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High-speed processing requirements for electronic industries, such as Aero-
space, bicycle, locomotive, mold and other industries.
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The insert seat has a fine-tuning structure, which makes the insert adjust
the p level, and the cutter is tightly combined with the, insert seat to
prevent detachment during high-speed rotation. The cutting process can
also effectively remove chips and prevent surface damage during cutting.

Through-tool coolant to efficiently cool the work-piece and improve
cutter life.

Special radial and axial dynamic balance adjustments for improving the
cutter’s dynamic balance.

Polycrystalline diamond insert has the advantages of high hardness, high
compressive strength and good wear resistance. It is suitable for
high-speed cutting. The maximum speed can reach 33000 rpm, which can
obtain the best processing precision and efficiency. Mirror surface.
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HCM Aluminum Changeable Milling Cutter

@
© ©
@

©

1©

BRI i

Spindle speed n max (K(.ES}

Weight
HCM-50-FMB16-6T 50 48 16 6 max, 33000rpm 0.19 1.26
HCM-63-FMB22-8T 63 48 22 8 max. 33000rpm 0.31 1.40
HCM-80-FMB27-10T 80 50 27 10 max. 33000rpm 0.49 1.60
HCM-100-FMB32-14T 100 50 32 14 max. 29500rpm 0.82 202
HCM-125-FMB40-18T 125 63 40 18 max. 25500rpm 1.63 3.68
HCM-160-FMB40-24T 160 63 40 24 max. 22200rpm 248 6.65
HCM-200-FS60F-28T 200 63 60 28 max. 18100rpm 342 7.56
HCM-250-FS60F-36T 250 63 60 36 max. 14500rpm 6.50 10.58
HCM-315-FS60F-46T 315 80 60 46 max. 11500rpm 12.44 16.60
HCM-400-FS60F-58T 400 80 60 58 max. 9000rpm 2076 28.22
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HCM ia 5= ZE BB 3 JI5R (2 F & & LK4E18)

HCM Aluminum Changeable Milling Cutter(Dynamic balancing&Through hole)

Spint!lle péed n max

HCM-50-FMB16-6T-AB-C 50 48 16 6 max. 33000rpm 0.20 1.26
HCM-63-FMB22-8T-AB-C 63 48 22 8 max. 33000rpm 0.30 1.40
HCM-80-FMB27-10T-AB-C 80 50 27 10 max. 33000rpm 0.48 1.60
HCM-100-FMB32-14T-AB-C 100 50 32 14 max. 29500rpm 0.81 202
HCM-125-FMB40-18T-AB-C 125 63 40 18 max. 25500rpm 188 3.68
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HCM PCD Insert Seat

&
PCD

Fig.1

Fig.2 Fig.3
Tdsrd - 45°+75° | 6,
8/
s/

REEO E -
Polycrystalline Diamond Cutting Max.
&5 /I8 DP mm
Cutting Tool
HCM ACMQ1711PAFR & 17 11 90° 12 0.15 2
ACMQ1711EAFR @ 17 11 78 1.2 0.15 2
ACMQ1711AAFR & 17 11 45° 75° 1.2 - 1.13
X UMABFEEDK  EEFTER If have the special angle need, please contact us.
e
PCD
0‘!
e
——
s/

EXTIT] R Wiperinserts:

Cutting Too

DP

HCM ACMQ1711AAFR-R300 ® 17 11 45° 75° 300 - 2
ACMQ1711AAFR-R500 ° 17 11 45¢ 75° 500 = 113
HMEEHEERF - BERTEE If have the special angle need, please contact us.
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HCM-PCD J] R [
HCM PCD Insert Seat

45°+75°

EERD EXF
Single crystal diamond Cutting Max.

MD

mm

AP

1.13

17 11 45° 75° 12

{ A MD100

HCM ACMQ1711ACFR

HCMi& i J] A 2
HCM PCD Insert Seat

53
wC

45°+75° 5,

=%
(KGS)

Weight

ACMQ1711AAFR-WC 17 11 45° 75° 12 0.02
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HCM 2 E3( )]/ BB
HCM Supplemental Insert Seat

1 ade 3T =
33 $ii e
i} —d b (N.m)
Screw Wrench Torque
ACMQ1711-TBO6 22.13 11 TB.0601 M2-5.0-2.7-60 T6 0.6 0.02
¥ FBfTRETI R MHE Can collocation insert material.

