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B General Features

- Unique chipbreaker design achieves low cutting force
and high-quality surface roughness compared to
conventional tool.

- The ACS series, optimal for stainless steel and exotic
alloy milling, has been expanded to offer a wide lineup of
grades supporting various work materials.

B Features
® Reduced Cutting Force
- High-rake chipbreaker designed for use with the WGX series achieves low cutting force

® High Quality
- Improved runout precision and unique wiper flat shape ensure excellent surface finish quality
- Additional edge chamfer reduces burrs and edge chipping

® Wide Ranging Product Lineup
- A wide selection of grades along with 4 types of chipbreakers and wiper inserts are available.
- Can be used for a wide variety of machining applications.

B Insert Shape Features
® General-purpose G type Chipbreaker

(1) Unigue wiper edge shape for (2) Large rake angle and cutting edge
improved surface roughness rake angle for improved sharpness

Optimal corner radius
for high strength

&

® FG type Chipbreaker with Low-Burr Design

Additional edge chamfer reduces
burrs on cutting surfaces

S

M Product Range

) Dia. (mm)
% Cat. No. Description
= 232 | 240 | 250 | 63 | 280 |2100| 2125 | 2160 [2200|2250
WGX13000R Standard Pitch O 6 6 0 6 © WGX 13000R(S) ~ WGXM 13000R(S)
WGX13000RS Standard Pitch © 6 0 © 6 6 © 6 0 Sz i g [Pl P
WGXM13000R ] | Fine Pitch 60 0060 e o0
WGXM13000RS | Fine Pitch O 06 0 O 06O 6O
WGXF13000R (] | Extra Fine Pitch O ® ® O D D
WGXF13000RS | Extra Fine Pitch © 606 6P ® ® » D
WGXI3000EW | Shank type © 0 0 6 WGXF 13000R(S)  WGX 13000EW
Extra Fine Pitch ~ Shank type

Number in ® shows the number of teeth Inch Bore  Sizes of 125mm and below have coolant holes



SEC-WaveMill

WGX series

B Chipbreaker Selection B Chipbreaker Selection Guide
Work Good
materia [BMEE DD (PIV[K]S) (PK] T L
- . . General-purpose/ . Surface Finish a
Applications Light Cutting Burr Prevention General-purpose Heavy Cutting Emphasised qg)_ Lght Conersl-porpose
- Cutti (Standard)
Features|Low Cutting Force Wsi;(ﬁr?:;g\{er Standard High Strength Wiper g i FG
[} Low-Burr
L type | FGtype| Gtype | Htype | Wtype | & Design
w
5 H
Chipbreaker| E Heavy
S Cutting
O
Cutting Edge Strength —Heavy
_0.05mm 0.15mm 0.15mm 0.2mm
Cutting Edge ° ° °©
Cross Section 25° i qzo 20 2 ;

B General-purpose G type Chipbreaker

@® Comparison of Cutting Force @ Surface Finish Comparison ® Runout with Insert Attached
[ Feed Force [l Principal Force [ Back Force
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©
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= — S
2 L @
= 8 0.4 — 8
3 500 o @ 20 —
5 02— I
3 ©
(0] - L | o) L
Competitor's  Conventional Competitor's  Conventiona Conventional Tool
WGXtype ™ product Tool WGXtype ~product Tool WGXtype
Work Material: S50C, Tool: 100 Work Material: S50C, Tool: 100 Tool: WGXM13100R (2100)
Cutting Conditions: vc = 200m/min, fz = 0.2mm/t, ap = 3.0mm Cutting Conditions: vc = 200m/min, fz = 0.2mm/t, ap = 3.0mm Number of Teeth: 7

B FG type Chipbreaker with Low-Burr Design

I Rotation Direction

Work Material Feed Direction

I

Additional edge chamfer reduces Area Prone to Burrs

burrs on machined surfaces

Disengage: 70°

® Machined Surface Comparison

Work Material G type Conventional Tool Competitor's Product

S50C

SUS304 ~ S —
Machine: Machining Centre BT50
Bur Fermmefil Burr Formation Tool: WGX13100R (2100),

Insert Grade: ACP200
Cutting Conditions:
vc = 200m/min,

SCM440 o~
ap = 3.0mm,
Burr: Formation Burr Formation Burr Formation ae = 80mm Dry

fz = 0.2mm/t,

M Precautions When Using Wiper Inserts with Holes

- When mounting the wiper insert, attach it as shown in Fig 1. - The wiper insert has a single corner specification.
When mounted as shown in Fig 2, normal machined surface
roughness cannot be obtained.
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WGX series

