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Three types of chipbreaker to solve chip control problems

New grade suitable for machining various kinds of metal, such as steel, stainless steel,

cast iron and non-ferrous metal

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

EBs] : ¢13.0 ~68.0mm EI8] : ¢13.0 ~ 63.0mm
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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.

oy —Z*%EJ?, Series

(B&fi1:mm)
TITIURE FEEYAX
Drilling Depth Available in stock
2DHA 2o 213.0~268.0
3DMA 3o 213.0~268.0
4DH 4p 213.0~263.0
5DH sp 213.0~@55.0
NS VAT TREAING!ITF FHBACP300/ACK300/DL1500% KA BTEED T L — A TEZAEICHG EETOMNITICBRIM

Balanced design for high-quality drilling New grades ACP300, ACK300 and DL1500 Suitable for use on a lathe

3 types of chipbreakers to support numerous applications

E4 ALY IRy = e g =)

Versatile Tool to Perform a Variety of Machining Applications

KT« [HFFREREDIEZEUMAMZRDc EICKD. BEONSIFIMIREIFTEL,
THLIFPELS DT ESEBINTRE CRIEBMEE 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.

. %%?TEFDI]IIC?EIFE\ Suitable for Machining Diverse Shapes and Angles

. qﬁﬂl:ﬁlﬂ&ﬁﬁﬂ* Almost-flat Bottom Profiles

O T e EERRNTBIGIVE. # TETOL LFHSS!
® ﬁg)ﬁgkw‘?% ® ;FLR‘&L) T/on Easy finishing because of very flat hole bottom
e ' g ' JREFAZAR Bottom of Drilled Hole
O R oD
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A
1 7 7
ARMI. FEERBR—UVY o
MIZEITSHEEF. thaAGE%Z gt
RUJLED1 /BT (EEix5mij o EEﬁ?Jkﬂ';ﬁ Dimensions of hole bottom (B&fi7:mm)
FICEELTTEL, RUJLE oD, - [ X8
(Bl: RUJLIZ ¢ 20mmDIHE. o 5 e e,
TIAHBAMMLLT) 213.0~018.0 oD, /2 0.4
For machining external or internal diameter, Q185~0285 QDC / 2 06
lpe Zel‘:\r;g o(‘l.%e C’\L/l‘l deglh swa\‘be Tr’;')Eor \”ess o; | 229.0~236.0 gDc / 2 0.8
l]\zm;er ‘\irgibe'nng ?ﬁe cmhdg}lissg;\ ;e Arﬁren orr‘ less) 037.0~@55.0 ﬁDc /2 1.2
2956.0~068.0 oD /2 1.2
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Balanced DeS|gn
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Cutting resistance of the central insert is approximately equal to that of the peripheral inserf

e ———————————————————————————————
L} i a Central insert

.’ (5 ‘JXEQE‘H:I&* Balanced design means that: Peripheral insert
INTEOYIHHERNROIEABRITINS VAT DL ICEEL.
BICHEDNMERFRZERE(LT DT ET. BELCNGIFINIHEEE

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

IKESEDLLE; suidEsBemERbOcsnTe/NSYRBHREN. 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.

i | o
SumiDrill WDX B4 simipril wox Type e 1R HEREAB OHALER conventional and Competitor's Products
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AL—XBRNDE BiERONERIND ST IVEL -500
Initial engagement is smooth Hole diameter does not shrink at the exit point QL\DEUUD b (32"1 j’A-'U'(DE) Eﬁﬂﬁo)ﬂigﬁ’]\o)ﬁ

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

Balanced design enables stable and precise drilling and creates good surface roughness

. ﬂuIT\f%@*%Eth’; Accuracy Comparison of Drilled Holes . ﬂHIT\E*H'é‘HSE’?z Comparison of Surface Roughness of Driled Holes

INTHROIRE ZHFT D EICKD.

-~ ~ o
TDADONSHOF T H—EITUEE eyl it N _
12 = 717
Flatness is even from the entrance to exit point ‘}— ﬂé;EDulLi‘j btﬂuI/\E*HL b‘mgll“rs]i
UAN Compared to conventional drils, DL1500 can create better surface

roughness on the drilled hole by controlling the vibration during machining.

20.15 (¢20mm,3DH) 25
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SumiDrill WDX 2 [] wbx200D3s25 (57 : WoxT063006-6)
—/\— SR Conventional Tool {Insert)

20.10

I:l TR Conventional Tool

[
Hole Size
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20.00 A 05 .

19.95 - L 0.0
A HOME f=0.05mm/rev f=0.10mm/rev f=0.15mm/rev
Entry Point . " Exit Point EDE o
TRDRS B XD E Fecd Rate
pele Desth WA - S50C(200HB) YJHIH | Vo= 200m/min H=38mm Eif

Work Material Cutting Conditions (Through Hole




SumiDrill

WD X=

AIUNITZRIC5DY 1 ThiEE ! (Y4 X : ¢13.0mm ~ ¢55.0mm)

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

. ﬁE Characteristics
SumiDrill WDX2 GDAl. SRERIR+
I—=S VB A ZXUPT, FTUITICENT
B, RIFEHIOS FHEHMREZRIRLE U,

SumiDrill WDX Type for 5D has a special groove shape and large

coolant hole, allowing excellent chip evacuation during deep hole drilling. /

7—5‘/#55?97% Groove of coolant guide

ki\"ﬁia—fyl\/"ﬂ Large coolant hole L/D=5 %E:Fﬁfﬁﬁﬂ* Special groove shape for L/D=5

5
. 'I&ﬁb Performance
RILT DRER craractensiios BREAZAR Cross section BB Cuting Resistance MIE (HO) machined Surface (Exit)
(N) 12,0004 -
WDX260D5S32 252 MERIE~ /D = 4 BEEBEDAE LB JAFCREIIE

100007 L/D = 5 OFNMITH. REMITHE

80004 10L/D=4, but driling performance of desp hole LID=5 i stable.

L/D=50§Eﬁﬂ’)ﬁ Special groove shape of LID=5
¥ 4]0 < THRHERRET

6,000

WREEAE L & IR THD < TH ]
WEBLL . L/ D=BORBHI BN T, = M
i o] KIS

: -2,0004 MRS L/D=4 44

4.000] MRS L/D=5 —»|

() 120007 ' e < grEsdR D R4
Chip blockage at bottom of hole

WDX260D4S32

L/D é 4 0%’}’/& Groove shape of L/ID<4
# RUJVABRILBIRRE
RUJVAGORIEE ET28IRE T, L/D
= 4 FTORTIILT, REMIOTEE,

TUETH)D < FFEEDICRDIT

A=t (L/D = 5ff)

Poor machined surface due to chip blockage at
hole (near L/D = 5
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e
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Depih

-4,0004

#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

R N:
fiirt SumiDrill WDX & T
Competitor's Product ITE. TR 210

HICRIF! 20.6

Excellent finish of machined

surface and hole 20.2 P —
19.8 ‘ﬁ
19.4 : : : !

A0 EY A0 L
Entrance Base Entrance Base

*ﬁﬁlﬁj Work material
1§ﬁﬁIE Tool
F v T nsert

PIfEESES Cutting conditions

. #EW%BEI': Machine component (SCM415)

: WDX200D5S25

- WDXT063006-G (ACP300)

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

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

SumiDrill WDX 2

TERERE
Normal wear

1@*:':[‘]:[:'] Competitor's Product
J—F—RIJ.
3 UVEERE

Corner chipping,
rake face wear

SumiDrill WDXEY

IERERE
Normal wear

ftttem

Cor oduct

0|
I 1 —— 2
Corner chipping

EIE work materar - NI WU tacior inks (35MNBM)

EATE «  : WDX205D5D25

F T hnen : WDXT063006-G (ACP300)

BIBISRAF cuing oo : v,=100m/min  f=0.11mm/rev H =60mm  E& r10u0n Wet

*ﬁ‘ﬁlﬁj Work material Elﬁ%%ﬁ”’\/v Y V) Bearing for wind power generation (42CFMO)
fEATE w0 WDX330D5D40
Fw T nsert : WDXT094008-L (ACP300)

SIBISRAF Cuing corditons © Ve=146m/min f =0.10mm/rev  H =158mm &l Through Wet

‘L/D=5ICBVWTCTHREMTZRIR!!

FyITRIF EFEDNFIEN. ERHRE!
-Stable drilling even at L/D = 5.
+Insert chipping and wear have been reduced and tool life has been stabilized.

FYIRIFICKDT—IFRINS T ILEEH!!

+There are fewer defective workpieces caused by insert chipping.




SumiDrill WDX 88 F v D

SumiDrill WDX Type Insert.s .
WDXT>U=—A
WDXT Series

(LEY/GRY/HEY)

(L Type/G Type/H Type)

fiiiEH . EERICBNHE < ORACREH L EXRE!

Excellent resistance against fracture & wear and longer tool life have been achieved by adopting materials, ACP300 and ACK300

-7« Y IE [R—I\—ZX3— ] ZRAUE—MRIMIAD [ACP300] &. HHRT
f=EMIAD ACK300] ZF v IHMELE LTS A vy TL. REMLZERR

New coating technology,"Super ZX Coat", applied to "ACP 300" for machining of general steel and to "ACK 300" for high-speed machining of cast iron and steel,
has achieved longer tool life

. A=l \o_ZX:l - l\(D'T%E Characteristics of Super ZX Coat ¥ﬁ:|—5-_»(“/7"ﬂ§0)#§§ %ETEMEEC@%E
. o _ Characteristics of New Coating Cross Section of TEM Photo and Coating Structure
@/ A—KMILEDTIAINEAICINDIBEERZAZ G (C
#)1.000BRE S BtBLER

@Ultra-thin (nanometer scale) layers of TIAIN and AICrN are alternately stacked up to
create super-multi layers of approximately 1,000 layers.