HCM J]1 R B &
HCM Insert Base Seat

—

)
Weight
ACMQ1711-AS 17 11 0.02

* O AR TBEES BTIEESEME Can be used for weight or self-welding head of the material.
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Standard Accessories

72 1% Spec.

Z 18 Name

I8t Function

7R 1% Spec.

Z 1 Name

I718E Function

"

"

.

HCM-AW-8L M8-1.25P-M5-0.8P-10L M5-15-7.0-60-T25 M5-0.5P-LH-RH-17-P2.5 M5-0.8P-10L
RE 1R F= 7R EER 4% SRR B @iRiA
wedge adjustment teeth sleeve insert holder screw both headed screw balance screw
EERTRE HERTEE HE T Bl TR E
Bilmesomseaacy Rimstisionacairacy fix the holder fix the wedge mass-balance weight
adjustment adjustment
TW-80-SB BIT-T25-50L PT2.5 T25
TW # hiEF 50mm #EF8H TERF LBERKF
TW torquedriver 50mm bits torx T-type wrench L-type wrench
SHE IR 44
lock screws

HCMBEEESEE R JIR- 09
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HCM Cutting Technology Information

TR EEEE S JIEE®E According to the width of the workpiece with the face milling cutter diameter

= Form

escription
- TEEE HEFEETY
PHNE Cutter Diameter Choice suitable teeth
Part material =
E@EETIAA ERTEEEETHREL HEE (mm) stE ZEFR
E The recommended cut-in angle Recommended tool diameter to workpiece width ratio Calculated by diameter (mm) Result
ik = = : A B ZRIZ BN ; VEIZEESR
Aluminum +HAOTLLE 28 ( 100 ~ 100 ) X100 More teeth easily deformed;less teeth easy to burr.

RS &M E =M Bite angle and tool life

H Description

IRE AR TIRTaR% REAER T ENRG 2: )= & bl hE
Relation to Cutter Diameter Relation to Cutter Position Relation to Tool Life IR EF
Vf—e — 7
@ L A o4 -9-0-¢
5 . gI;
5 03 o d
0 o2 \ E
Hi ®
b / g & \"---
E() ] (m?) 307 0 30" 60°
: KERAE

KRSART] 0 T)TIHHERA A I8 43 8L 45 75 15 FR Ak Y 28
B -EHAJESHiE -
B ERMAER | L MAHKIEE 2. #RUE
Engage angle denotes the angle by which the full length of the
LN cutting edge comes in contact with the work material, with
04 e S~ reference to the feed direction.The large E is, the shorter the
ol e tool life.To change the value of E:

1.increase the cutter size. 2. shift the position of the cutter.

08
06

E(X) 0.z L4

3 Bz

20° 0° 20° 40° 60"
BERAE

g;IOEE (/)
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HCM Cutting Technology Information

TIHIRY ) SLE T HI 1 28 A9 B % Relation between the number of simultaneously engaged cutting edges and cutting force

5, Form

]
Hl

REFEETHTER0NELR

0 or 1 edge in contact at same time.

piece, and machine horsepower.

BES 1 RtHIE
Only 1 edge in contact at any time.

1 /32 R IAIES

1 or 2 edges in contact.

:780 Description

2 RTIHIE

2 edge in contact at any time.

BREUHEED D ke - EEE 70%~80% BEREE - SERRRETMIHAIK - ReF N E - RE—HMmA

Normally, cutting width is considered to be appropriate with 70 to 80% of the cutter diameter engaged as shown in example D. However, this may not apply due to the actual rigidity of the machine or work

2~3 R ijHlEE
2 to 3 edge in contact.

