Face
Milling

Radius

Multi-
Purpose
Shoulder

Milling
RiCopying
Groove/

T-Slot
Chamfering
Aluminium/
Light Alloys

High-Speed
ast Iron

B Characteristics

The insert shape optimized for shoulder milling combined with a
high-precision body leaves a superior machined surface finish.

Highly durable body

2125mm or smaller cutters |
have coolant holes

Bl General Features

SEC-Wave Mill

WFX 08000 Type

B Series
Shell Type

SEC-Wave Mill WFX series for shoulder milling, is a screw-lock type
cutter using 4-cornered inserts.
Ideal cutting edge design delivers good squareness.

The WFX08000 type has been added
(max. depth of cut: 6.0mm) for small-depth cutting.
Our wide lineup covers a wide variety of applications

Metric

Imperial

@ Max. depth of cut

WFX08000 Type WFX12000 Type
(Max.6mm) (Max.10mm)
@ Optimized Edge Shape
@® ® ®

Y
A

-t L]

=

Composite Cutting Edge Effect
[ v
(D : The convex shape ensures the cutting edge strength.
(@) : The flat shape reduces step differences in stepped milling.

], [ (WK

- -

Large step difference Small step difference
and rough surface Land smooth surface

7 =

(3 : The wiper edge function improves the surface roughness.
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WFX

Standard Pitch

Ultra-Fine Pitch

WFXOSOOORS@HW WFXMO08000RS @?78 WFXF08000RS @797
240-100mm, 3-8 flutes | ©40-100mm, 4-10 flutes | ©40-100mm, 6-12 flutes
WFx08000R® _....| WFxM08000R“ .| WFXF08000R%, .,
©80-100mm, 6-8 flutes ©80-100mm, 8-10 flutes | ©80-100mm, 10-12 flutes
WFX12000RS  -+so WFXF12000RS s
©50-100mm, 3-5 flutes ©50-100mm, 4-7 flutes
WFX12000R 60 WEXF12000R 1
280-250mm, 4-12 flutes ©80-250mm, 6-18 flutes

Standard Pitch

Fine Pitch

WFXF-E

Ultra-Fine Pitch

WFX08000E ™ ..
220-63mm, 2-5 flutes

WFXMO0B000E
©25-63mm, 3-6 flutes

;, Standard Pitch
WFX08000M
©20-40mm, 2-3 flutes

—H129

WFX12000 Type Insert
(General-Purpose G Type Chipbreaker)

WFX12000E = -hss WFXF12000E -3
240-80mm, 3-4 flutes 250-80mm, 4-6 flutes

Modular Type

WFX-M

Economical Four-Cornered Insert

WFX08000 Type Insert
(General-Purpose G Type Chipbreaker)



W Performance

(1) Sguareness of Machined shoulder

—pg 24mm

a, a,

Total Shoulder
-t Height >

24 L - - - -- -
. > 1st Step
E Comp A \Comp B (8mm)
=161 D __
5 1
[
T
:
S 2nd Step
2 (8mm)
38 > -
kel /
Rl
3rd Step
> (8mm)
0 -
-80 30 0 20 Cutting Width 20mm
Deviation (um)
(2) Surface Roughness Comparison
15
[2]
[%]
2 WorkVard - S50C
-% 10f---------mmmmm o T CutingCordions ‘ap =0.5mm
3
o
[0}
R I fffffffff
€
>
w .
0
wm WFX Comp. A Conventional Grade ok Maeid - SUS304

Work Material : SCM440  Tool : WFX12100R (2100x5flutes)

Cuting Conditions Ve =200m/min, f,=0.10mm/t,
a,=3.0mm, a,=90mm

(8) Cutting Resistance Comparison

Work Material : S50C  Tool : WFX12100R (2100x5 flutes)
Cutiing Conditons v =200m/min, f,=0.15mm/t,
a,=8.0mmx3 times, a,.=20mm

