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High Precision and High Quality Milling Cutter

Global Support, Global Solutions.

SEC-WaveMill WFX Series

Superior machined surface quality with

optimised insert cutting edge shape
and high-precision technology
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SEC-WaveMill

WFX series

M Features

The insert shape optimised for
shoulder milling and the
high-precision body
leave a superior
machined surface
finish.

»

Products with diameter
of 0125mm or less have
coolant holes

Employs a Highly Durable Body

The WFX12000 type has
body protection shims

B General Features

SEC-WaveMill WFX Type for shoulder milling is a screw-locking type
cutter capable of using four corners.

Ideal cutting edge design delivers good squareness.

Now with high-efficiency, multi-
functional WFXH type and chamfering
WEFXC type. Our comprehensive range
covers a wide variety of applications.

In addition to the general-purpose grade
ACU2500, applicable to various work
materials, the new-generation coated
carbide grades XCU2500/XCK2000 are
now available. Covering a wide variety
of machining.

@ Optimised Edge Shape (For Shoulder Milling)

| ) i @ i(S)

T
Effects of Allocation of Cutting Edge Functions
‘ v ]

(1): The convex shape ensures cutting edge strength

WFXH Type WFXC Type

Large step difference
and rough surface

Small step difference
and smooth surface

(2): The flat shape reduces step differences in shoulder milling

. Product Range (3): The wiper flat function improves the surface roughness
.:S: ) Dia. (mm)
8 & Cat. No. Description Shape
g = 08 | 016 | 020 | 022 | 025 | 628 | @30 | 032 | ©33 | 040 | 050 |63 | 680 | 0100 | 0125 | 0160 | 0200 | 0250
WFX 08000R Standard Pitch 00
WFX 08000RS Standard Pitch © 0 606 06
WFXM 08000R (] | Fine Pitch (3 JX10)
WFXM 08000RS | Fine Pitch 0o 6 60067
WFXF 08000R (] | Exira Fine Pitch o ®
o Rl WFXF 08000RS | Extra Fine Pitch (6 JI 7 K & JK1 03K 2)
£ [ WFX 12000R Standard Pitch 060060 ®
5 B WFX 12000RS Standard Pitch © 0600 06
3 [ WFXF 12000R (-] | Extra Fine Pitch 0 00® 0O
© B WFXF 12000RS | Exira Fine Pitch O 06000
WFX 08000E Standard Pitch 000006 666 6 06
| WFXM 08000E | Fine Pitch (3) (4] o 6 06
%1 WFX 12000E Standard Pitch © 6 00
WFXF 12000E Extra Fine Pitch O 606
| WFX 08000M Modular Type 000666 6 [3)
g =il WFXH 08000RS | Standard Pitch (4 X(576)[6]
& gl WFXH 12000RS | standard Pitch [ 35) a
2 f=) WFXH 08000M | Modular Type [ [3) *
£ [ WFXH 12000M | Modular Type )
o [i=| WFXC 08000E | Standard Pitch (1K 2)
3 [%| WFXC 12000E Standard Pitch (3] 3
5 = WFXC 08000M | ModuarType| | @
© 5] WFXC 12000M | Modular Type [5) [3)
[ ] Chipbreaker Selection Guide Number in @ shows the number of teeth Inch Bore *mark: Different-diameter shanks in stock
e Py — Il T <) : N Il Chipbreaker Selection
b T ] A5 g rocion v o Forous Wt
Features | Low Cutting Force |General-purpose Type| High Strength Type Wiper Sharp Edge (15 L Gonerapurpose
L Type G Type H Type S Type ﬁ ‘ (Standard)
Chipbreaker g CI::lgt:-lr:g G
&
0.05mm 0.1mm 0.15mm 0.18mm “‘z H
12 Series 2.05mm g1mm 0.2mm 0.2mm . Cutting Edge Strength  — Heavy
Cross Section 25° 15° 15° | 15° D%_ R




SEC-WaveMill

WFX series

[l Cutting Performance

(1) Shoulder Milling Precision

odl. _ - 1 | - e &:B
WFX Type
Competitor's > ) 1st Step
Product A \g ”;PEI“;* s| Depth of Cut
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kel Depth of Cut =l
é 8mm) "\ / (_%
8- -- ¥ -- -- -——f-s8
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3rd Step
Depth of Cut
(8mm) | Work Material: S50C Tool: WFX12100R (2100 x 5 flutes)
o B < > ~Euw Cutting Conditions: v = 200m/min, f, = 0.15mm/t,
-80 -30 0 20 Cutting Width 20mm a, = 8.0mm x 3 Passes, a = 20mm
Deviation (um) P ’
(2) Comparison of Surface Roughness (3) Comparison of Surface Properties
15
B
=] Work Material ~:S50C
@10 T Cutting Conditions : &, = 0.5mm
G
<
w
S 05— . . .
< . Glossy without Clouding Clouded without Gloss
(2]
0 A -
WFX Type Competitor's ~ Conventional Work Material ~: SUS304
Product C Tool Cutting Conditions : 3, = 0.5mm
Work Material: SCM440 Tool: WFX12100R (2100 x 5 flutes)
Cutting Conditions: ve = 200m/min, £, = 0.10mm/t,

@ =3.0mm, & = 90mm WFX Type Competitor's Product D
(4) Comparison of Cutting Force (5) Comparison of Wear Resistance
4,000 0.4
‘ [ Feed Force [l Principal Force []Back Force _
20% Down E Fracture Fracture
2 3,000 c 03 - ‘
=~ =1 Competitor's Product G Competitor's Product H
: :
£ 2,000 - 02
o o
£ =
= X
3 1,000 £ o
w
0 - . 3 9 16 25 31 38 47 53 60 66
WFX Type Competitor's Competitor's o )
yp Product E Product F Cutting Time (min)
Work Material: S50C Tool: WFX12100R (2100 x 5 flutes) Work Material: SCM440 Tool: WFX12100R (2100 x 1 flute evaluation)
Cutting Conditions: ve = 200m/min, . = 0.15mm/t, Cutting Conditions: ve = 200m/min, . = 0.15mm/t,
a, = 10.0mm, a. = 20mm a, = 5.0mm, a. = 30mm

Il Wiper Insert

Optimised wiper flat shape provides superior surface roughness.

Precautions when Using Wiper Inserts

@ The wiper insert has a single corner specification.

@ Attach the wiper insert so that the chamfered corner is in
location (1) shown in the figure.

@ Use the corner with the ID mark. (2)
(08-size inserts have no marks.)

Wiper inserts are
0.15mm longer
than M Class
inserts.

Wiper Flat @ For wiper inserts, see "The Basics of Milling, Milling

Edition" in Chapter N of the General Catalogue.




SEC-WaveMill

WFX series

Il Grade Application Range

New-generation coated carbide grades
XCU2500/XCK2000 now available!

Enhanced lineup of coated grades in addition to
cemented carbide and cermet for milling steel,
stainless steel, cast iron, and aluminum alloy.

Work Material Finishing to Light Cutting‘ Medium Cutting ‘ Rough to Heavy Cutting
. ACU2500
g
©
[¢]
el
Q E
©
Q
(&)
A ACP300
T
|
T4500A

@ XCU2500

Cermet | Coated Carbide | Cermet

ACM200 N4
S S A ACM300
T4500A

ACU2500

Cast Iron

Coated Carbide

ACK200 %
£ ACK300

A DL1000

(2

Cemented Carbide| Coated Carbide

Non-Ferrous Meta

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

B Grade Features

New coating technology that realises absolute stability
ABSOTECH™ (Absolute Technology)

ITRITECH

Coating
Layer 5nm
Cross Section of
Cutting Edge Coating
oo —-----; TEMImage
Carbide T"-------~
substrate

PVD

New Super Multi-Layered Structure
Higher hardness and twice the conventional
wear resistance due to a fine crystal structure
AITICrBN-based nano-layered coating

High Adhesion Strength
Coating adhesion significantly increased for twice
or more the conventional chipping resistance

Applicable Grades: ACU2500

T X o

AlosTiosN
j:CAloAgTioA N

Insert for WFX08000

(General-purpose G Chipbreaker)

A ACP200/ACP300/ACK300/ACM300

Pure cubic crystal AITiN with high Al content
With proprietary structural control technology, differently
composed layers of AITiN are stacked at the nanometre level.
With a high-Al composition containing over 80% Al on
average, it also maintains a cubic crystalline structure to
achieve excellent thermal resistance and high hardness.
Vastly improved wear resistance.

Special Surface Treatment

Proprietary surface treatment introduces high compression
stress to the coating, suppressing the development of cracks.
Greatly improved fracture and thermal crack resistance.

Applicable Grades: XCU2500, XCK2000

Insert for WFX12000
(General-purpose G Chipbreaker)

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 Y

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.



SEC-WaveMill

WFX series

Il Shoulder Milling Selection Guide

Double-Sided, 4 Corners Single-Sided, 2 Corners

Wall Accuracy

Surface .
Finish Cutting

Force

Cutting Edge Strength Chip Control

No. of Cutting Edges

Double-Sided, 6 Corners Single-Sided, 4 Corners

* % % 1st Recommendation

No. of
- Surface Finish | Wall Accuracy |Cutting Force| Chip Control Cutting Edges Cu;:;:i;:ge

*hkk Kkkk  kkk  kkk

TSX Series 1. 6. 6. G & & SN & ¢ * J¢ * k kokk
DFC Series [l &' * * * Yr 0.0 . & & ¢
WFX Series [l & (¢ * % * % * % * % * %

*For the details of each product, see the WEZ series (Tooling News No. 528), TSX series (Tooling News No. 523), and DFC series (Tooling News No. 513).



SEC-WaveMill
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Steel

WFX 08000R(S) Type &=

Cast Iron | Non-fFemusletdl || Exotic Alloy

Rake i
Angle /-‘:axiael1 w
Fig 1 Fig 2 Fig 3
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. Body (Standard PItCh) Dimensions (mm)
Cat. No g| Dia. Boss | Height |Hole Dia. [Keyway Width|Keyway Depth | Mounting Depth|  Bolt Bolt |Number| Weight Fi

o &»| DC |DCSFMS| LF DCB KWW KDP | CBDP D1 D2 |ofTeeth| (kg 9

WFX 08040RS [ ] 40 33 40 16 8.4 5.6 18 14 9 3 0.2 1

XS] 08050RS [ 50 41 40 22 10.4 6:3 20 18 11 4 0:3 1
kol 08063RS [ ] 63 50 40 22 10.4 6.3 20 18 11 5 0.6 1
= 08080RS [ J ‘80 55 50 27 12.4 7 22 20 14 6 1.0 1
08100RS [ J 100 70 50 32 14.4 8 32 46 — 8 1.4 3

5| WFX 08080R [ J ‘80 55 50 25.4 9.5 6 25 20 14 6 1.0 1
£ 08100R ® 100 70 63 31.75 12.7 8 32 46 27 8 1.9 2

Inserts are sold separately. Take note of the cutter mounting size (DCB) when selecting a cutter.
§ For mounting the 880 and 100mm sized cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (a80: M12 x 30 to 35mm, 100: M16 x 40 to

<Y

Q) 45mm).