QIEEMIEICHNTRIEE Z240%. BLHIDEEZ o Oten O\ Bigeess
200CH LS8, MEFRMT v

O\ TIAIN
TiN A
@Compared to previous materials, coating hardness has increased by 40%, oxidation N

onset temperature has increased by 200°C and wear resistance has also improved 600 800 1000 1200

significantly. EALRIERE (T)

Oxidation onset temperature
Iﬁﬁﬁﬁfﬁu Application Examples
W 30 '7—77JI]I1§0)3§15'E17¢§§ Condition of Cutting Edge after Machining 30 Workpieces

Z—/\—=ZXJd—h
Super ZX Coat

N ~_ TIAIN/AICIN

. _t» TIAIN (& Biack)
N\

> AICIN (B white)

2"\l mgn
IN/AIN b P
\ N

TREEM

Laminating cycle
~10nm

O\ ) (17 [
y s A s2as FIENE!
WDX Y Comp. A - Double tool life!
WDXE eces
(]
SEX N e A 309—4
Peripheral Insert AL T Competitor A's 30 workpieces
IEREFE (Hirfem) vEvy . .
Normal wear (Still usable) C 30 60
MIO—o%

Number of workpieces machined

WHEIAE  iEER R (PRED)

Work material: Machine component (carbon steel)

i H ERTE : WDX245D2525 (ACP300,G2)
Tool.
Central Insert EDMIZ4F : v,=185m/min (7=2,400min™")
Cutting Conditions:
= f=0.Tmm/rev
IEEEEFE (fikfa) H=32mm Wet

Normal wear (Still usable)

IEEXERINTAMEA—O05 11—

Auroma coating material for machining non-ferrous metal

JEkZEIN TA#EDL 1 500 Eek@ICH U, MaEED
BERICE ELE U,
PIWZEEFEED . HEEFEDONGITNIICRETT .

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

Ifﬁﬁﬁ %ﬁ“ Application Examples

DL1500 3 ACK300 @iﬁgl]@a‘ ‘: ADC52
ork Material
8 O {EATE  WDX250D3S25 (DL1500,68)
< & e— Tool
slune \ tIHISH  v.=150m/min (n=1,911min")
9'.‘:: | © Cutting Conditions f=0.1mm/rev
l§§ H=50mm (EEW Through ho\e) Wet
5l [ —
5| B —
&e
g9
<
o e
w8 >
[
’Jé % - e ——
°lEs /
ﬁu_

XEE * Adhesion
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SumiDrill WDX 88 F v D

SumiDrill WDX Type Inserts
WDXTYU=X

WDXT Series
(LEY/GRY/HE)

(L Type/G Type/H Type)

SEFHD I —NT. IRILVHKEIH . R ICH R

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

TU—ARREBICRIM S NI [E)D < FHliEE] OMRICKIDEID < FREAEDHIEHZTTEEIC L.
SEEORRRNILV—NZEVNDITFTDIETETITLEWEM. KETICBVT, IO F RS ITIVEHR

"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.

BT U—DRERE cripbreaker Types Ot b L FUIBDUE
- 1 Improvement of chip management
WHIFT SUS304

Work material
EIEIZRAF & ve=130m/min, f=0.06mm/rev
Cutting conditions H:50mm Wet

7
i

SumiDrill WDX B¢

.3’ < L\% Rake Angle

@lllllllIIIIllllllll----..--____@

@ 'L — 718 Chipbreaker Width

C@____--..----lllllllllllllllllll@)

W40—F—EWF v T TREH cconomical by the use of o
5 conomieathy e use oioureomers 1%*5&01&*1% Conventional and Competitor's Products

DN A EXNFRETF v TERAT.
N2 d—F—SNERN20—F—0

>
= “ 2 ~
st40—F—hMEFInTaE Y ATV
Inserts have four cutting edges in total: two central cutting
edges and peripheral cutting edges. %’1.‘:% q\@%
SNER

¥HULRA © Central cutting edge
SER Peripheral cutting edge

FwvTEIRAAR WBVNBBRBWDXEFYITIU—X

Insert Selection — WDX Type Insert Series Offers Wide Selection

ESEOHE EEoJL—-A
Three material grades Three types of chip breakers
Hz
Gz

BEOHESEHAIEEIC !

Seven possible combinations

L

0.05 010 0.15 0.20 0.25
EE?Ri‘(mm/rev)

Mg — >
Edge Strength




" S

P A
&7 | G=ACK300

c
% -S Low Feed, Chip Management Type '
S - —HSE - AREOITT, HFERFEREN
2 = AZFBAIC
£ iu Ac P3 0 O i“ Ac P3 0 0 For application where sereve flank wear may be caused
£ by machining general alloy or alloy steal
(o]
o + $8400,SCM415,SCM420 DN TIc - # \DEFHIC j - Bil
m g For machining SS400, SCM415, SCM420, etc. . ﬁ%g%g‘ igéggﬁé%g%ﬁﬁ) P
p o ¥ DK FUEBCHEN SR, BREXDE (f0.05 =) =TT
N }Eﬁbgg— For interrupted machining (at e_ntrance/exit) of angled _surfacesv, i) b I e <>
In case of chip control problem, high speed with low feed reduce the feed rate (to approximately f 0.05) at each interruption. LE{JFD < Ba-rg;%ﬁ f
i ded. —
Pl e Sramteoac L B ACK300
- 10 < FIRIFIC K DIRBIDFET DBAI AARENCOMSE e
x leal to use when the cutting edge is weakened due to
EDZTFIFD machining hardened malerigl (hgal treatment) < EDOFEHELISSIC

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

T T T

. t1b < FUIEhE YIHAF v E 2 T3

(B s) o (G - SEERE) P BN

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

|| ] m
v np A2/ A7V UAEMIARCE
M ACP300

For machining general steel, alloy steel or stainless steel

HBEINITAICIE
ACK300

For machining cast iron

FESXEBINTAICIE
DL1500

For machining non-ferrous metals

Il
FHk

Grade

G—C\
Breaker

1st Recommendation

4 ok — R

Ela)
Z8

(frige - =ED)
Reduction of initial chipping
(interrupted/high feed rate machining, etc.)

¥1b < FIELE

Improvement of chip control

%
/‘\ ]
FIUAE < (.b ek
% = {EExD w
= VRIS 1
g b < FUEA / S byvz | i
2 s Low fegd, chip management type ' Strong Edge Type
£
£
3 LaAcP300 HzAck300
[}
o
I5: - BRL. YIHIEE DD EFSNT, - SENLERIC, FOBLDESICLD
Y £1b < FUBEHRIREIC/F D IHEIC Hiigt I DIEE I
L Type ACP300 is ideal to solve chip evacuation problem 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.

cERDMTIICLD, AFEEREDBSIC
With strong edges, it is ideal for machining workpieces
at high feed rate.

MY




SsumiDrill WDX 2 (2DHR)

SumiDrill WDX Type

4-05 THISE A . MNIRZDEZR Range of machining tolerance - —0.05~+4+0.15 EvliElES €S P12
—DII:C ‘ b B 2D F?(?JDIW‘& E laximum depth : EX@D g&?(ﬂﬁj {i 0ns - )
4 N
Fig 1 _ Fig 2 _ Fig 3
B g
f < ~ j\ Q
Q ~ < < 9 — =
@ == ] 4T
\ oy Q o
2 4
4 A 4 4
L L
N\ J
BRIV HARP13.0 ~945.0mm " M RILY TR P46.0 ~»68.0mm ‘
Holder Diameter (8341 - mm) Holder Diameter (B4fi7 : mm)
it & it & e BF YT |Ei
QDCgDS P;ﬁ’wumbcr Stock L g QDCQDS P;ﬁnumbor Stock L g 21 gs GD1 7{5375/ 1) | onlatle nse Flg
13.0 WDX 130D2S20| ® | 88 46.0 WDX 460D2S40| @ | 197| 97| 127 1.50
13.5 135D2S20| @ | 89 WoT 47.0 470D2S40| @ | 199| 99| 129 1.40
14.0| 20 140D2S20| ® | 90 042004 48.0 480D2S40| @ | 201| 101/ 131 495 1-30 2
14.5 145D2S20| @ | 91 49.0 490D2S40| @ | 203| 103| 133 1 1.20
15.0 150D2S20| @ | 92 50.0| ,0 500D2S40| @ | 205| 105| 135/ 1.10 | WOXT | |
155 WDX 155D2S20| ® | 93 ] 51.0 510D2S40| @ | 207| 107| 137 1.00 | 156012
16.0 5 160D2S20| ® | 94 44 |300] 040 52.0 520D2S40| @ | 209| 109| 139 50.5| 0.90
16.5 165D2S20| ® | 95 1 0.85 | woxT 53.0 530D2S40| @ | 211| 111| 141 51.5| 0.80
17.0 170D2S20| ® | 96 0.30 | 052504 54.0 540D2S40| @ | 213| 113| 143 52.5| 0.60
17.5[ . [WDX 175D2S25[ @ | 109 56 | 300 0-25 55.0 550D2S40| @ | 215| 115| 145 53.5| 0.50
18.0 180D2S25| @ | 110 1 0.20 56.0 WDX 560D2S40| @ | 222| 120| 152 54.0| 2.00
185 WDX 185D2S25| @ | 111 0.50 57.0 570D2S40| @ | 224| 122| 154 55.0| 1.80
19.0 190D2S25| @ | 112 0.45 1 58.0 580D2S40| @ | 226| 124| 156 56.0| 1.70
19.5 195D2S25| @ | 113 0.40 59.0 590D2S40| @ | 228| 126| 158 57.0| 1.60 3
20.0 200D2S25| @ | 114 0.30 | o 60.0 600D2S40| @ | 230| 128| 160 58.0| 1.50
205/ 25 205D2S25| @ | 115 56 33.0 030 | oo 61.0 610D2S40| @ | 232| 130| 162 59.0| 140 | o
21.0 210D2S25| @ | 116 0.20 62.0| 40 620D2S40| @ | 234| 132| 164| 70 |60.0| 1.30 | oo,
215 215D2S25| @ | 117 0.15 63.0 630D2S40| @ | 236| 134| 166 61.0| 1.20
22.0 220D2S25| @ | 118 0.10 64.0 640D2S40| @ | 238| 136| 168 62.0| 1.00
22,5 225D2S25| @ | 119 0.05 65.0 650D2S40| @ | 240| 138| 170 63.0| 0.90
23.0 WDX 230D2S25| @ | 123 0.70 66.0 660D2S40| @ | 242| 140| 172 64.0| 0.70
23.5 235D2S25| @ | 124 0.70 67.0 670D2S40 | @ | 244| 142| 174 65.0| 0.60
240/ 25 240D2S25| @ | 125 56 |37.0| 0.60 68.0 680D2S40| @ | 246| 144| 176 66.0| 0.50
245 245D2S25| @ | 126 0.50 (%) BB EA TV NE (BK)
25.0 250D2$25 [ ] 127 0.50 Maximum offset in the radial direction
25.5 WDX 255D2S32| @ | 134 0.45 | woxT ||
26.0 260D2S32| @ | 135 0.40 | 073506 B Fv7 @8 M2rouza @ 0 e @ mm ﬂ] @F‘M
26.5 265D2S32| ® | 136 0.35 Insert Steel  Stainless Steel Cast Iron Non-Ferrous Metal Exotic Alloy
27.0| 32 270D2S32| @ | 137 60 [41.0] 0.25 ’ ]
275 275D2532| @ | 138 0.20 Fig 5 Fig 6
28.0 280D2S32| @ | 139 0.15
28.5 285D2S32| @ | 140 0.10 GH HaY
29.0 WDX 290D2S32| @ | 143 50.0 1.00
295 295D2S32| @ | 144 ] 0.95
30.0| 32 300D2S32| @ | 148 60 0.90
31.0 310D2S32| @ | 150 0.80
32.0 320D2S32| @ | 152 0.70 KF T 7| LB EEED-YIb SRS AT
B (v G B o i e
. : ERN HEY : Jseaky 17
32.0 320D2540| @ | 162 5401 570 2 H}ﬁsiitﬂéu o
33.0| 40 330D2S40| @ | 164 70 0.55 P o S
34.0 340D2S40| @ | 166 0.45 T FLEETA
35.0 350D2S40| @ | 168 0.35 okt General Purpose
36.0 360D2S40| @ | 170 0.20 e SELHI
37.0 WDX 370D2S40| ® | 179 1.00 Rough cutting m
38.0 380D2S40| @ | 181 1.00 Sslolo o -
39.0 390D2S40| @ | 183 0.90 Bl & 818 3 Fi 7 Dimensions (M) SEIIVIVES
40.0 400D2S40| @ | 185 0.80 WOXT Part number g (&) g 9 Vi E* re [Applicable Holders
41.0| 40 410D2S40| @ | 187 70 |49.5| 0.70 =t e
420 420D2540| @ | 189 0.60 | ¥ WDXT 02,;‘;002"(-; : : - 4 WDX130D2520
43.0 430D2S40| ® | 191 0.50 342884'H g o #2201 %% 1 _wpxisopes2o
44.0 440D2S40| @ | 193 0.50 WDXT 052 4-L 2
45.0 450D2540| @ | 195 0.40 822234:(; : : o ol 50l 25 | o |WoXISSDES20
7911@30 031.032/8% v/ /1oL 0A 0 GiOEBATEA T VNG (FA) 052504-H | ® | ® 6 ’ ’ ’ ~WDX180D2525
utting diameter of 830, 831, 832 are available with shank diamete Maximum offset in the radial direction WDXT 063006-L o o 7
063006-G |® |® |®| 5 | 60| 30 | 06 W%xsggfsgzszs
- EBEI s 063006-H © @ 6
pare Parts
: e : = WDXT 073506-L | ® | ® 4 WDX230D2525
MU AIF AN [ HERRES 073506-G | @ | @ | @ | 5 | 75|35 06 | _ o0,
Screw Spanner Spanner N1 ll%j_J/_‘E_\l—r\)ljg 073506-H [ 3K ) 6
D) e N-m s K WDXT 094008-L | ® | @ 4
%\\\\\\ / /@y (N-m) pricE e 094008-G | @ | ® | @ | 5 | 96 40| 08 |"Tarii
y p 094008-H ©® | ® 6
BFTX01604N TRX06 0.3 WDX130D2520 ~ WDX150D2520 WDXT 125012-L | ® | ® 4
125012-G | @ | @ | @ | 5 | 124 50 | 12 |"OuDSS
125012-H (@ | @ 6
WDXT 156012-L [ BN J 4
156012:G | ® | ® | @ | 5 | 152 60 | 12 | " FEED
156012-H (@ | @ 6
WDXT 186012-L [ BN J 4
: 186012-G | @ | ® 5 180 60 | 12 "o
BFTX0615N TRD25 5.0 | WDX460D2S40 ~ WDX680D2540 186012-H | @ | @ 6
OF | iRAEFER MR B4 ER I RILIBLOF v THEDFHHIEP.1 1 ZTERITEEW

