SUMIBORON / SUMIDIA Insert
C /80° Diamond
D /55° Diamond

R / Round
S/ Square

T/ Triangle

V' /.35° Diamond

W / Polygon
Special

SUMIBORON / SUMIDIA Precision Tools

SUMIBORON

SUMIDIA

SUMIBORON ”"BN Finish Mill”
"Helical Master”

"Mould Finish Master”
SUMIDIA

SUMIBORON / SUMIDIA
Indexable Inserts & Tools

M1 ~ M34
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TB_ _ 5°PO0S. TYPE ecvevveveeeieeeeeeeeeieteiereeeeeeeeeesaeaenas M11
TC_ _ 7°POS. TYPE tereeeeeeiieiririeeeieieie e M12

1 I T T 1Y/ o= Y M13
TP_ _ 11° pos. Type (Without Hole)................cu...... M14
TP_ _ 11° pos. Type (With Hole)..........ccccoevrruernenan. M15
VB_ _ 5°PO0S. TYPE .ovevenieiiiiinienieieiisieseeseeeee e M16
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VN_ _ NG TYPE weevereeiieieieieeeieee s M17
WN_ _NEQ. TYPE oreeereveeeeeieeeeeeeeeeeieiee e M18
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GUIANCE ... M19
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DABB Type Small Hole Boring Bars......................... M25
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SUMIBORON / SUMIDIA CC__ Type 7° pos. Inserts
Indexable Inserts

7° Relief

80° Diamond Type v inert o

Dimensions (mm)
CC__ ( |odic)y| s d1 ﬂ] Hardened Steel
0602-- | 6,45 6,35 238 | 28 [a Cast Iron
09T3--| 9,7 | 9525 | 397 | 44 M Non-Ferrous Metal
1204-- | 12,9 12,7 476 | 55
CCGW "'.“ Coated Uncoated
CBN PCD
[ellellele)] o o
| | s ENR REEEREER
® G-Class SumiBoron (CBN, Regrindable Type) O00VXXXNB3BR D=
Shape 50 Cat.No,  BrErasEsEEEEas
N CCGW 09T304 0,4 ° °
!\ﬁ D CCGW 09T308 0.8 o | o
® G-Class SumiBoron (CBN, One-Use Multi-Corner Type)
CCGW 060202 NC-2 02 @@e
—— CCGW 060204 NC-2 04 @O0 @
CCGW 060208 NC-2 | 08 oo
| N 4 7oL}
o -~ | CCGW 09T302 NC-2 0,2 °
o - P | with 2 CBN cutting edges CCGW 097304 NC-2 04 © 00 e
&'),/ CCGW 09T308NC-2 | 05 ® e ®®
Kol 4t geometry . @ CCGW 09T304 NC-W-2 04 |@|@|®
SN CCGW 09T308 NC-W-2 | 08 (@ @ ®
(Wiper Type)
w 2 o CCGW 060202 LS-NC2 | 02 o o®
i&%‘/ CCGW 060204 LS-NC2 04 (@ ®®
| A= radn
LS-Type - - | CCGW 09T304LS-NC2 | 04 @ @®
Light cut geometry with 2 CBN cutting edges CCGW 09T308 LS-NC2 08 @ @®®e
w > =Y
g:@?w T <1 | ccGW 097304 HS-NC2 | 0.4 oo
). 1 ~J.. | CCGW 09T308 HS-NC2 | 08 o0
HS - Type
Tough cut geometry with 2 CBN cutting edges
~)» : f' CCGW 097304 NU-2 04 oo oo
'\ vl ~J.. | CCGWO09T308NU-2 | 08 o0 oo
with 2 CBN cutting edges
® G-Class SumiBoron (CBN, One-Use Type)
CCGW 060204 NS 0,4 )
— CCGW 060208 NS 0,8 °
a CCGW 097304 NS 0,4 )
- L - -~ | CCGW 09T308 NS 0,8 ®
Ze -~
= 3 1\ CCGW 060202 NU 02 ° °
EE CCGW 060204 NU 0,4 o0 oo0o0oe
= o CCGW 060208 NU 08 ° o °
a CCGW 09T302 NU 0,2 °
o, - | CCGW 09T304 NU 0,4 o0 o0 oo
CCGW 09T308 NU 0,8 o0 o0 oo
CCGW 120408 NU 0,8 L) ()

M2 ® = Euro stock Packing unit and ordering example; 1 pce CCGW 09T304, BNX20



CC-- Type 7° pos. Inserts

SUMIBORON / SUMIDIA

80° Diamond Type

7° Relief

With Insert Hole

Indexable Inserts

Dimensions (mm)
CC__ { |odac)| s d1 [Z] Hardened Steel
0602-- | 6,45 | 6,35 | 2,38 | 28 4 cast Iron
0973~ | 9,7 | 9,525 | 397 | 44 X Non-Ferrous Metal
1204-- | 12,9 | 12,7 | 476 | 55

’)
-;
=

CCMT '.“.’ Coated Uncoated
0 PCD
[=ll=ll=l=} o o
i~ . 2932829292932
® M-Class SumiDia (PCD, Regrindable Type) O00VXXXNB3BR D=
ZIZIZIZZ2Z2Z=ZZZZzZZ<<
Shape i ISO Cat. No. r |m|momomomoomoomoo
z o 1 CCMT 060202 0,2 ®
QC , CCMT 060204 0,4 °
7T coMT 09T302 02 o
® M-Class SumiDia (PCD, NF Type)
CCMT 060201 NF 0,1 °
w» | CCMT 060202 NF 0,2 ®
= — CCMT 060204 NF 0,4 )
© ([O4
. ! CCMT 09T301 NF 0,1 °
CCMT 09T302 NF 0,2 )
CCMT 09T304 NF 0,4 )
CCMT 09T308 NF 0,8 °
® M-Class SumiDia (PCD, One-Use "Break Master” Type
CCMT 060202 L-DMNU | 0,2
CCMT 060204 L-DMNU | 04 °
&
; CCMT 09T302 L-DM NU | 0,2
CCMT 097304 L-DM NU | 04 °
CCMT 060202 R-DMNU | 0,2 °
CCMT 060204 R-DMNU | 04 °
e 4
. CCMT 09T302 R-DM NU | 0,2 °
CCMT 097304 R-DM NU | 04 °

® = Euro stock

Packing unit and ordering example; 1 pce CCMT 060202, DA150
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SUMIBORON / SUMIDIA CN__ Type neg. Inserts
Indexable Inserts
80° Diamond Type —©"Fetief

Dimensions (mm)

CN-_ ( |odic)y| s d1 ﬂ] Hardened Steel
0903~ | 97 | 9525 | 318 | 44 4 cast Iron
1204- | 129 | 127 | 476 | 55 M Non-Ferrous Metal

CNGA/CNGG 000000 R
CBN PCD
olooo o o
. . eggggg&ooooogoo
® G-Class SumiBoron (CBN, One-Use Multi-Corner Type) O00VXXXNB3BR D=
ZIZIZIZZZ2Z2=ZZZZzZZ<<
Shape ISO Cat. No. r |cjmjm m|mmimimmmnmmmaa
CNGA 120404 NC-4 04 @ O@0 @
i i CNGA 120408 NC-4 08 @ eee
- ] _ | CNGA 120412 NC-4 12 @0 e e
: - with 4 CBN cutting edges
Standard - . CNGA 120404 NC-W-4 | 04 @ @@
Normal cut geometry £ 4@ CNGA 120408 NC-W-4 | 08 @@ ®
m;erType)
' CNGA 120404 LS-NC2 | 04 ®|@@®
%&}E e | | @ 1 | CNGA120408LS-NC2 08 |@/@®
L "] CNGA 120412LS-NC2 | 12 @ @@
LS - Type e s
Light cut geometry with 2 CBN cutting edges
2 ' CNGA 120404 HS-NC2 | 04 oo o
%&}E =2 @ 1 | CNGA120408 HS-NC2 | 08 | @@ ®
W | AZ4 11 | CNGA120412HSNC2 | 12 | @®®
HS - Type e s
Tough cut geometry with 2 CBN cutting edges
. CNGG 120404 N-SV NC4 | 0.4
) ! @ L ; CNGG 120408 N-SVNC4 | 038 °
=l I i CNGG 120412 N-SVNC4 | 1,2 )
Sv- Tvyvﬁﬁ chipbreaker with 4 CBN cutting ed;zs
' CNGA 120404 NS-2 0,4
- a @ : E CNGA120408NS2 | 05 o
V . 1 | CNGA 120412 NS-2 12 °
with 2 GBN cutting edges | CNGA 120404 NU-2 0,4 e oo
CNGA 120408 NU-2 0,8 o0 o0 )
CNGA 120412 NU-2 1,2 o0 oo
Coated | Uncoated
CNGN /CNGX 000000
[=ll=llele} o o
. . Segggggooooogoo
® G-Class SumiBoron (Solid CBN Type) O000XXXNBB3RND =Y
ZIZIZIZZZ2Z2ZZZZZZ<<
Shape ISO Cat. No. r || mmomoomoomoo
= CNGN 090308 0,8 )
E w ‘ CNGN 090312 1,2 °
B
g2 ‘ ‘f A CNGN 120412 12 o
£ ol N CNGN 120416 1,6 )
® G-Class SumiBoron (Solid CBN, "Dimple” Type)
o CNGX 120412 1,2 )
| CNGX 120416 1,6 )

M4 ® = Euro stock Packing unit and ordering example; 1 pce CNGA 120404 NC-4, BNC100



CN-_ neg. Type and CP-_ Type 11°pos. Inserts SUMIBORON / SUMIDIA
Indexable Inserts

80° Diamond Type: i resert i

Dimensions (mm)

