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WARNING: *Grinding produces hazardous dust. *To avoid adverse health, use adequate ventilation and read Material Safety Data Sheet first.
- Cutting tools may fragment in use. Wear eye protection in the vicinity of their operation.
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WII..D RADIUS
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PRODUCT
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WDR7
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BWR7547:950~¢ 125

18mm
BAYBAHFE
Max.
depth of cut

RAVHAAFREZ(E18mm.,
BRYRDBFE—ERT—7IZEHR .

Max. depth of cut: 18mm
Adopting uneven stock material. k
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#PVDO—7+1>4<JC7560>
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Adopting new PVD coated grade "JC7560"
achieved longer tool life.
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WILD RADIUS

DIJET

Feature of prouc

mAUBAFHFERS 18mm,

HYDDH

19—139—JCRiBI

mil LAREERIFEIIRTL

SOV ANVY

"WILD RADIUS" WDR type,

indexable radius cutter with highly efficient cutting for roughing process

OBV J4—ReEXRELENINIERSH L,

SITPARRZERA T A EICID. AARDR—ILTVRIILEOARFEIELZ<IMIEOUUDZEH.

Body durability is higher than conventional ball nose end mill, therefore prevents chattering problem, and larger pick feed improved machining efficiency.

FyJF2EE (T U—hftE - TU—HiEL)
e

There are two types of inserts, without chip-breaker
and with chip-breaker.

Adopting uneven stock material. (Max. depth of cut: 18mm).

RAUBAHFRE (X1 8mm. DIXHFE—150 —FPMHOHKELERZIRDT—IICBHX .

FyIFF—ATRUIARTOMNIROEBE = FYy IZIBRBE S

Due to key on bottom of inserts, single screw clamp prevents movement of insert with changing corner easily.

Fu I BHRBMECENREM D —RE FREOFRESEZRRT D
MPVDI—F12J1E<JC7560>#&%H.

Adopting new PVD coated grade "JC7560" improved fracture toughness and achieved longer tool life.

Q MEERMEICEND
#FPVDO—> 1 J4E<JC7560>
New PVD coated grade "JC7560" against thermal shock

MaEYE & RERECEBNCTIRE(LYE

Ti-based nitride layer with excellent welding resistance & low friction

MERE1E & MEECENTZAI-CrREZ(EYE

Al-Cr-based nitride layer improved oxidation & thermal resistance

MEEFEM & MFAMICENIETI-ARZE(EYE

Ti-Al-based nitride layer improved wear & thermal resistance

ﬁ%‘ﬁgﬁfbg Layer improved adhesion

ABH & AEB(CEVLEM

Substrate improved thermal crack resistance & thermal shock resistance

&ﬁﬁﬁ?ﬂ:’ﬁ& Section

O (7S ANMTATIEICSV TR OMEE M DROSNDIN T U,
KO—BDRF{LZERR.

In case of rough milling, JC7560 improved heat-fracture resistance & impact strength, and achieved longer tool life.

ERAFETIBAR—IVIVRIIWKDEYI T4 —RZ LIFBTED
TE. BHERMINTEE

Larger pick feed than conventional indexable ball end mill improved machining efficiency
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Small pick feed Large pick feed
ERR—IVIVRIIL SYFPAIVRI

Ball end mill (Conventional) Radius end mill

BRAULAHRE

VX8
cleppiln off et

FyITREENYIEED2DDF—D
FHEWVICED. INTROFv T DEIEZLE.

Inserts pocket of body and bottom of inserts have

double key. Prevention of Inserts movement.

o t)J b (?HHZH% Metal removal rate
@tIHEISES Cutting condition

T4 VRS 77 R WILD RADIUS
Ve=150m/min(h=750min™"),V{=3,000mm/min(=1mm/t),
ap=3mm,ae=40mm,Q=360cm3/min

HEHIALE Material @ $58% Castiron

T4 JURS 7R WILD RADIUS
$B63%X4AN (WDR-4063R-22)

feskm (FERBRIUR—ILTVRI)D)

Indexable ball end mill (conventional tool)