B Insert Grades Selection Guide

The ACS1000/ACS2500/ACS3000 grades for
exotic alloys have been expanded to a wide
lineup applicable to various work materials

Work Material Finishing to Light Cutting‘ Medium Cutting ‘ Rough to Heavy Cutting

ACU2500

ACP200

A __ACP300

\
T4500A

Cermet |Coated Carbide

(Stainless Steel

S

Exotic Alloy

Coated Carbide

K

Cast Iron

A DL1000

N

Non-Ferrous Metal

Cemented Carbide | Coated Carbide | Coated Carbide

/[ __HI___/

The letters "C" and "P" at the end of each grade indicate the coating type. V: CVD A: PVD

B Grade Features

New ABSOTECH" (absolute technology)
coating technology that realises absolute stability

[1:NVTECH PVD
N New Super Multi-Layered Structure
g Higher hardness and twice the conventional wear
ﬂ resistance due to a fine crystal structure
o AITICrBN-based nano-layered coating
i=
§ Spmn High Adhesion Strength
[§) Cross Section of Coating adhesion significantly increased

tting Edge Coati . N
Cutting Edge Coating for twice or more the conventional

R TEM Image
Carbide - -----27 chipping resistance
substrate Applicable Grades: ACU2500
Y ) . e
eo1— Ultra-fine Grained B Additive
- New AITiBN coating, with an ultra-fine
. coating structure, achieves high strength
o and toughness
2 200nm : :
8 — - Outstanding balance of chipping
o)) Cross Section of resistance and wear resistance
£ Cutting Edge Coating
"gE TEM Image ) .
3 High Adhesion Strength
Significantly improved coating adhesion
has more than twice the chipping
resistance of conventional coatings
v o
Carbide Applicable Grades: ACS1000, ACS2500, ACS3000
Substrate

A ACP200/ACP300/ACK300/ACM300

NEW SUPER ZX COAT

Realises superb stability due to a carbide substrate optimised for steel, cast iron,
and stainless steel with a highly chipping-resistant coating.

ACP100/ACK200/ACM200

SUPER FF COAT

Realises superb stability in high-efficiency machining due to a carbide substrate
optimised for steel, cast iron, and stainless steel with a highly wear-resistant

coating.

A DL1000

AURORA Coat (DLC (Diamond-like Carbon))

Second only to diamond in terms of hardness, this flat and smooth coating has a
low coefficient of friction and provides excellent adhesion resistance to deliver

better machined surface quality.
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WGX 13000R/L (S) type "

P

Steel = SElEIEIS Cast Iron | NorFerousMetal 5 Exotic Alloy

Radial |-20° to -24°
Axial |20° to 22° M ‘
Face Milling
Fig 1 Fig 2 Fig 3 Fig 4 Fig 5 Fig 6 DCSFMS Fig 7 DCSFMS
DCSFMS RS s e
“DKCW\% éJKDWC‘ﬂ? éx@ il é&—wﬂ Jia
S B 8 J &1 .
O, 1 | — | —
| y D1 D1
N o DC DC
DCX DCX DCX DCX
Figure shows right-handed (R) tool.
Body (Standard PItCh) Dimensions (mm)
Stock Dia. Max. Dia. Boss Height Hole Dia. |Keyway Width(Keyway Depth|Mounting Depth Bolt Bolt Number We|ght Fi
Cat. No. RIL| DC DCX | DCSFMS LF DCB KWw KDP | CBDP D1 D2 |of Teeth| (kg) 9
WGX 13040RS/LS | @ 40 52 32 40 16 8.4 5.6 18 14 9 3 0.3 |1
13050RS/LS |@ 50 62 40 40 22 10.4 6.3 20 18 1M1 3 0.4 |1
13063RS/LS | @ 63 76 50 40 22 10.4 6.3 20 18 11 4 0.6 |1
£ 13080RS/LS (@ *80 93 55 50 27 12.4 7 25 20 13.5 4 1.2 |1
k 13100RS/LS (@ 100 113 70 50 32 14.4 8.5 32 46 — 5 1.6 (4
> 13125RS/LS | @ 125 138 80 63 40 16.4 9.5 29 52 29 6 28 |2
13160RS/LS | @ 160 173 100 63 40 16.4 9.5 29 88 — 7 45 |6
13200RS/LS |@ 200 213 130 63 60 25.7 14 35 130 — 8 74 |7
13250RS/LS | @ 250 263 130 63 60 25.7 14 35 160 — 10 9.8 |7
WGX 13080R/L |@® *80 93 60 50 25.4 9.5 6 25 20 13 4 1.2 |1
13100R/L (@ *100 113 70 63 31.75 12.7 8 32.5 46 28 5 23 |3
S 13125R/L |@ 125 138 80 63 38.1 159 10 35.5 55 30 6 29 |1
= 13160R/L | @ 160 173 100 63 50.8 19.1 11 38 72 — 7 45 |5
13200R/L |@ 200 213 130 63 47.625| 254 14 35 130 — 8 74 |7
13250R/L | @ 250 263 130 63 47.625| 254 14 35 150 — 10 [ 111 |7