CN/CP-_| ¢ |ed(c)| s d1 ﬂ] Hardened Steel
06 | 645 | 635 | 238 28 4 cast Iron

0973~ | 9,7 | 9,525 | 397 | 44 M Non-Ferrous Metal
12 | 129 | 127 | 476 | 55

CNMA 000000 I — S—
CBN PC

D
[=ll=ll=l=} o o
) ) egggggaooooogoo
® M-Class SumiBoron (CBN, Regrindable Type) O00VXXXNB3BR D=
ZZ2Z2 222222 2Z2=Z22<<
Shape ISO Cat. No. r |cjmjm m|mmimmmmommmaa
' CNMA 120404 0,4 ° ° °
- T @ “‘ CNMA 120408 0,8 ® ® ®
T a— CNMA 120412 12 o | (o | |o
® M-Class SumiBoron (CBN, One-use Type)
CNMA 120404 NS 0,4 ®
CNMA 120408 NS 0,8 ®
; CNMA 120412 NS 1,2 ®
!w ] _ CNMA 120404 NU 0,4 o o000 oo
’ CNMA 120408 NU 0,8 oo o0 oo
\"’/ CNMA 120412 NU 1,2 oo oo oo
CNMA 120404 NU-W 0,4
31O CNMA 120408 NU-W | 08 oo
Tw CNMA 120412 NU-W 1,2
(Wiper Type)

Coated | Uncoated
CNMX 000000
[=ll=llele} o o
: e RR28828233323 S
® M-Class SumiDIA (PCD, NF Type) 000 0OXXXA8 IR D1
ZZZZZZZzzZzZ2ZZzZ2<<
Shape ISO Cat. No. r |m|momomommoommoomoo
* = | CNMX 120402 NF 02 °
\ﬂ/ d @ ! ﬁ CNMX 120404 NF 0.4 o
I CNMX 120408 NF 0,8 ®
N - s— | CNMX 120412 NF 1,2
Coated | Uncoated

CPMW 000000
[ellellelle)] o o
_ R RGN
® M-Class SumiDIA (PCD, NF Type) 0000 XXXA8 3SR D2
ZZZIZZZ=Zz=ZZ2Z=ZzZ2<<
Shape ISO Cat. No. r || mmomomommoomoo
- Ny CPMW 060202 NF 0,2 ®
-~ d «if] | CPMW 060204 NF 04 o
'\ | =1~ | CPMW 060208 NF 0.8 °

® = Euro stock Packing unit and ordering example; 1 pce CNMA 120404, BNX20
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SUMIBORON / SUMIDIA DC__ Type 7° pos. Inserts
Indexable Inserts

550 Diamond Type WitZinZgge;ole

Dimensions (mm)
DC__ { |odac)| s d1 ﬂ] Hardened Steel
0702 | 7,75 | 6,35 | 2,38 | 28 [d cast Iron
11T3--| 11,6 | 9,525 | 3,97 | 44 m Non-Ferrous Metal
DCGW "'.“ Coated Uncoated
CBN PCD
[ellellele)] o o
| s ENR REEEREER
® G-Class SumiBoron (CBN, One-Use Type) O00VXXXNB3BR D=
ZZZZZZZ2zZ2Z2Z2Z2ZZ2<<
Shape ISO Cat. No. r |cjmjm m|mmimmimmomjmmaa
' DCGW 11T304 NS 0,4 )
D o DCGW 117308 NS 0.8 °
K> DCGW 070202 NU 0,2 o0 oo )
S _ , DCGW 070204 NU 04 oo o0 |0
- DCGW 070208 NU 0,8 o0 o )
‘f e
s, _ s | DCGW 11T302 NU 0,2 o0 oo )
DCGW 11T304 NU 0,4 o0 o000
DCGW 11T308 NU 0,8 o0 o000
® G-Class SumiBoron (CBN, One-Use Multi-Corner Type)
DCGW 070202 NC-2 02 @ @0 e
P } DCGW 070204 NC-2 04 @@ 00
| - . gy lﬁ DCGW 070208 NC-2 0,8 eoe0
. e
oy < - | DCGW 11T302 NC-2 0.2 )
with 2 CBN cutling ed DCGW 11T304 NC-2 04 @ @O
Standard - ' 9% | DCGW 11T308 NC-2 08 eeee
Normal cut geometry
{'/&Ew DCGW 070202LS-NC2 | 02 |o|@/®
0’< o DCGW 070202LS-NC2 | 04 @ @ ®
-~ s AO Y
o 5 DCGW 11T304LS-NC2 04 @@ ®
— ~ | DCGW 11T308LS-NC2 | 0,8 @ @ ®
LS - Type with 2 CBN cutting edges
Light cut geometry
i&%‘%: ! m DCGW 117304 HS-NC2 | 0,4 0
- DCGW 11T308 HS-NC2 | 0.8 o0
HS-T e -
Toughygjt geometry with 2 CBN cutting edges
] ' DCGW 070204 NU-2 0,4 o0 oo
D DCGW 070208 NU-2 | 038 o o
-~ <+- | DCGW 11T304 NU-2 04 oo o0 oo
= with 2 CBN cutting edges | DCGW 11T308 NU-2 0,8 oo oo ®
38
= @
g2
.E —

M6 ® = Euro stock Packing unit and ordering example; 1 pce DCGW 11T304 NS, BNX25



DC-_ Type 7° pos. Inserts

SUMIBORON / SUMIDIA

55° Diamond Type

7° Relief

With Insert Hole

Indexable Inserts

Dimensions (mm)
DC-.-| ¢ |ed@c)| s di
0702-- | 7,75 | 6,35 | 2,38 | 2,8
1173-- | 11,6 | 9,525 | 3,97 | 44

[Z] Hardened Steel
[a Cast Iron
m Non-Ferrous Metal

’)
-;
=

DCMT '.“.’ Coated Uncoated
C PCD
[ellellele)] o o
- . SIPISRSISN 282388238
® M-Class SumiDia (PCD, Regrindable Type) O|O|O|OX|X|X| al| @ 15| ©| K| D —| &
ZZZZZZZZ2Z2 2 Z=ZZ <<
Shape ISO Cat. No. r |m|momomomoomoomoo
. | DCMT 070202 0,2 )
P T DCMT 070204 0,4 °
t N 3
> O
55, i 77 ‘ DCMT 11T302 0,2 [ ]
' DCMT 11T304 0,4 )
DCMT 11T308 0,8 )
® G-Class SumiDia (PCD, NF Type)
DCMT 070201 NF 0,1 )
DCMT 070202 NF 0,2 )
o DCMT 070204 NF 0,4 )
s i - DCMT 070208 NF 0,8 )
< O
s, ‘J.. | DCMT 11T301 NF 0,1 )
DCMT 11T302 NF 0,2 )
DCMT 11T304 NF 0,4 )
DCMT 11T308 NF 0,8 )
® M-Class SumiDIA (PCD, One-Use "Break Master” Type)
DCMT 070202 L-DM NU 0,2
& DCMT 070204 L-DM NU | o4
v DCMT 11T302L-DMNU | 0.2 °
DCMT 11T304 L-DM NU | 04 )
. DCMT 070202 R-DM NU 0,2
il /4 | DCMT 070204 RDMNU | 04 °
a t A0y
v sl s~ | DCMT 11T302 R-DMNU | 0,2 ()
DCMT 11T304 R-DM NU | 04 ®

® = Euro stock

Packing unit and ordering example; 1 pce DCMT 070202, DA150
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SUMIBORON / SUMIDIA DN__ Type neg. Inserts
Indexable Inserts

550 Diamond Type Witﬁin@gll'ie;ole

Dimensions (mm)
DN__ { |odac)| s d1 [Z] Hardened Steel
1104-- | 11,6 | 9,525 | 4,76 | 3,81 [{i Cast Iron
1504-- | 155 | 12,7 | 4,76 | 5,16 M Non-Ferrous Metal
1506-- | 15,5 12,7 | 6,35 | 5,16

DNGA/DNGG 000000 e ——

D
[=ll=llele} o o
. . eggggg&ooooogoo
® G-Class SumiBoron (CBN, One-Use Multi-Corner Type) O00VXXXNB3BR D=
Shape SO Cat. No. r BhhGhGn5n5n 5 a0 0000
e 1 ( DNGA 110404 NC-2 0,4 °
~o” DNGA 110408 NC-2 08 °
Standard - sl ,_| _,. | DNGA 110412 NC-2 1,2
Normal cut geometry with 2 CBN cutting edges
L ' DNGA 150604 NC-4 04 @ @00
e I [o)sl] | DNGA 150608 NC-4 08 @00 e
- .| A DNGA 150612 NC-4 12 eoleee®
7|
Standard - ' o
Noarl:n;rcut geometry with 4 CBN cutting edges
> ' DNGA 150604 LS-NC2 | 04 @ @@
ijzeﬁii e . || @ i1 | DNGA 150608 LS-NC2 | 08 o @@
\?) L DNGA 150612LS-NC2 | 1.2 @ @@
Ilzizf;tt:{ﬁegeometry with 2 CBN cutting edges
g ; r DNGA 150604 HS-NC2 | 0.4 o0 0
i&&- L @ d1 | DNGA 150608 HS-NC2 | 08 @ |@|@®
s AT DNGA 150612 HS-NC2 | 12 e e/®
HS - Type v e
Tough cut geometry with 2 CBN cutting edges
] r DNGG 150604 N-SV NC4 | 0,4
< @ d, DNGG 150608 N-SV NC4 | 0,8 °
N A~ "II | DNGG 150612 N-SV NC4 | 1,2 °
SV-Ty 1 s
vyvﬁﬁ chipbreaker with 4 CBN cutting edges
P ' DNGA 150604 NU-2 0,4 o e e
P I Lo)u] | DNGA150608NU-2 | o8 oo oo
/=1 . | DNGA 150612 NU-2 1.2 °
with 2 CBN cutting edges

Coated | Uncoated
DNMA 000000
[ellellelle)] o o
. . 2882888888883
® M-Class SumiBoron (CBN, Regrindable Type) % <2> <2> % XXX N2 DS N
Shape ISO Cat. No. r |m|mMm|mommommoommoo
1 .M | DNMA 150604 04 ° °
i .L@ ‘3‘ DNMA 150608 0,8 ° °
= s _.. | DNMA 150612 1,2 ° )
25
_§§ ® M-Class SumiBoron (CBN, One-Use Type)
= DNMA 150604 NS 04 °
DNMA 150608 NS 0,8 )
1 r
i .L@ ‘i‘ DNMA 150604 NU 0.4 o ooooe
s _| _.. | DNMA 150608 NU 0,8 o0 o000
DNMA 150612 NU 1,2 o0

