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Drill & Tap Series for High Hardness Steels and Dies Vol.2
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A stable operation on machining center against
high hardness steel drilling and threading
with water soluble coolant.

B IATHE.
X MERS !

For agegregaflon of processes,
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Easily machines die-casting die steel, which is normally difficult to machine. The high-strength design ensures stable machining and peace of mind.

STEESH(~55HRC)AEBEN YN & WH55-5D (P3~4)
FAHRLBEHNEBIGHTEREML, 55HRCETDHFMICRETY,

Machines die-casting dies in a stable manner. It is optimally suited for steel M
materials up to 55HRC.

EHEEH(~55HRC) BERE G fZ NN vl WHO55-5D (P5~6)

FAH R PR EABBIZHT. KVRF@IZHML.

SSHRCZ COMHIRATT. ——— &

Improved tool life with internal coolant supply on Die cast mold. Best for steels
up to 55HRC.

SHEESH(~55HRC) /N K4y 7 snssemmeawe N EE.OT (P7~8)

S5HRCETOMMCRETYT, EHIEER TEEL/IMIEFEE FRIE.
IKBEHEIEHF TERD LTHEVIRITET,

It is optimally suited for steel materials up to 55HRC. It exerts stable machining
performance on high hardness steel. It ensures peace of mind even when using
water-soluble coolant.

55H RC ~o)buI‘:HEiﬁ ! Best for 55HRC and over!
=2 C)HBRERUN &= WH70=-DRL (P9~10)

BEfEEI—T1>7 WXSTIRF®7Y7.
EBHBIVNIFRICEBLEMLIE. HEEHBI—T1>71CEB

RBDER VAT CHLT SERRERE UL TT. _——
This drill has been designed for ultra-hard steel. Its time-proven cutting edge shape
ensures stable machining while its coating for high hardness steel ensures a long tool life.

':':'H F % ( ) H EH 23 Is“g -5 =} | Carbide straight fluted tap for

=} k-4 - 62HR C / ‘ / W‘vﬁ;& j 'Z '.l) hardness steel (up to 62HRC). ' (P 7 -~ 8)

WHS5-OT CHISTRIFES . ES5ICTEVEHDWEIMICEEVEITET, BiX- Y1 XSO0 T, HHERICHOEE T,

Can be used on higher hardness materials which WH55-OT cannot handle. Please call our sales office about available dimensions and sizes.
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Carbide Hole Machining Tool Selection Map

KRS R '

L
Non-Water Soluble

CPM-SFT M1.4~M48 ( V-XPM-HT M3~M12 )
CPM-POT M1.4~M48 .
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Drilling and tapping completed on a single machine!
The amount of labor associated with machining holes is dramatically reduced. g pECIall OraerProducts

7](%1!?2]?2'5!@] ( WH55-0T M3~Mi12 '

WH70-DRL ¢2~¢12
WHS55-5D ¢2~¢12
WHO55-5D ¢3.3~¢12 (SH-DFIL ¢2~¢1a.s)

( FH-GDS. GDN (¢0.3~¢2) FHL-GDTS (¢1~¢3 #JtH)
( FS.WDO ) For deep hole

( VPH-GDS ¢0.5~¢20 )
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30HRC 40HRC 50HRC 60HRC
TEE  Hardness

:( VX-0T M2~M20 ]
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Providing a strong support for all your needs
for machining holes including general dies (mold
bases and dies)!

PERHNMEDHALT. EBMITZb—2IICYFR—MLET!

Along with our conventional products, these tools provide total support for your die machining needs!
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Thread Milling Cutter Series For Hardened Steels Tap Series Coolant-Through, Three-Flute, Carbide Mega Muscle Drills
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HSS Extra-Long Drill Carbide Drill for High Hardened Steels FX-CARBIDE DRILLS Coolant-Through WDO Carbide Drill Series
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Carbide drill for high hardness steel (up to 55HRC)

WH55-5D
o B BN FEESE ‘
Tool Material Micro Grain Carbide RIS =5 2 |
R thinnin;
OxELE WXS a—5 425 e
Surface Treatment WXS Coating L
. ﬂ?’lf?ﬁfi Dimensions B3] :mm  Unit:mm
AN\ ER | 2R |UR EE | REMmE Y=JUNo. 5E BRSSP IR il
EDP No. Dc 2 L Ds Stock (Yen) EDP No. Dc 2 L Ds Stock (Yen)
3312200 2 18 68 4 B 6,680 3312700 7 56 | 102 8 B 10,300
3312250 2.5 23 73 4 B 6,680 3312750 7.5 60 118 8 B 10,900
3312280 2.8 27 73 4 B 6,680 3312780 7.8 64 (118 8 B 11,500
3312300 3 29 78 6 B 6,680 3312800 8 64 118 8 B 11,500
3312330 3.3 32 78 6 B 7,200 3312850 8.5 68 | 128 10 B 12,000
3312350 3.5 32 78 6 B 7,200 3312870 8.7 70 | 128 10 B 12,600
3312380 3.8 36 78 6 B 7,570 3312880 8.8 72 1128 10 B 12,600
3312400 4 36 78 6 B 7,570 3312900 9 72 | 128 10 B 12,600
3312420 4.2 38 88 6 B 8,070 3312950 9.5 76 | 136 10 B 13,200
3312450 4.5 41 88 6 B 8,070 3312980 9.8 80 | 136 10 B 13,700
3312480 4.8 45 88 6 B 8,640 3313000 | 10 80 | 136 10 B 13,700
3312500 5 45 88 6 B 8,640 3313030 | 10.3 84 | 146 12 B 14,300
3312510 5.1 42 92 6 B 9,140 3313050 | 10.5 84 | 146 12 B 14,300
3312550 515 44 92 6 B 9,140 3313080 | 10.8 88 | 146 12 B 14,900
3312580 5.8 48 92 6 B 9,630 3313100 | 11 88 | 146 12 B 14,900
3312600 6 48 92 6 B 9,630 3313150 | 11.5 92 | 156 12 B 15,500
3312650 6.5 52 | 102 8 B 9,630 3313180 | 11.8 96 | 156 12 B 16,000
3312680 6.8 56 | 102 8 B 10,300 3313200 | 12 96 | 156 12 B 16,000

