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(7] SBT/MAS [l B2 1& 55 7] 45
Eﬁg SBT/M/ASCORNEEJREU*N;GIEI\?G?EJN%FMILL mm@m
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| 4525 Feature

- B -Integrated structure.

- [IHEIE N -Improved rigidity.

- TR R FH -Advanced efficiency.

BN ENTERME -Made of anti-vibration tool steel

-After the heat treatment, we will finish the cutter again for better

-EREEE  BTBE BT REEFELRS accuracy

T8
Flutes
SBT30-MAS16AP10-65-2T-C 65 28 16 2 AP..1003 0.60
SBT30-MAS20AP10-65-3T-C 65 28 20 3 AP.1003 0.56
SBT30-MAS25AP10-65-4T-C 65 33 25 4 AP..1003 0.60
SBT30-MAS32AP10-65-5T-C 65 40 32 5 AP.1003 0.70
SBT40-MAS16AP10-90-2T-C 90 35 16 2 AP..1003 1.27
SBT40-MAS20AP10-90-3T-C 90 40 20 3 AP.1003 1.28
SBT40-MAS25AP10-90-4T-C 90 53 25 4 AP..1003 1.34
SBT40-MAS32AP10-90-5T-C 90 55 32 5 AP.1003 1.40
SBT40-MAS40AP10-90-6T-C 90 60 40 6 AP.1003 1.60

| B2 Accessories

R4 ]RF
7R —
— k=
Insert Wrench
AP..1003 M2.5-6.45-3.7-43 T8 1.2
Tt :.;
- -

« RE E {iI Unit of Length (mm)

& RN A099




0
c
-
=
4
()

(701 SBT/MAS Ml B2 5 145
Eﬁ SBT/M/ASCORNEEJREU*N%IEI\?G?NT;:MILL mm@m
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| 425 Feature

- BEEER -Integrated structure.

- [ 0 -Improved rigidity.

- NI =REBFH -Advanced efficiency.
CEEREETEEME -Made of anti-vibration tool steel

. = N - - N -After the heat treatment, we will finish the cutter again for better
- BEEEE  BORE  Be_RERRELES &

accu racy.
Weight

SBT40-MAS25AP16-90-2T-C 90 45 25 2 AP..1604 1.34

SBT40-MAS32AP16-90-3T-C 90 45 32 3 AP..1604 1.44

SBT40-MAS40AP16-90-4T-C 90 45 40 4 AP..1604 1.60

SBT50-MAS25AP16-90-2T-C 90 40 25 2 AP..1604 4.02

SBT50-MAS32AP16-90-3T-C 90 40 32 3 AP.1604 4.06

SBT50-MAS40AP16-90-4T-C 90 40 40 4 AP.1604 412
HSK63A-MAS25AP16-90-2T-C 90 - 25 2 AP.1604 -
HSK63A-MAS32AP16-90-3T-C 90 - 32 3 AP.1604 -
HSK63A-MAS40AP16-125-4T-C 125 - 40 4 AP..1604 -
HSK100A-MAS25AP16-90-2T-C 90 - 25 2 AP..1604 -
HSK100A-MAS32AP16-90-3T-C 90 - 32 3 AP..1604 -
HSK100A-MAS40AP16-125-4T-C 125 - 40 4 AP.1604 -

| B3 Accessories

e wFE HAOE
Insert — b= (Y
Wrench Torque
AP..1604 M4-10-5.7-60 T15 3.0
= :.:
- -

« RE E{iI Unit of Length (mm)
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mqre 2

CHAIN SBT/MAS CORNER ROUNGING END MILLS
HOuIT
B 2 440 Alloyed Steels (@)
m K488 Stainless Steels EIMI4REE Cutting Condition :
IS0 pllj 4 Castiron © @ i )K] Continuous Cutting
pap NN 525224 Aluminum&Al E m|O|m O — #1714 General Cutting
S | 524 % Refractory Alloys m EfELIHI Interrupted Cutting
= | StEE A Hard Material

B

Layer coated micro grain

CHF

BRNEEaE
Micro grain cemented
carbide

I
T

/i

" L% ol o Drawing
a o 8 8 o © a8
© O d o O o
S 3 23 s 22
O O x x O O x
% APEX100304PDFR-FO1 oo 6.68 | 105 | 2.38 | 0.4
% APEX1604PDFR-FO1 oo 9525|164 | 476 | -
—_ % APEX160400PDFR-FO1 oo 9525|164 | 476 | - T%ﬁ
W | 4 APEX160404PDFR-FO1 o0 9525|164 | 476 | 04 |
% APEX160408PDFR-FO1 oo 9525|164 | 476 | 08
e APEX1604PDFR-701 ° 9.525( 16.4 | 4.76
——
'_#., APGT100304PDFR-F04 ° 6.68 | 105 | 2.38 | 0.4 "; %
R P A
APGT160408PDFR-F02 ° 9525|164 | 476 | 08 -
i oy ..
EN A A N
- APHT1003PDFR-FO3 ° 668 | 104|347 | 08 .
Jeex(lg
W e
APKT100304PDER-M04 ° 6.68 | 105 | 2.38 | 0.4 .
I(C
onll @ﬁ
w 35\7 o
APKT1003PDER-MO05 668 | 105|347 -
"
E APKT1604PDER-MO05 9.525| 16.4 | 476 | 0.4 K@)j .
N s
% APKT160408-M01 9.525| 16.6 | 476 | 0.8 -
Py
- ss-\; \M)”
- APKT160408PDER-M02 ) 9525|164 | 476 | 08 o
N [o] 8.
o ] L]

* & Recommended

« RE E {iI Unit of Length (mm)
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(71 SBT/MAS [ B2 & 55 7] 48
&ﬁl SBT/M/AS CORNER ROUN%IEI\?G ENI;FMILLS mm@m

HOUIT
AP_10.16 tIH1&#24B Cutting Parameter
WNIME JR#&E tIHIEE Y& IS
Machining Materials Grade Vc(m/min) fz(mm/rev) Ap(mm)
OM4025 220~300 0.14~0.24 1.0~2.0
{E& 88 Low-Alloy Steels OM4025N 220~300 0.14~0.24 1.0~2.0
RM4130 60~300 0.10~0.25 1.0~2.0
OM4025 100~195 0.12~0.20 1.0~2.0
&40 Alloyed Steels
RM4130 60~300 0.10~0.25 1.0~2.0
OM4025 180~230 0.15~0.35 0.5~1.5
R$E4M Stainless Steels
RM4130 120~160 0.10~0.25 0.5~1.5
OM4025 200~300 0.06~0.30 1.5~3.0
§=48 Cast Iron
RM3130 200~300 0.06~0.30 1.5~3.0
OM5005 400~850 0.05~0.30 1.5~3.0
OM5060 400~850 0.05~0.30 1.5~3.0
tBE 2 Aluminum&Al
RM5005 400~850 0.05~0.30 1.5~3.0
GHO05 300~700 0.04~0.25 1.5~3.0
=848 % Refractory Alloys RM535 100~195 0.12~0.20 1.0~2.0

| @iz =(1000x TIHIEE )+(3.14x JJEIME)

Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).
| RiEEL (mm/min)= B804 x TJETI# x i

Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.

« RE E{iI Unit of Length (mm)

A102 g Fham




AECX32T13

=JIaaEmE R

Long Edge Aluminum Milling Insert

= JJEIRE & J] B %51

Hurricane Type Milling Cutter Series

| BRTESRUHMIER - $)EXEBRS

D OO DD OO D

Bhine® KIFETBEREGHIABRESEII LT -
Specially designed for aluminum alloy and non-ferrous metal cavity milling and
surface milling processing.

OZET AR - Mg LIH ~ & AR OIZ30mm -
Larger cutting depth is used for both roughing and finishing.
Max. cutting depth is 30mm.

37mm

5] R IR B STEARAR ) e BN 1K
The insert is available with five different nose radius.

JJRIRASMATHAERET ~ J)RERMIR
U ERRE

The insert is fully grinded wtih high elevation
cutting angle design.

@It KB BT RERR AT -
Designed for high rigidity and anti-vibration
for high speed machining.

Bt B ET POt KER R ol BEE RS
Wik S LR -

Through coolant design makes chip
removal easily and increases Feed speed.
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CHAIN N HRCN HURRICANE INDEXABLE MILLING CUTTER

HEAOWAY
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Flutes

7R

)

(KGS)

Insert

Weight

HRCN-3232-AE32-135L-2T-C 135 75 32 32 2 AE..32T3 -
HRCN-3332-AE32-135L-2T-C 135 75 33 32 2 AE..32T3 -
HRCN-4032-AE32-135L-2T-C 135 75 40 32 2 AE..32T3

| B2f-3= Accessories

7R

Insert

BE

AE..32T3

M4-8.0-5.0-43

— b=
Wrench

T15

(G-I HRCN RSB 8T]

HRCN HURRICANE SHELL MILLING CUTTER

CHAIN

HEAOWAY

R

==8
Spec. Irzz:"t (KGS)
Weight
HRCN-500-FMB22-AE32-4T-C 60 22 50 4 AE..32T3 -
HRCN-630-FMB22-AE32-4T-C 60 22 63 4 AE..32T3
HRCN-800-FMB27-AE32-5T-C 70 27 80 5 AE..32T3

| B3R Accessories

7R

RE BOE
—{ = (N.m)
— Wrench Torque
AE..32T3 M4-8.0-5.0-43 T15 3

« RE E{iI Unit of Length (mm)

A104 €E&>CHAIN

HEAOWAY




0
C
-
=
z
()

(-] AECX32T3 ETISEaSREA TR

CHAIN AECX32T3 LONG EDGE ALUMINUM MILLING INSERT

HEAOWAY
BN 2 580 Alloyed Steels
m A5 Stainless Steels tIHI#R A& Cutting Condition :

ISO a7 # Cast Iron @ BE4EH Continuous Cutting
VAY)
7 M52 2522 % AluminumsAl m| O O —#E14I General Cutting

5 | 5842 Refractory Alloys m EfE 4 Interrupted Cutting

| S1#EM Hard Material

BNIEE S E
Micro grain cemented carbide

HF Size

R~ (mm)

(S

Drawing

new - AECX32T302ER-FO1
new - AECX32T320ER-FO1

w AECX32T330ER-FO1
AECX32T340ER-FO1

new - AECX32T350ER-FO1

11.9 37 3.97 0.2
11.9 37 3.97 2
11.9 37 3.97 3
4
5

11.9 37 3.97
11.9 37 3.97

(2L K 2K BK J OM5005
( 2K 2K 2K A 3 OM5060

NEW #7dn New Product

AECX32  {IHI&# 8B Cutting Parameter

WAITHE JIRME&E TIHRE Y
Machining Materials Grade Vc(m/min) (mm)
OM5005 500~1800 0.05~0.25

#BAE L Aluminum&Al
OM5060 500~1800 0.05~0.25

« RE E {iI Unit of Length (mm)
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0
c
-
=
4
()

21 Y mar e

HEAOWAY
HKOUIT

T )
T _
IO

| 4525 Feature

-EKEMEMTIEMME - Made of anti-vibration tool steel
- ESETEIE . EATIEIE . B REIBFT AL fER - :cféﬁg?; heat treatment, we will finish the cutter again for better
T TR
Flutes Insert
BT40-STR3.5R16-90L-2T 90 40 16 2 RD..0702 1.29
BT40-STR3.5R16-120L-2T 120 65 16 2 RD..0702 1.30
@ | BT40-STR3.5R20-90L-3T 90 45 20 3 RD..0702 1.32
BT40-STR3.5R20-120L-3T 120 70 20 3 RD..0702 1.33
@ | BT40-STR3.5R25-90L-3T 90 40 25 3 RD..0702 1.36
BT40-STR3.5R25-120L-3T 120 70 25 3 RD..0702 141
BT40-STR3.5R30-120L-4T 120 85 30 4 RD..0702 1.52
@ | BT40-STR5R30-90L-3T 90 55 30 3 RD..1003 1.31
@ | BT40-STR5R35-90L-4T 90 60 35 4 RD..1003 142
BT40-STR5R35-120L-4T 120 85 35 4 RD..1003 1.59

@ [ EZH 42 4% Clamp screw included
| B2 Accessories

wFE JER 1 92 4% [ER R iR S #AE

Wrench Clamp Screw Clamp Wrench Torque
RD..0702 M2.5-6.45-3.7-43 T8 M3.5-8.0-5.0-60 T15 3.0
RD..1003 M3.5-8.0-5.0-60 T15 M4-8.0-5.7-60 T15 3.0

X B iREET) - HBMEUIREBRIEE R B G - sIEUHIBIEE - AELE

The axial depth is related to effective diameter on a round tooth milling cutter. Please be aware when calculating cutting parameter.

gYERTHIAT BRIEHAELR
Feeding per Flutes Effective diameter
/D, /D = N - (r-Ap)?
fz = hm x Tp X A—\g DW —D2+2 X r (r Ap)
where :

Dw = B E Effective diameter (mm)
D, = JJEd 8B Centre-to-centre distance of cutter (mm)

o L e o r = JJ R 34& Radius of Insert (mm)
THB A EEAEAT Ap = % Depth(mm)

— _
Average chip thickness . ' dp
hm = ; _>| 0. <—Dw
[D, [Dw
Ap Ap _

-

« RE E{iI Unit of Length (mm)

A106 €E&>CHAIN
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{01 BT/STR MIgEE 5 T & |
Eﬁg BT/S[I'R CORNER ROU;NgaNG EN:II:D MILL mmm

HEALOWA
HKOUIT
B = <4 Alloyed Steels O|lO| O
|M |32 Stainless Steels HMI4REE Cutting Condition:
ISO |58 CastIron @ E/&EH Continuous Cutting
¥ l@RizaS AuminumsAl O —#&1JIHI General Cutting
S| &R 5 £ Refractory Alloys W BT Interrupted Cutting
N S8 EH Hard Material (@]

WERESE 5% I B MR

Layer coated Layer coated

carbide alloy micro grain
AN HC CHF S
Shape Drawing

RDKWO0702MO

7 - 238 | 35

( . RDKW1003MO 10 - 318 | 5 / E
= 9 E.

( B OMO0125
[ X B OM1115
[ AKX B OM2115

RD 07.10 th¥l1&¢8iE = Cutting Parameter

WA TME JR™E HIRE FHEREE (mm) )] %= Ap
Machining Materials Grade Vc(m/min) Average chip thickness (mm)
OM1115 160~300 0.14~0.40 0.10~0.50
{E&£88 Low-Alloy Steels
OM2115 120~250 0.08~0.25 0.10~0.50
OM1115 160~300 0.14~0.40 0.10~0.50
&< Alloyed Steels OM2115 120~250 0.08~0.25 0.10~0.50
OMO0125 60~220 0.14~0.30 0.10~0.30
OM1115 70~100 0.06~0.10 0.10~0.25
R$# M Stainless Steels
OM2115 70~100 0.06~0.10 0.10~0.25
=1 E M Hard Material OMO0125 60~110 0.14~0.40 0.05~0.20

| EEhEEEE =(1000x TIHIEEE )+ (3.14x JJESME) Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).
| RIE#EAA (mm/min)= )4 x JJETJE x T##EE Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.

EHETDAE (mm) BARED  BAMNE

=AR@YIEIAT Max. inclined cutting #1% Spec. g il Seze M‘i‘fﬁnﬂid Vo s
I L | _Ap &/)\ Min. &KX Max. cutting angle cutting length
' ! L=+ (Mm) STR-3.5R16 16 23 13° 15.16
STR-3.5R20 20 27 1450 1353
Cl STR-3.5R25 25 32 10° 19.85
J _‘ STR-5R25 25 32 10° 19.85
, | s STR-5R30 30 40 14° 20,05
M —’1*" Ap max=Cl/2|STR-5R35 35 45 14° 20,05

« RE E {iI Unit of Length (mm)

e THAIN  A107
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O M =it ~EE
Modular combination

A el

'y

SBT/SOM BRC/MIZAEHEE T CAT/SOM

RAGHEE T TR HS A R AT AT )R
Screwed End C/M Straight Shank Screwed-on End

Mill Holder Tungsten Carbide Mill Holder

Extension Shank
| |
|
r“g"?‘
i
SOMEEF A £ AZ
SOM Screwed-on End
Mill Extension Shank
| | |
I :
I %
i ﬂiz
L : fa
MAS 8 5 0 2R 4R 8% T) STREEF {TIHI I B BRE#EF T3k AL % ) NHF SR T 7] HASSE S =V R AR T EI T B
MAS Screwed-on STR Screwed-on Screwed-on Rounded Corner High Feed Screwed-on Screwed-on High
End Mill Cutter End Mill Cutter End Mill Cutter End mill Cutter

Speed Mill Cutter

x J1RE3L- MK RARE-

Through-hole design for better water coolant and anti-vibration
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(£ SBT/SOM & F = 7148

CHAIN || SBT/SOM SCREW-ON END MILL HOLDER

HEAI

cermrmA

w03

M L2
- 11
L

Sf?):i M Ds D] L L1 L2
SBT40-SOM6-110 Mé 25 9.7 110 80 10
SBT40-SOM8-105 M8 30 15 105 75 10
SBT40-SOM10-100 M10 35 18 100 70 10
SBT40-SOM10-130 M10 35 18 130 100 10
SBT40-SOM12-95 M12 40 21 95 65 10
SBT40-SOM12-130 M12 40 21 130 100 10
SBT40-SOM16-90 M16 48 28 90 60 10
SBT40-SOM16-140 M16 48 28 140 110 10
SBT50-SOM12-150 M12 41 21 150 105 30
SBT50-SOM12-200 M12 42.5 21 200 155 30
SBT50-SOM16-150 M16 49 28 150 105 30
SBT50-SOM16-200 M16 50 28 200 155 35

| 2661 Example

« RE E {iI Unit of Length (mm)

(e THAIN A109
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(G- &4 C/M 12 47 88 B =4 55 30 i £ 42

CHAIN B C/M STRAIGHT TUNGSTEN CARBIDE EXTENSION SHANK

HEAOWAY
cemma
T
o] [——
. L
| 4% Feature
- BB AREKRNE -Through-hole design for better water coolant and anti-vibration.

C10-M5-150-C 150 10 M5X0.8P 0.16
C12-M6-100-C 100 12 Mé6x1.0P 0.16
C12-M6-150-C 150 12 Méx1.0P 0.24
C16-M8-100-C 100 16 M8x1.25P 0.26
C16-M8-150-C 150 16 M8x1.25P 0.57
C16-M8-200-C 200 16 M8x1.25P 0.54
C20-M10-150-C 150 20 M10x1.5P 0.60
C20-M10-200-C 200 20 M10x1.5P 0.85
C25-M12-200-C 200 25 M12x1.75P 1.30
C25-M12-250-C 250 25 M12x1.75P 1.60

) soM s F = iE RS

CHAINE SOM SCREW-ON END MILL EXTENSION SHANK

HEAOWAY

| 4525 Feature

- ?%ii%%ﬂﬁ@ﬁ*&ﬁ% - Through-hole design for better water coolant and anti-vibration.
- RRAMENME - Made of anti-vibration material.
- IEAEE—RT 4H - Thread accuracy grade 1, 4H.
< EL
SfETn L h D d T (KGS)
pec. Weight
SOM6-25 42 25 13 6.5 Mé6x1.0P 0.03
SOM8-32 50 32 15 8.5 M8x1.25P 0.06
SOM10-40 59 40 19 10.5 M10x1.5P 0.09
SOM12-50 73 50 21 125 M12x1.75P 0.13
SOM16-60 85 60 25 17 M16x2.0P 0.23

« RE E{iI Unit of Length (mm)

A110 &> CHAIN

HEAOWAY
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HEAOWAY
HKOUIT
M d
)4
| 452 Feature
- RANEEIERME - Made of anti-vibration tool steel.
CEEETEIES . EITISIE . Bt T REIBFELES - g::f};ﬁ:atg? heat treatment, we will finish the cutter again for better
& % TR
Flutes Insert
STR-2.5R12M6-2T 17 22 12 6.5 10 6 8 2 RD..0501 0.03
STR-3.5R16M8-2T 18 23 16 8.5 135 8 12 2 RD..0702 0.05
STR-3.5R20M10-3T 19 30 20 105 18 10 14 3 RD..0702 0.08
@ | STR-3.5R25M12-3T 23 35 25 125 21 12 17 3 RD..0702 0.12
@®| STR-5R25M12-2T 23 35 25 1255 21 12 17 2 RD..1003 0.11
@®| STR-5R30M16-3T 25 42 30 17 26 16 21 3 RD..1003 0.19
@ | STR-5R35M16-4T 25 42 35 17 29 16 21 4 RD..1003 0.23

O [fi #1244 Clamp screw included
| B2 Accessories

TR wEFE #AE JER AR 92 4% EEES HmAE
Insert — (N.m) am® — k (N.m)
Wrench Torque Clamp Screw Clamp Wrench Torque
RD..0501 M2-3.8-2.68-43 Té6 0.6 M2-3.8-2.68-43 T6 0.6
RD..0702 M2.5-6.45-3.7-43 T8 1.2 M3.5-8.0-5.0-60 T15 3.0
RD..1003 M3.5-8.0-5.0-60 T15 3.0 M4-8.0-5.7-60 T15 3.0
FYEHATEIAR FHBREEFEAT BRIJEHAEAR
Formula of feeding per flutes Formula of average chip thickness Formula of effective diameter

2 = b w2 [P hm= ——2 Dy =Dw+2 XA/ P (r-Ap)’
“ TN Ap TN Ap [D ) [Dw
Ap Ap Dw = B HE & Effective diameter (mm)

D, = JJEd4\ B Centre-to-centre distance of cutter (mm)
r = JJR ¥4 Radius of Insert (mm)
Ap = tIIiX Depth (mm)

$H[E H4B Locking torque

BRAL ENE b RFEFOE (mm)
Screw thread Locking N.m Spanner Size
Mé 6Nm sws
M8 23Nm SW12
M10 46Nm SW14
M12 80Nm SW17
M16 90Nm SW21
M20 200Nm SW30
M20 200Nm SW36 -

-

« RE E {iI Unit of Length (mm)
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:ﬁ ?TIECE?W%EEN}%?A{EI\TECUTTER mmn

HEAOWAY
HKOUIT
B & <4 Alloyed Steels O|O0| O
M| 74848 Stainless Steels IR EE Cutting Condition
ISO gy 55 Cast Iron @ :E41])H| Continuous Cutting
ax NN 8 K faEE Aluminum&Al O —#&EDHI General Cutting
3| SR E® Refractory Alloys W Ef#&IH Interrupted Cutting
| STEEM Hard Material O

EETRESE 5% B BT

Carbide alloy Layer coated micro grain

Tk HC CHF
Shape

i

Drawing

OM1115

RDKWO0501MO
. RDKW0702MO

‘s | RDKW1003MO °

151 | 25

[ BN B OMO0125

[ AN BN B OM2115

7 - 1238 35 N
10 - 1318 5 %E\*S'

RANEYIHIAI Max. inclined cutting

925 FJAE (mm)  SARELD]

| L | Tap Drill Size. ~ MIBE ¢° ®ANME
Max. EIRE
Ap #itE Spec. 2/ Min. B4 M inclined  Max. inclined
ana (Mmm) SATMIN. BAMEX qtting length
angle
STR-2.5R12 12 19 21.5° 8.89
Cl STR-3.5R16 16 23 13° 15.16
STR-3.5R20 20 27 14.5° 13.53
—{A—p STR-3.5R25 25 32 10° 19.85
f Ap max=Cl/2 | gTR-5R25 25 32 10° 19.85
STR-5R30 30 40 14° 20.05
STR-5R35 35 45 14° 20.05

RD 05.07.10 4% #4 8% Cutting Parameter

WhAITHE JIR#E HIRE FHEREE (mm) ) & Ap
Machining Materials Grade Vc(m/min) Average chip thickness (mm)
OM1115 160~300 0.14~0.04 0.10~0.50
E& € Low-Alloy Steels
OM2115 120~250 0.08~0.25 0.10~0.50
OM1115 160~300 0.14~0.04 0.10~0.50
& Alloyed Steels OM2115 120~250 0.08~0.25 0.10~0.50
OMO0125 60~220 0.14~0.30 0.10~0.30
OoM1115 70~100 0.06~0.10 0.10~0.25
R$# M Stainless Steels
OM2115 70~100 0.06~0.10 0.10~0.25
S1HE~E 4 Hard Material OMO0125 60~110 0.14~0.40 0.05~0.20

| EEHEEZE =(1000x PHIZRE )+(3.14x JJEIME) Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).
| RIZ#EA (mm/min)= BY)#E4 x JJETE x F##EE Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.

« RE E{iI Unit of Length (mm)

A112 &> CHAIN
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| 4% Feature
- ERAMEMTESRME -Made of anti-vibration tool steel.
CEERTEIEE . EITISIE . Mt T REIEFIEA R -After the heat treatment, we will finish the cutter again for better

accuracy.

BR-4R08M6 34 20 8 85 4 Mé6/10 8 BRO8 0.04
BR-5R10Mé6 36 21 10 85 5 Mé6/10 8 BR10 0.05
BR-6R12M6 40 25 12 85 6 M6/ 10 8 BR12 0.05
BR-8R16M8 43 26 16 85 8 M8/23 12 BR16 0.06
BR-10R20M10 51 32 20 10.5 10 M10/46 14 BR20 0.09
BR-12.5R25M12 62 40 25 12.5 12.5 M12/80 17 BR25 0.06
BR-15R30M16 62 40 30 17 15 M16/90 21 BR30 0.26
BR-16R32M16 65 43 32 17 16 M16/90 21 BR32 0.29

| B3 Accessories

T)ii_

A b

Wrench
BRO8 BR4 T8 12
BR10 BR5 T15 3.0
BR12 BR6 T20 5.0
BR16 BR8 T20 5.0
BR20 BR10 T20 5.0
BR25 BR12.5 T30 10.0
BR30 BR15 T30 10.0
BR32 BR16 T30 10.0

ToaT

-

« RE E {iI Unit of Length (mm)
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M = 44 Alloyed Steels OO
m 4888 Stainless Steels IHI#REE Cutting Condition :
ISO 9 £554] Cast Iron o @ ;34514 Continuous Cutting
2% N ERESS AluminumsAl o O —#& 14 General Cutting
5| 5 R &£ Refractory Alloys | ET4ELH| Interrupted Cutting
N S8 E 4 Hard Material @]

8 B HB KT BHNIEES S

Micro grain cemented
carbide

CHF HF B
Drawing

Layer coated micro grain

o un N
— o
o O S
S < n
> = >
o O @)
BRO8S [ BN ] [ J 8 3 2
BR10S [ BN ] [ J 10 4 25
BR12S ( BN ] [ J 12 5 25
BR16S [ BN ] o 16 5 3
BR20S ( BN ] [} 20 5 3 @ g
BR25S [ BN ] [ J 25 6 4 [y g R
BR30S [ BN J [ ] 30 8 5
BR32S ( BN ] [ J 32 8 5

BR_08.10.12.16.20.25.30.32  t7#&#E1#E Cutting Parameter

WINLIME JR#ME&E YR E BY)#ELS
Machining Materials Grade Vc(m/min) fz(mm/rev)
OM4010 180~200 0.08~0.20
{E& 0 Low-Alloy Steels
OM4025 180~220 0.08~0.19
OM4010 100~140 0.08~0.12
A %£40 Alloyed Steels
OM4025 100~120 0.06~0.12
OM4010 160~200 0.08~0.12
R§E8M Stainless Steels
OM4025 155~190 0.08~0.12
#5348 Cast Iron OM4025 110~143 0.09~0.11
A& Aluminum&Al OM5005 300~500 0.05~0.30

| = aEhEEE =(1000x PIHI3ERE )+ (3.14x JJESME) Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).
| RIEEL (mm/min)= BY)E#A x JJETE x T#EE Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.

« RE E{iI Unit of Length (mm)
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| 4525 Feature

- REAETTIERME

- BEETRIEE - BITIRE B _REEMELREE

HOJIT
¢ T
Dd: d
= =

- Made of anti-vibration tool steel.
- After heat treatment, we will finish the cutter again for better

accuracy.
Weight
HR-4R2020-150L 150 20 20 12 4R 2 RP.0803 0.37
HR-5R2525-150L 150 25 25 15 5R 2 RP..10T3 0.56
HR-5R2525-200L 200 25 25 15 5R 2 RP.10T3 0.76
HR-5R3025-150L 150 30 25 20 5R 2 RP.10T3 0.59
HR-5R3025-200L 200 30 25 20 5R 2 RP.10T3 0.78
HR-5R3532-150L 150 35 32 25 5R 3 RP.10T3 0.92
HR-5R3532-200L 200 35 32 25 5R 3 RP.10T3 1.26
HR-5R3532-300L 300 35 32 25 5R 3 RP.10T3 1.89
HR-6R3225-200L 200 32 25 20 6R 2 RP.1204 0.78
HR-6R3232-200L 200 32 32 20 6R 2 RP.1204 1.21
HR-6 R4032-180L 180 40 32 28 6R 3 RP..1204 1.16
HR-6R4032-230L 230 40 32 28 6R 3 RP..1204 1.48

| B2 Accessories

wRF HAOE [ER AR 92 4%
— L (N.m)
Wrench Torque Clamp Screw
RP.0803 M3-8.0-4.4-60 T9 14 - - T9 14
RP.10T3 M4-10-5.0-43 T15 3.0 M3.5-8.0-5.5-60 GR-4R.5R T15 3.0
RP.1204 M4-10-5.0-43 T15 3.0 M5-11-7.5-60 RR-6R.8R T20 5.0

« RE E {iI Unit of Length (mm)
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| 4525 Feature
-EKBEMEMTEMME -Made of anti-vibration tool steel.
- mEpesEIEE | B TISE . e T REBFELREY -After the heat treatment, we will finish the cutter again for better
) - - = accuracy.
L yi)s S
Flutes Insert (KGS)
Weight
HR-5R50-FMB22-4T 50 50 40 18 40 22 4 RP.10T3 0.41
HR-6R50-FMB22-3T 50 50 38 18 40 22 3 RP.1204 0.44
HR-6R50-FMB22-4T 50 50 38 18 40 22 4 RP.1204 041
HR-6R63-FMB22-4T 55 63 51 18 50 22 4 RP.1204 0.66
HR-6R63-FMB22-5T 55 63 51 18 50 22 5 RP.1204 0.67
HR-6R63-5T 55 63 51 19 50 254 5 RP.1204 0.63
HR-6R80-FMB27-6T 55 80 68 19 60 27 6 RP.1204 1.22

| B2 #% Accessories

TR wRFE HAOE B 42 4%
Insert . (N.m)
Wrench Torque Clamp Screw
RP.10T3 M4-10-5.0-43 T15 3.0 M3.5-8.0-5.5-60 HR-4R.5R T15 3.0
RP.1204 M4-10-5.0-43 T15 3.0 M5-11-7.5-60 HR-6R.8R T20 5.0
SIPEATYI AT FHEREEFEAT BRIEAERT

Feeding per Flutes Average chip thickness Effective diameter

£ = hm x ] x /B hm= —— 2 Dw =Do+2 X A r*-(r-Ap)’

“ T IMXN Ap TN Ap [D ) [Dw
Ap N Ap Dw = BB Effective diameter (mm)

D, = JJEd B Centre-to-centre distance of cutter (mm)

r = JJ R ¥#£& Radius of Insert (mm)
Ap = tJiE Depth(mm)

« RE E{iI Unit of Length (mm)
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B = 4§l Alloyed Steels olo|o
m REBEHM stainless Steels IHI#KBE Cutting Condition
ISO [ Q| §5 8] Castlron O|O @ E/&tTH Continuous Cutting
x| NN 68 5 88 5 & AluminumsAl u O —#&tJH General Cutting
S S8 5 5 Refractory Alloys m 43 Interrupted Cutting
H E‘—J_T]%JE7ML Hard Material @)
% fEZ B U BESS BiEESE
Layer coated s Micro grain R~ (mm)
4 X Carbide alloy .
micro grain cemented carbide .
CHF HW HF Size (Ei7
S E D Drawing
o o S
s = s}
> = >
o O (@)
RPET1204MOE-MO01 [ BN J (] 12 - 476 6 T
B,
‘-d_.‘ s
RPMT10T3MON [ ] 10 - 3.97 5 T
RPMT1204MON [ ] 12 - 476 6 “
| S | E )
RANEYIHIAI Max. inclined cutting
I L | Ap
| | = — T
L na (mm)
Cl
| <—/ !
a Ap
w T Apmax=Cl2
/= /m
. R BAGETHEE o BARIEE T RS
#5#& Spec. Tap Drill Size. Max. radial cutting angle ~ Max. inclined cutting length
&=/)\ Min. =A Max. ) gang ! g'eng
HR-4R20 14 20 5.4° 31.74
HR-5R25 17 25 7.85° 39.01
HR-5R30 22 32 7.55° 37.72
HR-5R35 25 35 7.23° 39.16
HR-6R40 40 52 4.15° 82.69
HR-5R50 50 62 4.4° 77.98
HR-6R63 63 75 3.5° 98.10

tIHEH 2B 3 Cutting Parameter

7] R #&48 Inserts
WINIME RP_10

stoE THBREE SHoE

RP_12

Machining Material

THBAEE

Vc(m/min)

hm(mm)

Vc(m/min)

hm(mm)

= {E& &1 Low-Alloy Steels 180~300 0.10~0.28 180~300 0.12~0.30
B4 Alloyed Steels 70~195 0.08~0.24 70~195 0.08~0.25

m A### Stainless Steels 55~100 0.08~0.14 55~100 0.08~0.14
¢ i=83 Cast Iron 140~350 0.08~0.24 140~350 0.08~0.25
W\l 825 % Aluminum&Al 275~1000 0.04~0.12 275~1000 0.04~0.16

| E8hagi® =(1000x tHIERE )+(3.14x JJEIME)
Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).
| RIBES (mm/min)= %4 x TNETH x THEE
Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.
« REE I Unit of Length (mm)
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| 4525 Feature
- RERETTERNE - Made of anti-vibration tool steel.
CEERTEIES . ETISIE . Mt T REBFELES - The tool is pre-hardened from the heat treatment prior to finish

cutting for better accuracy consistency

Weight

STR-2.5R1212-108L- 2T 108 12 7 12 2.5R 2 RD..0501 0.10
STR-3.5R1616-150L-2T 150 16 9 16 3.5R 2 RD..0702 0.26
STR-3.5R2020-170L-2T 170 20 13 20 3.5R 2 RD..0702 0.44
STR-3.5R2525-150L-3T 150 25 18 25 3.5R 3 RD..0702 0.57
@| STR-5R2525-150L-2T 150 25 15 25 5R 2 RD..1003 0.56
@| STR-5R2525-200L-2T 200 25 15 25 5R 2 RD..1003 0.76
@®| STR-5R3025-150L-3T 150 30 20 25 5R 3 RD..1003 0.58
@| STR-5R3025-200L-3T 200 30 20 25 5R 3 RD..1003 0.78

O [fi #1244 Clamp screw included
| B2 3= Accessories

- e BHE EiRI2 4 BiRFE  BHE
Insert mp — (N.m) (] — bk (N.m)
Wrench Torque Clamp Screw Wrench Torque

STR-2.5R1212-108L-2T RD.0501 M2-3.8-2.68-43 T6 0.6 - - -
STR-3.5R1616-150L-2T RD.0702 | M2.5-6.45-3.7-43 T8 1.2 - - -
STR-3.5R2020-170L-2T RD.0702 | M2.5-6.45-3.7-43 T8 1.2 M3.5-8.0-5.0-60 T15 30
STR-3.5R2525-150L-3T RD.0702 | M2.5-6.45-3.7-43 T8 1.2 M3.5-8.0-5.0-60 T15 30
STR-5R2525-150L-2T RD..1003 M3.5-8.0-5.0-60 T15 30 M4-5.0-5.7-60 T15 30
STR-5R2525-200L-2T RD..1003 M3.5-8.0-5.0-60 T15 30 M4-5.0-5.7-60 T15 30
STR-5R3025-150L-3T RD..1003 M3.5-8.0-5.0-60 T15 30 M4-5.0-5.7-60 T15 30
STR-5R3025-200L-3T RD..1003 M3.5-8.0-5.0-60 T15 30 M4-5.0-5.7-60 T15 30
EIEATEIAT FHBREEFAEAR BYEFHERR

Formula of feeding per Flutes Formula of average chip thickness ~ Formula of effective diameter

cor D By hm= " Dy =D2xn/r(r-AP)’

“TMEN Ap TN Ap [D , [Dw
Ap Ap Dw = B EX Effective diameter (mm)

D, = JJE% BB Centre-to-centre distance of cutter (mm)

r = JJR ¥4 Radius of Insert (mm)
Ap = tIIiE Depth (mm)

Taat

-

« RE E{iI Unit of Length (mm)

A118 {E&>CHAIN

HEAOWAY




0
C
-
=
z
()

(Z>] CSTR {4 88 48 E 57 8% 7) ravel [

CHAIN I HR ROUND INSERT CARBIDE MILLING CUTTER

HEAOWAY

HKOUIT

T
D%\K g
1 (e 4

=

L
| 4525 Feature
- CSTR 5L sEHAEp i RAItE - 10 2.5R SHERERE - The revolutionary CSTR series are a combination of tungsten
BIE £ EMEERANESHESR carbide shank and 2.5R super hard insert which are featured low
- R R RIE S L B TR costand high efficiency. . , .
CEH RS - B - Small size is available for rough milling of small-medium mold cavity.

- High resistance relief and excellent stability.
- Compatible with various inserts. User friendly.

-JJRBANE - EREBEELR

T
Flutes

CSTR-2.5R1010-85L-2T 85 40 10 10 2 RD..0501 -

CSTR-2.5R1110-110L-2T 110 - 11 10 2 RD..0501 0.14
CSTR-2.5R1212-95L-2T 95 50 12 12 2 RD..0501 0.16
CSTR-2.5R1212-95L-3T 95 50 12 12 3 RD..0501 0.16
CSTR-2.5R1312-125L-2T 125 - 13 12 2 RD..0501 0.20
CSTR-2.5R1312-125L-3T 125 - 13 12 3 RD..0501 0.20
CSTR-3.5R1716-150L-2T 150 - 17 16 2 RD..0702 0.25
CSTR-3.5R1716-200L-2T 200 - 17 16 2 RD..0702 0.60
CSTR-3.5R2120-150L-3T 150 - 21 20 3 RD..0702 0.64
CSTR-3.5R2120-200L-3T 200 - 21 20 3 RD..0702 0.89
CSTR-3.5R2625-150L-4T 150 - 26 25 4 RD..0702 1.70
CSTR-3.5R2625-250L-4T 250 - 26 25 4 RD..0702 1.70
CSTR-5R2120-200L-2T 200 - 21 20 2 RD..1003 0.89
CSTR-5R2625-250L-3T 250 - 26 25 3 RD..1003 1.70

| B2 Accessories

ks #mAE
(N.m)
Insert
Torque
RD..0501 M2-3.8-2.68-43 Té6 0.6
RD..0702 M2.5-6.45-3.7-43 T8 1.2
RD..1003 M3.5-8.0-5.0-60 T15 3.0

Taat

-

« RE E {iI Unit of Length (mm)
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| 4525 Feature
- RBEAETTIERME - Made of anti-vibration tool steel.
- mEpetEIELE | EITISE . B T REBFELREY - After the heat treatment, we will finish the cutter again for better

accuracy.

T
Flutes

STR-5R50-FMB22-5T 50 50 40 18 40 22 5 RD..1003 0.45

| B3 Accessories

RF HAE [ER A 92 44 BRIk HAE
—{ (N.m) @® (N.m)
Wrench Torque Clamp Screw Torque
RD..1003 M3.5-8.0-5.0-60 T15 3.0 M4-8.0-5.7-60 T15 3.0
SIEATEIAT FHBREEFEAT BROJEEERT
Formula of feeding per Flutes Formula of average chip thickness Formula of effective diameter

Dw =D2+2 X A/ r*-(r-Ap)°

Dw = B EK Effective diameter (mm)

D, = JJEd B Centre-to-centre distance of cutter (mm)
r = JJ K=& Radius of Insert (mm)

Ap = tIJ& Depth(mm)

Tt

-

« RE E{iI Unit of Length (mm)
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m KRR stainless Steels tIHIAREE Cutting Condition::
ISO &5 Castiron @ B/ Continuous Cutting
nE Ol 555 50 5 5 Aluminuméal O —f&tJHIl General Cutting
Sl /5 5 2 Refractory Alloys m &) Interrupted Cutting
H ,EJEEE*Z Hard Material O

frg.}zﬁ FF—/\
Carbide aIon

e B

ol e Drawing
N ~ ~
- ~ -
o ~— N
S R
5060
RDKW0501MO ° ° 5 | - [151] 25
@ | RDKWO702MO olo|o 7 | - |238]35 E
s | RDKW1003MO oo 0| - s8] 5 |\ B

RD_05.07.10 yi#20i 3 Cutting Parameter

WANTHE JIRME&E TIHIERE FHE R EE (mm) & Ap
Machining Materials Grade Vc(m/min) Average chip thickness (mm)
OoM1115 160~300 0.14~0.04 0.10~0.50
{&& £ Low-Alloy Steels
OM2115 120~250 0.08~0.25 0.10~0.50
OM1115 160~300 0.14~0.04 0.10~0.50
&% Alloyed Steels OM2115 120~250 0.08~0.25 0.10~0.50
OMO0125 60~220 0.14~0.30 0.10~0.30
OM1115 70~100 0.06~0.10 0.10~0.25
R$#E M Stainless Steels
OM2115 70~100 0.06~0.10 0.10~0.25
SEE M Hard Material OMO0125 60~110 0.14~0.40 0.05~0.20

| EshemE =(1000x tHIEERE )+ (3.14x TJEIME )

Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).
| REEL (mm/min)= B4 x TJETE x TEiEmE

Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.

« RE E {iI Unit of Length (mm)
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| 4525 Feature
-REMEMIERME - Made of anti-vibration tool steel.
- EEpEIETEGE | EITISE . e T REBFELEY - After the heat treatment, we will finish the cutter again for better
) ~ - - accuracy.

J# 7R
Flutes Insert
C25-FR25-150L 150 25 15 25 5R 2 RP.1003 0.55
C25-FR25-180L 180 25 15 25 5R 2 RP.1003 0.67
C25-FR25-250L 250 25 15 25 5R 2 RP.1003 0.95
C25-FR30-150L 150 30 20 25 5R 2 RP.1003 0.59
C25-FR30-200L 200 30 20 25 5R 2 RP.1003 0.79
C25-FR30-250L 250 30 20 25 5R 2 RP.1003 0.98
C25-FR30-300L 300 30 20 25 5R 2 RP.1003 1.20
C32-FR32-200L 200 32 22 32 5R 3 RP.1003 1.18
C32-FR35-120L 120 35 25 32 5R 3 RP.1003 0.72
C32-FR35-150L 150 35 25 32 5R 3 RP.1003 0.91
C32-FR35-200L 200 35 25 32 5R 3 RP.1003 1.25
C32-FR35-250L 250 35 25 32 5R 3 RP.1003 1.55
C32-FR35-300L 300 35 25 32 5R 3 RP.1003 1.88
C32-FR35-350L 350 35 25 32 5R 3 RP.1003 2.18

| B2 f3= Accessories

TR RFE [ER AR 92 4 Bt iR 3= HAE

Insert — (@] — I (N.m)

Wrench Clamp Screw Wrench Torque

RP..1003 M4-10-5.7-60 T15 3.0 M5-0.8P T15 3.0

« RE E{iI Unit of Length (mm)
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m R4 stainless Steels MR EE Cutting Condition :
ISO Oy %= 8 CastIron @ 3E&EHI Continuous Cutting
2 2 RIEE S Auminumsal O — #5174l General Cutting
S B R B % Refractory Alloys m A& H) Interrupted Cutting
H EE@TE?F Hard Material
SIS ST . Micro grain cemented
Layer coated micro grain .
carbide
SN CHF HF .
Shape o Drawing
%)
—
<
>
24
N RPMW1003MON [ ] 10 - 3.18 5 .
e E 1"
‘._.d ‘ s
RP 10 thHl&#21# 5% Cutting Parameter
WM E BE JRME TIHIRE BYER
Machining Materials HB Grade Vc(m/min) fz(mm/rev)
N HRC30 UI'F
&< Alloyed Steels Below HRC30 RM4130 100~170 0.12~0.40
. HB270 1T
M| “R§#§f Stainless Steels Below HB270 RM4130 70~150 0.12~0.40

| = @msE =(1000x FIHIEEE )+(3.14x JIEIME)

Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).
| RiEEL (mm/min)= 874 x TJET# x TaiEs

Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.

« RE E {iI Unit of Length (mm)
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| 4525 Feature

-REANEMTERME - Made of anti-vibration tool steel.

- EEpESEIEG . B TEE . B T REBFELRES -Q:fctl?:atch; heat treatment, we will finish the cutter again for better

JE 7R
Flutes Insert

GR-4R1212-130L 130 12 8 12 4R 1 RD..0802 0.15
GR-4R1616-150L 150 16 8 16 4R 1 RD..0802 0.25
GR-4R1616-200L 200 16 8 16 4R 1 RD..0802 0.34
GR-4R2019-150L 150 20 12 19 4R 2 RD..0802 0.35
GR-4R2019-200L 200 20 12 19 4R 2 RD..0802 0.46
GR-4R2020-150L 150 20 12 20 4R 2 RD..0802 0.37
GR-4R2020-200L 200 20 12 20 4R 2 RD..0802 0.51
GR-5R2525-150L 150 25 15 25 5R 2 RD..10T3 0.55
GR-5R2525-200L 200 25 15 25 5R 2 RD..10T3 0.74
GR-5R2525-250L 250 25 15 25 5R 2 RD..10T3 0.93
GR-5R3025-150L 150 30 20 25 5R 2 RD..10T3 0.55
GR-5R3025-200L 200 30 20 25 5R 2 RD..10T3 0.78
GR-5R3532-150L 150 35 25 32 5R 3 RD..10T3 0.92
GR-5R3532-200L 200 35 25 32 5R 3 RD..10T3 1.25
GR-5R3532-250L 250 35 25 32 5R 3 RD..10T3 1.57
GR-5R3532-300L 300 35 25 32 5R 3 RD..10T3 1.87
GR-5R3532-350L 350 35 25 32 5R 3 RD..10T3 224
GR-5R4032-180L 180 40 30 32 5R 3 RD..10T3 1.15
GR-5R4032-230L 230 40 30 32 5R 3 RD..10T3 147
GR-8R5032-200L 200 50 34 32 8R 3 RD..1604 131

| B2 2 Accessories

TR wEFE #AE R 92 44 [EE R iR
Insert m@ —1 b (N Mi@ —i b
Wrench Torque Clamp Screw Wrench
RD..0802 M3-6.0-3.7-43 T10 20 M3.5-8.0-5.5-60 GR-4R.5R T15 3.0
RD..10T3 M4-10-5.0-43 T15 3.0 M3.5-8.0-5.5-60 GR-4R.5R T15 3.0
RD..1604 M5-11-7.5-60 T20 5.0 M5-11-7.5-60 GR-6R.8R T20 5.0

« RE E{iI Unit of Length (mm)
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| 4525 Feature

-RKEANETIERME - Made of anti-vibration tool steel
- ESTETEIE . EITIEIE . B T REIBFT AL fER - After the heat treatment, we will finish the cutter again for better
) ~ - = accuracy.

