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SSoON
WIDIA

TOP CUT PLUS DRILLS
utilizing four cutting
edges per insert

The new Widia Top Cut Plus product line stands
for increased performance and cost-efficiency.
Newly developed drills featuring inserts with four
cutting edges guarantee increased productivity
and maximum production safety across the full
range of applications. These superior tools are
available in Inch diameters from .437" to 1.375"
and in Metric diameters from 11 mm to 34 mm.
There is a choice of three lengths to suit every
need, from the highly rigid Top Cut Plus 2 x D to
the Top Cut Plus 3 x D and the Top Cut Plus 4 x D
for deep holes.
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ﬂle Tool:

* designed for maximum system stiffness

with rigid shank for both Inch & Metric Drills
solid connection with drillholder thanks to
conical-tipped clamping screw

separate coolant passages guarantee stable
drilling performance

even better chip removal thanks to optimized
chip spaces

The Insert:
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four effective cutting edges thanks to complete
separation of internal and external cutting edges

basic circular shape guarantees maximum rigidity

special flank geometry on centre and external
cutting edge provides a sturdy cutting wedge and
ensures favourable wear performance

can also be used for simple turning operations

TOP CUT PLUS: cost-effective drilling

with four cutting edges.
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WIDIA Top Cut Plus
Drills and Inserts

WIDIA Indexable Insert Drills

Complete program

Inch D = .437"to 1.375" Uni | lant feedi
Metric D = 11 to 34 mm niversal coolant feeding

Easy mounting

Optimized position of
inserts at end of helix

Stabilized drilling conditions
due to separated coolant
channels (no central hole)

Rigid shank for both
Inch & Metric Drills

Length to diameter ratio:
2xD, 3xD & 4xD

Better chip flow due to o
improved chip-flute New and optimized
helix end

Designed for Maximum Tool Rigidity

WIDIA XOMT Insert

Leading point close
to drill centre improves
guidance of drill in hole

Chip former geometry
focused on peripheral
and centre edges

Clearance angles on peripheral
and centre edges follow

effective direction of cut

Gap between centre and
peripheral edges ensures
usability of all 4 edges

@ Peripheral edge @ Centre edge @ Locating faces
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WIDIA Top Cut Plus
Indexable Insert Geometries

f%)v

Geometry -34
e ry‘ Centre cutting edge

extremely stabilized
All purpose geometry—+ ‘
Strong cutting edge

Application:
* Steels * Interrupted cuts
* Cast iron * For unfavourable conditions

Geometry -35

Cutting edge stabilized
at corner and centre

Low cutting forces due
to very positive rake angle

Minimal chip friction as geometry
has individually been optimized
for outside and for centre position

Application:
* High alloyed steels and * Non-ferrous metals/alloys * For unstable conditions
stainless steels * High performance drilling * If low bur or chipping at
* Cast irons (high speed and feed) through hole exit required

meftry -

9 e,o e ryﬁ_s_é Optimized geometry dedicated to
centre and outside position
providing good swarf control

Positive chip

former geometry

Formation of grooved chips without
loss of cutting edge stability

Application:
* Low alloyed steels * All gummy materials * For improved chip control on
* Mild and 300 series * Good chip control stringy materials
(austenitic) stainless steels over wide feed range * If low bur or chipping at

through hole exit required
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WIDIA Top Cut Plus 2
Indexable Insert Drills D

TCPR Metric Drills Diameter Range: 11.0 mm - 14.0 mm
Depth to Diameter Ratio: 2 x D

DESIGNATION D d !
inch mm inch
Insert:  XOMT-04T103-34 / XOMT-04T103-35
11.0 TCPR-11R2 433 12 2.99 122 .86
1.5 TCPR-11.5R2 452 12 3.07 1.30 .90
12.0 TCPR-12R2 A72 12 NN 1.34 94
125 TCPR-12.5R2 492 16 3.27 1.38 .98
13.0 TCPR-13R2 51 16 335 1.46 1.02
135 TCPR-13.5R2 531 16 3.39 1.50 1.06
14.0 TCPR-14R2 551 16 3.47 1.60 1.10
Insert lock screw #214.60.118 Torx Wrench #214.60.100