$50x2N

100
I FHEEHE (cm3/min) Metal removal rate

Q=120cm®/min

?E%ﬂ?ﬁﬁ}ﬁﬁﬁ—)blyHE}b Indexable ball end mill (conventional tool)
Ve=235m/min(n=1,500min™"),vi=1,200mm/min(£=0.4mm/t),
ap=10mm,ae=10mm,Q=120cm?3/min

#EIR Material © 858 Castiron

Q=360cm3/min

PERA BN —ILIVRI)VH
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WILD RADIUS

Line u

QR7IALTISAR

Facemill type

OFig.1 I—3VRNIFL OFig.2 J—5VRNIFL

Without coolant hole $Db Without coolant hole ¢Db
¢d
M10 Ea =
o
=
BN
7—I\A
Ty hRIVE ]
( | wiE -
Set bolt built -
into the
- cutter body L R
° 18mm
18mm
ppr—— @] BA
R ABAHRE SA T
:/\_ax. depth of cut :Aﬂlbﬁ/xt
/10 o R10 depth of cut
¢Dc
~ti% (mm) Dimensions
JISF 7
7 7—/SERoMOL | BR serts
7 : ﬂﬁﬁ Sﬁﬁ} ’\?Jﬁlf (RARMERINISEME) | ke) | Fig. |
3 Lol tock ] 9% eDe | Lt | eDb | ed | ¢c1 | a b L Head cap screw Weight -
(JIS standard)
WDR-3050R (] 3 50 | 65 47 |22225| 96| 84| 5 19 M10x1.6X25* 0.7 1
N YDM*1505100Z*R
5{% WDR-4063R ([ 4 63 | 63 60 [22225| 17 84| 5 20 M10Xx1.5X50% 1.1 2
=)
@ ; WDR-5080R ([ ] 5 80 | 63 76 |31.75 | 26 127 | 8 32 M16 1.6 2 BBem Parts
(=)
=¥ 75710
1: WDR-6100R o 6 100 | 63 96 |31.75 | 26 127 | 8 32 M16 2.8 2 e
WDR-6125R ([ J 6 125 | 63 | 100 [31.75 | 26 127 | 8 32 M16 4.0 2 @
WDR-3050R22 | @ 3 50 | 65 47 |22 96| 104 | 63| 19 M10Xx1.6X25* 0.7 1
N Y CSW-513H
WDR-4063R-22 4 63 | 63 60 |22 17 10.4 6.3 | 20 M10X1.5X50* 1.1 2 oo
E% 063 L>F Wrench
a 3_ WDR-5080R27 | @ 5 80 | 63 76 |27 20 124 | 7 22 M12X1.75X40% 1.7 2 \X
(=)
3 ; WDR-6100R-32 | @ 6 100 | 63 96 |32 26 144 | 8 32 M16 2.8 2 /
WDR-6125R-40 | @ 6 125 | 63 | 100 |40 32 164 | 9 32 M20X2.5X45* 4.0 2 A-20
@: X——7TEEEM Standard stock items
) 1. ARFICF YT I3HAATHDZFE Ao Note)l. All cutters are supplied without inserts. 25T HhU HEIZR L2 (N-m)
) 2. % ENE Y1 IBED . 7 —) Ay RILNERBL TBOE T . ZOMICDOEFL TR 7—) \AFEDOH BRIV ESERLEE L.
Note) 2.% mark shows: these cutter bodies are equipped with the set bolt because of the specified bolt size. Clamp Selfany Recommended torque
Except for these cutter bodies, please use the set bolt equipped with arbor.
CSW-513H 55

Qv IILTISARA

End mill type 5 s WD
S
] | ! B
a |
- S i
RO/ T 0 s
L
18mn  RAYBAFHRE Max. depth of cut
~ti% (mm) Dimensions Bhem Parts
MIsFv 7
=8 Inserts 77Tl LeF
247 W% HE | IH (kg) Clamp screw | Wrench
Type Cat No. Stock | No.of | 'pc | 92 | g5 | L | eDs | MD |Weight Q \X
MJ;:;;?(@:: WDR-2040-120-MT5-M20 [ ] 2 40 | 120 | 130 [249.5| MT5 |M20x25| 2.2 |YDM*1505100Z*R| CSW-513H A-20
@ A—H—TEEER Standard stock itemso
E)EREICTF VT IHAATHDFHA.  Note) All cutters are supplied without inserts
QMHFvT
Insert
®Fig.1 JUL—HIEL OFig.2 JL—hfiE
Without chip-breaker With chip-breaker
u o 160
T