. Insert Dimensions (mm)
Grade Classification Coated Carbide CeneredCatie| DLC| Cermet
High-speed/Light [&|f @] | [[@][¥| NN
Process| Medium Cutting |& | [KI<TIRPEIPE o Fig 1
Roughing & [K]IP= [P] RE
Cat. No. SISojo|a|gX XSS T - 3  |Radius|Fig W@
SEEIFIEIREEEE = ~ RE < T
I x| x| << << o = &Z_&

SOMT 080304PZER-L (®© © @ © ®© © © © o © — — 04 |1
080308PZER-L (@ ®© ®@ ®© ®© ®© © ® 0 O = = 0.8 |1 8.0 |8.175

SOMT 080304PZER-G (@ ®© © © © ®© @ © 0 O — — 04 |1
080308PZER-G @ © © ©¢ @ © @ © & © — 08 |1]
080312PZER-G |®| @/ e/e| ejejeje — | — 12 [1]Fie2

SOMT 080308PZER-H © ®© ®© © © & & © 0 O — — 08 |1 8.0
080312PZER-H | @ (LI (KK — — 1.2 |1 7 N

SOET 080304PZER-G | @ 2NN (3K BN ) = = o 04 |1 V)
080308PZER-G |® o oo [ 2K 2K 3N ) — — ° 08 |1 @ \\W,
080312PZER-G | ® [ KK (JEIK K — — [ J 1.2 |1 _

SOET 080302PZFR-S | —|—|—|—|—|—|—|—|—|— () () — 02 |1 [ 33 | \R08 3175
080304PZFR-S |—|—|—|—|—|—|—|—|—|— () () = 04 |1 -
080308PZFR-S |—|—|—|—|—|—|—|— () [ — 0.8 |1

XOEW 080308PZTR-W (@ | — | —|—|—|— ® = = ) — |2

Refer to P3 "Precautions when Using Wiper Inserts" (Mounting Precautions).

B |dentification Code I Recommended Cutting Conditions

WFX 08 040 R S IS0 Work Hardness Cutting Speed v, (m/min) | Feed Rate f, (mm/t) |Depthof Cutdy|  Insert

- Material Min. - Optimum - Max. [Min. - Optimum - Max.| (mm) Grade
Series Insert Size Dia. Feed Metric
Direction Bore General Steel| 180 to 280 HB | 150-200-250 0.08-0.12-0.18 | <6 |ACU2500
Mild Steel| < 180HB 180-250-350 0.10-0.15-0.20 | <6 ﬁgﬁggg
Die Steel | 200 to 220 HB | 100-150-200 0.08-0.12-0.18 | <4 | XCU2500
M Parts -~ Stainless - 160-200-250 | 0.10-0.15-0.20 | <6 |4CU2500
Flat Insert Screw | Wrench |Anti-seizure Cream M Steel S AL SRR S ACM300
ACU2500
@ @ % ACK200
Cast Iron 250HB 100-175-250 0.10-0.15-0.20 | <6 |ACK300
XCU2
BFTX0306IP| 2.0 | TRDRO8IP | SUMI-P XSEZSSS
Non-Ferrous HA1
o — 300-500-1,000 | 0.10-0.15-0.20 | <6 |p 4000
Exotic ACU2500
— 30- 50 -80 0.08-0.13-0.18 | <6 | ACM200
Alloy ACM300

Note

machine rigidity, work clamp rigidity, depth of cut and other factors.

The cutting conditions above are a guide. Actual conditions will need to be adjusted according to

N-m, Recommended Tightening Torque (N-m) @ mark: Standard stocked item @ mark: Standard stocked item (expanded item) Blank: Made-to-order item  — mark: Not available

6



SEC-WaveMill

WFXM 08000R(S) Type &= PLEJKINS

Rake I I [ A
Angle Axial 12° 90

Fig 1 Fig 2 Fig 3
DCSFMS o D%SCFSAS DCSFMS
a|" boB S [ 5 o8
S| [Rwy P g [w]
o VI [TE a ‘4 o iy
at i 3 . 2
g )b s FR\ 2 )| g
[e) P o [e)
017
. 4 E
D1
DC DG
- BOdy (Fine PItCh) Dimensions (mm)
Cat. No §| Dia. Boss | Height [Hole Dia.|Keyway Width|Keyway Depth |Mounting Depth|  Bolt Bolt |Number| Weight Fi
T &»| DC |DCSFMS| LF DCB KWW KDP | CBDP D1 D2 |of Teeth| (kg) 9
WFXM 08040RS @ 40 33 40 16 8.4 5.6 18 14 9 4 0.2 1
2 08050RS |® 50 41 40 22 10.4 6.3 20 18 11 ® 0.3 1
© 08063RS | @ 63 50 40 22 10.4 6.3 20 18 11 6 0.5 1
= 08080RS |® ‘80 5 50 27 12.4 7 22 20 14 8 1.0 1
08100RS | @ 100 70 50 32 14.4 8 32 46 — 10 1.4 3
S| WFXM 08080R |® ‘80 55 50 25.4 9.5 6 25 20 14 8 1.0 1
£ 08100R |®| "100 70 63 31.75 12.7 8 32 46 27 10 1.9 2
Inserts are sold separately. Take note of the cutter mounting size (DCB) when selecting a cutter.
For mounting the 880 and 9100mm sized cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (280: M12 x 30 to 35mm, 100: M16 x 40 to
Q) 45mm).
. Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Cabide| DLC| Cermet
High-speed/Light [ dlP] [KHK] PE il [N]
Process| Medium Cutting | & | & [KHKIIEPEIDE [N} Fig 1
Roughing & (K] [P RE
Cat. No. S &I5(8 g %=z = = S  |RadiusFig| o f}
< ©
2RI R |<|<|]|% o| F |PRE S
SOMT 080304PZER-L (@ © @ © © & o o o o — — 04 |1
080308PZER-L (@ o0 @ @ 0 0|0 060 — - 0.8 |1 80 |3.175
SOMT 080304PZER-G (®© © © © © o o o o o — — 04 |1
08030SPZER-G (@ [ ®© ©@ @ © & © O O O = = 08 |[1] . -
080312PZER-G (@ @ e|e| e e/ @ — | — 12 |1 92
SOMT 080308PZER-H | ® o o/0oj0o/0oj0 00 - 0.8 |1 80
080312PZER-H | @ ® 0o o [ AKX 2K K J — — 1.2 |1 / D
SOET 080304PZER-G | ® eojleo elo(oe - — ° 04 [1] - L/
080308PZER-G | ® e o0 o o000 - — ° 08 [1]| < |
080312PZER-G [ ® e o o e o o — — [ 1.2 |1 —
SOET 080302PZFR-S | — | —|—|—|—|—|—|—|—|— [ ® — 02 |1 laa | \RO8 |8.175
080304PZFR-S |— | —|—|—|—|—|—|—|—|— () ® = 04 |1
080308PZFR-S | — | —|—|—|—|—|—|—|—|— [ ® — 0.8 |1
XOEW 080308PZTR-W (@ | — | —|— | — | — [J = = (J — |2
Refer to P3 "Precautions when Using Wiper Inserts" (Mounting Precautions).
[ |dentification Code B Recommended Cutting Conditions
WFX M 08 040 R S IS0 Work Hardness Cutting Speed v, (m/min) | Feed Rate f, (mm/t) |Depthof Cutd,|  Insert
e Material Min. - Optimum - Max. |Min. - Optimum - Max.| (mm) Grade
Series Fine Pitch  Insert Dia. Feed Metric
Size Direction Bore General Steel| 180 to 280 HB| 150-200-250 | 0.08-0.12-0.18 | <6 |ACU2500
Mild Steel < 180HB 180-250-350 0.10-0.15-0.20 <6 ﬁggggg
Die Steel | 200 to 220 HB| 100-150-200 | 0.08-0.12-0.18 | <4 |XCU2500
Stainless ACU2500
M Parts - M| " qiea = 160-200-250 | 0.10-0.15-0.20 | <6 |, ol
Flat Insert Screw | Wrench |Ani-seizure Cream ACU2500

ACK200
(N-m Cast Iron 250HB 100-175-250 0.10-0.15-0.20 <6 | ACK300
XCU2500

BFTX0306IP| 2.0 | TRDROS8IP | SUMI-P XCK2000
: = Non-Ferrous - H1
Metals 300-500-1,000 | 0.10-0.15-0.20 <6 DL1000
Exotic ACU2500
— 30- 50 -80 0.08-0.13-0.18 <6 | ACM200
Alloy ACM300

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.

Note

(N-m, Recommended Tightening Torque (\'m) @ mark: Standard stocked item @ mark: Standard stocked item (expanded item) Blank: Made-to-order item — mark: Not available
7



SEC-WaveMill
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Steel

WEXF O8000R(S) Type &= KNS

Rake % | ,
Angle /-‘:axiael1 Gmm 90
Fig 1 Fig 2 Fig 3
DCSFMS o DCSFMS
o[ DCB g o DCB
S| Rww R S [
ot al ¥ o ‘
Ei LT 5 © %I ) =
O O
D2 D1
D1 LS.
DC
. Body (Eth’a Fine PitCh) Dimensions (mm)
Cat. No g| Dia. Boss | Height |Hole Dia. |Keyway Width|Keyway Depth |Mounting Depth| ~ Bolt Bolt |Number| Weight Fi
o &%»| DC |DCSFEMS| LF DCB KWW KDP | CBDP D1 D2 |of Teeth| (kg) 9
WFXF 08040RS | ® 40 33 40 16 8.4 5.6 18 14 9 6 0.2 1
2 08050RS |@ 50 41 40 22 10.4 6.3 20 18 11 7 0.3 1
@ 08063RS |® 63 50 40 22 10.4 6.3 20 18 11 8 0.5 1
= 08080RS |® ‘80 85 50 27 12.4 7 22 20 14 10 0.9 1
08100RS |®| 100 70 50 32 14.4 8 32 46 — 12 1.4 3
5| WFXF 08080R (] ‘80 85 50 25.4 oI5 6 25 20 14 10 1.0 1
£ 08100R ® 100 70 63 31.75 12.7 8 32 46 27 12 1.9 2

Inserts are sold separately. Take note of the cutter mounting size (DCB) when selecting a cutter.

§» For mounting the 80 and 100mm sized cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (¢80: M12 x 30 to 35mm, 6100: M16 x 40 to

<)

Q) 45mm).
. Insert Dimensions (mm)
Grade Classification Coated Carbide Cenened Catide DLC| Cermet
High-speed/Light (&M @] | [R[@[@] [ N
Process| Medium Cutting |& | [KI<TIPEIRE o Fig 1
Roughing & K] P RE
o
3888888888 - 8| & |comer
Cat. No. Sfisy 5lsla S 6 cx) SIS T - g Radius |Fig o i}@
2R222|R|=|=/18)2 a| F |RE RN
SOMT 080304PZER-L (®© © ®© © © © & © © O — — 04 |1
08030S8PZER-L © ® ®© © ©¢ © © ©¢ © © — — 0.8 |1 8.0 3.175
SOMT 080304PZER-G (@ ®© © © & © @ @& 0 O — — 04 |1
080308PZER-G ©¢ © © ©¢ © © © © o © — 08 |1 )
080312PZER-G |@| |e/e/e| @e/ejej®e — | — 1.2 [1] Fig2
SOMT 080308PZER-H © © © © @ & @ & 0 O — - 08 |1 8.0
080312PZER-H | @ (K o 0o 0 o — — 1.2 |1 7 N
SOET 080304PZER-G | @ ( 3K 2N ) (32K 3K ) = = () 04 |1 N Vany
080308PZER-G |® o oo o o o0 — — [} 0.8 |1 @ \W/
080312PZER-G | ® [ KK (JE I K — = [ J 1.2 |1 _
SOET 080302PZFR-S |—|—|—|—|—|—|—|—|—|— () ° — 02 |1 33 | RS 3175
080304PZFR-S |—|—|—|—|—|—|—|—|—|— () () = 04 |1
080308PZFR-S |—|—|—|—|—|—|—|— — [ ) — 0.8 |1
XOEW 080308PZTR-W (@ | — | —|—|—|— ® — = J — |2
Refer to P3 "Precautions when Using Wiper Inserts" (Mounting Precautions).
M |dentification Code Il Recommended Cutting Conditions
WFX F 08 040 R S IS0 Work Hardness Cutting Speed v, (m/min) | Feed Rate f, (mm/t) |Depthof Cutdy|  Insert
- — - —  —— — Material Min. - Optimum - Max. [Min. - Optimum - Max.| (mm) Grade
Series Extra Insert Dia. Feed Metric
Fine Pitch  Size Direction Bore General Steel| 180 to 280 HB| 150-200-250 0.08-0.12-0.18 | <6 |ACU2500
Mild Steel| < 180HB 180-250-350 0.10-0.15-0.20 | <6 ﬁgﬁggg
Die Steel | 200 to 220 HB| 100-150-200 0.08-0.12-0.18 | <4 | XCU2500
M Parts M Stgit'::lss — 160-200-250 0.10-0.15-0.20 | <6 28%%%0
Flat Insert Screw | Wrench | Anti-seizure Cream ACU2500
ACK200
@ @ Cast Iron 250HB 100-175-250 0.10-0.15-0.20 | <6 |ACK300
XCU2500
XCK2000
BFTX0306IP| 2.0 | TRDROS8IP | SUMI-P Vs 1
o — 300-500-1,000 | 0.10-0.15-0.20 | <6 |p 4000
Exotic ACU2500
— 30- 50 -80 0.08-0.13-0.18 | <6 | ACM200
Alloy ACM300

INPYP8 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.