B8 # F 7] B R <7818 Recommended Cutter Spec.

sﬁjﬁ HCM50 HCMé3 HCMB80 HCM100 HCM125 HCM160 HCM200 HCM250 HCM315 HCM400
ITHRERE
s 5 30~40mm 37~50mm 48~64mm 60~80mm 70~95mm 96~128mm 120~160mm 150~200mm 189~252mm 240~320mm
Workpiece width range

HCMZEEESEE R /IER- 011
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HCM ]l % g &
HCM Cutting Technology Information

=12 7] R EEfERChose the insert seat type

90° 75° 45° 12° Dc=100 £=0.05 Ap=0.2
Kr=15¢ Kr=45° Kr=78° :
. h=0.96 f
~" | Kr=0° ~ W\
= f i
Z .
Z L
I _% )

A - s B W 0 5] Example:
L MIEE A e LT Smm T 1L T ABELTY)
?egeral: R T Coneralt ?egeral - . (fegreral : h_q./o.z x( 100-0.2 )XOOS

. Frocessingo In pleces. rocessm of deep cavit OCESSIFI alarge == :
2. F'rocessing clampi r?g rigid % E;?C:iﬁggr?f rg”n%h embryos. workpi o i b o rougﬁ cutting. 100

workpiece. 8 gpP 2. In the depth of cut. 2. Small depth of cut, Iarge feed.
3. Large cutting. h=223
7 BH Description

SETIEITI A ( ERARERS ) B - BITIEBEEEX - TIEIME M - Y OEERE ;, RZ2RVBEEwES - tIEEORE D  MIGEZR - —fINITEATESN - IBEEEDTH
45°8 -

The larger the chip angle is, the greater the chip thickness is, and the cutting resistance is increased.Otherwise, the cutting edge strength is reduced. General processing selection of

cutting force, chip thickness of moderate 45 ° angle.

ShETIEI ] £ B2 1T B T R4 BR {%Relationship between cutting edge angle and cutting edge

W=t Form &7 88 Description

Fa: tHEI he08E 5 A
Fr: I8 E @2 A

3 Ny, hslcomponentof | NRGMEIMTNARA - SRSAMA ; BASNEN - WEMTHES
Fr: Radial component of BmEAltE =S4T - _
cutting force: TIESMEHITI ) - W5 DA ; ER5 0] AR ABENT -

The greater the peripheral cutting edge angle, the greater the radial
component; the smaller the axial component force, more suitable for
machining thin walled parts with less axial rigidity.

The smaller the peripheral cutting edge angle, the larger the axial component;
the smaller the radial component force is, it is suitable for long-length
processing.

SMELIHITI A
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HCM 1] Bl % fig &t
HCM Cutting Technology Information

ynfaEEL 7] k ESE R How to Properly match insert seat type

23t Form

Ha : RMERE AT ] R 198 #EE Ha:Without wiper insert

Hb : ®AEF7]7] R #EE Hb: With wiper insert

57 57
EE:% (f) HE &3 () Eﬁ;‘gﬂ ﬁﬁéﬁ?{]ﬂ
™ AAA e N A
TIHIEIR :  « T4 :AlI7075 ]88 HCM-63 + Vc=700m/min ¢ fZ=01mm/t + Ap=0.Imm

hi BT R R LS
AEE(A): 0.03mm

f. @IIEE (mm/rev)
Ha: 23 7] R /0 T E
Hb: 5670 7] R potsnn THaHeE

—mRERT R

| o

w15

B 10pa

(um) g ~EA—RREN

EXx371 R

&7 B8 Description

-BEXIWIIR RETREBEXNT]  BETRMNMESE  MAESESRRTINTABRIEXEBNG X -

- With wiper insert: All insert have a wiper edge, relative to the beating height of the insert, using the most prominent insert to wiper the surface of the wiper.
-MMABXITDRNAER : E—RIR® - JIA 1~2 R ZE2EERENS AT TR LEEET) TR HRE -
-Wiper insert to join the way: in the general insert, add 1 to 2 was rounded linear wiper insert than other edge insert slightly prominent.

HCMZGEEESE BB /IER- 013



a2 J1 VRN E R
Adjust the difference between the insert edge

EiESiEEm
D Abrasion
_ EENEREE Y] increases quickly
P Alarge Vibration and chipping
T=

height variation EHESRF
Surface quality

/hsmall is excellent =an B I

Longer lifespan and
superior finish

JISE 4R A\ ERENEE (10,000 min® ML) EAK - JJREXRET)E
EiE(min’) ISO 1940-1/8821 HES - BSELTEEETEL
(JIS BO905) When operating at high rotation speeds (10,000 min" or more),
perform balancing of the tool body and arbor combination according
~20,000 G16 to the reference values listed here.
[\ FEAERBEENSESEENTIEE  BREMEBONTE
~30,000 G6.3 mfE7] R THRIREL - BRJIERE
Do not use at rotation speeds exceeding the maximum rotation
- speed stated. Inserts and other parts may fly
30,000 G2.5 apart and cause bodily harm due to the high velocity of centrifugal
force.