GR-5R50-FMB22 50 50 40 18 40 22 4 RD..10T3 0.42
GR-6R50-FMB22 50 50 38 18 40 22 4 RD..1204 0.29
GR-6R63-FMB22 50 63 51 18 50 22 4 RD..1204 0.54
GR-8R63-FMB22 50 63 47 18 50 22 4 RD..1604 0.62
GR-8R66 50 66 50 19 50 254 4 RD..1604 0.61
GR-8R66-FMB22 50 66 50 18 50 22 4 RD..1604 0.65
GR-8R80 55 80 64 19 62 254 5 RD..1604 1.07
GR-8R80-FMB27 55 80 64 19 62 27 5 RD..1604 1.06
GR-8R100 55 100 84 42 70 3175 6 RD..1604 1.63
GR-8R100-FMB32 55 100 84 42 70 32 6 RD..1604 1.62

| B2 Accessories

Tk wRF BAE R 42 44 [ER AR R = BAE
Insert 1 (N.m) m® — = (N.m)
Wrench Torque Clamp Screw Wrench Torque
RD..10T3 M4-10-5.0-43 T15 30 M3.5-8.0-5.5-60 GR-4R.5R T15 3.0
RD..1204 M4-9.5-5.5-55 T15 3.0 M5-11-7.5-60 GR-6R.8R T20 5.0
RD..1604 M5-11-7.5-60 T20 5.0 M5-11-7.5-60 GR-6R.8R T20 5.0

« RE E {iI Unit of Length (mm)
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CHAIN B GR ROUND INSERT END MILLING CUTTER

HEAIOWAY
HKoOoJuIT
N 5 4§ Alloyed Steels 0]
m AR stainless Steels IHIAREE Cutting Condition:
ISO (@l $=2 48] Castlron @ &/t Continuous Cutting
48 PR RIBEE S Auminumsal == O —#&04 General Cutting
S 53554 Refractory Alloys W i4& T4 Interrupted Cutting
H EEEE*Z[ Hard Material
T3 /W Al R AN
EEBH A o
. . Micro grain cemeﬁ@d
Layer coated micro grain X
carbide
CHF i
o n o Drawing
™ o O
< S o
<t n n
S > =
o O O
. RDET1604MOF-FO1 [ BN J 16 - 476 )
RDGT1604MO-FO1 [ ] 16 - 476 8 @
e B.
RDMTO0802MOTN o 8 - 2.38 4
‘ RDMT10T3MOTN o 10 - 3.97 5 )
@> RDMT1204MOTN ° 12| - 476 6 Eﬁ
RDMT1604MOTN ) 16 - 476 8 e
JIE4ME ( Cutter outer diameter)
W& JR™ME @12mm(4R) @16mm(4R) @20mm(4R) @25mm(5R) @32mm(5R)
ey L Ei=El Grade [ pipmms| mimeiar | soimms | mmemr | Tomms | fmes r | SHmEs | REEGF | Tumas | mmesr
(rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
&5 %M Low-Alloy Steels | RM4130 | 5255 525 3,940 1,180 4,380 3,500 3,500 2,794 2,739 3,290
&£ Alloyed Steel RM4130 | 3795 478 2,847 854 2,629 1,056 2,100 836 1,640 979
R§#3M Stainless Steels RM4130 | 5,254 524 3,941 1,181 3,489 1,749 2,805 1,408 2,189 1,639
#2484 Cast Iron RM4130 | 3795 379 2,846 853 3,146 2,519 2,519 2,013 1,969 2,365
JJE4ME ( Cutter outer diameter)
WINTHME JR#&E @40mm(5R) @50mm(5R) @63mm(6R) @66mm(8R) @80mm(8R)
Rechinsiatenals Grade | s | mimeir | zsimms | mmesr | mmns | mEesr | Tamns | A | sumss | mEesr
(rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
€& 2 Low-Alloy Steels | RM4130 2,189 1,970 1,750 2,098 1,386 1,663 1,326 1,591 1,100 1,320
&% Alloyed Steel RM4130 | 1,310 785 1,056 844 836 668 796 636 660 528
A$#$M Stainless Steels RM4130 1,750 1,050 1,397 1,117 1,111 888 1,061 849 792 633
#2484 Cast Iron RM4130 | 1,573 1,415 1,265 1,518 1,000 1,201 955 1,147 792 950
me® RM5005 - - - - - - 1500 600 1200 600

| FahaEE =(1000x tIHIEE )+ (3.14x JIEIME)

Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).
| FRiEESS (mm/min)= ET)#4 x JJETE x FiniEm

Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.

« RE E{iI Unit of Length (mm)
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Fig.1 DE(:_ : e
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Fig.2 - _
DIDiE—; | I ki
—] k
L
NEEY Extended Type
| 4% Feature
-REANEMTERME - Made of anti-vibration tool steel.
JEESTEIES . EATISIE . Mt T REIEFIEA R - After the heat treatment, we will finish the cutter again for better
accuracy.
=
Fig. (KGS)
Weight
C10-BR4-140L 140 30 110 8 7 10 R4 BROS8 2 0.10
C10-BR5-130L 130 30 100 10 9 10 R5 BR10 1 0.10
C12-BR5-150L 150 35 115 10 9 12 R5 BR10 2 0.15
C12-BR6-130L 130 32 98 12 10 12 R6 BR12/LC.. 1 0.14
C16-BR6-160L 160 58 128 12 10 16 R6 BR12/LC.. 2 0.25
C16-BR8-150L 150 36 114 16 14 16 R8 BR16 2 0.25
C20-BR8-200L 200 65 135 16 14 20 R8 BR16 2 0.48
C20-BR10-160L 160 45 115 20 18 20 R10 BR20 2 0.39
C25-BR10-250L 250 76 174 20 18 25 R10 BR20 2 0.91
C25-BR12.5-180L 180 45 135 25 23 25 R12.5 BR25 2 0.67
C32-BR12.5-250L 250 98 152 25 23 32 R12.5 BR25 2 1.46
C32-BR16-200L 200 45 155 32 30 32 R16 BR32 2 124
C42-BR16-280L 280 98 182 32 30 42 R16 BR32 2 2.66

| B2 2 Accessories

HBAOE
7R )
Insert
Torque
BRO8 BR4 T8 1.2
BR10 BR5 T15 3.0
BR12/LC.. BRé6 T20 5.0
BR16. BR8 T20 5.0
BR20 BR10 T20 5.0
BR25 BR12.5 T30 6.0
BR32 BR16 T30 6.0
_ :.:
- -

« RE E {iI Unit of Length (mm)
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CHAIN N BR PRECISION BALL NOSE END MILL

HEALOWAY
HKO\UIT
B S 4 3] Alloyed Steels ol Ke)
m A $ 8 stainless Steels IHIHREE Cutting Condition
IS0 R 57553 Cost ron ©19 @ :E&E1JH| Continuous Cutting
éj\i R N ﬁg&ﬁg/ﬁ\ﬁ Aluminum&Al O O — 1Y General Cutting
S B8 &4 Refractory Alloys m & H| Interrupted Cutting
H EE@E*X[ Hard Material O

o BEUNEES S
52 B RB AN Micro grain cemented KT (mm)
carbide

CHF HF Size B
Drawing

Layer coated micro grain

(@) N n
i N o
o O (@]
g 3 s)
S > S
o O o)
BRO8S oo Y 8 | 3 | 2
BR10S ole ° 10| 4 | 25
BR12S oo ° 12| 5 | 25
BR16S ole ° 6] 5 | 3
BR20S ole ° 20| 5| 3 H
BR255 ole ° 25 | 6 | 4 ) &
BR30S oo ° 30| 8 | 5
BR32S ole ° 32| 8 | s
LC1210 ° 12 | 14 | 25
7I’ 3°
LC1220 ° 12 | 14 | 25| 2 | T2 FQ
LC1230 ° 2|1 25 3|9 [
Te—— sk
LC1210-F ° 12 | 14 | 25| 1
LC1220-F ° 12 | 14 | 25 | 2 | 1= D
LC1230-F ° 12 ] 1] 25] 3| |lO I
I e sl
LC1210-RE ° 12 | 14 | 25 ,
LC1220-RE ° 12 | 14 | 25 | 2 7\
LC1230-RE ° 12 | 14 | 25 ‘ @
LC1245-CH oo 12 [ 14 [25 [ - [ oy
LC1260-CH o0 12 | 14 | 25 L@ @
—d | sk

LC12.BR08.10.12.16.20.25.32 tIHME A 23R Cutting Parameter

WL HE JRME TIERE BY)#ELS

Machining Materials Grade Vc(m/min) fz(mm/rev)
(B2 548 Low-Alloy Steels OM4010 180~200 0.08~0.20
OM4025 180~220 0.08~0.19
OM4010 100~140 0.08~0.12

A%l Alloyed Steel
=8 Alloyed Steels OM4025 100~120 0.06~0.12
48 Stainless Steels OM4010 160~200 0.08~0.12
OM4025 155~190 0.08~0.12
#5488 Cast Iron OM4025 110~143 0.09~0.11
e Aluminum&Al OM5005 300~500 0.05~0.30

« RE E{iI Unit of Length (mm)
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CHAINll NAC 45°NEGATIVE ANGLE SHELL MILLING CUTTER

HEAOWAY

| 4% Feature

-®KBasJlhR  JJRUEIAZEEM - BERAK - Negative insert with 8 cutting edges. Effective cost-saving.
-MIAHEERKESBREH - Ideal for a large area of cutting.
=i
vt KG9)
Weight
NAC45-50-HN06-FMB22-5T-C 40 57 50 45 22 5 HN..0604 0.64
NAC45-63-HNO6-FMB22-6T-C 40 72 63 48 22 6 HN..0604 0.80
NAC45-80-HNO6-FMB27-7T-C 50 87 80 55 27 7 HN..0604 1.40
NAC45-100-HNO6-FMB32-8T-C 50 107 100 73 32 8 HN..0604 2.10

1244 Screw (@ #RF Wrench o[ | 1B 71 Torque(N.m)
M3-7.0-4.3-43-T9-TIN T19 1.4Nm

(CCINACAS EEaABREGT]

CHAIN N NAC 45°NEGATIVE ANGLE SHELL MILLING CUTTER

HEAOWAY

:
D2
D1
| 4% Feature :
-RAasJlR - JIRUEIASEEM - BERA - Negative insert with 12 cutting edges. Effective cost-saving.
- I AEEREBIREH] - Ideal for a large area of cutting.
E R e
Flutes Insert Weight
NAC45-50-SN12-FMB22-4T-C 50 40 27 22 4 SN..1206 0.57
NAC45-63-SN12-FMB22-6T-C 63 40 27 22 6 SN..1206 0.78
NAC45-80-SN12-FMB27-7T-C 80 50 32 27 7 SN..1206 1.39
NAC45-100-SN12-FMB32-8T-C 100 50 42 32 8 SN..1206 1.76
NAC45-125-SN12-FMB40-10T-C 125 63 50 40 10 SN..1206 3.5
NAC45-160-SN12-FMB40-12T-C 160 63 50 40 12 SN..1206 6
| B2 ¢ % Accessories

1244 Screw @D RF Wrench [ | 7718 Torque(N.m)
M4-7.1-13.6-60 T15 3.0m

« RE E {iI Unit of Length (mm)
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CHAIN @ NHF HIGH FEED MILLING END MILL

HEALOWAY
NEW
2D © D - - @d
5
L
spec. : ; D d T | e

NHF-1516LN03-150L 150 30 15 16 2
NHF-1616LN03-150L 150 40 16 16 2
NHF-1716LN03-150L 150 30 17 16 2
NHF-2020LN03-150L 150 40 20 20 3
NHF-2120LN03-150L 150 50 21 20 3

LNMUO0303 T8
NHF-2525LN03-150L 150 60 25 25 4
NHF-2625LN03-150L 150 60 26 25 4
NHF-2625LN03-200L 200 60 26 25 4
NHF-3232LN03-150L 150 45 32 32 5
NHF-3532LN03-220L 220 60 35 32 5

(CoUINHF BB ETF %]

CHAINE NHF HIGH FEED SCREW-ON MILLING END MILL

HEAOWAY

w®F
T Spanner
NHF-17M08-LNO3 43 26 17 8.5 M08 2
NHF-21M10-LNO3 49 30 21 8.5 M10 3
LNMUO0303 T8
NHF-26M12-LNO3 57 35 26 8.5 M12 4
NHF-35M16-LNO3 66 43 35 8.5 M16 4

« RE E{iI Unit of Length (mm)
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cHaN | NHF HIGH FEED FACE MILLING CUTTER

HEAOWAY

®d

>4
R L M T
Spec.
NHF-40-FMB16-LNO3-C 40 16 40 M8
NHF-50-FMB22-LNO3-C 50 22 50 M10
elarank
cHAN ll NEGATIVE INSERT
I = < 8 Alloyed Steels O|O
n R$#4B Stainless Steels TIHIFREE Cutting Condition :
ISO QS 578 Cast Iron o o]0 @ E/&1])H) Continuous Cutting
pak ] $ERIEE S Aluminum&Al o O — #2174 General Cutting

=@ &% Refractory Alloys m 4114 Interrupted Cutting
S EH Hard Material e}

BNIEE S E
Micro grain
cemented
carbide

CHF HF B

8 & B HUNI
Layer Coated
micro grain

Drawing

[ M OM4025
[ J OM5035

RM3130
[l OM5005

New HNGX0604ANEN-MO1 105 - | 52| -

new  LNMUOS03ZER-MJ ([ ] 6 (11.9| 43 | 1.2

o new  SNMU1206ANEN-MO1 [ N J 12.7| - |635| -
fl
\

NEW #ria New Product

« RE E {iI Unit of Length (mm)
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NEGATIVE INSERT

LN_03

tIHIEH 2B Cutting Parameter

WMIME JTIR#E tHZ=EE BIERHS
Machining Materials Grade Vc(m/min) fz(mm/rev)
=& Alloyed Steels RM1125 150(100~200) 0.7(0.5~1.2)
#8484 Cast Iron RM1125 150(80~250) 0.7(0.5~1.2)
HN_06 tIHMEHEIEZR Cutting Parameter
WMIHME JIR#ME YIEIZEE (=Pp
Machining Materials Grade Vc(m/min) fz(mm/rev)
&1 Alloyed Steels OM4025 220(150~300) 0.15(0.08~0.25)
M| %8 Stainless Steels OM5035 120(100~200) 0.12(0.08~0.20)
#2484 Cast Iron OM4025 180(130~240) 0.15(0.08~0.25)

SN_12

tIHIME 283 Cutting Parameter

WINIHME JIRME TIHEE BYELS
Machining Materials Grade Vc(m/min) fz(mm/rev)
A8 Alloyed Steels RM4025 220(170~320) 0.20(0.10~0.35)
#£88 Cast Iron RM3130 180(130~240) 0.20(0.10~0.35)

« RE E{iI Unit of Length (mm)
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MAS

W ERHT

Mini Indexable End Mill

th,( i 7K Through Coolant

| ZY)ERRET O RSN LR
Multi-cutting-edge design improves machining efficiency.

| JEMBERGKRNM - 188 )BT
Made by special alloyed steel to enhance the stability of the cutting tool.

| RS 1€010~063198 B - SHA NGB ol S ixCiRH T IERAR - st/
MBS IMIER  BeESFEERNLEZE
The MAS type cutters are available from 10 to 63 mm. We also have screwed on
type structure which can be combined with tungsten carbide extension. They are
suitable for small and interference cutting expecially for electronics industries.

| YOt BEANSBEERS - BoEE
tJHl
Low-resistance and high-precision design
are good for interrupted cutting.

| €5FE S/ RERSD
Composite coating helps to improve insert
life.
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Eﬁ MASMIN;ﬁl\l{gEXﬁle?EENDMILL

HEAOWAY

L

| 4525 Feature

- JEMEERRSKEY - 18R EBES - Made by special alloyed steel to enhance the stability of the cutting

- BERER  BSURE B _REEMELEE - K;(t)ér the heat treatment, we will finish the cutter again for better

accuracy.
J& Tk
Flutes Insert

MAS-1008AP06-100L-2T-C 100 15 10 8 2 AP.0602 0.06
MAS-1010AP06-80L-2T-C 80 20 10 10 2 AP.0602 0.06
MAS-1110AP06-80L-2T-C 80 20 11 10 2 AP.0602 0.06
MAS-1210AP06-100L-2T-C 100 20 12 10 2 AP.0602 0.08
MAS-1212AP06-80L-2T-C 80 20 12 12 2 AP..0602 0.08
MAS-1212AP06-80L-3T-C 80 20 12 12 3 AP..0602 0.08
MAS-1412AP06-80L-3T-C 80 20 14 12 3 AP..0602 0.08
MAS-1614AP06-160L-3T-C 160 25 16 14 3 AP..0602 0.2
MAS-1616AP06-120L-3T-C 120 25 16 16 3 AP..0602 0.18
MAS-1616AP06-160L-3T-C 160 25 16 16 3 AP.0602 0.24
MAS-1616AP06-90L-4T-C 90 25 16 16 4 AP.0602 0.14
MAS-1816AP06-90L-4T-C 90 25 18 16 4 AP.0602 0.16
MAS-2018AP06-160L-4T-C 160 30 20 18 4 AP.0602 0.32
MAS-2020AP06-160L-4T-C 160 30 20 20 4 AP.0602 0.38
MAS-2020AP06-100L-5T-C 100 30 20 20 5 AP.0602 0.22
MAS-2120AP06-110L-5T-C 110 30 21 20 5 AP.0602 0.26
MAS-2520AP06-110L-7T-C 110 40 25 20 7 AP.0602 0.28
MAS-2525AP06-120L-7T-C 120 40 25 25 7 AP.0602 0.44
MAS-3225AP06-130L-8T-C 130 45 32 25 8 AP.0602 0.54
MAS-4032AP06-140L-10T-C 140 45 40 32 10 AP.0602 0.94

| B2 f5= Accessories

TIE wRFE

Insert :'J E

Wrench

AP..0602 M1.8-3.9-2.45-60-TP6-EU TP6-EU 0.6

« RE E{iI Unit of Length (mm)
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(E=] MAS 85 3 2 3% 7]

CHAIN il MAS SCREW-ON END MILL

HEAOWAY

| 4525 Feature

- REAETTIERME - Made of anti-vibration tool steel.
mpesETE | BITISE . Mo _REEFELES - After the heat treatment, we will finish the cutter again for better
) ~ - = accuracy.

MAS-10-Mé6-AP06-C 20 10 Mé 2 AP..0602 0.04
MAS-11-Mé6-AP06-C 20 11 Mé 2 AP..0602 0.04
MAS-12-Mé6-AP06-C 20 12 Mé 3 AP..0602 0.04
MAS-13-Mé6-AP06-C 20 13 Mé 3 AP..0602 0.04
MAS-16-M8-AP06-C 25 16 M8 4 AP..0602 0.06
MAS-17-M8-AP06-C 25 17 M8 4 AP..0602 0.06
MAS-20-M10-AP06-C 30 20 M10 5 AP..0602 0.08
MAS-21-M10-AP06-C 30 21 M10 5 AP..0602 0.08
MAS-25-M12-AP06-C 35 25 M12 7 AP..0602 0.14
MAS-26-M12-AP06-C 35 26 M12 7 AP..0602 0.14
MAS-32-M16-AP06-C 43 32 M16 8 AP..0602 0.24
MAS-40-M16-AP06-C 50 40 M16 10 AP..0602 0.36

| B3R Accessories

HE Al

- L (N.m)

Wrench Torque

AP..0602 M1.8-3.9-2.45-60-TP6-EU TP6-EU 0.6

« RE E {iI Unit of Length (mm)

(e THAIN A135




0
c
-
=
4
()

(-1 BGP % {RER B 8% 7]

CHAIN @ BGP FACE MILLING CUTTER

HEAOWAY

| 4% Feature

- JJEMEERSHKEN - 158 JBBE N - Made by special alloyed steel to enhance the stability of the cutting

_ g4gmm % ETEE 3 — = P tool.
RREWER  BORE  BR_REEMEEEE - After the heat treatment, we will finish the cutter again for better
accuracy.
g5
(KGS)
Weight
BGP-400-FMB16-AP06-10T-C 40 40 38.5 16 10 AP..0602 0.44
BGP-500-FMB22-AP06-12T-C 40 50 45 22 12 AP.0602 0.6
BGP-630-FMB22-AP06-14T-C 40 63 45 22 14 AP.0602 0.88
3 V4 /—, 1] W AV V4
(2| APE kR B4R £ M1 % 7 @
cHAIN B APE MINI ROUGH CUTTING END MILL :
HO\UIT

INEW»

f g !
? =y - ds
(¢}
Max.AP
l1
L

TREE AR
T Insert Qty. Insert
APE-1216AP06-10L-2T 10 100 22 12 16 2 4 AP..0602 0.16
APE-1616AP06-15L-3T 15 110 26 16 16 3 9 AP..0602 -
APE-1616AP06-20L-2T 20 110 32 16 16 2 8 AP..0602 0.18
APE-1616AP06-30L-2T 30 110 40 16 16 2 10 AP..0602 0.18
APE-2020AP06-25L-3T 25 120 32 20 20 3 15 AP..0602 0.29

| B2 #% Accessories
7R wF

#1118 Torque
Wrench (N.m)

TP6-EU 0.5

Insert

AP..0602 M1.8-3.9-2.45-60-TP6-EU

« RE E{iI Unit of Length (mm)

A136 &> CHAIN

HEAOWAY




(-] MAS iR 8% T

0
C
-
=
z
()

CHAINE MAS MINI END MILL
HEAIOWAY
HKOUIT
N 5 &4 Alloyed Steels O
m Fs##8 Stainless Steels tJHAK B& Cutting Condition :
ISO (Y] 57 Cast Iron @ E#E1]H) Continuous Cutting
pak] 5255224 AluminumsaAl ol|o O — #2174 General Cutting
1| =8 &% Refractory Alloys m Ef#&TH Interrupted Cutting
|| S8 E M Hard Material
% I EB WU
Layer coated
micro grain
CHF HF b
o o Drawing
15} 0
-~ (@}
< LN
b b3
o o
APKT060204-M02 o 3.7 1645|238 | 04 P
sl O]9,
ssK’r_ i ] oL
3 APKT060204-MT [ BN ) 3.7 1645|238 | 04 _ pa
¢ -8,
P . | LEJ '
- MT 252 E M MT: Applicable to Aluminum
i FH BGP&MAS (Suitable for BGP & MAS)
HWINTME JIRHE IHIRE gYEsHS
Machining Materials Materials Ve(m/min) fz(mm/rev)
A% Alloyed Steels RM4130 160(70~260) 0.12(0.08~0.16)
4§40 Stainless Steels RM4130 120(90~140) 0.10(0.08~0.12)
#84 Cast Iron RM4130 140(100~240) 0.12(0.08~0.16)
RM5005
faMERE £ Aluminum&Al 400(300~800) 0.10(0.05~0.30)
RM5060
# FH APE (Suitable for APE)
W TME JIR#E tIEIRE BY#4H AE1]IEE
Machining Materials Materials Vc(m/min) fz(mm/rev) =
A& Alloyed Steels RM4130 80(70-180) 0.10(0.06~0.20) 0.8-1.5
K Stainless Steels RM4130 70(70-120) 0.08(0.06~0.15) 0.5-1.0
§=88 Cast Iron RM4130 80(70-140) 0.10(0.06~0.20) 1.0-2.0
RM5005
B K ERE % Aluminum&Al 300(250-600) 0.10(0.06~0.30) 1.0-2.0
RM5060

« RE E {iI Unit of Length (mm)
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MAS & & J]
MAS INDEXABLE HIGH SPEED END MILL

| 4525 Feature
- RAMEMIESNME

- BEETRIEE - BITIRE B _REEMEEREE

- Made of anti-vibration tool steel.

e—a—

- After the heat treatment, we will finish the cutter again for better
accuracy.

TE

Flutes

7R

Insert

g
(KGS)
Weight

MAS-1012-100L 100 20 10 12 1 AP..1003 0.09
MAS-1212-100L 100 25 12 12 1 AP..1003 0.09
MAS-1616-120L 120 25 16 16 2 AP..1003 0.18
MAS-1616-160L 160 25 16 16 2 AP..1003 0.24
MAS-1716-120L 120 25 17 16 2 AP..1003 0.30
MAS-1716-180L 180 25 17 16 2 AP..1003 0.30
MAS-2020-120L 120 30 20 20 2 AP..1003 0.28
MAS-2020-150L 150 30 20 20 2 AP..1003 0.36
MAS-2020-200L 200 30 20 20 2 AP..1003 0.49
MAS-2120-150L 150 30 21 20 2 AP..1003 0.38
MAS-2120-200L 200 30 21 20 2 AP..1003 0.60

| B2 Accessories

7k

Insert

BE

— k

Wrench

HBNE
(N.m)
Torque

MAS-1012-100L APKT1003 M2.5-5.0-3.7-43 T8 1.2
MAS-1212-100L APKT1003 M2.5-6.45-3.7-43 T8 1.2
MAS-1616-120L APKT1003 M2.5-5.0-3.7-43 T8 1.2
MAS-1616-160L APKT1003 M2.5-5.0-3.7-43 T8 1.2
MAS-1716-120L APKT1003 M2.5-5.0-3.7-43 T8 1.2
MAS-1716-180L APKT1003 M2.5-5.0-3.7-43 T8 1.2
MAS-2020-120L APKT1003 M2.5-6.45-3.7-43 T8 1.2
MAS-2020-150L APKT1003 M2.5-6.45-3.7-43 T8 1.2
MAS-2020-200L APKT1003 M2.5-6.45-3.7-43 T8 1.2
MAS-2120-150L APKT1003 M2.5-6.45-3.7-43 T8 1.2
MAS-2120-200L APKT1003 M2.5-6.45-3.7-43 T8 1.2

A138 {E&>CHAIN

HEAOWAY
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| 4525 Feature

- RAMEMIENME - Made of anti-vibration tool steel.

- MESTETEIE . EITIEIE . B T RUEIBFTEdpER - After the heat treatment, we will finish the cutter again for better

) - - = accuracy.
JIE 7R
Flutes Insert

MAS-2525-150L 150 40 25 25 2 AP..1604 0.55
MAS-2525-220L 220 40 25 25 2 AP..1604 0.81
MAS-3232-150L 150 45 32 32 2 AP..1604 0.88
MAS-3232-150L 150 45 32 32 3 AP..1604 0.87
MAS-3232-200L 200 45 32 32 2 AP..1604 1.20
MAS-3232-250L 250 45 32 32 2 AP..1604 1.53
MAS-4032-150L 150 45 40 32 4 AP..1604 0.99
MAS-4032-250L 250 45 40 32 4 AP..1604 1.62

| B2 Accessories

wFE
—a
Wrench
AP..1604 M4-10-5.7-60 T15 3.0
B0 Shoulder milling FAFE NN T Grooving
#HI# & Machining material : #: B4 % Machining material :
S58C(HB220) S58C(HB280)
MAS-D10 MAS-D10

z=0.05mm/rev

fz=0:10mm/re;
5 10 15

o N M O

0.20

o)

« RE E {iI Unit of Length (mm)
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CHAIN B MAS INDEXABLE HIGH SPEED END MILL
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HKOUIT
AP_1016 PIHME 832 3E Cutting Parameter
WNIME JRE IEEE BYELS i
Machining Materials Grade Vc(m/min) fz(mm/rev) Ap(mm)
OM4025 220~300 0.14~0.24 1.0~2.0
E& &8 Low-Alloy Steels OM4025N 220~300 0.14~0.24 1.0~2.0
P RM4130 60~300 0.10~0.25 1.0~2.0
OM4025 100~195 0.12~0.20 1.0~2.0
&40 Alloyed Steels
RM4130 60~300 0.10~0.25 1.0~2.0
OM4025 180~230 0.15~0.35 0.5~1.5
R$# M Stainless Steels
RM4130 120~160 0.10~0.25 0.5~1.5
OM4025 200~300 0.06~0.30 1.5~3.0
¢l £254 CastIron
RM3130 200~300 0.06~0.30 1.5~3.0
OM5005 400~850 0.05~0.30 1.5~3.0
OM5060 400~850 0.05~0.30 1.5~3.0
W[ 8252 Aluminum&Al
RM5005 400~850 0.05~0.30 1.5~3.0
GHO5 300~700 0.04~0.25 1.5~3.0
1| SR 5 Refractory Alloys RM535 25~40 0.01~0.20 1.0~2.0
SLFLEENN T Countersink hole drilling MAS AP_10 ST
Di:;r;1eter QE?M%)
@D(mm) Al
MAS-1012-100L 10 6
MAS-1212-100L 12 5
MAS-1616-120L 16 5.5
MAS-2020-120L 20 8
MAS AP_16
JIEERK P
Diameter Q;E?MI)
@D(mm) Al
MAS-2525-150L 25 8
MAS-3232-150L 32 15
MAS-4032-150L 40 23
MAS AP_10
ww1E JREE gisiEsHAEe  Lmm)
Spec. lameter Max. inclined milling angle  a® Max
@D(mm)
MAS-1012-100L 10 5.0 91.5
MAS-1212-100L 12 32.0 14.4
MAS-1616-120L 16 15.0 33.5
MAS-2020-120L 20 7.5 128.7
MAS AP_16
i JREE gisiEsssEe  Lmm)
Spec. lameter Max. inclined milling angle  a° Max
@D(mm)
MAS-2525-150L | 25 11.5 182
MAS-3232-150L | 32 53 309
MAS-4032-150L | 40 40 386

« RE E{iI Unit of Length (mm)
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CHAIN i BGP SQUARE SHOULDER MILLING CUTTER

HEAOWAY

| 4% Feature

- RAMEMTEMME - Made of anti-vibration tool steel.
CEEETEIEE . EITISE . M T REIBFIELRES - After the heat treatment, we will finish the cutter again for better
- - accuracy.
JE 7R
Flutes Insert

BGP-500-FMB22-AP10-7T-C 40 50 18 40 22 7 AP.1003 0.54
BGP-630-FMB22-AP10-9T-C 40 60 18 48 22 9 AP.1003 0.76
BGP-800-FMB27-AP10-11T-C 50 80 32 62 27 11 AP.1003 1.36
BGP-1000-FMB32-AP10-13T-C 50 100 42 78 32 13 AP.1003 212
BGP-1250-FMB40-AP10-16T-C 63 125 50 89 40 16 AP.1003 3.66

| B2 Accessories

BE HE

7R
Insert §:'J E (N.m)

Wrench Torque
AP..1003 M2.5-6.3-3.7-43-T8-TIN T8 1.2

| %1 Example
<¢— fz=0.1mm

L Ae=2.5mm

i

I
JJE4ME Cutter outer diameter : @50

&t E& Radial cutting: 2.5mm(5%)

LR x {28 Feeding speed x multiple : 4.5

E1J]H)3 Practical cutting speed: Ae/D=100% — fz=0.1lmm/rev Ae/D=5% — x4.5 — fz=0.45mm/rev : |

« RE E {iI Unit of Length (mm)
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CHAIN B BGP SQUARE SHOULDER MILLING CUTTER

HEAOWAY

HKOUIT

n < ——
-

-l

L
90°
| 4% Feature
-KRANETTIERME - Made of anti-vibration tool steel.
CEESTEIEE . EITISE . Mt WEIRFIEA R - After the heat treatment, we will finish the cutter again for better
) - - = accuracy.

BGP-500 50 50 19 40 254 4 AP..1604 0.42
BGP-500-FMB22 50 50 18 40 22 4 AP..1604 0.46
BGP-630 50 63 19 50 254 5 AP..1604 0.72
BGP-630-FMB22 50 63 18 50 22 5 AP..1604 0.76
BGP-800 55 80 42 60 3175 6 AP..1604 0.94
BGP-800-FMB27 55 80 42 60 27 6 AP..1604 0.99
BGP-1000 55 100 42 60 3175 8 AP..1604 1.62
BGP-1000-FMB32 55 100 42 60 32 8 AP..1604 1.61
BGP-1250 63 125 60 85 38.1 8 AP..1604 3.09
BGP-1250-FMB40 63 125 60 85 40 8 AP..1604 3.07
BGP-1600 63 160 80 120 50.8 10 AP..1604 4.73
BGP-1600-FMB40 63 160 80 120 40 10 AP..1604 5.61

| B2 Accessories

HF )18

N (N.m)

Wrench Torque

AP..1604 M4-10-5.7-60 T15 3.0

1

« RE E{iI Unit of Length (mm)
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CHAINll RIGHT ANGLE MILLING INSERT

HEAOWAY
HKOJUIT
BN & <8 Alloyed Steels O| 0O 0]
m Ré 8 Stainless Steels HHI#KBE Cutting Condition:
ISO QS 55 Cast Iron o o @ B4 14| Continuous Cutting
ER N 2 R854 % Aluminum&Al [ BN BECEN | O — M tJIEl General Cutting
<) | =842 Refractory Alloys (@] W Ef&IHE Interrupted Cutting
| STEE A Hard Material

BiEEeE
Micro grain cemented
carbide

CHF HF

S B

Layer coated micro grain

/i

Drawing

OM4025
OM4025N
RM3130
RM5060

APEX100304PDFR-FO1
APEX1604PDFR-FO1

APEX160400PDFR-FO1
APEX160402PDFR-FO1
APEX160404PDFR-FO1
APEX160408PDFR-FO1

6.68 | 10.5 | 238 | 04

9525|164 | 476 | -
9.525| 164 | 476 | - ,
9.525| 164 | 476 | 0.2 l@ﬂ%
9.525| 164 | 476 | 0.4 S
9.525| 164 | 476 | 08

19

Do R o i o I o B

[ BN BN BN BN BN N OMS5005
(AN BN BN BN BN N OM5060

— APEX1604PDFR-701 [ ] 9.525| 164 | 476 | 0.2 —_—
) O ] Eﬁ
o V o
‘w APGT100304PDFR-FO4 (] 6.68 | 105|238 | 04 "

15 ’LOA' A
— N ]
oy APGT1604PDFR-G2 (] 9.525| 165 | 476 | 0.8 "

of .,

m sﬁf H)
— APGT160408PDFR-FO2 (] 9.525| 164 | 476 | 0.8 '

= [

, oy g,
== APHT1003PDFR-FO3 (] 6.68 | 104 | 347 | 0.8 =T

- B 1
APKT100304PDER-M04 ([ J 6.68 | 105|238 | 04 =T

w \: B

APKT1003PDER-MO05 [ ] 6.68 | 10.5 | 3.47 -

E APKT1604PDER-MO05 [ ] 9.525| 164 | 476 | 04 x‘@lj ‘ I
* APKT160408-M01 [ BN J 9.525| 16.6 | 476 | 0.8 ’*'

QN[ W,
o APKT160408PDER-M02 [ BN J 9.525| 164 | 476 | 0.8 v

(o 4 (o],

*#EE Recommended

« RE E {iI Unit of Length (mm)
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CHAIN @ RIGHT ANGLE MILLING INSERT

HEAOWAY

HKOUIT
AP _10.16 tIEF#2IE Cutting Parameter
HmMIME JIR#E&E HIHIRE BYEHS IR
Machining Materials Grade Vc(m/min) fz(mm/rev) Ap(mm)
OM4025 220~300 0.14~0.24 1.0~2.0
&A% Low-Alloy Steels OM4025N 220~300 0.14~0.24 1.0~2.0
RM4130 60~300 0.10~0.25 1.0~2.0
OM4025 100~195 0.12~0.20 1.0~2.0
& %4H Alloyed Steels
RM4130 60~300 0.10~0.25 1.0~2.0
OM4025 180~230 0.15~0.35 0.5~1.5
R$#E M Stainless Steels
RM4130 120~160 0.10~0.25 0.5~1.5
OM4025 200~300 0.06~0.30 1.5~3.0
§544 Cast Iron
RM3130 200~300 0.06~0.30 1.5~3.0
OM5005 400~850 0.05~0.30 1.5~3.0
OM5060 400~850 0.05~0.30 1.5~3.0
fae < Aluminum&Al
RM5005 400~850 0.05~0.30 1.5~3.0
GHO5 300~700 0.04~0.25 1.5~3.0
=B & % Refractory Alloys RM535 25~40 0.10~0.20 1.0~3.0

| =88 =(1000x tHIERE )+(3.14x JJEIME)

Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).
| RIEEES (mm/min)= BIELA x JJETE x TiiEmE

Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.

| &1t EIZL=E A Formula of advancing cutting efficiency

7]57]1«(1:}]%,5 \tb ZAT x 'Figﬂ ﬂgﬂf«tﬂﬁgﬁtb i’\_i_ x Fzgﬂ

Percentage between insert diameter and F d d x Multiol Percentage between insert diameter and F d d x Multil
cutting width eeding speed x Multiple cutting width eeding speed x Multiple

1% 10.00 9% 3.30

2% 7.00 10% 3.20

3% 5.80 20% 2.20

4% 5.00 30% 1.80

5% 4.50 40% 1.60

6% 4.00 50% 1.40

7% 3.80 60% 1.30

8% 350 70<100% 1.00

« RE E{iI Unit of Length (mm)
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CHAINll HAS SCREW-ON HIGH SPEED MILLING CUTTER

HEAOWAY

i
|

| 4525 Feature

- P AMENEEE  BEFTE JEMRLER - JEERJENERS -The cutting force is exerted in the axial direction. Compare with cutters using
BRE - - round inserts, cutters using square inserts are more durable.
L EAEATIEI T - TS -Available for high feeding cutting, and is able to shorten processing time.

-There are 4 edges usable on each insert, effective cost-saving.

- JJRAERNETD - BMEEMRR

&~ = #EN TI# Tk
SW (N.m) Flutes Insert
HAS-1616-M8-SP06-C 25 16 85 8 10 25 2 SP.0603 0.04
HAS-2020-M10-SP06-C 35 20 10.5 10 15 40 3 SP.0603 0.07
HAS-2525-M12-SP06-C 35 25 12.5 12 19 60 4 SP..0603 0.10
HAS-3232-M16-SP06-C 43 32 17 16 26 80 5 SP..0603 0.22
HAS-2525-M12-SD09-C 35 25 12.5 12 19 60 2 SD..0904 0.08
HAS-3232-M16-SD09-C 43 32 17 16 26 80 3 SD..0904 0.19
HAS-4040-M16-SD09-C 50 40 17 16 30 80 4 SD..0904 0.39
LY Y
le)HAas Bmzt KB N T8
CHAIN B HAS STRAIGHT SHANK HIGH SPEED MILLING CUTTER

T \gUﬂ
]

o
78 L |
| 4525 Feature
- U AMEEEE  BEFT)E JEMRLER - JEEJENER= -The cutting force is exerted in the axial direction. Compare with cutters using
SRE h - - round inserts, cutters using square inserts are more durable.
TFAEATH T - WO T -Available for high feeding cutting, and is able to shorten processing time.
- wa * g <

-There are 4 edges usable on each insert, effective cost=saving.

- JJREERNETO - BMEEMRA

J&
Flutes
HAS-1616-120L-C 120 25 16 16 2 SP.0603 0.15
HAS-2020-120L-C 120 32 20 20 3 SP.0603 0.24
HAS-2525-150L-C 150 40 25 25 4 SP.0603 0.49
HAS-3232-150L-C 150 40 32 32 5 SP..0603 0.83
HAS-2525-120L-C 120 35 25 25 2 SD..0904 0.42
HAS-2625-120L-C 120 35 26 25 2 SD..0904 0.44
HAS-3232-130L-C 130 40 32 32 3 SD..0904 0.74
HAS-3332-130L-C 130 40 33 32 3 SD..0904 0.76
HAS-4032-170L-C 170 50 40 32 4 SD..0904 1.10

| B2 % Accessories

12 44 o ES
@m® —{ =
Screw Wrench
SP.0603 M2.5-6.3-3.7-43-T8-TIN T8 1.2
SD..0904 M3.5-10-5.2-43-T15-TIN T15 3.0

e 2Ry A145
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CHAIN B HGP SHELL HIGH SPEED MILLING CUTTER
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| 4525 Feature

-UMIAMEEAsT - BERTE JJEARLE - JJEETENEERS -The cutting force is exerted in the axial direction. Compare with cutters using
BRE - - - round inserts, cutters using square inserts are more durable.
CEAEATIE T - OIS -Available for high feeding cutting, and is able to shorten processing time.

-There are 4 edges usable on each insert, effective cost-saving.

- JJRAERNETD - BMEEMRA

T8 TR
Flutes Insert
HGP-500-FMB22-C 40 50 22 4 SD..1205 0.37
HGP-500-FMA25.4-C 40 50 254 4 SD..1205 0.38
HGP-630-FMB22-C 40 63 22 4 SD..1205 0.54
HGP-630-FMA25.4-C 40 63 254 4 SD..1205 0.66
HGP-800-FMB27-C 50 80 27 5 SD..1205 1.03
HGP-800-FMA31.75-C 50 80 31.75 5 SD..1205 1.04
HGP-1000-FMB32-C 50 100 32 6 SD..1205 1.54
HGP-1000-FMA31.75-C 50 100 31.75 6 SD..1205 1.54
HGP-1250-FMB40-C 63 125 40 8 SD..1205 3.38
HGP-1250-FMA38.1-C 63 125 38.1 8 SD..1205 3.37

| B2 #2% Accessories

TR RF HAE

[ L (N.m)
et Wrench Torque

SD..1205 M4-13-5.2-43-T15-TIN T15 3.0

Tt

-

« RE E{iI Unit of Length (mm)
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CHAIN @ HAS/HGP HIGH SPEED MILLING CUTTER

HEAOWAY
HoOuIrT
P @ﬁﬁm Alloyed Steels O| 0| O
m R4S stainless Steels HIHIAREE Cutting Condition::
159 ol 5 oo ron °lelo @ B4 1M Continuous Cutting
VA
2 NN 85 K 3R 5 & AluminumAl | O —#&tIHl General Cutting
S SR B S Refractory Alloys W Ef&H] Interrupted Cutting
H %_E;ii}gpj Hard Material O

HBMiEEa S
58 B ML Micro grain
Layer coated micro grain cemented
carbide

R~ (mm)

CHF HF Size B

Drawing

RM4025
OM5005

[ @ OM4010
[l OM4025

SDET090408EDER-M01 9.52 952|476 | 0.8

new  SDMT090408EDER-MO04 o 9521952476 | 08 ,
=T ]
' SDET120508ER-M01 [ NN J 12.7 | 127 | 556 | 0.8 (!, I-.
New  SDMT120512EDER-M04 (] 12.7 | 12.7 | 556 | 0.8 v L
SPET060308ER-M01 [ NN J ([ ] 7 7 318 08
i : new SPMTO60308EDER-M04 ([ 7 7 |318| 08 |/

- O

NEW #7am New Product

| £ 61 Example

« RE E {iI Unit of Length (mm)
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HEALOWAY
HKOuIT
SP _06/SD _09.12 thHf& #2123 Cutting Parameter
SP..0603
ME#% Facing B1& Slotting ##% Plunging
WINTHME UHEE | 874 IS UHEE | 87E4sE | IR THEE | B8R iZES
Machining Materials Speed Feed D.O.C. Speed Feed D.O.C. Speed Feed W.0.C.
V (m/min) hm (mm) [ apmax(mm) | V(m/min) | hy(mm) | agmax(mm) | V(m/min) | fmax(mm) | agmax(mm)
{E& & Low-Alloy Steels 107-235 | 0.2-0.8 0.9 107-235 | 0.2-0.6 0.9 107-235 | 0.04-0.15 3
& Alloyed Steels 75-160 0.2-0.8 0.9 75-160 | 0.2-0.6 0.9 75-160 | 0.04-0.1 3
- A #E#f Stainless Steels 115-265 | 0.15-0.8 0.9 115-265 | 0.15-0.6 0.9 115-265 | 0.04-0.12 3
18 {E % Precipitation-Hardening| 50-150 | 0.15-0.8 0.9 50-150 | 0.15-0.6 0.9 50-150 | 0.04-0.12 3
#8485 Cast Iron 152-335 | 0.2-0.8 0.9 152-335 | 0.2-0.6 0.9 152-335 | 0.04-0.12 3
R ERE ® Aluminum&Al - - - - - - - - -
=ma % Refractory Alloys 25-60 0.15-0.5 0.9 25-60 0.1-0.4 0.9 25-60 | 0.04-0.08 3
=& EME Hard Material 35-100 0.2-0.5 0.9 35-100 | 0.2-04 0.9 35-100 | 0.04-0.08
SD..0904
E# Facing B1& Slotting #E$% Plunging
WINTHE VHIRE | 87%&%H% | IR THERE | 874 | thE | UHERE | 87&s | R
Machining Materials Speed Feed D.O.C. Speed Feed D.O.C. Speed Feed W.O.C.
V¢ (m/min) Ay (mm) | apmax (mm) | V(m/min) Ay (mm) [ aymax (mm) | V(m/min) fmax (mm) | ag max (mm)
S = Low-Alloy Steels 120-235 | 0.3-2.0 15 120-235 | 0.3-1.5 15 120-235 0.1-0.2 6.0
B Alloyed Steels 70-160 0.3-20 15 70-160 0.3-1.5 15 70-160 0.1-0.16 6.0
471 Stainless Steels 115-265 | 0.2-1.0 15 115-265 | 0.2-0.8 15 115-265 | 0.12-0.16 6.0
M #rHEHE{E % Precipitation-Hardening | 50-100 | 0.02-0.6 1.5 50-100 0.1-0.4 1.5 50-100 | 0.05-0.08 6.0
#58 Cast Iron 150-395 | 0.3-2.0 15 150-395 | 0.3-1.5 15 150-395 0.1-0.2 6.0
B &iEEE Aluminum&Al 400-1000 | 0.3-1.5 15 400-1000 | 0.3-1.0 15 400-1000 | 0.1-0.3 6.0
=ma % Refractory Alloys 25-60 0.2-0.8 15 25-60 0.1-0.5 15 25-60 0.05-0.1 6.0
=& E M E Hard Material 35-100 0.3-1.0 15 35-100 0.3-0.8 15 35-100 | 0.08-0.12 6.0
SD..1205
% Facing BH4E Slotting 1% Plunging
WINLIHME UHIERE | 8Y)ER IS UIHIERE | 87E4sHA IS UIHIERE | 87)&4% &
Machining Materials Speed Feed D.O.C. Speed Feed D.O.C. Speed Feed W.OC.
V (m/min) B (mm) | apmax (mm) | V(m/min) B (mm) | agmax (mm) [ V(m/min) | fmax(mm) | agmax (mm)
ES £ Low-Alloy Steels 120-235 0.3-30 25 120-235 | 0.3-2.0 2.0 120-235 | 0.1-0.25 9.0
&% Alloyed Steels 70-160 0.3-30 25 70-160 0.3-2.0 2.0 70-160 | 0.1-0.18 9.0
A4 Stainless Steels 115-265 0.2-1.2 25 115-265 | 0.2-1.0 2.0 115-265 | 0.12-0.13 9.0
M #r 8 {E £ Precipitation-Hardening | 50-100 0.02-0.7 25 50-100 0.1-0.6 2.0 50-100 | 0.05-0.1 9.0
#88 Cast Iron 150-395 0.3-30 25 150-395 | 0.3-2.0 2.0 150-395 | 0.1-0.25 9.0
ta i EE Aluminum&Al 400-1000 | 0.3-1.5 25 400-1000| 0.3-1.5 2.0 400-1000| 0.1-04 9.0
=ma % Refractory Alloys 25-60 0.2-10 25 25-60 0.1-0.7 2.0 25-60 | 0.05-0.12 9.0
=18 18 Hard Material 35-100 0.3-1.5 25 35-100 0.3-1.0 2.0 35-100 | 0.08-0.15 9.0

| EdhiEE =(1000x YIHI3EE )+ (3.14x JJESME ) Spindle Speed=(1000x Cutting speed)+(3.14xCutter outer diameter).
| R4 (mm/min)= B34 x JJETIE8 x T##EE Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.