WIDIA Top Cut Plus
Indexable Insert Drills

3

D

TCPR Inch Drills Diameter Range: .437" - .625"
Depth to Diameter Ratio: 3 x D

DESIGNATION mDm i : czh inl::h
Insert:  XOMT-04T103-34 / XOMT-04T103-35
437 TCPR-0437R3 11.11 .625 3.60 1.69 1.32
.500 TCPR-0500R3 12.70 .625 3.84 193 150
.562 TCPR-0562R3 14.28 .625 4.07 217 1.69
Insert lock screw #214.60.118 Torx Wrench #214.60.100
Insert:  XOMT-050204-34 / XOMT-050204-35 / XOMT-050204-36
.625 TCPR-0625R3 | 15.87 .625 4.35 244 1.88
Insert lock screw #214.60.125 Torx Wrench #214.75.490
TCPR Metric Drills Diameter Range: 11.0 mm - 14.0 mm

Depth to Diameter Ratio: 3 x D

(—— .
—

2 1 2
mDm DESIGNATION i n?:h r7£71 m inlch inlch /?7”5;7
Insert:  XOMT-04T103-34 /| XOMT-04T103-35
11.0 TCPR-11R3 433 12 3.46 1.69 1.29
1.5 TCPR-11.5R3 452 12 354 1.77 1.37
12.0 TCPR-12R3 A72 12 3.62 1.85 141
125 TCPR-12.5R3 492 16 3.82 1.93 1.49
13.0 TCPR-13R3 511 16 3.90 201 153
135 TCPR-13.5R3 531 16 3.98 2.09 161
14.0 TCPR-14R3 .551 16 4.06 217 1.65
Insert lock screw #214.60.118 Torx Wrench #214.60.100
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WIDIA Top Cut Plus
Indexable Insert Drills

TCP Metric Drills
Depth to Diameter Ratio: 2 x D

d2

DESIGNATION P T A L G
inch mm inch inch inch inch
Insesrt:  XOMT-050204-34 / XOMT-050204-35 / XOMT-050204-36
14.5 TCP-14.5R2 .570 25 1.69 3.98 177 114
15.0 TCP-15R2 .590 25 1.69 4.02 181 1.18
16.0 TCP-16R2 .629 25 1.69 4.10 1.89 125
17.0 TCP-17R2 .669 25 1.69 4.17 197 133
175 TCP-17.5R2 .688 25 1.69 421 2.01 137
18.0 TCP-18R2 .708 25 1.69 4.25 2.05 141
Insert lock screw #214.60.125 Torx Wrench #214.75.490
Insert:  XOMT-070304-34 / XOMT-070304-35 / XOMT-070304-36
19.0 TCP-19R2 .748 25 1.69 433 213 1.49
20.0 TCP-20R2 787 25 1.69 441 221 157
21.0 TCP-21R2 .826 25 1.69 4.49 2.28 1.65
22.0 TCP-22R2 .866 25 1.69 457 2.36 173
230 TCP-23R2 .905 25 1.69 4.65 244 181
24.0 TCP-24R2 .944 25 1.69 4.72 2.52 1.88
Insert lock screw #214.80.800 Torx Wrench #214.80.866
Insert:  XOMT-09T306-34 / XOMT-09T306-35
25.0 TCP-25R2 .984 32 1.88 492 2.56 1.96
26.0 TCP-26R2 1.023 32 1.88 5.00 2.64 2.04
27.0 TCP-27R2 1.062 32 1.88 5.08 272 212
28.0 TCP-28R2 1.102 32 1.88 5.12 2.76 2.20
29.0 TCP-29R2 1141 32 1.88 5.20 284 2.28
30.0 TCP-30R2 1.181 32 1.88 5.28 291 2.36
31.0 TCP-31R2 1.220 32 1.88 5.39 2.99 244
32.0 TCP-32R2 1.259 32 1.88 5.43 3.07 251
33.0 TCP-33R2 1.299 32 1.88 551 3.15 2.59
34.0 TCP-34R2 1.338 32 1.88 5.59 3.23 2.67
Insert lock screw #214.80.672 Torx Wrench #214.80.866




