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CARBIDE DRILLING INSERTS

il 171 Alloy Steels ©e|® © : 5—3E First Recommend
i “ A58 Stainless Steels © 0|0 O : 5#E Second Recommend
T BRLS £55 Cast Iron © 0|06 ~ * FH#8 NO Recommend
g NI 255 Aluminum Alloys - == F : #6810 L Finishing
=maas S : H$EM T Semi Finishing
< | EiR&E High-Temp Alloys © 0|0 M : ST Medium
N SAESSH Hardened Steels ©lo|- R : #8511 Roughing

RIFBARER

Order No.

ARSI 2T [TIREERER] -

7IR 2D &

Drawing

Blind Hole Drilling & Through Hole Drilling [ Single-Sided Inserts] .

WCMT030208-MM oo |® 3355238 0828
WCMT040208-SG oo |® 43635238/ 0830
WCMT040208-MM @@ |® 43635238 0830
WCMT050308-SG ®|@|® 54 794/318| 0834
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WCMTO06T308-SG oo @ 65953/397 08|40
WCMTO06T308-MM @@ @ 65953/397 08|40
WCMT080412-SG oo @87 127|476 12 | 43
WCMT080412-MM o @@ 87 127|476 12 | 43 .
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DW 1R:EIEEE - 2 f5F

INDEXABLE- HIGH SPEED DRILLS- DW- 2xd

L L1 .

{; ————————— <1- —ID d1

Cutting|
Table

185

STREiESE R~F Dimensions (mm) BETIE Wrenc
Order No. Insert /’
DW03-02018-02D-C 18.0 | 36 52 24 20 29
DW03-02019-02D-C 19.0 | 38 52 24 20 29
DW03-02020-02D-C 20.0 | 40 52 24 20 29
DW03-02018-02D-116L-C | 18.0 | 36 56 24 25 35 | WC..0302.. MS2506E ETFO08
DW03-020185-02D-117L-C| 18.5 | 37 56 24 25 35
DW03-02019-02D-118L-C | 19.0 | 38 56 24 25 35
DW03-02020-02D-120L-C | 20.0 | 40 56 24 25 35
DW04-02021-02D-C 21.0 | 42 56 24 25 35
DW04-02022-02D-C 220 | 44 56 24 25 35
DW04-02023-02D-C 23.0 | 46 56 24 25 35 | WC..0402.. MS2506E ETF08
DW04-02024-02D-C 240 | 48 56 24 25 35
DW04-02025-02D-C 250 | 50 56 24 25 35
DW05-02026-02D-C 26.0 | 52 60 29 32 43
DW05-02027-02D-C 27.0 | 54 60 29 32 43
DW05-02028-02D-C 28.0 | 56 60 29 32 43 | WC..0503.. MS3008E ETF09
DW05-02029-02D-C 29.0 | 58 60 29 32 43
DW05-02030-02D-C 30.0 | 60 60 29 32 43
DW06-02031-02D-C 31.0 | 62 60 29 32 43
DW06-02032-02D-C 320 | 64 60 29 32 43
DW06-02033-02D-C 33.0 | 66 60 29 32 43
DW06-02034-02D-C 340 | 68 60 29 32 43
DW06-02035-02D-C 350 | 70 60 29 32 43
DW06-02036-02D-C 36.0 | 72 60 29 32 43 WC-06T3.. MS35108 ETFI0
DW06-02037-02D-C 37.0 | 74 60 29 32 43
DW06-02038-02D-C 38.0 | 76 60 29 32 43
DW06-02039-02D-C 39.0 | 78 60 29 32 43
DW06-02040-02D-C 40.0 | 80 60 29 32 43
= BEIR pa] TIAREE

X BUgRiBIE -C BHKFLEZET © Product number end in -C are coolant-through design.