®: Availak

ole in s

ock Unmarked

Available by

orde

See p.11 for the part number structure of

rs and inserts



SumiDrill WDX 2 (3DR)

SumiDrill WDX Type

Z . HDI %E@ER' Range of IHJ(MH\H( tolerance - O -~ +020 -
Ej(ﬂDI/*é B Maximum depth - BXQD 1;’5Ie¢ s
4 N
Fig 1 _ Fig 2 Fig 3
9 Q
Q
| £ 5o o N E z{
= 3 S S =) ]
2
s 4, 4
L
N\ J
B RILYFRP13.0 ~p45.0mm W KLY FEP46.0 ~p68.0mm
Holder Diameter (B : mm) Holder Diameter (P.158R) (B3 : mm)
Fi 5 N . Eail) ‘¥‘§EFD]E‘ N §
gDCaDS Pa;rsmumbor gr L 2 g1 gs QD1 ?ﬁt ( 71@11})7 Flg aDCgDS Pa:r.t:numbor Iﬂéi L ¢ 21 gs 0D1 7{;?75/‘%7 ]@ﬁ}jj Flg
13.0 WDX 130D3S20| @ (101.0| 42.0| 57.0 0.35 46.0 WDX 460D3S40 | @ [243.0(143.0{173.0 1.50
13.5 135D3S20 | @ [102.5| 43.5| 585 030 | o 47.0 470D3S40 | @ |246.0(146.0|176.0 1.40
14.0| 20 140D3S20| @ [104.0| 450| 60.0| 44 |28.0| 0.25 | )\, 48.0 480D3S40 | @ [249.0(149.0|179.0 495 1-30 2
14.5 145D3S20 | @ |105.5| 46.5| 61.5 0.20 49.0 490D3S40 | @ |252.0(152.0(182.0 1 1.20
15.0 150D3S20 | @ 107.0| 48.0| 63.0 0.15 500/ ,o 500D3S40| @ [255.0(155.0/185.0/ 1.10 | WOXT | |
155 WDX 155D3S20| @ [108.5| 49.5| 64.5 0.40 51.0 510D3S40 | @ [258.0(158.0|188.0 1.00 | 156012
16.0| 5 160D3S20| @ |110.0| 51.0| 660 ,, |, | 0.40 52.0 520D3S40 | @ [261.0(161.0(191.0 50.5| 0.90
16.5 165D3S20 | @ |111.5| 52.5| 67.5 ] 0.35 | woxT 53.0 530D3S40 | @ [264.0(164.0|194.0 51.5| 0.80
17.0 170D3S20 | @ [113.0| 54.0| 69.0 0.30 | 052504 54.0 540D3S40 | @ [267.0(167.0{197.0 52.5| 0.60
17.5[ . [WDX 175D3S25[ @ [126.5] 55.5[ 705 . [, [ 0.25 55.0 550D3S40 | @ |270.0(170.0 |200.0 53.5| 0.50
18.0 180D3S25 | @ |128.0| 57.0| 72.0 1 0.20 56.0 WDX 560D3S40 | @ [278.0{176.0(208.0 54.0| 2.00
185 WDX 185D3S25 | @ [129.5| 58.5] 73.5 0.50 57.0 570D3S40 | @ [281.0(179.0|211.0 55.0| 1.80
19.0 190D3S25 | @ [131.0| 60.0| 75.0 0.45 1 58.0 580D3S40 | @ [284.0(182.0 214.0 56.0| 1.70
19.5 195D3S25 | @ [132.5| 61.5| 76.5 0.40 59.0 590D3S40 | @ [287.0(185.0|217.0 57.0| 1.60 3
20.0 200D3S25 | @ [134.0| 63.0| 78.0 0.30 | |\ oo 60.0 600D3S40 | @ [290.0(188.0 [220.0 58.0| 1.50
205/ 25 205D3S25| @ 1355|645/ 795| 56 |33.0| 030 | .o 61.0 610D3S40 | @ [293.0(191.0[223.0 59.0| 1.40 | o0
21.0 210D3S25 | @ [137.0| 66.0| 81.0 0.20 62.0| 40 620D3S40| @ [296.0(194.0(226.0| 70 |60.0| 1.30 | o0
215 215D3S25 | @ [138.5| 67.5| 82.5 0.15 63.0 630D3S40 | @ |299.0(197.0(229.0 61.0| 1.20
22.0 220D3S25 | @ [140.0| 69.0| 84.0 0.10 64.0 640D3S40 | @ [302.0[200.0 [232.0 62.0| 1.00
22,5 225D3S25 | @ [141.5| 70.5| 85.5 0.05 65.0 650D3S40 | @ [305.0(203.0(235.0 63.0| 0.90
23.0 WDX 230D3S25| @ [146.0| 72.0| 90.0 0.70 66.0 660D3S40 | @ [308.0[206.0 [238.0 64.0| 0.70
23.5 235D3S25 | @ [147.5| 73.5| 91.5 0.70 67.0 670D3S40 | @ [311.0[209.0 |241.0 65.0| 0.60
24.0| 25 240D3S25 | @ [149.0| 75.0| 93.0| 56 |37.0| 0.60 68.0 680D3S40 | @ 314.0[212.0 244.0 66.0| 0.50
24.5 245D3S25 | @ (150.5| 76.5| 94.5 0.50 (%)EEAEA YN (BKX)
25.0 250D3525 @ [152.0| 78.0| 96.0 0.50 Maximum offset in the radial direction
25.5 WDX 255D3S32| @ [159.5| 79.5| 99.5 0.45 | WDXT
26.0 260D3S32| @ [161.0| 81.0(101.0 0.40 | 073506 mFv7 @5 M 25028 mffﬁ? m;EﬁiE Eiﬁﬁw HE EF‘M
26.5 265D3S32| @ |162.5) 8251025 0.35 Insert Steel  Stainless Steel Cast Iron No etal Alloy Hard tee
27.0| 32 270D3S32 | @ [164.0| 84.0104.0| 60 |41.0| 0.25 -
275 275D3S32 | @ [1655| 85.5[105.5 0.20 Fig 4 Fig 5
28.0 280D3S32 | @ [167.0| 87.0(107.0 0.15 ’#
28.5 285D3S32 | @ |168.5| 88.5|108.5 0.10 L G f )
29.0 WDX 290D3S32| @ [172.0] 91.0112.0 00| 1:00 )
29.5 295D3S32 | @ [173.5| 925(113.5 ] 0.95 r
30.0| 32 300D3S32| @ [178.0| 94.0(118.0| 60 0.90 i
31.0 310D3S32| @ [181.0| 97.0(121.0 0.80
32.0 320D3S32 | @ [184.0{100.0|124.0 0.70 .
30.0 WDX 300D3540| @ [188.0| 94.0[118.0 0.90 | WOXT MIEHE J—F17]| L2 HEREDYI0 RS 1T
31.0 310D3S40 | @ [191.0| 97.0(121.0 54.0| 0-80 |004008| , Grade Coating GE! . NRY17
32.0 320D3S40 | @ [194.0{100.0 [124.0 | 0.70 B2 - BYHE) N] HE! . J¥esafby 1~
33.0| 40 330D3S40 | @ (197.0(103.0(127.0| 70 0.55 A High Speed/Light ip control type
34.0 340D3S40 | @ |200.0{106.0|130.0 0.45 STELNEN
35.0 350D3S40 | @ [203.0(109.0 133.0 0.35 I | Gereral Pirpose
36.0 360D3S40 | @ [206.0(112.0|136.0 0.20 pplicator e T
37.0 WDX 370D3S40 | @ [216.0{116.0(146.0 1.00 R[)L‘gj{%‘%ij @
38.0 380D3S40 | @ [219.0{119.0(149.0 1.00 s/gls T mensons (M) i
39.0 390D3S40 | @ [222.0(122.0(152.0 0.90 Bl & 22|28 |Fig . = SIS
40.0 400D3S40 | @ [225.0125.0/155.0 0.80 | o Part number S|g |2 ¢ |BEE| r, |opicable Holders
410/ 40 410D3S40 | @ 228.0(128.0(158.0| 70 |49.5| 0.70 | 5r s << | < e
420 420D3S40| @ [231.0[131.0[161.0 0.60 WDXT 042004-L | ® | ® 4 WDX130D3520
43.0 430D3S40| @ [234.0/134.0(164.0 0.50 042004-G | @ | @ | @ | 5 | 42 | 20 | 04 | oo
44.0 440D3S40 | @ [237.0/137.0167.0 0.50 042004-H | ®  © 6
45.0 450D3S40 | @ [240.0140.0170.0 0.40 WDXT 052504-L | @ | ® 4 WDX155D3520
052504-G |® | ® | ®@| 5 | 50| 25| 04
7\]1%@30‘@8] 232 () EPBA TYRE (BKX) 052504-H | @ | ® 6 ~WDX180D3825
Cutting diameter of 830, 23 Maximum offset in the radial direction
WDXT 063006-L [ BN J 4 WDX185D3525
063006-G |® | ® | ®@ | 5 | 60| 30| 06
[ | EB&: Spare Parts 063006-H | ® | @ J TDr2sDsss
. - _ _ WDXT 073506-L | ® | ® 4 WDX23003525
mRaU ) RN | HEERET 073506-G |® |®@ |®@| 5 | 75 | 35 | 0.6
Screw Spanner Spanner NI @FE\;T\)IJQ 073506-H ol e 6 ~WDX285D3532
D < . WDXT 094008-L [ BN J 4
@\\\\\ /' /-wy {N-m) | Applable Holders 094008-G | @ | ® | @ | 5 | 96 | 40 | 08 |"Daror
6 & e 094008-H @ | @ 6
BFTX01604N TRX06 0.3 WDX130D3S20 ~ WDX150D3520 WDXT 125012-L | @ | @ 4 \WDX370D3540
125012-G (@ © | @ 5 124 | 5.0 | 1.2 ~WDX450D3540
125012-H [ B J 6
WDXT 156012-L [ BN J 4
156012G | @ | ® | @ | 5 | 152 6.0 | 1.2 |D4ODSD
156012H | ® | ® 5 ~WDX550D3540
WDXT 186012-L [ BN J 4
: 186012-G | ® | ® 5 | 180 | 6.0 | 1.2 |NPX560D3540
BFTX0615N TRD25 5.0 | WDX460D3S40 ~ WDX680D3540 186012-H | @ | ® 6 ~WDX680D3540
OED IRAEEEmD A )IEJ‘%D% Iﬁ‘rﬂb&&a&:(}i‘u7’*‘1§®D)L3#7EIJPHfzd‘%,ﬁ.’KTc“éb\