PVDI—71>% N . )
& YaE PVD coated =+ (mm) Dimensions Fig
Cat. No. Tolerance JC7560 A T B re 0°
YDMW1505100ZTR | M O 215|556 (15.875| R10 | 15° 1
YDMT1505100ZER M (] 215|556|15.875| R10 | 15° 2

@ A—F—TEER Standard stock items

OSEETERER Soon to be stocked

15 —ZX10BADTT, 10inserts per case.
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i T = 6l Cutting data = ZE YD Hll & 5 Recommended cutting conditions

HM TV AR T DFMIZZES Improved tool life in machining on cast steel o ’_l_\794 77 7'(1\ y-vyb’;l»( 77741 Facemill and end mill type V=
J—JH4 X 1,500%2,000 TBEZ(mm) Tool dia.
Work size e FoTHiE 40 50 63
S Partname LS Stamping die Work materials Grades FIEX No. of teeth 2N FIEK No. of teeth SN FIEX No. of teeth 4N
2 ap n Vi Pc 2 ap n Vi Pc 2 ap n Vi Pc
O A Work EHIR Material $59 Cast steel (mm) | (mm) | (min?) [(mm/min)] W) [ (mm) | (mm) | (min?) (mm/min)| kW) | (mm) | (mm) | (min) |(mm/min)] (kW)
" 150 3 1,200 | 1,680 | 6.7 150 3 960 | 2,020 | 10.1 150 3 910 | 2,550 | 16.1
B Hardness - (85(’%%?;50) 200 | 2 800 | 800| 21 | 200 | 3 830 | 1,500| 75| 200 | 3 760 | 2,130 | 13.4
5 Tool No. WDR-4063R-22 BE250HBLLT | yo7s60 250 | — - - — | 250 | 25 | 640 | 1,150 | 4.8 | 250 | 3 660 | 1,590 | 10.0
TE Tool Carbon steel 300 — — — — 300 2 580 870 2.9 300 2.5 510 | 1,220 6.4
9"/7%2% InsertNo. | YDMT1505100ZER(JC7560) 5 (ICEU,gS(?})'IB 350 — — — — 350 15 580 870 29 350 2 510 1,020 43
N n 210 i) e 400 | — | — | — | — | 400 | 15 | 580 | 670| 17| 400 | 2 | 510 | 820| 34
C{Etjtﬁéli}id : FUN—F48 150 & 1,200 | 1,680 | 7.6 150 & 960 | 2,020 | 114 150 8 910 | 2,550 | 18.1
Ve 140 (m/min) (HPM7,PX5,P20) 200 2 800 800 | 24 200 3 830 1,500 8.4 200 3 760 | 2,130 | 1541
sz |V 2500  (mm/min) #30-86HRC | yo7se0| 250 |~ = = — | 250 | 25 | 640 | 1,150| 54| 250 | 3 660 | 1,590 | 11.3
FeLed Spe:‘d Mold steel 300 — — — — 300 2 580 870 3.3 300 2.5 510 | 1,220 7.2
- _— i 0.88 (mm/1) el 350 | — = = — | 30| 15 | 580 | 870| 24| 350 | 2 510 | 1,020| 48
AT ap 15 (mm) e 400 | — - - — | 400 | 15 | 580 | 670 19| 400 | 2 510 | 820| 39
A#RIF1.5~2BHETFYEY T ISILRSITRIE ' . 150 | 3 [1,200 | 1680 67 | 150 | 3 | 960 | 2020] 101 | 150 | 3 | 910 | 2550 | 16.1
SN T UEREE CEM2EEER. ae 20~40  (mm) (SKD61’,eSKD1 1) 200 2 800 800 | 21 200 3 830 | 1,500 7.5 | 200 3 760 | 2,130 | 134
Improved tool life by 2 times compared with competitor A. 27— h Coolant 3 Dry BE255HBILT | yo7560 220 - - - - 250 | 25 | 640 | 1,150] 48] 250 | 3 660 | 1,590 | 100