Inserts are sold separately. Take note of the cutter mounting size (DCB) when selecting a cutter. Sizes 2160mm and above do not have coolant holes.
@ For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (280: M12 x 30 to 35mm, 100: M16 x 40 to 45mm).

Insert W

Dimensions (mm)

Grade Classification Coated Carbide (enertedpiciCermet Fig o5
Hghspeed/Liht Cutting| QR E] | [(3] (48] B8] | @ [0 Ranernd REES
ProcessMedium Cutting|&| ||| 3] VIV IN]IP] (el -
Roughing |@& (K] o, M M . 154
SEEREEEEERE 3| (rine) SN
Cat. No. SRSl glamSIE T g S | Application |[Fig g}. P
2922|2222 |2(2|2 5|~
SEET13T3AGFR-L | —[—[—|—|——[—[—[—[—[—| @ [@ — [{E0, ) |1 Figs .
13T3AGSR-L. |® (®@|® © @ ® |© ® A A ® | Light Cutting |1 (Right-Hand) L[ (7 28 NS
13T3AGSR-G (@ | ©® ® ® ® ® ® ® ® A A — || @ |General-purpose|1 [ Wiper Insert K IUDY)
SEMT13T3AGSR-L (@ (@ |®[® @®(®  |[® ® A|A| — || — |[Light Cutting |1 ——
13T3AGSR-G © © ® ® & ©® ® ® A A — |—| — |General-purpose| 1 Fig 4 .
13T3AGSR-H ©|® ® ® @ ® ® ® A A — |—| — |HeavyCutting|1 (Left-Hand) 14 ;fzq i
13T3AGSR-FG | © © © © ® ©® ® ® A A — |—| — |Low-burrDesign|2 &Q& v .
13T3AGSL-G — |—=| — |General-purpose| 4 S
XEEW 13T3AGER-WR [® | [@® 0 @ |Wiper Insert |3 134 L

The ACP100 and ACK200 may vary in colour or lustre, but these variations do not affect the performance. Refer to P3 "Precautions When Using Wiper Inserts With Holes" (Mounting Precautions).

Identification Code

Recommended Cutting Conditions

Work Cutting Speed vc (m/min) | Feed Rate fz (mm/t)| Insert
WGX 1 3 04 O R S IS0 Material Hardness Min. - Optimum - Max.|Min. - Optimum - Max.| Grade
Series Code  Insert Size Feed Metric General Steel|180 to 280 HB| 150-200-250 | 0.10-0.20-0.30
Direction  Bore Mild Steel| < 180HB | 180-270-350 | 0.10-0.25-0.40 |2<p235°
chim Serew Die Steel [200to 220 HB| 100-150-200 | 0.15-0.20-0.25
Sh'm Stainless AC91600
insert M| NS - 160-210-250 | 0.15-0.23-0.30 [AS21299
\ AC53000
Castlron| 250HB | 100-180-250 | 0.15-0.23-0.30 |A<p259°
Non-Ferrous Alloy 500-750-1,000 | 0.15-0.23-0.30 |DL1000
Flat Insert S ACU2500
s ”EW Exotic Alloy|  — 30-50-80 | 0.10-0.20-0.30 |AS31990
ACS3000
NI The cutting conditions above are a guide. Actual conditions will need to be adjusted
according to machine rigidity, work clamp rigidity, depth of cut and other factors.
Parts
Applicable q q Integrated Detachable Wrench Anti-seizure
Cutter Shim Shim Screw |  Wrench Flat Insert Screw Wrench | Handle Grip Bit Cream
DC 240 to 125 — HPS1015 TRB15IP
Other than aboveWGCS’I 3R |BWO507F LHO35 BFTX03512IP Nm 3.0 TRDRISIP — = SUMI-P

(N-my Recommended Tightening Torque (Nm) @ mark: Standard stocked tem @ mark: Standard! stocked item (new prodctfexpanded iterm) A\ mark; To be replaced by a new product, macle to order, o dlscontinued (please confirm stock availabilty) Blank; Made-to-order item —mark: Not available