ailable in

stock Unmarked: /

vailable by

order
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See p.11 for the part number structure of holders and inserts



SumiDrill WDX 2 (4DH)

SumiDrill WDX Type

=05 CHTGE ( 7][]:[ %E@EQ Range of muhrm( wolerance - O ~+0.25 LFHT)RISE S
_D":C % 70 '. 4D E’j(jJDIDKé B Maximum depth - 4X®D g& g Dﬁj {i ‘w:le‘ os
4 N
Fig 1 Fig 2 N Fig 3
g 3 g
f = Q
9| = 3 = o =
e e F e e =S
N < \ = [
2 , 2 - 2
b 4 4 A 4 A
L L L
N\ J
B RUYFIRP13.0~9p45.0mm B RILY AR P46.0 ~9p63.0mm
Holder Diameter (P15ER) 7 (B4 1 mm) Holder Diameter PS8R — (B : mm)
7 e ] 7l vl
oDioDy 2 E B [ | g 4|0, Do ¥ IRl joDseDy F B OEE L0 8797 Fig
13.0 WDX 130D4S20| @ | 114| 55| 70 0.35 46.0 WDX 460D4S40| @ | 289| 189| 219 1.50
13.5 135D4S20| @ | 116| 57| 72 0.30 | | or 47.0 470D4S40 | @ | 293| 193| 223 1.40
14.0| 20 140D4S20| @ | 118| 59| 74| 44 |28.0| 025 | )0, 48.0 480D4S40 | @ | 297| 197| 227 95| 1-30 2
14.5 145D4S20| @ | 120| 61| 76 0.20 49.0 490D4S40| @ | 301| 201| 231 21 1.20
15.0 150D4S20| @ | 122| 63| 78 0.15 500 ,o 500D4S40| @ | 305| 205| 235/ 1.10 | WOXT | |
15.5 WDX 155D4S20| @ | 124 65 80 0.40 51.0 510D4S40 | @ | 309| 209| 239 1.00 | 156012
160 5 160D4S20| @ | 126/ 67| 82| ,, |0 | 0.40 52.0 520D4S40 | @ | 313| 213| 243 50.5| 0.90
16.5 165D4S20| @ | 128| 69| 84 1 0.35 | woxT 53.0 530D4S40 | @ | 317| 217| 247 51.5| 0.80
17.0 170D4S20| @ | 130| 71| 86 0.30 | 052504 54.0 540D4S40 | @ | 321| 221| 251 52.5| 0.60
17.5[ . |WDX 175D4S25| @ | 144 73| 88| .. [, 1025 55.0 550D4S40 | @ | 325| 225| 255 53.5| 0.50
18.0 180D4S25| @ | 146| 75| 90 1 0.20 56.0 WDX 560D4S40| @ | 334| 232| 264 54.0| 2.00
18.5 WDX 185D4S25| @ | 148| 77| 92 0.50 57.0 570D4S40 | @ | 338| 236| 268 55.0| 1.80 3
19.0 190D4S25| @ | 150 79| 94 0.45 1 58.0 580D4S40 | @ | 342| 240| 272 56.0| 1.70
19.5 195D4S25| @ | 152| 81| 96 0.40 59.0| 40 590D4S40| @ | 346| 24| 276| _ |57.0| 1.60 | WDKT
20.0 200D4S25| @ | 154| 83| 98 0.30 | |\ 60.0 600D4S40 | @ | 350| 248| 280 58.0| 1.50 | 186012
205/ 25 205D4S25| @ | 156| 85| 100| 56 |33.0| 0.30 | .00 61.0 610D4S40 | @ | 354| 252| 284 59.0| 1.40
21.0 210D4S25| @ | 158| 87| 102 0.20 62.0 620D4S40 | @ | 358| 256| 288 60.0| 1.30
215 215D4S25| @ | 160| 89| 104 0.15 63.0 630D4S40| @ | 362| 260| 292 61.0] 1.20
22.0 220D4S25| @ | 162| 91| 106 0.10 GO $RAEA TEYNE (BK)
225 225D4325 [ ) 164 93| 108 0.05 Maximum offset in the radial direction
23.0 WDX 230D4S25| @ | 169| 95| 113 0.70
23.5 235D4S25| @ | 171| 97| 115 0.70
24.0| 25 240D4S25| @ | 173| 99| 117| 56 [37.0| 0.60
245 245D4S25| @ | 175| 101| 119 0.50
25.0 250D4S25| @ | 177| 103| 121 0.50 L
255 WDX 255D4S32| @ | 185] 105| 125 0.45 | WDXT
26.0 260D4S32| @ | 187| 107| 127 0.40 | 073508 B Fv7 @8 mzxrouzxE @ [sser B%H'M () &=
26.5 265D4S32| @ | 189 109| 129 0.35 Insert Steel  Stainless Steel Cast Iron  Non-Ferrous Metal Exotic Alloy — Harc
27.0| 32 270D4S32| @ | 191| 111/ 131| 60 [41.0| 0.25 Fig 4 Fig 5 Fig 6
27.5 275D4S32| @ | 193| 113| 133 0.20 0 re 0 re
28.0 280D4S32| @ | 195| 115| 135 0.15 a
28.5 285D4S32| @ | 197| 117| 137 0.10 L& GE{ HEZ g
29.0 WDX 290D4S32| @ | 201| 120] 141 500 1:00 :@A—-.
29.5 295D4S32| @ | 203| 122 143 ] 095 e
30.0| 32 300D4S32| @ | 208| 124 148 60 0.90
31.0 310D4S32| @ | 212| 128| 152 0.80
32.0 320D4S32| @ | 216| 132| 156 0.70 ML* N4 d—545 LAY {ERED IO FRIREY A
30| | 31004340| @ | o2o| 128 183 080 | caaoce Coatng | OB A
] 5 ! = -
32,0 32004540 @ | 226| 132| 156|  [°*C| 0.70 2 f ;%%E)JE{J N RS T
33.0| 40 330D4S40| @ | 230 136| 160| 70 0.55 b s el G
34.0 340D4S40 | @ | 234| 140 164 0.45 T SILEIE :
35.0 350D4S40 | @ | 238| 144| 168 0.35 -~ | General Purpose
36.0 360D4S40 | @ | 242| 148 172 0.20 e A = K
37.0 WDX 370D4S40| @ | 253| 153| 183 1.00 Rough cutting
38.0 380D4S40| @ | 257| 157| 187 1.00 slgls 5% Dimensions (MM) )
39.0 390D4S40 | @ | 261| 161| 191 0.90 Bl S S5 |F ! SIS
40.0 400D4S40| @ | 265| 165| 195 0.80 WoxT Part number 2 2 g 9 Vi J__\— rg |Applicable Holders
41.0| 40 410D4S40| @ | 269| 169| 199| 70 [49.5| 0.70 e
420 42004540 | @ | 273| 173| 203 0.60 | 1701 WDXT 042004-L | ® | ® 4 WDX130D4520
43.0 430D4S40| @ | 277 177/ 207 0.50 gzgggz'ﬁ : : L4 g 42120 | 04\ oxi5004520
44.0 440D4S40| @ | 281| 181| 211 0.50 T 052504:L Sl 3
45.0 450D4S40| @ | 285| 185 215 0.40 052504G | @ | ® | ® | 5 | 50 | 25 | 04 |"DXI55D4520
HiZo3 031032142 ‘7&032@40&7@@\%@2 (7510 2o B () 052504-H | ® | ® 6 ~WDX180D4525
Cutting of 33! e with shank diameter of 232 and 240 Maximum offset in the radial direction WDXT 063006-L ° ° 2 WOX18504525
063006-G © © © 5 6.0 | 3.0 | 0.6 ~WDX225D4525
W i Spare Parts 063006-H | @ @ 6
: e : = WDXT 073506-L | ® | ® & WDX230D4525
maL RINF )T | 073506-G | ® | ® | ® | 5 | 7.5 | 35 | 0.6
Screw Spanner Spanner S o 073506-H | ® | ® 6 ~WDX285D4832
D < . - WDXT 094008-L [ BN J 4
@\\\\\\ / /-w‘y {N-m) | Applable Holders 094008-G | @ | ® | @ | 5 | 96 | 40 | 08 "V
é é 094008-H © | @ 6
BFTX01604N TRX06 0.3 WDX130D4S20 ~ WDX150D4520 WDXT 125012-L | ® | @ 4
125012G | @ | ® @ 5 24|50 | 12 |" TS
125012-H (@ | @ 6
WDXT 156012-L [ AN J 4
156012:G | ® | ® | @ 5 | 152| 60 | 12 |"7WNNS
156012-H (@ | @ 6
WDXT 186012-L [ BN} 4
: 186012-G | ® | ® 5 |180| 6.0 | 1.2 |NDXS60D4SA0
BFTX0615N TRD25 5.0 | WDX460D4S40 ~ WDX630D4540 186012-H | ® | ® 6 ~WDX630D4540
2Eﬂ : ffi%%?ﬂ%&'u ‘,%‘*%ED‘Z %I%Eu‘% 1 I RLYBROF v THEDFHHHIFP.1 12T
Available in stock Unmarked: Available by order See p.11