N-m, Recommended Tightening Torque (N-m) @ mark: Standard stocked item @ mark: Standard stocked item (expanded item) Blank: Made-to-order item  — mark: Not available

8



SEC-WaveMill

WEFX 12000R(S) Type e PLUKINIS

Rake I I T W
Angle Axial 8° 90

Fig 1 Fig 2 Fig 3 Fig 4 Fig 5 DCSEMS
DCSFMS al D%Sgg;/' S DCSFMS a 4>D%SCFQ"S a 4“’;)%;6
& bes € dwi o DCB € € iy 4ol
S Rww ar =T e i aQ ||
oy g ! el 2 w8
Ei ' =R\ © %I ) 5 8 T - © .
[¢) (/ [_/ ) [¢)
D2 D1 D1 o
D1 Do oc_ De
DC
- Body (Standard PItCh) Dimensions (mm)
Cat. No §| Dia. Boss | Height [Hole Dia.|Keyway Width|Keyway Depth |Mounting Depth|  Bolt Bolt |Number| Weight Fi
o &»| DC |DCSFMS| LF DCB | KWW | KDP | CBDP D1 D2 |of Teeth| (kg) 9
o WFX 12050RS o 50 41 40 22 10.4 6.3 20 18 11 3 0.3 1
= 12063RS ([ ] 63 50 40 22 10.4 6.3 20 18 11 4 0.5 1
% 12080RS [ ] ‘80 55 50 27 12.4 7 22 20 14 4 0.9 1
12100RS ® 100 70 50 32 14.4 8 32 46 — ) 1.3 3
WFX 12080R [ ] ‘80 55 50 25.4 9.5 6 25 20 14 4 0.9 1
12100R ® 100 70 63 31.75 12.7 8 32.5 46 27 ® 1.7 2
5 12125R ® 125 80 63 38.1 15.9 10 355 55 30 6 24 |1
£ 12160R ® 160 100 63 50.8 19.1 11 38 72 — 8 3.6 4
12200R ® 200 160 63 47.625 25.4 14 35 130 — 10 6.8 5
12250R ® 250 180 63 47.625 | 254 14 35 160 — 12 96 |5

Inserts are sold separately. Sizes 160mm and above do not have coolant holes.
For mounting the 880 and 9100mm sized cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (280: M12 x 30 to 35mm, 100: M16 x 40 to
QY

45mm).
. Insert Dimensions (mm)
Grade Classification Coated Carbide Cenented Catide | DLC| Cermet Fig 1
High-speed/Light FR | RE |4 K JEN] RE
Process| Medium Cutting |& |& EAKI<]IBEIRE [N] ”F
Roughing Ba | 6 E - U
SEEBEEEEEEE g8 & |comer == ||
Cat. No. SISERIRIGELSS £ |2 8  |RadusFig
3l3lclGlalsISlelalal T | D 2 127 476
2Rz 2 xRz x|2=2 a| F |RE
SOMT 120408PDER-L |@ @@ @ @0 @@ ®(® — | — | - 0.8 |1| Fig2
SOMT 120404PDER-G (®@ ¢ ®@ © © © © o 0 O = — — 0.4 |1 12.8
12040S8PDER-G (®©(®@ © © © © ®© © © © — - [} 0.8 |1 / )
120412PDER-G | @ ( 3K 2N ) o o 00 = — 12 |1 ° 7\
120416PDER-G | ® (LK) o 0o 00 — — — 16 |1 o \\j
SOMT 120408PDER-H | @ ® 0 o o o o oo = = — 0.8 |1 _ o
SOET120408PDFR-S | —|—|—|—|—|—|—|— ||| ® |[® | — | 08 |1 (65, "\ FoS8 48
XOEW 120408PDTR-W (@ | — | —|—|—|—|—|® = = J — |2

Refer to P3 "Precautions when Using Wiper Inserts" (Mounting Precautions).

[ |dentification Code

F|at|ns§rt3crew /Insert Shim Screw WFX 12 050 B §

Shim Series Insert Size Dia. Feed Metric
/ Direction Bore
I Recommended Cutting Conditions
Work i i
IS0 or. Hardness Cultlmg Speled Ve (m/min) Ftleed F{at.e f, (mm/t)| Depthof Cutdy|  Insert
Material Min. - Optimum - Max. |Min. - Optimum - Max.| (mm) | Grade
General Steel | 180 to 280 HB | 150-200-250 |0.10-0.15-0.20| <10 |ACU2500
Mild Steel| < 180HB | 180-250-350 |0.10-0.15-0.20| <10 ﬁg;’ggg
B Part Die Steel |200 to 220 HB| 100-150-200 |0.10-0.15-0.20| <6 |XCU2500
ars Stainless ACU2500
- — = 160-200-250 |0.10-0.15-0.20| <10

Shim Shim Wrench Flat Integrated | Detachable Wrench | Anti-seizure Steel < ACM300
' Screw Insert Screw| Wrench |Handle Grip| Bit | Cream ACU2500
Applicable ~ 5 Cast ACK200
Cutter N & 250HB | 100-175-250 |0.10-0.15-0.20| <10 |ACK300
\% @ Iron XCU2500
XCK2000

DCelto 125 — |HPS1015 [TRB15IP Non-Ferrous H1

- = 300-500-1,0000.10-0.15-0.20| <10

s VFXS4R [BWOSOTFILHOSSBFIX0%12P| 3.0 (rormrr ™ ~———SUMI-P Mefals DL1000
Exotic ACU2500
— 30- 50 -80 |0.10-0.15-0.20| <10 |ACM200
Alloy ACM300

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.

Note

(N-m, Recommended Tightening Torque (\'m) @ mark: Standard stocked item @ mark: Standard stocked item (expanded item) Blank: Made-to-order item — mark: Not available
9



SEC-WaveMill

WFXF 12000R(S) Type &=

Steel Cast Iron | NonFemusletdl || Exotic Alloy

Rak s
A:glee Axilal D1 Onn 90
Fig 1 Fig 2 Fig 3 Fig 4 Fig 5 DCSFMS
DCSFMS o PN, DCSFMS a % o o018
o[ pcs S or o~ DCB S - S 1Ry 4ol
S| m |, S gL o N
o P e ey 8 SER .
Ei =\ © A\ gI ) w O L Jl o Y
] PN e} ]
s 017 D1 D1 D1
D1 D2 e . DC DC
DC D1
DC
- Body (EXtra Fine PitCh) Dimensions (mm)
Cat. No §| Dia. Boss | Height [Hole Dia.|Keyway Width|Keyway Depth | Mounting Depth|  Bolt Bolt |Number| Weight Fi
o &»| DC |DCSFMS| LF DCB | KWW | KDP | CBDP D1 D2 |of Teeth| (kg) 9

o WFXF 12050RS | ® 50 41 40 22 10.4 6.3 20 18 11 4 0.3 1
= 12063RS |® 63 50 40 22 10.4 6.3 20 18 11 5 0.5 1
% 12080RS |® ‘80 55 50 27 12.4 7 22 20 14 6 0.9 1
12100RS |®| 100 70 50 32 14.4 8 32 46 — 7 1.3 3
WFXF 12080R [ ] ‘80 55 50 25.4 9.5 6 25 20 14 6 0.9 1
12100R ® 100 70 63 31.75 12.7 8 32.5 46 27 7 1.7 2
5 12125R |@®| 125 80 63 38.1 15.9 10 35.5 55 30 8 23 |1
£ 12160R ® 160 100 63 50.8 19.1 11 38 72 — 12 3.5 4
12200R ® 200 160 63 47.625 25.4 14 35 135 — 16 6.7 5
12250R 250 180 63 47.625 | 25.4 14 35 160 — 18 95 |5

Inserts are sold separately. Sizes 6160mm and above do not have coolant holes.
For mounting the 880 and @100mm sized cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (280: M12 x 30 to 35mm, 100: M16 x 40 to
QV

Y 45mm).
. Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Cartide| DLC | Cermet Fia 1
High-speed/Light (&6 @] [ [R]E[ €] <N 9 RE
Process| Medium Cutting |& || |bu|fu|[@|E] |H4]%4 [N] FF
Roughing | & A K [P J A
§§888§8888 8 é Corner “&ﬂ Jé
AN TN N(Q A | ~— o o . .
Cat. No. SIS (Dj ?j % g 6 6 SIS T - o Radius |Fig
<t 12.7 4.76
2RI2=2822 2] a| & |ERE
SOMT 120408PDER-L (®© ® © ®© © © ® ® o O — — — 0.8 | 1| Fig2 @UISIALEE:
SOMT 120404PDER-G (@ |® | ® ®@ © © © 0 0 © = — — 04 |1 12.8
120408PDER-G © © © © & © ©@ © o © — — [ J 08 |1 / )
120412PDER-G | ® (AN AN ) (AN AN BN ) = — 1.2 |1 o 7\
120416PDER-G | ® (I K I 3K — — 16 |1 © N\
SOMT 120408PDER-H | @ ® 00 0o 0 0 0 o = = = 0.8 |1 - | °
SOET 120408PDFR-S | —|—|—|—|—|—|—|—|—|— ® ® — 0.8 |1 65 | RSB 4.76
XOEW 120408PDTR-W (@ | — | — |— | —|—|—|® = = J — |2
Refer to P3 "Precautions when Using Wiper Inserts" (Mounting Precautions). . Identification Code
Flat Insert Screw Insert Shim Screw WFX F 1 2 050 R S
Series Extra Fine Insert Dia. Feed Metric
/ Shim Pitch Size Direction Bore
Il Recommended Cutting Conditions
Work Cutting Speed v, (m/min) | Feed Rate f, (mm/t) | Depthof Cutd; | Insert
IS0 Material Hardness Min. - Optimum - Max. [Min. - Optimum - Max.| (mm) | Grade
General Steel| 180 to 280 HB | 150-200-250 |0.10-0.15-0.20| <10 |ACU2500
Mild Steel| < 180HB | 180-250-350 |0.10-0.15-0.20| <10 ﬁggggg
B Parts Die Steel|200 to 220 HB| 100-150-200 |0.10-0.15-0.20| <6 [XCU2500
Shim | Shim Flat Insert [Integrated] Detachable Wrench|Ahseaue] | M | S12Mess| 160-200-250 |0.10-0.15-0.20| <10 |fCU2500
im Wrench : : Steel ACM300
' Screw Screw | Wrench [Handle Grip| Bit | Cream
Applicable ~ = ﬁgggggo
Cuter ) 0 Cast P o
\ @ /z ron | 250HB |100-175-250 |0.10-015-020) <10 |ACKSD
DColto 125 HS1015 TRB15IP XCK2000
0 —
b WFXS4R |BW0507F|LHO35 BFTX03512P| 3.0 TRDR15P — ——SUMI-P NOF’;:;TSOUS _ 300-500-1,000/0.10-0.15-0.20| <10 DL:IJ)OO
Exotic ACU2500
— 30- 50 -80 |0.10-0.15-0.20| <10 |ACM200
Alloy ACM300

Note

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.

