Carbide Oil Hole Non Step Borer 40D
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Item code Stock & ingh fengh S Item code Stock Py iengh fengh i
DC 4 LF DCONMS DC 4 LF DCONMS

40WHNSB0250-TH
40WHNSB0260-TH
40WHNSB0270-TH
40WHNSB0280-TH
40WHNSB0290-TH
40WHNSB0300-TH
40WHNSB0310-TH
40WHNSB0320-TH
40WHNSB0330-TH
40WHNSB0340-TH
40WHNSB0350-TH
40WHNSB0360-TH
40WHNSB0370-TH
40WHNSB0380-TH
40WHNSB0390-TH
40WHNSB0400-TH
40WHNSB0410-TH
40WHNSB0420-TH
40WHNSB0430-TH
40WHNSB0440-TH
40WHNSB0450-TH
40WHNSB0460-TH
40WHNSB0470-TH
40WHNSB0480-TH
40WHNSB0490-TH
40WHNSB0500-TH
40WHNSB0510-TH
40WHNSB0520-TH
40WHNSB0530-TH
40WHNSB0540-TH
40WHNSB0550-TH
40WHNSB0560-TH
40WHNSB0570-TH
40WHNSB0580-TH
40WHNSB0590-TH
40WHNSB0600-TH
40WHNSB0610-TH
40WHNSB0620-TH
40WHNSB0630-TH

25| 108| 159, 3.0 [40WHNSBO0670-TH
26| 117| 168| 3.0 [40WHNSBO0680-TH
27| 117| 168| 3.0 [40WHNSBO0690-TH
28| 129| 180, 3.0 [40WHNSBO0700-TH
29| 129| 180, 3.0 [40WHNSBO0710-TH
3.0/ 129| 180, 3.0 [40WHNSB0720-TH
31| 142| 195, 4.0 [40WHNSB0730-TH
32| 142| 195| 4.0 [40WHNSBO0740-TH
33| 142| 195| 4.0 [40WHNSBO0750-TH
34| 155| 208| 4.0 [40WHNSBO0760-TH
35| 155| 208| 4.0 [40WHNSBO0770-TH
36| 155| 208, 4.0 [40WHNSBO0780-TH
3.7| 172| 225| 4.0 [40WHNSBO0790-TH
38| 172| 225| 4.0 [40WHNSBO0800-TH
39| 172| 225, 4.0 [40WHNSBO0810-TH
40| 172| 225, 4.0 [40WHNSB0820-TH
41| 185| 238, 5.0 [40WHNSB0830-TH
42| 185| 238, 5.0 [40WHNSB0840-TH
43| 185| 238, 5.0 [40WHNSBO0850-TH
44| 198, 251 5.0/ |40WHNSBO0860-TH
45| 198, 251 5.0/ |40WHNSBO0870-TH
46| 198, 251 5.0/ [40WHNSB0880-TH
47| 215| 268| 5.0 [40WHNSB0890-TH
48| 215| 268| 5.0 [40WHNSBO0900-TH
49| 215| 268| 5.0 [40WHNSB0910-TH
50| 215| 268| 5.0 [40WHNSB0920-TH
51| 237| 290, 6.0 [40WHNSBO0930-TH
52| 237| 290, 6.0 [40WHNSB0940-TH
53| 237| 290, 6.0 [40WHNSBO0950-TH
54| 237| 290, 6.0 [40WHNSBO0960-TH
55| 237| 290, 6.0 [40WHNSB0970-TH
5.6| 258, 311 6.0/ |40WHNSB0980-TH
5.7| 258, 311 6.0/ |40WHNSB0990-TH

9.9| 430| 487| 10.0
5.8| 258, 311 6.0/ [40WHNSB1000-TH 10.0| 430 487 10.0
5.9| 258, 311 6.0

6.0 258 311 6.0 . 40WHNSBE?§/AE§ Table of Tolerance on tool dia.
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6.1 280 333 7.0 E##25~3.0.35.4.0.4.5.5.0.5.5.6.0.6.5.7.0.7.5.8.0.8.5.9.0.

10.0Fh8&KEDFT, LMD 7ATLIF FROBREREICIEDFRT,
6.2| 280| 333 7.0|  h8for diameters of 2.5 0 3.0, 3.5, 4.0, 4.5, 5.0, 5.5, 6.0, 6.5, 7.0, 7.5, 8.0, 8.5, 9.0 and 10.0
6.3 280 333 7 0 For other items, the diameter tolerance will be as in the table below.

