 180",

Inert breakage -Use a strong edge chipbreaker H type.

NEIDRIET D - HEDOMTEFHELN - MI&FEZ NI, EDFREZE FIFTIEEN,
Breakage on outer insert ‘High cutting load in cutting edge - NFERERI T U—A TH B ZEH. (P625H)

-‘Decrease the feed rate to decrease cutting load.
-‘Use a strong edge chipbreaker H type.
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SumiDrill
WDX #Y
SumiDrill
WDX type A i
it 150835- 1 Faefy!
Competitor's 150 workpieces per corner. Double tool life!

0 100 200 300

Number of machined

BT Work material - BEREEBER Machine component (FCD450)
fEATE 100 WDX205D3S25

A =N nsert © WDXT063006-G (ACK300)

BIRH Cuting condions © Ve=122m/min f =0.15mm/rev H =33mm

B Through Wet
Tool life has been extended twice

* %ﬁb‘fiﬂ’itﬁEﬁ%tk’E(:ﬂibr Co longer than that of conventional types.
<7730 I More stable machining performance
SIHIE BN E<RERSD. with less power used for machining.

SumiDirill
WDX &

SumiDrill
WDX type

S1H Outer insert EREERE DA Intermal insert
Normal wear

fthttem

Competitor's

S Outer insert m FDH Intermal insert

?&ﬁﬂﬁ Work material
ﬁﬁHIE Tool
’f y"j-_ l\ Insert

T TL— b steel plae (S50C)
: WDX200D3525
: WDXT063006-G(ACP100)

tﬂﬁ“%{* Cutting conditions

V,=200m/min f=0.12mm/rev H=50mm

B8 tougn Wet  #SHE8mITESADER

Above two pictures are result of 18m after cutting

510 RIDAH(CIE B ER T RilRiEE COREMITHE,
EARZEORUILRDIICHECVDMEZERT 5T ETEICERER YT,
-Outer insert and internal insert of Sumi Drill WDX Type ACP100 shows normal wear and can
cutting stable on high speed condition.

Competitor's

Efficiency increased by 25%
1

0 1000 2000 3000
DR Number of Holes

BN Work material - BEMREBER Machine component (SCM440)
{EATE o WDX200D3S25
A VY — N insert 1 WDXT063006-G (ACP300)
DB Cuting condtions & ve=157m/min  f=0.19mm/rev  H=19mm

Bi& Though Wet
it REIEISRME @ ve=157m/min  f=0.15mm/rev H=19mm

Comp's cutting conaftions B Though Wet
BEERFEHICBVTHI DS TUEMRIF X YIRIE O
IR OIS REREBD D BER25%. Fin20%ME ELTE.

Chips are well controlled even under high-efficienct conditions.
Low vibration during machining provides stable performance.

7
S“%RV)V(DX:;F’G ﬁﬁ%ﬁ%ﬁ/gl e[ 8007/a—F— E]. 7=
fm*i'% 200071\/:_*_ FEZ, 04 771 : / 0 ﬁﬂ*iﬁl:' 800/h(§es per corner | am L y
2,000 holes per corner BEELE% 77w 7 Competitor's Tool life is 1.7 times longer

0 500 1,500

1,000
BITTEL Number of Holes

REQREBREF (UUDIEL)

Good internal condition (no chattering)

HEIRE Work matera - FL— b Steel plate (S15C)

EFATE 100 - WDX145D3S20 A 2/H— I jnsert - WDXT042004-L(ACP300)

EIBISH 0uttng condions © V,=205m/min  f=0.042mm/rev H=15mm
B8 Though Wet

. %ﬁib\.' 7%ttmsl:ﬁibto Tool life has been extended 1.7 times longer

than that of conventional types.

. 75‘/7&]']1‘5!21]\(5\HDIEICU’UD#(EHo No chattering on drilled surface

SumiDrill
WDX &4
SumiDrill WDX type Py JI/
firtt v=d2mm/min AL
Competitor's Four times more efficient!
50 N 100 150
AQ:g60.155  Feed Haie ATE. ATRE
Entrance HICRY
Hjl:l :260.157 Good quality machined surface

Exit

BT Work material -
A Y= nsert -
DRI Cutting conditons -

flesramtlBISA

Conv. Cutting conditions

TU— b steel plate (S48C)  EATE 700l : WDXB00D3S40
WDXT186012-G(ACP300)
Ve=150m/min  f=0.16mm/rev.  H=60mm
B8 Through Wet

1 Ve=30m/min  f=0.20mm/rev H=60mm
B5& Through Wet

TKRBICBVWTHREIMIZZRIR!! Stable driling of even large-diameter holes.

'ﬁgﬁIE(25{‘jbtﬁE$4ﬁﬂ ! Four times more efficient than conventional tools.

e R L
<«mm No problems even if exit
surface is angled.

even with low clamp rigidity.
. HRIFEOMERIECH
an
\_/

)0

HREIRE Work material - FL— b Steel plate (S15C)

fEATE o0l WDX430D3540 A JH— b jnsert © WDXT125012-H(ACP300)

BRI Cuting condions © ve=136m/min f=0.15mm/rev H=60+50mm
MR sermi-circular section BIE@ Through Wet

AREEMIRR (FREHEREEIED (CEWLWTH . ZEIMIH A #E.
TERRICHULTHIEIZbEED
-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.