B = 1Z#7%EMS B = Standard stock item

o tan—t + WA=t picll A Al SHE - B -HEEEVORHRHEDET.

Please contact our sales staff for more information. Orders for different diameters and lengths are also accepted.
. Wﬁﬂ%ﬁgiﬁi Recommended Drilling Conditions
Lpkem L SEESSE . 1))\ — R /8 “
o ﬁﬁmSI?D%fﬁ(ég%é{E}) 2/ DAC55. DH31S. SKD61. SKD11. STAVAXI&&E
" A‘A!FCIJE?R}I(AL SPECIAL ALLOY STEEéSK~ Sgﬁoaﬁggﬁgﬁi ;jF)’REHAHDENED STEELS 45~50HRC 50~55HRC
40~45HRC
SIRIEE 35~55m/min 20~30m/min 20~30m/min
SHE BRI EDE [Sl#nRE EDE Bl EDE
DRILL DIA. SPEED FEED RATE SPEED FEED RATE SPEED FEED RATE
(mm) (min-1) (mm/rev) (min-1) (mm/rev) (min-1) (mm/rev)
2 6,400 0.02 ~ 0.04 4,000 0.02 ~ 0.04 4,000 0.02 ~0.04
3 4,200 0.03 ~ 0.06 2,700 0.03 ~ 0.06 2,700 0.03 ~0.06
4 3,200 0.04 ~ 0.08 2,000 0.04 ~ 0.08 2,000 0.04 ~0.08
5 2,500 0.05 ~ 0.1 1,600 0.05 ~ 0.1 1,600 0.05 ~0.1
6 2,100 0.06 ~ 0.12 1,300 0.06 ~ 0.12 1,300 0.06 ~0.12
8 1,600 0.08 ~ 0.16 1,000 0.08 ~ 0.16 1,000 0.08 ~0.16
10 1,300 0.1 ~ 02 800 0.1 ~ 0.2 800 0.1 ~0.2
12 1,100 0.12 ~ 0.24 700 0.12 ~ 0.24 700 0.12 ~0.24
1. COUIHIRGEEREI. KAMTHaFEERTIHE0EDTT, 1. The indicated speeds and feeds are for water soluble oil.

N

KEHEETHIRE L, FIRER20EUTORENDSDEHERATEL,

TARBMECHMF £ /- 32052 BA 2TV 3> DR, CIHIRE

#30% FIFTFEL,

4. RUIEBCEBELTE HBRFhOEVILY AV, FUILOIED
(30.02mmEFICHIATTF &L,

5. WHIMDRIFIEL o0 W) ETH V., B, b, IREHPEIS L

KREEICLTT &L,

2. Suitable cutting fluid is water-emulsifiable high density oil (less than 20 times dilution).

3. When using non-water soluble oil or water-emulsifiable (over 20 times dilution), reduce
drilling speed by 30% .

4. When inserting a drill into the machine, use a collet that does not have any scratches or
dust located within internal bore. Also, reduce deflection of drill to less than 0.02mm.

5. Fasten the work material to reduce the possibility of work deformation, deflection of
machined surface, or vibration.

o




LG WH55-5D

Processing Data

. DACSS5%ZREINTI. UhbEiEsR!

Stable machining on DAC55 even high performance.

:m RS DACS55 (48HRC) DWH55-5D &fERmDLEE
Traditional Product A comparison between current product and DAC55(48HRC)

"j_‘*f7\“ ?5.1 ﬂﬂIT‘\ﬁ Number of Holes (7% Holes)
Size ) 0 190 290 390 490 590
Hl

ﬁoﬁrl{?ﬂﬁerial DAC55(48HRC) ﬁﬁﬁj

e 30m/min (1,872min") 18m/min (1,123min") WH55-5D contnue

EQFE 131mm/min(0.07mm/rev) 74mm/min(0.06mm/rev) ?;Eﬁaj
ontinue

TURE 15mm (2.9D1EDJV) -

Depth of Hole (Blind) ﬁ* = Breakage

A ACB ] bl

Coolant Water Soluble S e D - |

famTaE SV EB%EIH ... Breakage

Coolant feeding method External

i DT ) WH55-EDBREL T TE T, 4007 UILTHIEER

Machine Vertical Machining Center Bonighofe. ERmIFEENEHL L2007 UAT THiE,

WH55-5D showed a stable drilling, no damage after 400 holes.
Current design showed a big damage and less than 200 holes tool life.