5
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WGXM 13000R/L(S) type "

P

Steel

[Stainless Steel[SEeERFIET)]

Nor-Ferrous Meta | Exotic Alloy

Radial |-20° to -24°|
Axial |20° to 22° M ‘
Face Milling
Fig 3 Fig 4 Fig 6 pcsems Fig 7 pcsems
DCSFMS ew 4.1W
,DCB o 4ol o ] 418
BI = o 3] o 8 "
o —| o . -
o7 oc oc
B% DCX DCX
ng Figure shows right-handed (R) tool.
BOdy (Fine PItCh) Dimensions (mm)
Stock Dia. Max. Dia. Boss Height Hole Dia. |Keyway Width|Keyway Depth|Mounting Depth Bolt Bolt Number Weight .
Cat. No. RIL| DC | DCX |DCSFMS| LF | DCB | KWW | KDP | CBDP | D1 D2 |of Teeth| (kg) | 9
WGXM 13050RS/LS @ 50 62 40 40 |22 10.4 6.3 20 18 11 4 0.4 |1
13063RS/LS | @ 63 76 50 40 22 10.4 6.3 20 18 11 5 0.6 |1
o 13080RS/LS | @ *80 93 55 50 27 12.4 7 25 20 13.5 6 1.1 |1
5 13100RS/LS (@ 100 113 70 50 32 14.4 8.5 32 46 — 7 1.6 |4
% 13125RS/LS | @ 125 138 80 63 40 16.4 9.5 29 52 29 8 2.8 |2
13160RS/LS | @ 160 173 100 63 40 16.4 9.5 29 88 — 10 45 |6
13200RS/LS (@ 200 213 130 63 60 25.7 14 35 130 — 12 7.0 |7
13250RS/LS | @ 250 263 130 63 60 25.7 14 35 160 — 14 9.6 |7
WGXM 13080R/L o *80 93 60 50 25.4 9.5 6 25 20 13 6 1.1 1
13100R/L ([ J *100 113 70 63 31.75 12.7 8 32.5 46 28 7 22 |3
S 13125R/L ([ 125 138 80 63 38.1 15.9 10 35.5 55 30 8 29 |1
£ 13160R/L ([ ) 160 173 100 63 50.8 19.1 11 38 72 — 10 45 |5
13200R/L o 200 213 130 63 47.625| 254 14 35 130 — 12 7.0 |7
13250R/L [ J 250 263 130 63 47.625| 254 14 35 150 — 14 10.8 |7
Inserts are sold separately. Take note of the cutter mounting size (DCB) when selecting a cutter. Sizes 2160mm and above do not have coolant holes.
W For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (280: M12 x 30 to 35mm, 100: M16 x 40 to 45mm).
Insert W Dimensions (mm)
Grade Classification Coated Carbide Cg;nrebnl(tjgd DLC|Cermet (l;i‘gthand) }3/
High-speed/Light Cutting|@&F|@] | |3 |EAE |4 <NJJIN] (3% <
Process| Medium Cutting |@| [FI|R|03] | |t %4848 0B KePel] ~
Roughing & K] o 3 A ) 134
S EEEREREERINEE o e
Cat. No. SIZ|RICIRI2AIRIS2 T |2 3 | Application [Fig F@W b
3|0|U|0|u|u|8|8|8|T|T = < 29 ©
2|22 x /2|2 |22 al = N7
SEET 13T3AGFR-L —|— === ® @ — | e |1 Fig 3 o
13T3AGSR-L |@/@/@/@ @0 (004 ® |Light Cutting |1 (Figni-Hand) T (7 Z NS
13T3AGSR-G © 00000000 AA || ® General-purpose| 1 Wiper nsert Kl gu\\p)
SEMT 13T3AGSR-L |@|/@/®(®®/®| |® ®(A/A| — || — |[Light Cutting |1 ——
13T3AGSR-G o 000000 OO A A — | — | — |General-purpose| 1 Fig 4 P
13T3AGSR-H 00000 OO0 AA — |—| — |HeavyCutting|1 (Left-Hand) 154 9 <
13T3AGSR-FG @ @ © © @ ® ©® ® A A — || — |Low-burrDesign| 2 &Jb 2
13T3AGSL-G — |—| — |General-purpose| 4 e
XEEW 13T3AGER-WR (@] | @ [ @® |WiperInsert |3 '

The ACP100 and ACK200 may vary in colour or lustre, but these variations do not affect the performance. Refer to P3 "Precautions When Using Wiper Inserts With Holes" (Mounting Precautions).