« RE E{iI Unit of Length (mm)
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| 4525 Feature
- RRAMEMTIERME - Made of anti-vibration tool steel
- MESTETEIE - EITIEIE . B REIBFT AL pER - After the heat treatment, we will finish the cutter again for better
) - - = accuracy.
g% 1% =
Ae Flutes s
Weight
MSAE-50-FMB22 50 50 18 42 22 11 3 CN..1206 0.47
MSAE-63-FMB22 50 63 18 50 22 14 3 CN..1508 0.75
MSAE-80 55 80 42 60 254 14 4 CN..1508 1.05
MSAE-80-FMB27 55 80 42 60 27 14 4 CN..1508 1.03
| B2 Accessories
TR wFE HAOE
Insert §:’LE iy
Wrench Torque
CN..1206 M4-10-5.7-60 T15 3.0
CN..1508 M5-14-7.0-43 T20 5.0
& &4 Alloyed Steels O| O
IM| 5848 stainless Steels 4R EE Cutting Condition:
If? QY] 78 Cast Iron o]0 @ EEH Continuous Cutting
28 NMmrizas AuminumsAl O —f&tTHI General Cutting
| =384 % Refractory Alloys m & TIH Interrupted Cutting
= St EH Hard Material (@)

% = B U
Layer coating ultra-micro

R~ (mm)

CHF Size .
B
Drawing

CNEX120612-M01
CNEX150812-M01

12.7 - 635 | 1.2

15 - 8 | 1.2 /?@7 : @

[ AN B OM4010
( BN B OM4025
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| 4% Feature

Riess AR HEBMRY -OMZ@EM LIS ER - CN..1508
MTHETDERBENT  BEREEERA - = (Ae=14) |
High feeding, deep cutting, and smooth chip evacuation.
Available for various processing. Could be applied to « CN..1206 |
part processing, mold making. (Ae=11) |
TR EAZSEARFIEENEXRIEIREA - AREE |
BRA  JHEBERFELL  BAZEETE M o |
EEEE - HEMHE - £ 4
The insert can bear huge cutting resistance during high g |
feeding. With bigger chip breaker which stores chips «Q ﬁl]
temporally, the cutter is free of vibration and is high o | |
cutting efficiency. o B
KT REBETRBENEBRED - REEDIHIES - Wi o
MARJIO®RE - BEIRERYE - PEHEFERENT - = |
The insert is designed with superior chip breaking,
strong flutes and low cutting resistance which is |
suitable for plunge milling and semi-finishing.
KT RERABHIES - #EE PVD 89 (TIAIS)N #7%& -
oZAREEMNIME -
The insert is made of PVD (TiAlSi)N coated micro grain
substrate, and is available for processing different
materials.
CN_12.15 tD¥/1&# % Cutting Parameter
WINTHE T R#ME MR E SIES
Machining Materials Grade Vc(m/min) fz(mm/rev)
OM4010 90~190 0.10~0.25
B % Low-Alloy Steel
fE5 240 Low-Alloy Steels OM4025 80~170 0.08~0.25
2448 Alloyed Steel OM4010 70~160 0.08~0.20
— 3z i oye eels
= Y OM4025 70~160 0.08~0.20
OM4010 70~180 0.10~0.20
T il Stainless Steel
ARG Stainless Steels OM4025 70~160 0.10~0.18
=484 Castlron OM4025 110~180 0.08~0.25

| =#hamiE =(1000x EIEE )+(3.14x JIEIME)

Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).
| RiEEEL (mm/min)= T4 x TJET# x TiEs

Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.

« RE E{iI Unit of Length (mm)
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| %% Feature

- RANENIERME
- BEETRIEE - BITIRE - BR_

- Made of anti-vibration tool steel.
- After the heat treatment, we will finish the cutter again for better

BEAELEE

accuracy.
tiRE JE 7R
Ae Flutes Insert
SGP-50-FMB22 50 50 18 40 22 12 4 SP.1204 0.44
SGP-63 50 63 19 50 254 12 5 SP.1204 0.68
SGP-63-FMB22 50 63 18 50 22 12 5 SP.1204 0.71
SGP-80 50 80 32 60 254 12 6 SP.1204 0.93
SGP-80-FMB27 50 80 32 60 27 12 6 SP.1204 0.99
SGP-100 55 100 42 70 3175 12 8 SP.1204 171
SGP-100-FMB32 55 100 42 70 32 12 8 SP.1204 171
SGP-125-FMB40 63 125 58 90 40 12 8 SP.1204 3.22
SGP-160-FMB40 63 160 58 130 40 12 10 SP.1204 6.22

| B2 #% Accessories

wRF #/AOE

— (N.m)

Wrench Torque
M5-10-6.3-43 T20 5.0

SP.1204

ABERERTIRTIEY] - IR EENY] - BEREENERNTIA -

4 indexable edges, effective cost-saving..

TR EEMBE TEERERA -

Inserts are compatible with other rough cutting tools.

sEAUHIE0E 10mm - I TE#HES 50~100mm -

Max. cutting amount is up to 10mm, and machining range is from 50mm
to 100mm.

O {6 FR 2 S £ Il 2 S Bhast ) -

Available for face milling and shoulder milling.

« RE E {iI Unit of Length (mm)
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é‘%ﬁm Alloyed Steels O| 0|0
m K& S Stainless Steels HI#REE Cutting Condition :
ISO [§ 55550 CastIron 0|0|0 @ ;&Y Continuous Cutting
Ak
pay-| N 22 K 825 4 AluminumsAl [ | O —MtIHl General Cutting
| B2 5 % Refractory Alloys m ETELH Interrupted Cutting
H %‘EEJEM Hard Material O
8 & B U T T o A
Layer coated Mi Fg'éifgiﬁr?%rﬁéﬁted
micro grain carbide
CHF HF G
Drawing
S & 3
o o S
3 3 )
> = >
O O o
u SPET120408-M02 [ BN J [ ] 12.7 - 476 | 0.8 _ '
a SPMT120408-R01 [ ] 12.7 - 476 | 0.8 _ ' E
il
SP 12 thy&¢-2i8= Cutting Parameter
W TME JIR#&E tIHIRE ZY)#s JIDZS
Machining Materials Grade Vc(m/min) fz(mm/rev) Ap(mm)
OM4010 100~220 0.10~0.35 2.0~9.0
{E& £ Low-Alloy Steels OM4025 100~220 0.10~0.35 2.0~9.0
RM4025 100~220 0.10~0.35 2.0~9.0
OM4010 70~120 0.10~0.25 1.0~5.0
B Alloyed Steels OM4025 70~120 0.10~0.25 1.0~5.0
RM4025 70~120 0.10~0.25 1.0~5.0
OM4010 130~200 0.12~0.30 3.0~8.0
858 Stainless Steels
OM4025 130~200 0.12~0.30 3.0~8.0
OM4010 100~210 0.10~0.20 2.0~9.0
#2484 Cast Iron
OM4025 100~210 0.10~0.20 2.0~9.0
fae® Aluminum&Al OM5005 450(500~700) 1.2(1.2~1.8) 2.0~9.0

| TEmaEm =(1000x IHEE )+ (3.14x JJEIMER)

Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).

| FRIEEL (mm/min)= BT x JETIH x TR

Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.

CHAIN
HEAOWAY

A152 (&>

« RE E{iI Unit of Length (mm)
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CHAIN B KE45°HIGH SPEED FACE MILLING CUTTER
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| 4525 Feature
- RAMEMIEMME - Made of anti-vibration tool steel.
- EEpetEIEE | EITIEE . B T REBFELREY - After the heat treatment, we will finish the cutter again for better

accuracy.

C20-KE50 120 45 50 63.7 20 4 SE..1204 0.77
C25-KE50 120 45 50 63.7 25 4 SE..1204 0.85
C32-KE50 120 45 50 63.7 32 4 SE..1204 1.06
C25-KE63 120 45 63 75 25 5 SE..1204 1.14
C32-KE63 120 45 63 75 32 5 SE..1204 1.36
(G0 KM45°58 7 8% 7] =
CHAIN Bl KM45° FACE SHELL MILLING CUTTER |\ |

TR
Flutes Insert
KM-50-FMB22 40 63 50 18 46 22 4 SE..1204 0.52
KM-63 45 76 63 19 48 254 5 SE..1204 0.78
KM-63-FMB22 45 76 63 18 48 22 5 SE..1204 0.80
KM-80 50 95 80 45 60 31.75 6 SE..1204 1.15
KM-80-FMB27 50 95 80 442 60 27 6 SE..1204 1.21
KM-100 50 114 100 61.8 80 31.75 6 SE..1204 1.83
KM-100-FMB32 50 114 100 61.8 80 32 6 SE..1204 1.81
KM-125 63 140 125 72.1 90 38.1 8 SE..1204 3.07
KM-125-FMB40 63 140 125 72.1 90 40 8 SE..1204 3.04
KM-160 63 175 160 110.9 120 50.8 10 SE..1204 5.05
KM-160-FMB40 63 175 160 110.9 120 40 10 SE..1204 5.35
KM-200 63 215 200 145.9 160 47.625 12 SE..1204 7.62
KM-250 63 265 250 195.8 220 47.625 14 SE..1204 133

« RE E {iI Unit of Length (mm)

e THAIN A153




0
c
-
=
4
()

(U KMA5° 23R % T] ﬁ

CHAIN il KM45° FACE SHELL MILLING CUTTER
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£ g Counterclockwise

KM-80-FMB27-L 50 95 80 44.2 60 27 6 SE..1204 1.17
KM-80-FMA31.75-L 50 94 80 45 60 31.75 6 SE..1204 0.66
KM-100-FMB32-L 50 114 100 61.8 80 32 6 SE..1204 1.83
KM-125-FMB40-L 63 140 125 721 90 40 8 SE..1204 3.07
KM-160-FMB40-L 63 175 160 110.9 120 40 10 SE..1204 5.05

| B3 Accessories

wF HAOE
7R =
Insert — b i

Wrench Torque

SE..1204 M5-11-7.0-55 T20 5.0

(G KMA5° 5 B 3 ] -y

CHAIN B KM45° FACE SHELL MILLING CUTTER

HEAOWAY
& %48 Alloyed Steels O|O (@]
m R$## Stainless Steels IHIFRBE Cutting Condition :
ISQ DS |%% Cast Iron |0 @ E/EH Continuous Cutting
7 W\ N 82 R RS2 Aluminum&Al H m O —B&tIHI General Cutting
1| S8 &< Refractory Alloys W E74&T)H Interrupted Cutting
| S8 EM Hard Material (@] (@)

B I R
Ultra-hard R~ (mm)
microprogram
CHF HT HF Size F”f

Drawing

5% JE BN Bh

Layer coating ultra-micro Cermet

RM4230
OM1205
OM5060

o v
- o
o o
I &
> =
o O
[ BN ]

* SEHT1204AFEN-MO01 12.7 - 4.76 | Facet @
\ ) 20

Lo ]

SEHT1204AFFN-M02 o 12.7 - 476 | Facet ©
\ ) 20°

SEHT1204AFFN [ BN J 12.7 - 4.76 - ©

I\

SEKW1204AFN ([ [ 12.7 - 476 -

@000
EC

* #E Recommended
« RE E{iI Unit of Length (mm)
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SE_12 nulig##1%% Cutting Parameter
WINIME JR™M&E PIHIZRE BY#E4H VIS
Machining Materials Grade Vc(m/min) fz(mm/rev) Ap(mm)
OM4010 260~320 0.20~0.45 1.0-30
E& %3 Low-Alloy Steels OM4025 220~260 0.20~0.45 1.0~30
RM4025 220-260 0.20~0.45 1.0-30
OM1205 100195 0.05-0.15 1.0-2.0
OM4010 130~250 0.20~0.35 1.0-30
P
&4l Alloyed Steels OM4025 100~195 0.05-0.15 1.0-20
RM4025 100195 0.20~0.35 1.0~30
OM4010 180~220 0.10~0.30 1.0-20
548 Stainl |
A8l Stainless Steels OM4025 140-180 0.10~0.30 1.0-2.0
M vz OM4010 90~120 0.15-0.20 0.2-10
Precipitation-Hardening OM4025 70~85 0.15~0.20 0.2~1.0
o OM4010 160~300 0.12-0.35 1.0-30
$=45 Cast Iron
OM4025 180~300 0.15-0.35 1.0~30
~ , OM5060 500~850 0.15-0.35 3.6~60
855 & Aluminum&Al GH1 275-450 0.15-0.35 3.0-60

| EahiEE =(1000x YIHIEE )+(3.14x JJESME ) Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).
| R4 (mm/min)= B34 x JJETI8 x T Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.

(ESKM &5 )\ B E 8 ]
HEE@ SKM HIGII-_IJSPEED FACE MILLING CUTTER ﬁ

HOUIT
L
]
6 f
D d
LN i
/
o
| 4525 Feature
- RAMEMIESNME - Made of anti-vibration tool steel.
- MESTETEIE . EITIEIE . B REIBFTEdpES -;Acfgs::;cchf heat treatment, we will finish the cutter again for better
=
Flutes kst
SKM-2520-120L 120 40 25 20 2 0D..0404 0.32
SKM-2525-120L 120 40 25 25 2 0D..0404 0.45
SKM-3225-120L 120 40 32 25 3 0D..0404 0.48
SKM-3232-120L 120 40 32 32 3 0D..0404 0.71
SKM-4032-120L 120 50 40 32 4 0D..0404 0.82

| B2 f3= Accessories

wE BAE

- [ L (N.m)

Wrench Torque
0OD..0404 M4-10-5.7-60 T15 3.0

« RE E {iI Unit of Length (mm)
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CHAIN B SKM HIGH SPEED FACE SHELL MILLING CUTTER
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| 4525 Feature

- RERETTERVE - Made of anti-vibration tool steel

CEERTEIES . ETISIE . Mt T REIBFIELES - ézziglg;e/ heat treatment, we will finish the cutter again for better

T8 TR
Flutes Insert

SKM-50-FMB22 45 58 50 18 42.24 22 4 0OD..0404 0.50
SKM-63 45 71 63 19 48.82 254 5 0D..0404 0.63
SKM-63-FMB22 45 71 63 18 48.82 22 5 0D..0404 0.67
SKM-80 50 88 80 44 61.78 31.75 6 0D..0404 1.13
SKM-80-FMB27 50 88 80 35 61.78 27 6 0D..0404 124
SKM-100 55 108 100 45 70 31.75 7 0D..0404 1.86
SKM-100-FMB32 55 108 100 45 70 32 7 0D..0404 1.86
SKM-125 58 133 125 60 90 38.1 8 0OD..0404 3.13
SKM-160 63 168 160 93.81 125 50.8 10 0D..0404 5.83

| B2 3= Accessories

HF HAE

. (N.m)

Wrench Torque
0OD..0404 M4-10-5.7-60 T15 3.0

BHEREHEI AKX

(mm) Formula to spiral milling

\ SR AYIEIRE =3.5mm

The deepest of cut per flute is 3.5mm

s

Amax = BRKAYIHIR (The deepest of cut) 8mm

#fa Slope angle =E

RAE 8mm

Max. value 8mm
PE
slope angle

Effective

HHNED
flute diameter

HHYNED
Effecti ter
RA a

Max. effective outer diameter

|AKSME Da

82 fEsf I AN T813% Spiral milling data

#5871 2 Milling cutter 2t HI B & @Spiral milling cutting diameter
D = = = NE
BRI D B ASME Da &/\ED HAED incline
effective flute diamter Max. outer diameter Min. Max.
@50 @60 294 2118 6.0°
263 @73 2120 D144 4.6°
@80 290 @154 2178 3.3°
@100 @110 2194 2218 2.6°
@125 @135 @244 D268 2.0°
@160 2170 @314 @338 1.5°

« RE E{iI Unit of Length (mm)
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N & 24 Alloyed Steels (@)

m R§#3M Stainless Steels IHI#REE Cutting Condition :
SO (4l #53 Cast Iron @ ;B4 Continuous Cutting
AR I RIEE S AluminumGAl O —E&EIH General Cutting

1| 58 & 2 Refractory Alloys W & IH Interrupted Cutting

SN S1EEH Hard Material

% B WKL PN BNIEE S %
BESE ; :
Layer coated Micro grain

micro grain kel carbide alloy

CHF HW HF B2

Drawing

( Il OM4025

ODMT040408 127 | 46 | 476 | 0.8

- B0,

OD 04 t1¥#g# 2= Cutting Parameter

WINIME JRAME TIHRE BIESS IS
Machining Materials Grade Vc(m/min) fz(mm/rev) Ap(mm)
K& %8 Low-Alloy Steels OM4025 130~330 0.08~0.40 1.0~2.0
&% Alloyed Steels OM4025 70~160 0.08~0.20 1.0~2.0

| % =(1000x FIHIEEE )+(3.14x JIEIME)

Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).
| REEL (mm/min)= ST x TJETE x TEEmR

Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.

« RE E {iI Unit of Length (mm)
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P A
Flutes Insert
SFM-50-FMB22-C 40 62 50 18 48 22 4 SE..13T3 1 0.64
SFM-50-FMA25.4-C 40 62 50 20 50 254 4 SE..13T3 1 0.54
SFM-63-FMB22-C 40 75 63 18 48 22 5 SE..13T3 1 0.70
SFM-63-FMA25.4-C 40 75 63 20 50 254 5 SE..13T3 1 0.68
SFM-80-FMB27-C 50 92 80 32 62 27 6 SE..13T3 1 1.28
SFM-80-FMA31.75-C 50 92 80 42 62 3175 6 SE..13T3 1 1.20
SFM-100-FMB32-C 50 112 100 42 78 32 7 SE..13T3 1 1.98
SFM-100-FMA31.75-C 50 112 100 42 78 3175 7 SE..13T3 1 2.04
SFM-125-FMB40-C 63 137 125 50 89 40 8 SE..13T3 1 3.57
SFM-125-FMA38.1-C 63 137 125 50 80 38.1 8 SE..13T3 1 3.24
SFM-160-FMB40 63 172 160 50 98 40 10 SE..13T3 2 5.30
SFM-160-FMA50.8 63 172 160 67 98 50.8 10 SE..13T3 2 4.80
SFM-200-FMB60 63 2104 200 174 138 60 12 SE..13T3 2 6.78
SFM-200-FMA47.625 63 2104 200 174 138 47.625 12 SE..13T3 2 7.18
SFM-250-FMB60 63 260.4 250 224 138 60 14 SE..13T3 2 10.40
SFM-250-FMA47.625 63 260.4 250 224 138 47.625 14 SE..13T3 2 10.72

| B2 Accessories
RE HHE

L L (N.m)

Lzt Wrench Torque

SE..13T3 M3.5-11.7-5.3-60 T15 3.0

« RE E{iI Unit of Length (mm)
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CHAIN | SFM SHRINK-FIT FACE MILLING CUTTER

HEAOWA

12430 Shrink-Fit

SFM-50-SF-FMB22-C 40 62 50 18 48 22 4 SE..13T3 1 0.64
SFM-50-SF-FMA25.4-C 40 62 50 20 50 254 4 SE..13T3 1 0.54
SFM-63-SF-FMB22-C 40 75 63 18 48 22 5 SE..13T3 1 0.70
SFM-63-SF-FMA25.4-C 40 75 63 20 50 254 5 SE..13T3 1 0.68
SFM-80-SF-FMB27-C 50 92 80 32 62 27 6 SE..13T3 1 1.28
SFM-80-SF-FMA31.75-C 50 92 80 42 62 31.75 6 SE..13T3 1 1.20
SFM-100-SF-FMB32-C 50 112 100 42 78 32 7 SE..13T3 1 1.98
SFM-100-SF-FMA31.75-C 50 112 100 42 78 31.75 7 SE..13T3 1 2.04
SFM-125-SF-FMB40-C 63 137 125 50 89 40 8 SE..13T3 1 3.57
SFM-125-SF-FMA38.1-C 63 137 125 50 80 38.1 8 SE..13T3 1 3.24
SFM-160-SF-FMB40 63 172 160 50 98 40 10 SE..13T3 2 5.30
SFM-160-SF-FMA50.8 63 172 160 67 98 50.8 10 SE..13T3 2 4.80

| B2 % Accessories

HEF
—{

Wrench

TR

Insert

SE..13T3 M3.5-11.7-5.3-60

3.0

SFTIRRE

SF Tool Principle

1D
Spindle

IARANTIR

Shrink-Fit Chuck

AT,

Inner diameter of cutter

BRIRETIMR

Conventional Chuck

SF7IE
SF Chuck

« RE E {iI Unit of Length (mm)
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P é%ﬁﬁ Alloyed Steels O
m Kﬁﬁﬁ Stainless Steels IHIREE Cutting Condition :
150 [ FHL Costren @ 33K Continuous Cutting
78 W62 R 24 S AuminumsAl | O —#&tJH General Cutting
S BB E S Refractory Alloys | O m H#74& )5 Interrupted Cutting
H EEE}E?F?J’ Hard Material
e BHhEEaS
Layer c%)’ga%eﬁj:fiiﬂro rain b Loz el e e
Vi g carbide
CHF HF )
B
0 Drawing
I
o
<
>
@
SEET13T3AGFN-FO1 [ ) 134 3.97 | 2.55 E
PR
SEMT13T3AGEN-M02 [ AN J 134 3.97 | 2.55
B @D,
PR
SE 13T3 tIH/&#H#EER Cutting Parameter
W TME JIRME TIHIRE BY)#EA
Machining Materials Grade Vc(m/min) fz(mm/rev)
E& & Low-Alloy Steels RM4025 220~260 0.20~0.45
&% Alloyed Steels RM4025 220~260 0.20~0.45
K Stainless Steels RM2140 130~250 0.20~0.35
faE % Aluminum&Al RM5005 500~850 0.15~0.35
S a5 Refractory Alloys RM2140 130~250 0.20~0.35

| ez =(1000x HIHIRE )+ (3.14x JJEIMR)

Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).

| FRiE#ES (mm/min)= BT x ETIH x EohiER

Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.

A160 &> CHAIN

HEAOWAY
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& TR
Flutes Insert
KFM-50-FMB22-C 40 62 50 18 48 22 4 SE..1204 0.51
KFM-50-FMA25.4-C 40 62 50 20 50 254 4 SE..1204 0.51
KFM-63-FMB22-C 40 75 63 18 48 22 5 SE..1204 0.73
KFM-63-FMA25.4-C 40 75 63 32 50 254 5 SE..1204 0.70
KFM-80-FMB27-C 50 92 80 32 62 27 6 SE..1204 1.31
KFM-80-FMA31.75-C 50 92 80 42 62 3175 6 SE..1204 1.21
KFM-100-FMB32-C 50 112 100 42 78 32 7 SE..1204 2.00
KFM-100-FMA31.75-C 50 112 100 42 78 3175 7 SE..1204 2.02
KFM-125-FMB40-C 63 137 125 50 89 40 8 SE..1204 3.53
KFM-125-FMA38.1-C 63 137 125 50 80 38.1 8 SE..1204 3.25

| B3 Accessories
"E 18

- [ L (N.m)

Wrench Torque
SE..1204 M5-11-7.0-55 T20 5.0

« RE E {iI Unit of Length (mm)
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CHAIN B KFM SHRINK FIT FACE MILLING CUTTER
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J245 30 Shrink-Fit

KFM-50-SF-FMB22-C 40 62 50 18 48 22 4 SE..1204 0.51
KFM-50-SF-FMA25.4-C 40 62 50 20 50 254 4 SE..1204 0.51
KFM-63-SF-FMB22-C 40 75 63 18 48 22 5 SE..1204 0.73
KFM-63-SF-FMA25.4-C 40 75 63 32 50 254 5 SE..1204 0.70
KFM-80-SF-FMB27-C 50 92 80 32 62 27 6 SE..1204 1.31
KFM-80-SF-FMA31.75-C 50 92 80 42 62 31.75 6 SE..1204 1.21
KFM-100-SF-FMB32-C 50 112 100 42 78 32 7 SE..1204 2.00
KFM-100-SF-FMA31.75-C 50 112 100 42 78 31.75 7 SE..1204 2.02
KFM-125-SF-FMB40-C 63 137 125 50 89 40 8 SE..1204 3.53
KFM-125-SF-FMA38.1-C 63 137 125 50 80 38.1 8 SE..1204 3.25

| B2 #% Accessories

i AR wFE #AE
— = (N.m)
it Wrench Torque
SE..1204 M5-11-7.0-55 T20 5.0
VB b Ala kR iR IR SFAIERIE

Spindle Inner diameter of cutter Shrink-Fit Chuck SF Tool Principle

BRI

Conventional Chuck

SF7IE
SF Chuck

A162 &> THAIN

HEAOWAY
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I = 5§l Alloyed Steels o|lo|o °
| M [R5 stainess seels EIHI4RAE Cutting Condition:
I1SO LG 6% 4] Cast ron 0|0]0 @ E# ¥ Continuous Cutting
N NN 58 K 8RS < Aluminum8Al o O —#& Il General Cutting
SN SR S 5 Refractory Alloys m Ef&ELIH Interrupted Cutting
"L S & E #4 Hard Material e)

B BMIEE ST Bt (mm)

Layer coated micro grain Micro grain cemented carbide

CHF HF Size .
&2

Drawing
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SE_12 4% Cutting Parameter

WHINITME TR™M&E I HI 3R E SIELR IR

Machining Materials Grade Vc(m/min) fz(mm/rev) Ap(mm)
OM4010 260~320 0.20~0.45 1.0-30
{E 2248 Low-Alloy Steels OM4025 220~260 0.20~0.45 1.0-30
RM4025 220-260 0.20~0.45 1.0-30
OM1205 100~195 0.05~0.15 1.0-20
OM4010 130~250 0.20~0.35 1.0-30

Py
&8 Alloyed Steels OM4025 100~195 0.20-0.35 1.0-30
RM4025 100-195 0.20~0.35 1.0-30
OM4010 180~220 0.10~0.30 1.0-20

$38 Stainless Steel
A8 Stainless Steels OM4025 140~180 0.10~0.30 1.0-20
M- E = OM4010 90-120 0.15-0.20 0.2-10
Precipitation-Hardening OM4025 70~85 0.15~0.20 0.2~1.0
8 ot Irom OM4010 160~300 0.12~0.35 1.0-30
- OM4025 180~300 0.15~0.35 1.0~3.0
OM5060 500~850 0.15-0.35 3.6~60
R .

SA5 S Aluminum&Al GH1 275-450 0.15~0.35 3.0~60

| = ahiEEE =(1000x YIHI3ERE )+ (3.14x JJESME ) Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).

| RIZEL (mm/min)= BY)E#A x JJETE x F#EEE Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.
« RE E {iI Unit of Length (mm)
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IFM-50-FMB22-C 40 50 18 45 22 5 AP..1604 0.43
IFM-63-FMB22-C 40 63 18 48 22 5 AP..1604 0.57
IFM-80-FMB27-C 50 80 32 62 27 6 AP..1604 1.16
IFM-100-FMB32-C 50 100 42 78 32 7 AP..1604 1.90
IFM-125-FMB40-C 63 125 50 89 40 8 AP..1604 3.41

e AV R %Pl m
CHAIN B [FM SHRINK-FIT FACE MILLING CUTTER ”

HEALOWAY
" . . HKOUIT
JE4E5C Shrink-Fit

T

%

.“‘1 L

’l‘t yV .pg |
e——g
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IFM-50-SF-FMB22-C 40 50 18 40 22 5 AP..1604 0.43
IFM-50-SF-FMA25.4-C 40 50 20 48.5 254 5 AP..1604 0.42
IFM-63-SF-FMB22-C 40 63 18 48 22 5 AP..1604 0.57
IFM-63-SF-FMA25.4-C 40 63 32 50 254 5 AP..1604 1.20
IFM-80-SF-FMB27-C 50 80 32 62 27 6 AP..1604 1.16
IFM-80-SF-FMA31.75-C 50 80 42 62 3175 6 AP..1604 1.04
IFM-100-SF-FMB32-C 50 100 42 78 32 7 AP..1604 1.90
IFM-100-SF-FMA31.75-C 50 100 42 78 31.75 7 AP..1604 1.91
IFM-125-SF-FMB40-C 63 125 50 89 40 8 AP..1604 341
IFM-125-SF-FMA38.1-C 63 125 50 80 38.1 8 AP..1604 3.23

| B2 Accessories

wF EANE

TR : —
. (N.m)
it Wrench Torque

AP..1604 M4-10-5.7-60 T15 3.0

o)

« RE E{iI Unit of Length (mm)
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B 2 <4/ Alloyed Steels [eRKe) (@)
m RéH 8 Stainless Steels IHIAREE Cutting Condition :
I1SO LS 73l Cast Iron o © @ &4t Continuous Cutting
N B 5278222 AluminumsAl m|m|o|O O —#& 714 General Cutting
1 | = 25 & Refractory Alloys | Ef4ETH Interrupted Cutting
[ S8 E# Hard Material

Layer coated micro grain

5% I BN

CHF

i

MREESE
Micro grain

carbide alloy

HF

R~ (mm)

Size

&7

0 E s g w g i Drawing
O O «dH Qo O &
>z 23 s 52
O O xx O O «x
* APEX1604PDFR-FO1 [ BN ) 9.525| 164 | 4.76 -
* APEX160400PDFR-FO1 [ BN } 9.525| 164 | 4.76 - o
- * APEX160404PDFR-FO1 [ BN } 9.525| 164 | 476 | 04 [“%_w
KaE—— W\ ] |
* APEX160408PDFR-FO1 [ BN } 9.525| 164 | 476 | 0.8
-i"f APEX1604PDFR-701 [ ) 9525|164 | 4.76
—
w APGT1604PDFR-G2 o 9.525| 165 | 4.76
‘-{'—' 24 APGT160408PDFR-F02 o 9.525| 164 | 4.76
E APKT1604PDER-M05 9.525| 16.4 | 4.76
D APKT160408PDER-M02 [ AN ) 9525|164 | 4.76
(o {
* APKT160408-M01 [ BN ) 9.525] 16.6 | 4.76
* & Recommended
AP 16 tTHIE4 2SR Cutting Parameter
WINLIHE JR™E IHIERE sY)#ERA %
Machining Materials Grade Vc(m/min) fz(mm/rev) Ap(mm)
OM4025 120~300 0.15~0.40 3.0~8.0
&&= Low-Alloy Steels OM4025N 120~300 0.15~0.40 3.0~8.0
RM4130 60~300 0.10~0.25 3.0~8.0
OM4025 80~180 0.15~0.35 3.0~8.0
&% Alloyed Steels
RM4130 60~300 0.10~0.25 3.0~8.0
0OM4025 120~160 0.15~0.35 3.0~8.0
AK§#$M Stainless Steels
RM4130 120~160 0.10~0.25 3.0~8.0
o OM4025 160~250 0.15~0.30 3.0~8.0
¢ i8] Cast Iron
RM3130 160~250 0.15~0.30 3.0~8.0
OMS5005 400~1000 0.04~0.20 3.0~8.0
OM5060 400~1000 0.04~0.20 3.0~8.0
N #2584 Aluminum&Al
RM5005 400~1000 0.04~0.20 3.0~8.0
GHO05 300~800 0.04~0.20 3.0~8.0
5| Zma % Refractory Alloys RM535 20~40 0.10~0.20 1.0~3.0

| E8HEEE =(1000x PIHIZEE )+ (3.14x JJEAME) Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).

| FRIEH#E4S (mm/min)= BYJ#4 x JJETE x T8 Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.
« RE E {iI Unit of Length (mm)
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CHAIN @ SFC SHRINK-FIT MACHINE

HEAOWAY

© RyENNNEk Start heating

© RYENEIR Turn on the power
O V B V block

O HIiR# Temperature Stick

o

© [E&MBMHE Positive and negative poles face
O ME IR E 2 H28 Microcomputer Temperature Controller

i SFC-200

Spec.

BR ce .

Voltage 220V( 248 )220V(Single-phase)

Out put 15A

HEe R~F

Uni dimension (mm) 350(L)x190(W)x400(H)

B=

Weight (KGS) 32

<A E=pd

Cooling system Gas-cooled

Eﬁi%ﬁﬁ%a @50~@160mm E ;7] @50~@160mm Face milling cutter

ANERE RS NngEAE#E JJE 150°C ~160°CH 4~6 78 (RFEEBEIRK/NRFEARME ) -

Hé;‘tiTr:\ Etime Heating face milling cutter to 150°C ~ 160°C for 4 ~ 6 minutes.
g (Depending on the size and shape of face milling cutters may be.)

ERTIEER AEAREEEX AR

Cutting tool type Required special type of supplemental cutting tool.

JEME LS =k

Tool Material Special alloy steel

If8E Function

MAMAREGTFESEIALRE  TOERESFESEIRE -

Using the principle of heating to expand the inner hole to match tightly with the face milling shank.

Al166 @ THAIN
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CHAIN i M104 INDEXABLE SQUARE SHOULDER END MILL

HEAOWAY

HKOUIT

wF #HE E=2

D& T A =
I2 Flutes Insert —{ L (Nm) (KGS)

Wrench Torque Weight

M104AP1190-1012-100-1T-C | 10 | 12 | 100 | 25 | 75 1 AP.1135| M2.5-5.5-3.3-60-T8-TIN T8 1.2 0.10
M104AP1190-1212-100-1T-C | 12 | 12 | 100 | 30 | 70 1 AP.1135| M2.5-5.5-3.3-60-T8-TIN T8 1.2 0.10
M104AP1190-1516-200-2T-C | 15 | 16 | 200 | 30 | 170 2 AP.1135| M2.5-5.5-3.3-60-T8-TIN T8 1.2 -

M104AP1190-1616-120-2T-C | 16 | 16 | 120 | 30 | 90 2 AP.1135| M2.5-5.5-3.3-60-T8-TIN T8 1.2 0.17
M104AP1190-1616-160-2T-C | 16 | 16 | 160 | 30 | 130 2 AP.1135| M2.5-5.5-3.3-60-T8-TIN T8 1.2 0.31
M104AP1190-1716-150-2T-C | 17 | 16 | 150 | 30 | 120 2 AP.1135| M2.5-5.5-3.3-60-T8-TIN T8 1.2 0.24
M104AP1190-1820-100-2T-C | 18 | 20 | 100 | 28 | 72 2 AP.1135| M2.5-5.5-3.3-60-T8-TIN T8 12 -

M104AP1190-1920-200-2T-C | 19 | 20 | 200 | 35 | 165 2 AP.1135| M2.5-5.5-3.3-60-T8-TIN T8 1.2 0.34
M104AP1190-2020-120-2T-C | 20 | 20 | 120 | 35 | 85 2 AP.1135| M2.5-5.5-3.3-60-T8-TIN T8 1.2 0.28
M104AP1190-2020-150-2T-C | 20 | 20 | 150 | 35 | 115 2 AP.1135| M2.5-5.5-3.3-60-T8-TIN T8 1.2 0.38
M104AP1190-2020-150-3T-C | 20 | 20 | 150 | 35 | 115 3 AP.1135| M2.5-5.5-3.3-60-T8-TIN T8 1.2 0.34
M104AP1190-2020-200-3T-C | 20 | 20 | 200 | 35 | 165 3 AP.1135| M2.5-5.5-3.3-60-T8-TIN T8 1.2 0.46
M104AP1190-2120-150-3T-C | 21 | 20 | 150 | 35 | 115 3 AP.1135| M2.5-5.5-3.3-60-T8-TIN T8 1.2 -

M104AP1190-2220-150-3T-C | 22 | 20 | 150 | 35 | 115 3 AP.1135| M2.5-5.5-3.3-60-T8-TIN T8 1.2 0.34
M104AP1190-2320-150-3T-C | 23 | 20 | 150 | 35 | 115 3 AP.1135| M2.5-5.5-3.3-60-T8-TIN T8 12 0.50
M104AP1190-2525-150-3T-C | 25 | 25 | 150 | 35 | 115 3 AP.1135| M2.5-5.5-3.3-60-T8-TIN T8 1.2 -

M104AP1190-2525-150-4T-C | 25 | 25 | 150 | 35 | 115 4 AP.1135| M2.5-5.5-3.3-60-T8-TIN T8 1.2 -

M104AP1190-2625-150-4T-C | 26 | 25 | 150 | 35 | 115 4 AP.1135| M2.5-5.5-3.3-60-T8-TIN T8 1.2 0.54
M104AP1190-3032-150-4T-C | 30 | 32 | 150 | 45 | 115 4 AP.1135| M2.5-5.5-3.3-60-T8-TIN T8 1.2 -

M104AP1190-3132-150-4T-C | 31 | 32 | 150 | 45 | 115 4 AP.1135| M2.5-5.5-3.3-60-T8-TIN T8 12 0.87
M104AP1190-3232-150-5T-C | 32 | 32 | 150 | 45 | 115 5 AP.1135| M2.5-5.5-3.3-60-T8-TIN T8 1.2 0.86
M104AP1190-3332-150-5T-C | 33 | 32 | 150 | 45 | 115 5 AP.1135| M2.5-5.5-3.3-60-T8-TIN T8 12 0.87
M104AP1190-3532-150-5T-C | 35 | 32 | 150 | 45 | 115 5 AP.1135| M2.5-5.5-3.3-60-T8-TIN T8 12 0.94
M104AP1190-4032-150-6T-C | 40 | 32 | 150 | 45 | 115 6 AP.1135| M2.5-5.5-3.3-60-T8-TIN T8 1.2 1.04
M104AP1690-2525-150-2T-C | 25 | 25 | 150 | 40 | 110 2 AP.1604 | M4-10-5.4-60-T15-TIN T15 3.0 0.54
M104AP1690-2525-220-2T-C | 25 | 25 | 220 | 40 | 180 2 AP.1604 | M4-10-5.4-60-T15-TIN T15 3.0 0.80
M104AP1690-2525-300-2T-C | 25 | 25 | 300 | 40 | 260 2 AP.1604| M4-10-5.4-60-T15-TIN T15 3.0 111
M104AP1690-2625-150-2T-C | 26 | 25 | 150 | 40 | 110 2 AP.1604 | M4-10-5.4-60-T15-TIN T15 3.0 0.55
M104AP1690-3232-150-3T-C | 32 | 32 | 150 | 45 | 105 3 AP.1604 | M4-10-5.4-60-T15-TIN T15 3.0 0.84
M104AP1690-3232-250-3T-C | 32 | 32 | 250 | 45 | 205 3 AP.1604 | M4-10-5.4-60-T15-TIN T15 3.0 1.54
M104AP1690-3232-300-3T-C | 32 | 32 | 300 | 45 | 255 3 AP.1604 | M4-10-5.4-60-T15-TIN T15 3.0 1.75
M104AP1690-3332-150-3T-C | 33 | 32 | 150 | 45 | 105 3 AP.1604 | M4-10-5.4-60-T15-TIN T15 3.0 0.84
M104AP1690-3532-300-3T-C | 35 | 32 | 300 | 45 | 255 3 AP.1604 | M4-10-5.4-60-T15-TIN T15 3.0 1.82

« RE E {iI Unit of Length (mm)
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ASSM INDEXABLE SQUARE SHOULDER END MILL

Arere

d min

HKOUIT
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B2 44 wF HBAOE ES-

utes et WD o[l Nm koS

ASSM-1012-100L 100 23 75 10 12 1 AP..1135 M2.5-6.0-3.5-60 T8 1.2 0.09
ASSM-1212-100L 100 30 70 12 12 1 AP.1135 M2.5-6.0-3.5-60 T8 1.2 0.10
ASSM-1615-150L 150 30 120 16 15 2 AP.1135 M2.5-6.0-3.5-60 T8 1.2 0.21
ASSM-1615-200L 200 30 170 16 15 2 AP..1135 M2.5-6.0-3.5-60 T8 1.2 0.28
ASSM-1616-120L 120 30 90 16 16 2 AP.1135 M2.5-6.0-3.5-60 T8 1.2 0.19
ASSM-1616-160L 160 30 130 16 16 2 AP..1135 M2.5-6.0-3.5-60 T8 1.2 0.25
ASSM-1716-150L 150 30 120 17 16 2 AP.1135 M2.5-6.0-3.5-60 T8 1.2 0.26
ASSM-2019-150L 150 35 115 20 19 2 AP..1135 M2.5-6.0-3.5-60 T8 1.2 0.34
ASSM-2019-200L 200 35 165 20 19 2 AP.1135 M2.5-6.0-3.5-60 T8 1.2 0.36
ASSM-2020-120L 120 35 85 20 20 2 AP..1135 M2.5-6.0-3.5-60 T8 1.2 0.30
ASSM-2020-150L 150 35 115 20 20 2 AP..1135 M2.5-6.0-3.5-60 T8 1.2 0.38
ASSM-2020-200L 200 35 165 20 20 2 AP.1135 M2.5-6.0-3.5-60 T8 1.2 0.50
ASSM-2120-150L 150 35 115 21 20 2 AP..1135 M2.5-6.0-3.5-60 T8 1.2 0.38
ASSM-2525-150L 150 40 110 25 25 2 AP.1604 M4-8.0-5.7-60 T15 3.0 0.55
ASSM-2525-220L 220 40 180 25 25 2 AP.1604 M4-8.0-5.7-60 T15 3.0 0.83
ASSM-2525-300L 300 40 260 25 25 2 AP.1604 M4-8.0-5.7-60 T15 3.0 1.13
ASSM-2625-150L 150 40 110 26 25 2 AP..1604 M4-8.0-5.7-60 T15 3.0 0.58
ASSM-3232-150L 150 45 105 32 32 2 AP.1604 M4-10-5.7-60 T15 3.0 0.90
ASSM-3232-250L 250 45 205 32 32 3 AP.1604 M4-10-5.7-60 T15 3.0 1.53
ASSM-3232-300L 300 45 255 32 32 3 AP..1604 M4-10-5.7-60 T15 3.0 1.84
ASSM-3332-150L 150 45 105 33 32 2 AP.1604 M4-10-5.7-60 T15 3.0 0.92
ASSM-3532-200L 200 45 155 35 32 3 AP..1604 M4-10-5.7-60 T15 3.0 1.24
ASSM-3532-250L 250 45 205 35 32 3 AP.1604 M4-10-5.7-60 T15 3.0 1.58
ASSM-3532-300L 300 45 255 35 32 3 AP..1604 M4-10-5.7-60 T15 3.0 1.87

« RE E{iI Unit of Length (mm)
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CHAIN ll BAP SQUARE SHOULDER SHELL MILLING CUTTER
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BAP-500-FMB22-11 40 50 18 40 22 7 AP.1135 0.40
BAP-630-FMB22-11 40 63 18 50 22 8 AP.1135 0.66
BAP-630-FMA25.4-11 40 63 19 50 254 8 AP.1135 0.80
BAP-800-FMB27-11 50 80 43 60 27 9 AP.1135 1.20
BAP-800-FMA31.75-11 50 80 43 60 3175 9 AP.1135 1.20
BAP-1000-FMB32-11 50 100 43 78 32 11 AP.1135 2.08
BAP-1000-FMA31.75-11 50 100 43 78 31.75 11 AP.1135 2.09

| B2 Accessories

3 wF #HAE
TR [ (N.m)

Lz Wrench Torque

AP.1135 M2.5-6.0-3.5-60 T8 1.2

« RE E {iI Unit of Length (mm)
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CHAIN B RIGHT ANGLE MILLING INSERT
HKOUIT
B = <81 Alloyed Steels O|O
m F$#38 Stainless Steels IHI#REE Cutting Condition:
|59 ay 5 Cast Iron @ E/&1TH| Continuous Cutting
e OB MRS S Aluminum&Al O —#&t14I General Cutting
)| =B &< Refractory Alloys m EfZET])H) Interrupted Cutting
=N S1&E 4 Hard Material O

SRR B

Layer coated micro grain

CHF
(517

Drawing

o o

®

~ ~

S+ =

DI

X
APMT113508PDER-M04 [ BN J 635| 11 | 35 | 08
APMT1135PDER-M04 o 635| 11 | 35 | 04
APMT1604PDER-M04 [ BN J 9.525| 165|476 | 0.8

AP _11.16 tH%#48dEE Cutting Parameter

WINTME JIR#E tHIERE s
machining Material Grade Vc(m/min) fz(mm/rev)
{E5 & Low-Alloy Steels RM4130 80~370 0.08~0.35
RM4130 60~250 0.10~0.25

A% Alloyed Steels
RM4110 100~160 0.07~0.15
K §#E 8 Stainless Steels RM4130 110~180 0.10~0.25
=& EAME Hard Material RM4110 100~150 0.05~0.15

| EshEE =(1000x MR )+ (3.14x JJESME)

Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).
| RiEEL (mm/min)= T4 x TJET# x TaiEsE

Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.

« RE E{iI Unit of Length (mm)
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DDM DRILLING END MILL CUTTER

CHAIN

HEAOWAY

| 4% Feature
- RRmEM T E#ME
- BERETRIEE - BITIBE

B T RIRIBFREL RS

d min

- Made of anti-vibration tool steel.

ARN

=0~
E gl

[~~~

- After the heat treatment, we will finish the cutter again for better

accuracy.
TE wEFE HAE =
Insert (M@ §:’LE (N.m) (KGS)
Wrench Torque Weight

C10-DDM10-130L | 130 | 30 | 100 | 10 | 10 CC.0602 | M2.5-5.5-3.35-60 T8 1.2 0.09
C12-DDM12-120L | 120 | 30 | 90 | 12 | 12 CP.0802 | M2.5-5.5-3.35-60 T8 1.2 0.11
C12-DDM12-150L | 150 | 40 | 110 | 12 | 12 CP.0802 | M2.5-5.5-3.35-60 T8 1.2 0.14
C16-DDM16-120L | 120 | 30 | 90 | 16 | 16 cC.0602 | M25-5.5-3.35-60 T8 1.2 0.19
C16-DDM16-175L | 175 | 40 | 135 | 16 | 16 CP.0802 | M2.5-6.45-3.7-43 T8 1.2 0.27
C20-DDM20-120L | 120 | 30 | 90 | 20 | 20 CC.0602 | M2.5-55-3.35-60 T8 1 0.31

. .5-6.0-5.0- T15 3.0
C20-DDM20-185L | 185 | 50 | 135 | 20 | 20 CP.0902 M3.5-6.0-5.0-60 0.46
C25-DDM25-150L | 150 | 40 | 110 | 25 | 25 M4-8.75-5.6-60 T15 3.0 0.55
C25-DDM25-220L | 220 | 70 | 150 | 25 | 25 CP.0903 M4-8.75-5.6-60 T15 3.0 0.82

CP.1203
C25-DDM25-300L | 300 | 170 | 130 | 25 | 25 M4-8.75-5.6-60 T15 3.0 1.14
C32-DDM25-300L | 300 | 170 | 130 | 25 | 32 M4-8.75-5.6-60 T15 3.0 1.58
C32-DDM32-150L | 150 | 40 | 110 | 32 | 32 M5-11-7.5-60 T20 5.0 0.86
C32-DDM32-250L | 250 | 80 | 170 | 32 | 32 CP.1204 M5-11-7.5-60 T20 5.0 1.50
CP.1604

C32-DDM32-300L | 300 | 80 | 220 | 32 | 32 M5-11-7.5-60 T20 5.0 1.85
C32-DDM32-350L | 350 | 80 | 270 | 32 | 32 M5-11-7.5-60 T20 5.0 2.18
C32-DDM40-170L | 170 | 50 | 120 | 40 | 32 CP.1404 M5-11-7.5-60 20 5o 1.09

. -12-8.4- T25 7.5
C32-DDM40-250L | 250 | 50 | 200 | 40 | 32 CP.1904 Mé-12-8.4-60 1.63

« RE E {iI Unit of Length (mm)

e THAN A171

0
C
-
=
z
()




0
c
-
=
4
()

(G USKE 90° 12 EXE AT m

CHAIN B SKE 90° INDEXABLE SQUARE SHOULDER MILLING CUTTER

CHAIN
HKOJUIT
L.
. T
D - i

L

| 4525 Feature

-REANEMTERME - Made of anti-vibration tool steel.