(2) Comparison of Surface Texture

Glossy without Clouding Clouded without Gloss

Utnylodins 2, =0.5mm

WFX Comp. A

(4) Comparison of Wear Resistance

4,000 0.4
‘ [ Feed force [ PrinipaForce [ Back Force: ‘ Face
(o]
<] 20% Down = Millin
S 3,000 E 03 9
] £ .
2 = Radius
i ©
2 2,000 2 02 Multi-
§ = Purpose
Shoulder
1,000 = o Milling
RiCopying
0 3 9 16 25 31 38 47 53 60 66 G
roove/
WFX Comp. A Comp. B Cutting Time (min) T-Slot
Work Material : S50C  Tool: WFX12100R (&100x5/lutes) Work Material : SCM440  Tool: WFX12100R (0100 1 flutes) Chamering
Cuting Condiions v =200m/min, f,=0.15mm/t, Cuting Conditons v =200m/min, f,=0.15mm/t, Aluminium/
a,=10mm, a,=20mm a,=5.0mm, 2,=30mm Light Alloys
High-Speed
Cast Iron
M Application Examples
Work (S50C) SEH Product | Conventional Grade Work (FCD450) SEH Product | Conventional Grade
Tool WFXF08063RS Tool WFXF12100R
Grade ACP200 Grade ACK300
Tool Diameter(mm) 063 063 Tool Diameter(mm) 2100 0100
No. of Teeth 8 5 No. of Teeth 7 6
Vo(mm/min) 220 220 Ve(m/min) 200 200
Vi(mm/min) 1,100 1,100 Vi(mm/min) 446 382
fy(mm/t) 0.15 0.20 fy(mm/t) 0.10 0.10
ap(mm) 3.0 4.0 ap(mm) 0.05 0.05
g(mm) 50 50 - g(mm) - -
Coolant Wet Wet Coolant Dry Dry
+ Vibration reduced by approximately 30%. . gaooogg i“g;é‘ffg;‘gg;ﬁsﬁs m
Results + Good machined surface Results T '
o + Cutting time is shortened.
+ Tool life is doubled. Insert ife is extended by approximately 20%.
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M Insert Grades

The WFX type offers the newly developed multi-layer PVD coating structure
Super ZX Coat on these grades: ACP200, [ls) ACP300, and
ACK300. With excellent resistance against wear, fracture, and adhesion,
the grades achieve 1.5 times longer tool life than conventional coating.

In addition to the DL1000 and H1 for non-ferrous metals and T4500A, a
new cermet grade for milling, we have released the ACM200 and ACM300
grades for stainless steel and exotic alloys, thereby covering a wide range
of work materials.

B Grade Selection

Work Material | Grade | Finishing to Light Cutting Medium Cut Rough to Heavy Cutting Work Material [Grade | Finishing to Light Cutting Medium Cut Rough to Heavy Cutting

ACP100
ACK200 Y
Steel Ac K300

Coat

ACP200

Coat

ACP300

: DL1000
] ACM200 7 A
= & ACM300 THT [

The letters "C" and "P" at either end of each grade indicate coating type. v :CVD A : PVD Blank: Non-coated

Work Material [Dsteel [ Castlron ) Aluminium
L Type G Type S Type
General Purpose (Standard)

Light Cutling Breaker

G

H Chipbreaker Selection

— Good

Face
Milling

Radius

Multi-
Purpose

Shoulder Heavy Cuting Cuﬂipg Edge i IEOG K 15 i ' e i WSO
Milling Figure
) Edge Strength — High
RiCopying 9 9 9 Light Cutting,
Groove/ Application | Low Rigidity Milling
T-Slot Low-Burr Design

H Characteristic| Low Cutting Force General Purpose Strong Edge Wiper Edge Sharp Edge

Edge Sharpness

Heavy Cut,
Heavy Interrupted Machining | Precision Finishing | Non-Ferrous Metal
Hardened steel

Main Chipbreaker
General - Interrupted Milling

Chamfering

Aluminium/
Light Alloys

e M Wiper Insert

Optimised wiper edge shape provides superior surface roughness.

Important Notes About Wiper Inserts

@ Wiper inserts are single-cornered.
@ Attach the wiper insert so that the chamfered
= — corner is in location 1 shown in the figure.
£ Wiper inserts are
0| | 0.15mm longer @ Be sure to use the corner with
| | than M Class inserts. an ID mark (2 in the figure).
o (08-size inserts have no marks.)
PW A @ Refer to page N17 for details
- 0.03-0.05mm about wiper inserts.
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Steel G Cast Iron lirfems kel Auminium Exoi Aloy HaeedSeel

Rake Radial —6° I
Axial | 120 S 90°

B Body (Standard Pitch)