6.7 301| 354, 7.0
6.8/ 301| 354, 7.0
6.9 301 354, 7.0
7.0/ 301| 354, 7.0
71| 323| 380, 8.0
7.2| 323| 380, 8.0
7.3| 323| 380, 8.0
7.4| 323| 380, 8.0
7.5| 323, 380 8.0
7.6 344| 401 8.0
7.7 344| 401 8.0
7.8| 344, 401 8.0
79| 344, 401 8.0
8.0| 344 401 8.0
81| 366| 423, 9.0
82| 366| 423, 9.0
83| 366| 423, 9.0
8.4| 366| 423, 9.0
85| 366| 423, 9.0
8.6 387| 444, 9.0
8.7| 387| 444, 9.0
8.8| 387| 444, 9.0
8.9| 387 444| 9.0
9.0| 387 444| 9.0
9.1| 409 466| 10.0
9.2| 409 466| 10.0
9.3| 409| 466, 10.0
9.4| 409| 466, 10.0
9.5| 409| 466, 10.0
9.6 430| 487| 10.0
9.7| 430| 487| 10.0
9.8| 430| 487| 10.0
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40WHNSB0640-TH 6.4 280 333] 7.0 3.0<DC<6.0 6.0<DC<10.0
40WHNSB0650-TH 6.5 280 333| 7.0 LBR Wax —0.020 —0.024
40WHNSB0660-TH 6.6 301 354] 7.0 TR win —0.036 —0.045

BERLUADIRTEMICEAL T, HEBCHBICKUET, BHERICEHOAEDETI.

For products with tool dimensions other than listed items, separate consultation is needed. Please contact our sales office.

O XII i HI# O FHWE XI5 E &

Applicable work material Re-grinding compatibility range

Bl | R | & | AESE | TEM BEANSE ATV | TiESE i (Yo | PILE | tAEE BRI — K item code I R End(mm)

Mild steel C:{é);)ln Alloy steel Hea;;g:zlaled Tool steel | Hardened steel ljxﬂﬁj Tiﬁ‘ﬁ Cast iron }bﬁﬁ% @.‘ﬁ
S |SOOC| SCM, | SKD | ~40HRC |_gspec astre~| "ot | s oty st e e e o 40WHNSB-TH 25~10
SCr | SKS SUS |Inconel | FC FCD Al Cu

©) ©) ©) ©) ©) ©) ©) @) ©) ©)
OFN : X—HEERTY, CED  BEREEEECY . BHERASHVGELIEEL.
O : Manufacturer stocked items. (] : Stocked by specified distributor. Contact with our sales department.
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Carbide Oil Hole Non Step Borer 50D
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. 3 Size (mm) =] § & Size (mm)
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em code DC ) LF _ |DCONMS em code DC ) LF _|DCONMS

50WHNSB0250-TH
50WHNSB0260-TH
50WHNSB0270-TH
50WHNSB0280-TH
50WHNSB0290-TH
50WHNSB0300-TH
50WHNSB0310-TH
50WHNSB0320-TH
50WHNSB0330-TH
50WHNSB0340-TH
50WHNSB0350-TH

25| 133| 184| 3.0/ |S0WHNSBO0590-TH
26| 144| 195| 3.0/ |SOWHNSBO0600-TH
27| 144| 195| 3.0/ |50WHNSB0610-TH
28| 159| 210| 3.0/ |50WHNSB0620-TH
29| 159| 210| 3.0/ |50WHNSB0630-TH
3.0 159| 210| 3.0/ |50WHNSB0640-TH
31| 175| 228| 4.0/ |50WHNSB0650-TH
32| 175| 228| 4.0/ |50WHNSB0660-TH
33| 175| 228| 4.0/ |50WHNSB0670-TH
34| 191| 244| 4.0/ |50WHNSB0680-TH
35| 191| 244| 4.0/ |50WHNSB0690-TH