& 014-HMBEREESBEAT)E
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Cutting Conditions

$
|

Materials

ot ] 4 O
FIEH&SR

4o bl T =
m +ii 65 E

Materials examples

MiEE S7iE4 S flmm/rev)
Strength(N/mm?) Ap<1mm Ap:1~2mm
&% (Aluminium) EaE (A199)
5 F (Aluminium) e :
ST (i) BEES £ (AISI7) max.6000
252 (Aluminium) ES = (AISI9)
7-12% & (Si) 25 & (AlSi9Cu)
S E (Aluminium) EEE (AlSI12)
“12%8 () £22 (AISI17) max.2000
£ (Copper) o i
&% (unalloyed) #8& (SE-Cu) < 300 max.6000
N £ (Copper) ##H S & (CuSné) >300 0.1~0.2mm/rev 0.05~0.1mm/rev
1 (Brass) =
#&1 (bronze) BH5E (CuZn33) <1.200
Hgﬂ (red b’TaSS} ﬁgﬁ [CUAlangl
H 2 (Graphite) -
max.2000
[EE (PA), 222 (Pé)ﬁ%ﬁ%ﬁﬁa{ﬁd' BEDE (PS),
24 (Plastic) (PVC),
HITR R (hemoplastic) w738 (0, BREC S )
FEREERKEEE PMMA
: B & (PU), XM (PF),
i (Plastic) ol &
#E 48 (Thermoset plastics) ﬁ%gﬂ&%lﬂﬁ%ﬁ%ﬂ?c%m‘
B2 (Plastic matrix) 5
BHAEE S T (CFRP/GFRP) B (MS) BRE 2 (HTA)
Max.100~500 0.1~0.4mm/rev 0.1~0.2mm/rev
C 2511 (Plastic matrix) B AR (GMT-PP),
B & 4 I E S TRl (CFRP/GFRP) BRI E (PEEK)
k4 B S8l Carbon matrix
BEEB EHEMESTR bR i 4 (CF222,CF225,CF226,CF227,CF260) Max. 100~300 0.1~0.2mm/rev 0.05~0.1mm/rev
carbon fibre reinforced (CFC)

HCMBEEESEE R /IR- 015

—



ZERIEER
Use Notice

&35 7] R EE Wiper insert

+0.03mm

\

PCDJJF E2 PCD insert

A\ ZEEXIITIRA(R300 - R500)6 -

FELEPCD71 R &} +0.03mm~+0.05mm
When installing wiper inserts (R300 or R500)
be sure they are 0.03 ~ 0.05mm higher than
the PCD insert.

& 016- HMBERISE S BIET)E

AR 15 W (e SR B R R B T) BRSME 1T

Make sure the wedge and the insert are parallel.

-
l.l "

o)

|

—fz#EE : 0.01lmm
HBEZHBE :0.003mm ~ 0.005mm

General accuracy: 0.01mm
Precision accuracy: 0.003mm 0.005mm

BYEA—NMETF @RS
ORESIIFTEEHE

Each insert seat has a
dedicated dynamic

balance adjustment




ACM4F RS
Feature

C!- ’@

SE..1204 AP..1604 RP..1204

@80~@315 SR =1L
TEET) R B T] R 2 BT (R E BB E0.005mmblA) -

JEEEGAAENASE  oERESEMNLEEBRZEENE
[RIR% - EMRES IR -

JNEETIBENAXRZBER - MRTTEEMN -
JEMERBARERESE  UHBEGEEE o RS#E% -
—RBFrAJEIEH -

The flute difference between inserts can be adjusted within 0.005mm.
Covered within to decrease wind resistance and increase efficiency.
The arbor and cutting head is mounted tightly for increased precision.
The aluminum alloy cutting head is anodized to increase rigidity.

3interchangeable cartridges are available.

i

PAT.NO: M343543 2
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ACM ia 5 &%
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HCM Aluminum Changeable Milling Cutter

-@

-
* > =
e - 5 . I T
) g 310

L o - = | ECEB | !

