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High Efficiency Face Milling of Cast Iron and Steel
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SEC-DNIX(F)ZY/DNHZ%! - DNHSH!

SEC-DNX(F) type / DNH type and DNHS type

. ﬁ& Features
@ LMYIIRERASMmMEYH N T!

High efficiency machining of up to max. 8mm depth of cut !
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Double—negative cutter configuration for excellent cutting edgs strength ut|||2|ng economical
8 cornered, high rake angle negative type inserts!
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3 different cutter styles to cover general purpose to high efficiency, high feed milling Negative inserts with high rake angles
applications. All cutter styles uses the same type of insert.(Excluding wiper inserts) for high feed & low force machining
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“Below are general condition guides. Actual conditions will depend on machine rigidity, tool overhang, depth of cut etc.
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PIEEE v(m/min)| AR f(mm/t) T YIHIEE vy(m/min)| HLAE f(mm/t) TR
1SO HHI B Cutting Speed Feed Rate HE 1SO Wt TEE Cutting Speed Feed Rate
v | v (FRE- #E- LRETRE- REE-LRE MR ot s FIRE- B LRETRE- #EE-tRE MR
Min.-Optimum-Max. Min.-Optimum-Max. Min.-Optimum-Max Min.-Optimum-Max.
ek e o ACK200 ek e e ACK200
FR | 250HB | 150-225-300 | 0.10-0.20-030 | [y C o % | 250HB | 150-225-300 | 0.10-0.55-1.00 | )y 0\ =
: ACK200 : ACK200
FREFHS | 250HB | 150-200-250 | 0.10-0.18-025 | )\ Lo FREHH | 250HB | 150-200-250 | 0.10-055-1.00 | [ Lo -
HZM | 180~ 280HB| 150-175-200 | 0.10-0.15-0.20 | ACP200 BRM | 180~ 280HB| 150-175-200 | 0.10-0.45-0.80 | ACP200
A& 180~ 280HB| 150-175-200 | 0.10-0.15-0.20 | ACP200 BEM 180~ 280HB| 150-175-200 | 0.10-0.35-0.60 | ACP200

El EROTIEIZAESRSE, MRBIURMTHARME, TIRSFMFHTEE,
LEEEE The cutting power above is a guide. Actual conditions will need to be adjusted according to machine rigidity,
work clamp rigidity, cutting depth, and other factors.

DNHSEM TR EREEARZERE, Hit, S17MEMELEME, ERMR, HX
£,=0.5mm/t(SEFREELE R 1.0mm/t) A _ERR{E,
ROV AESRSE, TRBIRMTHHRIE, TREFEHTAE,

