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40WHNSB:
[ I T T_f}i Size (mm) O—_ K T_fii_t\ Size (mm)
AmI— K B8 mm [ HE | 2E [Jr0E Ersa O mE | #E | 2k R
ltem code Stock Efg 'S'IZG}‘E“ c')e\ﬁ?:r‘a“” = ;gaa’:;l = ltem code Stock E’Ea; 'ngtﬁ‘ c')e‘ﬁeg';‘ah” B CSE)%::/I 3
40WHNSB0250-TH O] 25/ 108 159| 3.0/ |40WHNSB0670-TH O 6.7 301 354, 7.0
40WHNSB0260-TH O 26| 117| 168| 3.0 [40WHNSBO0680-TH [ 68 301 354 7.0
40WHNSB0270-TH 0] 27 117 168| 3.0/ |40WHNSB0690-TH O 6.9 301 354, 7.0
40WHNSB0280-TH 0| 2.8 129 180, 3.0/ |40WHNSB0700-TH [(J] 7.0 301, 354, 7.0
40WHNSB0290-TH O 29| 129, 180| 3.0/ [40WHNSBO0710-TH U 71 323, 380 8.0
40WHNSB0300-TH ©O| 3.0 129 180, 3.0/ |40WHNSB0720-TH [J| 7.2 323 380 8.0
40WHNSB0310-TH O] 31 142 195 4.0 |40WHNSB0730-TH [J| 7.3 323 380 8.0
40WHNSB0320-TH (]| 32 142 195 4.0/ |40WHNSB0740-TH [J| 7.4 323 380 8.0
40WHNSB0330-TH 0| 33 142 195 4.0/ |40WHNSB0750-TH O 7.5 323 380 8.0
40WHNSB0340-TH 0| 3.4 155 208 4.0/ |40WHNSB0760-TH O 7.6/ 344, 401, 8.0
40WHNSB0350-TH [J| 35 155 208, 4.0/ |40WHNSB0770-TH O 7.7, 344, 401, 8.0
40WHNSB0360-TH [J| 3.6 155 208, 4.0/ |40WHNSB0780-TH | 7.8 344, 401, 8.0
40WHNSB0370-TH O 3.7 172 225, 4.0/ |40WHNSB0790-TH 0| 7.9 344, 401 8.0
40WHNSB0380-TH | 3.8 172 225 4.0/ |40WHNSB0800-TH O | 8.0, 344 401, 8.0
40WHNSB0390-TH O 3.9 172| 225 4.0 |40WHNSB0810-TH 0| 841, 366 423 9.0
40WHNSB0400-TH ©O| 40| 172| 225 4.0 |40WHNSB0820-TH 0| 82 366, 423 9.0
40WHNSB0410-TH 0] 44 185 238 5.0| |40WHNSB0830-TH O 83 366 423 9.0
40WHNSB0420-TH 0] 42| 185 238 5.0| |40WHNSB0840-TH O 84 366 423 9.0
40WHNSB0430-TH 0| 43| 185 238 5.0| |40WHNSB0850-TH O | 85 366| 423 9.0
40WHNSB0440-TH 0| 4.4 198 251, 5.0| |40WHNSB0860-TH 0| 8.6 387 444 9.0
40WHNSB0450-TH [J] 45 198 251| 5.0| |40WHNSB0870-TH [J| 8.7 387 444 9.0
40WHNSB0460-TH O] 4.6 198 251, 5.0 |40WHNSB088O-TH [J| 8.8 387 444 9.0
40WHNSB0470-TH O 4.7 215 268 5.0| |40WHNSB0890-TH [J| 89| 387 444 9.0
40WHNSB0480-TH 0] 4.8 215 268, 5.0/ |40WHNSB0900-TH ]| 9.0 387 444 9.0
40WHNSB0490-TH [J] 4.9 215 268, 5.0| |40WHNSB0910-TH O 9.4 409, 466, 10.0
40WHNSB0500-TH O | 5.0 215 268, 5.0/ |40WHNSB0920-TH O 9.2/ 409, 466, 10.0
40WHNSB0510-TH [J| 54| 237 290, 6.0/ |40WHNSB0930-TH O 9.3 409, 466, 10.0
40WHNSB0520-TH [J]| 5.2 237 290, 6.0/ |40WHNSB0940-TH 0| 9.4 409, 466, 10.0
40WHNSB0530-TH 0| 5.3 237 290 6.0/ |40WHNSB0950-TH 0| 9.5/ 409, 466, 10.0
40WHNSB0540-TH 0| 5.4 237 290, 6.0/ |40WHNSB0960-TH 0| 9.6/ 430, 487, 10.0
40WHNSBO0550-TH 0| 5.5 237 290/ 6.0/ |40WHNSB0970-TH 0| 9.7 430 487, 10.0
40WHNSB0560-TH O| 56| 258] 311 6.0/ [40WHNSB0980-TH 0| 9.8 430 487 10.0
40WHNSB0570-TH [J| 5.7 258 311| 6.0/ |40WHNSB0990-TH O 9.9 430 487 10.0
40WHNSB0580-TH [J| 5.8 258 311 6.0/ [40WHNSB1000-TH O 10.0 430 487 10.0
28“:3228238_1: CE) gg ggg 21 : gg . 40WHNSBE?§RE§ Table of Tolerance on tool dia.
40WHNSBO0610-TH 0 6.1 280 333 7.0 BEf£2.5~3.0.3.5.4.0, §.5\‘5.O\75.5_‘ 6.0\6.5\72\/\7.5\_8.0\ 8.5.9.0.
40WHNSB0620-TH T | 6.2 280 333 70| e o T e 00
40WHNSBOG30-TH D 63 280 333 70 For other items, the diameter tolerance will be as in the table below. (mm)
40WHNSB0640-TH O] 6.4] 280 333] 7.0 3.0<DC<E.0 Slococelad
40WHNSB0650-TH O] 6.5 280 333] 7.0 LR Max —0.020 —0.024
40WHNSB0660-TH (1] 6.6 301 354 7.0 TR win —0.036 —0.045