: % B “ . .

S T |

¥ d e e
= D1 i)
J]#] Teeth
7]
1EAE EEAD Insert Seat
Standard Option

ACM-80-FMB22-S 42 80 18 66 22 4 - SH-M6-20 0.62 2,60
ACM-80-FMA25.4-S 42 80 20 66 254 4 : SH-M6-20 0.64 2.90
ACM-100-FMB22-5 42 100 18 86 22 4 - SH-M6-25 - 2.86
ACM-100-FMA25.4-S 42 100 20 86 254 4 - ig::‘iiﬁ SH-M6-25 0.90 2.80
ACM-125-FMB32-5 42 125 42 111 32 4 2 S chiaoh SH-M6-25 : 3.62
ACM-125-FMA31.75-S 42 125 42 111 3175 4 : SH-M6-25 1.16 3.15
ACM-160-FMB40-S 42 160 50 146 40 4 SH-M6-25 174 3.79
ACM-160-FMA38.1-S 42 160 46 146 38.1 4 SH-M6-25 176 3.60

& 018-AcVEBESBEIE




718 Teeth

: = 7] & (KGS) {%égy

Stﬁird oﬁ?;n e Welght Weleh

ACM-200-FS60F-S 45 200 60 186 60 4 4 SH-M6-25 2.52 6.62
ACM-200-FMA38.1-S 45 200 48 186 38.1 4 SH-M6-25 2.50 7.03
ACM-200-FMA47.625-S 45 200 | 47625 | 186 | 47.625 4 4 SH-M6-25 2.56 6.44
ACM-250-FS60F-S 47 250 60 236 60 4 8 igm:i?; SH-M6-25 3.86 8.40
ACM-250-FMA38.1-S 47 250 48 236 381 4 8 ACM-AP1604 SH-M6-25 4.06 8.26
ACM-250-FMA47.625-S 47 250 | 47625 | 236 | 47.625 4 8 ACM-RP1204 | SH-M6-25 4.00 7.92
ACM-315-FS60F-S 47 315 60 301 60 4 12 SH-Mé6-25 6.32 10.35
ACM-315-FMA38.1-S 47 315 48 301 38.1 4 12 SH-M6-25 - 10.24
ACM-315-FMA47.625-S 47 315 | 47625 | 301 | 4762 4 12 SH-M6-25 6.32 10.80

® S- BE{E S:dual micro-adjustment

| B3 Accessories

7 HhE
: (N.m)
nsert
Torque
SE.1204 ~ SE.12T3 Sk 20 = 60

ACMESSEBRATE- 019 @



SCM%53E
Feature

SE..1204

AP..1604

RP..1204

?80~2250

NELEAREBNOER  IREEENIEEREE0E
HES  EMESTHRE -

JERTIEEMNAABHRER - AIRTEEW -
JEMERARHETHE - OJiESHIE -
=RErx{ ) Eo & -

Covered within to decrease wind resistance and increase efficiency.
The arbor and cutting head is mounted tightly to increase the precision.
The alloy steel cutting head is anodized to increase the rigidity.

3interchangeable cartridges are available.



SCME&£fMZEaz( JJ5R
SCM Alloy Steel Changeable Milling Cutter

ol D d d — : kil g x
andard Optio g g
SCM-80-FMB22-5 42 80 18 66 22 4 = 5H-M6-20 1.06 2.96
SCM-80-FMA25.4-S 42 80 20 66 254 4 = SH-M6-20 1.02 3.00
SCM-100-FMB22-S 42 100 18 86 22 4 = SH-Mé6-25 176 3.72
SCM-100-FMA25.4-S 42 100 20 86 254 4 s SH-Mé6-25 1.74 4.15
SCM-125-FMB32-S 42 125 42 111 32 4 = SH-Mé6-25 2.60 4.56
SCM-125-FMA31.75-5 42 125 42 111 31.75 4 z ACM-SE1204 | SH-Mé6-25 252 4.86
SCM-160-FMB40-S 42 160 50 146 40 4 4 ACM-SE12T3 | SH-M6-25 412 6.09
SCM-160-FMA38.1-S 42 160 46 146 38.1 4 4 ACM-AP1604 | SH-M6-25 4.20 6.45
SCM-200-FS60F-5 45 200 60 186 60 4 4 ACM-RP1204 | SH-M6-25 6.06 10.50
SCM-200-FMA38.1-S 45 200 48 186 38.1 4 4 SH-Mé6-25 6.46 10.40
SCM-200-FMA47.625-5 45 200 47.625 186 47.625 4 4 SH-M6-25 6.43 14.60
SCM-250-FS60F-S 47 250 60 236 60 4 8 SH-M6-25 10.54 14.50
SCM-250-FMA38.1-5 47 250 48 236 38.1 4 8 SH-Mé6-25 10.98 14.70
SCM-250-FMA47.625-5 47 250 47.625 236 47.625 4 8 SH-M6-25 10.70 14.66