- BESTETEIE . EATIEIE . B T REIBFTEdER - 22232;25 heat treatment, we will finish the cutter again for better

E
(KGS)
Weight

SKE-2020 90 20 20 30 2 TP.1102 0.21
SKE-2025 100 25 20 30 2 TP.1102 0.26
SKE-2030 100 30 20 30 2 TP.1603 0.27
SKE-2035 100 35 20 40 2 TP.1603 0.32
SKE-2535 105 35 25 40 2 TP.1603 0.43
SKE-3235 110 35 32 40 2 TP.1603 0.64
SKE-2040 110 40 20 40 3 TP.1603 0.39
SKE-2540 110 40 25 40 3 TP.1603 0.48
SKE-3240 115 40 32 40 3 TP.1603 0.70
SKE-2045 105 45 20 40 3 TP.1603 0.48
SKE-2050 105 50 20 40 3 TP.1603 0.52
SKE-2550 110 50 25 40 3 TP.1603 0.63
SKE-3250 115 50 32 40 3 TP.1603 0.84
SKE-3263 125 63 32 45 3 TP.2204 1.20

| B2 Accessories

RE B
1 (N.m)
Wrench Torque
TP.1102 M5-0.8P T15 3.0
TP.1103 M5-0.8P T15 3.0
TP.1603 M6-0.75P PL4 5.0
TP.2204 M8-1.0P PL5 6.0

« RE E{iI Unit of Length (mm)
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CHAINll SKE 90° INDEXABLE SQUARE SHOULDER MILLING CUTTER

HEAOWAY
HoOuIrT
1 & %48 Alloyed Steels |0
m F$%38 Stainless Steels IHI#REE Cutting Condition :
ISO  §%5 Castron © @ E/E1]]H| Continuous Cutting
248 [U@REa2 AuminumsAl O — B 78 General Cutting
51| 28 & Refractory Alloys m #i&LH Interrupted Cutting
|| =18 EHM Hard Material

EEE®
Carbide alloy

HW
Ehi

Drawing

[ TSP25
TN N TSK10

TPKN1603PDR 9525 | - |[318| -

TPKN2204PDR ° 127 | - |476]| - Z@»Sj

- ] 11
TPMN160308 oo 9525 | - |318| 08

TPMN220412 ° ° 127 | - |476| 12 |, Sj

L_’ 11

TP_16.22 t511&¢ 2183 Cutting Parameter

WATHME JIRME PIHRE BY)#ELS
Machining Materials Grade Vc(m/min) fz(mm/rev)
TSP20 125~200 0.1~0.3
K& %4 Low-Alloy Steels
TSP25 125~200 0.1~0.3
TSP20 50~100 0.1~0.2
A% Alloyed Steels
TSP25 50~100 0.1~0.2
#2448 Cast Iron TSK10 80~120 0.1~0.3

| E8n83% =(1000x tHIEE )+ (3.14x JJEIME)
Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).

| REEL (mm/min)= ST x JETE x TEER
Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.

« RE E {iI Unit of Length (mm)
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CHAIN M ATB FIXED ROUGH BORING BAR

HEAOWAY

BE=
(KGS)
Weight
ATB-1216-120L 120 30 11.7 16 1 0.18
ATB-1316-120L 120 30 12.7 16 1 0.18
ATB-1416-120L 120 30 13.7 16 1 0.18
ATB-1516-120L 120 30 14.7 16 1 0.18
ATB-1616-120L 120 30 15.7 16 2 CC.060202(D+0.1) 0.18
ATB-1716-120L 120 30 16.7 16 2 0.18
CC..060204(D)

ATB-1816-120L 120 30 17.7 16 2 0.19
ATB-1916-120L 120 30 187 16 2 CC.060208(D-0.2) 0.19
ATB-2016-120L 120 30 19.7 16 2 0.19
ATB-2216-120L 120 30 217 16 2 0.19
ATB-2420-130L 130 30 237 20 2 0.32
ATB-2520-130L 130 30 247 20 2 0.34
ATB-2620-130L 130 30 257 20 2 0.33
ATB-2720-130L 130 30 26.7 20 2 0.34
ATB-2820-130L 130 30 27.7 20 2 0.35
ATB-3025-160L 160 40 29.7 25 2 0.62
ATB-3525-160L 160 40 347 25 2 CC..09T302(D+0.1) 0.65
ATB-4025-160L 160 40 39.7 25 2 CC..09T304(D) 0.69
ATB-4232-200L 200 45 417 32 2 CC..09T308(D-0.2) 1.29
ATB-4532-200L 200 45 447 32 2 1.28
ATB-4832-200L 200 45 47.7 32 2 1.33
ATB-5032-200L 200 45 497 32 2 1.35
ATB-5532-200L 200 45 547 32 2 1.50

| B2 Accessories

T&%

—

Wrench
CC..060202(D+0.1) M2.5-6.45-3.7-43 T8 1.2
CC..060204(D) M2.5-6.45-3.7-43 T8 1.2
CC..060208(D-0.2) M2.5-6.45-3.7-43 T8 1.2
CC..09T302(D+0.1) M4-10-5.7-60 T15 3.0
CC..09T304(D) M4-10-5.7-60 T15 3.0
CC..09T308(D-0.2) M4-10-5.7-60 T15 3.0

D RIEMEETI A R BWE - R~FIRE L D varies with R angle on insert.

< i > ATB-2016-120L

D=19.7

fEARJIR A CC.060202 i - D=19.8 (Example) If using inserts with corner radius 02, D=19.8
04 #F - D=19.7 04,0=19.8
08 iF - D=19.5 08,D=195

« RE E{iI Unit of Length (mm)

A174 €@ THAIN




(o) ATB BB 1 7] {"

CHAINE ATB FIXED ROUGH BORING BAR -

HEAOWAY

JE kR
Flutes Insert

ATB45-FMB22 50 44.8 22 2 CC..09T3 0.55
ATB50-FMB22 50 49.8 22 2 CC..09T3 0.59
ATB55-FMB22 50 54.8 22 2 CC..09T3 -

ATB60-FMB22 50 59.8 22 2 CC..09T3 0.63
ATB60-FMA25.4 50 59.8 25.4 2 CC..09T3 0.63
ATB65-FMA25.4 50 64.8 254 2 CC..09T3 0.69
ATB70-FMA25.4 50 69.8 254 2 CC..09T3 0.75
ATB75-FMA25.4 50 74.8 254 2 CC..09T3 -

ATB80-FMA25.4 50 79.8 254 2 CC..09T3 0.80
ATB85-FMA25.4 50 84.8 254 2 CC..09T3 0.85
ATB90-FMA25.4 50 89.8 25.4 2 CC..09T3 1.00
ATB95-FMA25.4 50 94.8 254 2 CC..09T3 1.15
ATB100-FMA25.4 50 99.8 254 2 CC..09T3 1.30
ATB105-FMA31.75 50 104.8 3175 2 CC..09T3 1.30
ATB110-FMA31.75 50 109.8 3175 2 CC..09T3 1.40
ATB115-FMA31.75 50 114.8 3175 2 CC..09T3 1.50
ATB120-FMA31.75 50 119.8 3175 2 CC..09T3 1.62
ATB125-FMA31.75 50 124.8 31.75 2 CC..09T3 1.73
ATB130-FMA31.75 50 129.8 31.75 2 CC..09T3 1.85

| B2 Accessories
RE B 1E

- L (N.m)

Wrench Torque

CC..09T3 M4-10-5.7-60 T15 3.0

D R EKEETIR R AE - RTIRE X D varies with R angle oninsert.

< f3l > ATB-60-FMB22

D=59.7

FERAJIR%A CC.09T302 & - D=59.7 (Example) If using inserts with corner radius 02, D=59.7
04 BF - D=59.6 04,D=59.6
08 BF - D=594 08,D=594

« RE E {iI Unit of Length (mm)
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leo)cBs Bm=iEILTIM g

CHAIN N CBS INTERCHANGEABLE BORING CUTTER

HEAOWAY

HKOUIT

E
Weight
CBS-308 55 8 30° CC..0602 0.04
CBS-310 65 10 30° CC..0602 0.06
CBS-313 80 13 30° CC..09T3 0.12
CBS-316 120 16 30° CC..09T3 0.25
CBS-319 140 19 30° CC..1204 041
CBS-408 55 8 45° CC..0602 0.04
CBS-410 65 10 45° CC..0602 0.06
CBS-413 80 13 45° CC..09T3 0.12
CBS-416 120 16 45° CC..09T3 0.26
CBS-419 140 19 45° CC..1204 0.40
CBS-908 55 8 90° CC..0602 0.04
CBS-910 65 10 90° CC..0602 0.06
@ CBS-913 80 13 90° CC..09T3 0.12
CBS-916 120 16 90° CC..09T3 0.27
CBS-919 140 19 90° CC..1204 0.41
TliE

Counter clockwise

CBS-908L 55 8 90° CC..0602 0.04
CBS-910L 65 10 90° CC..0602 0.06
CBS-913L 80 13 90° CC..09T3 0.12
CBS-916L 120 16 90° CC.09T3 0.27
CBS-919L 140 19 90° CC..1204 0.42

| B2 Accessories

ks HmAE
(N.m)
Insert
Torque
CC..0602 M2.5-6.0-3.5-60 T8 1.2
CC..09T3 M4-10-5.7-60 T15 3.0
CC..1204 M5-11-7.5-60 T20 5.0

A176 (&>

CHAIN

HEAOWAY

« RE E{iI Unit of Length (mm)
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(7| ATB - CBS #EF.7] R N

CHAIN @l ATB&CBS BORING INSERTS

HEAIOWAY
HO\UIT
X KREJIR R AE % R~ Different corner radius of inserts will change the size.
&80 Alloyed Steels (0] (@)
“ i EM Stainless Steels IHREE Cutting Condition :

ISO #58 Cast Iron @ E/&EIH Continuous Cutting

i 2K EREE Aluminum&Al [ ] O —#74I General Cutting
58 &% Refractory Alloys W 44 Interrupted Cutting
S1EEM Hard Material

ETEE BHMUEESS
Cermet Micro grain
coated carbide alloy

CvD HF

BEFEES S
Carbide alloy

(=i

Drawing

RM4035
RM1205
RM5005

CCGT060202-NK ([ ] 635 | 65 | 238 | 0.2
CCGT060204-NK (] 635 | 65 | 238 | 04
CCGT060208-NK [ ] 635 | 65 | 238 | 08
E CCGTO09T304-NK (] 9.525| 9.7 | 3.97
CCGTO9T308-NK (] 9.525| 9.7 | 3.97
CCGT120404-NK [ 127 1 129 | 476 | 04
CCGT120408-NK [ 127 | 129 | 476 | 08
new CCMT060204N-M01 [ ] 635| 64 | 238 | 04
new CCMTO9T304N-MO1 [ 9.525| 9.7 | 3.97
g new CCMTO9T308N-MO1 [ 9.525| 9.7 | 3.97

new - CCMTO060202N-FO1 635 | 64 | 238 02

new  CCMT060204N-FO1 635 | 64 | 238 | 04

new  CCMTO9T304N-FO1 9.525| 9.7 | 397 | 04

new  CCMTO9T308N-FO1 9.525| 9.7 | 3.97 | 0.8

new  CCMT120404N-FO1 127 1 129 | 476 | 04

X | | ot | | ¢ | ¢
o 6|6 o o o

new - CCMT120408N-FO1 127 | 129 | 476 | 08

* 1 Recommended NEW Fifa New Product

« RE E {iI Unit of Length (mm)
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CHAIN B SBS INTERCHANGEABLE BORING CUTTER

HEAOWAY

HKOUIT

SBS-308 55 8 30° TP.0902 0.04
SBS-310 65 10 30° TP.0902 0.06
SBS-313 80 13 30° TP.1103 0.11
SBS-316 120 16 30° TP.1103 024
SBS-319 140 19 30° TP.1603 040
SBS-325 150 25 30° TP.1603 0.74
SBS-408 55 8 45° TP.0902 0.04
SBS-410 65 10 45° TP.0902 0.06
SBS-413 80 13 45° TP.1103 011
SBS-416 120 16 45° TP.1103 0.26
45 SBS-419 140 19 450 TP.1603 041
SBS-425 150 25 45° TP.1603 072
SBS-908 55 8 90° TP.0902 0.04
SBS-910 65 10 90° TP.0902 0.06
SBS-913 80 13 90° TP.1103 0.11
SBS-916 120 16 90° TP.1103 0.25
SBS-919 140 19 90° TP.1603 0.42
SBS-925 150 25 90° TP.1603 074

| B2 Accessories

wE B 1E
I (N.m)
Wrench Torque
TP.0902 M2.5-6.0-3.5-60 T8 1.2
TP.1103 M3-8.0-4.0-43 T9 1.4
TP.1603 M4-10-5.0-43 T15 3.0

« RE E{iI Unit of Length (mm)
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(-] BR &= 5 7, J] 1

CHAINll BRINTERCHANGEABLE BORING CUTTER

HEAOWAY

N ) _T
I
D |® d
- |
I2 ! _
|<— | ————
L
| 4% Feature
- O£ AR HBOR #5#EfLER £ - Available to install in HBOR boring head.

- BRI AL - With through coolant hole.

@D #7355 & Boring Range

Min. Max.
BR1606-21-C 6 9 56 22 21 6 16 WB..0601 0.04
BR1608-28-C 8 11 58 22 28 8 16 TB..0601 0.04
BR1610-35-C 10 13 64 22 35 10 16 TB..0601 0.05
BR1612-42-C 12 15 69 22 42 12 16 TP.0902 0.06
BR1614-50-C 14 17 76 22 50 14 16 TP.0902 0.07
BR1616-60-C 16 20 87 22 60 16 16 TP.0902 0.09
BR1620-65-C 20 24 90 22 65 20 16 TP.1103 0.11
BR1624-68-C 24 28 93 22 68 24 16 TP.1103 0.12

| B2 Accessories

ks RF BHE
Insert — 4k (N.m)
Wrench Torque
WB..0601 M2-3.8-2.68-43 Té6 0.6
TB..0601 M2-5.0-2.7-60 T6 0.6
TP.0902 M2.5-6.0-3.5-60 T8 1.2
TP.1103 M3-8.0-4.0-43 T9 14

« RE E {iI Unit of Length (mm)
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CHAIN B CBJ INTERCHANGEABLE BORING CUTTER

HEAOWAY

HKOUIT

| 4525 Feature

- B HBOR % SBJ16 #5¥#E L8R & - Available to install in HBOR/SBJ boring head.
- FY R K FL - With through coolant hole.

@D #E 5, #E & Boring Range

(\VEVS
CBJ-1606-24-C 6 9 73 24 16 CC..0351 0.09
CBJ-1608-32-C 8 11 78 32 16 CC..04T0 0.09
CBJ-1610-40-C 10 13 86 40 16 CC..0602 0.10
CBJ-1612-53-C 12 17 99 53 16 CC..0602 0.10
CBJ-1616-68-C 16 21 114 68 16 CC..0602 0.15
CBJ-1620-83-C 20 26 122 83 16 CC..09T3 0.19
CBJ-1625-90-C 25 32 129 90 16 CC..09T3 0.20
CBJ-1630-90-C 30 40 129 90 16 CC..09T3 0.28
CBJ-1640-90-C 40 50 129 90 16 CC..09T3 0.40

| B2 #3& Accessories

ks wF BHE
Insert §:’LE iy
Wrench Torque
CC..0351 M1.8-4.2-2.5-54 T6 0.6
CC..04T0 M2.2-4.7-3.1-60 T7 0.9
CC..0602 M2.5-6.0-3.5-60 T8 1.2
CC..09T3 M4-8.0-5.7-60 T9 14

« RE E{iI Unit of Length (mm)
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SBJ-10 E N #E L IR

SBJ-10 INTERCHANGEABLE BORING CUTTER

0
C
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()

e

CHAIN

HEAOWAY

Fig.1 % c:iO
l;——
L
Fig.2 D é:lO

et it ®E  BHE
m® — L (Nm)
Min. [\ EVE Screw Wrench Torque
SBJ-1008-32 8 10 8 10 64 32 | TB.0601 | M2-5.0-2.7-60 Té6 0.6 1 0.06
SBJ-1010-40 10 12 10 10 77 40 | TB..0601 | M2-5.0-2.7-60 Té6 0.6 1 0.06
SBJ-1012-45 12 16 12 10 77 22 | TP.0902 | M2.5-6.0-3.5-60 T8 1.2 2 0.08
SBJ-1016-45 16 20 16 10 77 20 | TP.0902 | M2.5-6.0-3.5-60 T8 1.2 2 0.08
SBJ-1020-45 20 25 20 10 77 | 227 | TP.0902 | M2.5-6.0-3.5-60 T8 1.2 2 0.08
(o sB)-12 BmA A T g
CHAIN | SBJ-12 INTERCHANGEABLE BORING CUTTER
HKO\UIT

oD #EfL&E

R 44 wF #AhE

Boring Range () — 1L (N.m)

Min. Max. Screw Wrench Torque
SBJ-1208-32 8 10 8 12 64 | 32 | TB.0601 | M2-5.0-2.7-60 T6 0.6 1 0.08
SBJ-1210-40 10 12 10 12 72 | 40 | TB.0601 | M2-5.0-2.7-60 T6 0.6 1 0.08
SBJ-1212-45 12 16 12 12 77 | 45 | TP.0902 | M2.5-6.0-3.5-60 T8 1.2 1 0.08
SBJ-1216-45 16 20 16 12 77 | 20 | TP.0902 | M2.5-6.0-3.5-60 T8 1.2 2 0.10
SBJ-1220-45 20 25 20 12 77 | 23 | TP.0902 | M2.5-6.0-3.5-60 T8 1.2 2 0.08

« RE E {iI Unit of Length (mm)
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(o1sB)-16 & iET T

CHAIN
HEAOWAY

SBJ-16 INTERCHANGEABLE BORING CUTTER

HKOUIT

gD jEFLEE wF BHE S8
Boring Range TR L (N.m) (KGS)
Min. Max. {serk Wrench Torque  Weight
SBJ-1606-24 6 9 6 16 - 32 24 WB..0601 | M2-3.8-2.68-43 Té 0.6 0.09
SBJ-1608-32 8 11 8 16 74 32 32 TB..0601 M2-5.0-2.7-60 Té 0.6 0.09
SBJ-1608-40 8 11 8 16 82 32 40 TB..0601 M2-5.0-2.7-60 Té 0.6 0.07
SBJ-1610-40 10 13 10 16 75 32 40 TB..0601 M2-5.0-2.7-60 Té6 0.6 0.09
SBJ-1610-50 10 13 10 16 85 32 50 TB..0601 M2-5.0-2.7-60 Té6 0.6 0.08
SBJ-1612-53 12 17 12 16 85 32 53 TP.0902 | M2.5-6.0-3.5-60 T8 1.2 0.10
SBJ-1612-65 12 17 12 16 97 32 65 TP.0902 | M2.5-6.0-3.5-60 T8 1.2 0.12
SBJ-1616-68 16 21 16 16 100 32 68 TP.0902 M2.5-6.0-3.5-60 T8 1.2 0.15
SBJ-1616-85 16 21 16 16 117 32 85 TP.0902 M2.5-6.0-3.5-60 T8 1.2 0.16
SBJ-1620-83 20 26 20 16 115 32 83 TP.1103 M3-8.0-4.0-43 T9 1.4 0.23
SBJ-1620-105 20 26 20 16 137 32 105 | TP.1103 M3-8.0-4.0-43 T9 14 0.25
SBJ-1625-90 25 32 25 16 122 32 90 TP.1103 M3-8.0-4.0-43 T9 14 0.25
SBJ-1630-90 30 40 30 16 122 32 90 TP.1103 M3-8.0-4.0-43 T9 14 0.29
SBJ-1640-90 40 50 40 16 122 32 90 TP.1103 M3-8.0-4.0-43 T9 14 0.30
EE =
-0sSBJ-20 B 1EF IR p
cHainf| SBJ-20 INTERCHANGEABLE BORING CUTTER
HKOUIT
| — -t
O T (=< |
l2 | F I
L |
o2 Ej C———|!

oD #EFL g R4 wmF BHE =

Boring Range Irjitit e —{ b (Nm) Fig. (K.(?;)

Min. Max. Screw Wrench  Torque Weight
SBJ-2008-32 8 11 8 20 | 76 | 32 44 | TB..0601 M2-5.0-2.7-60 Té6 0.6 1 0.12
SBJ-2010-40 10 13 10 | 20 | 76 | 32 44 | TB..0601 M2-5.0-2.7-60 Té6 0.6 1 0.10
SBJ-2012-53 12 17 12 | 20 | 85 | 32 53 TP.0902 M2.5-6.0-3.5-60 T8 1.2 1 0.13
SBJ-2016-68 16 21 16 | 20 |100| 32 68 TP..0902 M2.5-6.0-3.5-60 T8 1.2 1 0.18
SBJ-2020-83 20 125 20 | 20 |115| 32 83 TP.1103 M3-8.0-4.0-43 T9 1.4 1 0.25
SBJ-2025-96 25 130 25 | 20 [135| 32 96 TP.1103 M3-8.0-4.0-43 T9 14 1 0.30
SBJ-2030-115 30 135 30 | 20 |158| 32 | 115 | TP.1103 M3-8.0-4.0-43 T9 1.4 1 0.59
SBJ-L20-20 120 280 28 | 20 | 97 | 83,5 | 13,5 | TP.1103 M3-8.0-4.0-43 T9 1.4 2 0.28

« RE E{iI Unit of Length (mm)

CHAIN
HEAOWAY
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(1 SB) EALTIMEA

CHAIN

HEAOWAY

SBJ BORING CUTTER SET

CSBJ16-C Dx5-SET

AAY) Contents

Mm (N.m)
Screw Torque
CSBJ-1605-28-C )
CCGTO35104L-F 5422554
CSBJ-1606-30-C RM4015(10 K )
CSBJ-1608-40-C TéK 06
TBGT060104L 2.5.0.2.7-60
CSBJ-1610-50-C RM4030 (10 F )
CSBJ-1612-60-C
TPGT090204L M2.5-6.0-3.5-60 T8K 12
CSBJ-1614-70-C RM4030 (10 £ )
CSBJ-1616-80-C
TPGT110304L M3-8.0-4.0-43 TOK 14
CSBJ-1618-90-C RM4030 (10 F )

AZE#) Contents

wF

i >
Wrench

HAE
(N.m)

CSBJ16-C Dx6-SET

Torque

CSBJ-1605-34-C )
CCGTO3S104LF |\ oo o
CSBJ-1606-36-C RM4015(10 £ )
CSBJ-1608-48-C ToK 06
TBGT060104L 125.027-60
CSBJ-1610-60-C RM4030(10 £ )
CSBJ-1612-72-C
TPGTO90204L |} 5 6.0-3.5-60 T8K 12
CSBJ-1614-84-C RM4030 (10 £ )
CSBJ-1616-96-C
TPGT110304L M3-8.0-4.0-43 T9K 14
CSBJ-1618-108-C RM4030 (10 K )

WA ) Contents

2.16

CCBJ16-C Dx5-SET

CCBJ16-C Dx6-SET

230 wRF H#AE
M@ —_— (N.m)
Screw Wrench Torque
CSBJ-1605-28-C
CCGTO03S104L-F
CSBJ-1606-30-C M1.8-4.2-2.5-54 T6K 0.6
RM4015(10 /)
CCBJ-1608-40-C
CCBJ-1610-50-C -
CCMT060204-MO1 M2.5-6.0-3.5-60 T8K 12
CCBJ-1612-60-C RM4035(10 &)
CCBJ-1614-70-C
CCMT09T304-M01
CCBJ-1616-80-C M4-8.0-5.7-60 T15K 3.0
RM4035(10 )
CCBJ-1618-90-C

WA Contents

1244
A 3 H=AE
Insert i)
Wrench Torque
CSBJ-1605-34-C
CCGTO03S104L-F
CSBJ-1606-36-C RM4015(10 £ ) M1.8-4.2-2.5-54 TéK 0.6
CCBJ-1608-48-C
CCBJ-1610-60-C -
CCMT060204-MO1 M2.5-6.0-3.5-60 T8K 12
CCBJ-1612-72-C RM4035(10 £ )
CCBJ-1614-84-C
CCMT09T304-M01
CCBJ-1616-96-C RM4035(10 F ) M4-8.0-5.7-60 T15K 3.0
CCBJ-1618-108-C

E8
(KGS)

Weight

« RE E {iI Unit of Length (mm)
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(G- CCBJ/CSBJ-16 SR 1B TR

CHAIN [l CCBJ/CSBJ-16 INTERCHANGEABLE CARBIDE BORING CUTTER

HEAOWAY

HKOUIT

pd )
—
P e
'|\ J
B e e [t
L >
| 458 Feature
- EAMKCIHMME - M TREUEELHNEE - Tungsten carbide material applied. Working depth could be up to
-SRI EE = times of cutter diameter.
Bl EEEBIAS® - High rigidity, extended life.
- MENE - MTREARTEE - Excellent vibration resistance, machining maintain accurate boring

size.

Dx5

EALEEE
Boring Range
CSBJ-1605-28-C 68 40 28 5.6 16 5.6-8 CC..03s51 0.06
CSBJ-1606-30-C 70 40 30 6 16 6-9 CC..0351 0.07
CCBJ-1608-40-C 80 40 40 8 16 8-11 CC..0351 0.07
CCBJ-1610-50-C 90 40 50 10 16 10-13 CC..0602 0.10
CCBJ-1612-60-C 100 40 60 12 16 12-15 CC..0602 0.13
CCBJ-1614-70-C 110 40 70 14 16 14-17 CC..09T3 0.18
CCBJ-1616-80-C 120 40 80 16 16 16-19 CC..09T3 0.25
CCBJ-1618-90-C 130 - - 18 16 18-21 CC..09T3 0.33

Dx6

EAEE 7R

Boring Range Insert V(V'fecl;gsf: t
CSBJ-1605-34-C 74 40 34 5.6 16 5.6-8 CC..03s51 0.06
CSBJ-1606-36-C 76 40 36 6 16 6-9 CC..0351 0.07
CCBJ-1608-48-C 88 40 48 8 16 8-11 CC..0351 0.08
CCBJ-1610-60-C 100 40 60 10 16 10-13 CC..0602 0.10
CCBJ-1612-72-C 112 40 72 12 16 12-15 CC..0602 0.15
CCBJ-1614-84-C 124 40 84 14 16 14-17 CC..09T3 0.20
CCBJ-1616-96-C 136 40 96 16 16 16-19 CC..09T3 0.28
CCBJ-1618-108-C 148 - - 18 16 18-21 CC..09T3 0.38

| B2 #% Accessories

RE BNE
— (N.m)
Wrench Torque
CC..0351 M1.8-4.2-2.5-54 T6 0.6
CC..0602 M2.5-6.0-3.5-60 T8 1.2
CC..09T3 M4-8.0-5.7-60 T15 3.0

« RE E{iI Unit of Length (mm)

A184 {E&>CHAIN

HEAOWAY
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CHAIN

HEAOWAY

CSBJ-16 S5l Z 1 V& L TR

CSBJ-16 INTERCHANGEABLE TUNGSTEN CARBIDE BORING CUTTER

PAT.NO: M370451

| 4% Feature

- ER(CiHT &

CMMIREDEE

- Bl ERERRE®

-REME  MIBEARTEE

Dx5

«( E/] 5& 1:;

2

HKOUIT

4]

-Tungsten carbide material applied. Working depth could be up to
times of cutter diameter.

- High rigidity, extended life.

- Excellent vibration resistance, machining maintain accurate boring

size.

rEfLEEE 7R

Boring Range Insert
CSBJ-1605-28-C 68 40 28 5.6 16 5.6-8 CC..0351 0.06
CSBJ-1606-30-C 70 40 30 6 16 6-9 CC..0351 0.07
CSBJ-1608-40-C 80 40 40 8 16 8-11 TB..0601 0.07
CSBJ-1610-50-C 90 40 50 10 16 10-13 TB..0601 0.10
CSBJ-1612-60-C 100 40 60 12 16 12-15 TP.0902 0.13
CSBJ-1614-70-C 110 40 70 14 16 14-17 TP.0902 0.18
CSBJ-1616-80-C 120 40 80 16 16 16-19 TP.1103 0.25
CSBJ-1618-90-C 130 - - 18 16 18-21 TP.1103 0.33

Dx6

7L e
Boring Range (K(?S)
Weight

CSBJ-1605-34-C 74 40 34 5.6 16 5.6-8 CC..0351 0.06
CSBJ-1606-36-C 76 40 36 6 16 6-9 CC..03s1 0.07
CSBJ-1608-48-C 88 40 48 8 16 8-11 TB..0601 0.08
CSBJ-1610-60-C 100 40 60 10 16 10-13 TB..0601 0.10
CSBJ-1612-72-C 112 40 72 12 16 12-15 TP.0902 0.15
CSBJ-1614-84-C 124 40 84 14 16 14-17 TP.0902 0.20
CSBJ-1616-96-C 136 40 96 16 16 16-19 TP.1103 0.28
CSBJ-1618-108-C 148 - - 18 16 18-21 TP.1103 0.38

| B2 Accessories

0
C
-
=
z
()

TR wRF ;cgiNﬂf

Insert gvﬁiﬂ% Tor.que
CC..0351 M1.8-4.2-2.5-54 T6 0.6
TB..0601 M2-5.0-2.7-60 T6 0.6
TP.0902 M2.5-6.0-3.5-60 T8 1.2
TP.1103 M3-8.0-4.0-43 T9 14

« RE E {iI Unit of Length (mm)
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CHAIN [l CSBJ-20 INTERCHANGEABLE CARBIDE BORING CUTTER

HEAOWAY

HKOUIT

e | | Q

N

o I d=
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| 4525 Feature

- ERRCIBMME - M LFREERE SCNEE -Tungsten carbide material applied. Working depth could be up to

- BAE - EEERARD {imes ofcutter dameter,

- MENE - MIRBEARTIRE - Excellent vibration resistance, machining maintain accurate boring

size.

Dx5

EASE 7R

Boring Range Insert
CSBJ-2005-28 68 40 28 5.6 20 5.6-8 CC..0351 0.12
CSBJ-2006-30 70 40 30 6 20 6-9 CC..0351 0.13
CSBJ-2008-40 80 40 40 8 20 8-11 TB..0601 0.13
CSBJ-2010-50 90 40 50 10 20 10-13 TB..0601 0.16
CSBJ-2012-60 100 40 60 12 20 12-15 TP.0902 0.19
CSBJ-2014-70 110 40 70 14 20 14-17 TP.0902 0.24
CSBJ-2016-80 120 40 80 16 20 16-19 TP.1103 0.31
CSBJ-2018-90 130 40 90 18 20 18-21 TP.1103 0.39
CSBJ-2020-100 140 40 100 20 20 20-26 TP.1103 0.42
CSBJ-2025-125 165 - - 25 20 25-31 TP.1103 0.72
CSBJ-2030-150 190 - - 30 20 31-37 TP.1103 0.86

Dx6

EAEE 7R

Boring Range Insert
CSBJ-2005-34 74 40 34 5.6 20 5.6-8 CC..0351 0.12
CSBJ-2006-36 76 40 36 6 20 6-9 CC..03s51 0.13
CSBJ-2008-48 88 40 48 8 20 8-11 TB..0601 0.13
CSBJ-2010-60 100 40 60 10 20 10-13 TB..0601 0.16
CSBJ-2012-72 112 40 72 12 20 12-15 TP.0902 0.20
CSBJ-2014-84 124 40 84 14 20 14-17 TP.0902 0.27
CSBJ-2016-96 136 40 96 16 20 16-19 TP.1103 0.35
CSBJ-2018-108 148 40 108 18 20 18-21 TP.1103 0.44
CSBJ-2020-120 160 40 120 20 20 20-26 TP.1103 0.48
CSBJ-2025-150 190 - - 25 20 25-31 TP.1103 0.84
CSBJ-2030-180 220 - - 30 20 31-37 TP.1103 0.99

| B2 Accessories

P RE BAME
Insert — )
Wrench Torque
CC..0351 M1.8-4.2-2.5-54 T6 0.6
TB..0601 M2-5.0-2.7-60 Té6 0.6
TP.0902 M2.5-6.0-3.5-60 T8 1.2
TP.1103 M3-8.0-4.0-43 T9 14

« RE E{iI Unit of Length (mm)
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CHAIN [l BORING SERIES INSERT

HEAOWAY
HKOoOJuIT
&8 Alloyed Steels O| 0| O O
n K48 Stainless Steels AR EE Cutting Condition :
15O B Castlron @ E/&H Continuous Cutting
HiE B 55 K 825 & Aluminum&Al @) — BB General Cutting
BRA:
S Refractory Alloys m Ei&LH| Interrupted Cutting
BiEEH Hard Material

e . BYNEESS
% B B =5
Layer coated micro grain Cermet coated Sl
carbide alloy
CHF HT HF i B
n o n Drawing
<~ ™ o
o o S
S = 0
> > S
X 1
CCGT03S102L-F [ ] 357 = 139 | 02
CCGT03S104L-F o 357 - 139 | 04
new CCMT060204N-M01 [ ] 635| 64 | 238 | 04
5 new CCMTO9T304N-M01 o 9.525| 9.7 | 3.97 | 04
new CCMTO9T308N-M01 [ ) 9.525| 9.7 | 397 | 0.8
* new CCMT060202N-FO1 [ ) 635 | 64 | 238 | 02
% new CCMTO060204N-FO1 [ ) 635 | 64 | 238 | 04
g H* new CCMTO9T304N-FO1 [ ] 9525| 97 | 397 | 04
% new CCMTO9T308N-FO1 [ ) 9525| 97 | 397 | 08
* new CCMT120404N-FO1 [ ) 127 | 129 | 476 | 04
H* new CCMT120408N-FO1 [ ] 127 | 129 | 476 | 08
TBGT060102L-FO1 o o [ 397 | 64 | 159 | 02
ﬁ TBGT060104L-F01 ° ° ° 397 | 64 | 159 | 04 1/ u
u 12> H,.
TPGT080202L-FO1 ® o ® 476 | 82 | 238 | 02
TPGT080204L-FO1 [ ] [ ] [ ] 476 | 82 | 238 | 04
TPGT090202L-FO1 (] [ ] [ ] 556 | 96 | 238 | 02 s
> i d \ .
d / i'ﬁ‘ TPGT090204L-FO1 ® o [ 556 | 96 | 238 | 04 ‘ .A
TPGT110302L-FO1 [ ] [ ] [ ] 635 | 11 | 318 | 02
TPGT110304L-FO1 (] [ ] [ ] 635 | 11 | 318 | 04

* & Recommended NEW 7 New Product

« RE E {iI Unit of Length (mm)
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Eﬁ AMC SHELfFYtPE ROUGEH CHPJTTING END MILL [j m

HEAOWAY
HKOUIT
— ds
+ I
I2 | |
¥ C 70—
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® [ ®
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S
®| | L lle
— — —_—
90° D2
D
| 4% Feature
-KEMEMTIERME - Made of anti-vibration tool steel.
CEBSTETEE . EITISIE . Mt T RSB ES - ?&3:225 heat treatment, we will finish the cutter again for better
NE  IRB 7 A o
Flutes Insert Qty. Insert (KGS)
' Weight
AMC-50-45L-FMB22 64 45 31 50 18 22 3 9 AP.1604 0.51
AMC-63-45L-FMA25.4 64 45 - 63 19 254 4 12 AP..1604 1.03
AMC-63-68L-FMA25.4 90 68 42 63 19 254 4 20 AP.1604 1.19
AMC-63-68L-FMA31.75 90 68 - 63 26 31.75 4 20 AP.1604 0.92

| B2 Accessories

e BNME 2SR 44
— kK (N.m) @ ®
Wrench Torque Screw
AMC-50-45L-FMB22 AP..1604 M4-10-5.7-60 T15 3.0 AMC-M10-1.5P-50L -
AMC-63-45L-FMA25.4 AP..1604 M4-10-5.7-60 T15 3.0 AMC-1/2-12W-2L -
AMC-63-68L-FMA25.4 AP..1604 M4-10-5.7-60 T15 3.0 AMC-1/2-12W-2L -
AMC-63-68L-FMA31.75 AP..1604 M4-10-5.7-60 T15 3.0 AMC-1/2-12W-2-1/2L D25.2-19-16L

| %1 Example

BT-SMC E%4#% 7]
BT-SMC SHELL END MILL HOLDER

s AMCHE#T]
o AMC SHELL ROUGH END MILL
“ e,

1

« RE E{iI Unit of Length (mm)
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(] AMC 3R =088 81 B i 85 7 Dmr{
CHAIN | AMCSHELL TYPE ROUGH CUTTING END MILL
HKOJUIT
I = <48 Alloyed Steels O| 0O @]
m F4# 9 Stainless Steels HIHIARAE Cutting Condition :
ISO QS 3l Cast Iron O o @ :E&EH Continuous Cutting
pay N 88 K885 € Aluminum&Al mm|O|O O —#&t]EIl General Cutting
1| 585 Refractory Alloys m EfE LA Interrupted Cutting
= | S EE A Hard Material

S BN

Layer coated micro grain

CHF

BMHEE S

Micro grain

carbide alloy

HF

B

Z Drawing
S &8 8 8 2
(@] o i i o o
s s 23 = [ =
O O x o O
* APEX1604PDFR-FO1 [ BN J 9.525| 16.4 | 4.76 -
% APEX160400PDFR-FO1 [ BN J 9.525| 16.4 | 4.76 - y
- % APEX160404PDFR-FO1 [ BN ) 9525|164 | 476 | 04 :E#”.
* APEX160408PDFR-FO1 [ BN ) 9525|164 | 476 | 0.8 e
[— APEX1604PDFR-701 [ ] 9.525| 164 | 476 | 0.2 —_—
™ [O7:[..
\c aie g e B
= APGT1604PDFR-G2 [ ] 9.525| 165|476 | 0.8 ,
Ol
ﬁ APGT160408PDFR-F02 ( ] 9.525| 164 | 476 | 0.8 ’W‘
APKT1604PDER-M05 9525|164 | 476 | 04 ==
= APKT160408PDER-M02 [ AN ) 9.525| 164 | 476 | 0.8 i
s o7,
a5 ] sl
* APKT160408-M01 [ BN J 9.525| 16.6 | 476 | 0.8 ="
= i
* ¥ Recommended
AP 16 YE/EHEEIER Cutting Parameter
WL E JIR#E IHIRE g VIRZS
Machining Materials Grade Vc(m/min) fz(mm/rev) Ap(mm)
0OM4025 120~300 0.15~0.40 3.0~8.0
&&= Low-Alloy Steels OM4025N 120~300 0.15~0.40 3.0~8.0
RM4130 60~300 0.10~0.25 3.0~8.0
OM4025 80~180 0.15~0.35 3.0~8.0
A4 Alloyed Steels
RM4130 60~300 0.10~0.25 3.0~8.0
0OM4025 120~160 0.15~0.35 3.0~8.0
780 Stainless Steels
RM4130 120~160 0.10~0.25 3.0~8.0
0OM4025 160~250 0.15~0.30 3.0~8.0
(¢ §£82 Cast Iron
RM3130 160~250 0.15~0.30 3.0~8.0
OMS5005 400~1000 0.04~0.20 3.0~8.0
. OM5060 400~1000 0.04~0.20 3.0~8.0
(N $25 % Aluminum&Al
RM5005 400~1000 0.04~0.20 3.0~8.0
GHO5 300~800 0.04~0.20 3.0~8.0
585 Refractory Alloys RM535 80~180 0.15~0.35 3.0~8.0

0
C
-
=
z
()

| EEEEE =(1000x PIHIZRE )+ (3.14x JJEAIME ) Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).

| RIEE4 (mm/min)= B4 x JJETIE x T#EE Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.
« RE E {iI Unit of Length (mm)
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| 4% Feature
-KEMEMTIE#ME - Made of anti-vibration tool steel
CEESTEIEE . EITISIE . Mt T RSB ER - ?&3:225 heat treatment, we will finish the cutter again for better
D& Tk TR R TJIR# -
£ Flutes Insert Insert Qty. Insert Insert (KGS)
' Weight
PMC-80-67L 80 67 42 80 26 31.75 6 LP.1504 3 SP.1204 18 1.92
PMC-80-67L-FMB32 80 67 42 80 26 32 6 LP..1504 3 SP.1204 18 1.92
PMC-100-77L-FMB40 100 77 - 100 48 40 8 LP..1504 4 SP.1204 28 3.82

| B2 #3 Accessories

wF HAE TR %A
I7r35e):‘\t Ijnjse):‘t ﬁ:ﬁg .Ig\:;)e S(Kf:'gv
PMC-80-67L LP.1504 | SP.1204 | M5-11-6.4-43 T20 5.0 PMC-1/2-12W-2-1/2L D25.2-19-16L
PMC-80-67L-FMB32 LP.1504 | SP.1204 | M5-11-6.4-43 T20 5.0 PMC-M12-1.75P-50L D25.2-19-16L
PMC-100-77L-FMB40 | LP.1504 | SP.1204 | M5-11-6.4-43 T20 5.0 PMC-M16-2.0P-80L -

| #61 Example

BT-FMB FE #5712

BT-FMB FACE MILL ARBOR

PMC #8#% 7]

PMC SHELL ROUGH END MILL

o

« RE E{iI Unit of Length (mm)
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| 4525 Feature
- REAETTIERME - Made of anti-vibration tool steel.
- mEpesEIELE | B TISE . e T REBFELREY - After the heat treatment, we will finish the cutter again for better
) ~ - = accuracy.

7 R TREE

I % Insert Qty.  Insert Qty. g
Flutes LP.1504 SP.1204 (KGS)
Weight
(a) (b) s
NT50-BMC50-77L 77 1232 50 1-8W 4 2 14 421
NT50-BMC63-87L 87 1332 63 1"-8W 4 2 16 5.19
BT50-BMC50-77L 77 144 50 M24x3.0P 4 2 14 5.08
BT50-BMC50-97L 97 166 50 M24x3.0P 4 2 18 5.48
BT50-BMC63-87L 87 156 63 M24x3.0P 4 2 16 5.90
BT50-BMC63-107L 107 176 63 M24x3.0P 4 2 20 6.48

| B2 #% Accessories

HAOE
J1R (N.m)
Insert
Torque
LP.1504 M5-11-6.4-43 T20K 5.0
SP.1204 M5-11-6.4-43 T20K 5.0
#EIEIE (Ap) ZETIHIE (Ae)
Depth of cut in axial direction Depth of cut in radial direction
Ap=1D — (ae/D)=0.5 ae
1D<Ap=1.5D — (ae/D)=0.25
1.5D<Ap=2D — (ae/D)=0.1
|
ap ‘

1

« RE E {iI Unit of Length (mm)
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| 4% Feature

- MNEJEEIRRS - AUlm JJEECl EHRMEHE ) - BRIERA -The front cutting head is replaceable, effective cost-saving.
JIE R TRE=E
Flutes Insert Insert Qty.
BT50-CBMC63-200L 200 285 63 M24x3.0P 3 SP.1204 57 7.40
BT50-CBMC63-260L 260 345 63 M24x3.0P 3 SP.1204 75 8.10
BT50-CBMC80-200L 200 285 80 M24x3.0P 4 SP.1204 76 10.0

| B3 Accessories
TR

Insert

SP.1204 M5-10-6.3-43 T20K 5.0

E—

J] & TRE= (KGS) %‘E.#’é .