N-m, Recommended Tightening Torque (N-m) @ mark: Standard stocked item @ mark: Standard stocked item (expanded item) Blank: Made-to-order item  — mark: Not available
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SEC-WaveMill

WEFX O8000E Type &=

Steel Cast Iron | NonFemusletdl || Exotic Alloy

Rake I

Angle Axial 12°
Fig 1
=
s
s
[m]
LH
LF
- Body (Standard PltCh) Dimensions (mm) . BOdy (Fine PltCh) Dimensions (mm)
-5 | Diameter| Shank | Head |OwralLength| Number | . 5| Dia. |Shank| Head |Owallength[Number| .
Cat.No.  |2/"pc |DMM| LH | LF |of Teeth| 9 Cat.No. /2| pc |DMM| LH | LF |of Teeth|"9
WFX 08020E-16 (® | 20 16 30 110 2 1 WFXM 08025E (@ 25 25 30 120 3 1
08020E ® 20 20 30 110 2 1 08032E ® 32 32 30 120 4 1
08022E ® 22 20 30 120 2 1 08040E ® 40 32 30 120 4 1
08025E-20 (®| 25 20 30 120 2 1 08050E ® 50 32 30 120 5 1
08025E ® 25 25 30 120 2 1 08063E ® 63 32 30 120 6 1
08028E ® 28 25 30 120 2 1 Inserts are sold separately.
08030E ® 30 25 30 120 3 1
08032E @ 32 32 30 120 & 1
08033E ® 33 32 30 120 3 1
08040E ®| 40 32 30 120 & 1
08050E ® 50 32 30 120 4 1
08063E ® 63 32 30 120 5 1

Inserts are sold separately.

. Insert Dimensions (mm)
Grade Classification Coated Carbide Cemered Catice| DLC| Cermet

High-speed/Light || [@] | [3][3] |&4] 20
Process| Medium Cutting & 6| Wi/ | 8/[] B854 [N] 4 Fig 1
Roughing & F P K] [P] RE
g|8/8/8/8/8/8/8/8|8 8 g Corner
Cat. No. S L:‘Q, g % g S % (%) S2 T E 8  |RadiusfFig o W@
< ©
212121228 2|=|2|2 a| F RE S
SOMT 080304PZER-L © © ®©@ © ®@ ®© @ © 0 © — 0.4 |1
080308PZER-L o ®© @ o ®© & © © 0 O — — 0.8 |1 8.0 | 3175
SOMT 080304PZER-G @ © @ ©¢ @ @ & © O © — — 04 |1
08030SPZER-G (®@ © © © @ © © & © © — 08 |1
080312PZER-G (@] (e eje| e/e/0ej0 — | — 1.2 |1] Fig2

SOMT 080308PZER-H © © © © @ @ & © 0 © — - 08 |1 8.0

080312PZER-H | @ (KK o 0o 0 o — — 1.2 |1 / )

SOET 080304PZER-G | @ ( 2K 3K ) e o o0 o = () 04 |1 _ y/ap\

080308PZER-G | @ [ 2K 3K ) o o 0 o — — ° 0.8 |1 © N\
080312PZER-G | ® (I e 0 0 o = = (J 1.2 |1 __

SOET 080302PZFR-S |—|—|—|—|—|—|—|—|—|— o ° — 02 |1 33 | 08 3.175

080304PZFR-S |—|—|—|—|—|—|—|—|—|— () () = 04 |1
080308PZFR-S | —|— —|— —| == ] [ — 0.8 |1

XOEW 080308PZTR-W (@ | — | — =|= J = = J — |2

Refer to P3 "Precautions when Using Wiper Inserts" (Mounting Precautions).

Recommended Cutting Conditions

B |dentification Code C ,g ,

Work Cutting Speed v, (m/min) | Feed Rate f, (mm/t) |DepthofCutd,|  Insert
I1SO . Hardness ) ) ) .

WFX M 08 025 E Material Min. - Optimum - Max. | Min. - Optimum - Max.| (mm) Grade
S fropicn 1 5 srk General Steel| 180 to 280 HB| 150-200-250 0.08-0.12-0.18 | <6 |ACU2500
eries ine Pitc nsert ia. an| - ACP200

Size Type Mild Steel| < 180HB 180-250-350 0.10-0.15-020 | <6 |,paio
Die Steel | 200 to 220 HB| 100-150-200 0.08-0.12-0.18 | <4 |XCU2500
Stainless ACU2500
B Parts o = 160-200-250 0.10-0.15-0.20 | <6 [,S\ano
Flat Insert Screw | Wrench | Anti-seizure Cream ﬁgggggo
Cast Iron 250HB 100-175-250 0.10-0.15-0.20 | <6 |ACK300
@ @ / % XCU2500
XCK2000

_ Non-Ferrous - H1
BFTX0306IP| 2.0 | TRDROS8IP | SUMI-P Metals 300-500-1,000 | 0.10-0.15-0.20 <6 DL1000
Exotic ACU2500
— 30- 50 -80 0.08-0.13-0.18 | <6 | ACM200
Alloy ACM300

Note

machine rigidity, work clamp rigidity, depth of cut and other factors.

The cutting conditions above are a guide. Actual conditions will need to be adjusted according to

(N-m, Recommended Tightening Torque (\'m) @ mark: Standard stocked item @ mark: Standard stocked item (expanded item) Blank: Made-to-order item — mark: Not available
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SEC-WaveMill

WFX(F) 12000E Type =

P

Steel

Stainless Steel

K

N

Cast Iron | Non-fFemusletdl || Exotic Alloy

e k
A:glz Axial Dﬂ)mm 90
Fig 1
=
— =
o s
o
LF
. Body (Standard PltCh) Dimensions (mm) - Body (EXtra Fine PltCh) Dimensions (mm)
-5 | Diameter| Shank | Head | Orerl Lengh | Number | Weight | . -5 |Diameter| Shank | Head | OrerdlLengh [ Number| Weight | .
Cat.No.  121"Dc |DMM| LH | LF |ofTeeth| (k) | Cat.No.  121"Dc |DMM| LH | LF |ofTesth| (kg) | 9
WFX 12040E ® 40 32 30 120 3 0.68 |1 WFXF 12050E |®| 50 32 30 120 4 0.78 |1
12050E ® 50 32 30 120 & 0.78 |1 12063E |®| 63 32 30 120 5) 0.96 |1
12063E ® 63 32 30 120 4 0.94 |1 12080E |®| 80 32 30 120 6 1.22 |1
12080E ® 80 32 30 | 120 4 1.29 |1 Inserts are sold separately.
Inserts are sold separately. 40mm size does not have shims.
. Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Cartie| DLC | Cermet Fig 1
High-speed/Light & [ [@] | [[@[[@]| | [N] RE
Process| Medium Cutting AR <IPEPE [N] [E4] F~
Roughng (86| | (Falba| | |C3] |4 B | e |
EEBEEBEREE S| 3 |comer IS4
VLI —INHLQLAN M AN|D — © S ) )
Cat. No. SIS % % ?5 g 5 6 SIS T - B Radius Fig o v
2222282222 o| & |FRE : '
SOMT 120408PDER-L (®©|® /@ @ ®© © ® 0 o O — — — 08 |1|Fig2
SOMT 120404PDER-G (®© | ®© ®© ®@ ®© © © ® 0 O = = = 04 |1 12.8
120408PDER-G © © © © @ © © © o © — — [ J 08 |1 / h
120412PDER-G (®| @ /e/e| |o/® /00 - 1.2 |1 o 1A
120416PDER-G | ® (KK KK — — — 1.6 |1 ) N\ [
SOMT 120408PDER-H | @ ® e 0o o o o o o - - - 08 |1 | °
SOET 120408PDFR-S | —|—|—|—|—|—|—|—|—|— [J [ — 0.8 |1 6.5 | \RO.8 4.76
XOEW 120408PDTR-W (@ | — | — =|=]=]O = = J — |2
Refer to P3 "Precautions when Using Wiper Inserts" (Mounting Precautions).
Flat Insert e .
Screw Insert  Shim Screw (Excluding WFX12040E (Dia40)) Bl dentification Code
X l shim SFX E FF .||2 0D50 ShEk
) . eries xtra Fine Insert ia. an
/ (Excluding WFX12040E (Dia40)) Pitch Size Type
B Recommended Cutting Conditions
Work Cutting Speed v, (/min) | Feed Rate f, (mm/t) |Depthof Cutd,|  Insert
. Parts IS0 Material Hardness Min. - Optimum - Max. {Min. - Optimum - Max.| (mm) | Grade
Shim |Shim Screw|Wrench|Flat Insert Screw| Wrench | Antisgizure Cream General Steel| 180 to 280 HB | 150-200-250 |0.10-0.15-0.20| <10 ﬁgggggo
N ild Steel| <180HB |180-250-350 |0.10-0.15-0.20| <10
N Hilg ACP300
\ @ Die Steel [200 to 220 HB| 100-150-200 |0.10-0.15-0.20| <6 |XCU2500
Stainless - ey : . ACU2500
WFXS4R|BW0507F | LH035 |BFTX03512IP| 3.0 TRDR15IP |SUMI-P Steel 160-200-250 1010-0.15-0.20| <10 |\cp309
240mm size does not have shims. ACU2500
ACK200
Cast Iron 250HB 100-175-250 [0.10-0.15-0.20| <10 |ACK300
XCU2500
XCK2000
Non-Ferrous H1
Metals — 300-500-1,000|0.10-0.15-0.20| < 10 DL1000
Exotic ACU2500
— 30- 50 -80 |0.10-0.15-0.20| <10 |ACM200
Alloy ACM300

Note

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.

(N-m Recommended Tightening Torque (N-m) @ mark: Standard stocked item @ mark: Standard stocked item (expanded item) Blank: Made-to-order item — mark: Not available
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SEC-WaveMill

WFXH series

M General Features
SEC-WaveMill WFXH Types are high performance multi-functional
cutters that use WFX series inserts to support roughing at high feed
rates and other milling applications.