For the DNHS, chip heights are alternatively placed, so the actual feed rate per tooth is double. Use with fz=0.5 mm/t
(actual feed rate 1.0 mm/t) as the upper limit. The cutting power above is a guide. Actual conditions will need to be
adjusted according to machine rigidity, work clamp rigidity, cutting depth, and other factors.
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SEC-DNX(F)12000 type
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High Efficiency Milling of Cast Iron and Steel B T || 5 ONX(P)R)
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. ”{* BOdy (DNX 12000R) iﬁﬁzsofi\pproach Angle 25¢ iéﬁﬁgg(;eneva\nurnnse'yge
ﬂ -F; fﬁﬁ R T.'-D\mensmns(mm) m;& ﬁs—&wﬁ E%(kg) Flg
Catalogue No. Stock (I)Dc ¢D1 ¢Db ¢d1 Lf d)d a b 2 No. of teeth |Effective teeth| ~ Weight
DNX 12080R ® 80 88 60 13 50 |25.4 9.5 6 25 6 6 1.2 1
DNX 12100R ® 100 108 70 46 50 |31.75 | 12.7 8 32 7 7 1.6 2
DNX 12125R (] 125 133 80 56 63 |38.1 15.9 10 38 8 8 2.8 2
DNX 12160R () 160 168 100 72 63 |50.8 19.0 11 38 10 10 4.4 2
DNX 12200R ® 200 | 210 150 | 130 63 | 47.625 | 25.4 14 35 16 16 8.0 4
DNX 12250R ® 250 | 260 180 | 160 63 | 47.625 | 25.4 14 35 20 20 12.2 4
DNX 12080RS ® 80 88 60 135 | 50 |27 12.4 7 25 6 6 1.2 1
DNX 12100RS () 100 108 80 46 50 |32 14.4 85| 29 7 7 1.6 2
DNX 12125RS ° 125 133 80 56 63 |40 16.4 95| 29 8 8 2.8 2
DNX 12160RS ® 160 168 100 88 63 |40 16.4 95| 29 10 10 4.4 3
DNX 12200RS (] 200 210 150 | 130 63 |60 25.7 14 35 16 16 8.0 4
DNX 12250RS ® 250 | 260 180 | 160 63 |60 25.7 14 35 20 20 12.2 4
B 7J4& Body (DNXF 12000R) FE48#25° aproach angie 25 WAL B e pion e
DNXF 12080R ) 80 88 60 13 50 | 25.4 9.5 6 25 8 8 1.2 1
DNXF 12100R ) 100 108 70 46 50 | 31.75 | 12.7 8 32 10 10 1.6 2
DNXF 12125R () 125 133 80 56 63 | 38.1 15.9 | 10 38 11 11 2.7 2
DNXF 12160R ® 160 168 100 72 63 | 50.8 | 19.0 | 11 38 12 12 4.4 2
DNXF 12080RS () 80 88 60 135| 50 |27 12.4 7 25 8 8 1.2 1
DNXF 12100RS ) 100 108 80 46 50 | 32 14.4 8.5 29 10 10 1.6 2
DNXF 12125RS ® 125 133 80 56 63 | 40 16.4 9.5 29 11 11 2.7 2
DNXF 12160RS ® 160 168 100 88 63 | 40 16.4 9.5 29 12 12 4.4 3
#* TIEEZ0200mmI AT EMEMIE, TTEKRAETH,
* Cutters with tool diameters of 200 mm or above come with locators. Inserts are not included
$80mm 71 5 JIAFERER, BEAJIS B1176H) “HARIZ~/” (M12 x 30 ~ 35mm),
Please use JISB1176 "hexagonal bolt" (M12 x 30 to 35mm) for securing the $80mm cutter to the arbor.
RS WIRE T EES L E4TT
See page 4 for identification details
. J] H- Inserts ﬂiﬂ Steel @ 7Fi?§‘$l>'<] Stainless Steel m %i% Cast Iron
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Catalogue No. (&) g 2 2 2 Cuting Edge Shape Application Fig 9
SNMT 1205ZNEN-L 2 oo o IR =T 127
SNMT 1205ZNEN-G oo 0 o |VEIIHgm. .. 6 —t—
SNMT 1205ZNEN-H o o oo o 7 | o @ D
SNMT 1205ZNEN-SH ® 0 O O O HIE.. fEEME# | 8 - ;
XNGT 1205ZNEN-W & o0 BERTE o |[BERERRR | O 127 | |58 2o [
. EwSHﬂﬂ )# H‘Jﬁ'& Features of SH Type insert
oE
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I8 A K . 1B A7/
Chips are jammed tight, Smooth chip formation with
high cutting force. low cutting force!!
[ | Bﬁﬁ: Parts
TEBLER (%) R e | BARIERFe BRET wF il
Locator Cap Screw L Type Wrench Screw Wrench Anti-seizure Cream
>
Cﬂ \
g | > | & | P LT
DNXK12R BX0515 LH040 BFTX0412|P TRDR15IP SUMI|-P
% 0200mmd kY 71 £ B
“Included with $200 mm and higher cutters O IREEFESR O WNEEGFFRENETR) K. BELEF~R

@mark : Standard stock item @mark: Standard stocked item (expanded item) Blank : Made to order
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SEC-DNH(S)12000 type
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High Efficiency Milling of Cast Iron and Steel
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. J]{t Body (DNH 12000R) iﬁﬁ66°Approach Angle 66° | MRS HAE o DOG, high feed type