BUDENRDODHE | FEIDIN | FTREDDHE|  EN R=uU>J SMEINT stk | voR-UvJ
Angled Surface Half Cylindrical Pre-cast Hole Intersecting Holes Boring External Turning Laminated Plates| Back Boring
p)/IMED
Application
HEDE() mm/rev A A
Feed Rate 0.05 0.05 0.08 0.05 0.1 0.1 Not applicable | Not applicable

AEMNT., FFRBR—UVIMIZETIBEF. THABZERNED 1/5 LT (&R 5mm MUT) [SREL TS L,

For machining external or internal diameter, the setting of the cut depth shall be 1/5 or less of the drill diameter (Max. 5mm or less).
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KSumiDriII WDX &8 j5RIEEtBRVnGbEY— b

SumiDrill WDX Type Inquiry sheet for special design
CHREDIFRMIRNZERBIRL. TRICTEZE CEALEE L, | BHE / TS conpany contact ormaton

Select the special shape you require and fill in the dimensions in the boxes below.
CRARG . RED DEMEEMFFEIRVERTEIEE TTEHELEEL,
ZOMDIR. TEFEDSEENCTTVF UcSBIBICBEVGEDELRZE L,

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.

B RUJLRR Drill Shape B 2 vV ORAR cutter Body
SumiDrill WDX B! suminrill wox Type H%ﬁg Cylyndrical

[ ]

SEERD 2 side Lock Flat

KA )b/ v FH whistie Notch

A
SHEY D 1EIF HE(DC) &
EROBE(E)IEKD

FRDCSENE T,
Ghamfer amount s limited by the drill diameter
(DC) and chanfer angle (8)

. i;.”;ﬁ’f y"j'_ I‘ Compatible Inserts
ST/ EE<SDFA (WDXT &)

7 Drilling Spot Facing
O S A

(RayiD)

i JGEY)

i/_ P\
i

. el
DC |2 e L HpCON |:| S (LAY

HEEOA (TPOO 8Y)

LUX L6 OE < D 1% (DC2) [FHE(DC) (T Countersinking

KORIRDBCEVET, éi
[CPRI ia::ecru‘w;g\ n:;Dcz s imited by the dil c} %

| DC [ 3 # vameter ] 213 ~255mm | | mm | | L5 [ EER UM countersink width ] 3mm R | | mm |
| DCON Gl &+ 258 suncoanew ] 820 ~040mm | | mm | | LUXHLE [ETE+ECURE vonsorwevon | DC x4 U F| | mm |
| DC2 [ EE<Y4E spot Face biameter | DC+2~DC+20mm | | mm | | H ) [ @ERYBE countersink Angle | 15 ~ B60° | ° |
| LUX [ ETE veonn ] DC x4 T | | mm | (%) WEICFFPRDBSETVEIT DT, SEBELEE e Dimensional restrictions apply.
%@ﬂga)k_gs Other Requests
|LPRe» [ZEEoems]  200mmMUF || mm |
QLZZ2ICHEVVEELEHICE® ~
O FRDUID K FHRE LI DRBUTID K FHEEE @ HVVINHZER > TLBTeHERWVIC SEFRLIEE L, 0T?K@\i@ﬁ]ﬁ”f’id@ﬂk%éi}zﬁg
ENBTENBDFRIDT, ZE2H/\— Tbﬁ@)(jjzgr ® [BFATTIAEZR D IeD (RAREDNEYIESE Igﬁ&ﬁ EEINEPEL E@“éﬁt@ﬂaﬁ%ﬁb‘dﬁ-*v
DIREEZFA L. B - BiNICT CRELIES FREVEIBE X T D THESRMADEEN T THEALLEE Wilu<ﬂ<ﬂﬁ CRERLKIEE
® \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 ® Improper cutting conditions or mis-handling of the tool may result against fire must be taken and please ensure that a fire
goggles or other protective covers must be used. Fire safety in breakages or projectiles. Therefore, please use the tool within its extinguisher is placed near the machine
precautions must also be considered. recommended conditions J

© FTREJITIEMARM

N—BXA5VERE T664-0016 RERMFEAMERILT-1-1  TEL(072)772-4531

Sumitomo Elecirc Industries, Ltd. FAX(072)772-4595

Global Marketing Department  1-1-1, Koyakita, Itami, Hyogo 664-0016, Japan ~ TEL+81-(72)-772-4535 FAX+81-(72)-771-0088
NAGOYA

| OSAKA _______|
FREXJ)-7 B(03)6406-2635 HEEER/ -7 BE355869570mm ARERYIV—7 B(06)6221-3600
ks —7 B(03)6406-2636 LAEMHI -7 B(052)589-3873 ARSI —7 B(06)6221-3700

@ EIRETYV—ILRVMERSE = @ ERET/\—RXI)LEKEtt
EEED 7 8(03)6406-2814 T B(052)589:3840 A B(06)6221-3900
>> Y TED&EFEREREH <—— TU—FA )L WWTE 110&

https://www.sumitool.com -, X90120-15911 0

[EiifEsT—EZ] 9.00~12:00.1300~17:00 (£-B-RE#RL)
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