Il Features

(1) Stable, high-efficiency machining due to their superior sharpness

(2) Various milling applications are supported (ramping, helical milling)

(8) Various inserts for the WFX series can be used

(4) Applicable to various work materials
In addition to the general-purpose grade ACU2500, applicable to
various work materials, the new-generation coated carbide grades
XCU2500/XCK2000 are applicable to a wide variety of machining

Cutting force: High sharpness realises stable cutting Chips: Small and curled, low cutting temperatures

2,000 WFXH Type
(RE1.6 + G Type)

g
o

Cutting Force (N)
8
o

[o.)
o
o

! WFXH T e Competitor's Product A Competitor's Product B
WFXH Type Competitor's Product yp

Work Material : S50C Work Material : S50C
Tool - WEXH12063RS (5 fluted) Tool : WFXH12063RS, SOMT120416PDER-G (ACP200)
Cutting Conditions: ve = 200m/min, z = 1.0mm/t, @ = 0.5mm, Cutting Conditions : vc = 200m/min, z = 1.0mm/t, @ = 1mm,

8 = 44mm, Dry ae = 36mm, Dry

W Precautions for Use (1) Precautions for Corner Finishing
* Corners will have unmachined surfaces or gouges with respect to the expected corner profile.

o
Fig 1 Fig 2 Vigh

s 3)

LA
Unmachinec} \\}n\sen
surfaces

¢ 9

g )\\
Unmachined\ Kinsen
surfaces

Corner Radius Corner Radius

WFXHO8000RS Type
Corner SOMT080OO04-00 (RE0.4) SOMT080OO08-[1 (RE0.8) SOMT08OO12-00 (RE1.2)

Radius | Umahiedsufaces| Gouging Fig Unmachined surfaces| Gouging Fig Unmachined surfaces| Gouging Fig

2.0 1.41 0 1 1.30 0 1 1.21 0 1

2.5 1.30 0.02 2 1.19 0.01 2 1.09 0 1

3.0 — — — — — — 0.98 0.05 2
WFXH12000RS Type

Corner SOMT120004-0 (REO0.4) SOMT120008-0 (REO.8) SOMT120012-0 (RE1.2) SOMT080CO16-0 (RE1.6)

Radius | Unmachinedsufaces| Gouging Fig Unmachined sufaces| Gouging Fig Unmachined sufaces| Gouging Fig Unmachined surfaces | Gouging Fig
2.0 2.58 0 1 2.48 0 1 2.37 0 Fig 1 2.25 0 1
2.5 2.47 0 1 2.37 0 1 2.25 0 Fig 1 2.14 0 1
3.0 2.36 0 1 2.26 0 1 2.14 0 Fig 1 2.11 0 1
3.5 2.24 0.01 2 2.14 0 1 2.03 0 Fig 1 1.91 0 1
4.0 — — — 2.03 0.04 2 1.91 0.03 Fig 2 1.8 0.01 2
M Precautions for Use (2) The cutting diameter DC differs depending on the insert used.
We recommend using WFXH Type with large corner radius inserts.
DC
D%SE;FQA £ =leey G ve, | RO T RO.8 R1.2 R1.6
KWW * | WFXH 08025M1272 | 25 10.4 10.9 11.5 =
. S * 08032M1273| 32 17.4 17.9 18.5 =
=jls} WFXH 08040RS 40 25.4 25.9 26.5 =
a 08050RS 50 35.4 35.9 36.5 =
08050RS-Z6 | 50 35.4 35.9 36.5 =
! 08063RS 63 48.4 48.9 49.5 =
* [ WFXH 12040M12Z3| 40 16.6 17.1 17.5 18.1
* | WFXH 12050RS 50 26.6 27.2 27.7 28.2
- 12063RS 63 39.5 40.0 40.4 411
DCX *mark: Modular Tools 1€" P21

=N
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SEC-WaveMill

WFXH series

Il Helical Milling and Ramping

For minimum diameter For maximum diameter

‘ Ramp Angle
t
Helical Milling Ramping Helical Milling Ramping
Insert Cat. No. DC (mm) Insert Cat. No. DC (mm)
Min. Dia.|Max. Dia.|Maximum Ramp Angle Min. Dia.|Max. Dia.|Maximum Ramp Angle
25 35 49 1°30' 40 56 79 1°
32 49 63 0°30' SOMT120004-0O0 50 76 99 0°30'
SOMT080004-00 40 65 79 0°30' 63 |Impossible|Impossible Impossible
50 |Impossible|Impossible 0°30' 40 56 78 1°30'
63 |Impossible |Impossible Impossible SOMT120008-0 50 76 98 1°
25 35 48 3° 63 102 124 0°30'
32 49 62 1°30' 40 59) 77 2°30'
SOMT080CO08-00 40 65 78 1° SOMT120012-00 50 75 97 1°30'
50 85 98 0°30' 63 101 123 1°
63 111 124 0°30' 40 55 76 3°30'
25 34 47 4°30' SOMT120012-0O0 50 75 96 2°
32 48 61 2°30' 63 101 122 1°30'
SOMT0800O12-00 40 64 77 1°30'
50 84 97 1°
63 110 123 0°30'
Il Maximum Depth of Cut when Plunging
Insert Max. Depth of Cut
Cat. No. 8e(mMax)
SOMTO08 6mm
SOMT12 | 10mm
ag(max)
Lower the feed rate when plunging.
I Recommended Cutting Conditions
: 025 032 240 250 063
Work Material gsedrt Cuttlr;?/SF:]eed Inse;\rlt Cat. a 7 a 2 a 3 a 3 a 7
lelels vl ik (mm) | mmA) | mm) | (mmA) | mm) | mmA) | mm) | mmA) | (mm) | (mm/i)
[ General Steel 4E0. SOMTO08 | 0.8 0.8 0.8 0.8 0.8 0.8 0.8 0.8 0.8 0.8
Below 200HB | ACL2500 100-180-200 | gom112 | — — — — | 10 | 10 | 10 | 10 | 10 | 10
[ Alloy Steel XCU2500 | 80-130-180 SOMTO08 | 0.7 0.8 0.7 0.8 0.7 0.8 0.7 0.8 0.7 0.8
Below 45HRC SOMT12| — = = = 0.8 1.0 0.8 1.0 0.8 1.0
(M) Stainless Steel| ACU2500 80-120-150 SOMTO08 | 0.8 0.7 0.8 0.7 0.8 0.7 0.8 0.7 0.8 0.7
SUS304, etc. | ACM300 SOMT12| — = = = 1.0 0.8 1.0 0.8 1.0 0.8
ACU2500
[@ Castlron | ACK200 SOMTO08 | 0.8 1.0 0.8 1.0 0.8 1.0 0.8 1.0 0.8 1.0
ep Few XCU2500 100-150-200 SOMT12 — — — — 1.0 1.2 1.0 1.2 1.0 1.2
XCK2000 : : : : . :
[Z) Hardened Steel an. SOMTO08 | 0.5 0.5 0.5 0.5 0.5 0.5 0.5 0.5 0.5 0.5
Below 50HRC ACK300 40- 80-100 SOMT12 — — — — 0.6 0.8 0.6 0.8 0.6 0.8

- The above recommended cutting conditions may require adjustment depending on machine rigidity and work rigidity.
The above figures are guidelines for use with BT50 machine tools.

- The above recommended cutting conditions assume a tool overhang length of L/D=3 (i.e. overhang length of 3 times tool diameter) or less.
When tool overhang is more than L/D = 3 and less than or equal to L/D=5, settings should be adjusted to approximately 70 to 80% of those indicated in the
above recommended cutting conditions (&, 1,).

When tool overhang is more than L/D = 5 and less than or equal to L/D=8, settings should be adjusted to approximately 50 to 60% of those indicated in the
above recommended cutting conditions (@, f,).
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SEC-WaveMill

WFXH O8000RS Type " PLUKIN S H

Rake Radial -6°
N Axial 6° 1.5m 15°

Fig 1 oeB DCSFMS

KWW
’—4—>

KDP

CBDP

L

D2

- BOdy Dimensions (mm)

Cat. No 'cé Max. Dia.| Dia. Boss | Height [Hole Dia. |Keyway Width| Keyway Depth |Mounting Depth|  Bolt Bolt |Number| Weight Fig

e &1 DCX DC |DCSFMS| LF DCB | KWW | KDP | CBDP D1 D2 |of Teeth| (kg)
o WFXH 08040RS ® 40 *26.5 33 40 16 8.4 5.6 18 14 9 4 0.2 1
= 08050RS ® 50 *36.5 41 40 22 10.4 6.3 20 18 11 5 03 |1
§ 08050RS-Z6 ®| 50 *36.5 41 40 22 10.4 6.3 20 18 11 6 0.3 1
08063RS ® 63 *49.5 50 40 22 10.4 6.3 20 18 11 6 05 |1
Inserts are sold separately.
* indicates value with corner radius 1.2 inserts mounted. Refer to P13 for details.
. Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Cartice| DLC| Cermet

High-speed/Light & &2 | @[] |44 Ky [N]

Process| Medium Cutting & (KJIK] [N]
Roughing K] P]
Cat. No. S|Sa|a|a X IXIZZ T |5 3 |Radius|Fig
212/1212122|2/2(2|2 | & |RE] | Fol

SOMT 080304PZER-L (®©/®© ®© © © & ® © 0 O — — 0.4 |1 RE

080308PZER-L (@ ®© © ©¢ © © ©6 © & © — — 08 |1
SOMT 080304PZER-G (@ ® @@ /e o @00 @0 — | 04 |1 R f;ﬂ

08030SPZER-G @ ®© © @ © ®© © © 0 O = = 0.8 |1 © L\Eﬂ

080312PZER-G | ® (LK) [ I K 3K — — 1.2 |1

080312PZER-H | @ (L JK ) [ I K K ) — — 1.2 |1 -
SOET 080304PZER-G |® ® o o [ 3N AN BN J = = () 04 |1

080308PZER-G |® e 0o o [ BN AN BN J — — [ ] 0.8 |1

080312PZER-G | ® (I K o 0 o o = = [ 12 |1
SOET 080302PZFR-S " |— | —|—|—|—|—|—|—|—|— ( (] — 02 |1

080304PZFR-S " |—|—|—|—|—|—|—|—|—|— [ J ° = 04 |1

080308PZFR-S " |—|—|—|—|—|—|—|—|—|— (J [ ] — 0.8 |1

*If the cutting edge strength for high-efficiency milling of non-ferrous metal is insufficient, try a G-type chipbreaker (ACK300). Precautions for Use 1€~ P13

B |dentification Code

WFXH 08 040 RS - Z6

Series Insert Dia. Metric Fine Pitch Type
Size Bore (with no. of teeth)

H Parts
Flat Insert Screw | Wrench | Anti-seizure Cream

L e S

BFTX0306/P | 2.0 [TRDRO8IP|SUMI-P

(N-m, Recommended Tightening Torque (\'m) @ mark: Standard stocked item @ mark: Standard stocked item (expanded item) Blank: Made-to-order item — mark: Not available
15



SEC-WaveMill

WFXH 12000RS Type & PLJK S H
Al e 2o g

Fig 1 DCB DCSFMS
KWW
o h_»
52
)
Lﬁz

. BOdy Dimensions (mm)

Cat. No 'é Max. Dia.| Dia. Boss | Height |Hole Dia. |Keyway Width|Keyway Depth |Mounting Depth| ~ Bolt Bolt |Number| Weight Fi

T &l DCX DC |DCSFMS| LF DCB | KWW | KDP | CBDP D1 D2 |of Teeth| (kg) 9
2| WFXH 12050RS |® 50 *28.2 41 40 22 104 6.3 20 18 11 4 0.3 1
= 12063RS |® 63 414 50 40 22 104 6.3 20 18 11 5 0.4 1
Inserts are sold separately.
* indicates value with corner radius 1.6 inserts mounted. Refer to P13 for details.
. Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Catide | DLC| Cermet

High-speed/Light &R | |[E[R [ Kl [N]

Process| Medium Cutting A IR < 1 < | EIDE [N] B
Roughing % @ =B P] Fig 1
§§‘8_§§§§§§§ N § g Corner| RE
Cat. No. Syfisy % % (n_3 S (x) 5 SIS T = 3 Radius|Fig
<
2R222R 2 |Q|2 o| & |FRE J A FF

SOMT 120408PDER-L (@ | ® @ ®© ® © © ©® 0 O — — — 0.8 |1 o L\Eﬂ
SOMT 120404PDER-G (@ | ®© | ®@ © © & & © 0 O = = = 04 |1

12040S8PDER-G |(©|® © © © & © o o © — o 0.8 |1 127 476

120412PDER-G | @ [ 2K AN J o 0o 00 = = - 1.2 |1

120416PDER-G | @ (LK) o 0o 00 — — — 1.6 |1
SOMT 120408PDER-H | @ 00 0 0 0 0 o = = = 0.8 |1
SOET 120408PDFR-S ~ |— |—|—|—|—|—|—|—|—|— (J [J — 0.8 |1

*If the cutting edge strength for high-efficiency milling of non-ferrous metal is insufficient, try a G-type chipbreaker (ACK300). Precautions for Use 1€ P13

B |dentification Code

WFXH 12 050 RS

Series Insert Dia. Metric
Size Bore
B Parts
Detachable Wrench| Anti-
Flat Insert Screw| Handle Bit seizure
Crip Cream

g e/

BFTX03512IP| 3.0 |HPS1015| TRB15IP | SUMI-P

(N-m, Recommended Tightening Torque (N-m) @ mark: Standard stocked item @ mark: Standard stocked item (expanded item) Blank: Made-to-order item — mark: Not available
16



SEC-WaveMill

WFXC series

B General Features

The SEC-WaveMill WFXC Type is a chamfering tool that uses a
WFX series insert. A wide variety of grades supports various work
materials.