WIDIA Top Cut Plus
Indexable Insert Drills

TCP Inch Drills Diameter Range: .562" - 1.375"
Depth to Diameter Ratio: 3 x D

2 3 1
DESIGNATION mDm i:ch i:ch inlch
Insert:  XOMT-04T103-34 / XOMT-04T103-35
.562 TCP-0562R3 | 14.28 1.000 1.63 4.52 217 1.70
Insert lock screw #214.60.118 Torx Wrench #214.60.100
Insert:  XOMT-050204-34 / XOMT-050204-35 / XOMT-050204-36
.625 TCP-0625R3 15.87 1.000 1.63 4.79 2.44 1.90
.687 TCP-0687R3 17.46 1.000 1.63 5.03 2.68 2.10
Insert lock screw #214.60.125 Torx Wkench #214.75.490
Insert:  XOMT-070304-34 /| XOMT-070304-35 / XOMT-070304-36
.750 TCP-0750R3 19.05 1.000 1.63 5.30 2.95 225
.812 TCP-0812R3 20.63 1.000 1.63 5.42 3.07 2.45
.875 TCP-0875R3 2222 1.000 1.63 5.66 331 2.65
.937 TCP-0937R3 23.81 1.000 1.63 5.78 3.43 2.85
Insert lock screw #214.80.800 Torx Wrench #214.80.866
Insert:  XOMT-09T306-34 / XOMT-09T306-35
1.000 TCP-1000R3 25.40 1.250 1.88 6.07 3.62 3.00
1.062 TCP-1062R3 26.98 1.250 1.88 6.19 3.74 3.19
1.125 TCP-1125R3 28.57 1.250 1.88 6.43 3.98 3.38
1.187 TCP-1187R3 30.16 1.250 1.88 6.66 421 3.56
1.250 TCP-1250R3 3175 1.250 1.88 6.78 4.33 3.75
1.312 TCP-1312R3 33.33 1.250 1.88 6.98 4.53 3.94
1.375 TCP-1375R3 34.92 1.250 1.88 7.10 4.65 4.13
Insert lock screw #214.80.672 Torx Wrench #214.80.866




WIDIA Top Cut Plus

Indexable Insert Drills

TCP Inch Drills
Depth to Diameter Ratio: 4 x D

d2

2 3 1 2
in?:h DESIGNATION mDm inci:h inci:h inlch inlch ir’;g;v
Insert:  XOMT-050204-34 / XOMT-050204-35 / XOMT-050204-36
.625 | TCP-0625R4 | 15.87 1.000 1.63 5.46 31 250
Insert lock screw #214.60.125 Torx Wrench #214.75.490
Insert:  XOMT-070304-34 / XOMT-070304-35 / XOMT-070304-36
.750 TCP-0750R4 19.05 1.000 1.63 6.09 3.74 3.00
.875 TCP-0875R4 2222 1.000 1.63 6.56 421 3.50
Insert lock screw #214.80.800 Torx Wrench #214.80.866
Insert:  XOMT-09T306-34 /| XOMT-09T 306-35
1.000 TCP-1000R4 25.40 1.250 1.88 7.14 4.69 4.00
1.125 TCP-1125R4 28.57 1.250 1.88 7.61 5.16 4.50
1.250 TCP-1250R4 31.75 1.250 1.88 8.08 5.63 5.00
1.375 TCP-1375R4 34.92 1.250 1.88 855 6.10 5.50
Insert lock screw #214.80.672 Torx Wrench #214.80.866




WIDIA Top Cut Plus

Indexable Insert Drills

TCP Inch Drills
Depth to Diameter Ratio: 4 x D

d2

2 3 1 2
in?:h DESIGNATION mDm inci:h inci:h inlch inlch ir’;g;v
Insert:  XOMT-050204-34 / XOMT-050204-35 / XOMT-050204-36
.625 | TCP-0625R4 | 15.87 1.000 1.63 5.46 31 250
Insert lock screw #214.60.125 Torx Wrench #214.75.490
Insert:  XOMT-070304-34 / XOMT-07304-35 / XOMT-07304-36
.750 TCP-0750R4 19.05 1.000 1.63 6.09 3.74 3.00
.875 TCP-0875R4 2222 1.000 1.63 6.56 421 3.50
Insert lock screw #214.80.800 Torx Wrench #214.80.866
Insert:  XOMT-09T306-34 /| XOMT-09T 306-35
1.000 TCP-1000R4 25.40 1.250 1.88 7.14 4.69 4.00
1.125 TCP-1125R4 28.57 1.250 1.88 7.61 5.16 4.50
1.250 TCP-1250R4 31.75 1.250 1.88 8.08 5.63 5.00
1.375 TCP-1375R4 34.92 1.250 1.88 855 6.10 5.50
Insert lock screw #214.80.672 Torx Wrench #214.80.866