STAVAXHRENMI TR !

A stable and a long tool life against STAVAX.

g1 5.1 AT IEL Number of Holes (7% Holes)
;Z;JHE 100 200 300 400
Work Material STAVAX (52HRC)

PIHIRE ) .

Drilling Speed | /-2M/min (1,092min™) —— e
ED3 - ]
%&EE 76mm/min(0.07mm/rev) WH55 5D Contim e

AT v IR 3mm (0.6D)

0000000
TURE 15mm (2.9D1EbJY)
Depth of Hole (Blind)
SIHIEE KBHEVIE A
=
Cffﬂant~ WE:er Soluble ﬁ*ﬂﬂ 2907k e
HaMITE SVERfEH nglélontal Holes Breakage
Coolant feeding method ~ External focte
{5 At AL ARV VTtV (BT30)
Machine Vertical Machining Center

WHS55-5D 3 %15 < 3007 LA LDk MITHEEE. BREDEVNZTHEE TS,

WH55-5D shows no damage and capable continued operation after 300 holes. Please see the difference of wear.

NIE#EDH31SZEREIMT

Stable operation on difficult to machine DH31S

, DH31S0| THEE

bEVS B1007UNT#DEE {mm) Durability nerformﬂgﬁl‘%aa s

Size $8.5 Photo of after drilling 100 holes

WEITE e [

Work Material DH31S (53HRC) i ] Fo H"F'*"-

PIHIRE ; P

Drilling Speed 30m/min (1,123min™") ; -

N S - LR =3

‘F%gj’ig 191mm/min(0.17mm/rev) /

TURE 25mm (2.9D3&@bIV)

Depth of Hole (Through)

SIHIEE KB LI EIHE

Coolant Water Soluble + + + + + 1
,’ﬁé:ﬂlﬁzf ﬂﬁmﬁﬁfﬂl 40 N 60 80 10'(1 120
C;I,ant feed,\'ng method Ex?ernal AITTIRE Number of Holes (7% Holes)
5 At IR =Tt 5(BT40)

Machine Vertical Machining Center

IMTHELLDH31S%, 1007 TU CTHIVEFRE. RIBSIBL. REBEDRE .

After 100 holes, minor wear against tough DH31S. No chipping and excellent stableness.
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Carbide drill with oil hole for high hardness steel (up to 55HRC)

WHOS55-5D
4

ot H B FEEeE

Tool Material Micro Grain Carbide RFS L= 2

R thinnin;

@A/ WXS a—F 4> % )

Surface Treatment WXS Coating L
1P s -,

B A2AAFiESR pimensions &fi:mm  Unit:mm
Y—JUNo. SHE [l AP R i Y=JUNo. SHE [P i
EDP No. Dc 2 L Ds Stock (Yen) EDP No. Dc 2 L Ds Stock (Yen)
3316330 3.3 32 78 6 B 12,200 3316570 5.7 46 92 6 B 14,400
3316340 34 32 78 6 B 12,200 3316580 5.8 48 92 6 B 14,400
3316349 3.49 32 78 6 B 12,200 3316590 5.9 48 92 6 B 14,400
3316350 3.5 32 78 6 B 12,200 3316600 6 48 92 6 B 14,400
3316360 3.6 34 78 6 B 12,400 3316650 6.5 52 | 102 8 B 14,400
3316370 3.7 34 78 6 B 12,400 3316680 6.8 56 | 102 8 B 15,400
3316380 3.8 36 78 6 B 12,400 3316700 7 56 | 102 8 B 15,400
3316390 3.9 36 78 6 B 12,400 3316750 7.5 60 118 8 B 16,100
3316400 4 36 78 6 B 12,400 3316780 7.8 64 118 8 B 17,100
3316410 4.1 38 88 6 B 12,700 3316800 8 64 | 118 8 B 17,100
3316415 4.15 38 88 6 B 12,700 3316850 8.5 68 | 128 10 B 17,900
3316420 4.2 38 88 6 B 12,700 3316858 8.58 70 | 128 10 B 18,800
3316430 4.3 41 88 6 B 12,700 3316870 8.7 70 128 10 B 18,800
3316440 4.4 41 88 6 B 12,700 3316880 8.8 72 128 10 B 18,800
3316450 4.5 41 88 6 B 12,700 3316900 S 72 | 128 10 B 18,800
3316460 4.6 43 88 6 B 12,900 3316950 9.5 76 | 136 10 B 19,700
3316470 4.7 43 88 6 B 12,900 3316980 9.8 80 | 136 10 B 20,100
3316480 4.8 45 88 6 B 12,900 3316997 9.97 80 136 10 B 20,100
3316490 4.9 45 88 6 B 12,900 3317000 10 80 136 10 B 20,100
3316500 5 45 88 6 B 12,900 3317030 10.3 84 | 146 12 B 21,100
3316510 5.1 42 92 6 B 13,700 3317050 10.5 84 | 146 12 B 21,100
3316520 5.2 42 92 6 B 13,700 3317080 10.8 88 | 146 12 B 22,000
3316530 5.3 44 92 6 B 13,700 3317100 11 88 146 12 B 22,000
3316540 54 a4 92 6 B 13,700 3317150 11.5 92 156 12 B 22,900
3316550 5.5 44 92 6 B 13,700 3317156 11.56 94 | 156 12 B 24,300
3316556 5.56 46 92 6 B 14,400 3317180 11.8 96 | 156 12 B 24,000
3316560 5.6 46 92 6 B 14,400 3317200 12 96 | 156 12 B 24,000