5.9 318| 371 6.0
6.0/ 318| 371 6.0
6.1 345| 398, 7.0
6.2 345| 398| 7.0
6.3| 345| 398| 7.0
6.4/ 345| 398| 7.0
6.5/ 345| 398| 7.0
6.6/ 371| 424 7.0
6.7 371| 424 7.0
6.8/ 371| 424 7.0
6.9 371| 424 7.0
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50WHNSB0360-TH 36| 191| 244| 4.0/ |50WHNSBO700-TH 7.0, 371 424| 7.0
50WHNSB0370-TH 3.7 212| 265| 4.0/ |50WHNSB0710-TH 7.1 398 451 8.0
50WHNSB0380-TH 38| 212| 265| 4.0/ |SOWHNSB0720-TH 7.2 398| 451 8.0
50WHNSB0390-TH 39| 212| 265| 4.0 |50WHNSBO0730-TH 7.3] 398| 451 8.0
50WHNSB0400-TH 40| 212| 265| 4.0/ |SOWHNSB0740-TH 7.4| 398| 451 8.0
50WHNSB0410-TH 41| 228| 281 5.0 |50WHNSB0750-TH 7.5 398| 451 8.0
50WHNSB0420-TH 4.2 228| 281 5.0 |50WHNSB0760-TH 7.6| 424 481 8.0
50WHNSB0430-TH 43| 228| 281 5.0 |50WHNSB0770-TH 7.7 424 481 8.0
50WHNSB0440-TH 44| 244| 297| 5.0/ |SO0WHNSBO0780-TH 7.8] 424 481 8.0
50WHNSB0450-TH 45| 244| 297| 5.0/ |SOWHNSB0790-TH 7.9] 424 481 8.0
50WHNSB0460-TH 46| 244| 297| 5.0/ |SOWHNSB0800-TH 8.01 424 481 8.0

—UI—ZeNINNN

50WHNSB0470-TH
50WHNSB0480-TH
50WHNSB0490-TH
50WHNSB0500-TH
50WHNSB0510-TH
50WHNSB0520-TH

4.7 265| 318| 5.0

48| 265| 318 5.0
49| 265| 318 5.0 B SOWHNSBERZNZETR Table of Tolerance on tool dia.

5.0/ 265| 318 5.0 BE#&#25~3.0.35.4.0.45.5.0.55.6.0.6.5.7.0.7.5.8.0[Fh8&1ED

5.1 292 345 6.0 FT. LELADTATLAFITFROERRNEICEDET,
S * h8 for diameters of 2.5 to 3.0, 3.5, 4.0, 4.5, 5.0, 5.5, 6.0, 6.5, 7.0, 7.5 and 8.0 For other items,
5.2 292 345 6.0 the diameter tolerance will be as in the table below.

(mm)

50WHNSB0530-TH 5.3| 292| 345| 6.0 3.0<DC<6.0 6.0<DC<8.0
50WHNSB0540-TH 5.4 292| 345| 6.0 _EBR Max —0.020 —0.024
50WHNSB0550-TH 5.6| 292| 345| 6.0 FEBR Min —0.036 —0.045

50WHNSB0560-TH
50WHNSB0570-TH
50WHNSB0580-TH

5.6/ 318| 371 6.0
5.7 318| 371 6.0
5.8 318 371 6.0
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BRALUADTIA/TERICEAL TR, FIBIHEICKUET, HEERICEROESHDETEL.

For products with tool dimensions other than listed items, separate consultation is needed. Please contact our sales office.
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Applicable work material Re-grinding compatibility range

Wil | el | Sl | IEH | TEME AN ATV | TEEE | 8k |F90541| PILS | HER B I— R item code T R End (mm)

Mild steel C;g)eoln Alloy steel Heast;terzflited Tool steel | Hardened steel Ijj(ﬂﬁ Tiﬁﬁ Cast iron )bﬁﬁ ﬁﬁ
ss |s30c| som. | SRD | ~a0RC | _yguncaspme- | "o [ Sicte | Aupeum | Copr 50WHNSB-TH 25~8
SCr | SKS SUS |Inconel | FC FCD Al Cu

©) ©) ©) o ©) ©) ©) ©) ©) ©)
OF : X—H#EERTI, CIED - BEREBIEEECY .. HHEEABBEOEGELEEL.
© : Manufacturer stocked items. (] : Stocked by specified distributor. Contact with our sales department.