Identification Code

Recommended Cutting Conditions

Work Cutting Speed vc (m/min) |Feed Rate fz (mm/t)| Insert
WGX M 1 3 O 5 o R § 50| Material | Hardness Min. - Optimum - Max.|Min. - Optimum - Max.| Grade
Series Code  Fine Pitch  Insert Dia. Feed Metric General Steel|180 to 280 HB 150-200-250 | 0.10-0.20-0.30
Size Direction Bore JMild Steel| < 180HB | 180-270-350 | 0.10-0.25-0.40 |A<h253°
Die Steel |200 to 220 HB| 100-150-200 0.15-0.20-0.25
Shim Screw Shi Stainless ﬁgngggg
m — — - - —
nsert M Steel 160-210-250 0.15-0.23-0.30 QE§§888
T Cast Iron| 250HB | 100-180-250 | 0.15-0.23-0.30 |25 2300
/ Non-Ferrous Alloy — 500-750-1,000 | 0.15-0.23-0.30 |DL1000
ACU2500
Flat Insert Screw Exotic Alloy]  — 30-50-80 | 0.10-0.20-0.30 |A%21958
AC53000
The cutting conditions above are a guide. Actual conditions will need to be adjusted
according to machine rigidity, work clamp rigidity, depth of cut and other factors.
Parts
Applicable q 7 Integrated Detachable Wrench Anti-seizure
Cutter Shim Shim Screw Wrench Flat Insert Screw Wrench | Handle Grip Bit Cream
DC 250 to 125 — HPS1015 TRB15IP
Other than above WGCS13R | BWO507F LHO35 BFTX03512IP Nm 3.0 TRDRASIP — - SUMI-P

(N-m, Recommended Tightening Torque (Nm) @ mark Standard stocked tem @ mark: Standlard! stocked iterm (new product/expanded tem) A\ mark; To be replaced by a new product, madle to order, or discontinued (please confirm stock availabity) Blank; Made-to-order item — mark: Not available

6



SEC-WaveMill

WGXF 13000R/L(S) type y" B

Steel = SElEIEIS Cast Iron | NorFerousMetal 5 Exotic Alloy

Radial |-20° to -24°
Axial _|20° to 22° M
Face Milling
Fig 1 Fig 2 Fig 3 Fig 4 Fig 5 Fig 6 Fig 7
DCSFMS DCSFMS
DCSFMS 066.7 2101.6
DCSFMS DCSFMS _DCB_ | DCSFMS o DCB .4 ga o DBy 18
DCB SR .DCB Sk, | Sk, |
S g K aff S| all afl
| = o [a]
: O TG : .8 .
O)| — . 5 - O 1 — -
| j D1 D1
%J 2 o DC DC
F DT | DCX DCX DCX
DCX 25
: Figure shows right-handed (R) tool.
Body (Extra Fine PItCh) Dimensions (mm)
Stock Dia. Max. Dia. Boss Height Hole Dia. |Keyway Width(Keyway Depth|Mounting Depth Bolt Bolt Number We|ght El
Cat. No. RIL DC DCX | DCSFMS LF DCB KWW KDP CBDP D1 D2 |of Teeth| (kg) i
WGXF 13050RS/LS @ 50 62 40 40 22 10.4 6.3 20 18 11 5 04 |1
13063RS/LS | @ 63 76 50 40 22 10.4 6.3 20 18 11 6 0.6 |1
o 13080RS/LS @ *80 93 55 50 27 12.4 7 25 20 13.5 8 1.1 |1
5 13100RS/LS (@ 100 113 70 50 32 14.4 8.5 32 46 — 10 1.5 |4
§ 13125RS/LS | @ 125 138 80 63 40 16.4 9.5 29 52 29 12 2.7 |2
13160RS/LS | @ 160 173 100 63 40 16.4 9.5 29 88 — 16 45 |6
13200RS/LS (@ 200 213 130 63 60 25.7 14 35 130 — 20 6.9 |7
13250RS/LS | @ 250 263 130 63 60 25.7 14 35 160 — 24 9.6 |7
WGXF 13080R/L | @ *80 93 60 50 |[25.4 9.5 6 25 20 13 8 1.1 1
13100R/L ([ *100 113 70 63 31.75 12.7 8 32.5 46 28 10 21 |3
S 13125R/L [ J 125 138 80 63 38.1 15.9 10 35.5 55 30 12 2.8 |1
= 13160R/L |@ 160 173 100 63 50.8 19.1 11 38 72 — 16 4.5 |5
13200R/L ([ 200 213 130 63 47.625| 254 14 35 130 — 20 6.9 |7
13250R/L () 250 263 130 63 47.625| 25.4 14 35 150 — 24 109 |7

Inserts are sold separately. Take note of the cutter mounting size (DCB) when selecting a cutter. Sizes 2160mm and above do not have coolant holes.
@ For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (280: M12 x 30 to 35mm, 8100: M16 x 40 to 45mm).