B = {Z#7EMS B = Standard stock item

WHEHEFITHEUOSDODETIUL. B ot - (ALt Aok 3

Please contact our sales staff for more information. Orders for different diameters and lengths are also accepted.
. UJE]’U%#EZE% Recommended Drilling Conditions
- SEEESE - )\ — R o
o ﬁﬁﬁﬂsgﬂDEGflﬂ(;%{g}) N DAC55., DH31S. SKD61. SKD11, STAVAX7E&E
M%%FQTAL SPEC'ALALLOYSTEEéskSgF:D(EJEguSJﬁ&]ZCSREHAHDENEDSTEELS 45~50HRC 50~55HRC
40~45HRC
YIELEE 35~55m/min 20~30m/min 20~30m/min
SHE [ElER®RE EDE [ElERRE EDE [BlERRE EDE
DRILL DIA. SPEED FEED RATE SPEED FEED RATE SPEED FEED RATE
(mm) (min-1) (mm/rev) (min-1) (mm/rev) (min-1) (mm/rev)
3,900 0.03 ~ 0.07 2,400 0.03 ~ 0.07 2,400 0.03 ~ 0.07
3,200 0.04 ~ 0.08 2,000 0.04 ~ 0.08 2,000 0.04 ~ 0.08
2,500 0.05 ~ 0.1 1,600 0.05 ~ 0.1 1,600 0.05 ~ 0.1
2,100 0.06 ~ 0.12 1,300 0.06 ~ 0.12 1,300 0.06 ~ 0.12
1,600 0.08 ~ 0.16 1,000 0.08 ~ 0.16 1,000 0.08 ~ 0.16
10 1,300 0.1 ~ 0.2 800 0.1 ~ 02 800 0.1 ~ 02
12 1,100 0.12 ~ 0.24 700 0.12 ~ 0.24 700 0.12 ~ 0.24

L COENEISMEERE, KRMYERREERATHEE0HNTT,

L KBRMEETH AN FRER20EUTORENEDEHERATEL,

CHMEEIEREI R /32015 4 BAB I VILY 3 DL, YIEIEEE
30% FFTF&EL,

CRUVEE LT, SPFhOEVIL Y FEAVL, KULOIED
120.02mmELFICHMATTF &V,

5. WEIM ORI L oW ETB WV, B, b, REIFEIS AL

KEICLTTEL,

ARDEEY BN TIVORRICADE T, RHEBOD TV
3DFERBELTFEL,

The indicated speeds and feeds are for water soluble oil.

Suitable cutting fluid is water-emulsifiable high density oil (less than 20 times dilution).
When using non-water soluble oil or water-emulsifiable (over 20 times dilution), reduce
drilling speed by 30% .

4. When inserting a drill into the machine, use a collet that does not have any scratches or
dust located within internal bore. Also, reduce deflection of drill to less than 0.02mm.
Fasten the work material to reduce the possibility of work deformation, deflection of
machined surface, or vibration.

. A clogged oil hole can lead to a breakage. Make sure that a filter is attached to the oil feeder.
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ILZ=6 WHO55-5D
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Comparison of cutting performance

HAZ DH31S(53HRC) EFEH#ET wear changes of DH31S (53HRC)
: 8.5 (MM 0.0B fmmmmmmmmeemm oo
Size mm
WRHEIE =
Work Material DH318 (53HRC) 9] 0.05 oo Brfzifge """"""""""""""""""""""""
EIRISE RS i -l n
Drilling Speed ~ 30M/min (1,123min™) % 004 = -
E;%EE 191mm/min(0.17mm/rev) %f' 003
ﬂ%ﬁl\_ 24.5mm 2.9D (JJ:D) % —— WHO55-5D IL(?SWE
Depth of Hole (Blind) %ﬂ 0,02 R - WHOS55-5D 248
N - w1, No.2
LEHE AGEHEVIEI R £ — ft 1%E
Coolant Water Soluble B 00T L = Competitor No.1
3 g N © ftertsm 248
AL IEBHEH 0 Competitor No.2
Coolant feeding method Internal + + + + + + i
: 0 50 100 150 200 250 300 350
{5 At AL IRV T EY5(BT40) ~
Machine Vertical Machining Center IO TTEL Number of Holes (X Holes)
EWHO55-5D(30077) W{th3t 5 (3007%) Competitor R ) 002 T\}Ekéd)ﬁ?ﬁ Distribution of hole enlargement
M) 0.02 pr s
0.015
#i 001
z
= 0.005
g 0
5 0,005
[
3
-0.01
-0.015
0 DJTE Mouth I I=F'9& Center Iﬁ Depth of Holes DJTC Mouth I FPEE Center I ﬂ Depth of Holes

WH055'5D m*innn Competitor

.Hﬁ@ﬂﬁﬂﬂ'ﬁﬁ'& Overwhelming Durability
it RDEZS. 1RBIF3007UINITHED. [F5SDENAEL, WHOES-EDTIIRELIEMATH ol
OINITNRREDILAMERICH BfthitmE LN, WHOS5-5DCIIhKZNSKMZBTENTER,

With a competitor's product, the first one could bore 300 holes, with a considerable amount of variances. The WHO55-5D, on the other hand, exhibited stable durability.
The competitor's product exhibited a tendency to enlarge the diameter of the machined hole. In contrast, the WHO55-5D could keep the enlargement to a minimal amount.