E32



Carbide Oil Hole Non Step Borer 40,50D

EEOH./ VAT v Ihk—35—40-50D

O %Etﬂ ﬁﬂ%f¢§ Recommended cutting conditions
40WHNSB-TH | 5S0WHNSB-TH

[LIEISREDEEICDONT]
O DIREYIHIRHRBUIBIRAHOBEREZRITHDTY
SO I TIEFIMNIAAR. BH. EREMECIDRMZRBLTIIEE,
QT ERBEDRFZPENOENILyNZAL. TEDIRNIZ0.02mmIUATICHIZR T ZE L,
@RHEIMFZER. e hd IREIDET SIENKRS LoD D ERFLTLEE L,
@40HRCULEDBEANSE. AT VUM, 7 IVSEEDMIIE. -5/ DEREHELE T,
O DIFEYVHIFHREFHIREE20EU T OXKBMIHHEZERT B EDEDTI
FIREE20BZEBR BT FIHEEHEE D TRZERICERALTIZE L,

[INIREDFERICOVT]
@1 Rit%E EIF Bt A RIUFOSWHNSB (JURS=BEERXENBR) DERAZHREL
E
(1) OSWHNSBO500-THDB &, TURE=05.0X5=25mm
HEATEOHCR 05WHNSBO500-TH.@Ov4 S0WHNSBO500-TH
@40~50WHNSBODINTHIC. 10~20WHNSB (FUEE=E&ZX10~20Hh'B%R) TH
EIMNTULET & TEDOEENTINS TILHSEALE T,
(B EAIE : ®H+ R 05WHNSBO500-TH. @4 10WHNSBO500-TH.

*ﬁﬁu*ﬁ *%Eﬁﬁiﬁ Ff?ﬂﬂ Structural steels ﬁ%ﬁﬁ Alloy steels Iﬁfﬁ Tool steels
Work material ("‘EOOHB) ("’3OHRC) ("‘35HRC)
SS. SOOC SCM SKD
YIHIEEE cutting speed Ve (m/min) 40~65~80 40~65~80 25~45~55

B BlELEn | EDEE w EDEf EEEn | EDRE vr EDEf BlELEn | EDZEE w EDEF

Tool dia. (min'") (mm/min) (mm/rev) (min") (mm/min) (mm/rev) (min'") (mm/min) (mm/rev)
$2.5 8,300 520 0.05~0.08 8,300 520 0.05~0.08 5,700 185 0.025~0.04
®3 6,900 520 0.06~0.09 6,900 520 0.06~0.09 4,800 185 0.03~0.05
P4 5,200 520 0.08~0.12 5,200 520 0.08~0.12 3,600 185 0.04~0.07
5 4,100 520 0.10~0.15 4,100 520 0.10~0.15 2,900 185 0.05~0.08
6 3,500 520 0.12~0.18 3,500 520 0.12~0.18 2,400 185 0.06~0.10
®8 2,600 520 0.16~0.24 2,600 520 0.16~0.24 1,800 185 0.08~0.13
$8.5 2,400 520 0.17~0.26 2,400 520 0.17~0.26 1,700 185 0.09~0.14
10 2,100 520 0.20~0.30 2,100 520 0.20~0.30 1,400 185 0.10~0.16

I TE& - TUN\—Rif ATV ik - Y51 )k

Work material Tool steels, Pre-hardened steels Stainless steels Cast irons, Ductile cast irons
(835~45HRC) SuUs FC.FCD
tJJﬁUEE Cutting speed Vc (m/min) 25~40~50 30~50~60 40~65~80

[EXES EBlEc#n | EDRE v EDEf ElE#n | EDEE v EDEf EBlEc#n | EDRERE w EDEf

Tool dia. (min’") (mm/min) (mm/rev) (min") (mm/min) (mm/rev) (min-") (mm/min) (mm/rev) @
2.5 5,100 165 0.025~0.04 6,400 320 0.04~0.06 8,300 630 0.06~0.09 é
3 4,200 165 0.03~0.05 5,300 320 0.05~0.07 6,900 630 0.07~0.11 S
P4 3,200 165 0.04~0.07 | 4,000 320 0.06~0.09 5,200 630 0.10~0.14 &
&5 2,500 165 0.05~0.08 | 3,200 320 0.08~0.12 4,100 630 0.12~0.18
6 2,100 165 0.06~0.10 2,700 320 0.10~0.14 3,500 630 0.15~0.21 =
8 1,600 165 0.08~0.13 2,000 320 0.13~0.18 2,600 520 0.16~0.24 S
$8.5 1,500 165 0.09~0.14 1,900 320 0.14~0.20 2,400 520 0.17~0.26 «L?
$10 1,300 165 0.10~0.16 1,600 320 0.16~0.23 2,100 520 0.20~0.30 =