Dimensions (mm) No. of | Weight )
. No. k Fig.
Cat. No Stoc oD; | oDy Ly od a b 2 ad; od, | Teeth | (kg) '9
WFX 08040RS [ J 40 33 40 16 8.4 5.6 18 14 9 3 0.2 1
© 08050RS [ J 50 41 40 22 10.4 6.3 20 18 11 4 0.3 1
°© 08063RS [ J 63 50 40 22 104 6.3 20 18 11 5 0.6 1
= 08080RS o “80 55 50 27 12 7 25 20 14 6 1.0 1
08100RS [ ] 100 70 50 32 14.4 8 32 46 — 8 1.4 3
5 | WFX 08080R [ J “80 515 50 25.4 9.5 6 25 20 14 6 1.0 1
= 08100R [ J *100 70 63 31.75 | 12.7 8 32 46 27 8 1.9 2
-\\\g\\ Inserts are not included. Check the arbor attachment size (ed) when selecting the cutter.
6“\\ * Please use JIS B1176 hexagonal bolt (280: M12x30 to 35mm, 6100: M16x40 to 45mm) for securing 80/¢100 cutter to the arbor.
M Identification Details
() @) (4) 6 6
Cutter Series Insert Size Cutter Direction  Metric Bore
M Insert (2 Steel (V1) Stainless Steel (74 Cast Iron [[Y) Non-Ferrous Metal [ Exotic Alloy [§) Herdened Stee!
Grade Coated Carbide Carbide| DLC [Cermet
High SpeediLight @[ | [C3] [&4] [
Application  |General Purpose A <]IIPE [N] B |
Roughing B K] 4
g8 8 W Diersors Fig 4 re
o 0|0 |9 X o <C (mm) .
Cat. No. 2121288 § é g S —— Fig
S S S| S| = o L Ie o LI/ E
= = || =) ~ o NP Maiﬁﬁlg
SOMT 080304PZER-L |® © @ ® ®(® ® — | 04| 4 (N
080308PZER-L ® 0600 o o o = 08| 4 50 5175 Radius
SOMT 080304PZER-G ® 060 0 o o o — 04| 4 : - Multi-
080308PZER-G (®@ o e @ ® @ ® — |- 08| 4 ::'P:fe
080312PZER'G (I 3K 2K 2K 2K 2K s _ 12| 4 Fig 5 I:%,‘H76(Notesor_1 Mimﬂger
SOMT 080308PZER-H |@|® e e @ @ e | |- 08 4 > insalaon oo
080312PZER-H o e 0 0 o o o — 12| 4 X
SOET 080304PZER-G (@ (@ (@ ® 0|0 O — — ®| |04]4 A sl
080308PZER-G ( BN AN BN BN AN AN ) [ 08| 4 @ \ND/ Chanfrg
080312PZER-G ® 00 o6 o o o = () 12| 4 - -
SOET 080302PZFR-S || || ||| |®| |® |—| |o02|4 (35 B08 | 13175 | [limhios
080304PZFR-S |—|—|—|—|—|—|-|®| |®| |—| |o04|4 b
080308PZFR-S — =] e (J — 08| 4 Castlron
XOEW 080308PZTR-W —|—| = (J — — [ J — | 5
M Parts B Recommended Cutting Conditions
screw Spanner Work Cutting Speedv,(m/min) | Feed Ratef,(mm/t) |D.O.C.
L Material ElElneEe Min. - Optimum - Max | Min. - Optimum - Max | (mm) ClECES
ACP200
General Steel | 180 to 280HB | 150-200-250 0.08-0.12-0.18 | <6 ACP300
ACP200
Soft Steel <180HB 180-250-350 0.10-0.15-0.20 | <6 ACP300
. ACP200
BFTX0306IP | 2.0 TRDROSIP Die Steel | 200 to 220HB | 100-150-200 0.08-0.12-0.18 | <4 ACP300
@HecommendedTigh{eningTorque (Nm) M | Stainless Steel - 160-200-250 0.10-0.15-0.20 | <6 | ACM300
ACK200
Cast Iron 250HB 100-175-250 0.10-0.15-0.20 | <6 ACK300
HA1
Non-Ferrous Metal - 300-500-1000 0.10-0.15-0.20 | <6 DL1000

The cutting conditions above are 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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Rake Radial —6°
Angle Axial 12°