® S- B[R/ S:dual micro-adjustment
| B3 Accessories

Insert b
Wrench Torque
SE..1204 - SE..12T3 SH-Mé-20 P5 6.0
AP.1604 ~ RP.1204 SH-M&-25 = s

SCMe@EBELIE- 021 @



ACM&SCM a5 £ 1RT )&
ACM&SCM Aluminum Changeable Insert Seat

m;;'w b2 1
) f Pa | my

; i
)

e

[

Screw Wrench

ACM-SE12-S = SE..1204 M5-11-7.0-55 T20 5.0 0.11
® | ACM-SE12-A-S -3 SE.1204 M5-11-7.0-55 T20 5.0 0.11
® | ACM-SE12-B-S +3 SE..1204 M5-11-7.0-55 120 5.0 0.11
® | ACM-SE12-C-S 2 SE.1204 M5-11-7.0-55 T20 5.0 0.11
® | ACM-SE12-D-S +2 SE..1204 M5-11-7.0-55 T20 50 0.11
® | ACM-SE12-E-S -1 SE..1204 M5-11-7.0-55 T20 5.0 0.11
® | ACM-SE12-F-S c il SE..1204 M5-11-7.0-55 T20 50 011

ACM-SE12-L-S( Z=hiE ) & SE..1204 M5-11-7.0-55 T20 5.0 0.11

ACM-AP16-S = AP.1604 M4-10-5.7-60 T15 3.0 0.13

ACM-RP12-S & RP.1204 M4-10-5.0-43 T15 3.0 0.13
@ | ACM-SE12T3-S z SE..12T3 M3.5-11.7-5.3-60 TS5 3.0 =

® - EEXLE -produced order by order.

& 022- AMeSCMER= T



ACM B8
ACM Converter Key

ACM-16.1-254 33:35 254 0.11

ACM 2S£ E
ACM Aluminum Washers

ACM-AWS0 205 80 25 0.25

ACMRSCMEBR - 023 @



ACMEBIRE
ACM Converter Kits

iR
=)

I

0.04

ACM-38.1-47.625 31,5 47.625 38.1

ACM &3 7K 8218
ACM Water Screw

()

%‘! =
(KGS)

Weight
M24x2.0 0.3

ACM-WS47 464 18 29 47

& 024- ACMRSCMEE T
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Standard Accessories

)

@

O

e

-

2

27 = T fIER 4 G B8 ey MR PL &URE PLEURE
Name Adjust Screw Fixed Screw G-Type Ring Shim Vﬁf ]et:‘as:h PL-Type Wrench PL-Type Wrench
SE;Z AD-M6 Méx20 GTW-6.7 W-05 ADW-2 PL3 PL5
THEE BENESE BEEERTE B BB WEER T BEEXTE SEEIRF
Function Adjust cutter height Fix cartridge Fix adjust screw Fasten screw Adjust cartridge Adjust cartridge Fasten

=B Ac

Optional Accessories

Fig.
15 Lt
Name Spring Pliers
BB
Spec. F-26
Th&E = G BE
Function Assemble G Type Ring

ACM&SCME L JJEE- 025
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#RJ] R

Application Insert

et
1]

BN

#E R
Layer coating
ultra-micro

CHF

=
EEEAO

Polycrystalline diamond

DP

8 =5 8 Alloyed Steels Ol Bl &
m 4818 Stainless Steels

1SO | (&3 Cast Iron @ |[lor e

ek M RiRa £ Aluminumsal o) =m0
M B2 &% Refractory Alloys
N EHEEH Hard Material Q 0