T2z axi e 5 55 fRaE BRE
Carbon Alloy Hardened Stainless Cast Aluminum High-Temp
FEFt1E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 HRC<30 HRC<30
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DW 1R:EIEEE - 3 5k

INDEXABLE- HIGH SPEED DRILLS- DW- 3xd

. L1 L3 L2

{; ————————— <1- ID d1

STREiESE R~F Dimensions (mm) BETIE Wrenc
Order No. Insert /’
DW03-02018-03D-C 18.0 | 54 52 24 20 29
DW03-02019-03D-C 19.0 | 57 52 24 20 29
DW03-02020-03D-C 200 | 60 52 24 20 29
DW03-02018-03D-134L-C | 18.0 | 54 56 24 25 35 | WC..0302.. MS2506E ETFO08
DW03-020185-03D-135L-C| 18.5 | 55.5 | 56 24 25 35
DW03-02019-03D-137L-C | 19.0 | 57 56 24 25 35
DW03-02020-03D-140L-C | 20.0 | 60 56 24 25 35
DW04-02021-03D-C 210 | 63 56 24 25 35
DW04-02022-03D-C 220 | 66 56 24 25 35
DW04-02023-03D-C 230 | 69 56 24 25 35 | WC..0402.. MS2506E ETFO08
DW04-02024-03D-C 240 | 72 56 24 25 35
DW04-02025-03D-C 250 | 75 56 24 25 35
DW05-02026-03D-C 260 | 78 60 29 32 43
DW05-02027-03D-C 27.0 | 81 60 29 32 43
o DW05-02028-03D-C 28.0 | 84 60 29 32 43 | WC..0503.. MS3008E ETF09
= DW05-02029-03D-C 29.0 | 87 60 29 32 43
2 DW05-02030-03D-C 300 | 9 | 60 | 29 | 32 | 43
~ DW06-02031-03D-C 31.0 | 93 60 29 32 43
o DW06-02032-03D-C 320 | 96 60 29 32 43
3 DW06-02033-03D-C 330 | 99 60 29 32 43
3 DW06-02034-03D-C 340 | 102 | 60 29 32 43
@ DW06-02035-03D-C 350 | 105 | 60 29 32 43
DW06-02036-03D-C 36.0 | 108 | 60 29 32 43 WC.06T3. MS35108 ETF10
DW06-02037-03D-C 370 | 111 | 60 29 32 43
DW06-02038-03D-C 380 | 114 | 60 29 32 43
DW06-02039-03D-C 39.0 | 117 | 60 29 32 43
o DW06-02040-03D-C 400 | 120 | 60 29 32 43
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Insert Cutting Condition

X BUgRiBIE -C BHKFLEZET © Product number end in -C are coolant-through design.

T2z axif e 5 fEs ] REE BRE
Carbon Alloy Hardened Stainless Cast Aluminum High-Temp
FEFt1E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 HRC<30 HRC<30
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DW 1R:EIEEE - 4 5

INDEXABLE- HIGH SPEED DRILLS- DW- 4xd

. L1 L3 L2
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Screw Wrench

TR RS R~F Dimensions (mm) ERTIE
A5

Order No. Insert

DW04-02021-04D-C 21.0 84 56 24 25 35
DW04-02022-04D-C 22.0 88 56 24 25 35
DW04-02023-04D-C 23.0 92 56 24 25 35 WC..0402.. MS2506E ETF08
DW04-02024-04D-C 24.0 96 56 24 25 35
DW04-02025-04D-C 25.0 | 100 56 24 25 35
DW05-02026-04D-C 26.0 | 104 60 29 32 43
DW05-02027-04D-C 27.0 | 108 60 29 32 43
DW05-02028-04D-C 28.0 | 112 60 29 32 43 WC..0503.. MS3008E ETFO09
DW05-02029-04D-C 29.0 | 116 60 29 32 43
DW05-02030-04D-C 30.0 | 120 60 29 32 43
DW06-02031-04D-C 31.0 | 124 60 29 32 43
DW06-02032-04D-C 32.0 | 128 60 29 32 43
DW06-02033-04D-C 33.0 | 132 60 29 32 43
DW06-02034-04D-C 34.0 | 136 60 29 32 43
DW06-02035-04D-C 35.0 | 140 60 29 32 43
DW06-02036-04D-C 36.0 | 144 60 29 32 43
DW06-02037-04D-C 37.0 | 148 60 29 32 43
DW06-02038-04D-C 38.0 | 152 60 29 32 43
DW06-02039-04D-C 39.0 | 156 60 29 32 43
DW06-02040-04D-C 40.0 | 160 60 29 32 43
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Insert Cutting Condition