A2 BEfF R T.‘-Dimens:ions;(n'll'n) T |BEH E%(kg) Flg
Catalogue No. Stock (I)DC ¢D1 ¢Db ¢d1 I—f ¢d a b g No. of teeth|Effective teeth| Weight
DNH 12080R | @ 80 | 104 60 13 50 | 254 9.5 6 25 6 6 1.5 1
DNH 12100R | ® | 100 | 124 70 | 46 50 |31.75 | 12.7 8 32 7 7 1.9 2
DNH 12125R | ® | 125 | 149 80 56 63 |381 | 159 | 10 38 8 8 3.2 2
DNH 12160R | ® | 160 | 184 | 100 | 72 63 |50.8 | 19.0 | 11 38 | 10 10 5.1 2
. J]% BOdy (DNHS 12000R) Iﬁﬁ66° Approach Angle 66° PEIREFHLEE vevium noc. o rees type
DNHS 12080R| ® | 80 | 116 60 13 50 |25.4 9.5 6 25 6 3 1.7 3
DNHS 12100R| ® | 100 | 136 70 | 46 50 |31.75 | 12.7 8 32 8 4 | 23 4
DNHS 12125R| e 125 161 80 56 63 38.1 15.9 10 38 10 5 3.2 4
DNHS 12160R| ® | 160 | 196 | 100 | 72 63 |50.8 | 19.0 | 11 38 | 12 6 6.2 4
HKAA{ERAXNGT1205ZNEN-WIEXTITI Ko TMEKRBETIR
*XNGT1205ZNEN-W wiper inserts cannot be used. Inserts are not included
080mm 7] &5 TIFFEER, BEERJIS B1176K) “HABER” (M12x 30 ~ 35mm), |
Please use JISB1176 "hexagonal bolt" (M12 x 30 to 35mm) for securing the $80mm cutter to the arbor.
. g!% H‘Jﬁ@?‘ifﬁ Identification Details
[0 @ © @ 6 ®
WAKS ENME  DART TEER FE A
Cutter Series Fine-Pitch Indication Insert Size Cutter Direction Metric
. J] H- Inserts Eﬂﬂ Steel @ AEEN stainless Steel m $H8k Cast Iron
*A‘Eiﬁi?;r;r mi%%&:ated Carbide Cﬂﬁiﬁ?ﬁfxg TIOHE Flat lan Fig5 |LE
N EI - B Figh Speed  Ligh Out » 1 =
%ﬂgiﬁc iﬁﬁﬂ]‘ﬁﬂ General Purpose m giiﬁ@ /I R .
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- glglglglg] wm " == =
= T L e ﬁé){k Fﬁl_ Fig .
Catalogue No. 2 (5() <<-() <<-() 2 Cutting Edge Shape Application Fig7 [HE
SNMT 1205ZNEN-L4P (@ (@ | ® . |EEIEL 5|
SNMT 1205ZNEN-G |® (@ |® | ® VIR g 6| 34O :
SNMT 1205ZNEN-H o o 00 EHI A e cu 7
SNMT 12052NEN-SH ( AN BN BN BN ) BENE g RETELER N oo cripconiel | 8 12.7 5.6

. EMSHﬂn FI- Egﬁ'& Features of SH Type insert
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Chips are jammed tight, Smooth chip formation with
high cutting force. low cutting force!!

| M‘”q: Parts

TELLRR () M7 FAgEey | NRARTFe 1257 wF bipezi gl
Locator Cap Screw L Type Wrench Screw Wrench Anti-seizure Cream
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*Included with $200 mm and higher cutters O HEEESR O MEEGFREFESER XN BELFTR

@mark : Standard stock item @mark: Standard stocked item (expanded item) Blank : Made to order
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SEC-DNX(F)%!/DNH#! - DNHSE!