BRERICSIDERELLER

Performance comparison of reground products

EHTE WHOSB5-5D(5% m-BifEm)
Tool (Special order product- Reground)
RPN

Size #8.5

WHIME

Work Material DH31S (53HRC)

SIHIERE : -
Drilling Speed 30m/min (1,123min™)
EDRE ;

Feod 191mm/min(0.17mm/rev)
TURE 24.5mm 2.9D (1ED)

Depth of Hole (Blind)
SIHIHE] KB LI EIHA

Coolant Water Soluble

bRz Db PIERHE M

Coolant feeding method Internal

{5 Attt UV =V 5145 (BT40)
Machine Vertical Machining Center

BfERTHDH31SZ80 I TAlRE. #HAITEREL. HAROHER CHIRETEE.
S BI-T12JCLDHEMDELHRAD D, (FEHTIEHERUIVIRER RDG-32S [CTHERE)

It was able to machine 80 holes. There was no initial breakage and only ordinary wear was exhibited. It is possible to extend its tool life by recoating it.
(RDG-32S was used to regrind for this test.)
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Carbide straight fluted tap for high hardness steel (up to 55HRC)

WHS5-0T ~M6

L
o
@Ds

G-
LTS L] Y
2n 2k
! I

o B BN FEESE L

Tool Material Micro Grain Carbide
ORELIE vVa—-54>7J M8 ~ Lo P

Surface Treatment V Coating e

B A24K~F3&FR Dimensions (% :mm Unit:mm

Y—LNo. WU D em | nuBoms EToR:| vevoR | ma YT INRR VMRS wm | mams
EDP No. Thread Size be L 2 en Ds Flutes i x B Stock (Yen)

3901010/M 3 x0.5 |OH3| 5P 46 11 19 4 4 6 3.2 B 10,600
3901011|M 3 X0.5 |OH3| 25P | 46 11 19 4 4 6 3.2 B 10,600
3901014/M 4 x0.7 |OH3| 5P 52 13 21 5 4 7 4 B 11,100
3901015|M 4 x0.7 |OH3| 25P | 52 13 21 5 4 7 4 B 11,100
3901018/M 5Xx0.8 |OH3| 5P 60 16 24 55 | 4 7 45 B 11,500
3901019|M 5 x0.8 |OH3|25P | 60 16 24 55 | 4 7 45 B 11,500
3901022|M 6 x1 OH3 | 5P 62 19 29 8 4 7 45 B 12,600
3901023|M 6 x1 OH3 | 25P | 62 19 29 8 4 7 4.5 B 12,600
3901026/M 8 x1.25 | OH3| 5P 70 22 - 82 | 5 8 5 B 15,500
3901027/M 8 x1.25 |OH3| 25P | 70 22 - 62 | 5 8 5 B 15,500
3901030/M10x1.5 |OH3| 5P 75 24 - 7 5 8 5.5 B 20,800
3901031|M10x1.5 |OH3|25P | 75 24 - 7 5 8 5.5 B 20,800
3901034/M12 X 1.75 | OH3 | 5P 82 29 - 85 | 5 9 6.5 B 26,800
3901035|M12 x1.75 |OH3 | 25P | 82 29 - 85 | 5 9 8.5 B 26,800

B = {R#%ES B = Standard stock item
1LREERL 32RO CHLEICDZy THIEREETT, 1. The recommended tap limit corresponds to JIS class 2 internal thread standard.
2. By TREEOL UBEERIET360TES A, 2. TAP Limit does not guarantee thread limit for the internal thread after tapping.
3 MBLITREEH L 2ERVET, 3. Up to M6: with male center.

O - RE - FEEELDRHRRELEDT T,

gug%i?rﬁ L‘abﬂ?zb‘o Taps with different diameters, lengths,and precions may be specially orderd.
Please contact our sales staff for more information. @ SICEVEEIFFAICWHGB2-0T (8F5%m) biRbE 7,

We take orders of WH62-OT for higher hardness materials.

. W'ﬁ"]%ﬁgiﬁﬁ Recommended Tapping Conditions

1.WH55-OT I3 ENHIEE EEIERIOBEISEBELTTF IV, XN—XMNIHERBLEHEA,

. SiEEH 2AKEMIHEAE E AT 582, AFPEEERAO S TS &0 BRECEN TR
ozl Hardened Steels CEATEL,
WORK MATERIAL 3FATICLBEZVEL TR NN TOMWHAHD HY, 2y TORIBPFEINETOT,

40~50HRC | 50~55HRC BUTFEW,

1. Make sure to select the correct cutting speed and cutting fluids. Tapping paste is not

tﬂﬁ”@g 2~4m/min 1~3m/min recommended.
Tapping Speed 2. When using a water-soluble coolant, use one with the highest lubricity level.
q uns, s, 3. The WH55-OT is designed for machine use only. Tapping by hand will cause chips to get
NN o N o] N
YR ABMECTHERE RAGEHELIERE stuck between the tool and the work material, and result in chipping of the taps.

Coolant Water Soluble, Non-Water Soluble

{2 FRtE AR Nty

Machine Machining Center
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Processing Data

WH55-0T

I Stable machining on DAC55!