T T W - s _—_ o il 300 | — - — - 300 | 2 580 | 870| 29| 300 | 25 | 510 | 1,220| 6.4
£ Machine SIFIMC Vertical MC Dt 350 | — - - - 350 | 15 | 580 | 870] 22| 350 | 2 510 | 1,020| 4.3
o 400 | — - - — | 400 | 15 [ s80 | 670] 1.7 | 400 | 2 510 | 820| 34
s e 150 3 1,200 | 1,920| 5.8 150 3 960 | 2,300 8.6 150 3 910 | 2910 | 137
- . . —_— 200 2 800 960 1.9 200 & 830 1,750 6.6 200 8 760 | 2,280 | 10.8
DEEFIR Attention for profile milling Eé’;%’oi%?;-,\- Jorssol 250 | = | = [ = [ - [250 [ 25 [ e40 [ 1250 39| 250 [ 3 [ e60 [1.720[ &.1
Grey & Nodular castiron 300 - - — - 300 2 580 1,050 2.6 300 2.5 510 1,220 4.8
SYEYIHT Ramping AUAJVAIT Helical interpolation @V—)LI\ADE T Calculation of tool pass dia. B(e(liwaS(?gH)B 350 = = = = 350 15 580 | 1,060 20| 350 | 2 510 | 1,220 3.8
— 400 | — — — — | 400 | 15 | 580 | 870| 1.6| 400 | 2 510 | 1,020| 32
L ¢Dh (Ddc - d)Dh ¢DC £ : TVRS)VREUERE Overhung length  @p: YAFHRS Depthof cut n: TEGEFRRRE Spindle speed  Vf: EXDIRE Feed speed  Pe: IEBKYJHEIENS] Net power consumption
W—)UINRE VANES TE& 2/2
Tool pass dia. Bore dia. Tool dia.
TE&Z(mm) Tooldia.
@ —FHDDUHAFHFE DNRALHAHRE apz
8l [ OG- HAOESIUTL RN, wHH 5T g0 100 125
S § / | \ Depﬂ:jof chut ;)erto‘nae circuit should not exceed Work materials Grades FIEL No. of teeth BN FIH No. of teeth BN FI¥ No. of teeth BN
w8\ T 7] e deptoredt ap ) ap n Vi Pe /) ap n Vi Pc [ ap n Vi Pe
m; |~ \ , @V—/U/I\ZADEEEA[IFT IV HYNIEDED (mm) | (mm) | (min?") {(mm/min)] (kW) | (mm) | (mm) | (min™) {(mm/min)| (kW) | (mm) | (mm) | (min") |(mm/min)| (kW)
o a H — REFETEDICUTLZE L, - 150 | 3 720 | 2,520 202 | 150 | 3 580 | 2,440 | 244 | 150 | 3 460 | 1,930 | 2441
® ﬂ \ Liowe citing ' recommended: <6 100l pass (S506. $55C) 200 | 3 | 600 | 2100| 168 | 200 | 3 | 480 | 2,020| 202 | 200 | 3 | 460 | 1,930 | 24.1
N | FEE"ZSC’)HBLLI—F JC7560 250 3 520 1,560 | 125 250 3 480 1,730 | 17.3 250 3 380 | 1,480 | 18.5
¢ ¢dc Carbon steel 300 3 400 1,200 9.6 300 3 420 1,510 | 151 300 3 380 | 1,370 | 171
. éﬁfﬁggﬂm 350 | 25 | 400 | 1,000/ 67| 35 | 3 320 960| 96| 350 | 3 380 | 1,250 | 15.6
400 2 360 900 4.8 400 2.5 320 960 8.0 400 3 330 990 | 124
©?_;{_Eygb\g—I-J-—jé}_I\_J%EI;E?E%EZ_)EE%Eﬁt%?uéﬁ;ﬁf—gzgggggﬁq&kt<rc_‘—“’\° FUN—F 48 150 3 720 | 2,520 | 22.7 150 8 580 | 2,440 | 27.5 150 3 460 | 1,930 | 271
Il:_c:se \of rampir;ggandc_helical interpolatiloz:n a;\)ply77t0% o\r Iesszfeed sp'e:endxfrom standa‘r_;—cuttrng condition table. (HPM7,PX5,P20) 200 3 600 2,100 18.9 200 3 480 2,020 227 200 3 460 1,930 271