M8 ® = Euro stock Packing unit and ordering example; 1 pce DNGA 110404 NC-2, BNC200



RN-_ neg. Type and SC-- Type 7°pos. Inserts SUMIBORON / SUMIDIA
Indexable Inserts

Round TYpe vt imeet vl

Dimensions (mm)
RN__ ¢ lod@c)| s d1

0603 | 635 | 6,35 | 3,18 | - [Z] Hardened Steel
0903 | 9,525 | 9,525 | 3,18 | - 4 cast Iron
1203~ | 127 | 127 | 3,18 | — M Non-Ferrous Metal

1204-- | 12,7 | 127 | 476 | -

R N G N "'." Coated Uncoated
CBN PCD
[ellellele)] o o
. . SIPISRSISN 282388238
® G-Class SumiBoron (Solid CBN Type) OO OO|X|XX¥ i@ BB R K| —| &
ZIZZzzZZZZZZ2Z2ZZZ<<
Shape ISO Cat. No. r |Ojmoooooomooooomon
RNGN 090300 - ®
RNGN 120300 - ®
P el RNGN 120400 - ®
Solid CBN
® G-Class SumiBoron (CBN, Full Top Type)
RNGN 060300 B -
RNGN 090300 B - o0
i s RNGN 120300 B -
RNGN 120400 B -
7° Relief Dimensions (mm)
Square Type With Insert Hole SC_ | ¢ Jedio] s | d [5] Hardened Steel
09T3-- | 9,525 | 9,525 | 3,97 | 4.4 [d cast Iron
12 | 127 | 127 | 476 | 55 M Non-Ferrous Metal

Coated | Uncoated

SCGW 000000 oo P60
o0 0O o o
_ S28225928335E8S
® G-Class SumiBoron (CBN, One-Use Type) 0000 XXXA8 3SR D2
ZZZZ2Z22Z2ZZ 2222 <<
Shape ISO Cat. No. r |m|mo|m|m|mm|mmommomman

~ i [O) 4[] | SCGW 09T304 NU 04 o o

v A PR SCGW 09T308 NU 038 ° °

— | —={ .

spasy|
RIQILING / UoJOqIUNG

® = Euro stock Packing unit and ordering example; 1 pce RNGN 090300, BNS800



SUMIBORON / SUMIDIA SN__ Type neg. Inserts
Indexable Inserts

Square Type  wits et i

Dimensions (mm)
SN__ { |odac)| s d1 [Z] Hardened Steel
4 cast Iron
1204~ | 12,7 | 12,7 | 476 | 516 | M Non-Ferrous Metal
S N G A ‘.'." Coated Uncoated
CBN PCD
[=ll=llele} o o
. . 2 NR288238338883]
® G-Class SumiBoron (CBN, One-Use Multi-Corner Type) O|0|O|OX|X| X al|? b B R| D —| N
Z\IZ1Z2ZZZZZZ2Z2ZZZ <<
Shape ISO Cat. No. r |m|mm|m|mm|mmommoman
4 m | ] @ L i SNGA 120408 NC-4 08 0
w \"4 "1 | SNGA 120412 NC-4 12 °
ﬁﬁﬁ;rglﬁ geometry with 4 CBN cutting edges
e% : ’
é:N: -« = j @ f i SNGA 120408 HS-NC2 | 08 o0
= N i SNGA 120412 HS-NC2 1,2 )
HS - Type with Z;BN cutting esdg;s
Tough cut geometry
0° Relief Dimensions (mm)
Square Type Without Insert Hole SN_| ¢ Jedo] s | di [Z] Hardened Steel
0903-- | 9,525 | 9,525 | 3,18 | - [d cast Iron
1204-- | 127 | 12,7 | 476 | - m Non-Ferrous Metal
Coated | Uncoated
SNGN / SNGX 000000
[=ll=llele} o o
: , 2L RR28828233323S
® G-Class SumiBoron (Solid CBN Type) O00VXXXNB33RND =
ZIZ1Z2ZZZZZZ2Z2ZZZ <<
Shape ISO Cat. No. r |m|momomomomomoommoo
P SNGN 090308 0,8 ®
T SNGN 090312 1,2 )
d
! A SNGN 120412 1,2 )
SNGN 120416 1,6 ()
= ® G-Class SumiBoron (Solid CBN, "Dimple” Type)
22 ’
g2 ] SNGX 120412 12 °
"g’, = SNGX 120416 1,6 ()
<) | s

M1 0 ® = Euro stock Packing unit and ordering example; 1 pce SNGA 120408 NC-4, BNC200



SN-_ neg. Type and TB-_ Type 5° pos. Inserts SUMIBORON / SUMIDIA
Indexable Inserts

Square TYPe | win et roie

Dimensions (mm)
SN__ { |odac)| s d1 [Z] Hardened Steel
[a Cast Iron
1204-- | 12,7 | 12,7 | 4,76 | 5,16 m Non-Ferrous Metal
SNMA 000000 o
CBN PCD
ololoo o o
. 2LR1323r2A2929 211
® M-Class SumiBoron (CBN, One-Use Type) O00VXXXNB3BR D=
ZZZZ2ZZzZZ2Z2Z2ZZI<
Shape ISO Cat. No. r |m|momomomoomoomoo
SNMA 120408 NS 0,8 ()
J SNMA 120412 NS 1,2 ®
gk, T LT
- JHO
- *~ | SNMA 120408 NU 0,8 0 °
SNMA 120412 NU 1,2 e ()
0 Tw 5° Relief Dimensions (mm)
60 Tl’lang|e Type TBGN| ¢ |oed@c)| s d1 ﬂ]Hardened Steel
0601~ | 69 | 397 | 159 | - [d cast Iron
TBGW M Non-Ferrous Metal
0601 | 69 | 397 [ 159] 28

TBGN / TBGW 000000 R —

® G-Class SumiBoron (CBN, Full Top Type)
Shape ISO Cat. No. r

TBGN 060102 B 0,2
v TBGN 060104 B 0,4
® G-Class SumiDIA (PCD, NF Type)
. TBGN 060102 NF 0,2
\ 4 ﬁﬂ TBGN 060104 NF 04

® G-Class SumiDIA (PCD, NF Type)

AT TBGW 060102 NF 02
\ =4 é! TBGW 060104 NF 0.4

BNC300
® @ BNX10
® ® BNX20

BNX25
® ® BN250

BN300

BN500

BN600

BN700

BNS800

DA150

DA2200 |©

® ® BNC100
@ @ BNC160
® @ BNC200

spasy|
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® = Euro stock Packing unit and ordering example; 1 pce SNMA 120408 NS, BNX25 M1 1



SUMIBORON / SUMIDIA TC__ Type 7° pos. Inserts
Indexable Inserts

600 Trian9|e Type Witmnlggll'ie;ole

Dimensions (mm)
TC_| (¢ |edc)| s d1 ﬂ] Hardened Steel
0902 | 962 | 556 | 2,38 | 2,5 4 cast Iron
1102- | 1,0 | 635 | 238 | 28 M Non-Ferrous Metal
16T3- | 16,5 | 9,525 | 397 | 4,3
TCGW ‘.’." Coated Uncoated
CBN PCD
[ellellele)] o o
| SeRg258832s888S
® G-Class SumiBoron (CBN, One-Use Type) O00VXXXNB3BR D=
ZZ2Z2Z2Z2Z2Z 222 Z2Z2Z2<<
Shape ISO Cat. No. r |Ojmoomoooomoooooomao
TCGW 090204 NC 0,4 °
- TCGW 090208 NC 0,8 )
A Xarl
v ; d‘ TCGW 110202 NC 0.2 °
G Pk TCGW 110204 NC 0,4 )
o “*T | TCGW 110208 NC 0,8 )
A M | TcGW16T304NC-3 | 04 °
\7 ,< TCGW 16T308 NC-3 | 08 o
with 3 CBN cutting edges
TCGW 090204 NU 0,4 )
TCGW 090208 NU 0,8 )
g Y 4 | TCGW 110202 NU 02 oo o
\A/ 7 m TCGW 110204 NU 0.4 oo o oo
v = Y TCGW 110208 NU 0,8 ) o0
TCGW 16T304 NU 0,4 () o0
TCGW 16T308 NU 0,8 ) o0
Coated | Uncoated
TCMT 000000
[ellellelle)] o o
. 2PNR2RR383883823
® M-Class SumiDia (PCD, NF Type) 0 00OXIXXABIBRN 2
ZZZZZZ2Z2Z22Z2Z2Z2<<
Shape ISO Cat. No. r || mmoomoomoomoo
TCMT 090201 NF 0,1
sz . | TCMT 090202 NF 0,2 )
¥ L ‘ TCMT 090204 NF 0,4 PY
! A_.-"', d ‘l d1
v =2 7Es TCMT 110201 NF 0,1 ()
— " 7°7 | TCMT 110202 NF 0,2 )
TCMT 110204 NF 0,4 °
Z .,
BT
= @
g2
.E —

M1 2 ® = Euro stock Packing unit and ordering example; 1 pce TCGW 090204 NC, BNC200



TN__ Type neg. Inserts SUMIBORON /SUMIDIA
Indexable Inserts

600 Trian9|e Type Witﬁinzgge;ole

Dimensions (mm)

TN._| ¢ Jedao| s | d [Z] Hardened Steel
[a Cast Iron
1604-- | 16,5 | 9,525 | 4,76 | 3,81 X Non-Ferrous Metal