BHRBLUADIETEMICEAL T, HIERIHBICKHUET. BHERICBEHOEDETI.

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

Applicable work material

OF : X—H#EERTY.

O : Manufacturer stocked items.

E34

LIED : ERIBEREECY . BHEREASHLGEZE L,

[[] : Stocked by specified distributor. Contact with our sales department.

il | kSR | S8 | HEE | TEH AN ATV | MEEE | Sk (YUY IV | G P d— K item code I R End(mm)
Mild steel Catrboln Alloy steel Hea;igeee‘ned Tool steel | Hardened steel L8l | Tis |Castiron | Uik | &%
stee : : :
ss C| SCM. | SKD | ~40HRC | _sspnc| asrc-| " oioer |‘eat oty castiron [ERTAN I o 40WHNSB-TH 25~10
SCr | SKS SUS | Inconel | FC FCD Al Cu
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50WHNSB: 2i=E30
2O—R i _ T'!-;E Size (mm) — 20— R s . j}ﬁ Size (mm) _—
i i Em R | 2 PR R R Em R | 2 PR
ltem code Stock -Ic;ting.l IQ\L:;tteh cl)e‘aegrtahII S(}i1iaar.1k Iltem code Stock -I(;ti’ao.l Isrl-ngteh cl)e\rl-legrt?-l" Sgg.lk
DC 4 LF DCONMS DC g LF DCONMS

50WHNSB0250-TH
50WHNSB0260-TH
50WHNSB0270-TH
50WHNSB0280-TH
50WHNSB0290-TH
50WHNSB0300-TH
50WHNSB0310-TH
50WHNSB0320-TH
50WHNSB0330-TH
50WHNSB0340-TH
50WHNSB0350-TH
50WHNSB0360-TH
50WHNSB0370-TH
50WHNSB0380-TH
50WHNSB0390-TH
50WHNSB0400-TH
50WHNSB0410-TH
50WHNSB0420-TH
50WHNSB0430-TH
50WHNSB0440-TH
50WHNSB0450-TH
50WHNSB0460-TH
50WHNSB0470-TH
50WHNSB0480-TH
50WHNSB0490-TH
50WHNSB0500-TH
50WHNSB0510-TH
50WHNSB0520-TH

25| 133| 184| 3.0 |50WHNSB0590-TH
26| 144| 195| 3.0 |50WHNSB0600-TH
27| 144| 195| 3.0| |50WHNSB0610-TH
28| 159| 210| 3.0] |50WHNSB0620-TH
29, 159| 210| 3.0/ |50WHNSBO0630-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
36| 191| 244| 4.0 |50WHNSBO700-TH
3.7 212| 265| 4.0 |50WHNSBO710-TH
38| 212| 265| 4.0/ |50WHNSB0720-TH
39| 212| 265| 4.0/ |50WHNSB0730-TH
40| 212| 265| 4.0/ |50WHNSB0740-TH
41| 228 281 5.0/ |50WHNSB0750-TH
42| 228 281 5.0/ |50WHNSB0760-TH
43| 228 281 5.0/ [50WHNSB0770-TH
44| 244| 297| 5.0 |50WHNSBO780-TH
45| 244| 297| 5.0 |50WHNSB0790-TH
46| 244| 297| 5.0 |50WHNSB0800-TH
4.7 265| 318, 5.0

48| 265 318 5.0 ,
49| 265| 318 5.0 [ | SOWHNSBI_E{%/.L\\%ﬁ Table of Tolerance on tool dia.