PEPS

S MBx1 5P

WHIME

Work Material DACSS (48HRC)

TR ©5.1X21Tmm (G&bJV)

Hole Size (Through)
RUIITRE 12mm (LEbJT) (2D)
Tapping Speed (Blind)

SIHEE ; -
T 3m/min (159min)
BHEHE ERTU—KBEIEIEE (1068)
Coolant Chlorine-free water-soluble coolant (10 to 1 dilution)
=N aDs SLERfEH

Coolant feeding method External

{5 At AL MERYVZVIEVUS

Machine Vertical Machining Center
EDHE vroaEb

Feed Mechanism  Synchronized Feed

AT ITEL Number of Holes (X Holes)
0 5‘0 1 90 1 §0 290 2&")0 390 350
WH55-0T 28171 (Holes) g’fe i%age
3007‘\ (Holes) ;ﬁ?ﬁ
Breakage
4 [=1 =
ﬁ*ﬂﬂ aa(zqzlet,)?;ﬁ'eakage
(BRINALR) | . =
Traditional Product 17% $f48
(Powder HSS) (Holes) Breakage
=1 1 /Hr.tl ;ﬁ;é ki
it ) | o e
Competitor (Carbide) 179% $R38
(Holes) Breakage
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It has attained more than 10 times the durability and stability of the conventional tap (HSS). It was able to
machine close to 300 holes, a feat that could not be matched by a competitor's rival product (carbide).

I Stable machining on STAVAX, even with water soluble coolant.

gjx M6 X1 5P AT Number of Holes (97X Holes)
%&i;u WE 0 290 490 690 890 1 ,900
Work Material STAVAX (52HRC)
TIT ®5.1X17.5mm (IEDJV) =]
Hole Size (Blind) WHS55-0T 9847 (Holes) g{gﬁuge
RQUITRE 9mm(IEDHIY) (1.5D)
Tapping Speed (Blind)
SIHERE ; . =
Tapping Length 3m/min (159min) i iﬁ*ﬂﬂ =
BTl 1% 7 U—KEMIHIER (10f5) (BRINAR) | 1078 (Hoes)  HiH8
Coolant Chlorine-free water-soluble coolant (10 to 1 dilution) Tragitiogal E{rgguct Breakage
s A (Powder HSS)
1t feeding met xtern 3 = = »
T D DY RS v T () \A 2) Tl 10NRE THBLTL B OB,
Machine Vertical Machining Center 1,0007‘\5&( ”HIE.I.ﬁEtEDTCo
EDOHAE voaxb Previous design tap (Powdered High Speed Steel) broke after 10 holes.
Feed Mechanism  Synchronized Feed New design completed almost 1,000 holes.
I Over 15 times better tool life on 58HRC against a competition.
E?IE WHB2-0T(f§%m) M6x1 5P INIIER Number of Holes (7% Holes)
i 0 20 40 60 80 100 120
WEME  SKD11 (58HRC) : : : : : ‘
ork Materia sat=
TR #5.1x2Tmm GED V) WIE!:%G;;)OT 957 (Holes) B
Hole Size (Through)
= = (=] =
RUM TR 12mm (IEB7Y) (2D) (Special Order Product) 757 (Holes) 'A-’?E*
Tapping Speed (Blind) Extensive breakage
Tapping Length m/min min") ﬁ*%(ﬂﬁ) (R, (Holes) Breakage
YIHIHEA BRTY—KBHEERF (10£5) Traditional Product 185% #Fig
Coolant Chiorine-free water-soluble caolant (10 to 1 dilution) (Carbide) (ﬁ ;es) §eakage
fam7T% SYERfEIH —
?;';;;;d;mem E’Z;;r;a‘"lj —otwvy = +5 3(|/-|.-.t| ;,;T;g K
Machine Vert/ical M;:hining Center 'gm*ietﬁonr ((CEbE)) :.is I:a %€
ED RS JUHO%D 2 571 48

Feed Mechanism  Synchronized Feed

(Holes) Breakage
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A high hardness WXS coating with special design, made possible tapping over 55HRC tough steel with water
soluble coolant which previous design and competition could not do.
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Carbide drill for high hardness steel (up to 70HRC)

WH70-DRL
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Tool Material Micro Grain Carbide XEIU=vs  WEYY=VY  REWEYYZVY

Homans - WhoEne,,  fouinne :

ORELIE WXSaA—71>% L

Surface Treatment WXS Coating
B :mm  Unit:mm
VAN ER | 2R (R 'BE | REMmS WA\ R BR | 2R (R EE | REMS
EDP No. Dc 2 L Ds Stock (Yen) EDP No. Dc 2 L Ds Stock (Yen)