TNGA/TNGG 000000 e ——

D
[ellellele)] o o
. . 228 28N283838 833K
® G-Class SumiBoron (CBN, One-Use Multi-Corner Type) O|0|O|O[X|X| X al| @ B B R| D —| N
ZZZZZZZZ2Z2 2 Z=ZZ <<
Shape ISO Cat. No. r |m|momomomoomoomoo
. ® 4 TNGA 160404 NC-6 04 | oee®
lv ; @ i TNGA 160408 NC-6 08 e eee
| A "0 | TNGA 160412 NC-6 12 eeee
Standard - with 6 CBN cutting edges
Normal cut geometry
TNGA 160404 LS-NC3 04 @ @ @
! 6 i TNGA 160408 LS-NC3 | 08 @ @ ®
) B TNGA 160412LS-NC3 | 12 |®@ ®/®
LS-T —— sl
Light cytﬁi;eometry with 3 CBN cutting edges
TNGA 160404 HS-NC3 | 04 | |@/®
AU TNGA 160408 HS-NC3 | 0,8 o0 o
i A@A § TNGA 160412HS-NC3 | 12 @ |e|e@ ®
HS - Type —! hahiay
Tough cut geometry with 3 CBN cutting edges
= A TNGG 160404 N-SV NC6 | 0,4
® AN TNGG 160408 N-SV NC6 | 0,8 °
i A@A § TNGG 160412 N-SVNC6 | 1.2
SV - Type e e
with chipbreaker with 6 CBN cutting edges

spasy|
RIQILING / UoJOqIUNG

Coated | Uncoated
TNMA 000000
[=ll=llele} o o
) ) 998898800000800
® M-Class SumiBoron (CBN, Regrindable Type) 000 0XX X488 3SR D1
ZZ2ZZZZZzz22Z22Z2zZ2Z2<<
Shape i ISO Cat. No. r || m|momomommoomoo
4 ] TNMA 160404 0,4 () ®
7 4 TNMA 160408 0,8 ® ®
VvV A
@ M-Class SumiBoron (CBN, One-Use Type)
4 : TNMA 160404 NU 0,4 e |0
O ; TNMA 160408 NU 058 oo o0
: —2'H TNMA 160412 NU 1,2 L)
® = Euro stock Packing unit and ordering example; 1 pce TNGA 160404 NC-6, BNC160

M13



SUMIBORON / SUMIDIA TP__ Type 11° pos. Inserts

Indexable Inserts

60° Triangle VD it et ol

Dimensions (mm)

TP__| ¢ ledicy| s | d [Z] Hardened Steel
1103~ | 11,0 | 635 | 318 | - [d cast Iron
1603-- | 16,5 | 9,525 | 3,18 | - m Non-Ferrous Metal

TPGN 000000
CBN

|

C PCD
[ellellele)] o o
. 228828888388238%
® G-Class SumiBoron (CBN, One-Use Type) O|O|O|OX|X|X | @ b O K| D —| N
ZZ2Z2Z2Z2Z2Z 222 Z2Z2Z2<<
Shape ISO Cat. No. r |m|momomomoomoomoo
a0 TPGN 110304 NU 0,4 ) )
j ‘ TPGN 110308 NU 0,8 ) )
A 4 i éﬂ TPGN 160304 NU 0.4 o o
—' ~*7 | TPGN 160308 NU 0,8 ) )
TPGN 160312 NU 1,2
® G-Class SumiDia (PCD, NF Type)
TPGN 110302 NF 0,2
. TPGN 110304 NF 0,4 ()
\ T TPGN 110308 NF 0,8 )
\V i @H TPGN 160302 NF 02 °
- ~*= | TPGN 160304 NF 0,4 )
TPGN 160308 NF 0,8 °
TPGN 160312 NF 1,2

Sumiboron / SumiDia
Inserts

M1 4 ® = Euro stock Packing unit and ordering example; 1 pce TPGN 110304 NU, BNX20



TP-_ Type 11° pos. Inserts SUMIBORON / SUMIDIA
Indexable Inserts

600 Trlangle Type Wit1h1 :n?eerliﬁfme Dimensions (mm)

TP__ ¢ |ed@c)| s di
0802-- | 8,2 4,76 239 | 23
0902-- | 9,62 | 556 | 2,38 | 25 ﬂ] Hardened Steel
1oz | | o | 238 28 [d cast Iron
1103-- ’ ’ 3,18 | 34 M Non-Ferrous Metal
1604-- | 16,5 | 9,525 | 4,76 | 4,3
TPGW ".'.’ Coated Uncoated
CBN PCD
[ellellele)] o o
| | SR Ro8822233233
® G-Class SumiBoron (CBN, Regrindable Type) O00VXXXNB3BR D=
222222222 ZZ2Z2<<
Shape i ISO Cat. No. r |m|momomomoomoomoo
AT L | TPGW 110304 0,4 e |o
\v ; TPGW 110308 08 o o
| 1 rpGw 160404 04
TPGW 160408 0,8
® G-Class SumiBoron (CBN, One-Use Type)
TPGW 080202 NC 0,2 °
v TPGW 080204 NC 0,4 ()
né! TPGW 110304 NC 0,4 °
Standard - - o TPGW 110308 NC 0,8 [ J
Normal cut geometry
- TPGW 080202 NU 0,2 e o
VAT A 1 TPGW 080204 NU 0,4 o0 (o
\' i AA TPGW 110304 NU 0.4 o (oo
- = | TPGW 110308 NU 0,8 o oo
® G-Class SumiDia (PCD, NF Type)
TPGW 080202 NF 0,2 )
TPGW 080204 NF 0,4 ()
TPGW 110202 NF 0,2 )
TPGW 110204 NF 0,4 ()
A 07 TPGW 110208 NF 0,8 )
/ y i
\v./ ¢ fON m TPGW 110302 NF 0,2 °
- — Js- | TPGW 110304 NF 0,4 )
TPGW 110308 NF 0,8 )
TPGW 160402 NF 0,2 )
TPGW 160404 NF 0,4 )
TPGW 160408 NF 0,8 ()
Coated | Uncoated
TPMT 000000
[ollellelle)] o o
. 2PRR2R383883823
® M-Class SumiDia (PCD, One-Use "Break Master” Type) O00VXXXNB3B RN =N
Shape ISO Cat. No. r |2 0| 2| | 5 0 o o s o 5 €
TPMT 080202 L-DMNU | 0.2 25
: TPMT 080204 L-DMNU | 04 ° 3
CA 7 « %
\g TPMT 090202 L-DM NU 0,2 =
' TPMT 090204 L-DM NU 0,4 °

® = Euro stock Packing unit and ordering example; 1 pce TPGW 110304, BNX20 M1 5



SUMIBORON / SUMIDIA VB__ Type 5° and VC-_ Type 7° pos. Inserts
Indexable Inserts

35° Diemond Type Wi isert il

Dimensions (mm)

VB__| ¢ [edic| s | d [Z] Hardened Steel
1102-- 2,38 4 cast Iron

10 | 635 29| o8
1103-- 3,18 M Non-Ferrous Metal
1604-- | 16,6 | 9,525 | 4,76 | 4,4

VBGW ‘.'.“ Coated Uncoated
CBN PCD
[ellellele)] o o
| 22882888888333%
® G-Class SumiBoron (CBN, One-Use Type) O|O|O|OX|X|X | @ b O K| D —| N
ZZZZZZZZ2Z2 2 Z=ZZ <<
Shape ISO Cat. No. r |00|00|m | mm|m|m|m|mm|mmo0
® VBGW 110202 NC 0,2 )
g VBGW 110204 NC 0,4 )
Standard - VBGW 110208 NC 0,8 )
Normal cut geometry
. ! VBGW 110202 NU 0,2 )
; 4@)/5., VBGW 110204 NU 04 s
B s VBGW 110208 NU 0,8 )
\‘_—-' VBGW 160402 NU 0.2 °
VBGW 160404 NU 0,4 o0 o0 )
VBGW 160408 NU 0,8 oo oo )
® G-Class SumiBoron (CBN, One-Use Multi-Corner Type)
’ . T
w ., G it VBGW 160404 NC-2 04 @O0 @
% - * VBGW 160408 NC-2 08 eeee
Standard -
Normal cut geometry with 2 CBN cutting edges
VBGW 160404 LS-NC2 | 0.4 e @@
VBGW 160408 LS-NC2 | 0,8 @ @@
LS - Type
Light cut geometry with 2 CBN cutting edges
Ne% G | —
- = G it VBGW 160404 HS-NC2 | 0,4 C10)
i1 "\.p!‘"" a5 , VBGW 160408 HS-NC2 | 0,8 L)
- Type
Tough cut geometry with 2 CBN cutting edges
T 5. %M | VBGW 160404 NU-2 0,4 oo o
\2__; a VBGW 160408 NU-2 08 oo o
with 2 CBN cutting edges
Coated | Uncoated
VCMT 000000
[ollellele)] o o
. 228 2SN233838 833K
® M-Class SumiDia (PCD, NF Type) O OO|OIX XX Al ® D D K| D |
ZZZZZZZZ2Z2 2 Z=ZZ <<
= Shape ISO Cat. No. r |m|m|m m|m|m|m|mmmomonoa
28 VCMT 110301 NF 0,1 °
s § VCMT 110302 NF 0,2 ®
=10 - ~+ | VCMT 110304 NF 0,4 ®
(= — T N r
a !‘ - - ¢ 0@ ’ IE
wd ] ", VCMT 160404 NF 0,4 ®
VCMT 160408 NF 0,8 )
VCMT 160412 NF 1,2 )

M1 6 ® = Euro stock Packing unit and ordering example; 1 pce VBGW 110202 NC, BNC200



VNMA neg. Type and VNMX Special Inserts SUMIBORON / SUMIDIA
Indexable Inserts

350 Diamond Type Witﬁinzgge;ole

Dimensions (mm)

VN__| ¢ |oduo| s | d [Z] Hardened Steel
[a Cast Iron
1604-- | 16,6 | 9,925 | 4,76 | 3,81 X Non-Ferrous Metal

VNMA 000000 o e — —
CBN PC

D
[=ll=ll=l=} o o
. . 2 NR2882383288 3]
® M-Class SumiBoron (CBN, Regrindable Type) O|O|O|OX|X|X| al| @ 15| ©| K| D —| &
ZZzZzzZzZzZzZzzZzzzZZ<<
Shape ISO Cat. No. r |m|momomomoomoomoo
s A VNMA 160404 0,4 ) )
- ! VNMA 160408 08 o o
30 . VNMA 160412 1,2
® M-Class SumiBoron (CBN, One-Use Type)
‘ o0 oo
o0 oo

o VNMA 160404 NU 0,4
o VNMA 160408 NU 08
=L " | VNMA 160412 NU 12

Coated | Uncoated
VNMX 000000 con P

- _ 8888 oguwooogaSad

® M-Class SumiDia (PCD, Regrindable Type) O00VXXXNB33R D=
ZZ2Z2 222222222 Z<<

Shape ISO Cat. No. r |m|mommomomommoomoo
@ O | VNuX 160404 NF 0,4 °
o s VNMX 160408 NF 0,8 ®

spasy|
RIQILING / UoJOqIUNG

® = Euro stock Packing unit and ordering example; 1 pce VNMA 160404, BNX20 M1 7



SUMIBORON / SUMIDIA WN__ neg. Type and ZN-_ Special Inserts
Indexable Inserts

800 Tfigon Type Witﬁin@gll'ie;ole

Dimensions (mm)
VN__| ¢ Todio| s | d [Z] Hardened Steel
4 cast Iron
0804-- | 869 | 12,7 | 476 5,16 [ Non-Ferrous Metal