Flutes Insert Qty. Weight Specificaion
CBMC63-42L 42 63 3 12 0.60 CBMC63-M16-83L 83 M16 10 0.14
CBMC80-42L 42 80 4 16 1.00 CBMC80-M16-93L 93 M16 12 0.20

| 2861 Example

1

« RE E{iI Unit of Length (mm)
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SPE ROUGH CUTTING END MILL
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| 4525 Feature
- RAMEMIENME

- BEETRIEE - BITRE B _REEMELREE

—o_-
(+)

- Made of anti-vibration tool steel.
- After the heat treatment, we will finish the cutter again for better

accuracy.
HE nE 7 A R RmE GE

Profile Flutes Insert Insert Qty. Insert Insert Qty. Weight
SPE-40-56L-2T A 173 56 40 42 2 LP.1504 SP.1204 5 1.45
SPE-40-50L-4T A 155 64 40 32 4 AP.1503 SD..0903 16 0.92
SPE-50-97L-4T B 224 97 50 50.8 4 LP.1504 SP.1204 18 2.69
SPE-50-158L-4T B 284 158 50 50.8 4 LP.1504 SP.1204 30 3.15

| B2 f3= Accessories

1
A =
Insert Wrerﬂ%
LP.1504 M5-11-6.4-43 T20 5.0
AP..1503 M4-10-5.0-43 T15 3.0
SD..0903 M4-10-5.0-43 T15 3.0
SP.1204 M5-11-6.4-43 T20 5.0
SAUHRE .12mm
Max. Ap. 12mm
s RE T
Slotting Shoulder milling

« RE E {iI Unit of Length (mm)
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CHAINE ROUGH CUTTING END MILL
HKOUIT
P ’é‘ﬁﬁﬁ Alloyed Steels O|O0| O
m A 4§ stainless Steels PIHIAREE Cutting Condition
ISO  [4¢|#58 Castiron o @ =& 14 Continuous Cutting
28 PR REES S AuminumsAl u O — #5114l General Cutting
| =32 4% Refractory Alloys W Ef#&IH Interrupted Cutting
SN S8 EF4 Hard Material (@)

3% [ BT 7 T R A
Layer coated Mi Pci'glifgﬁcgérﬁéﬁted R~ (mm)
micro grain carbide

CHF HF Size i

Drawing

RM4025
OM5005

( B OM4010
[ B OM4025

APMT1503-R01 952| 15 | 318 | 08 )
_— N(@]\‘“‘
LPMT1504-R01 ° 127]1588] 476 | - ,
O]
- S B
SDMT090308-R01 oo 952| - [318] 08 E
g = B
u SPET120408-M02 S ° 127 - | 476 08 ,
Lo | \jj
u SPMT120408-R01 ° 127 - | 476 08 P

AP_155P_125D_09LP_15 tHIME A 353K Cutting Parameter

WINTME TN EIRE TIR#M&E tIHRE )R
Machining Materials Processing Type Grade Vc(m/min) fz(mm/rev)
BH1E Slotting 90~120 0.05~0.10
N OM4010
RI3E 10T Side Milling 110~140 0.08~0.13
FH4& Slotting 90~110 0.05~0.10
{E& & Low-Alloy Steels OM4025
- Y {8132 /0T Side Milling 110~130 0.08~0.13
BH1E Slotting 90~110 0.05~0.10
- RM4025
{822 70T Side Milling 110~130 0.08~0.13
BH1E Slotting 70~100 0.05~0.10
N N - OM4010
B30T Side Milling 90~120 0.06~0.15
BH4E Slotting 70~90 0.05~0.10
5% Alloyed Steels OM4025
=& Alloy B2 T Side Milling 90~110 0.06~0.15
BH1E Slotting 70~90 0.05~0.10
- RM4025
FI3E 10T Side Milling 90~110 0.06~0.15
OM4010 130~190 0.06~0.15
K§#E#H Stainless Steels I3 T Side Milling
OM4025 130~170 0.06~0.15
BH1E Slotting 70~90 0.18~0.12
#58 Cast Iron OM4025
" EEANT Side Milling 90~150 0.10~0.15
B1& Slotting
fna® Aluminum&Al OM5005 450(500~700 1.2(1.2~1.8
- BIEMT Side Milling ( ) ( )

| EEHEEEE =(1000x VIHIZERE )+(3.14x JJESME) Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).
| FRIE#E4S (mm/min)= B84 x JJET# x T8 Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.
« RE E{iI Unit of Length (mm)
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| 4525 Feature

-RANEMIESME
- BETRIER - BITRE  BR_REBEFRELERE

- Made of anti-vibration tool steel.
- After the heat treatment, we will finish the cutter again for better

accuracy.
] & JREE
Flutes Insert Qty.
APE-2020-28L-2T 107 28 20 20 2 5 AP..1003 0.23
APE-2525-37L-2T 125 37 25 25 2 8 AP..1003 041
APE-3232-46L-3T 135 46 32 32 3 15 AP..1003 0.70

| B3 Accessories

HEF

— b

Wrench

AP..1003 M2.5-6.45-3.7-43 1.2

Rz T 50T BREMT
SHOULDER MILLING PROFILE MILLING SLOTTING
h v @20 22 @20| 14 R S
5 0.1 2.2xfz
. fﬁnﬂ%ﬁ) . fiﬁmjrjnlﬁﬁ) 5| 30 22| 1 02 1.4xfz
Ar \J0.08[012] 0.1 Ar \J 0.15 [ 0.20 @32| 37 @32| 23 0.5 1.0xfz
8 10 | 10 10 | 30 | 35
® 16 15 | 18 25 | 15 | 38 | 45 @40 44 w40 27 (1); g'jx?
8 | 15 | 18 | 20 20 | 45 | - : X1z
"® 6 [20 [ 25 | 28 10 | 40 | 50 :D:
b7 |8 |20 2528 40 [ 15 | 50 | 60
16 | 3.0 | 38 | 40 20 | 60
KW KW @ @
RN T
SLOTTING )
e — —
I
wER BIER )
D f (mmirev) D f (mmirev) = Ao
Ap \J0.08 [ 0412 ] 01 Ap \J 010 | 0.15 | 020 .
9 |18 22|25 20 | 44 | 55 | 68
2025 18 | 32 | 40 | 45 32 | 30 |58 78] 92
27 55 | 58 40 |78 | 10
KW KW

« RE E {iI Unit of Length (mm)
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APE i 7 Bl §% 7]

rare

cHAIN B APE ROUGH CUTTING END MILL
HOUIT
I = <& 8 Alloyed Steels (@]
m 440 Stainless Steels HIHIAREE Cutting Condition::
ISO QS %4 Cast Iron @ E/&t]H| Continuous Cutting
s M 32 %522 % Aluminum&Al m|lo|O O — #1714 General Cutting
| &85 £ Refractory Alloys o) W ER&TIH| Interrupted Cutting
| S8 E 4 Hard Material
- BNIEESE
= 3 L 1] N A
ﬁg}:t1’ﬁﬂ . Micro grain Rt (mm)
Layer coated micro grain .
carbide alloy
CHF HF Size
G
Drawing
o n O un
Q e 2
3 s 22
E O O
* APEX100304PDFR-FO1 [ BN J 6.68 | 105|238 | 04 ¥
’ 4} A
ey N T
APGT100304PDFR-F04 [ ] 6.68 | 10.5| 238 | 04 r
= Lor .,
fr—— [ L]
~ APHT1003PDFR-FO3 o 6.68 | 104 | 347 | 0.8
s\ L]
APKT100304PDER-M04 [ ] 6.68 | 105|238 | 04 ="
HT o g,
] [
APKT1003PDER-MO05 [ ) 6.68 | 10.5 | 347 - =7
e s
* & Recommended
AP_10 tIHI1&#4 81383 Cutting Parameter
WINTIHE JR#&E IEIEE sYELRS I #F
Machining Materials Grade Vc(m/min) fz(mm/rev) Ap(mm)
EE & Low-Alloy Steels RM4130 60~300 0.10~0.25 1.0~2.0
& Alloyed Steels RM4130 60~300 0.10~0.25 1.0~2.0
K Stainless Steels RM4130 120~160 0.10~0.25 0.5~1.5
OM5005 400~850 0.05~0.30 1.5~3.0
faa s Aluminum&Al OM5060 400~850 0.05~0.30 1.5~3.0
RM5005 400~850 0.05~0.30 1.5~3.0
=& &< Refractory Alloys RM535 25~40 0.10~0.20 0.8~1.5

| EEHEEEE =(1000x VIHIZERE )+ (3.14x JJESNME) Spindle Speed=(1000x Cutting speed)+(3.14xCutter outer diameter).
| FRIE#E4S (mm/min)= BYJ#4 x JJET# x T8 Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.

A196 &> CHAIN

HEAOWAY

« RE E{iI Unit of Length (mm)




TSDZ A28 20700 L

TSD VARIETY OF HOLE TYPES MACHINING £

FHE AL R RXAL

Oblique Face  Enlarge Hole Cross Hole

@ U

FEAL HE AL
Half Hole Target Drllls Concave Face

A\ 7EFEZE]E Tips

| TEREN TR RRAIEERT - BEENT/IL - BREBENEE

AHBiE6E
Drilling irregular surface slope angle must be within 6° with no spot

drill needed.

| e 0AR 706 - MM E30%~50%
Reduce 30% to 50% feed speed during engage and retract.

| EREEMIRE - BRENF0.2mm

\\u\ Gap b/w layers must be within 0.2mm when drilling stacking layer.
\H \ll\ | e BESK REmES - DaETMIEE

Available for dr|II|ng irregular or bending plates.

Mies /JESam
Correctly adjust the exact pressures of coolant can provide you stable
operation and extended cutter life.

///J
==
"/%

@ | EreayERIERMENE - ARREBIEY - REETERE -
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(C>) TSD AT R thiEHEE (2 85 ) L

CHAIN B TSD SQUARE INSERT HIGH SPEED DRILL

HEAOWAY

HoOouIT
Dx2

>

¢

| 4525 Feature

- 4 edges are usable on 1 insert, effective cost-saving.

- JJRERO@EYIO - I BEMBEBIERR - Both inner and outer flutes use the same type of square
-JRBRNBRNRNTEEHEERTR @ EFEASEE - BAEE inserts, which is easy for stock management, prevent mis-
- BT REATER RS ERNE N E IR EE assembly and reduce cutter damaging.

C25-TSD13-26L 106 56 26 31 13 25 SP..0502 0.32
C25-TSD14-28L 108 56 28 33 14 25 SP..0502 0.33
C25-TSD15-30L 110 56 30 35 15 25 SP..0502 0.33
C25-TSD16-32L 114 56 32 37 16 25 SP.0602 0.34
C25-TSD17-34L 116 56 34 39 17 25 SP..0602 0.35
C25-TSD18-36L 118 56 36 41 18 25 SP..0602 0.36
C25-TSD19-38L 120 56 38 43 19 25 SP..0602 0.37
C25-TSD20-40L 122 56 40 45 20 25 SP.0602 0.38
C25-TSD21-42L 124 56 42 47 21 25 SP..0602 0.39
C25-TSD22-44L 126 56 44 49 22 25 SP.07T3 0.60
C32-TSD23-46L 134 60 46 51 23 32 SP.07T3 0.61
C32-TSD24-48L 136 60 48 53 24 32 SP.07T3 0.61
C32-TSD25-50L 138 60 50 55 25 32 SP.07T3 0.64
C32-TSD26-52L 140 60 52 57 26 32 SP.07T3 0.66
C32-TSD27-54L 142 60 54 59 27 32 SP.07T3 0.67
C32-TSD28-56L 146 60 56 61 28 32 SP.0904 0.68
C32-TSD29-58L 148 60 58 63 29 32 SP.0904 0.72
C32-TSD30-60L 150 60 60 65 30 32 SP..0904 0.74
C32-TSD31-62L 152 60 62 67 31 32 SP..0904 0.76
C32-TSD32-64L 154 60 64 69 32 32 SP.0904 0.78
C32-TSD33-66L 156 60 66 71 33 32 SP.0%04 0.80
C32-TSD34-68L 158 60 68 73 34 32 SP.1104 0.82
C32-TSD35-70L 160 60 70 75 35 32 SP.1104 0.84
C32-TSD36-72L 162 60 72 77 36 32 SP.1104 0.86
C32-TSD37-74L 164 60 74 79 37 32 SP.1104 0.88
C32-TSD38-76L 166 60 76 81 38 32 SP.1104 0.93
C32-TSD39-78L 168 60 78 83 39 32 SP.1104 0.94
C40-TSD40-80L 184 70 80 85 40 40 SP.1104 1.40
C40-TSD41-82L 186 70 82 87 41 40 SP.1104 1.38
C40-TSD42-84L 188 70 84 89 42 40 SP..1405 1.42
C40-TSD43-86L 190 70 86 91 43 40 SP..1405 1.44
C40-TSD44-88L 192 70 88 93 44 40 SP..1405 1.51
C40-TSD45-90L 194 70 90 95 45 40 SP..1405 1.57
C40-TSD46-92L 196 70 92 97 46 40 SP..1405 1.61
C40-TSD47-94L 198 70 94 99 47 40 SP..1405 1.66
C40-TSD48-96L 200 70 96 101 48 40 SP..1405 171
C40-TSD49-98L 202 70 98 103 49 40 SP..1405 1.77
C40-TSD50-100L 204 70 100 102 50 40 SP..1405 181

« EE E{iI Unit of Length (mm)
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(E)TSD MATI R HREETE (2 BYE)

CHAIN @ TSD SQUARE INSERT HIGH SPEED DRILL

HEAIOWAY
Dx2 0.5 Type

| 4525 Feature

- JJREREETIA - I B REMA - 4 edges are usable on 1 insert, effective cost-saving.
- TIRENaRAMATISEEERTIE  EEASEE - mAKRE - Both inner and outer flutes use the same type of square
E— T B e F O] TR 2R S S A S PR T) iR inserts, which is easy for stock management, prevent mis-

assembly and reduce cutter damaging.

ks
Insert
C25-TSD13.5-27L 107 56 27 32 135 25 SP..0502 0.33
C25-TSD14.5-29L 109 56 29 34 14.5 25 SP..0502 0.33
C25-TSD15.5-31L 113 56 31 36 155 25 SP..0602 0.34
C25-TSD16.5-33L 115 56 33 38 16.5 25 SP..0602 0.35
C25-TSD17.5-35L 117 56 35 40 17.5 25 SP..0602 0.36
C25-TSD18.5-37L 119 56 37 42 18.5 25 SP..0602 0.36
C25-TSD19.5-39L 121 56 39 44 19.5 25 SP..0602 0.37
C25-TSD20.5-41L 123 56 41 46 20.5 25 SP..0602 0.38
C25-TSD21.5-43L 125 56 43 48 215 25 SP..0602 0.39

| B2 #3 Accessories

T RE BAE
Insert gvﬁrfl% .I.(g:(;?l)e
SP.0502 M2-4.3-2.7-60-T6-TIN Té6 0.6
SP.0602 M2.2-5.2-3.1-60-T7-TIN T7 0.9
SP.07T3 M2.5-6.33-3.5-48-T8-TIN T8 1.2
SP.0904 M3.5-8.4-5.0-60-T10-TIN T10 2.0
SP.1104 M4-9.35-5.65-60-T15-TIN T15 3.0
SP..1405 M5-12.8-7.0-60-T20-TIN T20 5.0

« RE E {iI Unit of Length (mm)
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CHAIN B TSD SQUARE INSERT HIGH SPEED DRILL

HEAOWAY

HoOouIT
D)€

| %% Feature

-JJRERMNEYID - ol BMERIERA - 4 edges are usable on 1 insert, effective cost-saving.
TR ENSRMATSEEERTIE  EEASEE - BARE - Both inner and outer flutes use the same type of square
CE—T]E 8 Tl ER 2 S A A T) i inserts, which is easy for stock management, prevent mis-

assembly and reduce cutter damaging.

7R
Insert
C20-TSD13-39L 111 50 39 44 13 20 SP..0502 0.20
C20-TSD14-42L 114 50 42 47 14 20 SP..0502 0.18
C20-TSD15-45L 117 50 45 50 15 20 SP..0502 0.21
C25-TSD16-48L 130 56 48 53 16 25 SP..0602 0.31
C25-TSD17-51L 133 56 51 56 17 25 SP..0602 0.32
C25-TSD18-54L 136 56 54 59 18 25 SP..0602 0.34
C25-TSD19-57L 139 56 57 62 19 25 SP..0602 0.35
C25-TSD20-60L 142 56 60 65 20 25 SP..0602 0.37
C25-TSD21-63L 145 56 63 68 21 25 SP..0602 0.38
C25-TSD22-66L 148 56 66 71 22 25 SP..07T3 0.39
C25-TSD23-69L 157 60 69 74 23 25 SP..07T3 0.44
C25-TSD24-72L 160 60 72 77 24 25 SP..07T3 0.44
C25-TSD25-75L 163 60 75 80 25 25 SP..07T3 0.46
C32-TSD23-69L 157 60 69 74 23 32 SP..07T3 0.66
C32-TSD24-72L 160 60 72 77 24 32 SP..07T3 0.67
C32-TSD25-75L 163 60 75 80 25 32 SP..07T3 0.72
C32-TSD26-78L 166 60 78 83 26 32 SP..07T3 0.73
C32-TSD27-81L 169 60 81 86 27 32 SP..07T3 0.75
C32-TSD28-84L 174 60 84 89 28 32 SP..0904 0.78
C32-TSD29-87L 177 60 87 92 29 32 SP..0904 0.81
C32-TSD30-90L 180 60 90 95 30 32 SP..0904 0.83

| B2 #2 Accessories

TIE : wEFE

Insert gvﬁjrﬂ%
SP.0502 M2-4.3-2.7-60-T6-TIN T6 0.6
SP.0602 M2.2-5.2-3.1-60-T7-TIN T7 0.9
SP.07T3 M2.5-6.33-3.5-48-T8-TIN T8 1.2
SP.0904 M3.5-8.4-5.0-60-T10-TIN T10 20
SP.1104 M4-9.35-5.65-60-T15-TIN T15 3.0
SP..1405 M5-12.8-7.0-60-T20-TIN T20 5.0

« RE E{iI Unit of Length (mm)
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CHAIN @ TSD SQUARE INSERT HIGH SPEED DRILL

HEAOWAY

D)€

| 4525 Feature

- JJRERO@EYIO - I BEMBEBIERR - 4 edges are usable on 1 insert, effective cost-saving.
-JIRROBEMATSERERTR  BEEESERE ARG - Bothinner and outer flutes use the same type of square
- B— 7] B 41 F Tl FaRy 2t 4 Sa A A R T BB inserts, which is easy for stock management, prevent mis-

assembly and reduce cutter damaging.

C32-TSD31-93L 183 60 93 98 31 32 SP..0904 0.88
C32-TSD32-96L 186 60 96 101 32 32 SP..0904 0.90
C32-TSD33-99L 189 60 99 104 33 32 SP..0904 0.93
C32-TSD34-102L 192 60 102 107 34 32 SP..1104 0.98
C32-TSD35-105L 195 60 105 110 35 32 SP..1104 0.99
C32-TSD36-108L 198 60 108 113 36 32 SP..1104 1.09
C32-TSD37-111L 201 60 111 116 37 32 SP..1104 1.08
C32-TSD38-114L 204 60 114 119 38 32 SP..1104 112
C32-TSD39-117L 207 60 117 122 39 32 SP..1104 1.22
C40-TSD40-120L 224 70 120 125 40 40 SP..1104 1.74
C40-TSD41-123L 227 70 123 128 41 40 SP..1104 179
C40-TSD42-126L 230 70 126 131 42 40 SP..1405 1.62
C40-TSD43-129L 233 70 129 134 43 40 SP..1405 1.70
C40-TSD44-132L 236 70 132 137 44 40 SP..1405 1.75
C40-TSD45-135L 239 70 135 140 45 40 SP..1405 1.84
C40-TSD46-138L 242 70 138 143 46 40 SP..1405 1.92
C40-TSD47-141L 245 70 141 146 47 40 SP..1405 1.97
C40-TSD48-144L 248 70 144 149 48 40 SP..1405 2.06
C40-TSD49-147L 251 70 147 152 49 40 SP..1405 212
C40-TSD50-150L 254 70 150 155 50 40 SP..1405 222

| B2 #% Accessories

244 wF
Insert I
SP.0904 M3.5-8.4-5.0-60-T10-TIN T10 2.0
SP.1104 M4-9.35-5.65-60-T15-TIN T15 3.0
SP.1405 M5-12.8-7.0-60-T20-TIN T20 5.0

| =

« RE E {iI Unit of Length (mm)
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CHAIN B TSD SQUARE INSERT HIGH SPEED DRILL

HEAOWAY
HKOUIT

| 4525 Feature

- JJREREMEYIA - IBMREME - 4 edges are usable on 1 insert, effective cost-saving.
-JRRNBERMATIEERER IR -  BEEESEE - MARK - Both inner and outer flutes use the same type of square
- B— 7] B 41 F Tl FaRy 2t 4 Sa A A R T BB inserts, which is easy for stock management, prevent mis-

assembly and reduce cutter damaging.

EE
mere (KG9
Weight
C20-TSD13.5-40.5L 112.5 50 40.5 45.5 13.5 20 SP.0502 0.18
C20-TSD14.5-43.5L 115.5 50 43.5 48.5 14.5 20 SP.0502 0.21
C25-TSD15.5-46.5L 128.5 56 46.5 51.5 155 25 SP..0602 0.32
C25-TSD16.5-49.5L 131.5 56 495 54.5 16.5 25 SP.0602 0.33
C25-TSD17.5-52.5L 134.5 56 52.5 57.5 17.5 25 SP.0602 0.33
C25-TSD18.5-55.5L 137.5 56 55.5 60.5 185 25 SP..0602 0.35
C25-TSD19.5-58.5L 140.5 56 58.5 63.5 19.5 25 SP..0602 0.38
C25-TSD20.5-61.5L 143.5 56 61.5 66.5 20.5 25 SP..0602 0.38
C25-TSD21.5-64.5L 146.5 56 64.5 69.5 215 25 SP.0602 0.40
C32-TSD22.5-67.5L 155.5 60 67.5 72.5 22.5 32 SP.07T3 0.65
C32-TSD23.5-70.5L 158.5 60 70.5 75.5 23.5 32 SP.07T3 0.66
C32-TSD24.5-73.5L 161.5 60 735 78.5 24.5 32 SP.07T3 0.71
C32-TSD25.5-76.5L 164.5 60 76.5 815 255 32 SP.07T3 0.72
C32-TSD26.5-79.5L 167.5 60 79.5 84.5 26.5 32 SP.07T3 0.75
C32-TSD27.5-82.5L 170.5 60 82.5 87.5 27.5 32 SP.07T3 0.76
C32-TSD28.5-85.5L 175.5 60 85.5 90.5 28.5 32 SP..0904 0.80
C32-TSD29.5-88.5L 178.5 60 88.5 93.5 29.5 32 SP.0904 0.82
C32-TSD30.5-91.5L 181.5 60 91.5 96.5 30.5 32 SP.0904 0.87
C32-TSD31.5-94.5L 184.5 60 94.5 99.5 31.5 32 SP.0904 0.89
C32-TSD32.5-97.5L 187.5 60 97.5 102.5 325 32 SP.0904 0.92
C32-TSD33.5-100.5L 190.5 60 100.5 105.5 335 32 SP.0904 0.96

| B2 f3= Accessories

TIE wFE H|AE

Insert gvﬁrﬂ% T(t:c?::)e
SP.0502 M2-4.3-2.7-60-T6-TIN T6 0.6
SP.0602 M2.2-5.2-3.1-60-T7-TIN T7 0.9
SP.07T3 M2.5-6.33-3.5-48-T8-TIN T8 1.2
SP.0904 M3.5-8.4-5.0-60-T10-TIN T10 20
SP.1104 M4-9.35-5.65-60-T15-TIN T15 3.0
SP..1405 M5-12.8-7.0-60-T20-TIN T20 5.0

« RE E{iI Unit of Length (mm)
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CHAIN @ TSD SQUARE INSERT HIGH SPEED DRILL

HEAOWAY
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| 4% Feature

-JJRERMNEYID - ol BMBERER A - 4 edges are usable on 1 insert, effective cost-saving.
-JREERNERANRNTSEEAEERTIR  EEA5EE  BAREK - Both inner and outer flutes use the same type of square
- A—7] B kG O TERh e A S e K A S PR T 2 i inserts, which is easy for stock management, prevent mis-

assembly and reduce cutter damaging.

ks
Insert
C25-TSD13-52L 132 56 52 57 13 25 SP..0502 0.34
C25-TSD14-56L 136 56 56 61 14 25 SP..0502 0.34
C25-TSD15-60L 140 56 60 65 15 25 SP..0502 0.36
C25-TSD16-64L 146 56 64 69 16 25 SP..0602 0.37
C25-TSD17-68L 150 56 68 73 17 25 SP..0602 0.38
C25-TSD18-72L 154 56 72 77 18 25 SP..0602 0.40
C25-TSD19-76L 158 56 76 81 19 25 SP..0602 0.41
C25-TSD20-80L 162 56 80 85 20 25 SP..0602 0.43
C25-TSD21-84L 166 56 84 89 21 25 SP..0602 0.45
C25-TSD22-88L 170 56 88 93 22 25 SP..07T3 0.67
C32-TSD23-92L 180 60 92 97 23 32 SP..07T3 0.69
C32-TSD24-96L 184 60 96 101 24 32 SP..07T3 0.71
C32-TSD25-100L 188 60 100 105 25 32 SP..07T3 0.74
C32-TSD26-104L 192 60 104 109 26 32 SP..07T3 0.77
C32-TSD27-108L 196 60 108 113 27 32 SP..07T3 0.81
C32-TSD28-112L 202 60 112 117 28 32 SP..0904 0.86
C32-TSD29-116L 206 60 116 121 29 32 SP..0904 0.88
C32-TSD30-120L 210 60 120 125 30 32 SP..0904 0.94
C32-TSD31-124L 214 60 124 129 31 32 SP..0904 0.96
C32-TSD32-128L 218 60 128 133 32 32 SP..0904 1.01
C32-TSD33-132L 222 60 132 137 33 32 SP..0904 1.06
C32-TSD34-136L 226 60 136 141 34 32 SP..1104 1.07
C32-TSD35-140L 230 60 140 145 35 32 SP..1104 1.12
C32-TSD36-144L 234 60 144 149 36 32 SP..1104 1.15
C32-TSD37-148L 238 60 148 153 37 32 SP..1104 1.21
C32-TSD38-152L 242 60 152 157 38 32 SP..1104 1.24
C32-TSD39-156L 246 60 156 161 39 32 SP..1104 1.33

i«
&

> = o

« RE E {iI Unit of Length (mm)
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CHAIN B TSD SQUARE INSERT HIGH SPEED DRILL

HEAOWAY
| Dxd e

| 4525 Feature

- JJREREMEYIA - B REME - 4 edges are usable on 1 insert, effective cost-saving.
TR ENBRMATISEEERTIE  EEASEE - mAKRE - Both inner and outer flutes use the same type of square
- BT Bt B E e R AN € T Bl inserts, which is easy for stock management, prevent mis-

assembly and reduce cutter damaging.

C40-TSD40-160L 264 70 160 165 40 40 SP.1104 1.80
C40-TSD41-164L 268 70 164 169 41 40 SP.1104 181
C40-TSD42-168L 272 70 168 173 42 40 SP..1405 1.83
C40-TSD43-172L 276 70 172 177 43 40 SP..1405 1.93
C40-TSD44-176L 280 70 176 181 44 40 SP..1405 2.00
C40-TSD45-180L 284 70 180 185 45 40 SP..1405 213
C40-TSD46-184L 288 70 184 189 46 40 SP..1405 2.20
C40-TSD47-188L 292 70 188 193 47 40 SP..1405 2.28
C40-TSD48-192L 296 70 192 197 48 40 SP..1405 2.38
C40-TSD49-196L 300 70 196 201 49 40 SP..1405 248
C40-TSD50-200L 304 70 200 205 50 40 SP..1405 261

| B2 Accessories

RE BOE

— = (N.m)

Wrench Torque
SP.0502 M2-4.3-2.7-60-T6-TIN T6 0.6
SP.0602 M2.2-5.2-3.1-60-T7-TIN T7 0.9
SP.07T3 M2.5-6.33-3.5-48-T8-TIN T8 1.2
SP.0904 M3.5-8.4-5.0-60-T10-TIN T10 20
SP.1104 M4-9.35-5.65-60-T15-TIN T15 3.0
SP..1405 M5-12.8-7.0-60-T20-TIN T20 5.0

i«
&

> = o

« RE E{iI Unit of Length (mm)
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CHAIN @ TSD SQUARE INSERT HIGH SPEED DRILL

HEAOWAY

Dx5

K 2

| 4525 Feature

-JJREANEYIO - IBEMBERERA - 4 edges are usable on 1 insert, effective cost-saving.

- TIRENaRMATISEEERTIE  EEASEE - MARE - Both inner and outer flutes use the same type of square

- B DA MR R REERNALEE AR o e e O e amangement, prevent mis

s
Insert

C25-TSD16-80L 162 56 80 85 16 25 SP..0602 0.38
C25-TSD17-85L 167 56 85 90 17 25 SP..0602 0.40
C25-TSD18-90L 172 56 90 95 18 25 SP..0602 0.42
C25-TSD19-95L 177 56 95 100 19 25 SP.0602 0.44
C25-TSD20-100L 182 56 100 105 20 25 SP.0602 0.46
C25-TSD21-105L 187 56 105 110 21 25 SP..0602 0.49
C25-TSD22-110L 192 56 110 115 22 25 SP.07T3 0.50
C32-TSD23-115L 203 60 115 120 23 32 SP.07T3 0.75
C32-TSD24-120L 208 60 120 125 24 32 SP.07T3 0.77
C32-TSD25-125L 213 60 125 130 25 32 SP.07T3 0.80
C32-TSD26-130L 218 60 130 135 26 32 SP.07T3 0.83
C32-TSD27-135L 223 60 135 140 27 32 SP.07T3 0.87
C32-TSD28-140L 230 60 140 145 28 32 SP.0904 0.93
C32-TSD29-145L 235 60 145 150 29 32 SP..0904 0.97
C32-TSD30-150L 240 60 150 155 30 32 SP..0904 1.01
C32-TSD31-155L 245 60 155 160 31 32 SP.0904 1.06
C32-TSD32-160L 250 60 160 165 32 32 SP.0904 1.11
C32-TSD33-165L 255 60 165 170 33 32 SP.0904 1.17
C32-TSD34-170L 260 60 170 175 34 32 SP.1104 1.20
C32-TSD35-175L 265 60 175 180 35 32 SP.1104 1.26
C32-TSD36-180L 270 60 180 185 36 32 SP.1104 1.31
C32-TSD37-185L 275 60 185 190 37 32 SP.1104 1.36
C32-TSD38-190L 280 60 190 195 38 32 SP.1104 1.45
C32-TSD39-195L 285 60 195 200 39 32 SP.1104 1.51
C40-TSD40-200L 304 70 200 205 40 40 SP.1104 2.20
C40-TSD41-205L 309 70 205 210 41 40 SP.1104 2.40

| B2 3= Accessories

- RE HHE
Insert ——= N
Wrench Torque
SP.0602 M2.2-5.2-3.1-60-T7-TIN T7 0.9
SP.07T3 M2.5-6.33-3.5-48-T8-TIN T8 1.2
SP.0904 M3.5-8.4-5.0-60-T10-TIN T10 20
SP.1104 M4-9.35-5.65-60-T15-TIN T15 3.0
SP..1405 M5-12.8-7.0-60-T20-TIN T20 5.0

« RE E {iI Unit of Length (mm)
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20 = 5 §fi] Alloyed Steels O 0]
m R§E M stainless Steels tIHIRRE Cutting Condition:

|59 [ @ §= 53 CastIron O @ EZ&1])HI Continuous Cutting

Pkl V42 B 5254 AuminumsAl [ W | O —# 1 General Cutting
S| =85 % Refractory Alloys W & Y)H] Interrupted Cutting
= | S TEE A/ Hard Material

S B RBARIHI B IR &
Layer coated Mi ro‘giai emented R~F (mm)
micro grain carbide

CHF HF Size B

Drawing
N o o o
N ™ ™ o)
(@) -~ (@] o
S o < y)
S > > S
[a'4 [a'4 [a'4 [24
SPGT050204-M02 ° ° 5 - 238 04
SPGT060204-M02 ° ° 6 - 238 04
SPGT07T308-M02 ° ° 794 | - [397] 08
SPGT090408-M02 ° ° 98 | - | 43 | 08
SPGT110408-M02 ° ° 115 | - | 476 ]| 08
SPGT140512-M02 ° ° 143 - [ 52 ] 12
% SPMT050204-M03 oo 5 - 238 04
* SPMT060204-M03 oo 6 - [ 238 04
% SPMT07T308-M03 oo 794 - [397] o8
% SPMT090408-M03 oo 98 | - | 43 | o8
% SPMT110408-M03 oo 115 | - | 476 ]| 08
% SPMT140512-M03 oo 143 - [ 52 [ 12 | ="
* SPMT050204-MT oo 5 - 238 04 © E ‘
% SPMT060204-MT o0 6 - | 238 04 | jj
% SPMTO7T308-MT oo 794 | - [397] 08
% SPMT090408-MT oo 98 | - | 43 | 08
% SPMT110408-MT oo 115 - [476] 08
* SPMT140512-MT oo 143 ] - |52 | 12
* #EE Recommended
SP 05.06.07.09.11.14 tIH/s####3%k Cutting Parameter
4o
W HE TEHE | EEE B (mmirev)
b L e Vem/min) | 513.915 | 516022 | 223033 | 034041 | 242-650
RM4025 180~260 006~0.12 | 006~0.10 | 006~0.12 | 0.12~024 | 0.12~0.25
E& 28 Low-Alloy Steels
RM4030 180~260 006~012 | 006~0.10 | 006~0.12 | 0.12~024 | 0.12~0.25
RM4025 140~200 005~008 | 008~0.15 | 0.10~0.18 | 0.08~0.15 | 0.10~0.18
&40 Alloyed Steels
RM4030 140~200 005~008 | 008~0.15 | 0.10~0.18 | 0.08~0.15 | 0.10~0.18
RM4025 120~180 005~0.10 | 006~0.12 | 008~0.15 | 0.10~0.17 | 0.12~0.20
R## M Stainless Steels
RM4030 120~180 005~0.10 | 006~0.12 | 008~0.15 | 0.10~0.17 | 0.12~0.20
$83) Cast Iron RM3130 120~180 005~0.10 | 006~0.12 | 008~0.15 | 0.10~0.17 | 0.12~0.20
RM5005 338~380 006~0.14 | 008~0.18 | 0.12~022 | 0.14~025 | 0.14~0.28
$EE % Aluminum&Al
RM5060 338~380 006~0.14 | 008~0.18 | 0.12~022 | 0.14~025 | 0.14~0.28

| EEHEEZE =(1000x PIHIERRE )+ (3.14x JJESME) Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).
| REEELA (mm/min)= BY)E#A x JJETE x T#EEE Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.

« RE E{iI Unit of Length (mm)
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CHAIN @ ZSD SIDE FIXED SPIRAL FLUTE SPADE DRILL

HEAOWAY

D)4

12

GF:::=;=5::==;!§::::::: R == —

C20-ZSD1315-105L 13-15 20 50 | 105 | SDZ13~SDZ15 T8 M2.5-6.33-3.5-48-T8-TIN
C20-ZSD1517-120L 15-17 20 50 | 120 | SDz15~SDz17 T8 M2.5-6.33-3.5-48-T8-TIN
C25-7SD1821-150L 18-21 25 244 55| 150 | SDz18~SDz21 T9 M3-8.0-4.4-60/M3-7.5-4.2-53
C25-75D2224-170L 22-24 25 55| 170 | SDz22~SDZ24 T9 M3-8.0-4.4-60/M3-7.5-4.2-53
C32-ZSD2529-205L 25-29 32 60 | 205 | SDz25~SDZ29 T15 M4-8.75-5.6-60/M4-9.5-5.5-55
C32-ZSD3034-255L 30-34 32 60 | 255 | SDZ30~SDZ34 T15 M4-8.75-5.6-60/M4-9.5-5.5-55
B 2 8/ Alloyed Steels (0] (0]
m R§EEM Stainless Steels IHIARBE Cutting Condition :
ISO O 5 Cast Iron & @ E#&1H Continuous Cutting
x| B8R R ERE & Aluminum&Al O — #2474 General Cutting
S S8 A& $ Refractory Alloys m ETZEIH Interrupted Cutting
SN S EM Hard Material

SER B Bt ()

Layer coated micro grain

CHF Size B

Sh e Drawing
(@] —
¥ o
> >
O
new  SDZ13003 ° ° 13 - 3.18 -
new  SDZ14003 ° ° 14 - 3.18 -
new  SDZ15003 ° ° 15 - 3.18 -
new  SDZ16003 ° ° 16 - 3.18 -
new  SDZ17003 ° ° 17 - 3.18 -
new  SDZ180T3 ° ° 18 - 3.97 -
new  SDZ190T3 ° ° 19 - 3.97 -
new  SDZ200T3 ° ° 20 - 3.97 -
new  SDZ210T3 ° ° 21 - 3.97 - ;
n New  SDZ220T3 ° ° 22 - 3.97 - f”z\ H
new  SDZ230T3 () () 23 - 3.97 - —
new  SDZ240T3 ° ° 24 - 3.97 - | O © ‘ o
New  SDZ25004 ° ° 25 - 476 - ’
New  SDZ26004 ° ° 26 - 476 -
New  SDZ27004 ° ° 27 - 476 -
New  SDZ28004 ° ° 28 - 476 -
New  SDZ29004 ° ° 29 - 476 -
new  SDZ30004 ° ° 30 - 476 -
new  SDZ31004 ° ° 31 - 476 -
new  SDZ32004 ° ° 32 - 476 -
new  SDZ33004 ° ° 33 - 476 -
new  SDZ34004 ° ° 34 - 476 -

NEW #ram New Product

« RE E {iI Unit of Length (mm)
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| 452 Feature
- REANEEIERME - Made of anti-vibration tool steel.
CEEETEIES . ETISIE . Bt T REIBFELES - /aﬁgil;;lg;e/ heat treatment, we will finish the cutter again for better
E8
Ijnjse):\t (KCFS)
Weight
C25-SD16-32L 119 63 32 35 16 25 WC..0302 0.38
C25-SD17-34L 120 64 34 37 17 25 WC..0302 0.38
C25-SD18-36L 122 66 36 39 18 25 WC..0302 0.39
C25-SD19-38L 124 68 38 41 19 25 WC..0302 0.40
C25-SD20-40L 126 70 40 43 20 25 WC..0302 0.41
C25-SD21-42L 128 72 42 45 21 25 WC..0402 0.43
C32-SD22-44L 136 76 44 47 22 32 WC..0402 0.62
C32-SD23-46L 138 78 46 49 23 32 WC..0402 0.64
C32-5SD24-48L 141 81 48 51 24 32 WC..0402 0.66
C32-SD25-50L 142 82 50 53 25 32 WC..0402 0.66
C32-SD26-52L 144 84 52 55 26 32 WC..0503 0.68
C32-SD27-54L 146 86 54 57 27 32 WC..0503 0.69
C32-SD28-56L 148 88 56 59 28 32 WC..0503 0.72
C32-SD29-58L 150 90 58 61 29 32 WC..0503 0.73
C32-SD30-60L 152 92 60 63 30 32 WC..0503 0.75
C32-SD31-62L 154 94 62 65 31 32 WC..06T3 0.76
C32-SD32-64L 156 96 64 67 32 32 WC..06T3 0.78
C32-SD33-66L 159 99 66 70 33 32 WC..06T3 0.82
C32-SD34-68L 160 100 68 71 34 32 WC..06T3 0.83
C32-SD35-70L 162 102 70 73 35 32 WC..06T3 0.84
C32-SD36-72L 164 104 72 75 36 32 WC..06T3 0.88
C32-SD37-74L 166 106 74 77 37 32 WC..06T3 0.92
C32-SD38-76L 168 108 76 79 38 32 WC..06T3 0.94
C32-SD39-78L 170 110 78 81 39 32 WC..06T3 0.97
C40-SD40-80L 185 115 80 83 40 40 WC..06T3 147
C40-SD41-82L 187 117 82 85 41 40 WC..06T3 1.49
C40-SD42-84L 189 119 84 87 42 40 WC..0804 155
C40-SD43-86L 191 121 86 89 43 40 WC..0804 1.56
C40-SD44-88L 194 124 88 91 44 40 WC..0804 1.63
C40-SD45-90L 195 125 90 93 45 40 WC..0804 1.65
C40-SD46-92L 197 127 92 95 46 40 WC..0804 179
C40-SD47-94L 199 129 94 97 47 40 WC..0804 1.84
C40-SD48-96L 201 131 96 99 48 40 WC..0804 176
C40-SD49-98L 202 132 98 101 49 40 WC..0804 1.87
C40-SD50-100L 204 134 100 103 50 40 WC..0804 1.93
C40-SD51-102L 206 136 102 105 51 40 WC..0804 119
C40-SD52-104L 208 138 104 107 52 40 WC..0804 0.20
C40-SD53-106L 210 140 106 109 53 40 WC..0804 0.20
C40-SD54-108L 212 142 108 111 54 40 WC..0804 2.08
C40-SD55-110L 215 145 110 113 55 40 WC..0804 2.20
C40-SD56-112L 217 147 112 115 56 40 WC..0804 2.30
C40-SD57-114L 219 149 114 117 57 40 WC..0804 2.40
C40-SD58-116L 221 151 116 119 58 40 WC..0804 245
C40-SD59-118L 223 153 118 121 59 40 WC..0804 2.70

« RE E{iI Unit of Length (mm)
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CHAIN @ SD INDEXABLE HIGH SPEED DRILL

HEAOWAY
Dx3 0.5 Type

| 4525 Feature

- REREMIERME - Made of anti-vibration tool steel.
- mEpESETEL | EITISIS . Bie T REIRFELEES - Qg;ﬁ:;tzli heat treatment, we will finish the cutter again for better
Ijnjse)?t (%Gf)
Weight
C25-SD16.5-48L 134 78 48 51 16.5 25 WC..0302 0.39
C25-SD17.5-51L 133 77 51 54 17.5 25 WC..0302 041
C25-SD18.5-54L 140 84 54 57 185 25 WC..0302 0.42
C25-SD19.5-57L 143 87 57 60 19.5 25 WC..0302 0.43
C25-SD20.5-60L 145 89 60 63 20.5 25 WC..0302 0.45
C25-SD21.5-63L 148 92 63 66 215 25 WC..0402 0.46
C32-SD22.5-66L 155 95 66 69 225 32 WC..0402 0.66
C32-SD23.5-69L 160 100 69 72 235 32 WC..0402 0.66
C32-SD24.5-72L 164 104 72 75 24.5 32 WC..0402 0.70
C32-SD25.5-75L 167 107 75 78 255 32 WC..0402 0.73

| B2 3= Accessories

-~ ; Gt
Insert —i |
Wrench
WC..0302 M2.5-5.5-3.35-60 T8 1.2
WC..0402 M2.5-6.0-3.5-60 T8 12
WC..0503 M3-8.0-4.4-60 T9 14
WC..06T3 M3.5-8.0-5.0-60 T15 3.0
WC..0804 M4-10-5.7-60 T15 3.0

« RE E {iI Unit of Length (mm)
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O
| %% Feature
- RERETETERVE - Made of anti-vibration tool steel
CEERTEIES . EATISIE . Mt T REIEFIEAES - After the heat treatment, we will finish the cutter again for better
accuracy.
EE
I7r35e):‘t )
Weight
C25-SD16-48L 134 78 48 51 16 25 WC..0302 0.39
C25-sD17-51L 137 81 51 54 17 25 WC..0302 0.40
C25-SD18-54L 140 84 54 57 18 25 WC..0302 0.41
C25-SD19-57L 143 87 57 60 19 25 WC..0302 0.43
C25-SD20-60L 146 90 60 63 20 25 WC..0302 0.44
C25-SD21-63L 149 93 63 66 21 25 WC..0402 0.45
C32-SD22-66L 158 98 66 69 22 32 WC..0402 0.66
C32-SD23-69L 161 101 69 72 23 32 WC..0402 0.69
C32-SD24-72L 164 104 72 75 24 32 WC..0402 0.69
C32-SD25-75L 167 107 75 78 25 32 WC..0402 0.72
C32-SD26-78L 170 110 78 81 26 32 WC..0503 0.73
C32-SD27-81L 173 113 81 84 27 32 WC..0503 0.76
C32-SD28-84L 176 116 84 87 28 32 WC..0503 0.79
C32-SD29-87L 179 119 87 90 29 32 WC..0503 0.81
C32-SD30-90L 182 122 90 93 30 32 WC..0503 0.82
C32-SD31-93L 185 125 93 96 31 32 WC..06T3 0.86
C32-SD32-96L 188 128 96 99 32 32 WC..06T3 0.88
C32-SD33-99L 191 131 99 102 33 32 WC..06T3 0.92
C32-SD34-102L 194 134 102 105 34 32 WC..06T3 0.95
C32-SD35-105L 197 137 105 108 35 32 WC..06T3 1.00
C32-SD36-108L 200 140 108 111 36 32 WC..06T3 1.04
C32-SD37-111L 203 143 111 114 37 32 WC..06T3 111
C32-SD38-114L 206 146 114 117 38 32 WC..06T3 112
C32-SD39-117L 209 149 117 120 39 32 WC..06T3 1.18
| B4 & Accessories
ks
Insert
WC..0302 M2.5-5.5-3.35-60 T8 1.2
WC..0402 M2.5-6.0-3.5-60 T8 1.2
WC..0503 M3-8.0-4.4-60 T9 1.4
WC..06T3 M3.5-8.0-5.0-60 T15 30
WC..0804 M4-10-5.7-60 T15 30

« RE E{iI Unit of Length (mm)

A210 €E&>CHAIN

HEAOWAY




0
C
-
=
z
()

(ColSD =R PEME G EE)

CHAIN @ SD INDEXABLE HIGH SPEED DRILL

HEAOWAY

D)€

O
| 4525 Feature

- RERETTERVNE - Made of anti-vibration tool steel.
CEEETEIES . ETISIE . M T REIBFELES - /:é’zil;;lg;e/ heat treatment, we will finish the cutter again for better
EE
I7r35e):‘t )

Weight

C40-SD40-120L 225 155 120 123 40 40 WC..06T3 1.64
C40-SD41-123L 228 158 123 126 41 40 WC..06T3 173
C40-SD42-126L 231 161 126 129 42 40 WC..0804 178
C40-SD43-129L 234 164 129 132 43 40 WC..0804 1.82
C40-SD44-132L 238 168 132 135 44 40 WC..0804 1.84
C40-SD45-135L 240 170 135 138 45 40 WC..0804 1.96
C40-SD46-138L 243 173 138 141 46 40 WC..0804 1.97
C40-SD47-141L 246 176 141 144 47 40 WC..0804 2.38
C40-SD48-144L 249 179 144 147 48 40 WC..0804 211
C40-SD49-147L 252 182 147 150 49 40 WC..0804 2.25
C40-SD50-150L 254 184 150 153 50 40 WC..0804 2.28
C40-SD51-153L 257 187 153 156 51 40 WC..0804 2.40
C40-SD52-156L 260 190 156 159 52 40 WC..0804 242
C40-SD53-159L 263 193 159 162 53 40 WC..0804 2.49
C40-SD54-162L 266 196 162 165 54 40 WC..0804 2.63
C40-SD55-165L 270 200 165 168 55 40 WC..0804 2.85
C40-SD56-168L 273 203 168 171 56 40 WC..0804 2.92
C40-SD57-171L 275 205 171 174 57 40 WC..0804 3.01
C40-SD58-174L 279 209 174 177 58 40 WC..0804 3.19
C40-SD59-177L 282 212 177 180 59 40 WC..0804 3.21
C40-SD60-180L 285 215 180 183 60 40 WC..0804 341

| B2 Accessories

24 wF
7R =
— b
Insert Wrench
WC..06T3 M3.5-8.0-5.0-60 T15 3.0
WC..0804 M4-10-5.7-60 T15 3.0

« RE E {iI Unit of Length (mm)
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| 4525 Feature
- RERETTERVNE - Made of anti-vibration tool steel.
CEEETEIES . ETISIE . M T REIBFELES - After the heat treatment, we will finish the cutter again for better

accuracy.