for the part number structure of

10



sSumiDrill WDX 2! (5DR)

SumiDrill WDX Type

jJDI %@Eﬁ' Range of mac hining tolerance :0~+0.25

BAMNIRE £ vaximum depth - 5xeD,
4 _ )
Fig 2 E |
= =] = =]
g s g g
Q Q
25
J
B RKILFAEP13.0 ~9p45.0mm B RKILFAREP46.0 ~¢55.0mm
Holder Diameter (P158R) — (B4 : mm) Holder Diameter (1588 (B2 mm)
Fi (e 5 . I
gDCaDS Pa;rsmumbcr ITF_ L ‘e 21 gs QD‘I (;K)V 7 @ﬂ}\/j Flg GDCQDS P;ﬁnumbor ?Eﬁ% L e g1 25 0D1 (2
13.0 WDX 130D5S20 | @ [127.0( 68.0] 83.0 0.35 46.0 WDX 460D5S40 | @ [335.0(235.0{265.0
135 135D5S20 | @ |1295( 70.5| 855 030 | \or 47.0 470D5S40 | @ |340.0(240.0270.0
14.0/20.0 140D5S20 | @ |1320| 73.0| 880| 44 |28.0| 0.25 | )00, 48.0 480D5S40 | @ |345.0(245.0(275.0 495
14.5 145D5S20 | @ |1345| 75.5| 90.5 0.20 49.0 490D5S40 | @ |350.0{250.0(280.0 2l
15.0 150D5S20 | @ |137.0[ 78.0| 93.0 0.15 500, o 500D5S40 | @ |355.0|255.0(285.0| o 1.10 | WOXT ||
15.5 WDX 155D5S20 | @ |139.5[ 80.5| 955 0.40 51.0| 510D5S40 | @ |360.0(260.0(290.0 1.00 | 156012
16.0| 5 o 160D5S20 | @ |1420| 83.0| 980| ,, |, | 0.40 52.0 520D5S40 | @ |365.0(265.0{295.0 50.5| 0.90
165 165D5S20 | @ |144.5( 855(100.5 1 0.35 | woxT 53.0 530D5S40 | @ |370.0(270.0{300.0 51.5| 0.80 3
17.0 170D5S20 | @ |147.0( 88.0{103.0 0.30 | 052504 54.0 540D5S40 | @ |375.0(275.0{305.0 52.5| 0.60
17.5[ . ,[WDX 175D5S25[ @ |1615[ 90.5[1055] . [, 4] 0.25 55.0 550D5S40 | @ |380.0(280.0/310.0 53.5| 0.50
18.0| < 180D5S25 | @ |164.0( 93.0{108.0 1 0.20 Gx)ERITEA Ty NE (RA)
18.5 WDX 185D5S25| @ |166.5] 95.5(110.5 0.50 Offset in radial direction (Maximum)
19.0 190D5S25 | @ |169.0( 98.0[113.0 0.45 1
19.5 195D5S25 | @ |171.5[100.5[115.5 0.40
20.0 200D5S25 | @ |174.0{103.0{118.0 0.30 v 25 LR >~ |
20.5|25.0 205D5525 | @ |1765|105.51205| 56 [33.0| 0.30 o\ggége u ?:6{7 l?[fiﬂ‘ @5]‘ ki %Sefﬂ @ﬁ%ﬁ “P“* 5 B\%W{ mm@gﬁ
21.0 210D5S25 | @ |179.0{108.0{123.0 0.20
215 215D5S525 | @ |1815(1105|1255 0.15 Fig 4 Fig 5
22.0 220D5S25 | @ |184.0{113.0(128.0 0.10
225 225D5S25 | @ |186.5]|115.5[130.5 0.05 GH
23.0 WDX 230D5S25| @ |192.0{118.0{136.0 0.70
23,5 235D5S25 | @ |194.5(120.5(138.5 0.70
24.0|25.0 240D5S25 | @ [197.0{123.0[141.0| 56 [37.0| 0.60
24.5 245D5S25 | @ |199.5(125.5(1435 0.50 | WDXT
25.0 250D5S25 | @ |202.0|128.0|146.0 0.50 | 073506 | W& LE J—F44]| LB 1EEELD YIS FUIES AT
26.0 WDX 260D5S32 | @ |213.0|133.0|153.0 0.40 Grade Coating CRESAT
27.0 270D5S32 | @ |218.0{138.0{158.0| 60 |41.0| 0.25 & - S| H§= E%§§1b947
280 280D5S32 | @ |223.0143.0[163.0 0.15 . | Specatin [N
29.0|32.0WDX 290D5S32 | @ [230.0{149.0(170.0 50.0| 1.00 A S "
30.0 300D5S32| @ |238.0(154.0/178.0| 0.90 0T /ﬂﬁtﬂﬁu
31.0 310D5S32| @ |243.0(159.0[183.0 0.80 C | General Purpose
Applicatior w0 W
32.0 32005532 | @ [248.0|164.0[188.0 0.70 GV Pl K|
30.0 WDX 300D5S40 | @ (248.0(154.0{178.0 090 | o Rough cutting
31.0 310D5S40 | @ [253.0{159.0(183.0 0.80 slglg ~T3E Dimensions ] R
32.0 32005540 | @ |258.0[1640[1880| | %*O| 070 |PH08 B & S22 | Fig jt/ime.i ) St
33.0(40.0 330D5S40 | @ (263.0(169.0{193.0( 70 0.55 P (Al 2z 2 {%f— I [ppplicable Holders
34.0 340D5S40 | @ |268.0{174.0{198.0 0.45 2
35.0 350D5S540 | @ |273.0{179.0{203.0 0.35 WDXT g:ggg::é : : PS g 42 | 20 | 04 |WDX130D5520
36.0 360D5S40 | @ |278.0{184.0208.0 0.20 042004H | ® | ® 6 ~WDX150D5520
37.0 WDX 370D5S40 | @ [290.0{190.0{220.0 1.00 WDXT 052504L | ® | ® 2
38.0 380D5S40 | @ |295.0|195.0(225.0 1.00 052504-G | ® |® ®| 5 | 50 | 25 | o4 |WDX155D5520
39.0 390D5S40 | @ |300.0{200.0(230.0 0.90 052504-H | ® | ® 6 ~WDX180D5525
40.0 400D5S40 | @ |305.0{205.0]235.0 0.80 WOXT WDXT 063006-L M I 4 WDX135D5525
41.0|40.0 410D5S40 | @ |310.0{210.0{240.0| 70 |49.5| 0.70 063006-G | ® | ® | @ 5 60 | 30 | 06
42.0 420D5S40 | @ [315.0{215.0|245.0 0.60 | 25012 ~WDX225D5525
: 0]215.0]245. : 063006-H |® | ® 6
43.0 430D5S40 | @ |320.0/220.0(250.0 0.50 WDXT 073506-L | ® | ® 4
44.0 440D5S40 | @ |325.0{225.0(255.0 0.50 073506-G | ® |® ® | 5 | 75 | 35 | 0 |WDX230D5S25
45.0 450D5S40 | @ 330.0/230.0{260.0 0.40 073506-H | ® | ® 6 ~WDX285D5532
N12030.031.032(&5 v Re32L0A0EHERLTVET, (x)BEAEA T Ly (BA) WDXT 094008-L | ® | ® 4 WDX290D5532
Cutting diameter of 830, 831, 832 are available with shank diameter of 232 and @40 Maximum offset in the radial direction 094008-G o e o 5 9.6 4.0 0.8
094008H | ® ® 6 ~WDX360D5540
B BB 5o pans WO 250120 | @ | ® | 5 |124| 50 | 12 |"0XDSS0
mau A\ VAR - 125012-H FEK ) 6 ' ' ' ~WDX450D5540
Screw Spanner Spanner ?ﬁé&f,’fﬁ'ﬁf WDXT 156012-L F ) 2 -
9 MLD LS 156012-G | @ | @ | @ | 5 |152| 60 | 12 | "0
\\\ F(Nm)1 Applicable Holders 156012-H | @ | @ 6

@

BFTX01604N

| WDX460D5540 ~ WDX550D5540

WDX130D5520 ~ WDX150D5520

FRE

Unmarked: /

B‘EEED‘%

y order

vailable by c
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SumiDrill WDX&! jR)LFBIBEDFH