WN G A ‘.'.“ Coated Uncoated
CBN PCD
ooloo o o
: : 2882883832383 ]
® G-Class SumiBoron (CBN, One-Use Multi-Corner Type) O|0|O|O[X|X| X< il | b B R| N =8
Shape SO Cat. No. r |t &) &) &) &) i) ) ) ) 0 o0 ) ) 09 0
. & WNGA 080404 NC-6 0,4 ()
@ a WNGA 080408 NC-6 0,8 °
‘Il | WNGA080412NC-6 | 1.2 o
0 C 7° Relief Dimensions (mm)
80 SpeCIal Type With Insert Hole ZN._ | ¢ |odac)| s | di E (I-:lariiTned Steel
ast Iron
0401-- | - 476 | 159 | 23 Y] Non-Ferrous Metal

Coated | Uncoated
ZNEX 000000
olooo o |o
. 2‘28898&00000800
® G-Class SumiBoron (CBN, One-Use Type) O000XXXA83SR D2
ZZ2Z2Z2Z2Z2Z2 =222 Z=zZ<<
Shape ISO Cat. No. r |onjmjm m|m mimmmmmmmaa
_ ZNEX 040102 NC 02 @ ee
- ZNEX 040104 NC 04 @ ee
W ZNEX 040108 NC 08
A~ E* ZNEX 040102 NU 0,2 o0 o
\v', ZNEX 040104 NU 0,4 oo o
ZNEX 040108 NU 0,8

Sumiboron / SumiDia
Inserts

M1 8 ® = Euro stock Packing unit and ordering example; 1 pce WNGA 080404 NC-6, BNC200



SUMIBORON / SUMIDIA

BNBB
Small hole boring tools

@ CBN cutting edge is brazed on
to a solid carbide shank.

® Small hole boring
for hardened steels.

® Min. boring dia. is @ 3,5 mm.

BNz
Small hole boring bars

@ Solid carbide boring bars
with economical CBN insert.

@ Small hole boring
for hardened steels.

@ Min. boring dia. is @ 7,0 mm.

BNB

Small hole boring bars

@ Solid carbide boring bars
with economical CBN and PCD
insert.

@® Min. boring dia. is @ 10,0 mm.

Precision Tools

GwWB
CBN Grooving System for
Hardened Steels

@ Tangential Inserts
— Double clamp holder

@ Groove Widths from 1,5 — 6,0mm

@ New CBN grade for interrupted
grooving

DABB-B

BNGG
Threading holders

@ CBN cutting edge for hardened
steel

@ Adjustable threading after
regrinding.

DABB

Small hole boring tools

@ PCD cutting edge for finishing of
small non-ferrous parts

@ Min. boring dia. is @ 3,0 mm.

® DABB-C
DABB-N

for boring
for profiling and
corner grooving

DABB-B for back boring

DAL /DDL / DML
High precision SUMIDIA
Drills

® PCD cutting edge is brazed on
to a solid carbide shank.

@ From general to high precision
drilling of Aluminium alloys

@ DML type is suitable for
chamfering and stepped drilling

RF

High speed face mill for
Aluminium

@ Finishing and roughing
aluminium alloys and non-
ferrous materials

@ High precision and highspeed
machining vc= 5000 m/min

® Alumimum alloy body
@ Run-out less than 10uym
@ Easy assembling

-

SRF

High speed face mill for
Aluminium

@ Small diameter cutter for small
machines

@ High speed roughing and
finishing with SumiDia DA2200

@ High speed capability of
rpm = 20.000
@ Economical PCD insert NF type

FMU
”BN Finish Mill” for
finishing grey cast iron

@ High speed machining
vc= 1500 m/min

@ Excellent surface roughness
Rz=3,2

@ Run-out less than 10pym

@ Easy assembling

BNES

”Helical Master”
SUMIBORON Endmill

@ Spiral CBN brazed cutting edge
for super finishing hardened
steel (HRC50~60)

@ Dry machining
@ Stable cutting
@ High accuracy
@ Excellent swarf evacuation

”Mould Finish Master”
Micro Ball Nose Endmills

@ High precision machining of
hardened steels < HRC70 with
long tool life

@ Super tough grade
SUMIBORON BN350 prevents
chipping of the cutting edge

® R accuracy : +0,005mm

$100)

BIQILING / UoJ0qIUNg
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SUMIBORON Small Hole Boring Tools o Hardened Steel

BNBB Type

BNBB type small hole boring tools for hardened work pieces
up to diameter 3,5 mm

A
.

W "Sumiboron" Brazed Boring Tools for Small Hole Boring

Sumiboron / SumiDia

Dimensions (mm)
Cat. No. Stock Applicable G;faiigf
holder .
Dmin d l4 h r cutting edge
BNBB (Carbide shank) BNBB 03 R [ J 3,5 3 60 2,4 0,2 HBB 316
BNBB 04 R [ J 4,5 4 60 3,4 0,2 HBB 416 SUMIBORON
BNBB 05 R [ J 5,5 5 80 4,4 0,2 HBB 516 (CBN)
BNBB 06 R [ J 6,5 6 80 5,4 0,2 HBB 616 BN250
d BNBB 08 R [ J 8,5 8 100 7,4 0,2 HBB 816
]
h
| I1
W Holder W Spare Parts
Dimensions (mm)
d, d, Cat. No. Stock Screw Wrench
dq L d2 H
N L HBB 416 [ J 4
! HBB 516 ® | 16 | 100| 5 | 15 @\\\\\ «
HBB 616 [ J 6
HBB 816 [ J 8
BT 0404 TH 020
B Recommended Cutting Conditions W Precaution On Use
Work
material SUMIBORON BN250 Notes
©
Cuttin 30 ~ 150 Low speed may cause chattering
9 _ in cutting process and chipping |
speed (vc) m/min occurence on the cutting edge. |l _
(7] [
8 | Hardened N
= a: e?e 0,03 ~0,1 ¢
steels ,03 ~0,
Feed rate (f) mm/rev - (¢max. = 5xd)
(HRC45~68) @ Adjust overhang to achieve absolute minimum.
Deoth of cut | 0,03 ~0.2 EXCGS?iVG deptf]} of cut ma)]i @ For use of a small diameter brazed boring tool, select
p( doo) R fgéjlsrzsirlﬁﬁé ?rf’ é’égﬂg‘r’;‘tgn high speed and small feed rate, as much as possible.
oC, )
of bore accuracy.

M20



For Hardened Steel

E BNZ type

= 10,0 mm

D min.= 7
D min.

BNB type

B Boring Bars for Small Hole Boring

SUMIBORON Small Hole Boring Bars

BNZ / BNB Type

Dimensions (mm)
Cat. No. Stock Applicable insert
Dmin d 1 h f Y
BNZ 606 R [ J 7 6 80 55 35 -14°
5 BNZ 608 R [ J 9 8 100 7,5 45 -12° 6
D min .5 d ZNEX 040100
1 BNZ 610 R o 1 10 125 9,5 55 -10°
@T{ 7 — B BNZ 612 R o 13 12 130 11 6,5 -8 ZNEX (CBN)
¥° h
I
I
o6  ——  —1
I
BNB 508 R/L [ BN J 10 8 140 7 5 -9°
BNB 512 R/L [ BN J 14 12 160 M 7 -6°
d TBGN 060100 A
BNB 516 R/L [ BN J 18 16 180 14 9 -5°
= o TBGN
BNB 520 R/L [ BN J 22 20 180 18 11 -4 (CBN)
v
B Spare Parts for BNZ B Spare Parts for BNB
Holder Screw Wrench Holder Clamp Clamp bold Nut Wrench
/ ’ %\
&@ \@ 'm QW @, q/“
BNZ 606 R BNB 508 R/L BNBC BH 0306 BNBW-2 TH 020
BNZ 608 R BFTX 0204 N TRX 06 BNB 512 R/L BNBC FBUP-3-A0-9 BNBW-4 TH 020
BNZ 610 R BNB 516 R/L BNBC BH 0310 BNBW-4 TH 020
BNB 520 R/L BNBC BH 0310 BNBW-7 TH 020
B Recommended Cutting B Holders Performance Area
Conditions
- or Steel shank #d
Cutting speed | 80 ~ 120 m/min T Stable performance area o __ . -
£ -7 Carbide shank /
Feed rate |0,03 ~0,1 mm/rev g 2oF 7 z
S BNBS520R Z
Depth of cut 0,03 ~0,2 mm % ok /,’ BNBSIER
[
&

BNB512R
BNB508R

n

Chattering area

0 20 40 60 80 100 120

Over hang length (mm)

Work material: Alloy steel (HrC 60)
Cutting conditions: v¢ = 100 m/min
f=0,1 mm/rev
doc =0,2 mm

sj00

BIQILING / uoJ0qIINg
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m for
BN GrooVind syste
”Zmened steels

M Features

The double clamping system
increases stability so even
axial feeds are possible.

