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= Rapid Drill Series fr”A i fc f)’{‘ * fg Jﬁ

0 5T4%E Tool Design Feature

RIFNTIFZERAR - IHIBRE

Excellent insert pocket design, high drilling precision and low

vibration during operation.

SNAENNEFRAEENEERE  TRZESNES ﬁ%ilﬂ/;-f_.ﬁ
®

High torsional resistance and new finishing strong body can sustain.

®\

—m _ LRSI, - AATIEBRRES - BLREHEEA -

Dual-helical coolant hole can make great drilling results.

J1F 4% 68 Insert Feature

BHATAINEAKERE - R BN S5
HEELE @ REMREEEREA -

TiAIN coating with high temperature
resistant elements.

YA E B RIE Rl - EEMERESERE
Treatment technology of special coating,

the coating is more firmly bonded to the
substrate

EE - BARENRAEEEE -

EANBEZER - RFNPRARE - BEBEMRE - F

More higher feeding operation.

ﬁ Generféﬁrﬁ% Q .' “ ? ; ¥ i

‘
AL -
= E Ramping Drilling ® A

|

FEHMI

Half Cylindrical
= 356

Intersect Drilling
FHIPVDEE - 71A#EF -
Thin PVD coating make cutting edge sharp.
HRENRESREESE - RASNEEMBENEITE -
High hardness and high toughness.
ZERRHHFNRAREREKN - ZREERNINERRES TRELRE -
High surface finishing.

SPGXi#5#$&58 — RAPID DRILL [R5X5E5E |
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Recommended Cutting Condition

I8 Diameter

A
Workpiece 12-14.5mm 15-22.5mm  23-34mm  35-48mm  49-60mm
V(2D/3D)| 80-140-200 | 80-140-200 | 80-140-200 | 100-150-200 | 100-150-200
"
l\élgds fég;el v(4D) | 80120200 | 80-120-200 | 80-120-200 | 100-120-200 | 100-120-200
f  |0.04-0.06-0.10[0.04-0.08-0.10| 0.04-0.1-0.12 [0.04-0.12-0.14(0.04-0.12-0.14
V(2D/3D)| 60-120-160 | 60-120-160 | 60-120-160 | 100-120-180 | 100-120-180
e
Carbon | v(ap) | 60-100-120 | 60-100-120 | 60-100-120 | 60-100-120 | 60-100-120
(S45C)
f |0.04-0.06-0.10[0.04-0.08-0.12| 0.04-0.1-0.12 [0.04-0.12-0.14(0.04-0.12-0.14
V(2D/3D)| 80-100-160 | 80-100-160 | 80-120-160 | 80-140-160 | 80-140-160
A
Aloy Steel| v(4D) | 60-80-120 | 60-80-120 | 80-100-120 | 80-100-120 | 80-100-120
(SCM400)
f  0.04-0.06-0.10|0.06-0.08-0.10| 0.04-0.1-0.12 [0.04-0.12-0.14/0.04-0.12-0.14
V(2D/3D)| 80-100-120 | 80-100-120 | 80-100-120 | 100-120-200 | 100-120-200
A s
Stainless
8% | oy | V(D) | 60-80-120 | 60-80-120 | 60-80-120 | 60-80-120 | 60-80-120
Stainless | (SUS304)
Steel
& £ |0.04-0.06-0.10[0.04-0.08.0.10| 0.04-0.1-0.12 [0.04-0.12-0.14(0.04.0.12.0.14
v(2D/3D)| 80-120-160 | 80-120-160 | 80-120-120 | 80-140-160 | 80-140-160
K | &=
Castlron | v(4p) | 80-100-120 | 80-100-120 | 80-100-140 | 110-120-160 | 110-120-160
= (FC250)
Cast Iron
f  |0.04-0.07-0.10[0.06-0.08.0.10{ 0.04-0.10-0.12 [0.06-0.12-0.14(0.06.0.12-0.14

@ (V=m/min. f=mm/7))

(CFBR{E — #7& — LER{ED
O T E[EEE®RE (N)= (1000xtHIEE (V) ) + (3. 14xTHEE (D) )
@iERE (F)= (BT (O TATJE (D - TERERE (N) )

(Min.—Optimum —Max.)

~ERRFEFEFRERSEROLK - LMD AS6REERY -
Draining hi-pressure coolant thru spindle center while using the high speed drill will helt extending
inserts life and improving chip evacuation.