Part number structure of SumiDrill WDX Type holder

WDX 200 D5 S25
0o

FE Diameter 80c 2+ 2 U8 shank Diameter 805
(6200) KU i engn /D ©25-0)
(5D)

SumiDrill WDXZ F v JEIEDHH 5
Part number structure of SumiDrill WDX Type insert

WDXT 06 30 06 -G

T
SO width Across Flats [E & Thickness X 10 JU—higs
( (0) 3.0 HiEEier e
J—3—R corner Radius X 10
(0.6)



SumiDrill WDX &

SumiDrill WDX Type

W H#ERYIRISRF (2DA)

Recommended Cutting Conditions (2D)

CTBRE — ##3EB-_LRR1E)

<Minimum value - Recommended value -

Maximum value>

Ik ;ﬁﬁ%‘yj v, UIHIERE f XD E reed Rate (MM/rev)
Work Wateral : (myminy |913.0~018.0 | 018.5~029.0 | 929.5~036.0 | 937.0~055.0 | 656.0~068.0
. }R# 55400 125 | G 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
SABC AN Hacened 250 | G | ACP300| 80-120-160|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
S75C 270 | G | ACP300 |100-130-160 |0.08-0.13-0.22|0.08-0.13-0.22|0.08-0.14-0.23|0.09-0.16-0.26|0.10-0.17-0.29
S75C BEAN facene 300 | G |ACP300| 70-100-140|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
Fﬁﬂﬁ‘ SCM,SNCM 180 | L | 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
SCM,SNCM  #EAMN 1iarsencs | 275 | G | ACP300 | 80-120-160 |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
SCM,SNCM  #BAMN tagencs | 300 | G | ACP300 | 75-110-140 |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
SCM,SNCM  #BAMN 1argencs | 350 | G | ACP300 | 60-85-110 |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
ﬁﬁ%ﬁﬂ‘ SKD,SKT,SKH 200 | G | ACP300 |100-130-160 |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
SKD,SKT,SKH AN rasercs | 325 | G | ACP300 | 80-100-120 |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
A7YVZ8 SUSAst (WW7Y94b/9154M)| 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 SUS403flh IILTUHANRWEAN| 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
SUS403 and others Martensitic (Hardened)
SUS3045US316 7-27F1MR | 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
8% ot 1on 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
5554 VFEE vucile Cat ron 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
HHM (WSS, 5% TEE etc) | o0 | G | ACP300 | 255070 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
xotic Alloy (Heat Resistant Alloy, Super Alloy, Ti Alloy, etc.)
FIVEEE A Aloy 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
SAEE coppor Aloy 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
W HEERYIHISKS (3DHA) CRIR{E — #EHE- LR
Recommended Cutting Conditions (3D) <Minimum value - Recommended value - Maximum value>
—_— D-JEE 7%’5”7‘%3 WRF v v, GMERE f XD & Feed Rate (MM/rev)
= *ﬁ é a g Speec
Work Waterial coRocom (mvminy |913.0~018.0 | 018.5~029.0 | 929.5~036.0 | 637.0~055.0 | 656.0~068.0
@, "= 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|0.04-0.08-0.110.05-0.09-0.12|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
SABC AN Hacened 250 | G |ACP300| 80-120-160 |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
S75C 270 | G | ACP300 |100-130-160 |0.08-0.12-0.18|0.08-0.12-0.18|0.08-0.13-0.19|0.09-0.14-0.22| 0.10-0.16-0.24
S75C HEAN racene 300 | G |ACP300| 70-100-140 |0.06-0.10-0.14|0.06-0.10-0.14|0.06-0.11-0.15|0.07-0.12-0.17|0.08-0.13-0.19
{i’ﬁfgﬂ‘ 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 tosencs | 275 | G | ACP300 | 80-120-160 |0.06-0.10-0.14|0.06-0.10-0.14|0.06-0.11-0.15| 0.07-0.12-0.17|0.08-0.13-0.19
SCM,SNCM  #BAMN targencs | 300 | G | ACP300 | 75-110-140 |0.06-0.10-0.14|0.06-0.10-0.14|0.06-0.11-0.15| 0.07-0.12-0.17|0.08-0.13-0.19
SCM,SNCM  #AM tarsencs | 350 | G | ACP300 | 60-85-110 |0.06-0.10-0.14|0.06-0.10-0.14|0.06-0.11-0.15|0.07-0.12-0.17|0.08-0.13-0.19
BaEH  SKD,SKT.SKH 200 | G | ACP300 |100-130-160 |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
SKD,SKT,SKH AN rasencs | 325 | G | ACP300 | 80-100-120 |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
27YV28@ SUSA03fe (RW7V94b/1T154M)| 200 | G | ACP300 | 100-140-180 |0.06-0.10-0.150.06-0.10-0.15|0.06-0.11-0.16|0.07-0.12-0.18|0.08-0.13-0.20
ainless Steel  SUS403 and others (Martensite/Ferrite)
M SUS4o3ft VI TYY4PRORAN| 240 | G | ACP300 | 90-120-150 |0.06-0.10-0.15]0.06-0.10-0.15|0.06-0.11-0.160.07-0.12-0.18|0.08-0.13-0.20
SUS3048US316 7-27F1MR | 180 | G | ACP300 | 100-140-180 |0.06-0.10-0.15|0.06-0.10-0.150.06-0.11-0.16| 0.07-0.12-0.18|0.08-0.13-0.20
8K Cact0n H | ACK300 | 120-160-200 |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
525 4 JUEEE oucile cast ron 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
B HaS. a2, TIas etc.
MM (WAEE, @aS. TSE efo) | 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
FIVZEEE Auminm Aloy 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
SAEE copper Aloy 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
BUDEHRHDES| FENDIN | FTRSDDEE|  TEN R—U>g SEINT sl | NyoR-Uvd
Angled Surface Half Cylindrical Pre-cast Hole Intersecting Holes Boring External Turning Laminated Plates Back Boring
MIA%
Application
ZOE() ey 0,05 0.05 0.08 0.05 0.1 0.1 ! !
Feed Rate (f) . . . - . ) Not applicable Not applicable
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SumiDrill WDX &

SumiDrill WDX Type

W HERYIRISRG (4DA)

Recommended Cutting Conditions (4D)

CTBRME — #E3E- EIR1ED

<Minimum value - Recommended value - Maximum value>

WAL U-7%E 7%§jj ?ﬁ%%éyj Ve YIEERE fIZD E reed Rate (MM/rev)
Vo recorreraed (i | 013.0~018.0| 018.5~029.0 |929.5~036.0 | 037.0~055.0 | 956.0~068.0
C Insert Grade m/min
@, FFR 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|0.05-0.08-0.10|0.06-0.09-0.11
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
SABC AN Harcene 250 | G | ACP300| 80-120-1600.06-0.10-0.13|0.06-0.10-0.13|0.06-0.10-0.14|0.07-0.11-0.15|0.08-0.12-0.17
S75C 270 | G | ACP300 |100-130-160 0.08-0.11-0.15(0.08-0.11-0.15|0.08-0.12-0.17|0.09-0.14-0.19|0.10-0.15-0.20
S75C AN Hacene 300 | G |ACP300| 70-100-1400.06-0.10-0.12|0.06-0.10-0.12|0.06-0.10-0.13|0.07-0.11-0.14|0.08-0.12-0.16
[i’ﬁ%??‘ 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  $EAM 1iagencs | 275 | G | ACP300 | 80-120-160 [0.06-0.10-0.12|0.06-0.10-0.12|0.06-0.10-0.13|0.07-0.11-0.14|0.08-0.12-0.16
SCM,SNCM  $EAM tagencs | 300 | G | ACP300 | 75-110-140 |0.06-0.10-0.12|0.06-0.10-0.12|0.06-0.10-0.13|0.07-0.11-0.14|0.08-0.12-0.16
SCM,SNCM  $BAM tiagencs | 350 | G | ACP300 | 60-85-110 |0.06-0.10-0.12|0.06-0.10-0.12|0.06-0.10-0.13|0.07-0.11-0.14|0.08-0.12-0.16
ﬁﬁ%ﬁ‘?‘ SKD,SKT,SKH 200 | G | ACP300 |100-130-160 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
SKD,SKT,SKH AN icencs | 325 | G | ACP300 | 80-100-120 [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
A7YUAM SUSA0S M (VN7V94h/9154b)| 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 EUL’S%‘SOW YFIYAMRIEA| 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
and others Martensitic (Hardened)
SUS3045US316 7-27F1MR| 180 | G | ACP300 | 100-140-180 |0.06-0.10-0.13|0.06-0.10-0.130.06-0.10-0.14|0.07-0.11-0.15|0.08-0.12-0.17
8% oot 1o0n H | 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
5554 VFEEK puce cact 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
HHM (WRSE. @o%. TEE 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
xotic Alloy (Heat Resistant Alloy, Super Alloy, Ti Alloy, etc.)
FIVEEE Aurinum Aloy 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
$AEE copper Aloy 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
W H#EEEDHISKAG (5SDA) CRIR{E — #E38ME-_LIRE)
Recommended Cutting Conditions (5D) <Minimum value - Recommended value - Maximum value>
it -J8E ?ﬁﬁﬂ ?’Ef%a;ilyj Ve Y EE f XD E Feed Rate (mm/rev)
Work Mt pecermngee| (R 1 613,0~018.0 | 018.5~629.0 | 629.5~036.0 | 037.0~055.0 | 056.0~068.0
Insert Grade (m mm)
@, "FA 55400 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
SABC AN arcene 250 | G | ACP300| 80-120-1600.05-0.09-0.11(0.05-0.09-0.11|0.06-0.09-0.12|0.06-0.10-0.14
S75C 270 | G | ACP300 |100-130-160 |0.07-0.10-0.14|0.07-0.10-0.14|0.08-0.11-0.15|0.09-0.12-0.17
S75C AN Hacene 300 | G |ACP300| 70-100-1400.05-0.09-0.11(0.05-0.09-0.11|0.06-0.09-0.12|0.06-0.10-0.13
ESE8  scm.sNem 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 1ogencs | 275 | G | ACP300 | 80-120-160 |0.05-0.09-0.11|0.05-0.09-0.11|0.06-0.09-0.12|0.06-0.10-0.13
SCM,SNCM  $AM tagencs | 300 | G | ACP300 | 75-110-140 |0.05-0.09-0.11|0.05-0.09-0.11|0.06-0.09-0.12| 0.06-0.10-0.13
SCM,SNCM  $EAMN targencs | 350 | G | ACP300 | 60-85-110 |0.05-0.09-0.11|0.05-0.09-0.11|0.06-0.09-0.12|0.06-0.10-0.13
BEEH  sKD,SKT.SKH 200 | G | ACP300 | 100-130-160 0.07-0.10-0.150.07-0.10-0.15|0.08-0.11-0.17|0.09-0.12-0.19
SKD,SKT,SKH AN ragenes | 325 | G | ACP300 | 80-100-120 |0.05-0.09-0.110.05-0.09-0.11|0.06-0.09-0.12| 0.06-0.10-0.14
A7IURM SUSAD3HE (VI7/94b/TI54M)| 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
ainless Steel  SUS403 and others (Martensite/Ferrite)
SUS403 1t ILFVHA MR (AN
M SUS40318 7/Y4PRURAN| 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 7-27F1MR | 180 | 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
ustenitic
8% ot 10n 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
5551 V8 vuctie Castron 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
B HaS. Ba%. TIas etc.
HHM (@RS, BaE TBE ete) | 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
FIVEER Auminum Aloy 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
SAEE copper Aoy 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
BUDEHRODBE | FENDIT | FTRSODEE|  TEN R—U>g AR sl | NyoR-Uvd
Angled Surface Half Cylindrical Pre-cast Hole Intersecting Holes Boring External Turning Laminated Plates Back Boring
MIA&
Application
BOB(T) mim/rey 0.05 0.05 0.08 0.05 0.1 0.1 o o
€6 f) . . . . . . Not applicable Not applicable
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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 845/ fRinDAU—7 [WASEY| ZFERTHET, MINEZL 0.3mm ZEFAE TSI EHTRETT,