Insert W

Dimensions (mm)

Cemented

Grade Classification Coated Carbide Carhide DLC|Cermet Fig 1 }?( .
HgrspeedlLgnt Cuttng @R [E | | |C3]  [BAE8] [BA] | @@ (O] (ant-end) 72 <
ProcessMedium Cutting| & K] 54| 14| A | B4 [N P] eZol] - 5
Roughing | K] D ] 13.4 397
olo|lolo|lo|o|o|go|go|o|o o < Fig 2 n ~
Cat. No. g g 5 E 5 E § g § § § T ‘8 § Application |Fig et %\ N
S|J|Q|g|0|0|8|8|8|5|T 2 ¥ eZe)] © 5
22z x|x 222 <<= o + / R
SEET13T3AGFR-L |—|—|—|[—|—|—|—|—|—|—|—| ® @] — | ey |1 Fig 3 134 S
13T3AGSR-L ([ ®|® ©|® ® ® © 0 A A @ |Light Cutting |1 (Right-Hand)_T (7 S D
13T3AGSR-G | @ © © ® © © @® ® A A — —| ® |General-purpose| 1 [ Wiper Insert 1A {} '
SEMT 13T3AGSR-L. © | ® | ® © ©® ® ® ® A A| — || — |Light Cutting |1 N @
13T3AGSR-G @ © ® ® ® ® ® ® & A A — — | General-purpose| 1 Figd o 18
13T3AGSR-H @ @ ©® © ® ©® ® ® A A — || — |HeavyCutting|1 (Left-Hand) V] 90 <
13T3AGSR-FG  © © © © ® ©® ® ® A A — |—| — |Low-burrDesign|2 &Jb 0 .
13T3AGSL-G — |—| — |General-purpose| 4 = s
XEEW 13T3AGER-WR | @ [ ] [ ] @ | Wiper Insert |3 ' ‘

The ACP100 and ACK200 may vary in colour or lustre, but these variations do not affect the performance. Refer to P3 "Precautions When Using Wiper Inserts With Holes" (Mounting Precautions).

Identification Code Recommended Cutting Conditions

WGX F 1 3 o 5 o R s Work Cutting Speed vc (m/min) | Feed Rate fz (mm/t)| Insert
—_— - . — == 59 Material Hargness Min. - Optimum - Max. |Min. - Optimum - Max,| Grade
Series Code Fiﬁggﬁch 'gfze;t Dia. Dif:ft‘ijon rge;r'"; General Steel|180 to 280 HB| 150-200-250 | 0.10-0.20-0.30
JMild Steel| < 180HB | 180-270-350 | 0.10-0.25-0.40 |A<5203°
Shim Screw Die Steel |200 to 220 HB| 100-150-200 | 0.15-0.20-0.25
Shim : ACU2500
et —____ M| otEiness| | 160-210-250 | 0.15-0.23-0.30 3523999
ACS3000
/ Cast lron| 250HB | 100-180-250 | 0.15-0.23-0.30 |AS3390
Flat Insert Screw Non-Ferrous Alloy — 500-750-1,000 | 0.15-0.23-0.30 |DL1000
ACU2500
Exotic Alloy|  — 30-50-80 | 0.10-0.20-0.30 |AS21909
ACS3000
Th tti diti ol ide. Actual diti ill d to be adjusted
Parts acfocrginéntgocr?wgc‘hi‘r?g?igid?\‘éi,av;gigcullarﬁp ricgia?tyiodnep‘t%og? g\ﬂt Qr?g otﬁerefgc%gsrs‘.e
Applicable n " Integrated Detachable Wrench Anti-seizure
Cutter Shim Shim Screw Wrench Flat Insert Screw Wrench | Handle Grip Bit Cream
DC 250 to 125 — HPS1015 TRB15IP
Other than above WGCS13R | BWO507F LHO35 BFTX03512IP Nm 3.0 TRDR15IP — — SUMI-P

(N-my Recommended Tightening Torque (Nm) @ mark: Standard stocked tem @ mark: Standard! stocked item (new prodctfexpanded iterm) A\ mark; To be replaced by a new product, macle to order, o dlscontinued (please confirm stock availabilty) Blank; Made-to-order item —mark: Not available
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SEC-WaveMill