—>{ERAECNCEKE » JRPOEREH TP OBEFRT -

While using CNC lathe, the cutting center point must parallel the spindle center of the machine.

—>CNCERRERMBRIL - AN BRMTEBBBEFT

Hole widening by CNC lathe, the peripheral insert must parallel the mobing angle tool turret.

| RAPID DRILL R3%§#858 — SP # B #BIIER
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‘3 E Hain Echaintool cutting tools SﬂP

ISPMT

s

. - / B
N ) :
- »/__’L/ 1

& MBENB->2EA04T
Grade Ref.Page-A04

& EiHI1EEE->22A06-A088 ‘ .
Chipbreaker Ref.Page-A06-A08 ZEEEES S Carbide Coated

@ HIEHE->2EZA098
Cutting condition Ref.Page-A09
tEIINE = BEET L1
;:;lg nlh
Mode?FNo D1
SPMT050204-GO | 0.4 5 5 238 | 22 °
SPMT060204-GO| 0.4 6 6 238 | 26 °
GOth|
Medum | Sp\TO7T308-GO| 08 | 7.94 | 794 | 397 | 28 °
1_ "L: SPMT090408-GO| 0.8 9.8 9.8 4.3 4.2 °
| —
SPMT110408-GO| 0.8 15 | 15 | 476 | 4.4 °
SPMT140512-GO| 1.2 143 | 14.3 52 | 575 °

tEIT& BRETFLE

B g
Model No D1

SPGT050204-RO | 0.4 5 5 2.38 22

SPGT060204-RO | 0.4 6 6 2.38 2.6
ROl

Medium

SPGT07T308-RO | 0.8 7.94 7.94 3.97 2.8

o
o
([
' SPGT090408-RO | 0.8 9.8 9.8 4.3 4.2 o
o
o

SPGT110408-RO | 0.8 1.5 11.5 4.76 4.4

SPGT140512-RO | 1.2 14.3 14.3 5.2 5.75

SPMT ~ SPGT/J —RAPID DRILL 1Js%883E | KOS5
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BSP series

JL IR R

Countersunk Drill =
O RN

NI R4% IR LS AR IR x.

Special forming tool for processing screw countersunk holes : |

| COUNTERSUNK DRILL 3j(585& —BSP



EDX %%

EDX series
Characteristics and Applications

%ﬁﬁ@f%&%‘l’ Design Feature

IR ERPOIMINETIE S - MAFEHEEN
MERBEEL - TETEENILMI -

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

@E EI'\Ji'}J}EEEE Excellent Chip Management

© EIEEP RO T IBESIEE ) - aTERUERIERE
7E - BTERRSRER=AEENEHEE - ERERENW
HIFFMTIRGT - BAEERA T B EERIRRE -

A “chip control groove” in the centre of the breaker allows the
direction of chip evacuation to be controlled.

Three separate purpose-designed breakers drastically reduce
chip troubles with a variety of different work materials in a variety
of different conditions.

& i - HIBEEA -
~ Low Feed / Chip Management
-4
@ Em-
2 L General Purpose

AE: A (@it
Strong Edge Type

J1F 5568 Insert Feature
{ERMETISR - FIERRZAS

Economical, Four-Cornered Insert

7] ~ SNETIFERRA IR ERET - SIERARZI=@7I5% ~ 9h1=
87152 » $£MOfE 15 - Q
Inserts canbe used in either central or peripheral positions, with

two corners for each position- a total of for corners. ULER T

SRMIAZEM

Versatile Tool for a Variety of a Machining Applications !

JRRET TRARBCREERRE @ I8 TWAMY - ER - IMEE
Hl » AREILESERETUREEREREA -

A special hard surface treatment gives added durability, allowing
stable, long-term drilling in a variety of applications including
hole widening, spot facing, external turning, and internal boring.