C25-SD16-64L 150 94 64 67 16 25 WC..0302 0.39
C25-SD17-68L 154 98 68 71 17 25 WC..0302 0.42
C25-SD18-72L 158 102 72 75 18 25 WC..0302 0.44
C25-SD19-76L 162 106 76 79 19 25 WC..0302 0.44
C25-SD20-80L 166 110 80 83 20 25 WC..0302 0.47
C25-SD21-84L 170 114 84 87 21 25 WC..0402 0.48
C32-SD22-88L 180 120 88 91 22 32 WC..0402 0.69
C32-SD23-92L 184 124 92 95 23 32 WC..0402 0.71
C32-SD24-96L 188 128 96 99 24 32 WC..0402 0.74
C32-SD25-100L 192 132 100 103 25 32 WC..0402 0.78
C32-SD26-104L 196 136 104 107 26 32 WC..0503 0.80
C32-SD27-108L 200 140 108 111 27 32 WC..0503 0.82
C32-SD28-112L 204 144 112 115 28 32 WC..0503 0.84
C32-SD29-116L 208 148 116 119 29 32 WC..0503 0.89
C32-SD30-120L 212 152 120 123 30 32 WC..0503 0.94
C32-SD31-124L 216 156 124 127 31 32 WC..06T3 0.95
C32-SD32-128L 220 160 128 131 32 32 WC..06T3 1.04
C32-SD33-132L 224 164 132 135 33 32 WC..06T3 1.07
C32-SD34-136L 228 168 136 139 34 32 WC..06T3 1.08
C32-SD35-140L 232 172 140 143 35 32 WC..06T3 1.18
C32-SD39-156L 248 188 156 159 39 32 WC..06T3 1.36
C40-SD41-164L 269 199 164 167 41 40 WC..06T3 1.89
C40-SD44-176L 282 212 176 179 44 40 WC..0804 218
C40-SD47-188L 293 223 188 191 47 40 WC..0804 2.28
C40-SD49-196L 301 231 196 199 49 40 WC..0804 2.63
C40-SD54-216L 320 250 216 219 54 40 WC..0804 3.22
C40-SD59-236L 341 271 236 239 59 40 WC..0804 3.75

| B2 Accessories

TIE % wEFE
Insert EVﬁJnd%
WC..0302 M2.5-5.5-3.35-60 T8 1.2
WC..0402 M2.5-6.0-3.5-60 T8 1.2
WC..0503 M3-8.0-4.4-60 T9 14
WC..06T3 M3.5-8.0-5.0-60 T15 3.0
WC..0804 M4-10-5.7-60 T15 3.0

« RE E{iI Unit of Length (mm)
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| B2 3= Accessories
- oA AER TR EEF AR OETIEERMA - Replaceable insert holder for larger diameter.
- BYURERRAK - Effective cost-saving.
B Ry N -t ARV ES - Enhanced rigidity improves cutting efficiency.

| e 5 [ 9% 44 ==
A 5T B EEE ad 7B R

Insert X
Lock Screw Weight

C40-CSD6161-195L 195 61 40 ICSD6165 OCsDé61 @61~@65mm | BH-M8-20 WC..06T3 6.05
C40-CSD6162-195L 195 62 40 ICSD6165 OCSDé2 @61~@65mm | BH-M8-20 WC..06T3 6.09
C40-CSD6163-195L 195 63 40 ICSD6165 OCSD63 @61~@65mm | BH-M8-20 WC..06T3 6.11
C40-CSD6164-195L 195 64 40 ICSD6165 OCSDé4 @61~@65mm | BH-M8-20 WC..06T3 6.13
C40-CSD6165-195L 195 65 40 ICSD6165 OCSDé65 @61~@65mm | BH-M8-20 WC..06T3 5.90
C40-CSD6666-210L 210 66 40 ICSD6670 OCSD66 @66~@70mm | BH-M8-20 WC..06T3 7.42
C40-CSDé6667-210L 210 67 40 ICSD6670 OCSsDhé67 @66 ~@70mm | BH-M8-20 WC..06T3 7.42
C40-CSD6668-210L 210 68 40 ICSD6670 OCSDé8 @66~@70mm | BH-M8-20 WC..06T3 7.44
C40-CSD6669-210L 210 69 40 ICSD6670 OCSDé69 @66 ~@70mm | BH-M8-20 WC..06T3 7.46
C40-CSDé6670-210L 210 70 40 ICSD6670 0OCsD70 @66 ~@70mm | BH-M8-20 WC..06T3 7.50
C40-CSD7171-225L 225 71 40 ICSD7175 OCsD71 @71~@75mm | BH-M8-20 WC..06T3 7.62
C40-CsD7172-225L 225 72 40 ICSD7175 0OCsD72 @71~@75mm | BH-M8-20 WC..06T3 7.62
C40-CSD7173-225L 225 73 40 ICSD7175 OCSD73 @71~@75mm | BH-M8-20 WC..06T3 7.63
C40-CSD7174-225L 225 74 40 ICSD7175 OCSD74 @71~@75mm | BH-M8-20 WC..06T3 7.64
C40-CsD7175-225L 225 75 40 ICSD7175 OCSD75 @71~@75mm | BH-M8-20 WC..06T3 7.65
C40-CSD7676-240L 240 76 40 ICSD7680 OCsD76 @76 ~@80mm | BH-M8-22 WC..06T3 6.49
C40-CSD7677-240L 240 77 40 ICSD7680 OCsb77 @76 ~D80mm | BH-M8-22 WC..06T3 8.80
C40-CSD7678-240L 240 75 40 ICSD7680 OCsD78 @76 ~@80mm | BH-M8-22 WC..06T3 8.82
C40-CSD7679-240L 240 79 40 ICSD7680 OCSD79 @76 ~@80mm | BH-M8-22 WC..06T3 8.84
C40-CSD7680-240L 240 80 40 ICSD7680 OCsD80 @76 ~D80mm | BH-M8-22 WC..06T3 8.84

Inner Edge  Outter Edge Range

| B3 Accessories

BANE T

@
f

(N.m) —)

7] R

Insert b
Torque Wrench

WC..06T3 M3.5-8.0-5.0-60 T15K 3.0 PT5

1

« RE E {iI Unit of Length (mm)
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N 244 Alloyed Steels (@)
m K##4H Stainless Steels TIHIFREE Cutting Condition :

K 2] | [N . .
ISO $544 Cast Iron @ E#&1])HI Continuous Cutting

23 QIERESSE AuminumsAl | O O —#tJIH| General Cutting

SRa® e _
Refractory Alloys W ETZEYIH Interrupted Cutting

| S1EEH Hard Material

BMHIEE S E B~F (mm)

Micro grain cemented carbide

HF Size B
Drawing

WCKTO030208
WCKTO040208

WCKTO050308
WCKTO06T308

WCKT080408

556 | 38 | 238 | 0.8

635 | 43 | 238 | 08
794 | 54 | 318 | 08
9.525| 65 | 397 | 08 L" =7

\ d
12.7 8.7 476 0.8

( BN BN BN AN B GHO5

WCMX030208-M01
WCMT040208-M01

é WCMT050308-M01
WCMT06T308-M01

_ WCMX080412-M01

556 | 38 | 238 | 08
635 | 43 | 238 | 08

7.94 | 54 | 318 | 08 AN |
9.525| 65 | 397 | 08 Eﬁw-
. . . . ao'e \'/\ L

12.7 | 87 | 476 | 1.2

WC_O304050608 tIHIME A 2353 Cutting Parameter

WINTHE T CIClled =& ey
Machining Materials Grade Vc(m/min) 220 DR 220~925 DI~ | 925~945 IR @45 DI~
{E& &M Low-Alloy Steels PET30 100~200 0.05~0.12 0.06~0.15 0.08~0.17 0.10~0.20
&1 Alloyed Steels PET30 80-160 0.05~0.12 0.06~0.15 0.08~0.17 0.10~0.20
A4#4f Stainless Steels PET30 70-140 0.05~0.12 0.06~0.12 0.08~0.15 0.10~0.20
#5148 Cast Iron PET30 70-180 0.06~0.10 0.08~0.15 0.08~0.20 0.10~0.30
taE® Aluminum&Al GHO5 150~250 0.05~0.10 0.10~0.20 0.12~0.23 0.20~0.30

« RE E{iI Unit of Length (mm)
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| 4525 Feature

- BB EEHEREENIE

HKOUIT

- To adjust a drilling diameter by adjusting diameter range either
enlarging or reducing.

g6 PR I TSR o A 0 )

BRPOSHESE

e Milling Machine Adjustment  Lathe Machine Adjustment
EC-2532-48 54 25 32 49 -0.2~+0.5 -0.15~+0.2 0.14
EC-3240-53 59 ) 32 40 58 -0.2~+0.5 -0.15~+0.2 0.20
| ShREBAER TR

Adjust the drill hole diameter for milling process

@ FETHR—EEREREFEEE  HWERLESMZIEMAE - (FLEBE)

Please mark an index as a datum by yourself and make an adjustment he scale on the eccentric sleeve.(see diagram 1)
@ EHEAMTAEE  ROEGE+HSEES - SR/ TAEE  ROE™E6(-)S S -

Rotate in direction of (+) to enlarge the diameter of cutting hole.

Rotate in direction of (-) to smaller the diameter of cutting hole.

A\

i5E= Cautions:

— RO AR E R #E

Do not use the fixed shaft of collet.

~ Ef EMZIERITEE

Take the scale on sleeve as a standard index.

C RERREERMIL

Check the actual cutting diameter after adjustment.
e

di
CARBROBHREE - ALER

\ sy p N . N N— )
© EEROEDR - BERE3~05 mm AEEFEEAROESIME LOIES - B EERZFEOERS - : : h : B
Please use adjustable round bar of @3~@5mm which inserted into the slot for rotating the eccentric sleeve. i %%%%mﬁ}gr%v?ggsggégtédjustment of center sight:

O EEABEDEN TARERS, - LUROESHITIEROE - $%84%EE - TBAIEIRL , BIEE Double check the hole diameter per recommended

SEENT] - (FE2EE2) adjustment of center height.

Set screw for side A of chuck: fasten screw at the slot opening area of eccentric sleeve.

Set screw for side B of chuck: slightly screw is enough (see diagram 2)

| SRR TR BEIEIR - HEMEAT

Adjust machining diameter for milling process EEAE Sightly screw for side B of shank

adjustable scale ARIEBHZEHE atindicated area.

Bl - @31mmi&Ea Drill head

FETEREEN
Please mark an index as a datum by yourself

I DN TAE R ZE ZB & (mm)

Adjustable range for cutting diameter

| ERPO SRR

Adjust center height of lathe

BHANEE - AZZHRPLOSRBSIER -

EHAIRE P OFEBAEEN0.5mMmBEEZ - Bl OE2aE0 - IUTERS -

BNERBPLE : 1. 8ABETZ 2 8ZELARImm -

The lathe issue mostly caused by the high offset of center height.

The center height is appropriate if there remains 0.5mm diameter of core on the end side of hole.
Required center height adjustment for the following condition:

1. No core remained 2. Core diameter larger than 1mm.

| AT E
Adjustment methods.
(1) 1R ONE BI9ME I B ZUFE (B K FR) $9 2E SER IME E TR FL B b R
(2) AT - [E(+)AEEEROERS ; ECHKERRKRIMmE - B(-)5 @EEROER
(3) iR (R OERM - FAERO3~05 mm AEEBEEAROESIMNME CWIIEES - BloieEA
BROES -
(4) BEBER ENTIEERIEAE - UROESHTIERORE - BEETME
1) Align the scale of eccentric sleeve (for lathe use) to the center of pin hole for coolant (drill head outside).
2) Rotate in direction of "+" if no core exist. Rotate in direction of "-" if the core diameter is more than 1mm.
3) Please use adjustable round bar of @3~@5mm which inserted into the slot for rotating the eccentric sleeve.

4) When using the shank to fix the set screw, directly lock the drill head on the slot opening of eccentric sleeve.

Fasten the lock screw on

AR
-02~+0.5 ( MIAEHEEBAjustment range for hole diameter: -0.2~+0.5mm)
B1 B2
Drawing 1 Drawing 2

IO ERE-BERMIA

Adjust center height for lathe machining

o0 W EE S & (mm)

Adjustable range for center height
S E
-0.15~+0.2

« RE E {iI Unit of Length (mm)
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| 4585 Feature
- RANEMTEEME - Made of anti-vibration tool steel.
_mEsIERE . BITBE . Be T REBFELES - After the heat treatment, we will finish the cutter again for better
- IR ERNEID - AR A - chg;gyﬁsable, effective cost-saving.
-
I7r3$e)|:'|‘t (K@S)
Weight
FDC-80x08B22 40 80 18 45 22 8 8 SP.0602 0.73
FDC-100x08B27 40 100 19 50 27 8 10 SP.0602 0.96
FDC-100x10B27 40 100 19 50 27 10 10 SP.0602 1.03
FDC-100x14B27 40 100 19 50 27 14 10 SP.0903 1.02
FDC-125x10B32 45 125 43 70 32 10 12 SP.0602 1.70
FDC-125x12B32 45 125 43 70 32 12 12 SP.0903 1.70
FDC-160x12B40 50 160 50 80 40 12 14 SP.0903 2.70
FDC-200x12B40 50 200 50 90 40 12 16 SP.0903 4.00
FDC-125x16B32 45 125 43 70 32 16 10 SP.1204 1.80
FDC-160x16B40 50 160 50 80 40 16 12 SP.1204 2.90
FDC-160x18B40 50 160 50 80 40 18 12 SP.1204 2.90
FDC-200x16B40 50 200 50 90 40 16 14 SP.1204 4.50
FDC-200x18B40 50 200 50 90 40 18 14 SP.1204 4.90
FDC-200x20B40 50 200 50 90 40 20 14 SP.1204 5.19

| B2 f3= Accessories

TR wF ANME
Insert —— b 7]
Wrench Torque
SP..0602 M2.2-5.2-3.1-60-T7-TIN T7 0.9
SP.0903 M4-10-5.7-60 T15 3.0
SP.1204 M5-11-6.4-43 T20 5.0

-

« RE E{iI Unit of Length (mm)
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HEAOWAY
HoOuIrT
P @ﬁﬁ[ﬂ Alloyed Steels O|lO | O
m Kfﬁﬁm Stainless Steels TIHRBE Cutting Condition :
IS0 K il ©l° © @ B4 1)H| Continuous Cutting
N
A% QN 58 R BRE B AluminuméAl u O —#& Il General Cutting
)| SRS B Refractory Alloys m H#i#& 4] Interrupted Cutting
H EEE}E*Z Hard Material O

BNIEESE
Micro grain cemented
carbide

HF HF

SR B

Layer coated micro grain

B
Drawing

OM4010
OM4025
OM5005

( B RM4025
[ B RM3130

SPMT060204-M01 6 - 238 | 04 _ " E
SPMT090308-M01 [ ] 9.8 - 3.18 | 0.8
N
SPMWO090304 oo 9525 - |[3.18| 04 BH
[T B R
SPET120408-M02 [ BN J (] 12.7 - 476 | 0.8 _ B
B
SPMT120408-R01 [ ] 12.7 - 476 | 0.8 0 E
= B
SP 06.09.12 tIHl{&g1ER Cutting Parameter
WAL HE JIR#E tIERE YA ] =
Machining Materials Grade Vc(m/min) fz(mm/rev) Ap(mm)
OM4010 100~220 0.10~0.35 2.0~9.0
&£ Low-Alloy Steels OM4025 100~220 0.10~0.35 2.0~9.0
RM4025 100~220 0.10~0.35 2.0~9.0
OM4010 70~120 0.10~0.25 1.0~5.0
&% Alloyed Steels OM4025 70~120 0.10~0.25 1.0~5.0
RM4025 70~120 0.10~0.25 1.0~5.0
OM4010 130~200 0.12~0.30 3.0~8.0
R$#E 4 Stainless Steels
OM4025 130~200 0.12~0.30 3.0~8.0
OM4025 100~210 0.10~0.20 2.0~9.0
§=84 CastIron
RM3130 100~210 0.10~0.20 2.0~9.0
SREE Aluminum&Al OM5005 450(500~700) 1.2(1.2~1.8) 2.0~9.0

| EEHEEEE =(1000x PIHIZERE )+(3.14x JJEIME ) Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).
| RIEE4 (mm/min)= B4 x JJE T8 x TR Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.

« RE E {iI Unit of Length (mm)
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GDC-80x04B22 40 80 28 45 22 4 10 SN..1102 0.50
GDC-80x05B22 40 80 28 45 22 5 10 SN..1103 0.50
GDC-80x06B22 40 80 28 45 22 6 8 SN..1203 0.55
GDC-80x07B22 40 80 28 45 22 7 9 SN..1203 0.57
GDC-80x08B22 40 80 28 45 22 8 9 SN..1203 0.70
GDC-80x09B22 40 80 28 45 22 9 8 SN..1205 0.60
GDC-80x10B22 40 80 28 45 22 10 8 SN..1205 0.62
GDC-80x12B22 40 80 28 45 22 12 8 SN..1207 0.66
GDC-80x14B22 40 80 28 45 22 14 9 SN..1207 0.70
GDC-100x04B27 40 100 33 50 27 4 12 SN..1102 0.74
GDC-100x05B27 40 100 33 50 27 5 12 SN..1103 0.70
GDC-100x06B27 40 100 33 50 27 6 10 SN..1203 0.73
GDC-100x07B27 40 100 33 50 27 7 9 SN..1203 0.76
GDC-100x08B27 40 100 33 50 27 8 9 SN..1203 0.80
GDC-100x09B27 40 100 33 50 27 9 10 SN..1205 0.82
GDC-100x10B27 40 100 33 50 27 10 10 SN..1205 0.86
GDC-100x12B27 40 100 33 50 27 12 10 SN..1207 0.90
GDC-100x14B27 40 100 33 50 27 14 9 SN..1207 0.98
GDC-125x04B32 45 125 43 70 32 4 14 SN..1102 1.30
GDC-125x05B32 45 125 43 70 32 5 14 SN..1103 1.40
GDC-125x06B32 45 125 43 70 32 6 12 SN..1203 1.40
GDC-125x07B32 45 125 43 70 32 7 12 SN..1203 1.45
GDC-125x08B32 45 125 43 70 32 8 12 SN..1203 1.45
GDC-125x09B32 45 125 43 70 32 9 12 SN..1205 1.58
GDC-125x10B32 45 125 43 70 32 10 12 SN..1205 1.58
GDC-125x12B32 45 125 43 70 32 12 12 SN..1207 1.65
GDC-125x14B32 45 125 43 70 32 14 12 SN..1207 1.76
GDC-160x06B40 50 160 50 920 40 6 16 SN..1203 2.60
GDC-160x07B40 50 160 50 90 40 7 15 SN..1203 2.60
GDC-160x08B40 50 160 50 90 40 8 15 SN..1203 2.80
GDC-160x09B40 50 160 50 90 40 9 16 SN..1205 2.80
GDC-160x10B40 50 160 50 920 40 10 16 SN..1205 2.90
GDC-160x12B40 50 160 50 90 40 12 16 SN..1207 3.08
GDC-160x14B40 50 160 50 90 40 14 15 SN..1207 0.23

| B2 3= Accessories

RE

—

Wrench
SN..1102 M3-3.5-5.0-90 T7 0.9
SN..1103 M3-4.3-5.0-90 T7 0.9
SN..1203 M4-5.0-6.2-90 T15 3.0
SN..1205 M4-8.2-6.2-90 T15 3.0
SN..1207 M4-11-6.2-90-T15-TIN T15 3.0

=

« RE E{iI Unit of Length (mm)
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b2

SDC-100x04A25.4 254 100 41 4 12 12 SN..1102 0.38
SDC-100x05A25.4 254 100 41 5 12 12 SN..1103 0.44
SDC-100x06A25.4 254 100 41 6 12 10 SN..1203 0.45
SDC-100x07A25.4 254 100 41 7 12 9 SN..1203 0.49
SDC-100x08A25.4 254 100 41 8 12 9 SN..1203 0.54
SDC-100x10A25.4 254 100 41 10 12 10 SN..1205 0.59
SDC-100x11A25.4 254 100 41 11 12 10 SN..1207 0.62
SDC-100x12A25.4 254 100 41 12 12 10 SN..1207 0.66
SDC-100x14A25.4 254 100 41 14 16 9 SN..1207 0.77
SDC-125x04A25.4 254 125 41 4 12 14 SN..1102 0.58
SDC-125x05A25.4 254 125 41 5 12 14 SN..1103 0.63
SDC-125x06A25.4 254 125 41 6 12 12 SN..1203 0.69
SDC-125x07A25.4 254 125 41 7 12 12 SN..1203 0.75
SDC-125x08A25.4 254 125 41 8 12 12 SN..1203 0.81
SDC-125x09A25.4 254 125 41 9 12 12 SN..1205 0.86
SDC-125x10A25.4 254 125 41 10 12 12 SN..1205 0.94
SDC-125x12A25.4 254 125 41 12 12 12 SN..1207 1.05
SDC-125x14A25.4 254 125 41 14 16 12 SN..1207 1.20
SDC-160x06A25.4 254 160 41 6 12 16 SN..1203 1.04
SDC-160x07A25.4 254 160 41 7 12 15 SN..1203 0.17
SDC-160x08A25.4 254 160 41 8 12 15 SN..1203 1.26
SDC-160x09A25.4 254 160 41 9 12 16 SN..1205 1.35
SDC-160x10A25.4 254 160 41 10 12 16 SN..1205 1.48
SDC-160x12A25.4 254 160 41 12 12 16 SN..1207 1.74
SDC-160x14A25.4 254 160 41 14 16 15 SN..1207 1.99

| B2 f-3= Accessories

R 4% wF

o — I

Screw Wrench
SN..1102 M3-3.5-5.0-90 T7 0.9
SN..1103 M3-4.3-5.0-90 T7 0.9
SN..1203 M4-5.0-6.2-90 T15 3.0
SN..1205 M4-8.2-6.2-90 T15 3.0
SN..1207 M4-11-6.2-90-T15-TIN T15 3.0

-

« RE E {iI Unit of Length (mm)
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b2

SDC-63x04B22 22 63 34 4 8 8 SN..1102 0.27
SDC-63x05B22 22 63 34 5 8 8 SN..1103 0.28
SDC-63x06B22 22 63 34 6 8 6 SN..1203 0.28
SDC-80x04B22 22 80 34 4 8 10 SN..1102 0.31
SDC-80x05B22 22 80 34 5 8 10 SN..1103 0.33
SDC-80x06B22 22 80 34 6 8 8 SN..1203 0.35
SDC-100x04B27 27 100 41 4 12 12 SN..1102 0.38
SDC-100x05B27 27 100 41 5 12 12 SN..1103 0.44
SDC-100x06B27 27 100 41 6 12 10 SN..1203 0.45
SDC-100x07B27 27 100 41 7 12 SN..1203 0.49
SDC-100x08B27 27 100 41 8 12 SN..1203 0.54
SDC-100x10B27 27 100 41 10 12 10 SN..1205 0.59
SDC-100x12B27 27 100 41 12 12 10 SN..1207 0.70
SDC-100x14B27 27 100 41 14 12 9 SN..1207 0.70
SDC-125x04B32 32 125 47 4 12 14 SN..1102 0.58
SDC-125x05B32 32 125 47 5 12 14 SN..1103 0.63
SDC-125%06B32 32 125 47 6 12 12 SN..1203 0.69
SDC-125x07B32 32 125 47 7 12 12 SN..1203 0.75
SDC-125x08B32 32 125 47 8 12 12 SN..1203 0.81
SDC-125x09B32 32 125 47 9 12 12 SN..1205 0.86
SDC-125x10B32 32 125 47 10 12 12 SN..1205 0.94
SDC-125x12B32 32 125 47 12 12 12 SN..1207 1.05
SDC-125x14B32 32 125 47 14 12 12 SN..1207 1.20

| B2t Accessories

i RE BNE
Insert — )
Wrench Torque
SN..1102 M3-3.5-5.0-90 T7 0.9
SN..1103 M3-4.3-5.0-90 T7 0.9
SN..1203 M4-5.0-6.2-90 T15 3.0
SN..1205 M4-8.2-6.2-90 T15 3.0
SN..1207 M4-11-6.2-90-T15-TIN T15 3.0

=

« RE E{iI Unit of Length (mm)
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b2

SDC-160x06B40 40 160 55 6 12 16 SN..1203 1.04
SDC-160x07B40 40 160 55 7 12 15 SN..1203 0.17
SDC-160x08B40 40 160 55 8 12 15 SN..1203 1.26
SDC-160x09B40 40 160 55 9 12 16 SN..1205 1.35
SDC-160x10B40 40 160 55 10 12 16 SN..1205 1.48
SDC-160x12B40 40 160 55 12 12 16 SN..1207 1.74
SDC-160x14B40 40 160 55 14 12 15 SN..1207 1.99
SDC-200x06B50 50 200 69 6 12 18 SN..1203 -

SDC-200x08B50 50 200 69 8 12 18 SN..1203 -

SDC-200x10B50 50 200 69 10 12 18 SN..1205 -

SDC-200x12B50 50 200 69 12 12 18 SN..1207 -

SDC-200x14B50 50 200 69 14 14 18 SN..1207 3.20
SDC-250x08B50 50 250 69 8 12 24 SN..1203 4.30
SDC-250x10B50 50 250 69 10 12 24 SN..1205 4.30
SDC-250x12B50 50 250 69 12 12 24 SN..1207 4.50
SDC-250x14B50 50 250 69 14 14 24 SN..1207 4.50

| B2 Accessories

TIE w"FE
Insert ﬁhc%
SN..1203 M4-5.0-6.2-90 T15 3.0
SN..1205 M4-8.2-6.2-90 T15 3.0
SN..1207 M4-11-6.2-90-T15-TIN T15 3.0

[\ #EE! Cautions!

TNRZ=ER - BERJIRAE
(MEIRALBEL)

When installing inserts,

need to notice the direction
of the nose. (red aim point of
drawing)

-

« RE E {iI Unit of Length (mm)
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NEW

d2
T
dl

d4
®d3

| 42 Feature

-NEER - OEREHERENESEH - Designed for small diameters, and be able to work with the carbide
extension shank.

S%IEZ%. d1 d2 i d4 b1 b2 11 12 ® o Fﬁis Ijnjse)jt
SDC-40-04M10 40 18.5 14 16 4 4.9 8.3 10.7 3 M10 4 SNFX1102
SDC-40-05M10 40 18.5 14 16 5 5.9 8.3 10.7 3 M10 4 SNFX1103
SDC-50-04M12 50 23 16 18 4 4.9 11 13 3 M12 6 SNFX1102
SDC-50-05M12 50 23 16 18 5 5.9 11 13 3 M12 6 SNFX1103
SDC-50-06M12 50 23 16 18 [ 6.9 11 13 3 M12 4 SNFX1203

- & SOM 2 F A £AZ BO0O

(> USDC = /& 18l 8 7]

CHAIN i SDC INDEXABLE SIDE DISC CUTTER FOR SMALL DIAMETER

HEAOWAY

INBW

‘ L @d
11 12
29
bl,

@d

Sﬁsﬁl. d & b1 L 11 2 Ffﬂ%ﬁs Ijnjse):‘t
SDC-04-5025-150 50 25 23 4 150 11 134 4 SNFX1102
SDC-05-5025-150 50 25 23 5 150 10 134 4 SNFX1103
SDC-04-6332-150 63 32 35 4 170 17 148 4 SNFX1102

| B2 3= Accessories
TR w"F ANE

Insert — k= (N.m)

Wrench Torque
SN..1102 M3-3.5-5.0-90 T7 0.9

« RE E{iI Unit of Length (mm)
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CHAIN ASDC ADJUSTABLE SIDE DISC CUTTER (|
HoOuIrT

be N. BW

e

Y& TR E= (KGS)
Ae Flutes Insert Seat Insert Weight
ASDC-100-0608A25.4-6T-SN1203 | 254 | 100 | 41 | 6~8 | 12 | 25 | & | ASPCCAOCOE-SNI203R o\ 4505] 27

ASDC-CA0608-SN1203-L

ASDC-CA0810-SN1205-R
ASDC-100-0810A25.4-6T-SN1205 | 254 | 100 | 41 |8~10| 12 25 6 ASDC-CAO0810-SN1205-L SN..1205 -

ASDC-CA1012-SN1207-R
ASDC-100-1012A25.4-6T-SN1207 | 254 | 100 | 41 |10~12| 12 25 6 ASDC-CA1012-SN1207-L SN..1207 -

ASDC-CA1214-SN1207-R
ASDC-100-1214A25.4-6T-SN1207 | 254 | 100 | 41 |12~14| 16 25 6 ASDC-CA1214-SN1207-L SN..1207 -

ASDC-CA0608-SN1203-R
ASDC-125-0608A25.4-8T-SN1203 | 254 | 125 | 41 | 6~8 12 25 8 ASDC-CA0608-SN1203-L SN..1203 -

ASDC-CA0810-SN1205-R
ASDC-125-0810A25.4-8T-SN1205 | 254 | 125 | 41 |8~10| 12 35 8 ASDC-CAO810-SN1205-L SN..1205 -

ASDC-CA1012-SN1207-R
ASDC-125-1012A25.4-8T-SN1207 | 254 | 125 | 41 |10~12| 12 35 8 ASDC-CA1012-SN1207-L SN..1207 -

ASDC-CA1214-SN1207-R
ASDC-125-1214A25.4-8T-SN1207 | 254 | 125 | 41 |12~14| 16 35 8 ASDC-CA1214-SN1207-L SN..1207 -

ASDC-CA0608-SN1203-R
ASDC-160-0608A25.4-10T-SN1203 | 254 | 160 | 41 6~8 12 45 10 ASDC-CAO608-SN1203-L SN..1203 -

ASDC-CA0810-SN1205-R
ASDC-160-0810A25.4-10T-SN1205 | 254 | 160 | 41 |8~10| 12 45 10 ASDC-CAO810-SN1205-L SN..1205 -

ASDC-CA1012-SN1207-R
ASDC-160-1012A25.4-10T-SN1207 | 254 | 160 | 41 |10~12| 12 45 10 ASDC-CA1012-SN1207-L SN..1207 -

ASDC-CA1214-SN1207-R
ASDC-160-1214A25.4-10T-SN1207 | 25.4 | 160 | 41 |12~14| 16 45 10 ASDC-CA1214-SN1207-L SN..1207 -

- ¥ BT/SCA #I#% 7142 BO0O - SBT/SCA {f## J]42 BO0OO
| #%) Example

AR TR R R ERERs  TEMESEEE  MBRT6~8mm (7%51%%%@@2mm )

Use the adjustable lock screw to fine-tune Insert seat tooth design for junction stability. Adjustable size 6~8mm.
the groove size. (Adjustable range 2mm)
| B2 Accessories
TR
Insert
SN..1203 M4-5.0-6.2-90 T15 3.0N.m
SN..1205 M4-8.2-6.2-90 T15 3.0N.m
SN..1207 M4-11-6.2-90-T15-TIN T15 3.0N.m

« RE E {iI Unit of Length (mm)
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AN & < 8l Alloyed Steels o0
m K480 Stainless Steels HIHIAKBE Cutting Condition
ISO WS #5 Cast Iron % @ B4 114 Continuous Cutting
N N85 R85 € Aluminum&Al [ | O —#3 4l General Cutting
S B 5% Refractory Alloys W Ef&tIH Interrupted Cutting
= S8 EH Hard Material (@)

BMNEESE
Micro grain cemented
carbide

CHF HF

B B

Layer coated micro grain

)i
Drawing

o wn n
~— N (@)
(@] (@) (@]
I = 0
> 3> >
O O O
SNFX1102 ole ° 1] - [ 23] -
SNFX1103 ole ° 11| - [27] - |
@ SNFX1203 o0 ® 127 - 3.2 - %
SNFX1205 o0 ° 127 - | 54| - |
SNFX1207 oo ° 27 - [ 7 - |-
wew SNFX120305 ole ° 127 - | 3205
wew  SNFX120310 ole ° 127 - [32] 1
wew  SNFX120315 ole ° 127 - |32 15
wew  SNFX120505 ole ° )
_ [ww SNFx120510 oo ° 127 - |54 1 1
@ wew SNFX120515 oo ° 127 - |54 | 15 |I2]
wew SNFX120516 oo ° 127 - |54 16 |- -
wew  SNFX120705 ole ° 127] - 7 | o5
wew  SNFX120710 ole ° 127 - 7 |1
wew  SNFX120715 ole ° 127 - 7 | 15

NEW #rga New Product

BUBREEEAT

Formula of average chip thickness

D= BYIME Effective outer diameter
f= B «f 0.11 =, /Q x f 0.31=f f= §Y)# 4 E Feed per flutes
Ap Ap Ap= tJJ7% Depth
hm= BB R B E Effective chip thickness

SN 11.12 tIHIR#EEIESR Cutting Parameter

WA TME JRME&E HIRE YRS
Machining Materials Grade Vc(m/min) (mm)
OM4010 90~250 0.08(0.06~0.12)
& %£48 Alloyed Steels
OM4025 90~230 0.08(0.06~0.12)
OM4010 55~110 0.06(0.06~0.12)
M| R#E88 Stainless Steels
OM4025 55~100 0.06(0.06~0.12)
#£83 Cast Iron OM4025 110~275 0.08(0.06~0.12)
faa = Aluminum&Al OM5005 500~700 0.15(0.15~0.17)

| EEhEEE =(1000x PIHIZEE )+ (3.14x JJEAME) Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).
| RIEELA (mm/min)= BY)E#A x JJETE x T#EE Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.
« RE E{iI Unit of Length (mm)
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(E)TGC REREHT]

CHAIN ll TGC INDEXABLE GROOVE MILLING CUTTER

HEAOWAY

| #6) Example L

| 4% Feature

- AR EE -Used for groove milling applications.
- ZEHY] - BRIRAME -Multiple cutting edges for efficient machining.
- WAL O BiRfE -Suitable for processing O-ring grooves.
K ) d d R E£ (KGS)
Spec. 1 Insert Weight
TGC-4020-125 40 2 125 20 30 TGAR 043
TGC-4420-125 44 3 125 20 34 4125-4400 05
| B2 #3& Accessories
ks
Insert
TGAR
4125-4400 M5-11-7.0-55 T20 6.5

CHAIN i TDC INDEXABLE SIDE DISC CUTTER

4,
di‘
LA
t“ 90°

| 4525 Feature

(G-1TDC = RIS T rare

I

. NEW

-EBMEMTEMME - Made of vibration resistance tool steel.
- BESTRIEE - BITBE B _REEFFESES - After the heat treatment, we will finish the cutter again for better
accuracy.
H iR JE TR wRF £ (KGS)
Ae Flutes Insert Wrench Weight
TDC-75x03B22 3 TGTN3 0.60
40 75 12,5 8
TDC-75x04B22 4 TGTN4 0.51
TDC-100x03B22 100 50 2 3 2 10 TGTN3 DW-70 0.79
TDC-100x04B22 50 4 TGTN4 0.81
TDC-125x03B22 125 3 375 P TGTN3 1.20
TDC-125%x04B22 4 ' TGTN4 2.03

« RE E {iI Unit of Length (mm)
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CHAINE TGC INDEXABLE GROOVE MILLING CUTTER (
B 2 <80 Alloyed Steels o|O|O
m A$4M Stainless Steels tIHIARBE Cutting Condition :
ISO O 5 Cast Iron °|° @ EEH Continuous Cutting
AN 2 5522 % Aluminum&Al ] O —f&t]HIl General Cutting
S| 558 5% Refractory Alloys W E7&TH] Interrupted Cutting
| St#E# Hard Material 0]

BHNIEEeE
Micro grain
cemented
carbide

CHF HF Size B
Drawing

% e B
Layer coated
micro grain

R~ (mm)

(@) uwn mn
- N o
(@] (@] o
s 5]
> 3> >
5 o o)
TGAR4125 oo 125 | 12 [1270[17.59| 476 | 0.20
TGAR4150 oo 150 | 3 [1270[17.59| 476 | 0.20
TGAR4175 oo 175 | 3 [1270[17.59| 476 | 0.20
TGAR4200 oo 200 | 3 1270|1759 476 | 0.20
, -
TGAR4235 oo 235 | 3 1270|1759 476 | 0.20 > ﬁ;‘
TGAR4250 oo 250 | 45 |1270(17.59| 476 | 0.30 s
TGAR4300 oo 300 | 45 |1270|17.59| 476 | 0.30
TGAR4350 oo 350 | 45 |1270|17.59| 476 | 0.30
TGAR4400 oo 400 | 45 [1270|17.59| 476 | 0.40
TGTN3 oloe ° - 113 31| 02 -
| ToTNa oo ° - | 113 41 |o025 & Q
T A ;‘r
TG _41.42.43.44 tDH15#48#E3 Cutting Parameter
& e
BRNTHE T R
Machining Materials Vbt W=0.5-1.2 W=1.25-2.25 W=2.3-3.25 W=4-4.5
N 540 Alloyed Steels 80~160 0.03~0.08 0.04~0.09 0.05~0.1 0.05~0.12
M| 488 Stainless Steels 60~130 0.03-007 0.04-0.08 0.05~0.09 0.05~0.1
745544 Cast Iron 80~300 0.03~0.08 0.04~0.09 0.05~0.1 0.05~0.12
N 51 &M Hard Material 80~120 - 0.02~0.05 0.03~0.07 -
TGTN 3.4 thH1E 25 Cutting Parameter
WINIHE JRME IHIERE BY)ELR
Machining Materials Grade Vc(m/min) (mm)
OM4010 90~250 0.08(0.06~0.12
& %4l Alloyed Steel ( )
OM4025 90~230 0.08(0.06~0.12)
OM4010 55~110 0.06(0.06~0.12
AR $# il Stainless Steels ( )
OM4025 55~100 0.06(0.06~0.12)
$=84 Ccastlron OM4025 110~275 0.08(0.06~0.12)
$32 S Aluminum&Al OM5005 500~700 0.15(0.15~0.17)

« RE E{iI Unit of Length (mm)
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| 458 Feature
- REMEETEMME - OEK - Made of anti-vibration tool steel with through coolant.
CEERTEIEE . EITISIE . M T REIBFIELES - After the heat treatment, we will finish the cutter again for better
) ~ - - accuracy.
T TR
Flutes Insert
ATS-25-11 112 80 21 11 25 25 125 2 CC..0602 0.35
ATS-32-14 120 77 30 14 32 32 16 4 CC..0803 0.55
ATS-40-18 130 80 32 18 40 32 20 4 CC..09T3 0.67
ATS-50-22 140 80 39 22 50 32 26 4 CC..1204 0.77

| B3R Accessories

Ik wmF ?giij nﬁ

Lt gvﬁﬁfr% Tor'que
CC..0602 M2.5-6.0-3.5-60 T8 1.2
CC..0803 M3-8.0-4.0-43 T9 1.4
CC..09T3 M4-10-5.7-60 T15 3.0
CC..1204 M5-11-7.5-60 T20 5.0

JISB0952-1987
JISB0953-1987

A ] JISB 0953
N i =
25/ (6.3 SR - SiEE = BE _ n f ]
ACA RS 1®& 28 3% 4@ Ry BFE py SFE BAE BME 5 g p
o HE  H12  H14
A
&} 5, 5 | 5 |w0018[+012| | |10 13| 0] 8 20 25« 32
Z; . % 66| 0| O 11| 445/ 5 13 | 11 253240
’ A | /_Lft—-z 8 | 8 |+0022]+0.15 145| O S| e 18] 15 1106 | 8224050
{ o - - :
: 10 [10| O 0 16 0 | 21| 17 40 50 - 63
' 7
/] / 12 | 12 19 4o | 8 25 | 20 50 - 63 - 80
z Snn I IEV EVY Ml M el ROl PR I 28 | 23 63 80 + 100
18 | 18 30 A EAE: 80 - 100 - 125
P P +3 0 16
" T " 22 | 22 [+0033|+0.21|+0.52| +33 | 37 | 5 | 16 45 | 38 , | 100125 160
% % % /?/ 28 (28| O | O | O] O [4 20 56 | 48 125 - 160 + 200
: 7 |36 |36 s6 | o [25] w3 | 71| 6t 160 ~ 200 - 250
b 42 | 42 +0'839 +0(')25 +O(')62 vo39] 68 32| 0 [ 8 | 74 1.6 | 200+ 250 - 320
Z%L%% 48 | 48 0 80 5 36 4 95 84 2 250 -~ 320 - 400
2
7 | 54 | 54 +0'846 +0630 +°(')74 90| O |40| O | 106 | 94 320 - 400 - 500

« RE E {iI Unit of Length (mm)
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ATS T-SLOTS END MILL

(U ATS T B iE D% 8% T

CHAIN

HEAOWAY

e

HKOUIT

& Alloyed Steels

n R$#E 4 Stainless Steels

ISO $=288 Cast Iron

N $RREEE S Aluminum&Al

TIHI#RBE Cutting Condition :

@ E#&1JH| Continuous Cutting
O —#&17JH| General Cutting

=N
=)/m /3

£ Refractory Alloys | i tTH Interrupted Cutting

SHE~E 4 Hard Material
EEEESE
Carbide alloy

CvD B

Drawing

s new CCMT060202N-FO1
s new CCMT060204N-FO1
s new CCMTO9T304N-FO1
s new CCMTO9T308N-FO1
*
*

635 | 64 | 238 | 02

6.35 6.4 2.38 04
9525 | 9.7 3.97 04 .
/ N/

9525| 97 | 397 | 08 E %
127 | 129 | 476 | 04 | wi-

127 | 129 | 476 | 08

* H#E Recommended NEwW ¥7 & New Product

new CCMT120404N-FO1
new CCMT120408N-FO1

( BN BN NN AN AN B RM4035

X JFEE18 Cautions:

—  BEENIEIEHEEE VEREMNERESHRTIB
Removing the metal chips by mist cooler if necessary. 1
AR TERTIMEKABSREESE - i)
With coolant hole, benefit for chip release.
AT EEIREE - MABRRHEE - BB THEE - 05
Designed for roughing. Additional fine cutting is required if
necessary.
M~ RRRAS ol e # -

Customized products are available.

CC _06.08.09.12 thHIfE# &I Cutting Parameter

WINTHME tIHIZRE =I)#ER
Machining Materials Vc(m/min) fz(mm/rev)
A% Alloyed Steel 180~220 0.08~0.12

| EEHEEZE =(1000% PIHIERRE )+(3.14x JJESME) Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).
| REEHEL (mm/min)= B4 x JJETE x T##EE Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.

« RE E{iI Unit of Length (mm)
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NEW

sb

=
St
Al - kel
12
L
| 4% Feature
- %A ﬁ%ﬁlﬁ?@ﬁ%ﬁ . T/B\@ZK ) 90°... - Made of anti-vibration tool stegl vs{it.h through coolanp
- BEEETRIER  BIRBE e _REEFIELRES - After the heat treatment, we will finish the cutter again for
better accuracy.

i ) sb d2 L2 L d t Jah
BTS-1916-SP05-08 19 8 9.5 25 120 16 4 SP.0502
BTS-2116-SP06-09 21 9 11 27 120 16 4 SP..0602
BTS-2520-SP07-11 25 11 12 30 120 20 4 SP.07T3
BTS-3225-SP07-11 32 11 23 30 150 25 4 SP.07T3
BTS-3225-SP09-14 32 14 17 39 150 25 4 SP.0904
BTS-3525-SP09-14 35 14 20 39 150 25 4 SP.0904
BTS-4025-SP11-18 40 18 21 49 150 25 4 SP.1104
BTS-5032-SP14-22 50 22 27 61 150 32 4 SP..1405
BTS-5525-SP07-11 55 11 20 40 180 25 6 SP.07T3
BTS-6025-SP09-15 60 15 25 40 180 25 6 SP.0904
BTS-6032-SP14-15 60 25 32 55 180 32 4 SP.1405

| B2 ¢ % Accessories

7R LES 1R %% B11E (N.m)

Insert Wrench Screw Torque

SP.0502 Té6 M2-4.3-2.7-60-T6-TIN 0.6
SP.0602 T7 M2.2-5.2-3.1-60-T7-TIN 0.9
SP.07T3 T8 M2.5-6.33-3.5-48-T8-TIN 1.2
SP..0904 T10 M3.5-8.4-5.0-60-T10-TIN 2.0
SP.1104 T15 M4-9.35-5.65-60-T15-TIN 3.0
SP.1405 T20 M5-12.8-7.0-60-T20-TIN 5.0

« RE E {iI Unit of Length (mm)
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CHAIN g BTS T-SLOTS END MILL l
HKOUIT
20 = 5 §fi] Alloyed Steels O 0]
m REE SR Stainless Steels HIHIAREE Cutting Condition::
|59 [ @ §= 53 CastIron O @ EZ&1])HI Continuous Cutting
Pkl P62 R 8252 AluminumsAl [ BN | O —#&tJHI General Cutting
S| 5B E S Refractory Alloys m ERELHI Interrupted Cutting
= | S TEE A/ Hard Material

S B RBARIHI B IR &
Layer coated Mi ro‘giai emented R~F (mm)
micro grain carbide

CHF HF Size B

Drawing
S 8 8 3
g & ¢ 3
AEE =
SPGT050204-M02 o ° 5 - | 238 04
SPGT060204-M02 ° ® 6 - | 238 04
SPGT07T308-M02 ° ° 794 | - |397] 08
SPGT090408-M02 ° ° 98 | - | 43| 08
SPGT110408-M02 ° ° 115 - [476]| 08
SPGT140512-M02 ° ° 143 | - 52 | 1.2
* SPMT050204-M03 oo 5 - | 238 04
* SPMT060204-M03 e 0 6 - | 238 04
* SPMT07T308-M03 o0 794 - [397] o8
* SPMT090408-M03 o0 98 | - | 43| 08
* SPMT110408-M03 o0 115 | - [476]| 08
% SPMT140512-M03 o0 143 | - 52 | 12 | ="
* SPMT050204-MT o0 5 - 238 04 | O} E
% SPMT060204-MT o0 6 - | 23] 04| | ﬁ
* SPMTO7T308-MT o0 794 | - |[397] 08
* SPMT090408-MT o0 98 | - | 43| o8
% SPMT110408-MT o0 115] - [476] 08
* SPMT140512-MT o0 143 | - 52 | 12

* #eEE Recommended

SP_050607091114 tIHIMEH 235 3R Cutting Parameter

WANTHAE IHIERE BYER
Machining Materials Vc(m/min) fz(mm/rev)
&% Alloyed Steel 130~200 0.08~0.12
#2484 Cast Iron 110~230 0.07~0.01
ta KiaEE Aluminum&Al 180~600 0.12~0.15

| EhEEE =(1000x HIHI3RE )+(3.14x JJESME) Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).
| RIEEL (mm/min)= BYJE#A x JJEIE x T#HEEE Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.

« RE E{iI Unit of Length (mm)
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CHAINll SPK45°INTERNAL AND EXTERNAL CHAMFER END MILL

HEAOWAY

- L >|
| 4% Feature
- RRmEM T ERME - Made of anti-vibration tool steel.
CEEETEIEE . EITISIE . Mt T REIBFIELRES - ,:\Iiirr;fc\s heat treatment, we will finish the cutter again for better
AE T ks
Angle Flutes Insert
C20-SPK25-150L 150 38 25 37.6 20 45° 2 SP.0903 0.43
C20-SPK30-150L 150 38 30 42 20 45° 2 SP.0903 0.45

| B3R Accessories
RE

kR :
—
Insert Wrench
SP.0903 M4-10-5.7-60 T15 3.0
N 5 <6 Alloyed Steels O|0|O
m A$#0 Stainless Steels IHIAR BE Cutting Condition :
I1SO LS| 58l Cast Iron 0|00 @ E&E1)H| Continuous Cutting
N N - W .
7% N E8 & EaEa < Aluminum&Al O —#&tJJHl General Cutting
S| 58 A< Refractory Alloys W & H Interrupted Cutting
N StEE#H Hard Material (0]

$E /B #B K Layer coated micro grain R~t (mm)

CHF Size
&

Drawing

o
—
o o
S
2 2
O O

( J RM4025

SPMT090308-M01

9.8 - 3.18 | 0.8 8
B,

SPMW090304 o0 9525 - | 318 | 04 E

)| 3
F

« RE E {iI Unit of Length (mm)
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CHAIN B SPK45°INTERNAL AND EXTERNAL CHAMFER END MILL

HEAOWAY

HKOUIT

#lA 718 Chamfering Cutter: SPK
JJE1R1E Diameter : @25.030

Libslly L

EEERA HEE R HEmER EXEMELE ErEE A
Front chamfer Back chamfer Simultaneous front Slot in solid material chamfer on slot

and back chamfer

SP 09 M4 E#%2 Cutting Parameter

WAITAE JIR™E TIHIRE YR 1 %
Machining Materials Grade Vc(m/min) fz(mm/rev) Ap(mm)
OM4010 100~220 0.10~0.35 2.0~9.0
{E& 288 Low-Alloy Steels
OM4025 100~220 0.10~0.35 2.0~9.0
OM4010 70~120 0.10~0.25 1.0~5.0
& Alloyed Steels
OM4025 70~120 0.10~0.25 1.0~5.0
OM4010 130~200 0.12~0.30 3.0~8.0
R$#E M Stainless Steels
OM4025 130~200 0.12~0.30 3.0~8.0
$=84 Cast Iron OM4025 100~210 0.10~0.20 2.0~9.0

| =#hamiE =(1000x EIEE )+(3.14x JIEIME)
Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).

| RiEEL (mm/min)= 874 x TJET# x TaiEs
Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.