80 degree tangentially
mounted insert improves
rigidity

Wide range of width’s and
grades for continuous and
interrupted cut grooving

Tough new coated CBN grade
for interrupted hard grooving

operations
B Grades
Grade Application Features
Continuous
roovin
9 g \ Uncoated CBN grade for continuous cut
@H:[E } grooving applications
BNC30G Interrupted
roovin
‘. 9 g \ Tough new CBN coated grade developed for
interrupted cut grooving applications
A
5
<22 M Recommended cutting Conditions
S O
ar : Coolant:
= Material Hardened steel Dry / Wet (for continuous cut)
) , — — - | [
Cutting speed (m/min) 61) - - 1!50 Dry only (for interrupted cut)
|— — —— —| Remarks:
Feed rate (mm/rev) O @l BEs - @ To avoid thermal cracking of the cutting edge when
Grade BN250, BNC30G Irr;t;ra:il:%t?j?y cutting please ensure workpiece

M22



B Holders

Stock Dimensions (mm) )
Cat. No. Applicable Insert
A pi RIL| h|h | b]| f]|Hh tw | ¢
=k 150 | 15<1=20] 35
?; y GWB R/L 2020 - 45 O|O|20 | 25| 20 | 30 2,0<t=3,0( 4,0
0° | 151 [3,0<t=<45| 50
1 1oy L1552 2035 CGARIL 1504 00O
GWB R/L 2525 - 45 ® @® 25| 25|25 |30 2,0<t=3,0| 4,0
= ‘]'©J| |_:¢ 151 [3,0<t<4,5]| 5,0
GWB R/L 2525 - 60 ® @® 25 | 25|25 | 30 |151 [4,5<t<6,0| 50 | CGAR/L 1506 OO0
Remark: Inserts are not included. @ = Euro stock
O = Delivery on request
B Inserts
Stock
Dimensions (mm) .
Cat. No. BN250 |BNC30G Applicable Holder
4 R|/L|R|L t l r 1.C. T
9 r ™ CGAR/L1504150 o @@ ® | ®| 15 35
¥ = CGAR/L1504200 (@ |@®|®|®| 20 ’
r/ 00 CGAR/L1504250 o @@ ® | ®| 25 40 ST L
15,5?750 | CGAR/L1504300 e | ® ® | ® | 30 4,76 | GWB RIL 2525 - 45
v P c CGAR/L1504350 @ @ |® ®| 35 02 | 15878
J CGAR/L1504400 o © © | ® | 40
\\< /\ CGAR/L1504450 o ® ©® | ® | 45
CGAR/L1506500 @ o ®|®| 50 | 0
CGAR/L1506550 o ®© ®© ® | 55 6,35 | GWB R/L 2525 - 60
CGAR/L1506600 © ®© © | ® | 60
* Special widths available on request ® = Euro stock
B Spare Parts
Holder %:?gn;‘: 2521\5 Isr:;?g; Spring Wrench
S D A 35
~ \ N\ =1
s EX
E
GWB R/L 2020 - 45 TE 72
(Right handed)
BX BFTX GSP TRX
GWB R/L 2525 - 45 TF 73 0520T | 0511N 06 20
GWB R/L2525-60 | (Lefthanded)
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SUMIBORON Threasing Tool Holder k. Hardened Steel

BNGG Type

Sumiboron / SumiDia

BNGG_TT
B "Sumiboron" Holders
2 @ Threading Stock Dimensions
: ¥ : Cat. No. (mm) Applicable Insert
- © N & R L f 2 I
11 [
11
14 BNTT 1020 R/L
> BNGG R/L 2525-TT
r'::H. . ° 85| 5 190 BNTT 1530 R/L
E| I | 0 [
Jlool @ |
11 [
[}
B Inserts
BNTT Stock Dimensions
Cat. No. BN250 | BN300 | BNX20 (mm) Applicable Holder
R|L|R|L|R|L Pitch r l4 S
BNTT 1020 R/L LI ® o | 10~20 |0,13] 25| 6,0 BNGG R/L 2525 -TT
BNTT 1530 R/L LI ® o | 15~30 |0,13| 25| 6,0
60
e Inserts also suitable for existing BNG2525R type holders
B Spare Parts B Recommended Cutting
Holder Support Clamp I-s\g::‘s,vt Spring | Screw Wrench Conditions
® Threading
! iy S Cuttin !
P g &8 &
o © 0 & D Feed rate (f) |Max. pitch: 3,0 mm
©
L
BX 0615 | LH050
(for Clamp )
BNGG R/L 2525 -TT BNGS R/L TT |[BNGCRL| FMJ GSP 6 01,8x45
BX 0414 | LHO3
(for support)
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For Aluminium

SUMIDIA Small Hole Boring Bars

DABB Type

e <

W "Sumidia" Brazed Boring Tools for Small Hole Boring

sj00

~
T Stock Dimensions (mm)
- DABB Cat. No. Applicable
(SO“d carbide shank) DA2200 | Dpin  d I h r Holder
For small boring DABB 025 CR [ J 30 25 60 22 01 HBB 2516
Dmin = 4 | DABB035CR O |40 385 60 32 01 | HBB3516
. DABB 045 CR [ J 50 45 80 41 0,1 HBB 4516
50° DABB 060 CR 70 60 80 52 01 HBB 616
A
r h
o J y
/DABB NR\ For profiling and corner grooving DABB 025 NR O |30 25 60 22 01| HBB2516
- D min d DABB 035 NR ® |40 35 60 32 01| HBB3516
N DABB 045 NR O |50 45 80 41 01 | HBB4516
i — DABB 060 NR 70 60 80 52 0,1 HBB 616
25°
h
l1
For back boring DABB 045 BR O 70 45 80 4,0 01 HBB 4516
d DABB 060 BR 90 60 80 55 01 HBB 616
—
| —
h
I1
B Recommended Cutting Conditions
Spindle revolution Feed rate Depth of cut Coolant
> 2000 rpm 0,03 ~ 0,1 mm/rev 0,03~0,2 mm Wet
W Holder W Spare Parts
Dimensions (mm) Screw Wrench
d, d, Cat. No. Stock
dy L d2 H
]  — — HBB 2516 ° 25 )
) @\\\\
HBB 3516 [ J 3,5
H L 16 100 15
' HBB 4516 [ J 4,5
BT 0404 TH 020
HBB 616 [ J 6,0

BIQILING / uoJ0qIINg
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Sumiboron / SumiDia

Tools

SUMIDIA Face Mill

RF Type

High Speed Finishing of Aluminium Alloy

Fig. 1 Fig.2 . Fig.3 |
od1 od2 2d2
od2 266.7 | 21016 |
pd; ed . gl4 od _ 518
=l & gliyert fﬂa
Qo o) i
=8 T - ﬁ Iz fei 9"1 =
I 1 I I
i | h 229 . - 232
Y, oD oD ‘ @D ‘
Dimensions (mm i Number | max. ;
Type Cat. No. Stock (mm) Mounting of depth Wﬁ'ght Fig.
oD odq o do H Qda a b |1 teeth of cut ( g)
RF 4080 R-S ] 80 82 60 | 50 27 | 124 | 7,0 29 6 0,7
RF 4100 R-S ° 100 | 102 75 | 50 32 | 144 | 85 29 6 1,0 1
RF 4125 R-S ° 125 | 127 75 | 63 40 | 164 | 95 29 8 1,6
RF 4000 RF 4160 R-S O 160 162 100 63 40 16,4 9,5 29 10 3,0 2,6 2
RF 4200 R-S 200 | 202 | 130 | 63 60 | 257 | 14,0 38 12 36
RF 4250 R-S 250 252 130 63 60 257 | 14,0 38 16 6,0 3
RF 4315 R-S 315 | 317 | 240 | 80 60 | 257 | 14,0 40 18 11,0
Remark: PCD blades, cartridges and inserts are not included.
& Screw
- C M Structur C
M Insert for Roughing and Finishing Structure )
Ni alloy plated
Shape Cat. No. Grade |Stock _ steel cover
Carbide insert Main clamp
| SDET 1204 ZDFR H @
PCD insert )
1*. | SNEW 1204 ADFR-NF DA2200 | @ | Adustment
PCD insert wiper type
1% |SNEW 1204 ADFR-W-NF DA2200 | @ Position setting
) stopper
Sub clamp &
» T . SCrew @
B "Sumidia” Blade Bl Cartridge
PCD grade . .
DA2200 Cat. No. | Stock Shape Cat. No. | Stock B Cut“ng Insert Selection
Standard typ For carbide insert For easy assembling:
| A : RFB o} RFR ° PCDblade  RFB
PCD blade RFB (wiper type)
Wiper type e s
A 1 RFBW | O | |For Sumidiainsert For finishing:
D Cartridge RFF
- RFF ® PCDinsert ~ SNEW 1204 ADFR-NF (standard type)
H Dummyv Bl SNEW 1204 ADFR-W-NF (wiper type)
u y ade PCD grade: DA2200
For roughing:
- RFD O @ = Euro stock Cartridge RFR
O = Delivery on request Uncoated carbide insert
SDET 1204 ZDFR, grade: H1
B Spare Parts .
> B Setting Gauge
D ‘ % THOS0 ¢ —
o © — ® 5
© D3 )| & & A
THO15,THO25|
Cover Position Main clamp | Subclamp | Cover clamp | Adjustment | Insert clamp | Hex wrench |Torque wrench
setting stoper screw screw screw screw screw THO15. TH025
RFC RFS BX0620 | BTD0510 | FBUP2-A0-8 RFJ BFTX0509N THO50 TTX20 RF-SET