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

é od, )
[
Q Q
o ]
Ly Ly
. t . J
. Eﬁﬁi@ C;?E%f Important Notes
A 1. BEDIFERTIDT. ABREIREOMIRZATEL. FRULTLIESEN,
A2, ALy bFv v IKONILITRERTEXRBA. U1 ROV IRDIRILVIZERLTLEEW,
7 3. AERmIFAIEDTWINT CTSERLIEEL,
ED FEDZRTUINT®, EEIMDOINITEHERETET 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
B (K 5oy (WAS BY was type) (887 : mm)
IR EE
%%ﬁ. N? EEJ;EE 0d1 0D2 QDa L1 L2 L3 L4 Adjustable (;:%;nrggtce)i machining
WAS 2025-48 @ 20 | 25 | 33 | 43 5 32 5 +0.3~-0.2
2532-60 o 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
MINTRARSGEE. EROABHEEZERULEI,
Aadjustable range of machining diameter indicates adjustable range of diameter.
. Efﬁﬁff (BHI?EG)EEJE) How to adjust machining diameter
¥"IE @ Step 1
BAER N o
Reference line WASg! ﬁ%’fX—J
\ Conceptual Image of Mounted WAS Type
RUILDTSYIBICHD
REBEECLT, AU—T
DEEDICEDEFXT,
Spin the dial on the sleeve to the
reference line on the drill flange
quE (@ Step 3
%EHIE ® Step 2
& RUL
BERY
Screw to
AEBRED .\ fix the drill
Adjustment hash marks /. R -
S RUJBERIEEL DT,
/ = - < faral A
MTEEAZ< T BBARTSABEN, FULEBELC TSl
INELTBRHFERINYAFAA[ANAY—T 7%=
BILCHREBLTLEEL,

Turn to positive for larger diameter, and to negative for smaller diamter.
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SumiDrill WDX &8

SumiDrill WDX Type

B 5EEENN TZ58 L athe Machining Guidelines

B R Y VOBIT Drill installation
- SAATDED X BEFHTICHD LS CEy FLTFEL. (B 1)
- RIVFREE RUILD TS Y VREEERES B ICRETRIL MEH L TTEL,

7S
Iffem: ntemal bore largeh @
\ + 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.

] T
\

©

NI ZEDRE Adjustment of machining diameter
- B X BDIBENCKDREEDTRET T,
-ARARIE XBMOTSAE (ARIEAARE) ICABULTTEV. Al (RRFEIAE) ICHEETS
& RIVFDIIIURE RICTFH (BND) T5aEENHDFITDT, #HELFEA. (B 1)
cRARE (FTtvh) BRRUIBRICKDERDFETODT,
P.8 ~ 11 HmILFTiER [FEAAF TvhE (BA)] B8R T,

+ 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"
onp. 8~11.

=]

WZOMEEEIEIR Other important notes
« FEBICRUILZBT 2B S . 8 OISH U THRODADGEH0.15~0.2mmiZE S FHDICIED KSICRUIVIEERETENTVETD,
- FEFRDOFNHAREL  FDADFEIHFDIDD EHDICEDE FDADRIBELE T D TTEFRE TS,
<SHRINT. FBARR—VVINIZTIES. VHAHZIERUILVED 1 /5T (RASMMELT) ICERE T L.
B:RUIVEZE 920DI5E . THAHFEAMMILT)
- FERICTEENIZTI5S . B@FCER SN AIROYIb (R2) hREIT 52 EhHDET,
ERMEICHIN—DIFWVE DI, BB LED =D AIN—TEE ZEDFFTTEL,

+ 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.

. Eﬁlﬁﬁjﬂﬁo)gﬁ Typical Power Ratings . tﬂﬁUiEﬂﬂiHﬂ%@Eﬁ Typical Coolant Volume
12 40

z fo2a §35 Bl e w KUJL#Z018.5 ~55mm

210 o1 o3 3 IMPHE S 2.0MPa I L
z = 7 )
o /'/ 10.06 ;
8 N o
k) 2 £ 2
: W)E 2 (@Min)2 5 /00T B \inimum Discharge

10 15 20 25 30 35 40 45 50 55 10 15 20 25 ‘30 35 40 45 50 55
RUIILE(PD.) RUJVE (¢ Do)
Drill Diameter Drill Diameter

< 5i§$1§ Note >
WERfBEI MBI M UHIREEC KD EF LR
TODT.BEEELTFEL,

Facility power value shown in the gragh above is reference only as it changes
depending on the work material and the cutting speed.

IUJ‘H"J%#F (%%1@_) Cutting conditions (reference values)
BN work material: S50 C (230HB)
PIEIEE cutting speed : Vo= 150m/min

< 5i%$1§ Note >
EHGREHERRVILOEEEZEEAR T 2ERD—DTY,
BICEIOL< FHEH S, BB IEICBVWTEETT,
Discharge amount of cutting oil is an important factor to determine the drill
performance, especially for chip evaluation and lubrication performance.

W/VERUIVZE WJEEHEZESHICERET D EEHEELE T,
(18.0mmIATF)

It is recommended that cutting oil pressure is set higher for drills of smaller
diameter (218.0mm or less)

E—REVECNCOY Y Tl VJREHEZSEE T D ENTE,
YA S 2RI LN TERT,

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

BIORIFHA RS A THD. B YRR, D—CkoT
HHEZ EIFRHEHHDET

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

W F v JBERFDESR Notes on attaching and detaching inserts

- FyTERMIFBEIC, FyTEROIZIERYZEL 7 —EFCTWDRVLTTIEL,
< ANF(E RIDEER)NFDEESDE, HUMITDRSICERATEL. (B 3)

ANTOBMBEAD O TWVNDE. FYTISVTRE RAINFDEE. XID MLIATNEDEFRT DIBEHHDEIDT, TEEFELY,
© FyTOERFFRICT Y TEEE RUILARKCERHE UELER. ERBVEY. (K4, AR

ERICEF I TREIFE 4 DK SCIEDET,

+ 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.

¥ DI ONMAEICIIRENG D EIH. ISV THIBRAIEZRAIICEDEIDT, EHLMESD 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 Al \"TEFHEE Proper Spanner Usage 9: v jﬁ%ﬂ*ﬁﬁ Properly Attached Insert
SEIE LSRN L]
——————————————————————————————— Outer Insert Central Insert

\\\\\\ Tmeel FRED G D F I H
B4 ¢ A A fEF RIS D F A,
Es Fig. 3 Clearance is normal and does not affect use

B NSO a—5Ta00 Troubleshooting

TEGR " R R xR
Problem Symptom Cause Countermeasures
MIREOEMELDARELED - AS AR ELED, c ASANETFBIEHICT, EDREZETIFTIEEL,
Drilled hole is larger than desired m;bgbq—:b@ - X imﬁﬁtﬁ’gj&a%?igjt(rca-b\o
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
MITEDAVMERDNEL D |- WENT—HCBLDDFIC |- EDEEE LHFTRE,
. Drilled hole is smaller than desired i&lj’tbi?tb\é - X §mﬁﬁt§ﬁ|¥€’?iHDt<rC?_\_b\o
quﬂE@ggb\*ib\ - The cutting edge does not enter into the | - Increase the feed rate
Too much variation in hole workpiece but backs off - Make an adjustment on the X axis
diameter
TRDAOERTDREZEDKEL -PIO<FDOED EDEREZ LIFT, YIb<FHEZERL I D,
Z;{zwgga(g%d difference in hole size at entrance | - Packing of Chips . tﬂb(jﬂ}gﬁﬁjb_t ﬂ_ §2J %Eﬁﬁo (P.G %ﬁﬁ )
- Increase the feed rate to improve chip evacuation
- Use L type chipbreaker. (See p. 6)
ROAONSEFET. MITEHLEL |- HEIERAEL - EDREZE TFTLIEE L,
Poor drilled surface from entrance to bottom of | . U—QWJ’TEDV&L\ . “/—U\Jﬁ%ﬁ,lﬁb\ MU‘I&’EJ:D“éD
hole - High cutting resistance - Decrease the feed rate
MIREDHEL - Low rigidity of workpiece - Review tooling to improve rigidity.
Poororrouh driled ole | ROBTHTEANE 5B -§ID< FICKOMIEN EDREZE LT, YIDSTHHHERL TS,
suriace Poor drilled surface at bottom of hole %’_)(3“57(1%) . tﬂb(?ﬂ}gﬁﬁju_h ﬂ_ ﬂj Eﬁﬁﬁo (P.G =0 )
- Machined surfaces damaged by chips - Increase the feed rate to improve chip evacuation
- Use L type chipbreaker. (See p. 6)
DN (FDER) HRIETD DEREBEAR - D EBERERLTEE .
Breakage on central insert (centre) - FwITDBRERE - ERRCERT2IE5E. RU)LZE 180° OEss T
- Improper adjustment of centre height HIDHU‘CE‘}'C(?‘:E\:L\O
-l t too weak N
e - IR TL—H [H R ZEM. (P.62H)
- Adjust the height of the insert
" Y =] If the drill is being used on a lathe, try flipping the drill 180°
9‘/7’13\9!?53'6 - Use a strong edge chipbreaker H type
Insert breakage
HNEAIDRIET D - AEDIMIE/HHL - INT&EZTFRh. EDREZ MFTILEEL,
Breakage on outer insert - High cutting load in cutting edge . %ﬁgﬁ{bﬂjb—ﬁ rH ggj %{%ﬁﬁo (P.G %ﬁﬁ )
- Decrease the feed rate to decrease cutting load
- Use a strong edge chipbreaker H type
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. 1%%5%19" Application Examples