5.0/ 265 318 5.0 BE#&#25~3.0.3.5.4.0.4.5.5.0.5.5.6.0.6.5.7.0.7.5.8.0(&h8&7%Eb

5.1 292 345 6.0 F9. LMD PAT LI TROBERREICEDF T,
: * h8 for diameters of 2.5 t0 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.

59| 318| 371 6.0
6.0/ 318 37 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
7.0/ 371| 424| 7.0
7.1] 398| 451 8.0
7.2] 398| 451 8.0
7.3] 398| 451 8.0
7.4| 398 451 8.0
7.5| 398| 451 8.0
7.6 424| 481 8.0
7.7 424 481 8.0
7.8] 424| 481 8.0
7.9| 424 481 8.0
8.01 424 481 8.0

o0 00O o DOOoDoOoOoooOgOoonoo ™

lalog da)g uoN

(mm)

50WHNSB0530-TH 5.3| 292| 345 6.0 3.0<DC<6.0 6.0<DC<8.0
50WHNSB0540-TH 54| 292| 345| 6.0 _EBR Max —0.020 —0.024
50WHNSB0550-TH 55| 292| 345| 6.0 FER min —0.036 —0.045

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

56| 318 371 6.0
5.7 318 371 6.0
5.8/ 318 371 6.0

OO0/ O 0O 0|00 00|00 0| 0| OO o |00 O 00| O o djo O 0|0 H)jo

BEBLUADIA/TERICEALTIE. FBIHEICKHUET., BEERICEROSHETEL.

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
Wl | Rl | oSl | RENE | TRHE AN ATV | MEE | % (Y051 PILS | @GR md— R it d I~ REend
Mild steel Ca‘rbo‘n Aﬁ:ystee\ Heat;treTted Toolsteel | Hardenedsteel | |,248 | Tig®& |Castiron | JLE5tk | &% = Aitm [l  End (mm)
steel steel . i " "
88 |800C | SCM. | SKD | ~40MRC |_pc] e SSteer” | ey castion | Mmoo 50WHNSB-TH 25~8
r SUS |Inconel | FC FCD Al Cu
o [©) ©) ©) [©) ®) ©) ©) o o
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O %*—Efﬂﬁﬂ%#i Recommended cutting conditions
40WHNSB-TH | S0WHNSB-TH

I &SP - 53Rl Structural steels F=gra Alloy steels T B4 Tool steels
Work material (~200HB) (~30HRC) (~85HRC)
S8, SOOC SCM SKD
tJJﬁIJEE Cutting speed Vc (m/min) 40~65~80 40~65~80 25~45~55

BfE [EEREn | EDEE v EDEf B | XDEE v EDEf [EEREn | EDEE v REDEf

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
o4 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
o7 3,050 520 0.14~0.20 3,050 520 0.14~0.21 2,100 185 0.07~0.11
®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
®9 2,350 520 0.18~0.27 2,350 520 0.18~0.27 1,600 185 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

A TEH - JUN—RH AT VLR ik - YU 51 IVEEEk

Work material Tool steels, Pre-hardened steels Stainless steels Cast irons, Ductile cast irons
(85~45HRC) Sus FC.FCD
EIEBRE Cutting speed Ve (m/min) 25~40~50 30~50~60 40~65~80

BfE ClE#n | XDEE v EDEf C#E#n | XDEE v EDEf C&#n | XDEE v EDEf

Tool dia. (min™") (mm/min) (mmirev) (min") (mm/min) (mmirev) (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
®3 4,200 165 0.03~0.05 | 5,300 320 0.05~0.07 6,900 630 0.07~0.11
®4 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
®7 1,850 165 0.07~0.11 2,350 320 0.11~0.16 3,050 630 0.15~0.23
®8 1,600 165 0.08~0.13 | 2,000 320 0.13~0.18 2,600 520 0.16~0.24
©8.5 1,500 165 0.09~0.14 | 1,900 320 0.14~0.20 2,400 520 0.17~0.26
®9 1,450 165 0.09~0.14 1,800 320 0.14~0.20 2,350 520 0.18~0.27
®10 1,300 165 0.10~0.16 1,600 320 0.16~0.23 2,100 520 0.20~0.30