Fig 1 Fig 2 D Fig 3
oDy %db oD,
24 a ad,
a y a,
v S \
Ni_g\ W) - Q)_Q4
TR \T - . ) &
[9) P [9) " [$)
od, 217 2d,
P ad, oD,
oD, odi gD,
B Body (Fine Pitch)
Dimensions (mm) No. of | Weight )
t. No. tock E
cat.No Stoc oD, | oDy Lg od a b 4 ody | @d, | Teeth | (kg) 9
WFXM 08040RS [ ] 40 33 40 | 16 8.4 5.6 18 14 9 4 0.2 1
g3 08050RS [ ] 50 41 40 | 22 10.4 6.3 20 18 11 5 0.3 1
‘3 08063RS (] 63 50 40 22 10.4 6.3 20 18 11 6 0.5 1
= 08080RS () *80 55 50 | 27 12 7 25 20 14 8 1.0 1
08100RS o 100 70 50 32 14.4 8 32 46 — 10 1.4 3
S WFXM 08080R o *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
5§\;\\ Inserts are not included. Check the collet attachment size (ad) when selecting the cutter.
Q"\\ * Please use JIS B1176 hexagonal bolt (¢80: M12x30 to 35mm, @100: M16x40 to 45mm) for securing @80/¢100 cutter to the arbor. \
B |dentificationDetails
(1) () () (4) (5) (6)
Cutter Series M: Fine Pitched Insert Size Cutter Direction Metric Bore
F : Extra-Fine
Pitched
B Insert [ Steel (V1) Stainless Steel (7@ Cast Iron [Y) Non-Ferrous Metal [ Exotic Alloy [1] Hardened Steel
Grade Coated Carbide Carbide| DLC |Cermet
High Speed/Light| [ [K] B4 |68
Application | General Purpose A <1IIP= [N] @ |
Roughing ) | R K]
= mm. -
Cat. No. 221288 § é g S —— Fig g-\‘/?
F S (&) SO = O 2 Ie o ()
Milling = S e ele o 15 s [\
"3 'SOMT 080304PZER-L | ® © ® ® ® @ ® | | 04| 4 N
o 080308PZER-L |® @ ®© @ @ @ @ — - 08| 4 " 5178
Mt SOMT 080304PZER-G [ 3N 2K AN BN BN AN RS — 04| 4 : :
ot 080308PZER-G (@ /@ @@ @ @ @ — | |— 08| 4
Milling 080312PZER-G [ K 2K 2K 3K 2K 2K B — 12| 4 Fig5 e 1758 carfl ung
Atmig | SOMT 080308PZER-H [@ /@@ 0 0 0 @ | [ 08| 4 50 el
080312PZER-H ® o 0 0 0 0 o — — 12| 4 ) X
Gt |SOET 080304PZER-G |® /@@ @ (@@ /@ | || @ |04 4 A
— 080308PZER-G |® © @ @ ® © ® ® |08 4 5 D
- 080312PZER-G @ @ @ @ @ @ @ —| |—| (@ |12 4 o
dansims | SOET 080302PZFR-S | —|—|—|[—[—|—|—|® o — | Joz2| 4 33| \RO8 3475
High-Speed 080304PZFR'S N e I I Y B . . - 04| 4
astron 080308PZFR-S it Bl el el el Bl . (J — 08| 4
XOEW 080308PZTR-W —| == [ ] — = [ = B
M Parts B Recommended Cutting Conditions
screw Spanner Work Cutting Speedv,(m/min) | Feed Ratef,(mm/t) |D.0.C.
P L Material liese Min. - Optimum - Max | Min. - Optimum - Max | (mm) EizeE
ACP200
General Steel | 180 to 280HB | 150-200-250 0.08-0.12-0.18 | <6 ACP300
ACP200
Soft Steel| < 180HB 180-250-350 0.10-0.15-0.20 | <6 ACP300
Die Steel | 200 to 220HB | 100-150-200 0.08-0.12-0.18 | <4 ACP200
BFTX0306IP [2.0| TRDROSIP : . . ACP300
N-m, Recommended T\ghtenmg Torque (Nm) M ‘ Stainless Steel = 160-200-250 0.10-0.15-0.20 | <6 | ACM300
ACK200
Cast Iron 250HB 100-175-250 0.10-0.15-0.20 | <6 ACK300
H1
Non-Ferrous Metal - 300-500-1000 0.10-0.15-0.20 | <6 DL1000

The cutting conditions above are 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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Radial —6°

Rake
Angle

Axial 12°

PIIKNNSH

Steel G Cast Iron lirfems kel Auminium Exoi Aloy HaeedSeel

017

ﬂd1 2d;
oD, odi gD,
B Body (Extra-Fine Pitch)
Dimensions (mm) No. of | Weight .
t. No. tock F
bl Stock = b, [ oDy | L | od a b ¢ | od; | @do | Teeth | (kg) 9
WFXF 08040RS o 40 33 40 16 8.4 5.6 18 14 9 6 0.2 1
Ke) 08050RS [ ] 50 41 40 22 10.4 6.3 20 18 11 7 0.3 1
© 08063RS o 63 50 40 22 10.4 6.3 20 18 11 8 0.5 1
= 08080RS [ J “80 55 50 27 12 7 25 20 14 10 0.9 1
08100RS [ J 100 70 50 32 14.4 8 32 46 — 12 1.4 3
S WFXF 08080R o “80 55 50 25.4 9.5 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 not included. Check the collet attachment size (ad) when selecting the cutter.
* Please use JIS B1176 hexagonal bolt (80: M12x30 to 35mm, g100: M16x40 to 45mm) for securing @80/@100 cutter to the arbor. \
B |dentificationDetails
(1) (2) 3) (4) (5) (6)
Cutter Series M: Fine Pitched Insert Size Cutter Direction Metric Bore
F : Extra-Fine
Pitched
B Insert (2 Steel (V1) Stainless Steel (74 Cast Iron [[Y) Non-Ferrous Metal [ Exotic Alloy [§) Herdened Stee!
Grade Coated Carbide Carbide| DLC [Cermet
High Speed/Light| [ L [K] M4 || K o
Application  |General Purpose EAEA < IR IE [N] @ |
Roughing K]
S8 S P> Dirensins i I
8558588 S < (mm) | o ’
s@@E@2 8= 2] |2 | S @) Face
SOMT 080304PZER-L @ @ @ ® ® ® ® — | | 04| 4 S o
080308PZER-L e 0o 0 o o o = 08| 4 50 5175 :
SOMT 080304PZER-G |® @ © @ @ o (0| | | — 04| 4 : : it
080308PZER-G |© ©|® @ @ @ ® —| |- 0.8 4 —
080312PZER'G . . . . . . . - - 12 4 FigS E—:H?E(_Becarefulduring Mi"ing
SOMT 080308PZER-H o0 0 o 0 o0 o - — 08| 4 8.0 s i RiCopying
080312PZER-H @ @@ /@ @ @ @ | - 12| 4 q P
SOET 080304PZER-G ® 060 o o o o = (] 04| 4 A T-Slot
080308PZER-G o 0o o0 o0 o0 00 ® 08| 4 © \\D)j Chamiering
080312PZER-G @/ @/@/@e/@e /@@ | || (@ |12 4 0 —
SOET 080302PZFR-S — === |® [ — 02| 4 33 | “RO.8 3175 Light Alloys
080304PZFR-S — === |® (] = 04| 4 HighSped
080308PZFR-S === ]—|e® J — 08| 4
XOEW 080308PZTR-W —| == o — — [ = | B
M Parts M Recommended Cutting Conditions
screw Spanner Work Cutting Speedv,(m/min) |~ Feed Ratef,(mm/t) |D.O.C.
P o Material AEIEIEES Min. - Optimum - Max | Min. - Optimum - Max | (mm) CIECES
ACP200
General Steel | 180 to 280HB | 150-200-250 0.08-0.12-0.18 | <6 ACP300
ACP200
Soft Steel| < 180HB 180-250-350 0.10-0.15-0.20 | <6 ACP300
Die Steel | 200 to 220HB | 100-150-200 0.08-0.12-0.18 | <4 ACP200
BFTX0306IP | 2.0 TRDROS8IP : . : ACP300
@ Recommended T|gmen|ng Torque (Nm) M ‘ Stainless Steel 160-200-250 0.10-0.15-0.20 | <6 | ACM300
ACK200
Cast Iron 250HB 100-175-250 0.10-0.15-0.20 | <6 ACK300
H1
Non-Ferrous Metal 300-500-1000 0.10-0.15-0.20 | <6 DL1000