In addition to the general-purpose grade ACU2500, applicable
to various work materials, the new-generation coated carbide
grades XCU2500/XCK2000 are now available. Covering a wide
variety of machining.

Il Precautions for Use
Chamfering tools use a straight cutting edge that enables the chamfering range to be changed depending on the
corner radius (RE) of the insert mounted to the body.
Chamfer diameter: Use within the range shown in the table below, no lower than DC1 and no higher than DC2.
Depth of Cut: Cutting to a depth shown by the distance from the tool tip (a) in a straight line to the cutting edge
(b) is possible.

Dimensions (mm)

Insert Min. Chamier Dia. | Max. Chamfer Dia. | Minimum Depth | Maximum Depth | Max. Dia.
Cat. No. RE DCA DC2 a b DCX
SOMTO080304 0.4 7.5 15.8 0.1 4.1 17.8

WFXCO08008E | SOMT080308 0.8 8.0 15.8 0.2 3.9 17.5

SOMT080312 | 12 | 85 | 158 | 04 | 36 | 172
_SOMT080304 | 04 | 155 | 238 | 01 | 41 | 258
WFXC08016E | SOMT080308 | 08 | 160 | 238 | 02 | 89 | 285 45

SOMT080312 1.2 16.5 23.8 0.3 3.6 25.2
SOMT120404 0.4 24.6 38.3 0.1 6.8 41.3

Body

SOMT120408 0.8 25.0 38.3 0.2 6.6 41.0
WIHCT2029E | somTia0412 | 12 | 256 | 988 | 04 | 63 | 407
SOMT120416 1.6 26.1 38.3 0.5 6.1 40.4
_SOMT120404 | 04 | 316 | 453 | 01 | 68 | 483
WixG10a0e | SOMTI20408 | 0.8 | "32.0 | 453 | 02 | 66 | 480 | | -

SOMT120412 1.2 32.6 45.3 0.4 6.3 47.7 DCX

SOMT120416 1.6 33.1 45.3 0.5 6.1 47.4

17



SEC-WaveMill

P

Steel

WFXC 08000E T1ype &

Cast Iron | Non-fFemusletdl || Exotic Alloy

Rake Radial
Angle Axial \—/4;0‘
Fig 1
=
5 1 s
a S
[a}
LF
. BOdy (Shank Type) Dimensions (mm)
Cat. No -5 |Min. Chamfer Dia.|  Max. Dia. |Overall Length Head Shank Number of Weight Fi
- No. 3| DCt DCX LF LH DMM Teeth (kg) 9
WFXC 08008E [} 8 17.5 120 30 10 1 0.1 1
08016E [ ] 16 25.5 120 30 16 2 0.2 1
DC1 and DCX values were obtained with a 0.8 corner radius insert mounted.
. Insert Dimensions (mm)
Grade Classification Coated Carbide (emented Catice| DLC| Cermet
High-speed/Light |& & |[@| | |[[|[3 K [N]
Process| Medium Cutting |& |6 (K< IIPEIPE [N}
Roughing & K] P]
31828 8ES 888 . |8 & [come
Cat. No. SIS 25 E-) % g (% (>_<) SIS T - o] Radius|Fig
22222822128 a| F RE Fig 1
SOMT 080304PZER-L |®|® @ /e/e e @ @@ 0 — | — 04 |1 RE
08030SPZER-L © © © ©¢ ©¢ ©¢ ©¢ & © © — — 08 |1
SOMT 080304PZER-G © © | ® ® ® ® ® © o o — — 04 |1 o W;\V
080308PZER-G (@ | ®o|® o0 |0o @ 0/ 0 0 - 0.8 |1 ® L\Eﬂ
080312PZER-G | ® K KK — — 1.2 |1
SOMT 08030SPZER-H © | ® ®© © @ ®© © © 0 O — — 0.8 |1 8.0 | 8.175
080312PZER-H | @ K o000 — — 12 |1
SOET 080304PZER-G | @ e o0 [ 3K 2K 2 ) — = () 04 |1
080308PZER-G | ® (3K 2K ) [ 3K 2K 2K ) — — ° 0.8 |1
080312PZER-G | ® K o o 0 o — = ) 1.2 |1
SOET 080302PZFR-S |—|—|—|—|—|—|—|—|—|— ® ® — 02 |1
080304PZFR-S |—|—|—|—|—|—|—|—|—|— ® ® = 04 |1
080308PZFR-S |—|—|—|—|—|— — ® ® 0.8 |1

Precautions for Use I€" P17

B |dentification Code

WFXC 08 016 E

Series Insert Dia. Shank
Size Type
H Parts
Flat Insert Screw |Wrench | Atistizus Organ

&

BFTX0306IP

2.0

ar

TRDRO8IPISUMI-P

Il Recommended Cutting Conditions

Work Cutting Speed v, (m/min)| Feed Rate f, (mm/t)

1SO

Material

Hardness

Min. - Optimum - Max.

Min. - Optimum - Max.

General Steel| 180 to 280 HB 150-200-250 0.05-0.10-0.15
Mild Steel < 180HB 180-265-350 0.10-0.15-0.20
Die Steel | 200 to 220 HB 100-150-200 0.05-0.10-0.15

Stainless Steel — 150-200-250 0.05-0.10-0.15
Cast Iron 250HB 100-175-250 0.05-0.10-0.15

Non-Ferrous Metals — 300-500-1,000 0.10-0.15-0.20

Exotic Alloy — 30- 50 -80 0.08-0.13-0.18

[ 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.

(N-m Recommended Tightening Torque (N-m) @ mark: Standard stocked item @ mark: Standard stocked item (expanded item) Blank: Made-to-order item — mark: Not available
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SEC-WaveMill

=

Steel

K'N

BESEEYE Cast Iron | NonFemushietd | Exotic Alloy

WFXC 12000E 1ype &

Rake Radial
Angle :xiaal \—/4;0‘
Fig 1
=
3 1 s
a S
a
LF
- BOdy (Shank Type) Dimensions (mm)
S |Min. Chamfer Dia.| Max. Dia. |Overall Length Head Shank Number of Weight .
Gl Mo 3 DC1 DCX LF LH DMM Teeth (kg) Fig
WFXC 12025E |@® 25 41.0 150 40 25 3 0.6
12032E [ J 32 48.0 150 40 32 3 1.0
DC1 and DCX values were obtained with a 0.8 corner radius insert mounted.
- Insert Dimensions (mm)
Grade Classification Coated Carbide (emertaiCatite | DLC | Cermet
High-speed/Light | | |@| | |[{/[@| |4 | & | O
Process| Medium Cutting | & | [KJIK] [N}
Roughing  |&& [ & [P] Fig 1 e
81888/2/8/18|818(8 S| & | corner
Cat. No. SISIERIRISISICEE £ | 2| 8 | Radius [Fig — F
2|3|3|C|S|S|C|o|5|o o2 o - LA
IR | IX || I | o F ‘ﬁ&ﬂ
SOMT 120408PDER-L (@ ®© © @ ®© © © © @ © — — — 0.8 1
SOMT 120404PDER-G (@ (e [e (@ [e |0 (@ [e [@e[0| — | — | — 0.4 |1 127 476
120408PDER-G |®© © © | ®©¢ ©¢ © © © © © — — [ ] 0.8 1
120412PDER-G | ® [ BN AN ) e 0o 0 o = 1.2 1
120416PDER-G | ® e 0 o o 0o 0 0 — — 1.6 1
SOMT 120408PDER-H | ® o 0 o o000 — = = 0.8 1
SOET 120408PDFR-S |—|—|—|—|— |~ |- |- ||| @ ® — 0.8 1

Precautions for Use 1€ P17

B |dentification Code

WFXC 12025 E

Dia.  Shank
Type

Insert
Size

Series

M Parts

Flat Insert Screw

Wrench

Anti-seizure Cream

&

/

4

BFTX03512IP

3.0 [TRDR15IP|

SUMI-P

Il Recommended Cutting Conditions

S0 Worl.< Hardness Cu.tting Sp?ed Ve (m/min) Ifeed F{afe f, (mm/t)
Material Min. - Optimum - Max. | Min. - Optimum - Max.
General Steel| 180 to 280 HB 150-200-250 0.05-0.10-0.15
Mild Steel < 180HB 180-265-350 0.10-0.15-0.20
Die Steel | 200 to 220 HB 100-150-200 0.05-0.10-0.15
Stainless Steel — 150-200-250 0.05-0.10-0.15
Cast Iron 250HB 100-175-250 0.05-0.10-0.15
Non-Ferrous Metals — 300-500-1,000 0.10-0.15-0.20
Exotic Alloy — 30- 50 -80 0.10-0.15-0.20

Note

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.

(N-m, Recommended Tightening Torque (\'m) @ mark: Standard stocked item @ mark: Standard stocked item (expanded item) Blank: Made-to-order item — mark: Not available
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SEC-WaveMill