WIDIA Top Cut Plus
Indexable Insert Drills

TCP Metric Drills
Depth to Diameter Ratio: 4 x D

2 3 1 2
DESIGNATION inE():h n?m indch in/ch in/ch 1277527
Insert:  XOMT-050204-34 / XOMT-050204-35 / XOMT-050204-36
145 TCP-14.5R4 .570 25 1.69 5.24 3.03 2.28
15.0 TCP-15R4 .590 25 1.69 531 31 2.36
16.0 TCP-16R4 .629 25 1.69 5.47 3.27 251
17.0 TCP-17R4 .669 25 1.69 5.63 343 2.67
175 TCP-17.5R4 .688 25 1.69 571 3.50 2.75
18.0 TCP-18R4 .708 25 1.69 5.79 3.58 2.83
Insert lock screw #214.60.125 Torx Wrench #214.75.490
Insert:  XOMT-070304-34 / XOMT-070304-35 / XOMT-070304-36
19.0 TCP-19R4 .748 25 1.69 5.95 3.74 2.99
20.0 TCP-20R4 787 25 1.69 6.10 3.90 314
21.0 TCP-21R4 .826 25 1.69 6.26 4.06 3.30
22.0 TCP-22R4 .866 25 1.69 6.42 4.21 3.46
23.0 TCP-23R4 .905 25 1.69 6.58 4.37 3.62
24.0 TCP-24R4 .944 25 1.69 6.73 453 3.77
Insert lock screw #214.80.800 Torx Wrench #214.80.866
Insert:  XOMT-09T306-34 /| XOMT-09T306-35
25.0 TCP-25R4 .984 32 1.88 7.05 4.69 3.93
26.0 TCP-26R4 1.023 32 1.88 7.21 4.84 4.09
27.0 TCP-27R4 1.062 32 1.88 7.36 5.00 4.25
28.0 TCP-28R4 1.102 32 1.88 7.52 5.16 4.40
29.0 TCP-29R4 1141 32 1.88 7.68 5.32 4.56
30.0 TCP-30R4 1.181 32 1.88 7.84 5.47 472
31.0 TCP-31R4 1.220 32 1.88 7.99 5.63 4.88
320 TCP-32R4 1.259 32 1.88 8.15 5.79 5.03
33.0 TCP-33R4 1.299 32 1.88 8.31 5.95 5.19
34.0 TCP-34R4 1.338 32 1.88 8.47 6.10 5.35
Insert lock screw #214.80.672 Torx Wrench #214.80.866
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WIDIA Top Cut Plus
Carbide Indexable Inserts

The Geometries

For the reliable machining of common and
difficult-to-machine work materials, WIDIA offers
a range of three new geometries. Each has
strengthened cutting edges to guarantee
maximum production safety. Precision-sintered
inserts ensure smooth finishes, exact positioning
and dimensionally accurate drilling.

XOMT...-34

The all purpose geometry for ‘
drilling common work materials,

particularly under unfavourable

conditions, e.g. inferrupted cuts. Strong cutting
edge and reinforced centre cutting edge.

e for steels and cast irons

XOMT...-35

Fish-scale geometry with low
cutting forces and highly positive
rake angle. High-performance
geometry for high cutting speeds and heavy
feeds, also in non-rigid set-ups. Reduced
burring and edge chipping, so ideal for through
and cross holes.

¢ for high-alloy and

e stainless steels, cast irons and
nonferrous metals

XOMT...-36

Claw geometry with optimized
external and centre cutting
edge. Produces short chips with
reliable chip control, grooved chips with no
loss of stability and a positive chip control
geometry.

* low alloyed steels

* mild and 300 series (austenitic)
stainless steels

* all gummy materials

The Grades

Four carbide grades guarantee optimum
machining performance in almost every drilling
operation.