[tDHISRGDEEICDNT]

O CDIRETHIRURFUIHIRMHDEZZR T HDTI . REOI I TIFIMNIAZIR. BEY. ERAMEICKIOREZR/EL TS0,

O L EXBDRIHS®ENDENIL YAV TEDRNIE0.02mmIUA FTHIR T EE L,

@REIMIFER. e+ IREIDHEC SIFENR S LoD EREFFLTLIEE LY,

Q@40HRCLUEDFEANG. A5V UAH. 7 ILZE&EZDOIMILIF. F—S5 2V OERZEHRLE T,

O DIFAEYHIRMRIFFIREE20EBUTOKBEIEIRRZEA Y 2HEDODTY . FREE20BZEBIDEEFUHEEHRED MRZER(CfER
LTLEE W Fe 6.0 &I —5VRNE2.0MPall L%z, 05.0#8X 515513 1.5MPall L Z#RLET .

O=ZAMNTDBEFTEDHHECKEICKIDUIHIEREZ FFEVNENMN T CERFWVSEHHDTT .

@ HEDLIHHRIZER Y 25 EIEIRESRE D M REDERDFHE TTEALLEE WV T IDKTERUTEDFHMIC L DRE-5 INCTERLIEE W,

[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.

e\When 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.

e\We 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.

eFFor 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.
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@1 Rtz _EIFDIcsd. 1 RRIFOSWHNSB (TURE=EREXEH'BER) DERZEHELTT,
(1) OBWHNSBO500-THDIHE. JURE=05.0x5=25mm
EATE : ©fC/F O5WHNSBO500-TH.@O~YZ B50WHNSBO500-TH
@40~50WHNSBODINIHIC, 10~20WHNSB (JURE=B&ZX10~20H0BE%R) CTHEMILE T E TEIHDEEMINS JTILAEALET .
(B EARIE : ®H-rF O5WHNSBO500-TH
@+ 10WHNSBO500-TH
®0>% 50WHNSBO500-TH
@0lF. A7y TIMT (AT v TE=BENER) Z{TL\ =SV MNIHEIHIFAID < FHH 1D S FRAR- O— R X -5 S EEDERVN R T 5 &%=
HRULETT,
@3TENEBONRDIEE GXDEZ TREMZBRICFHELCTLIZE 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 05SWHNSBO0500-TH, hole depth = ¢5.0 x 5 =25 mm.
Tools used: D guide: 05WHNSB0500-TH, @ long: 50WHNSB0500-TH
e|ntermediate 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: @ Guide: 05WHNSB0500-TH,
@ Intermediate machining: T0WHNSB0500-TH,
® Long: 50WHNSB0500-TH
eoWe 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.
eAs a general rule, adjust the feed rate to the minimum value for intersecting holes and through holes.

o fﬂﬁﬂbﬂlﬁif Drilling Method

n -F/HQ (ﬁ‘f F/rh'\) 7J|]I (O5WHNSB'TH) Drilling of pilot hole (guide hole) (05WHNSB-TH)

TR Hole depth - L E1E XS5 tool diameter X5 times

TR ining di : 40~50WHNSB-THI EZMND0~+0.03mm
LB il 40~50WHNSB-TH diameter 0~+0.03n::m= """ —m_E

E 1&E@$E\ 9—5‘JI~ON (40~50WHNSB'TH) Supplying coolant during low-speed revolution (40~50WHNSB-TH)
(BR[O € H A K7W\ (n=0~200min™")

Leading to the guide hole at low speed (n=0~200 min-1)
HA RAMTET Ek D2.0~5.0mmEFFTEDER by T :ww(.—Dj
«—

lalog da)g uoN

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

Kl tDEIEER. tDEZED (A0~50WHNSB-TH) High-speed revolution for drilling feed (40~50WHNSB-TH)
EEFH ERIC_EH D DEESE LEDELX D Bith

After confirming that the revolution speed is increasing at the specified rate, start feeding.
—— Ty Ty T
>
>

ﬂ ﬂﬂIﬁgT Machining completion
EEE#EC C TE%ZHR< (h=0~200min™')

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