WGX 13000EW type o P

Steel NELEENET| S Cast Iron [ Non-Ferous Metal 1| Exotic Alloy
; o 5
Radla\ 20° to -24 6mm .
Axial |20° to 22° 45

Face Milling

Fig 1
_' '
>
Sl z
a
LH
LF
BOdy (Shank type) Dimensions (mm)
Dia. Max. Dia. Shank Head Overall Length Number .
Cat. No. Stock DC DCX DMM LH LF of Teeth Flg
WGX 13032EW [ ] 32 44 32 40 125 3 1
13040EW [ 40 52 32 40 125 3 1
13050EW ® 50 62 32 40 125 4 1
13063EW [ ] 63 76 32 40 125 5 1

Inserts are sold separately. 32mm size does not have shims.

Insert W Dimensions (mm)

Grade Classification Coated Carbide Ccegnr%r‘lggd DLC|Cermet Fig1 23
n . n T3l / N
High-speed/Light Cutting @] | (3] (B4 [B4] | @8 [0 ’ﬁ(;ﬁ “
Process| Medium Cutting |@| || 03] | %454 G4 E4 (NP | <
Roughing | & Qo @ @3 \ /
S EEEEEEE R R o o
Cat. No. § E g g % 8 g 5 a SR T g g Application |Fig ig ;3( 7%
2 z|zx|<|<|2|2|2|2|% 8| + O =
SEET 13T3AGFR-L |—|—|—|—|—|—|—|—|—|—|—| ® |®] — | &\ |1 =) I 5
13T3AGSR-L ([ © © ®© ®© 0 00 A A @ |Light Cutting |1 154 o o
13T3AGSR-G |® | ® ® © ® ® ® ® ® A A| — || ® | General-purpose| 1 Fig 3 ‘ R ==
SEMT 13T3AGSR-L © ®© ®© ® ® ® ® ® A A — |—| — |LightCutting |1 @
13T3AGSR-G [ © © ®© ® ® ® ® ® ® A A — |—| — |General-purpose|1 § ()
13T3AGSR-H |® © © ® ® ® ©® ® A A — || — |HeavyCutting|1 L
13T3AGSR-FG | © © © ® ® ® (® ® A A — |—| — |Low-burrDesign|?2 78 207
XEEW 13T3AGER-WR (@] (@ [ ] ® | Wiper Insert |3 -
The ACP100 and ACK200 may vary in colour or lustre, but these variations do not affect the performance.
Refer to P3 "Precautions When Using Wiper Inserts With Holes" (Mounting Precautions).
Identification Code Recommended Cutting Conditions
G o Work Cutting Speed vc (m/min)| Feed Rate fz (mm/t)| Insert
W X 13 32 EW s Material adiesis Min, - Optimum - Max. [Min, - Optimum - Max.| Grade
series Code  Insert Size ble. Sk General Steel[180 to 280 HB_150-200-250 | 0.10-0.20-0.30
Mild Steel| < 180HB | 180-270-350 | 0.10-0.25-0.40 | Ap230°
Die Steel 200 to 220 HB 100-150-200 0.15-0.20-0.25
ACU2500
M | Stainless = 160-210-250 | 0.15-0.23-0.30 |AS21000
Shim Screw Shim Steel ' - ' ﬁgg%ggg
nset— / Cast Iron| 250HB | 100-180-250 | 0.15-0.23-0.30 |[ASP259°

Non-Ferrous Alloy — 500-750-1,000 | 0.15-0.23-0.30 |DL1000
/ ACU2500
Flat Insert Seree Exotic Alloy]  — 30-50-80 | 0.10-0.20-0.30 |4<21250
ACS3000

INPS?Y The cutting conditions above are a guide. Actual conditions will need to be adjusted
according to machine rigidity, work clamp rigidity, depth of cut and other factors.

Parts
Shim Shim Screw Wrench Flat Insert Screw Wrench Anti-seizure Cream
Applicable Cutter @ ).
S @
WGX13032EW — — —
Other than above WGCS13R BWO507F LHO35 BFTX03512IP | 3.0 | TRDR15IP SUMI-P

(N-m, Recommended Tightening Torque (Nm) @ mark Standard stocked tem @ mark: Standlard! stocked iterm (new product/expanded tem) A\ mark; To be replaced by a new product, madle to order, or discontinued (please confirm stock availabity) Blank; Made-to-order item — mark: Not available
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SEC-WaveMill