SEC-
Modular

WFX 08000M Type "= PKIN'S

(0 Radial | -6° | f @, ,

Angle Axial 12° 90

Fig 1
L3kt CRKS |
Q N Addb---H =
e AN §I
: LS2
LF
OAL
. Head Dimensions (mm)
Cat. No S Dia. Mounting Dia.| Screw |Overall Length|Effective Length|  Neck Flat Width  [Number of Fi
o 2 DC DCON CRKS OAL LF LS2 L11 H Teeth 9
WFX 08020M10Z2 | @ 20 10.5 M10 49 30 5 8 15 2 1
08022M10Z2 (@ 22 10.5 M10 49 30 5 8 15 2 1
08025M12Z2 (@ 25 12.5 M12 56 35 5 10 19 2 1
08028M12Z2 |® 28 12.5 M12 56 35 5 10 19 2 1
08030M16Z3 @ 30 17.0 M16 63 40 5 10 24 3 1
08032M16Z3 | @ 32 17.0 M16 63 40 5 10 24 S 1
08040M16Z3 | @ 40 17.0 M16 63 40 5 10 24 3 1
Inserts are sold separately.
. Insert Dimensions (mm)
Grade Classification Coated Carbide Cemerted Catide| DLC| Cermet
High-speed/Light |& & |[@] | |[[A[[{]| U4 [N]
Process| General-purpose |& |t (K< IIPEIPE [N]
Roughing & EAlES (K] [P] Fig 1 RE
g8/8/8|8/8/8|8|8|8|8 8 S [Corner
o
Cat. No. /g 5 % g S % % SIS £ |2| 8 |Reduski o %37
2R22|2|8|2|=|2|% a| F RE [N
SOMT 080304PZER-L (@ @ /@ @ @ 0 ® 0 & o — - 0.4 |1 8.0 3475
08030SPZER-L (®o|/® o @/ ® @& @ 0 0 0 = 08 |1 : >
SOMT 080304PZER-G (@ ® @ @ ® ® @ 0 0 o0& — 04 |1
08030SPZER-G (®(® o o/ ® ® ® 0® 0 O = 08 |1 :
080312PZER-G (@ |@|e|e| e e ele| — | - 12 1] 9%
SOMT 08030SPZER-H o ® o e ® o @ 0 o o® = 0.8 |1 .
080312PZER-H (@] | e/e/e| e @ 00 — — 1.2 |1 4 )
SOET 080304PZER-G |®| @@ e| |e e(e/® — | — ° 04 |1 - ()
080308PZER-G ¢/ e/e/ e/ ele/eje — | - ° 08 |1 N>
080312PZER-G | ® [ JEJK ) (I K 2K ) = = [ J 1.2 |1 — RO.8
SOET 080302PZFR-S |— ||| |—|—|—|— ||| ® | ®| - |o02 1 Las [ RO | 3475
080304PZFR-S |—|—|—|—|—|—|—|—-|—|—| @ ) = 04 |1
080308PZFR-S |— | —|—|—|—|—|—|— ® ) — 08 |1
XOEW 080308PZTR-W (@ | — | — |—|—|— [ = = ) — |2
Refer to P3 "Precautions when Using Wiper Inserts" (Mounting Precautions). Arbors 1€ P23
M |dentification Code I Recommended Cutting Conditions
WFX 08 020 M1 0 22 IS0 W0r|.< Hardness Cultting Spe.ed v, (m/min) Fged Rafe f, (mm/t) | Depthof Cutdy|  Insert
Material Min. - Optimum - Max. |Min. - Optimum - Max.| (mm) Grade
Series Insert Dia. Mounting  Number General Steel| 180 to 280 HB| 150-200-250 | 0.08-0.12-0.18 | <6 |ACU2500
Size Screw Size  of Teeth Mild Steel] < 180HB | 180-250-350 | 0.10-0.15-020 | <6 |nGPo0

Die Steel | 200 to 220 HB| 100-150-200 | 0.08-0.12-0.18 | <4 |XCU2500
B Parts Stainless ACU2500

_ = 160-200-250 0.10-0.15-0.20 | <6
Flat Insert Screw |Wrench | Antiseizue Oream

Steel ACMB300

ACK200

Nmy Cast Iron 250HB 100-175-250 0.10-0.15-0.20 <6 |ACK300
XCU2500

ACU2500

BFTX0306IP | 2.0 [TRDRO8IP|SUMI-P XCK2000
Non-Ferrous - H1
Metals 300-500-1,000 | 0.10-0.15-0.20 <6 DL1000
Exotic ACU2500
— 30- 50 -80 0.08-0.13-0.18 <6 | ACM200
Alloy ACM300

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.

Note

N-m, Recommended Tightening Torque (N-m) @ mark: Standard stocked item @ mark: Standard stocked item (expanded item) Blank: Made-to-order item  — mark: Not available
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SEC-WaveMill

WFXH 08000M/12000M Type ' = P K N S H

Rake Radial -6°
e 15— 25
(08000M Type)  (12000M Type)
Fig 1
CRKS
oy
= =
8 8\ ]
o

Ls /

H

OAL

. Head (Appllcable Insert SOMT08 Type) Dimensions (mm) . Head (App|lGab|e Insert SOMT12 Type) Dimensions (mm)
-5 (Mot Di | Dia. |l | Screw | Dedlzh| Bt Neck | Flat | Width | Number| Weigt | —. -5 (NatDa | Dia. |l | Screw | Dedla | Bt | Neck| Flat | Wiath | Namber | Weight

[&3 [5] .
Cat. No. 1.2 ncx| DG |0cok|caks | 0AL| LF | Ls2 | L11] H [oen g) 79 Cat.No. 1.2 ncx| DC [ocon|caKs 0L LF | Lsp |L11| H [oen| kg)| ™9
WFXH 08025M12Z2 | ® | 25 (11.5(12.5M12/ 56 |35| 5 |10|19| 2 |0.1] 1 WFXH 12040M16Z3 | ® | 40|18.1/17.0M16/63 |40 | 5 |10|24| 3 |0.2] 1
08032M16Z3 | ® | 32 [18.5[17.0M16/63|40| 5 |10|24| 3 |0.2| 1 Inserts are sold separately.
* indicates value with corner radius 1.2 inserts mounted. * indicates value with corner radius 1.6 inserts mounted.
Refer to P13 for details. Refer to P13 for details.
- Insert Dimensions (mm)
Grade Classification Coated Carbide (emented Caie| DLC| Cermet
High-speed/Light [H[P] (3[C3] [M4] Ky [N]
Process| General-purpose |& | EAEA K K] [N]
Roughing e = a
212121828 ISI8IE8 . |8 & |Comer
Cat. No. SISojalac|gx¥ =SS T | = 3  |RadiusfFig| Fig 1 RE
O|lo|0|0I0I0|Q|I0|0|0 - < RE
I x| << x| << << o =
SOMT 080304PZER-L @0 @@ 6 @ @ @ & | 04 |1 J A
080308PZER-L © © @ @ ©¢ © ©¢ © © © — — 08 |1 © L\Eﬂ
SOMT 080304PZER-G (©|® o0/ @0 @ 0 0 (0 - — 04 |1
080308PZER-G |® o (e (e /e|0 0 @ 0|0 — | — 08 |1 80 3175
080312PZER-G | ® [ JK K [ JE K K ) — — 1.2 |1 '
SOMT 080308PZER-H © ®o ®© @ @ © @ © © O — — 08 |1
080312PZER-H | @ e 0o o0 oo 00 - — 12 |1
SOET 080304PZER-G |® o o0 e o000 — — ® 0.4 |1 Fig2 RE
080308PZER-G |® e 00 oo 00 - — ® 08 |1
080312PZER-G |®| |e/e/e| @e/ej0j®0 — | — ) 1.2 |1 f;;{] :F
SOET 080302PZFR-S |—|—|—|—|—|—|—|—|—|-| ® | @ - 02 |1 5 \S»),
080304PZFR-S |—|—|—|—|—|—|—|—|—|—| @ ® = 04 |1 L_\S L
080308PZFR-S |— | —|— ||| |- |—|—|-] @ ® — 0.8 |1
SOMT 120408PDER-L (@ [® (@ [@[®0[® @ @ @ [0 — - = 08 [2 127 4.76
SOMT 120404PDER-G (©|® ®o /@@ o (@ ©0 (0 0 — — — 04 |2
120408PDER-G (@ (@ | @ ®© © © o0 0 O — = () 08 |2
120412PDER-G | ® [ 2K BN ) [ 3N 3N 2K ) — — — 12 |2
120416PDER-G |® LK) e o 00 — = 16 |2
120408PDER-H © © ©@ ©¢ @ © © ® 0 © — — — 08 |2
SOET 120408PDFR-S | — |~ |— |~ |—|—|—[—|—|-] @ ® = 08 |2
i I I
. Identification Code Precautions for Use I€"P13  Arbors 1€ P23
Series Insert Dia. Mounting  Number
Size Screw Size of Teeth
H Parts Il Recommended Cutting Conditions
Flat Insert Screw| Wrench | Wiisieen| | Work | Insert |Cutting Speed| Insert 225 232 240 250 263

. . . ap f, ap Iz ap f, ap f, ap f,
Applicable Material | Grade | v, (m/min) | Cat. No. (mm) |(mm/rev)| (mim) | mm/rev)| (mm) | mm/rey) | (mm) |(mm/rev) | (Mim) | (mm/rev)
Cutter @ 658, 10l 100-150.200| SOMTOB| 0.8 | 0.8 [ 0.8 [ 0.8 [ 0.8 | 0.8 0.8 | 0.8 |08 | 0.8

Below 200HB ACP200 SOMT12 | — — — — (101010 ]|1.0] 1.0 1.0
WFXHO0B00OM [BFTX0306IP | 2.0 [TRDROBIP SUMI-P (3 Alloy Steel XCU2500 80-130-180 SOMT08 | 0.7 | 0.8 | 0.7 | 0.8 | 0.7 | 0.8 | 0.7 | 0.8 | 0.7 | 0.8
WFXH12000M |BFTX03512IP| 3.0 [TRDR15IP Above HRC45 SOMT12 | — — — — | 08|10]08|1.0]08]|1.0
(M Stailess Steel ACU2500 SOMT08 | 0.8 | 0.7 | 0.8 | 0.7 | 0.8 | 0.7 | 0.8 | 0.7 | 0.8 | 0.7
SUS304, ete.  |JACM300 SOMT12 | — — — —
3 Castlron [ASreasa’ 100-150-200 SOMT08| 0.8 | 1.0 | 0.8 | 1.0 | 0.8 | 1.0 | 0.8 | 1.0 | 0.8 | 1.0
XCU2500 g
FC, FCD XG0 soMTi2| — | — | — | — [10 |12 |10 |12 |10 12
) Hardened Stee SOMT08 | 0.5 | 0.5 | 05| 05| 05| 05|05 |05|05]05
Below HRC50 SOMT12 | — — — — | 06/08] 0608|0608
- The above recommended cutting conditions may require adjustment depending on machine rigidity and work rigidity.
The above figures are guidelines for use with BT50 machine tools.
- The above recommended cutting conditions assume a tool overhang length of L/D=3 (i.e. overhang length of 3 times tool diameter) or less.
When tool overhang is more than L/D = 3 and less than or equal to L/D=5, settings should be adjusted to approximately 70 to 80% of those indicated in the above recommended cutting conditions (ap, f).
When tool overhang is more than L/D = 5 and less than or equal to L/D=8, settings should be adjusted to approximately 50 to 60% of those indicated in the above recommended cutting conditions (ap, 1.