The cutting conditions above are 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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Radial | —8°
Angle Axial 8°
Shoulder Millng for Steel, Stainless Steel, Dig Steel, Gast lron, Non-Ferrous Alloys W
) ) ) ) ) oD,
oD, Fig 2 oD, Fig 3 oD, Fig 4 oD, Fig 5 56D 1?)1 5
ad <%j> T ad gd Q;d 4-0118
~a., ¥ M NEN ¥ i il
AN B T 9 Q
~ 4 Q] ~ 4 ~
HE - AN\T S ) J[ 1 I 3
0 U © ” @ od © od [
7 204 1 1
Z‘j; Z;z oD, oD, oD,
H Body (Standard Type) o0, o1 oD,
Dimensions (mm) No. of | Weight )
Cat. No. Stock B, Tebs | & | od | a b 0 | od; | o0, | Teeth | (kg) | 9
WFX 12050RS | @ 50 40 40 22 10.4 6.3 | 20 18 11 3 0.2 1
= 12063RS | © 63 50 40 22 10.4 6.3 | 20 18 11 4 0.4 1
2 12080RS | © *80 60 50 27 12.4 7 25 20 13.5 4 0.9 1
12100RS | © 100 70 50 32 14.4 8.5 32 46 = 5 1.3 8
WFX 12080R o “80 60 50 25.4 9.5 6 25 20 13 4 0.9 1
12100R ® | 100 70 63 31.75 | 127 8 32,5 46 28 5 1.7 2
% 12125R [ J 125 80 63 38.1 15.9 10 35.5 55 30 6 2.4 1
= 12160R o 160 100 63 50.8 19.1 11 28 72 = 8 3.7 4
12200R o 200 150 63 47.625 25.4 14 35 130 — 10 6.3 5
12250R (J 250 190 63 47.625| 25.4 14 35 150 — 12 11.0 5
< Inserts are not included. *Sizes 160 mm or above do not have coolant holes.
* Please use JIS B1176 hexagonal bolt (¢ 80: M12x30 to 35mm, ¢ 100: M16x40 to 45mm) for securing ¢ 80/¢ 100mm cutter to the arbor. \
B Identification Details
) @ @ @ 6
Cutter Series Insert Size Cutter Direction  Metric Bore
B Inserts [ Steel (V) Stainless Steel (7@ Cast Iron [[Y] Non-Ferrous Metal [ Exotic Alloy [5) Hardened Steel
Grade Coated Carbide Carbide] DLC |Cermet I
High Speed/Light| [ [K] PE K] [N] Fig6 £
Application General Purpose R (K] YEIVE [N ] (P] T*/] F
Roughing K] a @)
s s s @W Dimensions - [./—\_& L
Face Cat. No. 8 % § g % g8 = = " Fig 127 476
— @@ @S|2|=| |2 |B] |-
Radius | SOMT 120408PDER-L e e/ee@00 | || || [o8]s6 )
wut- | SOMT 120404PDER-G e o oee e e —| |—| [—| [o4e6]| Fo7 RS e g
o 120408PDER-G  |®|® /@@ @ @ ® —| || @ |08|s6 128
Milling 120412PDER-G C 2N BN AN BN B AN NES = = 12| 6 / )
W <o aeesbenn Tele el Tele e S = = ae] I [©
Groove/ - - o
Tsit | SOET 120408PDFR-S e il el o ® — 08| 6 \L&J RO8 a76
Charsksig XOEW 120408PDTR-W =|=]=]=]O — — () = | 7 - :
Insert Screw Insert Insert Screw
Aluminium/
Light Alloys
High-Speed Seat
ast Iron