3318200 2 12 42 3 B 7,810 3318710 7.1 45 94 8 B 18,300
3318210 2.1 12 42 B B 8,480 3318720 7.2 45 94 B 18,300
3318220 2.2 13 43 3 B 8,480 3318730 7.3 45 94 8 B 18,300
3318230 2.3 13 43 <} B 8,480 3318740 7.4 45 94 8 B 18,300
3318240 2.4 14 44 3 B 8,480 3318750 7.5 45 94 8 B 16,200
3318250 2.5 14 44 3 B 8,480 3318760 7.6 50 94 8 B 19,300
3318260 2.6 14 44 3 B 8,480 3318770 7.7 50 94 8 B 19,300
3318270 2.7 16 46 <} B 8,480 3318780 7.8 50 94 8 B 19,300
3318280 2.8 16 46 3 B 8,480 3318790 7.9 50 94 8 B 19,300
3318290 2.9 16 46 S B 8,480 3318800 8 50 94 8 B 17,100
3318300 3 16 46 3 B 8,480 3318810 8.1 50 | 101 9 B 20,200
3318310 3.1 18 48 4 B 9,100 3318820 8.2 50 | 101 9 B 20,200
3318320 3.2 18 48 4 B 9,100 3318830 8.3 50 | 101 9 B 20,200
3318330 3.3 18 48 4 B 9,100 3318840 8.4 50 | 101 9 B 20,200
3318340 34 20 50 4 B 9,100 3318850 8.5 50 | 101 9 B 17,800
3318350 S5 20 50 4 B 9,100 3318860 8.6 57 | 101 9 B 21,000
3318360 3.6 20 50 4 B 9,600 3318870 8.7 57 | 101 9 B 18,600
3318370 3.7 20 50 4 B 9,600 3318880 8.8 57 | 101 9 B 21,000
3318380 3.8 22 52 4 B 9,600 3318890 8.9 57 | 101 9 B 21,000
3318390 3.9 22 52 4 B 9,600 3318900 9 57 | 101 9 B 18,600
3318400 4 22 52 4 B 9,600 3318910 9.1 57 | 106 10 B 22,600
3318410 4.1 25 68 5 B 11,000 3318920 9.2 57 | 106 10 B 22,600
3318420 4.2 25 68 5 B 11,000 3318930 9.3 57 | 106 10 B 22,600
3318430 4.3 28 68 5 B 11,000 3318940 9.4 57 | 106 10 B 22,600
3318440 4.4 28 68 5 B 11,000 3318950 9.5 57 106 10 B 20,000
3318450 4.5 28 68 5 B 11,000 3318960 9.6 63 | 106 10 B 23,500
3318460 4.6 28 68 5 B 12,400 3318970 9.7 63 | 106 10 B 23,500
3318470 4.7 28 68 5 B 12,400 3318980 9.8 63 | 106 10 B 23,500
3318480 4.8 32 68 5 B 12,400 3318990 9.9 63 | 106 10 B 23,500
3318490 4.9 32 68 5 B 12,400 3319000 | 10 63 | 106 10 B 20,800
3318500 5 32 68 5 B 12,400 3319010 | 10.1 63 |[113 11 B 24,400
3318510 5.1 32 74 6 B 12,400 3319020 | 10.2 63 |113 11 B 24,400
3318520 5.2 32 74 6 B 13,700 3319030 | 10.3 63 113 11 B 21,700
3318530 5.3 32 74 6 B 13,700 3319040 | 104 63 |113 11 B 24,400
3318540 54 35 74 6 B 13,700 3319050 | 10.5 63 |[113 11 B 21,700
3318550 515 35 74 6 B 13,700 3319060 | 10.6 63 |113 11 B 25,000
3318560 5.6 35 74 6 B 14,700 3319070 | 10.7 71 113 11 B 25,000
3318570 5.7 35 74 6 B 14,700 3319080 | 10.8 71 113 11 B 25,000
3318580 5.8 35 74 6 B 14,700 3319090 | 10.9 71 113 11 B 25,000
3318590 5.9 35 74 6 B 14,700 3319100 |11 71 113 11 B 22,100
3318600 6 35 74 6 B 14,700 3319110 | 11.1 71 120 12 B 26,300
3318610 6.1 40 83 7 B 16,600 3319120 | 11.2 71 120 12 B 26,300
3318620 6.2 40 83 7 B 16,600 3319130 | 11.3 71 120 12 B 26,300
3318630 6.3 40 83 7 B 16,600 3319140 | 114 71 120 12 B 26,300
3318640 6.4 40 83 7 B 16,600 33191650 | 11.5 71 120 12 B 23,200
3318650 6.5 40 83 7 B 14,700 3319160 | 11.6 71 120 12 B 27,200
3318660 6.6 40 83 7 B 17,500 3319170 | 11.7 71 120 12 B 27,200
3318670 6.7 40 83 7 B 17,500 3319180 | 11.8 71 120 12 B 27,200
3318680 6.8 45 83 7 B 15,500 3319190 | 11.9 76 | 120 12 B 27,200
3318690 6.9 45 83 7 B 17,500 3319200 | 12 76 | 120 12 B 24,100
3318700 7 45 83 7 B 15,500 B = {Z#7%EMS B = Standard stock item
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Please contact our sales staff for more information. Orders for different diameters and lengths are also accepted.