« RE E{iI Unit of Length (mm)
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()] SSE 45°BI & 7] m

CHAIN@ SSE 45° CHAMFER END MILL

A HoOuIrT
45>
it 5
1
1K@ *

|-
[ |2 — >

DAL BE TR
Flutes Angle Insert
45°-SSE-32 115 10 40 12.2 32 20 2 45° TP.1603 0.36
45°-SSE-50 125 15 50 22.9 50 32 3 45° TP.2204 0.88
45°-SSE-63 145 15 50 36.5 63 32 3 45° TP.2204 1.32

| B3 Accessories

HAOE
Irjlzi't I T((I;lr;?j)e
TP.1603 M6-0.75P P4 50
TP.2204 M8-1.0P P5 6.0
2B = 5§l Alloyed Steels e} Ke}
m A Stainless Steels tHI#REE Cutting Condition :
IS0 pg 5 6 Costron © @ E/&t]]H| Continuous Cutting
A8 N ERIAE S Auminnsa O — 74 General Cutting
S S5 5§ Refractory Alloys m BRI Interrupted Cutting
P S TEEH Hard Material

BEEE®
Carbide alloy

HW B

Drawing

[ B TSP25
( BN B TSK10

TPKN1603PDR 9.525 - 3.18 -
/
TPKN2204PDR ° 127 | - 476 - @ i
= s
TPMN160308 [ BN ) 9.525 - 3.18 | 0.8

. d/\
TPMN220412 o o 12.7 - 476 | 1.2 \Qg' S:\ﬁ
]

« RE E {iI Unit of Length (mm)
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SSP#EI A /]

o o[fEEIRE - VIZLHI - 45°EUuEIE /7N
ol Rzl K& EUEER

o JJBEKJ)RHIARRET - REMEK V&Y
HIFS ) R ol e T4

o EFH—fR AR - CNCEER - CNCEER

® Chamfering, v-grooving, the 45° spot drill
can be used for carving and spot-drilling.

® Clerance angle negates interference
between the insert/cutting tool and the
workpiece during v-grooving and
spot-drilling.

® Could be applied on milling machine, CNC
milling machine and CNC lathe.

LA V 1ELTH

Inner hole chamfering V-grooving
/ I
F4
2= (Elp=:

Carving Chamfering




0
C
-
=
z
()

c ° % i1 {8 (zul< 44
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HEAOWAY

HKOJUIT
L -
4 -
90° d:
¥ ¥
oGl N ||
N\ 1
T
%
INRE ElEmE bR =F MBI 5 BB e
Function Chamfering Degree Inner Chamfering Range Outer Chamfering Range

R

&l £ chamfering
88 center drilling
\V & v-grooving

ThEE

Function

7 / NI (04R 5)

SSP-1212-105L 105 26 134 12 11.8 6.05 Chamfering/Spotting

TC..1003 0.12

flF / B (04R A )
Chamfering/Spotting

flr / BAI(04R B )
Chamfering/Spotting

Bl / BAL(04R A )
Chamfering/Spotting

SSP-1616-110L 110 30 19.2 16 14 9.7 TC..13T3 0.18

SSP-2012-100L 100 35 225 12 19 11.3 TC..16T3 0.16

SSP-2020-130L 130 50 225 20 19 11.3 TC..16T3 0.31

| B2 Accessories

TR RF ANE
Insert — = W)
Wrench Torque
TC..1003 M2.5-5.0-3.7-43 T8 1.2
TC..13T3 M3.5-8.0-5.0-60 T15 3.0
TC..16T3 M4-10-5.0-43 T15 3.0

X ENEFERFREEIE Cautions of spot drilling:
@ SR NNT : JJERIEHBEAREEE K (0.02mm LA ) Milling: runout must be within 0.02mm.
@ ERMT : JJR BB T _ET #4497 Turning: Insert must be parallel to turret when vertical feeding.

A
&

D= | =

« RE E {iI Unit of Length (mm)
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CHAINE SSP 30°INDEXABLE CHAMFER MILLING CUTTER

0
c
-
=
4
()
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1200 +——*— -
A
/A i
)

20
ThEE AL EmEEEE SMEI A EE B
Function Chamfering Range Outside Chamfering Range

(o
Ak
4 [7C.1003] 138
4 |TC.13T3| 19.2

8 |TC.16T3| 225

&) £ chamfering

ThEE TR EE (KGS)
Function Insert Weight
SSP-1212-105L-TC10-30 105 26 13.8 12 11.8 4.6 . ‘1,1§‘”‘gjri, _ | TC.1003 0.12
SSP-1616-110L-TC13-30 110 30 19.2 16 14 6.5 ( ME{”}E.‘ TC..13T3 0.18
SSP-2020-130L-TC16-30 130 50 225 20 19 7.6 ( h;ﬁ”‘%rm TC..16T3 0.32
o
(e |ssp 60°6EI 5T "™~
CHAIN i SSP 60°INDEXABLE CHAMFER MILLING CUTTER /
HKOuIT
I L
"ds
o
60 T é
L he
- ;
<--a—]
8
ThEE IR E=EE-dE SMEI A EE B
Function Chamfering Range Outside Chamfering Range

Ak
o [rc.ae13]

T
.1

—

) £ chamfering

TR 58 (KGS)

Function Insert Weight
SSP-1212-105L-TC10-60 105 26 13.8 12 11.8 8.5 . ‘ﬁ”“ﬁ o TC..1003 0.12
SSP-1616-110L-TC13-60 110 30 19.2 16 14 11.16 ) ﬁ”“%”‘ | TC.13T3 0.18
SSP-2020-130L-TC16-60 130 50 22.5 20 19 11.83 ch ﬁﬂ‘iﬁm . TC..16T3 0.32

| B2 #3 Accessories

7R
Insert
TC..1003 M2.5-5.0-3.7-43 T8 1.2
TC..13T3 M3.5-8.0-5.0-60 T15 3.0
TC..16T3 M4-10-5.0-43 T15 3.0

i«
&

D= | =

« RE E{iI Unit of Length (mm)
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AAC ADJUSTABLE ANGLE CHAMFERING CUTTER

n i

HKOUIT

120
Ap=0.05mm

10° * 7)42 Tool holder : BT40-LHC20-58

B Ap=0.52mm

30° * JJH Cutter Tool : AAC-4020-110L-TC10

“"Ap=1.5mm

(
*(f) : 150mm/rev
* J1FR Insert : TCEX100304E-AR OM4025(1pcs) *(F) : 0.06mm/min
(
(

o

/zn=2»12mm * T #48 Material ;: S50C *(Ap) : 3mm

e *(V):100m/min

AN B (KGS)

Insert Seat Insert Weight

AAC-4020-110L-TC10 105 30 41 20 39 0.1°~89.9° AACTC10 TC..1003 0.36

| B2 #3 Accessories

B2 18 B RIR 4% I ES HAOE 7R ST ES
Clamp Clamp Screw Wrench Torque Insert Wrench
MC515 MS520 PL2.5 5.0 TC..1003 M2.5-5.0-3.7-43 T8 1.2
SN
Fig. - ; | '
B [ER SR IR 44 235 B ElE 1R 44 1ETI8 4%
Name Clamp Screw Clamp Adjustable Screw Fixed Screw Screw
>4
;ii”c MS520 MC515 AAC-M5-28L AAC-M6-5L M3-5L
e Bl TR Bl T A B BETIF SEEE [ HERERE
Function Fix The Insert Seat Fix The Insert Seat Adjust The Insert Seat Lock The Worm Gear )
Worm Gear
[E7N
Fig.
BE Bl 1 YR 4% YR 4% wF wF
Name Cylindrical pin Screw Screw Wrench Wrench
-4
éiii AAC-2.5-4.5L M5-12.5-7.5(BR8) M2.5-5.0-3.7-43 T8 -T10 - T20 PL2.5
B R DT
ThaE ERMEEE Bl T R B TR HER 8 TN JBERIRE
Function Fix The Adjustable Screw Fix The Insert Seat Fix The Insert !
Insert Seat Accuracy

« RE E {iI Unit of Length (mm)
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(CCIAAC OB EBT] (EE—%4A)

AAC ADJUSTABLE ANGLE CHAMFERING CUTTER SET (1PC/SET)

AAC-4020-110L-TC10-SET

AAC-4020-110L

TR EE

Insert seat

AAC-TC10

| #£6) Example

AAY) Contents

TCEX100304E-AR
OM4025(1pcs)

Screw

1.MS520
JER IR IR 4% *1pcs
(clamp screw)
2. AAC-M6-5L
TE#% “1pcs
(fixed screw)
3. AAC-M5-28L
AR *1pes
(adjustable worm
gear)
4.M5-12.5-7.5(BR8)
B 7% *1pcs
(screw)
5.M2.5-5.0-3.7-43
J] R 124 *1pcs
(insert screw)
6.M3-5L
LERT92 %% *2pes
(set screw)
7.AAC-2.5-4.5L
B4 *2pcs
(Cylindrical pin)
8.MC515
JE2 352 *1pcs
(clamp)

N ES
Wrench

T8
T10
T20

PL2.5

HAIAER
Digital

Protractor

HE

Qty

LM-DP60 1

A238 g Fham
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(cIMDC KR E /AT ( m
cﬁu MDC MANUAL DEBURRING & CHAMFERING CUTTER 4

HEALOWAY
A7, 8B Chamfer Range @4.5 - @21 Howurr
N. EaW.'/

| 425 Feature
- EAEE  EBK - CNCH#R - IEBHEK - @fitK S (m)HILE - Suitable Machines: Drilling Machine, CNC Milling Machine,

- BERXESRE 012 Conventional Milling Machine, and Electric/Pneumatic Tool
TR TR e EER - Shank diameter @12.

- Excellent chamfering surface.

AAEBEE Ihee 7R E= (KGS)
Inner Chamfer Range Features Insert Weight
MDC-2212-85LTC13 | 85 | 38 | 22 | 12 | 27 | 8 245 - 221 A TC.13T3.-CR 0.36
Chamfering

AAY) Contents

TR wF
Insert Wrench
TC..13T3..-CR M3.5-6.2-5.0-60
MDC-2212-85L-TC13-SET MDC-2212-85L-TC13 RM535(2pcs) M4-8.0-5.0-43 T15

| B2 ¢ Accessories

j ‘ -—ff}=\ ((5 ' ' )

e TR Xi5ER B4 1244 wRF
Name Insert Support Guide Pad Screw Screw Wrench

>4
Al TC.1373.-CR MDC-SGP M3.5-6.2-5.0-60 M4-8.0-5.0-43 T15
IhEE TIH| SIEmMLT HET R HHE ST FELR HHE R 4%
Function Cutting Guide The Cutter Lock Insret Lock Support Guide Pad Fasten Screws

#3%E n(rpm)

TR o —
Hole Diameter Size § S =i o
Stainless Steel Cast Iron Aluminum Alloy
@4.5 600 550 850 1150
@12 450 350 550 750
216 350 250 450 550
@18 250 250 450 450

| %) Example
- TIEEEUHIR T B - SN ERIE

- Support guide pad eliminates chatter, enables easy operation.

« RE E {iI Unit of Length (mm)
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cHAN | MILLING INSERTS
P @ﬁﬁ]ﬁ Alloyed Steels O|O
m R4 8 stainless Steels tIHIAREE Cutting Condition:
150 RS Costiren ©l° @ 324K Continuous Cutting
E NN E0 K 385 < Aluminum&Al H N O —#&tIHI General Cutting
S 55 &5 Refractory Alloys O m & A Interrupted Cutting
SN BB E A1 Hard Material O

BRHNEEeE
Micro grain cemented
carbide

CHF HF

SRR

Layer coated micro grain

R~ (mm)

Size
B

Drawing

o un n o
- N o O
o O o O
< < n uwn
> > S >
5 o 5 o
TCEX100302E-FR ole oo 58 | 10 | 318 02
% TCEX100304E-FR oo oo 58 | 10 | 318 | 04
A\ TCEX100302E-AR oo 58 | 10 | 318 | 02 | K
= TCEX100304E-AR oo 58 | 10 |318| 04 | B e
wew TCEX100304E-MR ° 58 | 10 | 318 | 04
TCEX13T302E-FR 0 oo 7.94 | 134 | 397 | 02
% TCEX13T304E-FR oo oo 7.94 | 134 | 397 | 04
i TCEX13T302E-AR oo 7.94 | 134 | 397 | 02 \
f":g\\ TCEX13T304E-AR ole 7.94 | 134 | 397 | 04 j E
L x, [
wew TCEX13T304E-MR ° 7.94 | 134 | 397 | 04
wew TCEX13T304E-CR ° 7.94 | 134 | 397 | 04
TCEX16T304E-FR oo oo 952 | 165 | 397 | 04
% TCEX16T308E-FR oo oo 952 | 165 | 397 | 08
A TCMX16T304E-AR | @ | @ 952 | 165 | 397 | 04 d/,\
A B
& TCMX16T308E-AR | @ | @ 952 | 165 | 397 | 08 :“ =y
wew TCEX16T308E-MR ° 952 | 165 | 397 | 08

- MR # &£ %R MR: Applicable to Titanium

* #EE Recommended NEW 75 New Product

-TC..10/TC..13 - 02R &1 R4 "HIEINEE . EMA
-TC.16 - 04 JJR % " HIBINEE . B

- TC..10/TC..13 — 02 radius can only use for chamfering.
- TC..16 — 04 radius can only use for chamfering.

- IR RARIGH FR J) R BiREA T R Suffix FR model designates a sharp cutting edge.insert.

A240 g FhaiN

- CR $#REIBTJE A CR: Applicable to Deburring And Chamfering Cutter

« RE E{iI Unit of Length (mm)
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CHAINE MILLING INSERTS

HEAOWAY

TC_10.13.16 tD¥I&#4 213 Cutting Parameter

DT ERE WNTHE JRME TIHIRE BY)#ELS NS
Processing Type Machining Materials Materials Vc(m/min) fz(mm/rev) Ap(mm)
e OM4010 220~290 0.05~0.12 1.0~11.0
Low-Alloy Steels 0OM4025 220~260 0.03~0.06 0.5~3.0
I[‘ | 241 OM4010 80~150 0.05~0.12 1.0~11.0
@ Alloy Steels OM4025 100~150 0.03~0.06 0.5~3.0
REESH OM4010 90~200 0.05~0.12 1.0~11.0
Stainless Steels OM4025 90~180 0.01~0.05 0.5~3.0
S OM4025 70~130 0.05~0.12 1.0~11.0
Cast Iron
EE® OMS5005 400~2000 0.06~0.08 0.5~3.0
Aluminum&Al : ’ ’ ’
P iE)- WAITHE JIR™ME&E tIERE gYELR VRS
Processing Type Machining Materials Materials Ve(m/min) fz(mm/rev) Ap(mm)
ool OM4010 220~290 0.01~0.03 0.05~1.0
Low-Alloy Steels OM4025 220~260 0.01~0.03 0.05~1.0
' | 241 OM4010 80~150 0.01~0.03 0.05~1.0
s Alloy Steels 0OM4025 100~150 0.01~0.03 0.05~1.0
N S L OM4010 90~200 0.01~0.03 0.05~1.0
| L Stainless Steels OM4025 90~180 0.01~0.03 0.05~1.0
S OM4025 70~130 0.03~0.06 0.05~2.0
Cast Iron
e % OMS5005 400~2000 0.03~0.06 0.05~3.0
Aluminum&Al
T EYAE WL E JR™E tIEIRE ZYELR IS
Processing Type Machining Materials Materials Vc(m/min) fz(mm/rev) Ap(mm)
BEasdl OM4010 220~290 0.03~0.06 1.3~30
Low-Alloy Steels 0OM4025 220~290 0.03~0.06 0.1~3.0
I =S4 OM4010 100~120 0.03~0.06 0.1~3.0
l Alloy Steels OM4025 100~150 0.03~0.06 1.3~30
@ S OM4010 90~160 0.03~0.06 0.1-3.0
‘ Stainless Steels OM4025 140~160 0.03~0.06 0.1~3.0
B 0OM4025 70~160 0.05~0.08 0.1~5.0
Cast Iron
e OMS5005 400~1200 0.05~0.1 0.1~6.0
Aluminum&Al ’ ’ ’ ’
AT BYRE WhHITHE T R™E TIHIERE ZYELR IS
Processing Type Machining Materials Materials Ve(m/min) fz(mm/rev) Ap(mm)
Basdl OM4010 220~290 0.05~0.12 1.0~11.0
Low-Alloy Steels OM4025 220~260 0.05~0.12 0.5~3.0
’ I' aam OM4010 100~150 0.03~0.1 1.0~11.0
‘ Alloy Steels OM4025 100~150 0.03~0.1 0.5~3.0
@ REEsm OM4010 90~180 0.05~0.12 1.0~11.0
k Stainless Steels OM4025 140~180 0.03~0.06 0.5~3.0
ég’ﬁ 0OM4025 70~120 0.05~0.12 1.0~11.0
ast Iron
e OMS5005 400~750 0.05~0.12 0.5~3.0
Aluminum&Al : ’ ’ ’

« RE E {iI Unit of Length (mm)
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CHAIN @ MSP MINI-CHAMFERING END MILL
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V.V
s . NEW
D
IhEE BlEaE RAEIAEE SMEI A RE R
Function Chamfering Degree Inner Chamfering Range Outer Chamfering Range

7 Max.

y| <]
1 nm SB 05 é n n ‘

EP/MQ cente drilling
V 1& v-grooving

| 4525 Feature
R BOTS

- The slim design reduces interference while machining.

6.8 20 80 45 1 SBGT050202 | M2-4.3-2.7-60-T6-TIN T6

MSP-0708-80L-SBO5 7.2 8

{0 CMSP tix b5 8 /& B /& 7]
CHAIN CMSP CARBIDE STEEL MINI-CHAMFERING END MILL /
HKO\UIT

“ NEW
Q%N INLSUL

|

dl

TheE BlmBE AL EIEEE SMEI B RE B

Function Chamfering Degree Inner Chamfering Range Outer Chamfering Range

\ S
1mm SB 05 émm ’

EP/L,\EQ cente drilling
V f& v-grooving

| 48 Feature

- The slim design reduces interference while machining.

- RN BAFS
- EREEmME - EINEIH - Made of tungsten carbide material for higher rigidity.

CMSP-0708-100L-SB05 7.2 8 6.8 20 100 45 1 SBGT050202 M2-4.3-2.7-60-T6-TIN T6

| &%) Example

eI )= A7 V & HI

Spot Drilling Chamfering Caring/Engraving V-Grooving
« RE B {iI Unit of Length (mm)
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CHAIN @l MSP MINI-CHAMFERING END MILL

HEAOWAY

A%ﬁﬁ Alloyed Steels O| O
m REEEH stainless Steels tIHIARBE Cutting Condition :
#2544 castiron O @ 354 1H Continuous Cutting
fR R ERE T AluminumSAl [ | O — #3114 General Cutting
B85 % Refractory Alloys B Ei#&t]H Interrupted Cutting

= EE}EM Hard Material

I1SO
SE

pm BHNEEE S
73 7 4
SR AL Micro grain
cemented
carbide

CHF HF Size i
Drawing

Layer coated
micro grain

R~ (mm)

B new SBGT050202-FO1

NEW #7ga New Product

SP 05 tI¥li&# 8% Cutting Parameter

WINTME JRME HRE LA (mm/rev)

Machining Materials Grade Vc(m/min) ¢13 215
{£& £ Low-Alloy Steels OM4025 100~150 0.03~0.06
&%l Alloyed Steels RM4125 100~150 0.03~0.06
R$#E 40 Stainless Steels OM4125 90~150 0.01~0.05
OM4025 70~130 0.05~0.10

§544 Cast Iron
OM4125 70~130 0.05~0.10

| smEE =(1000x TIHERE )+ (3.14x JJESME)

Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).
| REEL (mm/min)= B4 x TJETE x TaEmx

Feeding Speed(mm/min)= Feed per Flutex Flutesx Spindle speed.

« RE E {iI Unit of Length (mm)
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CHAIN B M405 INNER-OUTER CHAMFER MILLING CUTTER

HEAOWAY

- ©
X £ =
Q| g € O
QO O Q
8 § B
_H
el
L 1
| 4% Feature
- ZYJEIRRET OGN LR =R - Multi edges for high feeding speed and extended insert life.
- @ RASIEEE  WalfE L FEEMT - Free of burrs when chamfering. Available for inner and outer chamfering.

5=
(KGS)
Weight

SP..0502 0.14
SP..0502 0.26
SP.0502 0.36
SP.07T3 0.38
SP.07T3 0.58
SP.07T3 0.60
SP.07T3 0.66

BE T& 7k

Angle  Flutes Insert

M4055P0545-091512-120-2T | 120 | 20 | 157 | 12 8 9.9 | 153 | 657 | 0.12 45°
M4055P0545-131916-150-3T | 150 | 30 | 19.7 | 16 | 128 | 13.6 | 193 | 6.66 | 0.12 45°
M4055P0545-172320-150-4T | 150 | 35 | 23.7 | 20 13 | 177 | 283 | 598 | 0.12 45°
M4055P0745-202920-150-3T | 150 | 40 | 299 | 20 | 17.2 | 203 | 29.6 | 104 | 0.15 45°
M405SP0745-273625-150-3T | 150 | 40 | 36.9 | 25 20 | 275|363 | 101 | 0.2 45°
M405SP0745-344325-150-4T | 150 | 40 | 439 | 25 20 | 345|435 | 101 | 0.2 45°
M4055P0745-415025-150-4T | 150 | 40 | 50.9 | 25 20 | 412 | 503 | 104 | 0.12 45°

AMhr|lw|lw|ld|lw]|N

| B2 3= Accessories

TR - R"F HNE
Insert —{ - ()
Wrench Torque
SP..0502 M2-4.3-2.7-60-T6-TIN T6 0.6
SP.07T3 M2.5-6.33-3.5-48-T8-TIN T8 1.2

| £ 61 Example

-
VML EFTFHEIAMT M+ T ETINERAMT
V-Grooving Hole Chamfering Pocket Machining Inner Chamfering

A
&

B ) =

« RE E{iI Unit of Length (mm)
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(> M405 R 4MEIF 7]

CHAIN @ M405 INNER-OUTER CHAMFER MILLING CUTTER

HEAOWAY

A%ﬂﬁ Alloyed Steels O
m AR§E M stainless Steels PIHI#REE Cutting Condition:
150 8 Castron ©|0]|° @ E1H| Continuous Cutting
7 fR R ERE T AluminumSAl H E O —#&tJJHI General Cutting

S & & Refractory Alloys m Ef#E I Interrupted Cutting

%Eﬁfﬁjﬁ Hard Material

S R RAIEE S <

Micro graln
e g <Y
8 carbide
CHF HF Size &
Drawing
n n O o 1
N &N ™M O™ o
o ~ -~ (@) o
¥ ¥ ®» ¥ )
> > = = >
¥ & X < (@]
SPGT050204-M02 [ ] [ ) 5 - 238 | 04
SPGT07T308-M02 o [ ) 7.94 - 397 | 08
* SPMT050204-M03 [ ] [ ] 5 - 238 | 04
L N | * SPMTO07T308-M03 [ ) [ ] 7.94 - 397 | 08 @ E
L | =
* #E Recommended NEW #7& New Product
SP _05.07 thH&#2#B3R Cutting Parameter
WINTHE TEME | M 4 (mmirev)
Machining Materials Grade ve(m/min) | 513.415 616-022 923-833 934-041 942-650
RM4025 180~260 0.06~0.12 0.06~0.10 0.06~0.12 0.12~0.24 0.12~0.25
€& £ Low-Alloy Steels
RM4030 180~260 0.06~0.12 0.06~0.10 0.06~0.12 0.12~0.24 0.12~0.25
RM4025 140~200 0.05~0.08 0.08~0.15 0.10~0.18 0.08~0.15 0.10~0.18
A48/ Alloyed Steels
RM4030 140~200 0.05~0.08 0.08~0.15 0.10~0.18 0.08~0.15 0.10~0.18
R EH Stainless Steels RM4030 120~180 0.05~0.10 0.06~0.12 0.08~0.15 0.10~0.17 0.12~0.20
§=84 Castlron RM3130 120~180 0.05~0.10 0.06~0.12 0.08~0.15 0.10~0.17 0.12~0.20
&£ Aluminum&Al RM5060 338~380 0.06~0.14 0.08~0.18 0.12~0.22 0.14~0.25 0.14~0.28

| FahagiE =(1000x tIHIEE )+ (3.14x JIEIME)

Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).
| RIS (mm/min)= )44 x TTETE x s

Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.

« RE E {iI Unit of Length (mm)
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CHAIN § ACM ALUMINUM CHANGEABLE MILLING CUTTER 71 2009202678112 “

HEAIOWAY
% HouwIT

AR 2009

TAIWAN EXCELLENCE

i
il

i T :
T

D
ol M 90°
= ) =
| 4525 Feature
- JEgZESAEIAaED - oERETYIS EEER - Insert-embedded design reduce wind resistance, improve cutting
e 3 s 8 = T R efficiency.
i %;g%gggiﬁ;%ggg;ég;ﬂb&ﬂﬁéﬂﬁﬁm - ;I)Zissofliqtetéetween insert holder and cutter. Insert holder can be well
B %U_ﬁﬂfr%%ji-g «‘ﬁﬁﬁﬁ%@igﬂ%ﬁf CROTIRETIRER - Light weight, reduced weight on insert holder and cutter.
- JEMEHRAS KRS E - URSHM - Made of specific aluminum alloy, enhanced high rigidity.

JJ#{ Flutes B2 4% FE 5=

= = 7] &
R 0 Insert Seat @ (KGS)  (KGS)

Standard  Option Screw Weight Weight

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-Mé6-20 | 0.64 2.90
ACM-100-FMB22-S 42 100 18 86 22 4 - SH-M6-25 - 2.86
ACM-100-FMA25.4-S 42 100 20 86 254 4 - SH-M6-25 | 0.90 2.80
ACM-125-FMB32-S 42 125 42 111 32 4 - SH-M6-25 - 3.62
ACM-125-FMA31.75-S 42 125 42 111 | 31.75 4 - SH-M6-25 | 1.16 3.15
ACM-160-FMB40-S 42 160 50 146 40 4 4 SH-Mé6-25 | 1.74 3.79
ACM-160-FMA38.1-S 42 160 46 146 38.1 4 4 ACM-SE12 | SH-Mé6-25 | 1.76 3.60
ACM-200-FS60F-S 45 200 60 186 60 4 4 ACM-AP16 | SH-Mé6-25 | 252 6.62
ACM-200-FMA38.1-S 45 200 48 186 38.1 4 4 ACM-RP12 | SH-M6-25 | 250 7.03
ACM-200-FMA47.625-S 45 200 |47.625| 186 |47.625 4 4 ACM-SE12T3 | SH-Mé6-25 | 2.56 6.44
ACM-250-FS60F-S 47 | 250 60 236 60 4 8 SH-Mé6-25 | 3.86 8.40
ACM-250-FMA38.1-S 47 | 250 48 236 38.1 4 8 SH-Mé6-25 | 4.06 8.26
ACM-250-FMA47.625-S 47 | 250 |47.625| 236 |47.625 4 8 SH-Mé6-25 | 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-Mé6-25 - 10.24
ACM-315-FMA47.625-S 47 | 315 |47.625| 301 | 47.62 4 12 SH-Mé6-25 | 6.32 10.80
ACM-400-FMA47.625 47 | 400 [47.625| 386 | 47.625 4 12 SH-Mé6-25 | 10.10 | 2176

® S- A48 S: dual micro-adjustment

| B2 % Accessories

BAOE
TR (N.m)
Insert

Torque
SE..1204
SE.12T3 SH-M6-20 P5 6.0
AP..1604
RP.1204 SH-Mé6-25 P5 6.0

g

« RE E{iI Unit of Length (mm)
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I ACM sRaeBiaR T EE F :
0 | Y P2 — | N I J: . .
cHAm | ACM ALUMINUM CHANGEABLE INSERTSEAT /1 apnanaeets g ‘

HEAOWAY
HKOUIT

e e
ACM-BEN]

™ P
oy

a7
I

it
Pan

+=U /] Cartridges

ACM-SE12-S - SE..1204 0.11
ACM-SE12-A-S -3 SE..1204 0.11
ACM-SE12-B-S +3 SE..1204 0.11
ACM-SE12-C-S -2 SE..1204 0.11
ACM-SE12-D-S +2 SE..1204 0.11
ACM-SE12-E-S -1 SE..1204 0.11
ACM-SE12-F-S +1 SE..1204 0.11
ACM-SE12-L-S( 7 e ) - SE..1204 0.11
ACM-AP16-S - AP..1604 0.13
ACM-RP12-S - RP..1204 0.13
ACM-SE12T3-S - SE..12T3 -

| B2 Accessories

- RE BAOE
Insert — )
Wrench Torque
SE..1204 M5-11-7.0-55 T20 5.0
AP..1604 M4-10-5.7-60 T15 3.0
RP.1204 M4-10-5.0-43 T15 3.0
SE..12T3 M3.5-11.7-5.3-60 T15 3.0
TZAERZ /4 Standard package EACHF AU Optional

E7R
Fig.

A Qo ”7 > CE

PN smizi | mEEs | cmimm | mp | Pens | PLERS | PLERT [ s

DEWER Adjust Screw | Fixed Screw | G-TypeRing |  Shim V'?/?fel:fcth C\II_rZ:/\zi C\II_rZ:/\Zi Name Spring Pliers
e ()
é%' AD-M6 M6x20 GTW-67 | W-05 ADW-2 PL3 PL5 ok F-26
pec. Spec.
. HETESE |y o | EIERR R | BRB A | HERE | BERAIE| wmEgE Thae ZHE G BB
Fu?c’iibon Adjust cutter %X@;i? % Fixadjust | Fasten Adjust Adjust = r?ftli’on Assemble G Type
height & screw screw cartridge cartridge Fasten Ring

« RE E {iI Unit of Length (mm)
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CHAING ACM ALUMINUM CHANGEABLE MILLING CUTTER
HKOUIT
pa)=! | #861 Example
Cutter
s ANLAEE . [#EHn LD
G BB =
o —o . I TH#A . [12x0 M/C
SULSH SRR |BT40
smm0gm s Bﬂéﬁ?’rﬁlf sil0~si12% 25 %
—® ‘adjust Screw JIE#RE . |ACM125-FMA31.75
JJR#&E . |SEET1204AFFN-FO1 PMG
LRRE V=1500m/min
gﬁﬂis R $=3800rpm
RIE#EAS © |[F=4000mm/min
a — A BYJ#EL . |f=0.25rev
WaSherﬁU@g% I Ap=0.1mm
Ijr?s::'t —.F\ixed/é“cvrew RAFGI . [Water
TRB% o )
Insert Screw
EEEEEEL BE
i Rz(Max):0.61um Ra0.10um
= e [
S A A
P11y MM o
88, & 58
=E Ty a @
82xNS888E% o198

| 5322 AR AR Alignment Operation:
PERSYHEE  BEHSBIMHASERESY)  tEHNIEZEEEEFTSEK - TRAOT :
To let the roughness of machined surface meet the requirement, make a micro-adjustment for each blade at same height.Each step as follows :

1L BAEREANETIEE  DUes)] BEE.
G285 - Use dial indicator to measure

each insert height. Zero the dial indicator at

12 on the basis of the highest insert.

4. FEIEEESY] - #EH PS5 RFHEFER
# ABREN—RI)E  EEEHKIEHIEEED
= EEEHEAROS - AIEE LIMEE -
When all inserts are at the same height, use the
spanner of P5 to lock tightenly the screws. After
that, measure again each insert height. And check if
the dial indicator is zero. If no, please

repeat above action.

A248 €@ THAIN

2.fEAPSIRF - RHEMIEEER# -
Use the spanner of P5 to loosen the fixed
screw for other insert.

5. %5 ERER - AlfA%REE -
Each blade at the same height represents
the alignment is ok.

3. EAABERFE DN OMESE &

RBENSBE  AEARERFEONTS
MM SE - Use the spanner to make a
micro-adjustment at the direction o@ LIf
adjust the insert height over then, please
adjust at the direction of

A BEEEEMATIER 7 ERIEHEEIN - tholE
TEETHEE . FJES LFE# . o AR A
e FuhiwED - BNalgRlEEE -

Except for side-alighment,you can also adjust from
the top. No need to disassemble the cutter head
from the machine spindle, just check the each insert.

« RE E{iI Unit of Length (mm)
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CHAINl ACM ALUMINUM CHANGEABLE MILLING CUTTER

m
5 o

ACM i §# Conversion Key

ACM-16.1-25.4 33.35 254 0.11

4

T

' 1 L— —|J
| . |

ACM E8 5 £ 8B Aluminum Washers

L
(KGS)
Weight

ACM-AW80 20.5 80 25 0.25

ACM B E Conversion Kits

=
(KGS)
Weight
ACM-38.1-47.625 315 47.625 38.1 0.04
- T —
= !
= =

ACM #47K 218 Water Screw \ D |

ACM-WS47 46.4 18 29 47 M24x2.0 0.3

[\[o) =14 Part

ACM #H & & Assembly Drawing
BT40-FMA38.10-60

ACM-38.1-47.625
ACM-16.1-25.4
ACM-AWS80
ACM-250-FMA47.625

« RE E {iI Unit of Length (mm)
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e)scm aemeEir I QF v
criaun | SCM ALLOY STEEL CHANGEABLE MILLING CUTTER Y

HEAOWAY

€]
| 4325 Feature
-JJEBESAFAENAEER - R ETH SR EEMR - Insert-embedded design, wind resistance can be reduced.
EENEMEIRS - EMESTHIREE - Close fit between cartridge and cutter. Cartridge can be well positioned.
_JEBRNEEMNATESRER AR TIEEA - Light weight, reduced weight on cartridge and cutter.
_FEETESENNE . BT ER ) ESRRE( - Cutters are made of specific alloy steel, high rigidity.

- JEMBIRARASEN - RS

)& Flutes 7 g B4k FE B2
R =L Insert Seat a® (KQS) (KQS)
Standard  Option Screw Weight Weight
SCM-80-FMB22-S 42 | 80 18 66 22 4 - SH-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 1.76 3.72
SCM-100-FMA25.4-S 42 | 100 20 86 25.4 4 - SH-Mé6-25 1.74 4.15
SCM-125-FMB32-S 42 | 125 42 111 32 4 - SH-Mé6-25 2.60 456
SCM-125-FMA31.75-S 42 | 125 42 111 | 31.75 4 - SH-Mé6-25 2.52 4.86
SCM-160-FMB40-S 42 | 160 50 146 40 4 4 ACM-SEL2 SH-Mé6-25 4.12 6.09
SCM-160-FMA38.1-S 42 | 160 46 146 38.1 4 4 2§$:§E1; SH-Mé6-25 4.20 6.45
SCM-200-FS60F-S 45 | 200 60 186 60 4 4 SH-Mé6-25 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-S | 45 | 200 |47.625| 186 | 47.625 4 4 SH-Mé6-25 6.43 14.60
SCM-250-FS60F-S 47 | 250 60 236 60 4 8 SH-Mé6-25 10.54 14.50
SCM-250-FMAS38.1-S 47 | 250 48 236 38.1 4 8 SH-Mé6-25 10.98 14.70
SCM-250-FMA47.625-S | 47 | 250 |47.625| 236 | 47.625 4 8 SH-Mé6-25 10.70 14.66

@ S- BEEREE S: dual micro-adjustment

| B2 f3= Accessories

TR HAOE
(N.m)
Insert
Torque
SE..1204 “Mé-
SE.12T3 SH-Mé-20 P5 60
AP.1604
RP.1204 SH-Mé6-25 P5 6.0

o

« RE E{iI Unit of Length (mm)
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CHAIN SCMALLOY STEEL CHANGEABLE MILLING CUTTER
HoOuIrT
‘e
——
ik
1
6
m@!. 3
——
&z JJE Cartridges
JR
Insert Weight
ACM-SE12-S - SE..1204 0.11
ACM-SE12-A-S -3 SE..1204 0.11
ACM-SE12-B-S +3 SE..1204 0.11
ACM-SE12-C-S -2 SE..1204 0.11
ACM-SE12-D-S +2 SE..1204 0.11
ACM-SE12-E-S -1 SE..1204 0.11
ACM-SE12-F-S +1 SE..1204 0.11
ACM-SE12-L-S( i ) - SE..1204 0.11
ACM-AP16-S - AP..1604 0.13
ACM-RP12-S - RP.1204 0.13
ACM-SE12T3-S - SE..12T3 -

@ - ZE] B4 -produced order by order.
| B2 f3= Accessories

TR RF ANME
— (N.m)
L Wrench Torque
SE..1204 M5-11-7.0-55 T20 5.0
AP..1604 M4-10-5.7-60 T15 3.0
RP.1204 M4-10-5.0-43 T15 3.0
SE..12T3 M3.5-11.7-5.3-60 T15 3.0
TZAERZ /4 Standard package EACHF AU Optional
B 1 ] o0 s
WEey | MES% | GRumE | mp | Bens | PLERF ) PLERTF B
. . - . . Adjust PL-Type PL-Type . .
Adjust Screw | Fixed Screw | G-Type Ring Shim Wrench Wrench Wrench Spring Pliers
AD-Mé6 Méx20 GTW-6.7 W-0.5 ADW-2 PL3 PL5 F-26
HERTEEE | e | BERB R A | BRI | BB RAE | BESLIE| wmw=s 28 G BR
SYITEI  Adjust cutter %c—frfsi?jj% Fix adjust Fasten Adjust Adjust Function Assemble G Type
height & screw screw cartridge cartridge Fasten Ring

« RE E {iI Unit of Length (mm)
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SCM ALLOY STEEL CHANGEABLE MILLING CUTTER

[

Washer
7R
Insert
TIRE# o
Insert Screw o
| 5322/ R AR Alignment Operation:
PeeYREE BEBIMASERRSY]  UFEUHNIREEBERSEX - THBOT:

718
Cutter
G B
S G Type Ring
@ FREL IR 4R
Adjust Screw

*= T EE
Cartridges

HKOUIT

RIE 9 44

Fixed Screw

To let the roughness of machined surface meet the requirement, make a micro-adjustment for each blade at same height.Each step as follows :

1. ﬁﬁzf?zlﬁllﬂm DIEREIIRERE -
1B 2R E - Usedial |nd|cat0r to measure
eachinsert height. Zero the dial indicator at
12 on the basis of the highest insert.

4 FEYBEESY] - EHPS RFHEREE
o EEEN-RIE  BEEREHESEEND
T . EHIEHSAEET - RIEE LMEE -
When all inserts are at the same height, use the
s anner of P5 to lock tightenly the screws. After
that, measure again each insert height. And check if
the dial indicator is zero. If no, please
repeat above action.

A252 g GHaN

2. R PSIRF - REAHEMIIE TR -
Use the spanner of P5 to loosen the fixed
screw for other insert.

5. 575 b':ﬂmﬂ—; EJ;:F?%E‘E?%
Each blade at the same height represents
the alignment is ok.

3.6 ﬁ*“?&i&@ﬂ’]ﬁﬁ%’luﬁmf
BEISBES - EUE?&H”?&?E@E’JE
EMFASE - Use the spanner to make a

micro-adjustment at the direction o@ LIf
adjust the insert height over then, please
adjust at the direction of

A SEMBRATIER T ERIERERES - ol
J:ELﬁpﬁﬁ H7ESLx# - o ARABTIE
HeFEhirED - BIOIiRRIREE -

Except for side-alignment,you can also adjust from

the top. No need to disassemble the cutter head
from the machine spindle, just check the each insert.

« RE E{iI Unit of Length (mm)
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CHAINl ACM ALUMINUM CHANGEABLE MILLING CUTTER

HEAOWAY
HKOUIT
B & <24 Alloyed Steels
m 4348 Stainless Steels IHI#RBE Cutting Condition:
ISO  [ag 8 Castiron @ EE1)H| Continuous Cutting
VA
77 PNNERIEES Aluminum8Al | O | @ | m [ [ | E | O | m O —#& ]Il General Cutting
3| 53854 Refractory Alloys W & #&H Interrupted Cutting
|| S E# Hard Material
b AEFi- ) B RERURL
Polycrystalline diamond Ultra-hard microprogram R~ (mm)
DP HF Size B
Drawing
g . 5 32 8
: g2 & 8
4 5 3 & 2
APEX1604PDFR-701 [ J 9.525| 164 | 476 | 0.2
L —]
APEX1604PDFR-FO1 e O 9.525| 164 | 476 | -
APEX160400PDFR-FO1 e o 9.525| 164 | 476 | -
"™ | APEX160404PDFR-FO1 ) 9525 164 | 476 | 04 l ]
prm— . N
APEX160408PDFR-FO1 e o 9.525| 164 | 476 | 0.8
APGW160404PDFR-FO1 e | © 9.525| 165 | 476 | -
APGW1604PDFR-FO1 e o 9.525| 165 | 476 | - l k%ﬁw

SEET13T3AGFN-FO1 [ 134| - |3.97]|255

SEHT1204AFFN [ ] [ ] 127 | - | 476 -

SEGW120404AFFN-FO1 ® O 127 | - | 476 | -

SEGW1204AFFN-FO1 oo 127] - |aze| - QE
[

RPET1204MOE-M01 [ 12 - | 476 6

0660060
‘©
=y

« RE E {iI Unit of Length (mm)
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Layer coating

ultra-micro

CHF

Cermet

s

HF

cHAINll SCM ALLOY STEEL CHANGEABLE MILLING CUTTER
HKOUIT
I 245 Alloyed Steels (@) @) @) ©) @) [
n F§880 Stainless Steels tIHIAREE Cutting Condition :
ISQ LS| 5588 Cast Iron O o o @ E#&IHI Continuous Cutting
pay: B 2 R3222 Aluminum&Al O —#&tH) General Cutting
| =842 Refractory Alloys m & H| Interrupted Cutting
2| S8 EH Hard Material o O

R~ (mm)

Size

B
Drawing

2 SlE s 218
g I < N S =
o > > > > >
(@] (0] (e} 3 4 (e}
APGW1604PDER ° 9.525| 165 | 476 | -
APGW1604PDFR ° 9525| 165 | 476 | -
- APGW1604PDTR ° 9.525| 165 | 476 | - TEﬁ
S
APGW1604PDSR ° 9.525| 165 | 476 | -
SEGW1204AFSN ° 127 a76 | -
SEGW1204AFTN ° 127 476 | - ‘
SEGW1204AFEN ° 127 w6 | - | Q) EA
(e
SEGW1204AFFN ° 127 476 | -
% SEHT1204AFEN-MO1 o | o 127 | - | 476 |Facet|
o b
\ ) 20
a i)
SEKW1204AFN ° ° 127 476 | - ‘
- 90,
P
SEMT13T3AGEN-MO2 oo ‘
o f
\ ) 20
° i)
RPET1204MOE-MO1 ) 12 476 | 6 ,
= ‘.L.‘ L *
RPMT1204MON ° 12 476 | 6
B,
‘.;.‘ Ls.]

* & Recommended

A254 (&
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CHAIN il ACM ALUMINUM & SCM ALLOY STEEL CHANGEABLE MILLING CUTTER

[N

HEAIOWAY
HoOuIrT
AP 16 /&S EER Cutting Parameter
WA LME TR#E TIHIERE BY#4 PP
Machining Materials Grade Vc(m/min) fz(mm/rev) Ap(mm)
OM4025 120~300 0.15~0.40 3.0~8.0
E5 & Low-Alloy Steels OM4025N 120~300 0.15~0.40 3.0~8.0
RM4130 60~300 0.10~0.25 3.0~8.0
OM4025 80~180 0.15~0.35 3.0~8.0
A4 Alloyed Steels
RM4130 60~300 0.10~0.25 3.0~8.0
OM4025 120~160 0.15~0.35 3.0~8.0
780 Stainless Steels
RM4130 120~160 0.10~0.25 3.0~8.0
OM4025 160~250 0.15~0.30 3.0~8.0
#2484 Cast Iron
RM3130 160~250 0.15~0.30 3.0~8.0
OM5005 400~1000 0.04~0.20 3.0~8.0
OM5060 400~1000 0.04~0.20 3.0~8.0
fna & Aluminum&Al RM5005 400~1000 0.04~0.20 3.0~8.0
GHO5 300~800 0.04~0.20 3.0~8.0
PCD100 1200~2000 0.04~0.20 0.5~1.0
= A& % Refractory Alloys RM535 20~40 0.10~0.20 1.0~3.0
SE_12 #/1&# 2383 Cutting Parameter
WINTHME T RM&E tIHIZRE gY#4% i
Machining Materials Grade Vc(m/min) fz(mm/rev) Ap(mm)
OM4010 260~320 0.20~0.45 1.0~3.0
1E& %38 Low-Alloy Steels OM4025 220~260 0.20~0.45 1.0~30
RM4025 220~260 0.20~0.45 1.0~3.0
OM1205 100~195 0.05-0.15 1.0~20
2218 Alloyed Steels OM4010 130~250 0.20~0.35 1.0~3.0
OM4025 100~195 0.20~0.35 1.0~30
RM4025 100~195 0.20~0.35 1.0~3.0
) OM4010 180~220 0.10~0.30 1.0~2.0
AR Stainless Steels OM4025 140~180 0.10~0.30 1.0-20
M= OM4010 90~120 0.15~0.20 0.2~1.0
Precipitation-Hardening OM4025 70~85 0.15~0.20 0.2~1.0
OM4010 160~300 0.12-0.35 10~30
#2183 Cast Iron OM4025 180~300 0.15~0.35 1.0~3.0
CBN500 700~1500 0.06~0.10 0.1~0.2
OM5060 500~850 0.15~0.35 3.6~6.0
fRE % Aluminum&Al GH1 275~450 0.15~0.35 3.0~6.0
PCD100 1000~2000 0.06~0.10 0.05~0.1
SR & Refractory Alloys CBN250 700~1500 0.05~0.10 0.10~0.50

« RE E {iI Unit of Length (mm)
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CHAINll ACMALUMINUM & SCM ALLOY STEEL CHANGEABLE MILLING CUTTER

HEAOWAY

(C-]ACM 552 &SCM £ ME R T oy

HOUIT
RP 12 tHM&#g#E3 Cutting Parameter
WINTHE JRME&E TIHIRE BY)#EsS DS
Machining Materials Grade Vc(m/min) fz(mm/rev) Ap(mm) ~
OM4010 220~300 0.08~0.16 0.1~6.0 U
&S %4 Low-Alloy Steels OM4025 180~220 0.08~0.16 0.1~6.0
5 RM4130 200~240 0.08~0.16 0.1~6.0
OM4010 100~200 0.08~0.16 0.1~6.0
544l Alloyed Steel OM4025 120~140 0.08~0.16 0.1~6.0
RM4130 140~160 0.08~0.16 0.1~6.0 f‘é'f
OM4010 80~140 0.08~0.14 0.1~3.0
M| RN Stainless Steels -
RM4130 100~140 0.08~0.14 0.1~3.0 31
¢ i=$3 Castlron OM4025 220~350 0.08~0.25 0.1~6.0 '
N 25 % Aluminum&Al OM5005 700~1000 0.06~0.12 0.1~6.0
| smaEE =(1000x tIEIEE )+(3.14x JJBEIME)
Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter). r\
| RiEEEL (mm/min)= 874 x TJET# x TaiEs
Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed. 1

« RE E{iI Unit of Length (mm)
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HCMII ALUMINUM CHANGEABLE MILLING CUTTER

X/
_-‘o\g LEKES 2018
‘\‘ T IWAN EXCELLENCE

®

* KEbinaeAE
Light-weight aluminum body.

® JIEVEENET - BN LBERE
V-groove positioning for superior
stability.

® B o) N K UK AS SRR R
Axial dynamic balance and
through-hole coolant system.

o OlZETTUARAEE
Adjustable for micrometer.