But in caseﬂof machining with keeping feed speefi, set the ramping angle to recommended value o‘rless. TE£30-36HRC JC7580 250 3 520 1,560 14.0 250 3 480 1,730 195 250 3 380 1,480 20.8
©E?;ﬁfﬁﬁﬂﬁ?ﬁy %%?f’?.tf?z’?f?fffﬂﬁfﬁﬁfﬂ?Sf{?#cfnﬂ?ﬂnlt}a?“*“ (M%d sm) 300 | 3 400 | 1,200| 108 | 300 | 3 420 | 1,510 17.0 | 300 | 3 380 | 1,370 | 19.3
' 0 ) 12311, 350 25 400 1,000 7.5 350 & 320 960 | 10.8 350 8 380 | 1,250 | 17.6
SV, clE3 - SAVFET) =4 < 2 spE 2o 30-36HRC
O o e s eaaiondy 1o TR BLT T, 400 | 2 | 360 | 900| 54| 400 | 25 | 320 | 960| 90| 400 | 3 | 330 | 990 139
TEE 150 3 720 | 2,520| 20.2 150 3 580 | 2,440 | 24.4 150 3 460 | 1,930 | 241
P —— NUBVRBIINT (SKD61,SKD11) 200 3 600 | 2,100 | 16.8 200 3 480 | 2,020 | 20.2 200 3 460 | 1,930 | 241
e eenl o BARYULY BE055HBLLT  yorse0| 250 | 3 520 | 1,560| 125] 250 | 3 480 | 1,730 17.3| 250 | 3 380 | 1,480 | 185
& LTAE Eﬁfﬁéfgﬁl BAMER BIRE BANE ; Eﬁff (e 300 | 3 400 | 1,200 96| 300 | 3 420 | 1,510] 151 | 300 | 3 380 | 1,370 | 17.1
Cat. No. Tfr;l r«:;; S ot e A6 (%) Min hora o b ax diling e 350 | 25 | 400 [ 1,000/ 67| 350 | 3 320 | 960| 96| 350 | 3 380 | 1,250 | 15.6
(mm) Max. ramping Dh min Dh max (mm) 400 2 360 900 4.8 400 25 320 960 8.0 400 3 330 990 | 124
anglele} (mm) (mm) e 150 | 3 720 | 2880| 173 | 150 | 3 580 | 2,780 | 209 | 150 | 3 460 | 2210 | 20.7
WDR-2040 40 20.1 4°24' 56 78 2 (FC. FCD) 200 8 600 | 2,250 | 135 200 8 480 | 2,160 | 16.2 200 3 460 | 2,210 | 20.7
. N 250 3 520 1,820 | 10.9 250 3 480 1,870 | 14.0 250 3 380 | 1,600 | 15.0
WOR-S050 =0 807 248 6 % 2 gf\iquooﬂ:E:iL JC7560 300 3 400 | 1,300 7.8 300 3 420 | 1,640 | 123 300 3 380 | 1,500 | 14.1
WDR-4063 63 434 1°48' 102 124 2 Bg?fwgg(ﬁ}B 350 | 25 | 400 | 1,200/ 60| 350 | 3 320 | 1,060 80| 350 | 3 380 | 1,370 | 1238
WDR-5080 80 60.3 112 136 158 o 400 | 2 360 | 990 40| 400 | 25 | 320 | 1,060 66| 400 | 3 330 | 1,000 | 102
- £ : TURS)VEHURSE Overhung length  @p : YIAGHZFS Depth of cut 1 : TELDERRE Spindle speed  VF: IXDRE Feed speed  Pec: IEBKYIEIENS] Net power consumption
WDR-6100 100 80.2 0°54 176 198 2 ﬁ)ﬁ{:@ii%g:ﬁ ‘ ' B “ 7 B -
WDR-6125 125 1047 0'36' 226 248 2 O R AL Pl L BB LSO B T RN, s B e
) ST BEOAUSILRBH I THOEEANRE A0~ E3DHAI 1,080~ 1 2EDBARI0 TY, o e e T FIMBI < d, o mechine doss not have enough power,recammend o reduce the depth of cut ap o Spindle speed and Feed speed

Note)In case of using ¢40-63mm dia., recommended ramping angle is 1°. And in case of $80-125mm dia., recommended ramping angle is 30"
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