Bl Recommended Cutting Conditions

Work

Cuting Speedv, (m/min)

Feed Ratef,(mm/t)

D.O.C,

[ | Spare Parts SO \tateriar| Hardness Min. - Optimum - Max | Min.- Optimum - Max | (mm) ElEeEs
ACP200
Seat Seat Screw | Insert Screw | Wrench (insert) | Wrench (seat) GeneralSieel | 180 to 280HB) 150-200-250 | 0.10-0.15-0.20 | <10 s spaq
ACP200
‘ Soft Steel | <180HB | 180-250-350 | 0.10-0.15-0.20 | <10 ySpan
‘ % > . ACP200
\ & Die Steel [200to 220HB| 100-150-200 | 0.10-0.15-0.20 | <6 |y Spany
&; IV | Stailess Stee 160-200-250 | 0.10-0.15-0.20 | < 10/ACM300
@ ¢ ACK200

Castlron| 250HB | 100-175-250 |0.10-0.15-0.20 | <10y
WFXS4R | BW0507F |BFTX03512IP|3.0 | TRDR15IP | LH035 HfOO
R, Recommended Tighening Torgue (N- ) Non-Ferrous Aloy 300-500-1000 | 0.10-0.15-0.20 | <10 DL1000

@®mark: Standard stocked item (expanded item)
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The cutting conditions above are a guide. Actual conditions will need to be adjusted
according to machine rigidity, work clamp rigidity, cutting depth, and other factors.




Radial —8°

Rake Radial
Angle

Axial 8°

Steel FERET Cast

PUIJK NN

mls nmlv:lw

ter Miling for Steel, Stanless Steel, Die Stee!, Cast

| T X Fig 1 Fig 2 Fig 3
' oD, @D,
db ad T e
29, , a
a
st o
~ R -
B Jl = <%
O | O
20, 217
ad, 2d;
oD, od, ﬁDc
M Body (Extra-Fine Pitch)
Dimensions (mm) No. of |Weight
Cat. No. Stock Fi
oD, | oD, | L | od | a | b 0 | odi | od, |Teeth| (k) | ' °
WFXF 12050RS ® 50 40 40 | 22 10.4 6.3 | 20 18 11 4 0.2 1
= 12063RS () 63 50 40 22 10.4 6.3 | 20 18 1 5 0.4 1
2 12080RS ® 80 60 50 | 27 12.4 7 25 20 13.5 6 0.9 1
12100RS ® | 100 70 50 | 32 14.4 85 | 32 46 - 7 1.2 3
WFXF 12080R [ ) *80 60 50 | 25.4 9.5 6 25 20 13 6 0.9 1
12100R ([ J *100 70 63 31.75 12.7 8 32.5 46 28 7 1.6 2
5 12125R ® | 125 80 63 | 38.1 159 | 10 355 | 55 | 30 8 | 24 | 1
= 12160R () 160 100 63 | 50.8 19.1 11 28 72 = 12 35 4
12200R ([ J 200 150 63 47625 | 25.4 14 35 130 - 16 6.2 5
12250R 250 190 63 47625 | 25.4 14 35 150 = 18 10.9 5
“"g\i\\ Inserts are not included. *Sizes 160 mm or above do not have coolant holes.
Qf“\\ +Please use JIS B1176 hexagonal bolt (¢ 80: M12x30 to 35mm, @ 100: M16x40 to 45mm) for securing @ 80/ 100mm cutter to the arbor. ‘
B Identification Details
(1) (2) (3) 4) (5)
Cutter Series Insert Size Cutter Direction Metric Bore
M Inserts ([ steel (M) Stainless Steel {74 Cast ron (Y] Non-Ferrous Metal [ Exotic Alloy [5) Hardened Steel
Grade Coated Carbide Carbide] DLC |Cermet Fig 6 re
High Speed/Light| @ K] ] IIN e
Application | General Purpose [K] M4 | 4 [N] N g;;\/? [
; e | M4 a
Roughing (KINE o &ﬂ
g8 S PP D [inesins
o | o mm)
Cat. No. 285|185 |g8(3|8/8 g |z ™ Fg 127 476 Mifing
s@@ @S |8|=| 2] |8 |* :
= Radius
SOMT 120408PDER-L ® e 0 0o o o o — — 08| 6 Fig 7 Wiper | WS H75(Be careful during Multi-
SOMT 120404PDER-G ejejejo/ejo(0— | [—| || Jo4|s 9 'p‘““ * ™ i) Purpose
120408PDER-G [ BN AN BN BN BN AN NE — o 08| 6 - Shoulder
120412PDER-G ®o o0 o0 0 0 o0 — — 12| 6 ) Willing
120416PDER-G (@@ /@@ @ @ ® —| || |~ 166 ol LD Rcopying
SOMT 120408PDER-H oo @eeje(@j® | [—| || Jo8[s =\ P
SOET 120408PDFR-S — | = === [ ] o — 08| 6 — | ° RO.8 T-Slot
XOEW 120408PDTR-W | | | | |® = e [—17 Les.] 476 | chniog
Insert Screw Insert Insert Screw AT
Light Alloys
High-Speed
Seat c?st-lsrg:e
Bl Recommended Cutting Conditions
Work Cutting Speedv(mmin) | Feed Ratef, (mm/t) [D.O.C.
€L Material LTSS Min. - Optimum - Max | Min. - Optimum - Max | (mm) (LR
B Spare Parts General Steel | 180 to 280HB | 150-200-250 | 0.10-0.15-0.20 <10 ﬁgiggg
Seat Seat Screw | Insert Screw | Wrench (insert) | Wrench (seat) Soft Steel| <180HB | 180-250-350 | 0.10-0.15-0.20 | <10 ﬁggggg
. ACP200
@ Die Steel [200to 220HB| 100-150-200 | 0.10-0.15-0.20 | <6 | ySpaoo
\ & Stanless Steel 160-200-250 | 0.10-0.15-0.20 | < 10|ACM300
ACK200
&; , Castlron|  250HB | 100-175-250 | 0.10-0.15-0.20 | <10| Sez00
H1
WFXS4R | BWO0507F |BFTX03512IP| 3.0 TRDR15IP | LH035 Hon s ey 300-500-1000 | 0.10-0.15-0.20 | <10/ 15, 4999