TN7015 (HC-P15)

New WIDASELECT grade consisting of a
thermal and mechanical shock resistant
hardmetal substrate with modified edge zone
and Moderate Temperature CVD coating of
TiN-TICN-ALO,-ZrCN. Top layer of ZrCN has
residual compressive stresses to protect
against cracking. TN7015 ideally combines
high wear resistance for long tool life and
excellent toughness with high production
safety. First choice for drilling steels at high
cutting speeds on rigid set-ups.

TPC35 (HP-P35, M30)

The first choice for all steel applications.
Extremely fracture resistant and mechanical
shock resistant hardmetal substrate with a
highly crack resistant TiN coating produced
by Plasma CVD method. Covers a wide range
of applications in drilling. For general and
stainless steels, nodular cast irons. Particularly
suitable for unfavourable conditions.

TN5515 (HC-K15)

New grade combining a hardmetal substrate
of high compresive strength and high thermal
and mechanical shock resistance with a
Moderate Temperature CVD coating of TiN-
TICN-ALO,. With its high wear resistance and
edge strength this grade is ideal for drilling
cast irons.

THM (HW-K15)

Uncoated hardmetal grade offering high edge
strength, sharp edges and great toughness. This
classic two-phase carbide has an ideal
microstructure and offers outstanding resistance
to fracture and elevated temperatures.
Recommended for cast irons, nonferrous metals
and high-temperature alloys.

TOP CUT INSERTS,
THE PERFECT CHOICE.

DIMENSIONS CoaTED UncoaTep
WIDIA INSERT DESIGNATION
| s r d

XOM T-04T103-34 .188 5/64 .012 178 .083 [ J [ J
XOM T-04T103-35 .012 [ J [ J
XOM T-050204-34 247 7/64 1/64 7132 .098 [ J [ J
XOM T-050204-35 1/64 [ J [ J
XOM T-050204-36 1/64 [ J
XOM T-070304-34 .328 1/8 1/64 273 [ J [ J
XOM T-070304-35 1/64 [ J
XOM T-070304-36 1/64 [ J
XOM T-09T306-34 429 5/32 .024 25/64 134 [ J
XOM T-09T306-35 .024 [ J
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WIDIA Top Cut Plus
Recommended Cutting Data