. ﬂ]‘ﬁﬂ%ﬁ:&iﬁi Recommended Drilling Conditions

1. KB ETHEH I FREES ~10EOREDHNZE

At Y5k - A - QLT UYANR AT VU SRETEH - 155k - AEH CHEATEL,

WORK SKD11-8KT-SUS440 SKH-SKD11-SKS 2. «‘J:);ﬁti#}ﬁhi%)‘i‘fﬁEQ BENOAEEEDEHE
S 55~60HRC 60~70HRC 3. '{-{“:—*Zﬁ&é;fﬁ?éa)sﬁ%ﬂiéiﬁﬁu\ 2570 E
VIR 10~16m/min 8~13m/min 8 AR I 55 E S R OB A1
DR%J%IA ElEmRE EhE ElERRE EhE A7y TENET>TFE,

. SPEED FEED RATE SPEED FEED RATE il wi f ; ~

(mm) (i) ey Wing) (iniev) :i}nlJesSed?llﬂie:)tg)r‘ soluble oil with high density (5 ~10

2 2,000 ~0.04 1,900 ~0.04 2. Tight clamping is critical.
3. For drilling depth > 3D, feed.
3 1.330 ~0.04 1.250 ~0.04 4. Fg: mrzlat:er:igalsesl:sceptiblgf: Shsi;ega:ﬁng in the
4 1,000 ~0.04 950 ~0.04 flute, apply a step feed.
5 800 ~0.04 750 ~0.04
6 670 ~0.04 630 ~0.04
8 500 ~0.04 480 ~0.04
10 400 ~0.04 380 ~0.04
12 330 ~0.04 320 ~0.04
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WHZ70-DRL

I 60 hole on 60HRC

HA4Z 5.1 SKD11(B0HRC) Dffit X Performance comparison in SKD11

Si ' =
%Z;'JME AT Number of Holes (7% Holes)
Work Material SKD11 (60HRC) 10 20 30 40 50 60 70
YIHIEE ; -

Drilling Speed 10m/min (624min™") WH70-DRL 607{ (Holes)

%%EE 25mm/min(0.04mm/rev)

s BT TEREBIERVIL e

éé;é"ihaof . 19mm 3.7D E'fr?dg\r?) Treditional Garbige orin |2 07 ¢ (Holes)

SIEIHE IAMELIRIEE (1062)

Coolant Water Soluble

famITE SVEBHGIM

Coolant feeding method External

{55 FARE AR IRV IEV5(BT40)

Machine Vertical Machining Center

WH70-DRLIGiEFRmIC L SEDMAMRETH ol

WH70-DRL showed 3 times better tool life than current tool.

I A half wear amount against the competition.

g,gj\" 08 o 0.16 WH70-DRLOSKD11(EOHRC) DEEFEHER  Wear changes of WH70-DRL on SKDT1(BOHRC)
1Zi
HHIME SKD11 (BOHRC 2,0 =
Work Material ( ) i 0.12 e \VH70-DRL(148) =
YIHERE ; . = No.l ..
Driling Speed 12-6M/min (501min~") £ 008 —— WH70-DRL(24E)
= e - No.2
S0 R 20mm/min (0.04mm/rev) El — HEA

3 8 0.04|.. [ g Competitor A
TURE 24mm 3D (LED7R) = fthat =B
Depth of Hole @Blin) L Competitor B
SIHEIHE AGBMELIHEEEI(1015) 0 ‘ ! ; ; ‘ ! |
Coolant Water Solubie a 0 20 40 60 80 100 120 140 (7uHoles)

=

fﬁgimﬁiﬁ ﬂ%ﬂ,’ﬁﬁfﬂ} IJl]I/ \;ﬂ Number of Holes
Coolant feeding method External
5 At MRV =Pt 5(BT40) {4t am A competitor A
Machine Vertical Machining Center

Bttt mCHERFDEE.,
WH70-DRLI2207NE THMIAIgETH olco

Showed a half amount of wear against a competition.
Completed 220 holes.
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For information regarding the end mills for machining dies, see this catalog.

SUMIAIRNHZRGELTHR

It contains a choice selection of tools used only for machining dies.

=mMLLWIRAHDPHETRODPUVET!

You will definitely find the tools you need!

* CAM ANLU—5HTIEEREHA FOHR

Features of the tool selection guide for CAM operators

m& - TERRICES DT, IRIEICES

Indicated by mill diameter, regardless of part name or tool shape

2. WIRCEIC—E1E8E,
Indicated in a list by shape

3. 7JI]I(D}m.Tl (Jll.-_'ﬁ:J:U') lL__
AR HERDIEICIES

Indicated from large to small diameter, along with work flow
(roughing to finishing)

MIICEOEERBELETREDEEIC
BEZ#HTTEIEA!

The selection of optimal tools for your machining needs should not take
unnecessary time!

OSG HP :T8REVLWSDbLEI>THFOJEREERK] FUAAT L)\, click "Contact Us", "Catalog Request".
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@M HEREF TEIOOHENTTE, O EICHFEMABVTTE,

.ﬁ]U<fl§§$f€éb5Mf‘€‘Féw O I TEDTHERBET>TTE,
T442 8543 BHRE)IHAL 7 F3-22 7(0533)82-1111  FAX(0533)82-1131 O LRI B LS MEREREL T
pEoE _
T143-0025 RREABKAEHAS-25-4 1(03)5709-4501 FAX (03)5709-4515 Safe use of cutting tools ———
¢§B*§¥§B .Uﬁe széfely cover, safety glasses and safety @Stop cutting operation (\’jmmediately if you hear
ition. 1 it .
T4650058 LHEEHLEREMIO  @(052)703-6131 FAX(052)703-7775 @D ot touch cutling edges with bare hands. @D not modify 100
" @Do ot touch cutting chips with bare hands. Chips @Please use correct tools for the operation.Check
EEB"E"%%& will be hot after cutting. dimensions to ensure proper selection.

@Stop cutting when the tool becomes dull.
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