Central Insert

SMEER TR
Peripheral Insert

FRAEFMEACP300/ACK300EIRESm

New ACP300 / ACK300 Grades Extend Tool Life

K16 | RAPID DRILL /[R5%R$%58 —WDXT



Recommended Cutting Condition

oN
‘:{EHain@Q Echaintool cutting tools

ZEE L VLEES

#HI
Workpiece

i
Mild Steel
SS400)

V(2D / 3D)

100-150-200

J)1& Diameter 12-22mm

100-140-200

0.05-0.08-0.10

Carbon

Steel
(S45C)

80-120-160

60-100-120

0.06-0.10-0.18

=k
Alloy Steel
(SCM400)

80-120-160

80-100-120

0.06-0.10-0.17

iR
Stainless
i Steel
Stainless | (SUS304)
Steel

90-120-150

80-110-140

0.06-0.10-0.18

K = #
Cast Iron
iw # (FC250)

Cast Iron

90-140-150

110-120-160

0.09-0.12-0.32

@ (V=m/min. f=mm/7))

(FBRIE — H#E& — ERR{ED

(Min.—Optimum —Max.)

@ T E[EEERE (N)= (1000xt]JHIEE (V) ) + (3. 14xTHEE (D))
@Bt (F)= (BI)EHRs () - TAETB(D) x TAREERRE (N) )

—~>ERIREHERFBERSE P OHKMEMTAEGRHERY -

Draining hi-pressure coolant thru spindle center while using the high speed drill will helt extending inserts life

and improving chip evacuation.

—>{ERAECNCERFKE - JEPOIEREMEMP OEETT -

While using CNC lathe, the cutting center point must parallel the spindle center of the machine.

—>CNCEKERINERI - AN BEMDEBEBETFT -

Hole widening by CNC lathe, the peripheral insert must parallel the mobing angle tool turret.

WDXT# &tk — RAPID DRILL |Ri%{B5E |

K17
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K18

' WDXT

OIFHETF *ERFEHEHE
@Standard Stocks % Sell in China only
& MENE->2EA04T

Grade Ref.Page-A04

@ EiEIfEEZE->22A06-A088
Chipbreaker Ref.Page-A06-A08

@ HIEH—-2EA098
Cutting condition Ref.Page-A09

[ ®
2 CHaIIT vy 7=

OfERAERIHE
©Sell in Taiwan only

RE1

RE2

EEEESSE Carbide Coated

4 3 : K

-, D wW w

ape odel No = g = = = — 8
WDXT042004-G 0.4 0.4 4.2 2 ( BN
WDXT042004-H 0.4 0.4 4.2 2 (AN J
WDXT052504-G 0.4 0.4 5 2.5 ( BN
WDXT052504-H 0.4 0.4 5 25 ( BN
WDXT063006-G 0.6 0.6 6 3 ( BN
WDXT073506-G 0.6 0.6 7.5 3.5 ( BN
WDXT094008-G 0.8 0.8 9.6 4 L AN )
WDXT125012-G 1.2 1.2 12.4 5 ( BN
WDXT156012-G 1.2 1.2 15.2 6 ( BN

| RAPID DRILL /[R5%3&88 —WDXT )&




WCMX %351
WCMX series 3

BRIEEIREE

Important Cautions

TEfEFACNCERE + 7JR PO RMMEMHPOBETT -
While using CNC lathe, the cutting center point must
parallel the spindle center of the machine.

CNCERERWMEAEREL * TTRIINVIUNEMTEZEEEFIT -
Hole widening by CNC lathe, the peripheral insert must parallel”
the mobilng angle tool turret. i .

ERASEXPLHK
TREESETE - PAIBINTI RS o
Draining hi-pressure coolant thru
spindle center while using the high
speed drill will extend inserts life.

%&%ﬂ%@

Tool Design Feature

TIR8BRIRE - BEBRYF -

Changing insert is simple and effective, improving
chip evacuation.

ERENTRFRE » Lh—RRIRESEERIR o

The processing time is short and better than
ordinary rapid drill.

- Y a

(e " —

WCMX—RAPID DRILL 253858 | K25
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Recommended Cutting Condition