Cutting Speeds in SFPM Feed f (inches/rev) for Drill diameter D
DIN o ) — n " _ " W — " "
leg Work Material Condition Harﬂgess "élsar::? TN7015 TPC35 D(l?lnj;g'l;‘niil) (24—5:17;-137:'?"') ?1;617:'8- 2-4:1‘:"?) I:)(2_5“91?;"-é‘:lil'glig)
t’:;"sf’ézf;ﬁree <025%C annealed 125 1 975 | 780 585 | 845 = 666 487 0015/ 002 .003 |.0015 .003 .004 | .002 .0035 .005| .003 .005 .0055
cutting steel >025%C annealed 190 2 910 | 747 585 | 780 = 601 422 002 | 003 .004 | .002 .003 .005| .002 .004 .0055| .003 .005 .0055
<055%C hardened 250 3 910 | 715 520 | 715 552 390 002 003 .004| .002 .004 .0055| 003 .005 .007 | .004 .006 .008
SO05%C annealed 220 4 910 715 520 | 715 552 390 002 003 .004 | .002 004 .0055| .003 .005 .007 | .004 .006 .008
hardened 300 5 845 650 455 | 650 487 325 0015 002 003 | .002 003 .005| .002 .004 .0055| .003 .005 .0055
oy e annealed 200 6 910 | 747 585 | 780 @601 422 002 003 .004| .002 .004 .0055| .003 .005 .007 | .004 .006 .008
275 7 910 | 715 520 | 715 552 390 002 003 .004| .002 .004 .0055| .003 .005 .007 | .004 .006 .008
hardened 300 8 845 650 455 | 650 487 325 0015 002 .003| .002 003 .005| .002 .004 .0055| .003 .005 .0055
350 9 780 | 585 390 | 585 422 260 0015 002 .003| .002 003 .005| .002 .004 .0055| .003 .005 .0055
RN v annealed 200 10 | 910 | 785 520 | 715 | 852 3% 002 003 .004| .002 .004 .0055| .003 .005 .007 | .004 .006 .008
hardened 352 1 | 780 585 390 | 585 | 422 260 002 003 .004|.002 .003 .005|.002 .004 .0055| .003 .005 .0055
400 Series Stainless steel feritc / martensitic | 200 12 | 845 650 455 | 650 487 325 0015 002 003|002 003 .005| 002 .004 .0055| 003 .005 .0055
M martensitic 240 13 | 780 617 455 | 585 422 260 0015 002 .003|.002 003 .005|.002 .004 0055/ 003 .005 .0055
300 Series Stainless steel austenitic 180 14 747 585 422 | 487 357 228 .0015 .002 .003 | .002 .005 .004 | .002 .003 .005| .003 .004 .005
Cutting Speeds in SFPM Feed f (inches/rev) for Drill diameter D
DIN - - " " — " " - " "
?12 Work Material Condition Har:gess MGarfl:lpal TN5515 TPC35 THM Izlfmﬁ?l‘;msrii (24—5:17;'137:'?“) ?129"17:'8' 2-4:1‘::) D(2_5n91?:' é‘:1]"?:19)
Grey castiron fenitic/peariiic 180 15 | 845 | 650 455 520 390 260 | .003 |.0035 .004 | .003  .004 .0055| .004 .006 .008 | .004 006 .0085
pearitic 260 16 | 747 | 568 3% 422 | 308 195 |.0025/ 008 .004| .003 .004 .0055| 004 | 006 .008 | .004 .006 .0085
A G feritic 160 17 812 | 617 422 | 650 487 325 | 520 | 390 260 |.0025 .003 .004 | .003 .004 .0055| .004 .006 .008| .004 .006 .0085
pearitic 250 18 | 747 | 568 390 | 585 | 422 260 | 422 308 195 |.0025 .008 .004| 003 .004 .0055| .004 .006 .008 | .004 .006 .008
e e s feritic 130 19 | 812 | 617 422 | 715 552 390 | 585 < 438 293 [.0025 003 .004 | .003 .004 .0055| .004 006 .008 | .004 .006 .008
peariitic 230 20 | 682 520 357 | 650 487 325 | 520 390 260 |.0025 .003 .004 | .003 .004 .0055| .004 006 .008 | .004 .006 .008
Q'r”orﬂg‘r:'tm glove non-age-hardenable 60 21 1625 1218 813 |.0025 008 .005|.0025 .004 .0055| .003 | .005 .007 | 004 006 .0085
age-hardened 100 22 1625 1218 813 |.0025 .008 .005|.0025 .004 .0055| .003 | .005 .007 | .004 .006 .0085
;f‘rfy‘sa'”m‘"‘“'“ <12%Si  non-age-hardenable 75 23 1462 | 1056 650 [.0025 .003 .005|.0025 .004 .0055| .003 | 005 .007 | .004  .006 .0085
age hardened [0 24 1462 | 1056 650 |.0025 .008 .005|.0025 .004 .0055| .003 | .005 .007 | .004 .006 .0085
>12%S oat resisting 130 25 1040 764 488 [.0025 003 .005|.0025 .004 .0055| .003 | 005 .007 | .004  .006 .0085
glfopyl;e'&wppe' >1%Pb  lead alloy 110 26 487 | 374 260 |.0025/ .008 .005| .003 .004 .0055| .004 | .006 .008 | .005 .006 .0095
Brass, red brass [0 27 487 | 374 260 |.0025/ .008 .005| .003 .004 .0055| .004 | .006 .008 | .005 .006 .0095
Bronze, electrolyte-Cu 100 28 455 325 195 |.0025 .003 .005| .003 .004 .0055| .004 @ .006 .008 | .005 .006 .0095

A\

WARNING: (utting tools are susceptible to chipping and/or fragmenting while in use. Machine guards and personal protective clothing/equipment should be utilized at ll times to prevent bodily injury from flying particles or chips.
Adequate ventilation and body protection should be provided when grinding tools. Hazardous dust and mist are produced during grinding; avoid breathing of and prolonged skin contact. Workers should be provided with adequate ventilation
and body protection.
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TYSON TOOL COMPANY LIMITED

75 Ormont Dr., Weston, Ontario M9L-2S3
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TEL: (416) 746-3688 ~~ FAX: (416) 746-5415
www.tysontool.com ~~ E-MAIL: sales@tysontool.com
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Available from:

Specifications are subject to change without notice. No responsibility for errors and/or printing errors will be accepted.
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