M26
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SUMIDIA Face Mill

SRF Type

High Speed Finishing of Aluminium Alloy

Fig. 1 Fig. 2
50
100
60 40
N (=)
s e g fofi[ ERE
: = ;
6,3
23 |(12)
S
B Bod B Spare Parts
oay Adjustment screw
T T Torque wrench SRFy
b ight
Cat. No. Stock | gD(mm) °- 9! Shape =9 @.(t TRD15
teeth (Kg) Sy '((6 %
SRF 30 R-ST O | 30 3 | Obr.1 0,34 Insert screw © Hex wrench
SRF 40 R-ST O 40 4 | Obr.1 0,50 BFTX 0409 N————— §)) THO20
SRF 50 RS o) 50 5 | Obr2 0,59
SRF 63 RS ©) 63 6 | Obr.2 0,67
Inserts are sold seperately.
O = Delivery on request
Wrench
1,8 x 45
M Insert
9,525 9,555 9525 3,962
5 C0,5 5 C0,5 5 R0,5 >
I‘” r ™ v, , ,
_f R0 . R — " B Maximum D.O.C. Guide (SRF50RS, 5 teeth)
& & O & The contains guidelines on the maximum D.O.C., determined from internal tests.
@ @ @ "0” mark indicates the possible application range. Actual cutting conditions
— should be set, based on actual machine and work characteristics.
Fig. 1 Fig. 2 Fig. 3
Cutting SUMIDIA Feed Speed, vi (mm/min)
F
i e Edge | DA2200 | "o eed 2,500 4000 | 5.000
SNEW 09T3 ADTR'NF Standard o) Flg 1 D.O.C. Feed Rate, ft (mm/tooth)
) ) mm
SNEW 09T3 ADTR-U-NF | Wiper o | Fig2 o noe o0e &
SNEW 09T3 ADTR-R-NF Nose Radius ] Fig. 3 1'0 o o o
O =Delivery on request 1 '5 o o O
. L 2,0 O O O
@ Standard inserts and Wiper inserts can be used on the same cutter body. 25 o o o
@ Standard inserts with nose radius should be used where vibration is 3,0 O O S
present. As such, Wiper-inserts will not be appliccable. 3,5 O O -
4,0 O — —
@ Inserts can be regrind 3 times (up to minimum IC diameter 9,225mm). 4,5 O - -
5,0 O - _

@ When using reground inserts, it is advisable to reconfirm insert height and
cutting diameter with a tool pre-setter. @ Cutting Conditions
Cutter:  SRF 50 RS

@ Do not mix new and reground inserts, or even inserts with different regrind  Insert: ~ SNEW 09T3 ADFR-NF (DA2200)
amount on the same cutter. n: 10.000 rpm

Width: ~ 35mm at D.O.C. indicated above

BIQILING / uoJ0qIINg

—
B Recommended Cutting Conditions for RF and SRF Type Cutters §
Work Material Process Grade Cutting Speed (m/min) Feed Rate Depth of Cut (mm)
RF Type SRF Type (mm/tooth) RF Type | SRF Type
) Finishing DA2200 (PCD) | 2.000 ~ 5.000 ~ 4.000
Si <13%

Roughing H1 (Carbide) |1.000 ~ 2.500 -

Aluminium Alloy 0,05 ~0,2 ~3,0 ~5,0

Si = 13% Finishing DA2200 (PCD) | 400 ~ 800 ~ 800
I = )

Roughing | H1 (Carbide) | 200 ~ 400 -
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SUMIBORON ”BN Finish Mill”

FMU Type

High Speed Finishing of Grey Cast Iron

_ B Features
w__%q a . - .
- i @ High speed machining vc=1.500m/min
® Excellent surface roughness Rz=3,2 (Ra=1,0)
® Safety structure for the centrifugal force under high speed
cutting conditions
® Run-out is less than 10um
S @ Easy assembling method using the setting gauge
@ Running cost is reduced because of economical insert

SUMIBORON ”BN Finish Mill”

B Application

GG25~GG30 (HB200~250) grey cast iron with pearlite matrix,
and ferrite matrix (HB130~160)
Application examples: engine block, cylinder block, etc

B Specifications

FMU Type: 280 ~ 2315 mm
Insert: SNEW1203ADTR/L
Low cutting force type:SNEW1203ADTR/L-S

B Recommended Cutting Conditions

Speed:  v¢ =800 ~ 2000 m/min
Feed: fi=0,1 ~ 0,3 mm/tooth
Depth: doc=0,5 mm or less
Dry cutting

B Performance

Sumiboron / SumiDia

@ Tool Life Diagram @ Estimated Tool Life
240 - 1125 —
220 —
Vc =600 N

200 — g
g 180 — ?‘2’ 750 —
= 160 |- - S
° Ve = 800 Vc = 1000 3

140 - Ve = 2000 s
§ 120 — S 375
< 100 |~ Ve = 1500 g
© L °
s 80 =

60 — | | | |
2 40 - 0 500 1000 1500 2000
L 20 L Cutting speed (m/min)
0 | | | | | | ‘ | Work material : GG25 Hg240 (Pearlite)
0 100 200 300 400 500 600 700 800 Cutting speed  : vc = 400 ~ 4000 m/min
Metal removal rate (cm?q) Ezz?hritfecut . Jt =_061§ rrnnm /togt:,
- Uoc = Y, El
Work material : GG25 Hg240 (Pearlite) - ) : .
Cutting speed : vc = 600 ~ 4000 m/min ° ?glsumtgs of ductile cast iron and alloy steel casting do not produce the best
Eeedhraie ft=0,15 mm/togth @ Dry cutting is recommended. Wet cutting will result in chipping of cutting
epth of cut “doc = 0,5 mm, ry edges in the early stages due to thermal cracking.
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SUMIBORON ”BN Finish Mill”

FMU Type

B Specifications B Structure
S
Approach angle: 90° crew
Axial rake angle: +8° § %
Radial rake angle: +2°
L_] c insert 7 Cartridge
2 €
w0
)
5
[&]
Q 5
=
oD <
©
od: g Setting clamp  Double
screw
Fig. 3 Fig. 4 Fig. 5
_ed ods
_ed 24z
266.7 | 2177.8
od 214 21016 ) |
- | [Tl e PR
AHlg E iyl
= I~ . < T =|| ¥ &
I I -
218 H’\ I
2 L v 226 932
oD Ak}
oD |
Stock Dimensions (mm i Number | max. ;
Type Cat. No. (mm) Mounting of depth Wﬁ'ght Fig.
R|L| oD | edi | 6d2 | H | eds| a b I et | o e (Kg)
FMU 4080 R-S L] 80 | 828| 60 | 63 27 | 124 | 70 | 25 6 16 | 1.
FMU 4100 R-S ® 100 | 1028 | 76 | 63 32 | 144 | 85 29 8 24 |,
FMU 4125 R-S O 125 | 127,8| 75 | 63 40 | 164 | 95 29 10 3,4 '
FMU 4000 | FMU 4160 R-S o 160 | 162,8 | 100 63 40 16,4 9,5 29 12 0,5 5,6 3.
FMU 4200 R-S 200 | 202,8 | 130 63 60 257 | 14,0 38 16 9,2 4
FMU 4250 R-S 250 | 252,8 | 130 63 60 257 | 14,0 38 20 14,3 )
FMU 4315 R-S 315 | 317,8 | 240 80 60 25,7 | 14,0 40 28 27,8 5.
@ = Euro stock
O =Delivery on request
M Insert B Cartridge
Fig. 1 Fig. 2 ”
=)
P —g"‘ @
" a_ <= & S | A
5 2
i 0,05 Cartridge Screw  |Adjustmentscrew|  O-ring Wrench Wrench
FMUU |BFTX0509N| FMUJ P3 TRX20 1,8 x 45
Stock CBN )
Cat. No. R L grade Figure
SNEW 1203 ADT L/R () ® | BN700| 1
SNEW 1203 ADT L/R-S BN700| 2 -
@ = Euro stock =
'8
o=
»n L
M Spare Parts M Gauge =]
= 20
)
D &
N \\ 4
Q G
Screw Screw  |Setting clamp|Double screw| Wrench Wrench Wrench
BH0620 | BTD0609 FMUE WB5-10 THO040 LH030 LH025 RF-SET

Dial-gauge is not included.
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SUMIBORON

"Helical Master” BNES Type

Spiral CBN Endmill for Hardened Steel

-
B Endmills BNES Type with 1 Spiral Flute

Stock Dimensions (mm)
Cat. No.
BN350 oD od ¢ ¢ L
o5 BNES 1060 O 6,0 10 7,0 11 60
3 8 BNES 1080 9) 8,0 10 | 100 | 14 70
7 BNES 1100 o) 100 | 12 | 120 | 17 75
RO,2 | & BNES 1120 O 12,0 12 14,0 20 80
&2 BNES 1140 O 14,0 16 16,0 | 21,5 80
L BNES 1160 @) 16,0 16 18,0 24 80
Helix angle : 15°
right-hand cut, right-hand helix

O = Delivery on request

B Recommended Cutting Conditions

Cutting speed: v¢ (m/min), Spindle revolutions: n (rpm), Feed per tooth: fi (mm/tooth), Feed speed: vi (mm/min)

Sumiboron / SumiDia

Toolina example D Hardened steel (HRC 50 ~ 57) Hardened steel (HRC 58 ~ 65)
i X o
g P ve = 100~170 m/min Ve = 80~150 m/min
26 ~ 8 Woes 0,1 mm n= V§ (mm/min) = Wocs 0,08 mm n= Vi (mm/min) =
4000 ~ 9000 240 ~ 540 3200 ~ 8000 150 ~ 370
n= Vi (mm/min) = n= Vit (mm/min)
© ~ Woc= 0,15 Woc= 0,12
S 010~12 o ™ | 2700 ~5400 | 180~360 | ™ | 2100 ~4800 | 120 ~ 270
14~ 16 w 02 n= Vi (mm/min) = w 015 n= V{ (mm/min) =
014~ °es B mm 2000 ~ 3800 140 ~ 260 e S iPmm 1600 ~ 3400 110 ~ 230
%
D Recommendation:  Dry cutting (Air coolant)
Down-cut milling
Depthof cut: doc = D Minimise the overhang
Use a rigid machine
B Performance
® Long Tool Life and High Efficiency @ Excellent Surface Roughness
Competitor’s coated solid carbide endmill ’Helical Master” BNES 1080 ¢ 8,0
0,10+ A for shoulder milling hardened steel
£ e 2pum 2um
3 -
g - 008} [ =>Vibrafion ] 0.25 mm 0.25 mm
E £ 0,06 - ,’/ —~— e ——— — WW»-
O = ’ %
=m X A q A .
~ o004+ o - > A direction B direction
c !
= P
- 0,021 ”Helical Master” BNES 1120 Conventional straight flute CBN endmill, o 8,0
0 1 1 1 1 1 BT S
1 2 3 4 5 4 5
Cutting Iength (m) 0,25 mm 0,25 mm
Work material: X155CrVMo12-1 W
2 Hardness:  HrC 60 A direction B direction
L
€ Cutting data: Work material: 15Cr3
£ gadata: . Hardness: HRC 55~58
*e) ve =100 m/m!n (Helical Master) Cutting data: Ve = 130 m/min
7] ve = 40 m/min (Competitor’s coated — 310 mm/min
Qs . . .
) solid carbide endmill)
vi =186 mm/min Down-cut milling
e Dry cutting
@10 mm Down-cut milling
Dry cutting
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New CBN Small Diameter Ball Nose Endmills ~ ©UMIBORON “MOULD