-

*&ﬁu*ﬁ- '7]?‘}5 Diameter
Workpiece 15-22.5mm 23-34mm 35-48mm 49-60mm
V(2D/3D)  80-140-200 80-140-200 100-150-200 100-150-200
Ee
Mild Steel | V(4D) 80-120-200 80-120-200 100-120-200 100-120-200
(SS400)
f 0.04-0.07-0.10 0.04-0.1-0.12 0.04-0.12-0.14 | 0.04-0.12-0.14
V(2D/3D)|  60-100-160 60-100-160 100-120-180 100-120-180
e
Carbon
s | v(ap) 60-80-120 60-80-120 60-100-120 60-100-120
(S45C)
f 0.04-0.09-0.12 | 0.04-0.08-0.12 | 0.04-0.08-0.12 | 0.04-0.08-0.12
V(2D/3D)|  80-100-160 80-100-160 80-120-160 80-120-160
Y=frdi
Alloy Steel| v(4D) 60-80-120 80-80-120 80-100-120 80-100-120
(SCM400)
f 0.06-0.08-0.10 0.04-0.1-0.12 0.04-0.12-0.14 | 0.04-0.12-0.14
V(2D/3D)|  80-100-120 80-100-120 100-120-200 100-120-200
Rl
@ | Sane | vap) 60-80-120 60-80-120 60-100-120 60-100-120
Stainless | (SUS304)
Steel
f 0.04-0.07-0.10 0.04-0.1-0.12 0.04-0.10.0.12 | 0.04-0.12.0.14
v(2D/3D)  80-120-160 80-120-160 80-140-160 80-140-160
K i M
Castlron | v(4D) 80-100-120 80-100-140 110-120-160 110-120-160
= (FC250)
Cast Iron
f 0.06.0.07-0.10 | 0.04-0.10-0.12 | 0.06-0.12-0.14 | 0.06-0.12.0.14

@ (V=m/min. f=mm/7))

~>ERREHEARERSEROHK - BUEBINTI /S R B R -

(CFBR{E — #7& — LER{ED
O T E[EEE®RE (N)= (1000xtHIEE (V) ) + (3. 14xTHEE (D) )
@iERE (F)= (BT (O TATJE (D - TERERE (N) )

(Min.—Optimum —Max.)

Draining hi-pressure coolant thru spindle center while using the high speed drill will helt extending

inserts life and improving chip evacuation.

—>{ERAECNCEKE » JRPOEREH TP OBEFRT -

While using CNC lathe, the cutting center point must parallel the spindle center of the machine.

—>CNCERRERMBRIL - AN BRMTEBBBEFT

Hole widening by CNC lathe, the peripheral insert must parallel the mobing angle tool turret.

| RAPID DRILL 1R3%§858 — WCMX# EHBTIBR




l?{cuain@ VLC
'WCMX / WCMT / WCKT

@IFHEEF *ERFEMEHE OERABMEHRE
@Standard Stocks % Sell in China only ©OSell in Taiwan only

@ MENE-BEA0IT
Gradé)I Ref.Page-A04 ZEBIEEFE Carbide Coated

& EfElERE->2E2A06-A088 » M 1P
Chipbreaker Ref.Page-A06-A08

& THIEE->2EA09 a
Cutting condition Ref.Page-A09 = NIRE | Sk

020293

0s.r3g
06EZIV

WCMX030208FN 08 | 3.8 |556|2.38| 2.8

*O WCMX040208FN 0.8 | 43 |6.35|2.38| 3.1

y
iﬁ) WCMTO050308FN | 0.8 | 5.4 |7.94 [3.18| 3.2 °

WS \WCMTO6T308FN | 0.8 | 6.5 |9.525|3.07 | 3.7

WCMTO080412FN 1.2 | 8.7 [12.7 |4.76 | 4.3

WCMX030208R 0.8 | 3.8 |556(238]| 2.8

WCMX040208R 0.8 | 43 |6.35|2.38| 3.1

WCMX050308R 08 | 54 |794|3.18| 3.2

WCMXO06T308R 0.8 | 6.5 |9.525|3.97| 3.7

WCMX080412R 1.2 | 87 (127|476 | 4.3

WCMX06T308R-53 | 0.8 | 6.5 (9.525|3.97 | 3.7

WCMX080412R-53 | 1.2 | 8.7 [12.7 |4.76 | 4.3

WCMX030208FN 08 | 3.8 |556|2.38| 2.8

WCMX040208FN 0.8 | 43 |6.35(2.38| 3.1

WCMX050308FN 08 | 54 |794|3.18| 3.2

WCKTO030208-EC 08 | 3.8 |556|2.38| 2.8

WCKT040208-EC 0.8 | 43 |6.35|2.38| 3.1

ﬁ WCKT050308-EC | 0.8 | 5.4 |7.94|3.18| 3.2

WCKTO06T308-EC | 0.8 | 6.5 [9.525|3.97 | 3.7

WCKTO080408-EC 08 | 87 |12.7|4.76 | 4.3

WCMX /] —RAPID DRILL [R5&$E58 | K27