(N-m, Recommended Tightering Torque (N- m)

@®mark: Standard stocked item (expanded item)

The cutting conditions above are 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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Radial —6°
1] 9mmlgg

Shoulder Millng for Steel, Stainless Steel, Dig Steel, Gast lron, Non-Ferrous Alloys

Modular Type =~ H129

l Body (Standard Pitch) H Body (Fine Pitch)
i N g Dimensions (mm) No. of Cat. N S DIERSHERS (i) No. of
an e & |oD.oDs| L | o | L [Teeth at o & oD loDs| L | g | L |Teeth
WFX 08020E-16 | @ | 20 | 16 | 30 | 80 | 110 | 2 WFXM 08025E ® | 25 | 25 | 30 | 90 | 120 | 3
WFX 08020E @® | 20 | 20 | 30 | 80 | 110 | 2 WFXM 08032E @® |32 |32 |30 |9 |120| 4
08022E ® | 22 | 20 | 30 | 90 | 120 | 2 08040E ® | 40 | 32 | 30 | 90 | 120 | 4
WFX 08025E-20 o 25 20 30 | 90 [ 120 | 2 08050E o 50 32 30 90 | 120 | 5
WFX 08025E ® | 25 | 25 | 30 | 90 | 120 | 2 08063E ® | 63 |32 |30 | 9 [120| 6
08028E o 28 | 25 | 30 | 90 | 120 | 2 Inserts are not included.
08030E ® | 30 | 25 | 30 | 90 [120 | 3
WFX 08032E ® |32 |32 |3 | 9 [120| 3 e .
08033E ® | 33 | 32| 30 | 9 |120| 3 M |dentification Details
08040E @® | 40 | 32 | 30 | 90 | 120 | 3
08050E ® |50 | 32 | 30 | 90 | 120 | 4 WFX M 08 025 E
08063E . 63 2 30 90 120 5 Cune(r1s)evies Flneszit)ched Inse(r? )Size C(::t)er Endrr(jl)Type
Inserts are not included.
M Insert (2 Steel (] Stainless Steel ([T Cast Iron ([X) Non-Ferrous Metal [ Exotic Alloy [§) Hardened Steel
Grade Coated Carbide Carbide] DLC |Cermet
High SpeediLight @] | (@] [E4] [&%] D
Application  |General Purpose AN <1 [N] @ |
Roughing K] 4
§ § § W Dinersions Fig 4 le
Cat. No. 851585 8|8 3 S {inen) Fig
oI I|IQ I == = 3
e B2 2E| |8 |[E| | = %57
uliice | SOMT 080304PZER-L @ ®(® @ @ o @ 04| 4 S
Radi 080308PZER-L ® 060 0 o0 o0 o 08| 4 a0 8175
a9lS 'SOMT 080304PZER-G @@ @ @ (@@ @ | |- 04| 4 : :
Pu["',ggie' 080308PZER-G ® 0600 0 0 o0 = 08| 4
080312PZER-G ® 0600 0 0 o — — 12| 4 , : o= H| ‘
Should Fig5 W| r Insert 25 H75(Be careful during
Wing |SOMT 080308PZER-H @ ® © ®|® ® ® | | 08| 4 . i)
SOET 080304PZER-G ® 0600 0 0 o — O 04| 4
“2let 080308PZER-G |® ®|® @@ o @ ® |08 4 e ()
Chanieing 080312PZER-G |e|®e e/ @@ @@ | |—| (@ |12|4 n
frp— SOET 080302PZFR-S — === |- |—® () — 02 4 ]3_3 RO.8 3175
Light Alloys 080304PZFR-S =|=|=|=]|=|=|=|O ) — 04| 4
High-Speed 080308PZFR-S — === |—|—]—® ) — 08| 4
i 'YOEW 080308PZTR-W === o — — o — |5
M Parts B Recommended Cutting Conditions
| t S S Work Cutiing Speedv,(m/min) | Feed Ratef,(mm/#) |D.O.C.
neert Serew panner IS0| Material | Hardness |y, “Optimum - Max Mi:e-Op?i;u:;mm-nMax G| EEEEE
General Steel | 180 to 280HB | 150-200-250 0.08-0.12-0.18 | <6 :g,zggg
ACP200
Soft Steel|  <180HB 180-250-350 0.10-0.15-020 | <6 |, oo
BETX0306IP [ 2.0 TRDROSIP Die Steel | 200 to 220HB | 100-150-200 0.08-0.12-0.18 | <4 28:2288
N-m, Recommended Tightening Torque (N-m) M | Stainless Steel - 160-200-250 0.10-0.15-0.20 | <6 | ACM300
Castlron|  250HB 100-175-250 0.10-0.15-0.20 | <6 zgiggg
Non-Ferrous Metal - 300-500-1000 0.10-0.15-0.20 | <6 DL:iO1 00