SEC-DNX(F) type / DNH type and DNHS type

.Efﬁ ;m Application Examples

n TEH/ARHIE REFH/FC250 I TE /A HI TR E /N
Part Name/Material Automotive Component/FC250 Part Name/Material Construction Machine Parts/Steel
EREE 7T AL (BT30) ERgE 1 I (BT50)
Machine Used Machining Center (BT30) Machine Used Machining Center (BT50)
E;’:i‘ B SE?i L)(ji?" T i/’h‘n"‘z_ B sE?i L)(ji?" R
laker umitomo revious laker umitomo revious
Cutter Body DNXF 12080R %Jﬁeimi:?gcﬁ Cutter Body DNHS 12100R GEInEPFurﬁszg ﬁter
kit kit
oa | A | em | mmnA ||, T
Tool TIEEZ(mm) 80 80 = - Tool TIEEZ(mm) 100 100
Cutter Diameter - Cutter Diameter
1, ‘ 1, X
T 8 8 [T JE | s@y 7
TIKMBE | ACK200 | KHCVD TIKMBE | ACP200 | PHCVD
IHE B (m/min) 200 200 183 (m/min) 140 200
Cutting Speed Cutting Speed
BIHEE | 0069 0.069 BHGE 025 0.095
gl | My go0mmimin)|(y=420mm/min) sy | O |(v=450mmimin) (v=300mmimin)
=
T wEmRem| e 16 4 HETRmM) 3 4 3-4
Axial DOC Cutting conditions, Axial DOC
YIHIZE B (mm) 60 60 183 B (mm) 50 50
Cutting Width Cutting Width
Dry/Wet Wet Wet Dry/Wet Dry Dry
HEZHT, FaetErmi2E L, mIEREmE1.56E,
Under similar cutting conditions, DNXF could achieve double the tool life of previous cutter. Achieving 1.5 times high efficiency than previous cutter.
X R ABRIH
*() indicates no. of effective teeth
T E /A HI R E4/FC250 N TE /A HI Fa/FC250
Part Name/Material Home Appliance Parts/FC250 Part Name/Material Housing/FC250
fERRE Jn T H(BT50) EREE Jin T H(BT50)
Machine Used Machining Center (BT50) Machine Used Machining Center (BT50)
£ R %3 UEF= i £ R (7.3 UEF= i
Maker Sumitomo Previous Maker Sumitomo Previous
Cutter Body DNXF 12100R %Jﬁeﬁrscrjgcﬁ Cutter Body DNX 12160R GeJnEPFurﬁpajsg ﬁter
1) 1)
o |IREEMM) 40 100 o |IAEEMM) 460 160
o utter Diameter utter Diameter
X T T
‘ Nojgf%lh 1 O 1 O No. of teeth 1 0 1 0
8 TIEHME | ACK200 | KHCVD TEHE | ACK200 | KHMCVD
TIHIEE MmN 314 314 WHEE(mmin) 200 200
Cutiing Speed Cutiing Speed
FUHGE 045 011 B|UHGEE 0.15 0.10
_— (mmA) | (y=1,500mmimin) | (v=1,100mmmi) _— (mm/t) | (y=597mm/min) | (v=398mmimin)
S [BEYRMm)| 15 15 & BEDRmMM) 35 35
Cutting conditions Axial DOC Cutting conditions Axial DOC
tﬂéﬂﬁfﬁ(mm) 80 80 fﬂﬁﬂﬁfg(mm) 135 135
Cutting Width Cutting Width
Dry/Wet Wet Wet Dry/Wet Wet Wet
MINERRUMEFRI1.465E, FofUEmr1.36, Fan e AEF-mug1.50.
Achieving 1.4 times higher efficiency with 1.3 times better tool life than previous cutter. Achieving 1.5 times better tool life than previous cutter.

.ﬂﬁiﬁfﬂ@ﬁﬁ Milling Grade Map

TN

Stainless Steel

o & oI 3 ] ]
sona | M | GUD | (W | wEm | &5
assification 01 10 20 30 40
/
HEBHKNERNT ~ SEMNLA
General purpose~high speed machining of Ductile Cast Iron
K LT =
L Sk b BRI G ekA0:E A o0 T
General purpose machining of Cast Iron jand Ductile Cast Iron
% - RBHRIERMT - BN T AR NLA
General purpose~heavy inerrupted machining of Cast \ron‘and Ductile Cast Iron / Machining of Hard-to-cut materials
/) »
P ~1C~=ZUL
- ER - &S ME0ER M
Slees General purpose machining of General Steel and Alloy Steel

/

21~
BREEIN T A - 454NN T A

Interrupted ‘machining and Stainless Steel machining




. ﬁ?l.{i%% y] J] )'JI- E{]Em &%grﬁ Important Notes About Wiper Inserts With Holes
O ZRAEXRTITI BT, EHRFig 1A RE %,

When attaching the wiper insert, attach it as shown in Fig 1.