(N-m, Recommended Tightening Torque (\'m) @ mark: Standard stocked item @ mark: Standard stocked item (expanded item) Blank: Made-to-order item — mark: Not available
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SEC-WaveMill

WFXC 08000M/12000M Type & =

Radial
Axial

Rake
Angle

5|

P

Steel

Cast Iron | Non-fFemusletdl || Exotic Alloy

Fig 1
CRKS
g i 1\
4
Ls2 H
Il Head (Applicable Insert SOMTO08 Type) Dimensions (mm)
Cat. No. g |Min.Chanfer Dia. Max. Dia.|Mounting Dia.| Screw | Overall Length Effective Length| - Neck Flat Width | Number | Weight i
&| DCH DCX | DCON | CRKS | OAL LF LS2 L11 H |ofTeeth| (kg) |™
WFXC 08016M08Z2 | ® 16 25.5 8.5 M8 42 25 5 8 13 2 0.1 1
DC1 and DCX dimensions are values with an insert with 0.8 corner radius mounted.
Il Head (Applicable Insert SOMT12 Type) Dimensions (mm)
Cat. No g |Min.Chanfer Dia. Max. Dia. | Mounting Dia.| Screw | Overall Length Effective Length| - Neck Flat Width | Number | Weight Fi
o &»| DCAH DCX DCON | CRKS OAL LF LS2 L11 H of Teeth | (kg) 9
WFXC 12025M12Z3 | ® 25 41.0 12.5 M12 56 32 5 10 19 3 0.1 1
12032M16Z3 | @ 32 48.0 17.0 M16 63 40 5 10 24 3 0.2 1
DC1 and DCX dimensions are values with an insert with 0.8 corner radius mounted.
. Insert Dimensions (mm)
Grade Classification Coated Carbide CeneredCatie DLC| Cermet
High-speed/Light |& [ |@] | [@R[@] W] N
Process| General-purpose |& |t (K< IIPEIPE [N}
Roughing & [K] a
Cat. No. SIE) ?j % % S 6 6 SIS T - 2 Radius|Figl ™9 e
2R122|<|R|=|=|2|% a| £ |RE
SOMT 080304PZER-L (©/®© ®© © © & © © 0 O — — 04 |1
080308PZER-L o ® ®© © ©¢ © ©¢ ©¢ © © — — 08 |1 2 SFCB\/?
SOMT 080304PZER-G @ @ @ ®(e(o o o(e(® | 04 |1 S
080308PZER-G © ®© © ©¢ ©¢ © ©¢ ©¢ © © — — 08 |1
080312PZER-G |®| e/ @e/e| @ @ 0|0 - — 1.2 |1 8.0 {3178
SOMT 080308PZER-H © & ®© @ © © @ © 0 O — — 08 |1
080312PZER-H | @ (I K (I K — — 1.2 |1
SOET 080304PZER-G |® e 0o o 0o 0 o = = (] 04 |1] Fig2
080308PZER-G | ® e 0o [ AN 2K 3K ) — — [ ] 0.8 |1 RE
080312PZER-G | ® (I K o e o o = = [ J 1.2 |1
SOET 080302PZFR-S |—|—|—|—|—|—|—|—|—|— (] [} — 02 |1 PF
080304PZFR-S |—|—|—|—|—|—|—|—|—|-| ® | ® - 04 |1 S %57
080308PZFR-S |—|—|—|—|—|—|—|—|—|— [ J — 0.8 |1 L—\S Jé
SOMT 120408PDER-L (®#|® © ®© © ® © © 0 O = = = 0.8 |2 127 476
SOMT 120404PDER-G © & © ®@ © © © ©® o © — — — 04 |2 - -
120408PDER-G © © © ©¢ © & © ® 0 O = — [} 08 |2
120412PDER-G | @ [ 2K 2K ) o 0o 0 o — — — 12 |2
120416PDER-G | ® (I K ) o o 0 o = = = 16 |2
SOMT 120408PDER-H | @ (I K ) o 0 0 e — — — 0.8 |2
SOET 120408PDFR-S |—|—|—|—|—|—|—|—|—|— (J ) = 0.8 |2
Precautions for Use I€° P17  Arbors I€° P23
B |dentification Code I Recommended Cutting Conditions
V\’ Work Cutting Speed v, (m/min)| Feed Rate f, (mm/t)
FXC 08 01 6 M08 22 S0 Material Hardness Min. - Optimum - Max. |Min. - Optimum - Max.
Series Insert Dia. Mounting ~ Number
Size Screw Size  of Testh General Steel| 180 to 280 HB 150-200-250 0.05-0.10-0.15
Mild Steel < 180HB 180-265-350 0.10-0.15-0.20
Die Steel | 200 to 220 HB 100-150-200 0.05-0.10-0.15
. Parts — Stainless Steel — 150-200-250 0.05-0.10-0.15
Flat Insert Screw |Wrench |A-se Gean Cast Iron 250HB 100-175-250 0.05-0.10-0.15
Applicable Cutter Non-Ferrous Metals — 300-500-1,000 0.10-0.15-0.20
@ @ / % Exotic Alloy — 30- 50 -80 0.10-0.15-0.20
[P The cutting conditions above are a guide. Actual conditions will need to be adjusted
WEXC08000M BFTX0306IP 1.5 [TRDROSIP according to machine rigidity, work clamp rigidity, depth of cut and other factors.
WFXC12000M BFTX03512IP| 3.0 TRDR15IPSL”V”_P

N-m, Recommended Tightening Torque (N-m) @ mark: Standard stocked item @ mark: Standard stocked item (expanded item) Blank: Made-to-order item  — mark: Not available
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SEC-Modular Tools

Special Arbor

Il BBT Integrated Type - SEC-Modular Tools Special Arbors

Fig 1 LF

LBX

L7

/’—_ \,

=1 N~
J—

H <
Q
o -
g8 g l%_ ~J
- BBT Integrated Arbor Dimensions (mm)
Cat. No g Screw Bore Dia. External |Body Overhang| Length |Thread Depth| Overhang Coolant Fi
o &| CRKS DCB BD L6 LBX L7 LF" Hole |
BBT30-M8-50 ([ ] M8 8.5 15.9 73 50 18 98 Yes 1
M10-45 |@® M10 10.5 19.9 68 45 20 98 Yes 1
M12-40 |e@ M12 12.5 24.9 63 40 22 98 Yes 1
M16-35 |@ M16 17 31.9 58 35 24 98 Yes 1

*1: Overhang length for LF is with head mounted.
Can also be used with BT30 spindle machines.

Il SEC-Modular Tools - Special Arbors (Carbide Arbors/Steel Arbors)

Fig 1 CRKS
Carbide o B A =
Arbor 2 Ny — N P— — 2
) 5
L4
L5
Steel LF2
Arbor
. Carbide Arbor Dimensions (mm) . Steel Arbor Dimensions (mm)
5 | Screw (Bore Dia. | Shank | Ol legh | Depth | Thead Deph | Overhang| . -5 |Screw |Bore Dia. | Shank | Oeallegh | Depth | TreadDegh  Overhang | -.
Cat.No. |2/ crks|DCB|DMM| LF2 | L4 | L5 | LF2 |79 Cat.No. |2/ crks|DCB|DMM| LF2 | L4 | L5 | LF? |79
MA15M08L120C | ® M8 85| 15 | 120 | 10 | 18 | 145 |1 MA16MO8L120S |® | M8 85| 16 | 120 | 10 | 18 | 145 |1
15M08L160C |® M8 85| 15 |160| 10 | 18 | 185 |1 20M10L150S |® M10|10.5| 20 150 | 10 | 20 | 180 | 1
16MO08L120C (@ M8 85| 16 | 120 | 10 | 18 | 145 |1 25M12L200S ® | M12|12.5| 25 [200| 10 | 22 | 235 |1
16M08L160C |® M8 85| 16 | 160 | 10 | 18 | 185 |1 32M16L200S |® | M16| 17 32 200 ] 10 | 24 | 240 |1
MA18M10L150C ® M10|10.5| 18 | 150 | 10 | 20 | 180 | 1 P f
18M10L200C (® M10|10.5| 18 | 200 | 10 | 20 | 230 | 1 . Identification Code
20M10L150C [® |[M10|10.5| 20 | 150 | 10 | 20 | 180 |1
20M10L200C |® |[M10|10.5| 20 | 200 | 10 | 20 | 230 |1 MA 15 M08 L1 20 g
MA23M12L200C |[® |[M12|125| 23 | 200 | 10 22 | 235 |1 Series Shank Dia.  Mounting Arbor Overall Arbor Materials
23M12L250C |® [M12|12.5| 23 | 250 | 10 | 22 | 285 | 1 ScrewSize  Length  C: Carbide
25M12L200C |® |[M12|12.5| 25 | 200 | 10 | 22 | 235 |1 S: Steel
25M12L250C @ |[M12 |125| 25 | 250 | 10 | 22 | 285 |1 f : *
MA28M16L200C |® M16| 17 | 26 |200 10 | 24 |240 1| | @ SetDimensions ("2)
28M16L300C |® M16 |17 28 | 300 | 10 | 24 | 340 |1
32M16L200C ® M16 | 17 32 200 | 10 | 24 | 240 |1
32M16L300C |® M16 |17 32 | 300 | 10 | 24 | 340 |1 LF (Dimensions of Head + Arbor)

Il Recommended Tightening Torque (N-m)

* Take care when tightening the head.
- When mounting the head to an arbor, follow the standard tightening torque in the table below.
- Check the mounting screw size for the head and arbor beforehand.

= Regulated Tightening | Tool Dimensions
Screw Size ToqeNn | L1 ] H
BN HiE---H M8 23 8 13
A === M10 46 8 | 15
M12 60 10 | 19
M16 80 10 | 24

N-m) Recommended Tightening Torque (N-m) @ mark: Standard stocked item
23



B Application Examples

S50C Sumitomo | Conventional Tool FCD450 Sumitomo | Conventional Tool
Tool WFXFO8063RS - Tool WFXF12100R -
Grade ACP200 - Grade ACK300 -
Diameter (mm) 63 63 Diameter (mm) 100 100
Number of Teeth 8 5 Number of Teeth 7 6
Ve (m/min) 220 220 Ve (m/min) 200 200
Vs (mm/min) 1,100 1,100 Vi (mm/min) 446 382
f, (mm/t) 0.15 0.20 f, (mm/1) 0.10 0.10
ap (mm) 3.0 4.0 ap (mm) 0.05 0.05
de (Mm) 50 50 de (Mm) = -
Coolant Wet Wet Coolant Dry Dry

- Vibration reduced by approximately 30% - Good surface roughness
Results - Good machined surface Results . &%%Sn é Oﬁ?ru]g gzh@%é%esgm
- Tool life doubled Insert life was extended by approximately 20%

FCD600 Sumitomo | Conventional Tool SS400 Sumitomo | Conventional Tool
Tool WFXF12100R - Tool WFX12050E -
Grade ACK300 - Grade ACP200 -
Diameter (mm) 100 100 Diameter (mm) 50 50
Number of Teeth 7 8 Number of Teeth 8 3
Ve (m/min) 150 100 Ve (m/min) 135 135
Vi (Mm/min) 334 255 Vi (mm/min) 361 361
f, (mm/t) 0.10 0.10 f, (mm/t) 0.14 0.14
dp (mm) 2.5 2.0 ap (mm) 1.5 1.5
e (Mm) 50 - 100 50 - 100 e (Mm) 20 20
Coolant Dry Dry Coolant Wet Wet
Results - 130% Machining Efficiency Results - 20% tool life improvement

SUS304 Sumitomo | Conventional Tool Pre-hardened Steel Sumitomo | Conventional Tool
Tool WFXM08025E - Tool WFXF08040RS -
Grade ACM300 - Grade ACP200 -
Diameter (mm) 25 25 Diameter (mm) 40 40
Number of Teeth 8 3 Number of Teeth 6 4
Ve (m/min) 94 94 Ve (m/min) 180 180
Vi (mm/min) 550 550 Vi (mm/min) 3,580 2,864
fz (mm/Y) 0.45 0.45 f; (mm/t) 0.5 0.5
dp (mm) 0.3 0.3 ap (mm) 0.5 0.5
e (Mm) 15-25 15-25 e (Mm) 3 3
Coolant Air Blow Air Blow Coolant Air Blow Air Blow

- High accuracy with stable machining
Results - 150% tool life improvement Results + Enables high-efficiency machining
using multiple edges

FCD450 Sumitomo | Conventional Tool
Tool WFX12100RS -

Grade XCK2000 -
Diameter (mm) 100 100
Number of Teeth B 5
Ve (m/min) 286 286
Vi (mm/min) 683 683
fz (mm/A) 0.15 0.1
ap (mm) 1.0 1.0
de (MmM) 60 60
Coolant Wet Wet
- Achieves 1.5 times the
Results efficiency and 2 times the
tool life

< SAFETY NOTES >

® Please handle with care as this product has sharp edges.

@ Improper cutting conditions or mis-handling of the tool may result
in breakages or projectiles. Therefore, please use the tool within its
recommended conditions.

® \When using non-water soluble cutting oil, precautions
against fire must be taken and please ensure that a fire
goggles or other protective covers must be used. Fire safety extinguisher is placed near the machine.

® \lery hot or lengthy chips may be discharged while the
machine is in operation. Therefore, machine guards, safety
precautions must also be considered.

€ 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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