The cutting conditions above are 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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Radial
Axial

PUIJK NN

Steel FERET Cast

—8°
8°

S H
i Aoy faiedSel

Rake Angle

M Body (Standard Pitch) M Body (Extra-Fine Pitch)

S Dimensions (mm) No. of S Dimensions (mm) No. of
Cat. No. (% oD oD, | L . [ |Teeth Cat. No. % oD.|2D.] L . o s
WFX 12040E ® | 40 | 32 | 30 | 90 | 120 | 3 WFXF 12050E ® | 50 | 32 | 30 | 90 | 120 | 4
12050E @® | 50 | 32 |30 |9 |120| 3 12063E ® 63 |32 |3 | 9 |120| 5
12063E @® (63 | 32 | 30 | 90 | 120 | 4 12080E ® | 80 | 32 | 30| 9 | 120 | 6
12080E L 80 32 30 90 | 120 4 Inserts are not included.

Inserts are not included. @40 mm sizes do not have a seat.

M Identification Details

WEXF 12050 E

(2) 3) (4) (6)
Cutter Series Fine-Pitched Insert Size Cutter Endmill Type

M Insert (2 Stee! (V1) Stainless Steel (74 Cast Iron ([X) Non-Ferrous Metal [ Exotic Alloy () Hardened Steel
Grade Coated Carbide Carbide| DLC |Cermet . I
High Speed/Light| @ B B @ O Fig 1 :
Application General Purpose R | @ | 3 VENVE o (P} Y\*’? F
Roughing KIERDE E @)
SIS = W @ Dimensions L_\_S L
Cat.No. SEHEEEE g |z —iF 127 476
o P = | = = =
e 2@ 22=| |8 B |
SOMT 120408PDER-L o006 o o o o — — 08| 1 . 4 L
SOMT 120404PDER-G =~ |®@ @ @ (@ (@ |®@|®| | || || |o4| 1| Fo2 e
120408PDER-G ( BN BN BN AN BN BN B — [ 08| 1 : Face
120412PDER-G ( BN BN BN BN BN BN B — — 1.2 1 / ) Milling
120416PDER-G @ @@ @ @@/ ® — | —| |— |16 1 = (} Radius
SOMT 120408PDER-H @ (@ (@ @ @@ (® | || || |08 1 = -
SOET 120408PDFR-S — === —]—® [ — 08| 1 — ‘ RO.8 Purpose
XOEW 120408PDTR-W — == 1-1@® = = o —| 2 L—>6-5 4.76 a?l?iﬂgier
RiCopying
) Groove/
Insert Screw Insert Insert Screw (Excluding WFX12040E (¢40)) T-Slot
Chamfering
Seat Aluminium/
(Excluding WFX12040E (240)) Light Alloys
High-Speed
Cast Iron

Bl Recommended Cutting Conditions

o | s [T o ] e

H Spare Parts Geneel S| 180 to 280HB| 150-200-250 | 0.10-0.15-0.20 | < 10| pCh 00
Seat Seat Screw | Insert Screw | Wrench (insert) | Wrench (seat) SoftSteell <180HB | 180-250-350 | 0.10-0.15-0.20 | <10 ﬁgﬁigﬁ

Die Steel| 20010 220HB| 100-150-200 | 0.10-0.15-0.20 | <6 | ACH o0

@ VI | Siness Sl 160-200-250 | 0.10-0.15-0.20 | < 10| ACM300

&z Castiion| 250HB | 100-175-250 |0.10-0.15-0.20 | < 10| hokaod

WFXS4R | BWO507F |BFTX03512IP| 3.0 | TRDR15IP | LH035 sl 300-500-1000 | 0.10-0.15-0.20 | <10| 1, *1

@ Recommended Tight

ening Torque (N-m)

240 mm sizes do not have a seat.

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

® mark: Standard stocked item (expanded item)
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