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For Alloy Steel

For Aluminum
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Coating Type Color Feature Profile
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« Nano-composite film

« High resistance to oxidation temperature

* Low surface affinity

« Suitable for processing stainless steel and
titanium alloys
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None « Suitable for aluminum alloys and copper alloys
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Rainbow Colors | « Anti-adhesion
« Low friction coefficient
- Effectively improves chip evacuation
« Suitable for aluminum alloys and copper alloys
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OM5035 PVD-AICrN Light Gold
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OM5060 PECVD
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» 30mm long edge cutting size with 5 kinds of radius designed to offer different application
needs.

» The insert is fully ground and polished, reducing chip adhesion, with a PVD coating for
enhanced wear and heat resistance.

» The sharp cutting edge ensures excellent surface roughness, while the curved chip breaker
enables smooth chip removal.
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CHAIN HRCN HURRICANE INDEXABLE MILLING CUTTER

HRCN-3232-AE32-135L-2T-C 135 75 32 32 2 -
AECX32T302

HRCN-3332-AE32-135L-2T-C 135 75 33 32 2 AECX32T320 -
AECX32T330

HRCN-4032-AE32-135L-2T-C 135 75 40 32 2 -
AECX32T340
HRCN-4032-AE32-135L-2T-C-A 135 75 40 32 2 AECX32T350

-5 JJREARAAON L - BREZEATIR -
« Note : Inserts with an R radius of 4.0 or above must be used with designated tooling.
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CHAIN HRCN HURRICANE SHELL MILLING CUTTER

HRCN-500-FMB22-AE32-4T-C 60 22 50 4 AECX32T302 -
HRCN-630-FMB22-AE32-4T-C 60 22 63 4 AECX32T320 -
HRCN-800-FMB27-AE32-5T-C 70 27 80 5 AECX32T330 -

HRCN-500-FMB22-AE32-4T-C-A 60 22 50 4 327340 -

HRCN-630-FMB22-AE32-4T-C-A 60 22 63 4 Gy 39T350 -

HRCN-800-FMB27-AE32-5T-C-A 70 27 80 5 -

« it JRERRA40L L - BERERTE -
« Note : Inserts with an R radius of 4.0 or above must be used with designated tooling.
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CHAIN CLM LONG EDGE CHAMFERING CUTTER
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Inner Chamfering Range
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Function
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Chamfering

i)=:
Chamfering

CLM-5920-110L-AE32 110 12 59 20 23.7 50 AECX32T302 0.7

CLM-5932-110L-AE32 110 12 59 32 237 50 AECX32T302 0.9
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« Note : If bottom machining is required, the tool body will need partial adjustments or modifications.

(7> | AECX32T3 EVJREETIE

e AECX32T3 LONG EDGE MILLING INSERT

N 5 <4 Alloyed Steels [
M| 58 sainies teels 48 Cutting Condition:
/|§9 pll # Castron @ :E/&1]]H| Continuous Cutting
R O SRREEEE Aluminum&Al (I O —MtH General Cutting
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NEW AECX32T330ER-FO1 o oo 119 | 37 | 397 3 70 0OJ- E»;s
Ky / AN
AT [NeW AECX32T340ER-FOL o oo 119 | 37 | 397 | 4 — & I
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AECX32 #hEl tIHlgE#EEIER Milling Cutting Parameter
WNILME T R™ME&E TIHIRE SRS
Machining Materials Grade Vc(m/min) (mm)
24 Alloyed Steels OM5035 120~160 0.06~0.12
K4#$M Stainless Steels OM5035 80~130 0.06~0.10
N , OM5005 500~1800 0.05~0.25
e Aluminum&Al
OM5060 500~1800 0.05~0.25
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* Note : It is recommended to use a median value of D=25mm for the chamfering parameter diameter setting, and then adjust
based on actual conditions.



HRCNANIFER HRCN Applications

=1 EE5 3zl SEE Al
Step Milling Face Milling
BERS 27 Al HH [ 5t Bl

W/ Cavity Milling Contour Milling
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Groove Milling

CLMINIFER CLM Applications
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Machining Material : . Machining Material :
= aE

B Aluminum y Alloy Steel
© Vv =220m/min O v = 160m/min
i S =1430rpm - « S =1040rpm

f =0.2mm/rev SRR B £ —0.12mm/rev
F =570mm/min | k& F = 250mm/min

JIE Y& Flutes = 2T = _ : JIEJ)& Flutes = 2T
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+886-4-26265252
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+886-4-26267941

@ it it Address/
436037828 KERA#EKE2325%
No. 232, Wuquan Rd., Qingshui Dist., Taichung City 436037, Taiwan

& 43 Website /
www.chain-headway.com
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