SumiDrill 3009—%4/1—F—
WDX &Y 300 workpieces per corner
ftret 1509-5/3—F— Finfs!
Competitor's 150 workpieces per corner Double tool life!
Product 1 1 1
0 100 200 300
MIT—o%
Number of workpieces machined
?ﬁﬁ']ﬁ Work material + &Emgﬂﬁl Machine component (FCD45O)
fEATE 1o WDX205D3S25
Fv T jnsen : WDXT063006-G (ACK300)

SIBIEREE g congions © Ve=122m/min - f=0.15mm/rev H =33mm B3 Thiough Wet

Tool life has been extended twice

ﬁb‘ﬁé?ﬁﬂ:ﬂ%tﬂﬁliﬂi bT:o longer than that of conventional types.
okl X ¢ S More stable machining performance
tﬂﬁjg’h%d\L <§E@5 D °  with less power used for machining.

IERERE I FUERF
. . Normal wear Well-controlled chip
SumiDrrill

WDX &Y
RIF IO T
Chipping Elongated chips

ftbttom

Competitor's
Product
?ﬁ‘ﬁ'ﬂﬁ Work material + EE}JE%BI?E Automotive component (SUSSO4)
EAIE o0 : WDX220D2S525
F v T nsert : WDXT063006-L(ACP300)

EIBISRAF Cotgcondiions © ve=125m/min £ =0.07mm/rev H =5mm  &5& 110u0n Wet

FyIRIFOS T IVEFEEL DL FUBEHRESNT.
NI EFEHENWNICESR,

Finish of the machined surface has been improved after having solved chipping issues
and improved chip evaluation.

RIFIEYIO<
SumiDrill Well-controlled chips

WDX &Y

£1b<FD
HBEOFRE

Blockage of chips,

ftbttom

Competitor's Product

*Elﬁlm Work material + $§5§ﬁﬁI§§lﬁ Structural tool steel

EATE 10 : WDX190D4S25
Fw T neert : WDXT063006-L(ACP300)
EIHIZRM Coingeondions - Ve=100m/min  f =0.06mm/rev  H =40mm  Wet

ANDOL TRHFIEEDRS T )V, Bird nest' problems improved.

SumiDrill 24007V/3—1-
WDX gg 2,400 holes per corner
Fm20% 77y 7!
'H_j. i = 20007%/3—F— Tool life increased by 20%
C!)mzetﬁcl):rl‘s 2,000 holes per corner 5‘5%25%7W7/
Product Efficiency increased by 25%
0 1000 2000 3000
NI
No. of Holes
TEIFE Work material © BEMEEBER Machine component (SCM440)
EATE o WDX200D3S25
Fw T nsert : WDXT063006-G (ACP300)

BIBISRAE Cuing cordiions * ve=157m/min - f =0.19mm/rev  H =19mm &3l Trrough Wet
HALERBIRA Comperiors product cuting condlions © V=157m/min £ =0.15mmirev H =19mm &3 75041 Wet

BEERFMHCBVNTHYD < TR ERIF . FTHIRF D
REND S RERSD D HEFR25%. Fin20%[mE LU,
Chips are well controlled even under high-efficienct conditions.

Low vibration during machining provides stable performance.

\?Vulg)]é[;;}” '14-('.)07h|\/j _j__ 1,400 holes per corner
&=
iR 8007/ 1—F— | . 715!
Competitor's 800 holes per corner Tool life is 1.7 times longer
Product , R ,
0 500 EE%&E%I 1,000 1,500

REOREBREF (UUDIEL)

Good internal condition (no chattering)

HEEIAE work maeral + TL— B steel plate (S15C)
ERTE 100  WDX145D3820 Fw 7 jnsert - WDXT042004-L(ACP300)
YIBIZRAF Cung condtons © Ve=205m/min £ =0.042mm/rev  H =15mm  B3& Througn Wet

JEASRA T (- .. Tool life has been extended 1.7 times longer
%DI‘J b‘ 1 .7{ntkmﬁlt_ﬁibruo than that of conventional types.
No chattering on drilled surface

ISV TRAENTH INTEICTUDECRT o ovon wit 1o clamp rigidity.

/Xﬁ - 3 - RIFENMERETH

- [EEEL
\J No problems even if exit
surface is angled.

*ﬁﬁ'ﬁf?f Work material + 7IJ_ I\ Steel plate (81 50)

fEFATE w0 @ WDX430D3540 F 7 jnser - WDXT125012-H(ACP300)
PIEESES Cutting conditions = v=136m/min £ =0.15mmirev  H =60+50mm (LB sery-cicuiar secion) EET‘\JJQ\WEI
AZEFI TR VRO BRGEIED [CBWVTH . R IHEEE,
GERBICHUTHIHIEBERD

-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.

SumiDrill .
WDX & vi=127mm/min
=
fsit vesammimin - gz fer/
Competitor's Four times more efficient!
Product 1 1 1
50 _ 100 150
EDERE R
.~ =
. AO :960.155
ntrance " "
0 060,157 T S

TREIA wor materal - L= N steel plate (848C)  FEFTE 100 - WDX600D3540
F w7 nsert - WDXT186012-G(ACP300)
PIEIESE 1 v=150m/min  f =0.16mm/rev. H =60mm &3& Tp0ugh Wet

RERTEEIEISEH ¢ v=80m/min f=0.20mm/rev H =60mm &l Though Wet
Cutting conditions of conventional tool

* k?%l:b‘b\'c ETIEHI]I&T:%IE' I Stable drilling of even large-diameter holes.

'ﬁf;EIE:[:i‘j btﬁg$4{§' I Four times more efficient than conventional tools.
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KSumiDriII WDX B [RESSSRVGhEY—k

SumiDrill WDX Type Inquiry sheet for special design
CHREODFEMINZERL . TRICTHEZCEATSE

Select the special shape you require and fill in the dimensions in the boxes below.
CRARG . RED DEMEXEMFLFEIRVERGEEE TTER TV,
ZOMDER TEFEDTEENTITVX ULEEBRBRICHBELEDET 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 FUIVAZR i shape
SumiDrill WDX & sumiprill wox Type

ﬁ*i% / CE*&% Company/Contact Information

W v VIR cutter Body
H%ﬁg Cylyndrical

mf g O

qzﬂy Dﬁ? Side Lock Flat

kA w R/ Y FR whistie Notch

71 OEERD &(E KU )L#ZE(eD.) &
= IR ARDAEE(67)[CkD
HRDITENE T,
I e I Chamfer amount is limited by the drill diameter
| I | (@Dc) and chanfer angle (6°)

W SEFy 7 Compatible Inserts

EES D?Jﬁ?f SumiDrill WDX & sumiprill wox Type With Spot Facing Inserts
N&F / E<SDA (wDXTOOOOOO-0)
7 Drilling Spot Facing
O / C P
ol
m oD, | 4ot T - ——|H9Ds I:I 2 (LEY)
EEOA (TPUOO O0OO0O0O0O4-00)
[ 25 O[E < DZ (0D1) 13 RUJLZ (0D0) I Countersinking
KDHFIRNTETNET,
|I A |I :i:ﬂz‘x:n?‘?:‘r*;crzﬂng imited by the drill é% %
| oD, [ X 72 piameter ] » 13 ~p55mm | | mm | | Ez [ EER Y I8 countersink width | 3mm T | | mm |
| D5 o) | ¥+ 9% shankpiameer ] 20 ~ @ 40mm | | mm | | E+23 [RUIVRE + BSYRE oriver+ spotFaceDeptn ]| @0 X 4 LX-F| | mm |
| ﬁD1 [ B<UR Spot Face Diameter | ﬂDC+2 ~ 20mm | | mm | | 0° o) [ @RYAE Countersink Angle ) 15~ 600 | | ° |
| e [ RUIES on I 1 ﬂDc X4 LX-F | | mm | (%) PEICKFPRDSETVETDT, TEBEFEL. Dimensional restrictions apply
%‘Dﬁﬂ@‘:%g Other Requests
| 21 %) [ BTRSE Lengneeownesk ] 200mMm LIF | | mm |

ORE[CHBEVVEELLHICO®
OEEDY]D < FHRELIE DR HOTHND < FHBEY @ BNV ER > TV IDBURLIC TER T
TNBCENBORIDT, R2N\—PREXNTE O EMAHHEER 2D ERREDNENFEE. TERE
ORBEEFAL. PN HNCTHTEESLE V. REEBREE IO THEERFORERN CTER< S,

® \lery 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

O TIRMDIHIRZE CERICTEDHEF.
EEHNEEZRE T PO RZEHUTIRE.
K< NNBTEFELEE L,

® \When using non-water soluble cutting oil, precautions
against fire must be taken and please ensure that a fire

A

goggles or other protective covers must be used. Fire safety

precautions must also be considered.

recommended conditions.

in breakages or projectiles. Therefore, please use the tool w

ithin its

extinguisher is placed near the machine.

O FREBS TEKINSAL

IN—RXZ)VEEE T664-0016 RERFEAMERKILT1-1-1 TEL(072)772-4531
Sumitomo Electric Industries, Ltd. FAX(072)772-4595

Hardmetal Division

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

CEEETD 55E2%7))-7 B(03)6406-2635  £hEEEY -7 582855555831

B(0566)74-7091 [#]

RV~ B(03)6406-2636  £5EMHYI—7 B(052)963-2880
O EFRETY—)LRYMMRHEAL

EEED 57 800364062814 $2 805212096285 A8 B(0616221-3300
> YHITRORMERZRET <——

http://www.sumitool.com

ARE%S)—-7 B(06)6221-3600
AWiERS -7 8(06)6221-3700

EET @ (ERETL/\—RAFIL KRR =+

U= whIrg

&%.0120-159110

it I—EA] 9:00~12:00.1300~17:00 (t-B-#B%EHL)

R12(2015.5)X10808 TP
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