S
<@

FIe  05.0UTFIFT—5VMNE2.0MPall £, 05.08 X $15E(3 1.56MPall L= #RLcLET,
O=AMNTDHEFTEDHHEPRIEICKOHEREZ FFEVENITELVEENHDET .
@HEDYIHHEZ LR I 2B S S IEIREEEE D TRRIDERDIEMG TTEALIEE L,

FIeAIDLSKFBRUTEDOHBICKIDRIE-5INICTERLEE L,

[Setting of Cutting Conditions]

eThe cutting conditions provided in the Recommended Cutting Conditions table are guidelines.
For actual machining, adjust conditions based on machining shape, purpose, and machine type.

eWhen changing the tool, use a collet free of flaws and stains. Attach the tool securely so that the runout is
0.02 mm or less.

eMake sure the workpiece is gripped firmly to prevent deformation, deflection, and vibration.

eWe recommend using coolant when machining stainless steels, aluminum alloys, or hardened steels of
40HRC or greater.

eThe cutting conditions assume use of water-soluble cutting fluid diluted not more than 20-fold (5%).
If the cutting fluid is diluted more than 20-fold, reduce the cutting speed to the lowest in the specified range.
If the tool diameter is 5.0 or less, coolant pressure should be at least 2.0 MPa. If the tool diameter exceeds
5.0, coolant pressure should be at least 1.5 MPa.

eFor mist machining, depending on tool spray rate and actual conditions, you may need to reduce cutting speed.

elf you are using oil-based cutting fluid, set the cutting speed below the lowest value of the specified range.
Watch for and take adequate steps to avoid fire or smoke generation due to overheating of the tool and chips.

®0O>Z7 50WHNSBO500-TH
OE&. ATy TN L(RTYTEB=ERNER)ZT\. J—SVMNTHHE YIS YIb<F
PR VIO FRAR-O—RA—F IR ERFENRVD ESR T DT EZHELE T,
OZENGBONRDIFE XD BZ TIREMZBR(CHEL TS L,

[Machining Precautions)
eTo improve guiding characteristics, we recommend using 05WHNSB
(as a guide, hole depth = diameter x 5) for the guide hole.
Example: For 05WHNSBO0500-TH, hole depth = ¢5.0 x 5 = 25 mm.
Tools used: D guide: 05WHNSB0500-TH, @ long: 50WHNSB0500-TH
eIntermediate machining with the 10-20WHNSB (as a guide, hole depth = diameter x 10 - 20)
before machining with the 40-50WHNSB will minimize hole bending and other problems.
Example: Tools used: O Guide: 05WHNSB0500-TH,
@ Intermediate machining: 10WHNSB0500-TH,
® Long: 50WHNSB0500-TH
e\We recommend starting with step machining (starting with a step amount equal to diameter) to
confirm there are no issues with coolant spray rate, cutting noise, chip evacuation, chip shape,
or the load meter.
®As a general rule, adjust the feed rate to the minimum value for intersecting holes and through
holes.
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Carbide Oil Hole Non Step Borer 40,50D

EEOH./ Y A7 v Iik—3—40-50D

(o] t)] ﬁ'lbﬂlﬁif Drilling Method

n -Fﬂ (ﬁ'f I\“/HQ) 7J|]I (OEWHNSB'TH) Drilling of pilot hole (guide hole) (05WHNSB-TH)
WKL\’ Hole depth - IE?%X 51113[ tool diameter X5 times

NS ining di 1 40~50WHNSB-THIEZEDO~+0.03mm
7N Machining dameter 40~50WHNSB-TH diameter 0~+0.03n{1:r‘n: """" — .

E {EE@EE\ Q_EUI\ON (40~50WHNSB'TH) Supplying coolant during low-speed revolution (40~50WHNSB-TH)

BT THA RIWN(n=0~200min™")
A L-%%(W—D:I

Leading to the guide hole at low speed (n=0~200 min-1)
—

H4 RPN T TE&E D 2.0~5.0mmEFTEDER by 7

Stop feed 2.0~5.0 mm before the end of the guide hole.

B tﬂﬁu@iﬁ\ tﬂﬁu%b (40~50WHNSB'TH) High-speed revolution for drilling feed (40~50WHNSB-TH)

EIEREDNIERR [C_EDVD DHESE L UTHIX D BRsA
After confirming that the revolution speed is increasing at the specified rate, start feeding. _

ﬂ ﬂﬂIﬁgT Machining completion
{5 EER(C T TR 2R < (n=0~200min™") =

Withdraw the tool at low speed. (n=0~500 min™')

A
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