2 ES Ultra-hard

microprogram

HF

8k &S Cutting Condition :

@ EEY Continuous Cutting
O — M iH General Cutting
W BT A Interrupted Cutting

Drawing

2 23 EF = 2 2
088 8% 2 & o
APEX1604PDFR-FO1 ® | ® 9525|164 | 476 | -
APEX160400PDFR-FO1 ® | ®|9525| 164 | 476 | -
* APEX160402PDFR-FO1 ® | ®|9525| 164 | 476 | 02 =
A “
APEX160404PDFR-FO1 ®| @ |9525| 164 | 476 | 04 L e
L S
APEX160408PDFR-FO1 ® | ® 9525|164 | 476 | 08
APEX160420PDFR-FO1 ® | ® 9525|164 | 476 | 20
APKT160404 ° 9525| 165 | 476 | -
APKT1604PDER ° 9.525| 165 | 476 | - 'I
APEW160404 ® 9.525| 165 | 476 | - ~ _ 1
APEW1604PDER ° 9525| 165 | 476 | -

& 026- ACMaSCME BT TIE
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Application Insert

2l = < i Alloyed Steels g (o |||l
m F4RIE Stainless Steels { ) : 8l #% 88 Cutting Condition :
ISO Ay #81 Castiron ©|9]0©° 810 @ EE Y] Continuous Cutting
nE ¥l i= 2 a2 2 Aluminumsal 0 m | | ® | O—mY General Cutting
| @2 &% Refractory Alloys | BT Interrupted Cutting
2| 8= Hard Material (o] 0

i
Ultra-hard
microprogram

HE BB RREn

Layer coating ultra-micro Polycrystalline diamond

CHF DP
o e % u
= Sl 1 e g S
z 33 3 23 = <
e S < 3K Sl - 2, S
APKT160408-M01 ® O 9525| 166 | 476 | 0.8

APKT160408PDER-M02 L BN 9.525( 164 | 476 | 0.8

ACMRSCMBER TIE- 027 @
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Application Insert

128 = i Alloyed Steels Q @] (@]

m FABIE Stainless Steels (0 N HlA% 88 Cutting Condition::
15O 8 Cosh o 2 1G] 0 @ EELH Continuous Cutting
nE Mls=miEa 2 AluminumsAl o) | m | m | O| O—#BY General Cutting

S| &8 &% Refractory Alloys W BT Interrupted Cutting

= | B = Hard Material O o)

2l

BEEG R P30 Ultra-hard

Layercoating  pojycrystalline diamond microprogram

ultra-micro

CHF DP HF

OM4010
OM4025
OMS5005
OM5060

(=] o
Te) [
o un
& & O
O U o
SEHT1204APAN ® | o [ ] 12,7 - 476 -
SEHT120404 o 12.7 - 476 -
SEEW120404 ® 1272 | - |476]| - N Eﬁ”
La | le
SEEW1204APAN [ ] 12.7 - 476 -
SEKW1204AFN ® 127 | - |476| -

SEHT1204AFEN-MO1 ® | © 12.7 - | 476 | Facet \ !\
]

& 028- ACMRSCMER= T
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Application Insert

1SO
548

2l =< i Alloyed Steels aolo|lo
m F48if Stainless Steels
| Q] i&ili Castlron & el &
Wl 2R EE F Aluminum&al L] L] = @
| B R & % Refractory Alloys
= || B B E ] Hard Material Q O

tH#% 88 Cutting Condition ;

@ EELHI Continuous Cutting
O —h&tNHI General Cutting

W BB Interrupted Cutting

BERIRE
Layer coating ultra- Polycrystalline
micro diamond
CHF DP HF
E &5 3 = 5 < 5|3
< bl Al & o o ©
SEHT1204AFFN [ ] @ | 127 - 4.76 - @ I~
= L
-— [, e | L%l
SEHT 1204AFEN-M02 ® 12.7 - 476 | Facet [~
o \) Ej
l d s
RPET1204MOE-M01 [ BN | ] 12 - 476 6
RPMT1204MON o 12 - 476 6 v
'
d ‘ 3