WGX series

Bl Application Examples

Cr-Mo Steel SCM420 Block Material | Sumitomo |Competitor's Product Pipe Steel St52 Pipe Sumitomo |Conventional Tool
Tool WGX13125R — Tool WGXMI13125R —
Grade ACP200 — Grade ACP200 —
Chipbreaker G — Chipbreaker G —
Cutter Dia. (mm) 125 125 Cutter Dia. (mm) 125 125
Number of Teeth 6 6 Number of Teeth 8 8
ve(m/min) 220 220 ve(m/min) 300 300
vi(mm,/min) 840 840 vf(mm/min) 730 730
fz(mm/t) 0.25 0.25 fz(mm/t) 0.12 0.12
ap(mm) 2.0 2.0 ap(mm) 4.0 4.0
ae(mm) 125 125 ae(mm) 100 100
Coolant Dry Dry Coolant Wet Wet
Surface roughness was significantly improved. Tool life improved by more
Results ooy s S o Results |inan1.4 tmes per comer
General Structural Steel 55400 Machine Component | Sumitomo |Conventional Tool Cr-Mo Steel SCM440 Machine Component | Sumitomo |Competitor's Product
Tool WGX13125R — Tool WGX13080R —
Grade ACP200 — Grade ACP200 —
Chipbreaker FG — Chipbreaker H —
Cutter Dia. (mm) 125 125 Cutter Dia. (mm) 80 80
Number of Teeth 6 6 Number of Teeth 4 4
ve(m/min) 200 200 ve(m/min) 200 200
vi(mm,/min) 610 610 vf(mm/min) 480 480
fz(mm/t) 0.2 0.2 fz(mm/t) 0.5 0.15
ap(mm) 1.0 1.0 ap(mm) 3.0 3.0
ae(mm) 100 100 ae(mm) — —
Coolant Wet Wet Coolant Dry Dry
In heavy interrupted cutting, this
Results ggi?%ﬁi@s chatter. Reduces Results tool ac?\/ieved a?onger tooInge
’ with good surface roughness.
Carbon Steel S50C Machine Component | Sumitomo |Competitor's Product SUS309S Liquid Level Gauge Component | Sumitomo [Conventional Tool
M/C BT30 Tool WGX13063RS - Tool WGX13160R| Single-Sided, 4 Comners
Grade ACP200 — Grade ACU2500 —
Chipbreaker L — Chipbreaker G —
Cutter Dia. (mm) 63 63 Cutter Dia. (mm) 160 160
Number of Teeth 4 4 Number of Teeth 7 7
ve(m/min) 300 300 ve(m/min) 180 180
vif(mm,/min) 610 610 vi(mm/min) 333 333
fz(mm/t) 0.1 0.1 fz(mm/t) 0.13 0.13
ap(mm) 4.0 4.0 ap(mm) 1.5 1.5
ae(mm) 10.0 to 40.0|10.0 to 20.0 ae(mm) — —
Coolant Dry Dry Coolant Dry Dry
Lowrigidity Machine | Results 160t o o Results | ooLlfe oxtension o 500%
with lateral depth of cut 30 to 40mm. achieved.
Stainless Steel SUS304 Machine Component| Sumitomo [Competitor's Product] Stainless Steel SUS630/H900 Machine Component| Sumitomo  |Competitor's Product
Tool WGXI13100RS — Tool WGX13100RS —
Grade ACM300 — Grade ACM200 —
Chipbreaker G — Chipbreaker G -
Cutter Dia. (mm) 100 100 Cutter Dia. (mm) 100 100
Number of Teeth 5 5 Number of Teeth 5 5
ve(m/min) 150 150 ve(m/min) 150 150
WoX sories vf(mm,/min) 360 360 WOX sorios vi(mm/min) 240 240
fz(mm/t) 0.15 0.5 fz(mm/t) 01 0.1
ap(mm) 2.0 2.0 ap(mm) 1.0 1.0
ae(mm) 20.0 20.0 ae(mm) 75.0 75.0
Coolant Dry Dry Coolant Dry Dry
High hardness and the superior The high wear resistance

Competitor's Product

Results

oxidation resistance of PVD coating

Competitor's Product

provides at least double the tool life.

Results

of CVD coating provides at
least double the tool life.










< SAFETY NOTES

® Very 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,
machine is in operation. Therefore, machine guards, @ Improper cutting conditions or mis-handling of the tool precautions against fire must be taken and
safety goggles or other protective covers must be may result in breakages or projectiles. Therefore, please please ensure that a fire extinguisher is
used. Fire safety precautions must also be considered use the tool within its recommended conditions placed near the machine.

€ Sumitomo Electric Industries, Ltd.

Hardmetal Division
Global Marketing Department : 1-1-1, Koyakita, Itami, Hyogo 664-0016, Japan

https:/www.sumitool.com/global
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