Finish Master” BNBP

ULD

7’ FINISH MASTER

B Characteristics / Application

@ High precision machining of hardened steels < HRC70 with
long tool life

@ Super tough grade SUMIBORON BN350 prevents chipping
of the cutting edge

® R accuracy : +0,005mm

M Endmills
Stock Dimensions (mm)
Cat. No.
0005 = BN350| R | oD L | edi| @d ¢4 ls
= ° — 15 | =/ BNBP2R020-0124| ® [ 02| 04| 50 | 037 4 | 03] 12
s 3 ;‘f BNBP 2R030-0154 | ® | 03| 06| 50 | 057 4 | 04| 15
B y &| BNBP2R050-0254 | @ | 05| 10 | 50 | 097| 4 | 06 | 25
L £| BNBP2R075-0404 | @ [075| 15| 50 | 1,47| 4 | 09 | 4,0
S| BNBP2R100-0554 | @ | 1,0 | 20| 50 | 1,97 4 | 1,4 | 55
% Endmill =| BNBP 2 R020-0126 | @ | 02| 04 | 50 | 037 6 | 03| 1.2
Identification BNBP 2 R020-012 4 2|/ BNBP2R030-0156 | ® | 03| 06| 50 | 057| 6 | 04| 1,5
ShankDiam. | £ | BNBP 2 R050-0256 | ® | 05 | 1,0 | 50 | 097| 6 | 06 | 25
MOULD FINISH MASTER Neck length () | BNBP2R075-0406 | ® | 075 15| 50 | 1,47| 6 | 09 | 4,0
Number of teeth Radius of ball nose % BNBP 2 R100-055 6 P 1,0 2.0 50 | 1,97 6 14| 55

® = Euro stock

B Performance

Wear Resistance ' | Machined Surface ) High Speed Machining
Cutting Length: 100m i EETEDS F
. 0,025 _
IS = .
£ S £ 004r Coated carbide
= 0020 = endmill
o R g c | T
o - S Rsddaad © 0,03 A
= 008 MOULD FINISH MASTER =
—— A& Tool life difference
& 0010 — ST S 002 oo 00N dilferen
o o !A 10 times
_g 0,005 Bl g 0,01 MOULD FINISH MASTER
S | §
; 0 TTR) ’ gt : | 1 1 1
’\éICI)\ILIJSLIE Com(?g}\lltor ° Surface blemish 0 50 100 150 200
MASTER endmill Competitor's CBN endmill Cutting Length (m)
R1,0 Ball endmill,  Work material: X155CrVMo12-1 (HrRC60) R1,0 Ball endmill,  Work material: X155CrVMo12-1 (HRC60)
Cutting data: n =20.000 rpm, fi=0,05 mm/tooth (vi=2.000mm/min) Cutting data: n =40.000 rpm, fi=0,05 mm/tooth (vi=4.000mm/min)
doc = 0,05 mm, woc = 0,05 mm, Air blast doc = 0,05 mm, wec =0,05mm, Oil mist

@ Excellent surface finish compared with competitor’s CBN and coated carbide endmills

B Recommended Cutting Conditions

Spindle revolutions: N (rpm), Feed rate per tooth: fi (mm/tooth), Depth of cut: doc (mm), Wide of cut: woe (mm)

Material

Pre-hardened steel, Die steel Die steel High speed tool steel
%;,g (~HRC52) (~HRC62) (~HRC70)
Radius 0'6':9 n fy doc Woc n fit doc Woc n ft doc Woc
(mm) (rpm) (mmftooth)]  (mm) (mm) (rpm) (mm/tooth)]  (mm) (mm) (rpm) (mmftooth)]  (mm) (mm)

R 0,2 20.000~50.000| 0,02 | 0,03 | 0,03 |20.000~50000| 0,02 | 0,01 | 0,02 |20000~50.000| 0,015 | 0,01 | 0,02
R 0,3 20.000~50.000 | 0,02 0,03 0,03 | 20.000~50.000 | 0,02 0,01 0,02 |20.000~50.000 | 0,015 | 0,01 0,02
R 05 20.000~50.000| 0,03 | 0,05 | 0,05 |20.000~50.000] 0,03 | 0,03 | 0,04 [20000~50000| 0,02 | 0,02 | 0,03
R0,75 20.000~50.000| 0,04 | 0,08 | 071 [20.000~50000| 0,04 | 0,05 | 0,05 |20000~50.000| 0,03 | 0,02 | 0,05
R 1,0 20.000~50.000 | 0,05 0,1 0,1 17.000~50.000 | 0,05 0,05 0,05 |17.000~50.000 | 0,03 0,03 0,05

B Important Notes
(1) For stable machining, a more rigid machine is recommended.
(2) Air blast or oil mist coolant is recommended.
(8) Shorten overhang as much as possible.

dOC

$100)

BIQILING / uoJ0qIINg
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SUMIDIA Drills

DAL/DDL/DML Type

W DAL Type

120°
oDm5
R

From general to High Precision Drilling of Aluminum Alloys!
@ High precision DAL type is able to produce holes of IT Class of 7~8.

® General DDL type is able to produce holes of IT class of 11~12, mainly for
drilling of pre-tap holes.

@ DML type is DDL type with a chamfer edge, incorporating 2 processes in one
operation.

W DDL Type

< O
\ —

L 1
Stock

Cat. No. DA200 oD L ¢
DDL 050V ~ 060V 25 <D < 06 80 | 30
DDL 061V ~ 070V 26 <D <07 90 | 35
DDL 071V ~ 080V 07<D=<08 90 35
DDL 081V ~ 090V 08 <D <09 100 | 40
DDL 091V ~ 100V 09<D=010 | 100 | 40
DDL 101V ~ 110V 910<D=<0o11 | 110 | 50
DDL 111V ~ 120V 211<D=@12 | 110 | 50

L 1
Stock
Cat. No. DA2200 oD L l
DAL 0500H ~ 0600H 05=<D <06 80 | 30
DAL 0601H ~ 0700H 26 <D <07 90 | 35
DAL 0701H ~ 0800H 97 <D=<08 90 | 35
DAL 0801H ~ 0900H 28 <D =09 100 | 40
DAL 0901H ~ 1000H 29<D=@10 | 100 | 40
DAL 1001H ~ 1100H 210<D=<o11 | 110 | 50
DAL 1101H ~ 1200H o11<D=@12 | 110 | 50
B Recommended Conditions
Cutting Speed | Feed Rate | Drilling Length oil
(m/min) (mm/rev) L/D
oD<38 0,05~0,2
80 ~ 250 Below 3 x D |Water soluble
8<0oD 0,1~0,3

B Application Examples (DAL Type)

Work Shape Work Conditions Results
+Holes by carbide
N drill was out of
7 B A390 specifications
/ o - Vc=100m/min| after 2.000
) High silicon holes/reg.
. S ) f=0,1mm/rev Nin 4ot ;
T Aluminum ’ + SumiDia drill could drill
6.6 up to 30.000 holes/reg.
fe— | + 15 times tool life that
of carbide drills.
A390
2 + Average 40,000
= T High _S|I|con Vo=120m/min| Noles/reg
= 51 Aluminum f=0,12mm/rev
B @ = ’ « Surface roughness
3 40 (pre-cast Ry = 1um
aF hole of 810)
=
5
7 2
/ o ADC10 v . | *More than
) ¢=90m/min
. 50.000 holes
Aluminum f=0,08mm/rev and still running
12 ‘ Die Cast

M32

B Important Notes

@ Select a high rigidity machine and high precison
tool holder.

@ Enough coolant to drilled hole.

B Application Examples (DDL Type)

Work Shape Work Conditions Results
ADC12
7 i ?ggft glll;rgggtm Vc=214m/min | - Regrind after
ﬁ = f=0,14mm/rev | 100.000 holes
&\ M8 Pre-tap
holes
) s + Regrind after
/ oo
1 ADC12 . | 74.000 holes
“”.f Vc=200m/min
© . (2.000m)
S Al_umlnum f=0,17mm/rev (Preset tool
i /‘ Die Cast change)
7 S AC2A * Regrind after
mj Vc=234m/min| 80.000 holes
2 1 | Aluminum f=0,28mmirev | (Preset tool
i Casting change)




B DML Type

A

%b o 8 ) e
ol 2 g
g S
o |
(2
L
Applicable Stock
Tap Size CatNo- Iopoogo| 2P |24 | L |4 | &
M6 DML 050V 5 8| 90| 18 | 36
M8 DML 068V 6,8 10 |104 | 24 | 48
M10 DML 085V 85|12 |122] 30 | 60
M12 DML 103V 10,3| 14 |136| 36 | 72

W Application Examples (DML Type)

Work Shape Work Conditions Results
AC4C-T6 « Regrind after
o 150.000 holes
7 7§§; Aluminum Vc=100m/min |- Tool life for carbide
L Lg—f Casting f=0,1mm/rev drill is 500 holes.
N m/c=6 spindles | * 30 times tool life
LL»\ M6 Pre-tap that of carbide
holes drills
- AC2C-T2 +100.000 holes/reg
/ g5 Aluminum (2.000m) and still
g—f Castin Ve=210m/min | running.
S 9 =0,15mm/rev |- Dilling and
chamfering in the
.1 M8 Pre-tap same process
holes
I ag AC4C-T6 +80.000 holes/reg
R Aluminum _ (1,840m) and still
g‘—( Castin Ve=250m/min | running.
Q 9 f=0,2mm/rev |- Drilling and
chamfering in the
LLJ rl\‘A 10 Pre-tap same process
oles

i

B DML Type Possible Profiles

Cl

|
/

Nel
Q

¢

a) Chamfered

n

b) Stopped drilling possible

a7

(1) Tolerance for dimension L is more than 0,2mm.

(2) 6° is less than 180°.

SUMIDIA Drills

DAL/DDL/DML Type

sj00
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