ACM&SCMERL JJ5E- 029
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Cutting Conditions
wNIteE JR#E TIHRE BIERS IS
Machining Materials Grade Vc(m/min) fz(mm/rev) Ap(mm)
OM4025 220~300 0.14~0.24 1.0~2.0
N =250 Low-Alloy Steels OM4025N 180~230 0.15~0.35 0.5~1.5
RM4130 60~300 0.10~0.25 1.0~2.0
OM4025 180~230 0.15~0.35 0.5~1.5
&R0 Stainless Steels
RM4130 120~160 0.10~0.25 0.5~1.5
0OM4025 200~300 0.06~0.30 1.5-3.0
§B4 CastIron RM3130 200~300 0.06~0.30 1.5~3.0
RM4140 200~300 0.06~0.30 1.5~3.0
GHO05 300~800 0.04~0.20 3.0~8.0
EREESE
. OM5005 400~850 0.05~0.30 1.5~0.3
Aluminum&Al
OM5060 600~1200 0.05~0.30 1.5~0.3
X ACMEBERINTEE « NiE . SCMERNITEEE : P~ M« K8
WMIHE JR#E HHIEE BTES %
Machining Materials Grade Vc(m/min) fz{mm/rev) Ap(mm)
OM4010 220~260 0.20~0.45 1.0~3.0
Gl & <40 Low-Alloy Steels 0OM4025 220~260 0.20~0.45 1.0~3.0
RM4130 60~300 0.10~0.25 1.0~2.0
OM4010 140~180 0.10~0.30 1.0~2.0
OoM4025 140~180 0.10~0.30 1.0~2.0
280 Stainless Steels
RM4130 60~300 0.10~0.25 1.0~2.0
RM4230 60~300 0.10~0.25 1.0~20
OM4025 180~300 0.15-0.35 1.0-3.0
(il #Es Castlron
CBN500 700~1500 0.06-0.10 0.1-0.2
X ACMERBINT4EEL . N4& ; SCMEERMIMEE : P~ M - K&

& 030- ACMRSCME 877
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Cutting Conditions
SE_12
BT & TR#&E TEIEE ST)ERS i
Machining Materials Grade Vec(m/min) fz(mm/rev) Ap(mm)
OM5060 500~850 0.15~0.35 3.6~6.0
igl ﬁ%ﬁf&m GH1 275~450 0.15~0.35 3.0~6.0
PCD 1000~2000 0.06~0.10 0.05~0.1
SEE+# Hard Material CBN250 700~1500 0.05~0.10 0.10~0.50
RP 12 ¥ ACMERNMIEE . N8, SCMERNIER .P-M - KE
WA E JIRME tIHEE YR thiz
Machining Materials Grade Ve(m/min) fz(mm/rev) Ap(mm)
OM4010 220~300 0.08~0.16 0.1~6.0
E& £ Low-Alloy Steels OM4025 180~220 0.08~0.16 0.1~6.0
RM4130 200~240 0.08~0.16 0.1~6.0
i OM4010 100~200 0.08~0.16 0.1~6.0
&£ Alloy Steels OM4025 120~140 0.08~0.16 0.1~6.0
RM4130 140~160 0.08~0.16 0.1~6.0
OM4010 80~140 0.08~0.14 0.1~3.0
i Stainless Steels OM4025 80~120 0.08~0.14 0.1~3.0
RM4130 100~140 0.08~0.14 0.1~3.0
g =i Castlron OM4025 220~350 0.08~0.25 0.1~6.0
W $2 5% Aluminum&Al OM5005 700~1000 0.06~0.12 0.1~6.0

K ACMBERNMIMEE : N& ; SCMEBERNTHRE P M - K&

ACM&SCMERL JJ5E- 031
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CHAIN HEAOWAY MALCHINE TOOLS CO.LLTO

J +886-4-26265252
IB +886-4-26267941

@ SEadmAKEARRK232%
No. 232, Wuquan Rd., Qingshui Dist., Taichung City 436, Taiwan

& www.chain-headway.com

B youtube.com/chmt?9

W twittercom/ChainHeadway

@ facebook.com/ChainHeadway(Taiwan/Myanmar/Philippines/India)

E %
=
LINE Whatsapp

Rith R ¥ BES R BB EEEN

Other Sales Region Please Review Our Website

No. 09695