X BUgRiBIE -C BHKFLEZET © Product number end in -C are coolant-through design.

fixZ= 5 axi RE 5 55 fRaE BRE
Carbon Alloy Hardened Stainless Cast Aluminum High-Temp
FEFt1E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 HRC<30 HRC<30
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Table 184 DSP [RIEETE RIS

INDEXABLE- HIGH SPEED DRILLS- DRILLING CONDITION TABLE

BEEREf
IITHE THRER EE tIHIZEE Ve (mmirev)
Material Material Code Hardness (m/min)
®13~15 ®16~21 ©22~27 ®28~33 ®34~41
HRC<30 100~150 0.04~0.08 0.05~0.09 0.06~0.12 0.07~0.13 0.08~0.15
Carbon Steels S35C,S45C,S50C
HRC30~45 70~140 0.04~0.07 0.05~0.08 0.05~0.09 0.06~0.12 0.07~0.14
A _ _ _ _ _ _
Hardened Steels EAEREC IR
. A SUS304 — 80~140 0.04~0.08 0.05~0.09 0.05~0.10 0.06~0.12 0.07~0.14
Stainless Steels
o7
il FC,FCD HRC<30 100~150 0.05~0.08 0.06~0.11 0.07~0.13 0.08~0.15 0.10~0.18
Cast Iron
b= Al 5052 /6061 / " N _ _ o "
Aluminum Alloys 7075 = 150~250 0.04~0.08 0.05~0.10 0.06~0.13 0.07~0.15 0.08~0.18
B O
S Ti-6Al-4V HRC<30 30~60 0.02~0.04 0.03~0.05 0.03~0.05 0.04~0.06 0.05~0.08
High-Temp Alloys

X MERETAMRE T HEEES)NSIHERSE() 10% °
figs When 4xD, please reduce 10% of rpm and feed per tooth.

Remarks

X HNRIAT Cutting Formula : S(EHEEE) = Vo(IIRIZER) X 1000/ DIME)/ ©(3.14)  FOEARE) = (SHERE) X S(EHEE)

Table 185 DW / DDW {RE#EE tHIRER

INDEXABLE- HIGH SPEED DRILLS- DRILLING CONDITION TABLE

o
=
2 ) . SHERES
= MITHE TSR 4 EIMIEREE Ve (mmirev)
o Material Material Code Hardness (m/min)
o ®14~20.5 ®22~25.5 ®26~30 ®31~39 ®40~60
=
= HRC<30 90~140 0.06~0.09 0.06~0.11 0.07~0.13 0.08~0.18 0.10~0.25
g i S35C,S45C,S50C
— Carbon Steels ’ ?
% HRC30~45 70~120 0.05~0.07 0.05~0.09 0.06~0.11 0.07~0.14 0.08~0.17
)
HEE 5 " _ _ _ _ _ _
Hardened Steels L FlRbeEeE
. R SUS304 — 60~140 0.05~0.09 0.05~0.10 0.06~0.13 0.07~0.15 0.08~0.18
Stainless Steels
Hil FC,FCD HRC<30 90~140 0.06~0.10 0.06~0.12 0.07~0.14 0.08~0.16 0.10~0.20

t)] Cast Iron
A P
ﬁu fg S A — 150~250 0.06~0.11 0.08~0.13 0.09~0.15 0.11~0.18 0.12~0.25
1|75zk Aluminum Alloys 7075

=i~ F<3
ﬁ: P Ti-6Al-4V HRC<30 30~60 0.03~0.05 0.03~0.06 0.04~0.08 0.05~0.10 0.06~0.12
%E High-Temp Alloys

X AME R EMEBES)MSEHERSE(1) 10%
ezt When 4xD, please reduce 10% of rpm and feed per tooth.
Remarks

X HIEIAT Cutting Formula : S(EBHESE) = Ve(HIEIERE) X 1000/ DEME) / ©(3.14)  FOEAERE) = (SEEAS) X S(THEEE)

1. EINTEBEZRGES - 557 EMIFE(S) (10~40%) > When the sound is piercing, please lower the spindle speed(S) (10~40%).
2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEHEAKE - EARELRZEE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. U FHEAEEE  BENRGDERBEIRR - JGAERE - BRLARMK - FMmegE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.