ML Fig 2R A,
}""HE%&- EE B E’J?JHI%EE#E%E = o

When attached as shown in Fig 2, the normal roughness cannot be obtained.

I GE DNHS=

Fig 1 Fig 2

O EXT TR A—E1IA TR, MEHAER,

The wiper insert has a double-sided two—corner specification.

O X TERTITI R HIFIE,

ESEEG BRI AREINIT,

@5 4] Fi FDNHSE! B DNHE!,

Do not use with DNHS type or DNH type.

N,

Refer to Technical Guidance of General Catalogue page N9 for wiper insert concept.

o

e [ TEE

Correctly attached Attached in wrong direction Incompatible

o MIMSHATRIE TH. HHIIBIKERR, BHE o EAREZL/IMMER TR,

*RLFATEET ¢

NES

Incompatible

AREETREHPREEHIFR, FEHEFHA. B o EAFEER, EAZKMHRLN, SERTNEHR. 8, REANRAKE,

EEREFREENER,

o ERIEKAMEIIHIMAISE, ABTIEARES, &

Ko
& ® \ery _hot‘or‘ \engthy_ chips may be disc_harged while the

machine is in operation. Therefore, machine guards, safety
goggles or other protective covers must be used. Fire safety

precautions must also be considered.

® Please handle with care as this product has sharp edges. ® \When using non-water soluble cutting oil, precautions
® Improper cutting conditions or mis-handling of the tool may result against fire must be taken and please ensure that a fire

in breakages or projectiles. Therefore, please use the tool within its extinguisher is placed near the machine.

recommended conditions.

OERARIFERSEH/RRS

FERBEIERAERS(LE)ERAT Hhilt: EETHERFRT28S L - HHERAEHIEE(ERL: 200050)
FiE: 021-5238-1199 f£H: 021-6212-9689
FERBEIRREERAS(LBBERAFATMIAH Hhk: NEH R A X A REI-15S AT HAKE2221E (343 : 510610)
Hi%: 020-3891-0442 f£E: 020-3891-0449
HFREIERALRES(LEERATILTSAF i JERHEAR R =L IS E1EAEBEE1306% (HF45: 100027)
Fi%: 010-6468-8500 f£HE: 010-6468-9500
FREIEREERS(LBHBERATXESNT Mk TTERETHERX S DHK128S X HEREFF/0807D(HF%: 116600)
Hi%: 0411-8792-6266 1EH: 0411-8792-6277
HFREIERAERB (LB BERAAERS AT Mtk BRTTALXEH LB — K6 S KK EFRAE28-6Z (HF% : 400020)
Fi%: 023-6785-7656 f£H: 023-6785-7780
FERBEIEREERS(LHBERATARLEH AT it TR IR RAHEREE11S KRG HAKE2003S (B4 : 610016)
Bi%: 028-8445-6626 fEE: 028-8443-6625
FRBIERAEAS(LBBRAAKEESH ik KEHEERARKHE207S(LE 15) W E FUS5A18AZE (B4: 130000)
Fi%: 0431-8191-6558 f£E: 0431-8191-6559
FREIERAERS(LEERADTHEAAF ik FRHITIEE K KB KIS KA L HHAET09Z= (B4 315020)
Fif: 0574-8723-3856 f£H: 0574-8723-3935
FREIEFRAEES(LEERAIFSHAA Hhit: FEBHOS X LRE190SRE 72452122 (104 : 266033)
Hi%: 0532-5578-7866 f£H: 0532-5578-7865
FEREBIEREE(EMABRAR Mk STHEEMBREXERFWIFEZ X EHHSS125 H(HI4R: 213164)
Fi%: 0519-8622-0306 f£E: 0519-8622-0305
http://www.sumitool.com(H 32) http://www.sumitool.com/english(2£3Z) http://www.sumitool.com.cn(F 3Z)
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