Ml S " _ S e
NS mANINATY €5

NRBHEPINE ELXEQ?%’EEW
ERFE - FELURD )R TR
SRENNE - BITTJBEE T ESFR

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

JIEEVIEE M5 - OISR
I NPREERNREE - FEMNLE
V-groove positioning provide
superior stability.

MAEEBFREET - BRI

BUHIRFrEERNEED - Z

TRERSE S A .
Adjustable wedge with circular Y
arc design provide better

surface finish. TE EiEE BRER SHIER

Grind free Reach mirror Environmental & earth protection
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CHAINY HCM ALUMINUM CHANGEABLE MILLING CUTTER

N HOUIT

HEFER 2018
TAIWAN EXCELLENCE

|
C
5 L
|
1@
|
|
|
|
\
| 4% Feature
- RE(EIREEAEE -Lightweight aluminum body.
- JJEEV fEEAERE  EINIEEE -V- groove positioning design and results to stable process.
- TS pARERE -u grade can be adjusted.

-Axial dynamic balance and through-tool coolant system.

- BRI E) T B R LKA B RE

BERsER FE (KGS) == (KGS)
Spindle speed n max Weight Weight
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 2.02
HCM-125-FMB40-18T-AB-C 125 63 40 18 max. 25500rpm 1.88 3.68

TW PAT.
Ee)Hem seeemEREn T AP N s o s ﬂ
CHAIN I HCM ALUMINUM CHANGEABLE MILLING CUTTER  BEBARNS Ni30501210 713
5 HKOJUIT

[ d — TAWAN EXCELLENCE
| |
| ©) |
L
| © |
©
90° —
D
| 458 Feature
- WEReEAE - Lightweight aluminum body.
- JIEEV REEAERE - EmINIEEE - V- groove positioning design and results to stable process.
- TIEAT W R - p grade can be adjusted.
EEme R FE (KGS) E= (KGS)
Spindle speed n max Weight Weight
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 20.76 28.22

»-

« RE E{iI Unit of Length (mm)
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HCM INSERT SEAT

SNILLND

HEAOWAY

=
XA HH

PCD

GlEL
at

ER
CBN

BRi - BATE
Polycrystalline HEC’EJFEEH Cutting
Diamond Max.
k=Wl = DP CBN
Cutting Tool

(@)

un

N

[a)] zZ

O m

o (@]
HCM ACMQ1711PAFR | @ ° 17 11 | 90° - 12 | 0.15 2
ACMQ1711EAFR | @ ° 17 11 | 75° - 12 | 015 2
ACMQ1711AAFR | @ ° 17 11 | 45° | 75° | 1.2 - 1.13

X MNERHKRAEEX - FHRFK T B E If have the special angle need, please contact us.

A
PCD

hvis]
FAEH
CBN

&3¢t J) 7] R Wiper inserts :
ZaEiEL = AR
Polycrystalline ﬁi{;&tﬁﬂﬂ Cutting

Diamond \VEVE

k=Wl =! DP CBN mm
Cutting Tool

o

un

N

[a) Z

(@] faa)

[a O
HCM ACMQ1711AAFR-R300 | @ ° 17 11 | 45° | 75° | 300 - 2
ACMQ1711AAFR-R500 | @ ° 17 11 | 45° | 75° | 500 - 1.13

X UWERHAEEK  BFARKSHE If have the special angle need, please contact us.

oo 5

1T
MD

8 & J] R Single crystal diamond :

e BAUR
BREL R~ (mm) Cutting
Max.
=Wl MD Size mm
Cutting Tool

Single crystal diamond

( AMD100

HCM ACMQ1711ACFR

« RE E {iI Unit of Length (mm)
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(G- HCM B8] 5

HCM TUNGSTEN STEEL INSERT SEAT

ACMQ1711AAFR-WC

BE=
(KGS)
Weight

e

CHAIN

HEAOWAY

HCM EEN T/ E

HCM INDEXABLE INSERT SEAT

HKOUIT

- RE BE
L (N.m)
Insert Wrench Torque
ACMQ1711-TB06 22.13 11 TB..0601 M2-5.0-2.7-60 T6 0.02
X ] B{T#ECJ] R #E Can collocation insert material.
leCJHCM TR B
£HAIN| HCM INSERT BASE SEAT
HOUIT

B8
(KGS)
Weight
ACMQ1711-AS 17 11 0.02
X Ol JJIER E 5 BTIREZIBHM & Can be used for weight or self-welding head of the material.
1Z# AL+ Standard Accessories:
R W ¥ > w
#i1%& Spec. HCM-AW-8L M8-1.25P-M5-0.8P-10L M5-13.3-7.0-60-T25 M5-0.5P-LH-RH-17-P2.5 M5-0.8P-10L
27 Name HEARIR ARYCS: S0 ERRIRLA BT IR
wedge adjustment Flutes sleeve insert holder screw both headed screw balance screw
THEE Function BERTEE BEREE $H [ ) EE [E]E FH LR T E
HE Dimension accuracy adjustment | Dimension accuracy adjustment fix the holder fix the wedge mass-balance weight
 FiE % / ) e
#1%& Spec. TW-80-SB BIT-T25-50L PT2.5 T25
278 Name TWHAEF 50mm EEF 38 T 2R L RERRF
TW torque driver 50mm bits torx T-type wrench L-type wrench
ac : SH[E 1R 4%
T98E Function lock screws

A260 €@ CHAIN

« RE E{iI Unit of Length (mm)
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HCM TECHNICAL INFO -HOW TO CHOOSE A CUTTER
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HKOUIT

kI RERRESR /JBEEK
According to the width of the workpiece with the face milling cutter diameter

i

orm

EIA
)

5708 Description

JEER BEBETE
SHHE Cutter Diameter Choice suitable Flutes
Part material E BBt EmJEERETHEEL e s "
E The Recommendeded| . Recommendeded tool HELE (mm) 58 CEES
cut-in angle diameter to workpiece width|  Calculated by diameter (mm) esult
ratio
N ZAISER ; VRISEEE
N E o . 4 6 More easily deformed; from less
Aluminum +40°LE >3 ( 100 100 ) x @D easy to flash

Re‘M/ESm
Bite angle and tool life

= Form

REAEEEIR~THE % K& /B UERNREGR BESmIE R
Relation to Cutter Diameter Relation to Cutter Position Relation to Tool Life
7] -0-0-9
% 0.4 \.SCM44O
=03 \
1]
Bl 02 X
H 0.1
b \\'—o-
(m2) -30° 0° 30° 60°
REBAAE
7
R FCD60
= 06
ap [}
\
gﬂ 04 .\.\o/ .\o o’.
m 02 NS
i
. (m?) 20° 0° 20° 40° 60°
S|IERE (/) REBAE

57 B8 Description

MIHELT5EF
—_—

RE/AEi o0 E T E R R SR BLE AR S PR AR R A -
E#WATIESmila  WEEWNHGER | LMAHJERK 2. HRAE
Engage angle denotes the angle by which the full length of the cutting
edge comes in contact with the work material, with reference to the feed
direction.The large E is, the shorter the tool life.To change the value of E:
1.increase the cutter size. 2. shift the position of the cutter.

faEH
o

« RE E {iI Unit of Length (mm)
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CHAIN | HCM TECHNICAL INFO -HOW TO CHOOSE A CUTTER

HEALOWAY
HKOUIT
TIHIRY ) SEA T I 7 8 B 1 8 4
Relation between the number of simultaneously engaged cutting edges and cutting force
#2= Form
A D E
7 H 7
f%u i%J il
iSiE 55 s 5
[ [ [
f # #
Z S Z S % S
] ] I
BRF2ETHTER 0E 1K HER 1 AIHIR 1 R 2 RTHIR 2 RtHIEE 2~3 RIHIE
0 or 1 edge in contact at same time. Only 1 edge in contact at 1 or 2 edges in contact. 2 edge in contact at any time. 2 to 3 edge in contact.
any time.

= AH Description

BEUHIEE D WiREE - $i]BRETE 70%~80% R/AEE - BHRNZHAEM LHNEIMY - #aShNEE 85— 1Hms
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 piece, and machine horsepower.

EEERTBR #1148 Suggest used the cutter spec.

;’EE HCM50 | HCMé63 | HCM80 | HCM100 | HCM125 | HCM160 HCM200 HCM250 HCM315 HCM400
ITHEEHE
Workpiece |30~40mm|37~50mm [48~64mm|60~80mm | 70~95mm [96~128mm| 120~160mm |150~200mm|189~252mm|240~320mm
width range

EE R EER

Choice the insert seat type

2= Form

90° 75° 45° 12° Dc=100 f=0.05 Ap=0.2

Kr=15° Kr=45° Kr=78°

h=0.96 ’
Kr=0° h=0.7f
hef h=0.2f | )
Y
)&“ h 2
f

>
é |
— _ _ |__ | |__ hv/APX(Dc—Ap) .

f f f B Dc
piiila B B L= &35 Example:
1 MIEEEH 1. T HERE 1R T4 1. T AREMEDH]
2. TR FFEIM =T 4|2, P ARIHI T4 2. iR 2. NMDR - KRS
3. R General: General: General: /0.2 X( 100-0.2 )
General: 1. Processing rough 1. Processing of deep 1. Processing a large h: : X 0.05
1. Processing pi thin embryos. cavity workpiece. number of rough cutting. 100

pieces. 2.Large cutting parts.  |2.Inthe depth of cut. 2.Small depth of cut, large

2. Processing clamping feed. h_ 293

rigid workpiece.
3. Large cutting.

#iAH Description

SNEYIE) A (EmEReRm ) fA - BIYIBEEMA - UIHIEEDEM - IORERE ; kRZRBEEMTE - THEDRD - IHREZR -
—RINTEALIHEA - UBEERETH 45°8 -

The larger the chip angle is, the greater the chip thickness is, and the cutting resistance is increased. The cutting edge strength is reduced.
General processing selection of cutting force, chip thickness of moderate 45 ° angle.

« RE E{iI Unit of Length (mm)
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CHAIN HCM TECHNICAL INFO -HOW TO CHOOSE A CUTTER
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ShETIEIY) A B LT HI ) RO B8 4

Relationship between cutting edge angle and cutting edge

i

&P Fa: A R9ER@ 5 1
Fr: tIHIARYER 5 1

Fa:Axial component of
cutting force.

Fr: Radial component of
cutting force.

90- SAETEIRE

508 Description

TIESMEEIHIT)BHEA - L@ DX ; sEan A - EEi T EEEd - sl sREN24MmT -

JTIEAMELIHITI A - BE o DK ; £aan ) - BERARENL -

The greater the peripheral cutting edge angle, the greater the radial component; axial component of the smaller, to adapt to thin-walled parts,
poor rigidity of the axial processing of parts.

The smqller the peripheral cutting edge angle, the greater the axial component; radial component of the smaller, adapted to large long-length
processing.

0 W] IE M HA B J] R e SR T
How to properly match the insert seat type
#= Form
Ha : RfE R T) 7] R TEHERE Ha:Don't used wiper insert Hb : &Y Y]] A B9 #EE Hb: Used wiper insert

Ha Hb

*

TIHIEE . ¢ T : AI7075 ¢JJ88 HCM-63 ¢ Vc=700m/min ¢ fZ=0.lmm/t ¢ Ap=0.1mm

BXIITIR f f

f: 8344 (mm/rev) i
b NI i~ 23] Ha: &8 7] R s T E Ha:
ﬁSéﬁ(Al): 0.0Sﬁm; } Hb: (£3£517] R 9B THE ke Hb:
o : ‘ ‘ ‘ ‘ ‘ &
® EIE] R L T *
g 1 ]V~ [ 7]
= E AT e e 7
7i (um) ERRERE R
A

=2BE Description

-WHIENIINTIR PBTIRTAEENT]  BHETRNKESE - MASESRENTIREXTIEINERENGE -
- 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.

-MAEXTTDRAR  E—RITRP - A 1~2 REEBZENEN T RLEEET)RERE -

-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.

« RE E {iI Unit of Length (mm)
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CHAIN | HCM TECHNICAL INFO -HOW TO CHOOSE A CUTTER

HEAOWAY
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HKOUIT

@ FHE T EE M
Adjust the difference between the insert edge

EiESEIE M
Abrasion
Klaree EENERER Y] increases rapidly
g Vibration cause chipping
=
height variation ETHEEERH
excellent Surface _
hsmall quality Sanigm
extended life and
superior finish
g tIHI &5
Cutting Parameter
LSt RIS HHERE REE BYJERE fimm/rev)
Materials Materials examples Strength(N/mm2) | Vc(m/min) Ap<1mm Ap:1~2mm
$RE& % (Aluminium) e E (AI99)
252 (Aluminium) SN .
7% (i) ISR A S (AISI7) max.6000
f$2E € (Aluminium) fEaE (AISI9)
7-12% % (Si) 28 % (AISI9CU)
$aEE (Aluminium) A ® (AISiI12)
12%  (Si) BES (AISI17) max.2000
i (Copper) Y
JE& 248 (unalloyed) #& % (SE-Cu) <300 max.6000
\ $fi (Copper) 855 & (CuSnb) > 300 0.1~0.2mm/rev 0.05~0.1mm/rev
=41 (Brass) =08 o
£47 (bronze) %”ff; iéiﬁ‘f&izﬁ <1.200
4T (red brass) AR
A2 (Graphite) -
max.2000
JERE (PA), ¥82 (PE), 2hix#& 5 (PC),
N . BRI (PS), B&E LM (PVQ),
#Bi} (Plastic) - $ = e
]84S (Thermoplastics) B (F;E)E’jgz(lia;ﬁ (PTFE),
A i
ZRERGEFPEE PMMA
o . Zas (PU), K (PF),
¥B3# (Plastic) o et Cins
EEM4 2B (Thermoset plastics) iazg)@?vgﬁ%iﬁ;%ﬂ?c%ﬂ
¥B# (Plastic matrix) i A
TRt 438 & 41K (CFRP/GFRP) BHE (IMS), &REa % (HTA)
Max.100~500 | 0.1~0.4mm/rev 0.1~0.2mm/rev
Y81} (Plastic matrix) WIBH 4 (GMT-PP),
fix @48 5 MRl (CFRP/GFRP) PEHIBLERD (PEEK)
x4 E &3% Carbon matrix N
B CREE S T i (cr222. Sraascra26 Max. 100-300| 0.1-02mm/rev | 0.05-0.1mm/rev
carbon fibre reinforced (CFC) !

« RE E{iI Unit of Length (mm)
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CHAINE HCM USAGE NOTICE

HEAOWAY

&5 31 7] R EE Wiper insert

+0.03mm

] N B—
+0.05mm 7}

PCD/] R [ PCD insert

A\ ZEIE}IITIA(R300 ~ R500)H -
FEEEPCD7] 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.

JANN

AT R AR B T BRSME AT

Make sure the wedge and the insert are parallel.

—RHRIEE : 0.0lmm

EZIEE :0.003mm ~ 0.005mm
General accuracy: 0.01mm

Precision accuracy: 0.003mm 0.005mm

BYEA—FREN & R4
o[RBT EE

Each insert seat has a
dedicated dynamic

balance adjustment

JISE R &
ISO 1940-1/8821
(JIS B0O905) — _
ESEREE (10,000 min™® M L) ERAE -
~20,000 G16 JNEXEETFNAS - FEEUTREE
1TEE
~30,000 G6.3 || When operating at high rotation speeds (10,000
min" or more), perform balancing of the tool body

30,000~ G2.5 and arbor combination according to the reference
values listed here.

A BERERBRENSSEENIRE  BeEml 0N FEME] R ASHNRE - BRIESE
Do not use at rotation speeds exceeding the maximum rotation speed stated. Inserts and other parts may fly
apart and cause bodily harm due to the high velocity of centrifugal force.

« RE E {iI Unit of Length (mm)
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(U ASP 45° REXTHE & m

CHAIN B ASP 45°INDEXABLE FACE MILLING CUTTER

HEAOWAY

HKOUIT

445

JE ks
Flutes Insert
ASP-445-3 55 104 80 36 68 254 5 SE..1203 221
ASP-445-4 55 128 100 45 85 31.75 5 SE..1203 3.34
ASP-445-5 60 156 125 60 106 38.1 6 SE..1203 5.33
ASP-445-6 60 182 160 72 132 50.8 8 SE..1203 7.31
ASP-445-8 60 228 200 130 128 47.625 10 SE..1203 8.81
ASP-445-10 60 284 250 140 160 47.625 12 SE..1203 16.0
ASP-445-12 60 327 300 140 210 47.625 14 SE..1203 26.0
ASP-445-8-L 60 228 200 130 128 47.625 10 SE..1203 8.81
ASP-445-10-L 60 284 250 140 160 47.625 12 SE..1203 16.0

- L : & Left-handed

| B2 Accessories

e EFEIR A B 1244 BHE
Insert & 6@ (N.m)
Screw Shim Screw Torque

SE..1203 ASP1 ASP2 ASP3 ASP4 PT4 5.0

P éﬁﬁm Alloyed Steels O
m R$# M Stainless Steels IHREE Cutting Condition :
IS0 gl cotirn © @ E#E1IH Continuous Cutting
28 BNERIEES AuminmsAl O — 4 General Cutting
1| SR & 5 Refractory Alloys B ET4ELIH) Interrupted Cutting
H EEE§7M Hard Material

BEESE
Hard alloy R (mm)

HW Size B

Drawing

[} TSP25
([ B TSK10

SEKN1203AFR

12.7 - 3.18 - G
1,

o | Ll

« RE E{iI Unit of Length (mm)
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CHAINll ASP 45°INDEXABLE FACE MILLING CUTTER

HEAOWAY

HKOUIT
545

% A e

Flutes Insert (KC.;S)

Weight

ASP-545-3 55 104 80 36 68 254 5 SE..1504 2.20
ASP-545-4 55 128 100 45 85 3175 5 SE..1504 3.33
ASP-545-5 60 156 125 60 106 38.1 6 SE..1504 5.32
ASP-545-6 60 182 160 72 132 50.8 8 SE..1504 7.30
ASP-545-8 60 228 200 130 128 47.625 10 SE..1504 8.69

ASP-545-10 60 284 250 140 160 47.625 12 SE..1504 16.38

ASP-545-12 60 327 300 140 210 47.625 14 SE..1504 26.38

| B2 #% Accessories

R LRI A B 1244 BHE
Insert M 6@ (N.m)
Screw Shim Screw Torque
SE..1504 ASP1 ASP2 ASP3 ASP4 PT4 5.0
P @ﬁﬁm Alloyed Steels (@)
m TREE S stainless Steels HIHIAREE Cutting Condition::
ISO GQ) i5 i Castron o @ EE 1) Continuous Cutting
N NN 52 K SR 5 < Aluminum8Al O —#& 114 General Cutting
S | SR A & Refractory Alloys W BT Interrupted Cutting
H EEE}E@} Hard Material

BESE
Hard alloy
HW B
Drawing

( B TSP20
( } TSK10

SEKN1504AFR

15.875 - 476 - AN
1.

o | |l

« RE E {iI Unit of Length (mm)
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(U ASP 45° REXTHE &

ASP 45°INDEXABLE FACE MILLING CUTTER

545

HKOUIT

L
| [l |
\< j | | i ; /
‘ | L— D2 —>| | —_—
I D1 1
I D |

FMB BA#IR4E (mm) FMB is mm size

N8 A e

Flutes Insert (KC.;S)

Weight

ASP-545-4-FMB32 55 128 100 45 85 32 5 SE..1504 3.33
ASP-545-5-FMB40 60 156 125 60 106 40 6 SE..1504 5.32
ASP-545-6-FMB40 60 182 160 72 132 40 8 SE..1504 7.30
ASP-545-8-FMB60 60 228 200 130 128 60 10 SE..1504 8.69

ASP-545-10-FMB60 60 284 250 140 160 60 12 SE..1504 16.93
ASP-545-12-FMB60 60 327 300 140 210 60 14 SE..1504 26.2

| B2 Accessories

il IR 4% B R 1R %% AHE
Insert o> g (N.m)
Screw Shim Screw Torque
SE..1504 ASP1 ASP2 ASP3 A PT4 5.0
P @ﬁﬁm Alloyed Steels O
m K458 Stainless Steels TIHREE Cutting Condition :
ISO O 5555 CastIron o @ E/&tTH Continuous Cutting
var OB 5 K B 5 < AluminumsAl O —#tIH General Cutting

S % f ‘S ﬁ Refractory Alloys

m EfZEH) Interrupted Cutting

H T%EEFEM Hard Material

SEKN1504AFR

BEEax
Hard alloy

AW B

Drawing

[ B TSP20
( J} TSK10

15.875| - 4.76 -

B

d ‘Li,

A268 g FHAIN

« RE E{iI Unit of Length (mm)



(I ASP 65° BEXTEH ]

CHAINll ASP 65°INDEXABLE FACE MILLING CUTTER

HEAOWAY

HKOUIT
435

% TR =N
Flutes Insert (KGS)
Weight
ASP-435-3 55 96 80 36 70 254 5 2.16
ASP-435-4 55 118 100 45 80 31.75 5 2.96
ASP-435-5 60 142 125 55 96 38.1 6 SPKN1204 4.80
(ISO)

ASP-435-6 60 177 160 72 128 50.8 8 SPK43C2SR 7.24
ASP-435-8 60 218 200 130 128 47.625 10 (z=Hl) 8.90
ASP-435-10 60 273 250 130 200 47.625 12 19.0
ASP-435-12 60 320 300 130 210 47.625 14 25.0

| B2 #3 Accessories

R LRI A 251224 BHE
Insert M 6@ (N.m)
Screw Shim Screw Torque
SPK43C2SR ASP1 ASP2 ASP3 ASP4 PT4 5.0
P @%ﬁm Alloyed Steels O
m K45 8 Stainless Steels IHIAR BE Cutting Condition :
ISO Oy 5 Cast ron © @ &/t Continuous Cutting
7 QERIEE S Auminnsa O —#R1H General Cutting
S| SRS & Refractory Alloys W &) Interrupted Cutting
S S EE A Hard Material

BEESE
Hard alloy
HW B
Drawing

[} TSP20
([ B TSK10

SPK43C2SR

12.7 - 476 - ZERN
B,

d \L_.

« RE E {iI Unit of Length (mm)
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(oI ASP 65° REXTHE &

CHAIN @ ASP 65°INDEXABLE FACE MILLING CUTTER

HEAOWAY

535

HKOUIT

65° 4 .

ASP-535-3 55 9% 80 36 70 254 5 205
ASP-535-4 55 118 100 45 80 3175 5 2.90
ASP-535-5 60 142 125 55 9% 381 6 SPKN1504 4.64
ASP-535-6 60 177 160 72 128 50.8 8 e o | 714
ASP-535-8 60 218 200 130 128 47.625 10 (2 ) 8.87
ASP-535-10 60 273 250 130 200 47.625 12 18.4
ASP-535-12 60 320 300 130 210 47.625 14 269

| B2 ¢+ % Accessories

EETEIR 44 B 51240
s> [ (N.m)
Screw Shim Screw Torque
SPK53C2SR ASP1 ASP2 ASP3 ASP4 PT4 5.0
P é‘ﬁﬂﬂ Alloyed Steels (@)
MR35 stointesssteels EHIREE Cutting Condition
SO I§I§5 il Costron © @ E/ELH| Continuous Cutting
2 DNSRRIBE S Auminmsa O —#& 17| General Cutting
51| SR S Refractory Alloys W ETELTH] Interrupted Cutting
H EEEE?M Hard Material

EEas
Hard alloy
HW

[} TSP20
( } TSK10

SPK53C2SR

i
Drawing

15.88 4.76

B
L;I| lﬂjw

CHAIN

A270 (&>

HEAOWAY
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CHAINll BFP 75°INDEXABLE FACE MILLING CUTTER

HEAOWAY

T
Flutes
BFP-3 55 87 80 36 65 254 5 SP.1203 1.84
BFP-4 55 108 100 45 78 31.75 6 SP.1203 261
BFP-5 60 138 125 55 90 38.1 8 SP.1203 445
BFP-6 60 167 160 73 117 50.8 10 SP.1203 6.45
BFP-8 60 208 200 128 127 47.625 12 SP.1203 8.61
BFP-10 60 262 250 140 150 47.625 16 SP.1203 14.2
BFP-12 60 312 300 140 210 47.625 20 SP.1203 26.7

| B2 #% Accessories

e LRIz B 1244 > BAE
Insert M 6@ =lu) (N.m)
Screw Shim Screw Wrench Torque
SP.1203 ASP1 ASP2 ASP3 ASP4 PT4 5.0
P ‘é‘%ﬁﬁ Alloyed Steels O
m K$# M Stainless Steels IR BE Cutting Condition :
ISO Oy §5 ] Castiron o @ ;EEIH Continuous Cutting
798 DERESS Auminmsa O —#BEDH) General Cutting
1| SR & 5 Refractory Alloys m ETELH Interrupted Cutting
= S8 EH#4 Hard Material

BESE
Hard alloy
HW B
Drawing

[} TSP25
[ B TSK10

SPKN1203EDR

12.7 - 3.18 - E
) ﬂjf

d ‘Li,

« RE E {iI Unit of Length (mm)
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TAP 90° 12 E N FH /]

TAP 90° INDEXABLE FACE MILLING CUTTER
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HEAOWAY

HKOUIT

JE JR
Flutes Insert
TAP-63 50 63 18.5 48 25.4 3 TP.2204 0.56
TAP-80 55 80 36 60 254 4 TP.2204 1.02
TAP-100 55 100 45 78 31.75 5 TP.2204 1.80
TAP-125 60 125 55 90 38.1 6 TP.2204 3.21
TAP-150 60 150 72 118 50.8 7 TP.2204 4.76
TAP-200 60 200 60 165 47.625 8 TP.2204 8.69
TAP-250 60 250 162 214 47.625 9 TP.2204 15.03
TAP-300 60 300 162 214 47.625 10 TP.2204 22.48

| B2f3= Accessories

251244
@ =<[M) (N.m)
Shim Screw Wrench Torque
TP.2204 M8-U5/16-24P TAP2 TAP3 PT5 6.0
B = 5§ Alloyed Steels (e}
m A stainless Steels tIHIHREE Cutting Condition:
ISO [ § 7588 Cast Iron O @ E&E1)H| Continuous Cutting

Vx| NN &8 K885 S Aluminum&Al

S _|‘=.;.'—_|_ f@ % Refractory Alloys

H %Eﬁ)ﬁﬁ Hard Material

EEe®
Hard alloy
HW

[ B TSP20
{ J TSK10

TPKN2204PDR

O —#&1IHI General Cutting
m i #&IH Interrupted Cutting

fz

Drawing

12.7 - 4.76 -

o/
A 50
11

TPMN220412 [ NN J

12.7 - 476 | 12

B,

272 € SRR

« RE E{iI Unit of Length (mm)
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CHAIN @ INDEXABLE FACE MILLING CUTTER

HEAOWAY

HoOouIT
SP 12.43.53 thHl1E#4 &% Cutting Parameter
W LIHE JRME&E tIHIZRE 8BRS
Machining Materials Grade Vc(m/min) (mm/rev)
TSP20 125~200 0.1~0.3
BE %
TSP25 125~200 0.1~0.3
TSP20 50~100 0.1~0.2
EERi|
TSP25 50~100 0.1~0.2
=58 TSK10 80~120 0.1~0.3
SE 12.15 tIHE##EER Cutting Parameter
WA T AME JRME&E YIHIZRE BIELHS
Machining Materials Grade Vc(m/min) (mm/rev)
TSP20 125~200 0.1~0.3
B
TSP25 125~200 0.1~0.3
TSP20 50~100 0.1~0.2
Az
TSP25 50~100 0.1~0.2
=53 TSK10 80~120 0.1~0.3
TP 22 tHI1&48#E3R Cutting Parameter
WAL E JRME&E TIHIZRE BY)#ER
Machining Materials Grade Vc(m/min) (mm/rev)
BEE i TSP20 125~200 0.1~0.3
il TSP20 50~100 0.1~0.2
f=52] TSK10 80~120 0.1~0.3

0
C
-
=
z
()

| @mEmE =(1000x TIHEE )+(3.14x JJESME)
Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameterr).

| RIEESA (mm/min)= ST x TTETE x T
Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.

« RE E {iI Unit of Length (mm)
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S T F C R

I R N R A A |
®© @ © @ 6

@ STFCR12CA - 16

$5E 750 Method of Mounting Insert
Screw on

(92
\J
O

#7]751a Hand of Tool

&

T

Top Clamping Hole clamping

@ STFCR12CA - 16

T R R Insert Shape

L]

(@]
o
(7]

A | e

C 3 T 1417 £ Height of Cutting Edge
€©STFCR12CA - 16 h /
#JIAE Holder Style

95° 90° R A 6
5/ /5 45° (\<§ i |[E /
— E— J]E48% Cartrige Code
L S F
C
o (Cartridge)
4 | L h
Ve A
R K G 8 R A 6
\ ] R ETEEE! Type of Cartridge
60°§ & ‘
A
/;W (1505611)

w T

OsTFCR12CA - 16 9 R A 6

B BR 73 Relief Angle of Insert

HI Y] R E Length of Cutting Edge

=

7

-

11°

Cc

P

L]

A274 €@ THAIN
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| #%) Example

STFCR STFPR SCFCR STSPR STSCR
=i 7R
Drawing i Insert
STFCR-08CA-09 32 - 15 10 8 25 0.4 TC..0902
STFCR-10CA-11 50 - 30 14 10 40 0.4 TC..1102
STFCR-12CA-16 55 - 35 20 12 50 0.8 TC..16T3
STFPR-08CA-09 32 - 15 10 8 25 0.4 TP.0902
STFPR-10CA-11 50 - 30 14 10 40 0.4 TP.1103
STFPR-12CA-16 55 - 35 20 12 50 0.8 TP.1603
SCFCR-08CA-06 32 - 15 10 8 25 0.4 CC..0602
SCFCR-10CA-09 50 - 30 14 10 40 0.4 CC..09T3
STSPR-08CA-09 28 34.1 11 10 8 25 0.4 TP.0902
STSPR-10CA-11 44 51.0 24 14 10 40 0.4 TP.1103
STSPR-12CA-16 47 57.0 27 20 12 50 0.8 TP.1603
STSCR-08CA-09 28 34.1 11 10 8 25 0.4 TC..0902
STSCR-10CA-11 44 51.0 24 14 10 40 0.4 TC..1102
STSCR-12CA-16 47 57.0 27 20 12 50 0.8 TC..16T3

« RE E {iI Unit of Length (mm)
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DR fix{C#5 i 0 7K 35 B8R
DR TUNGSTEN CARBIDE DRILL

N LU
A0\ H 7K
Woater Hole
RS E - /0 IKEEET
aBEEgeS - iR /JBE=m

Made by tugsten steel
Coolant design improve the tool life

TR OEE - el ORE - BESHEERE
Special treated drill edge has high strength and stability.

RATAINEE - BERFORELY - TEES

TiAIN coating prevent rust and act as a wear resistance.

BREARET  BABRNEBUR

Unique design with excellent chip removal effect.
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CHAINE DR SOLID CARBIDE DRILL WITH INTERNAL COOLANT CODING KEY

HEAOWAY
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RO WINLIHME

Symbol Machining Material

— R i
DR20P
0 P-Alloyed Steels
A5
DR30M .
M-Stainless Steels
DR4OK —
K-Cast Iron 3 < 3xD
DR5ON EEESE = Ewi IhEE
N-Aluminum &A| 2 = 5xD Symbol Function
DRG0S [SP=ls 8 <8xD c MER 457K
S-Refractory Alloys Internal Coolant
a~ 12 <12xD =
DR70H SRR N SNERZA K
H-Hard Material 15 <15xD External Coolant

) LWl EARE =
Category Drilling Depth Coolant Way

MERT
Shank Style
B3 i
Symbol STYLE

e PAEES

EDGE DIAMETER

BT T
Symbol EDGE DIAMETER

A E 1" DIN-6535HA
Straight Shank DIN-6535HA D ol
B HISE4R" DIN-6535HB
Flatted Shank DIN-6535HB
E F IR DIN-6535HE
Bevel Shank DIN-6535HE
M SNH#EE MT
Morse MT

« RE E {iI Unit of Length (mm)
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(I DR20P-A5-C fix (G55 88 7k 858 (DX5) @

CHAINE DR SOLID CARBIDE DRILL WITH INTERNAL COOLANT

HEALOWAY
HKO\UIT
1]
140°

DV H |

L
FimA MIEHEE
140° P RV |
Spiral Pointed Angle Cutting Material

58

(KGS)
Weight

DR20P-A5-D0300-C 66 3 6 28 2 -

DR20P-A5-D0310-C 66 3.1 6 28 2 -

DR20P-A5-D0320-C 66 3.2 6 28 2 -

DR20P-A5-D0330-C 66 3.3 6 28 2 -

DR20P-A5-D0340-C 66 34 6 28 2 0.02
DR20P-A5-D0350-C 66 3.5 6 28 2 0.02
DR20P-A5-D0360-C 66 3.6 6 28 2 0.02
DR20P-A5-D0370-C 66 37 6 28 2 0.02
DR20P-A5-D0380-C 74 3.8 6 36 2 0.02
DR20P-A5-D0390-C 74 3.9 6 36 2 0.02
DR20P-A5-D0400-C 74 4 6 36 2 0.02
DR20P-A5-D0410-C 74 4.1 6 36 2 0.02
DR20P-A5-D0420-C 74 4.2 6 36 2 0.02
DR20P-A5-D0430-C 74 4.3 6 36 2 0.02
DR20P-A5-D0440-C 74 4.4 6 36 2 0.02
DR20P-A5-D0450-C 74 4.5 6 36 2 0.02
DR20P-A5-D0460-C 74 4.6 6 36 2 0.02
DR20P-A5-D0465-C 74 4.65 6 36 2 0.02
DR20P-A5-D0470-C 74 4.7 6 36 2 0.02
DR20P-A5-D0480-C 82 4.8 6 44 2 0.03
DR20P-A5-D0490-C 82 4.9 6 44 2 0.03
DR20P-A5-D0500-C 82 5 6 44 2 0.03
DR20P-A5-D0510-C 82 51 6 44 2 0.03
DR20P-A5-D0520-C 82 52 6 44 2 0.03
DR20P-A5-D0530-C 82 53 6 44 2 0.03
DR20P-A5-D0540-C 82 54 6 44 2 0.03
DR20P-A5-D0550-C 82 55 6 44 2 0.03
DR20P-A5-D0555-C 82 5.55 6 44 2 0.03
DR20P-A5-D0560-C 82 5.6 6 44 2 0.03
DR20P-A5-D0570-C 82 5.7 6 44 2 0.038
DR20P-A5-D0580-C 82 5.8 6 44 2 0.038
DR20P-A5-D0590-C 82 5.9 6 44 2 0.038
DR20P-A5-D0600-C 82 6 6 44 2 0.03
DR20P-A5-D0610-C 91 6.1 6 53 2 -

DR20P-A5-D0620-C 91 6.2 8 53 2 0.04
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Weight
DR20P-A5-D0630-C 91 6.3 8 53 2 0.04
DR20P-A5-D0640-C 91 6.4 8 53 2 0.04
DR20P-A5-D0650-C 91 6.5 8 53 2 0.04
DR20P-A5-D0660-C 91 6.6 8 53 2 -
DR20P-A5-D0670-C 91 6.7 8 53 2 -

DR20P-A5-D0680-C 91 6.8 8 53 2 0.05
DR20P-A5-D0690-C 91 6.9 8 53 2 0.05
DR20P-A5-D0700-C 91 7 8 53 2 0.05
DR20P-A5-D0710-C 91 7.1 8 53 2 0.05
DR20P-A5-D0720-C 91 7.2 8 53 2 0.05
DR20P-A5-D0730-C 91 7.3 8 53 2 0.05
DR20P-A5-D0740-C 91 7.4 8 53 2 0.05
DR20P-A5-D0745-C 91 7.45 8 53 2 0.05
DR20P-A5-D0750-C 91 7.5 8 53 2 0.05
DR20P-A5-D0760-C 91 7.6 8 53 2 0.05
DR20P-A5-D0770-C 91 7.7 8 53 2 0.05
DR20P-A5-D0780-C 91 7.8 8 53 2 0.05
DR20P-A5-D0790-C 91 7.9 8 53 2 0.05
DR20P-A5-D0800-C 91 8 8 53 2 0.05
DR20P-A5-D0810-C 103 8.1 10 61 2 0.08
DR20P-A5-D0820-C 103 8.2 10 61 2 0.08
DR20P-A5-D0830-C 103 8.3 10 61 2 0.08
DR20P-A5-D0840-C 103 8.4 10 61 2 0.08
DR20P-A5-D0850-C 103 8.5 10 61 2 0.08
DR20P-A5-D0860-C 103 8.6 10 61 2 0.08
DR20P-A5-D0870-C 103 8.7 10 61 2 0.08
DR20P-A5-D0880-C 103 8.8 10 61 2 0.08
DR20P-A5-D0890-C 103 8.9 10 61 2 0.08
DR20P-A5-D0900-C 103 9 10 61 2 0.08
DR20P-A5-D0910-C 103 9.1 10 61 2 0.08
DR20P-A5-D0920-C 103 9.2 10 61 2 0.08
DR20P-A5-D0930-C 103 9.3 10 61 2 0.08
DR20P-A5-D0935-C 103 9.35 10 61 2 0.08
DR20P-A5-D0940-C 103 9.4 10 61 2 0.09
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Weight
DR20P-A5-D0950-C 103 9.5 10 61 2 0.09
DR20P-A5-D0960-C 103 9.6 10 61 2 0.09
DR20P-A5-D0970-C 103 9.7 10 61 2 0.09
DR20P-A5-D0980-C 103 9.8 10 61 2 0.09
DR20P-A5-D0990-C 103 9.9 10 61 2 0.09
DR20P-A5-D1000-C 103 10 10 61 2 0.09
DR20P-A5-D1010-C 118 10.1 12 71 2 -
DR20P-A5-D1020-C 118 10.2 12 71 2 0.13
DR20P-A5-D1030-C 118 10.3 12 71 2 0.13
DR20P-A5-D1040-C 118 10.4 12 71 2 0.13
DR20P-A5-D1050-C 118 10.5 12 71 2 0.13
DR20P-A5-D1060-C 118 10.6 12 71 2 0.13
DR20P-A5-D1070-C 118 10.7 12 71 2 0.13
DR20P-A5-D1080-C 118 10.8 12 71 2 0.13
DR20P-A5-D1090-C 118 10.9 12 71 2 0.13
DR20P-A5-D1100-C 118 11 12 71 2 0.13
DR20P-A5-D1110-C 118 111 12 71 2 0.13
DR20P-A5-D1120-C 118 11.2 12 71 2 0.14
DR20P-A5-D1130-C 118 113 12 71 2 0.14
DR20P-A5-D1140-C 118 114 12 71 2 0.14
DR20P-A5-D1150-C 118 115 12 71 2 0.14
DR20P-A5-D1160-C 118 11.6 12 71 2 0.14
DR20P-A5-D1170-C 118 117 12 71 2 0.14
DR20P-A5-D1180-C 118 11.8 12 71 2 0.14
DR20P-A5-D1190-C 118 11.9 12 71 2 0.14
DR20P-A5-D1200-C 118 12 12 71 2 -
DR20P-A5-D1250-C 124 125 14 77 2 0.18
DR20P-A5-D1300-C 124 13 14 77 2 0.19
DR20P-A5-D1350-C 124 13.5 14 77 2 0.2
DR20P-A5-D1400-C 124 14 14 77 2 0.2
DR20P-A5-D1450-C 133 14.5 16 83 2 -
DR20P-A5-D1500-C 133 15 16 83 2 -
DR20P-A5-D1550-C 133 15.5 16 83 2 -
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DR20P-A8-D0300-C 72 3 6 34 2 -
DR20P-A8-D0310-C 72 3.1 6 34 2 -
DR20P-A8-D0320-C 72 32 6 34 2 -
DR20P-A8-D0330-C 72 3.3 6 34 2 -
DR20P-A8-D0340-C 72 34 6 34 2 0.02
DR20P-A8-D0350-C 72 35 6 34 2 0.02
DR20P-A8-D0360-C 72 3.6 6 34 2 0.02
DR20P-A8-D0370-C 72 3.7 6 34 2 0.02
DR20P-A8-D0380-C 81 3.8 6 43 2 0.02
DR20P-A8-D0390-C 81 3.9 6 43 2 0.02
DR20P-A8-D0400-C 81 4 6 43 2 0.02
DR20P-A8-D0410-C 81 4.1 6 43 2 0.02
DR20P-A8-D0420-C 81 4.2 6 43 2 0.02
DR20P-A8-D0430-C 81 4.3 6 43 2 0.02
DR20P-A8-D0440-C 81 4.4 6 43 2 -
DR20P-A8-D0450-C 81 4.5 6 43 2 -
DR20P-A8-D0460-C 81 4.6 6 43 2 -
DR20P-A8-D0470-C 81 4.7 6 43 2 -
DR20P-A8-D0480-C 95 4.8 6 57 2 -
DR20P-A8-D0490-C 95 4.9 6 57 2 -
DR20P-A8-D0500-C 95 5 6 57 2 0.03
DR20P-A8-D0510-C 95 5.1 6 57 2 -
DR20P-A8-D0520-C 95 5.2 6 57 2 -
DR20P-A8-D0530-C 95 5.3 6 57 2 -
DR20P-A8-D0540-C 95 5.4 6 57 2 -
DR20P-A8-D0550-C 95 5.5 6 57 2 -
DR20P-A8-D0560-C 95 5.6 6 57 2 -
DR20P-A8-D0570-C 95 5.7 [¢) 57 2 -
DR20P-A8-D0580-C 95 5.8 6 57 2 -
DR20P-A8-D0590-C 95 5.9 6 57 2 -
DR20P-A8-D0600-C 95 6 6 57 2 -
DR20P-A8-D0610-C 114 6.1 8 76 2 -
DR20P-A8-D0620-C 114 6.2 8 76 2 -
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DR20P-A8-D0630-C 114 6.3 8 76 2 -
DR20P-A8-D0640-C 114 6.4 8 76 2 -
DR20P-A8-D0650-C 114 6.5 8 76 2 -
DR20P-A8-D0660-C 114 6.6 8 76 2 -
DR20P-A8-D0670-C 114 6.7 8 76 2 -
DR20P-A8-D0680-C 114 6.8 8 76 2 -
DR20P-A8-D0690-C 114 6.9 8 76 2 -
DR20P-A8-D0700-C 114 7 8 76 2 -
DR20P-A8-D0710-C 114 7.1 8 76 2 -
DR20P-A8-D0720-C 114 7.2 8 76 2 -
DR20P-A8-D0730-C 114 7.3 8 76 2 -
DR20P-A8-D0740-C 114 7.4 8 76 2 -
DR20P-A8-D0750-C 114 7.5 8 76 2 -
DR20P-A8-D0760-C 114 7.6 8 76 2 -
DR20P-A8-D0770-C 114 7.7 8 76 2 -
DR20P-A8-D0780-C 114 7.8 8 76 2 -
DR20P-A8-D0790-C 114 7.9 8 76 2 -
DR20P-A8-D0800-C 114 8 8 76 2 -
DR20P-A8-D0810-C 142 8.1 10 95 2 -
DR20P-A8-D0820-C 142 8.2 10 95 2 -
DR20P-A8-D0830-C 142 8.3 10 95 2 0.09
DR20P-A8-D0840-C 142 8.4 10 95 2 -
DR20P-A8-D0850-C 142 85 10 95 2 -
DR20P-A8-D0860-C 142 8.6 10 95 2 -
DR20P-A8-D0870-C 142 8.7 10 95 2 -
DR20P-A8-D0880-C 142 8.8 10 95 2 -
DR20P-A8-D0890-C 142 8.9 10 95 2 -
DR20P-A8-D0900-C 142 9 10 95 2 -
DR20P-A8-D0910-C 142 9.1 10 95 2 -
DR20P-A8-D0920-C 142 9.2 10 95 2 -
DR20P-A8-D0930-C 142 9.3 10 95 2 -
DR20P-A8-D0935-C 142 9.35 10 95 2 -
DR20P-A8-D0940-C 142 9.4 10 95 2 -
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DR20P-A8-D0950-C 142 9.5 10 95 2 0.1
DR20P-A8-D0960-C 142 9.6 10 95 2 0.1
DR20P-A8-D0970-C 142 9.7 10 95 2 0.1
DR20P-A8-D0980-C 142 9.8 10 95 2 -
DR20P-A8-D0990-C 142 9.9 10 95 2 -
DR20P-A8-D1000-C 142 10 10 95 2 -
DR20P-A8-D1010-C 162 10.1 12 114 2 -
DR20P-A8-D1020-C 162 10.2 12 114 2 -
DR20P-A8-D1030-C 162 10.3 12 114 2 -
DR20P-A8-D1050-C 162 10.5 12 114 2 -
DR20P-A8-D1080-C 162 10.8 12 114 2 -
DR20P-A8-D1100-C 162 11 12 114 2 -
DR20P-A8-D1120-C 162 11.2 12 114 2 -
DR20P-A8-D1150-C 162 115 12 114 2 -
DR20P-A8-D1160-C 162 11.6 12 114 2 -
DR20P-A8-D1180-C 162 11.8 12 114 2 -
DR20P-A8-D1200-C 162 12 12 114 2 -
DR20P-A8-D1250-C 182 12.5 14 133 2 -
DR20P-A8-D1300-C 182 13 14 133 2 -
DR20P-A8-D1350-C 182 135 14 133 2 -
DR20P-A8-D1400-C 182 14 14 133 2 -
DR20P-A8-D1450-C 203 14.5 16 152 2 -
DR20P-A8-D1500-C 203 15 16 152 2 -
DR20P-A8-D1550-C 203 15.5 16 152 2 -
DR20P-A8-D1600-C 203 16 16 152 2 -
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Spiral Pointed Angle Cutting Material

DR20P-A12-D0300-C 90 3 6 50 2 -
DR20P-A12-D0350-C 92 35 6 54 2 -
DR20P-A12-D0400-C 102 4 6 64 2 -
DR20P-A12-D0450-C 102 4.5 6 64 2 -
DR20P-A12-D0500-C 121 5 6 83 2 0.03
DR20P-A12-D0550-C 121 55 6 83 2 -
DR20P-A12-D0600-C 121 6 6 83 2 0.04
DR20P-A12-D0620-C 148 6.2 8 110 2 -
DR20P-A12-D0650-C 148 6.5 8 110 2 -
DR20P-A12-D0700-C 148 7 8 110 2 -
DR20P-A12-D0750-C 148 75 8 110 2 -
DR20P-A12-D0800-C 148 8 8 110 2 -
DR20P-A12-D0830-C 180 8.3 10 138 2 -
DR20P-A12-D0850-C 180 85 10 138 2 -
DR20P-A12-D0900-C 180 9 10 138 2 -
DR20P-A12-D0950-C 180 9.5 10 138 2 -
DR20P-A12-D1000-C 180 10 10 138 2 -
DR20P-A12-D1100-C 206 11 12 158 2 -
DR20P-A12-D1200-C 206 12 12 158 2 -
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DR20P- A15-D0300-C 95 3 6 55 2 -
DR20P- A15-D0350-C 116 35 6 76 2 -
DR20P- A15-D0400-C 116 4 6 76 2 -
DR20P- A15-D0450-C 133 4.5 6 93 2 -
DR20P- A15-D0500-C 133 5 6 93 2 -
DR20P- A15-D0550-C 150 55 6 110 2 -
DR20P- A15-D0600-C 150 6 6 110 2 -
DR20P- A15-D0620-C 167 6.2 8 127 2 -
DR20P- A15-D0650-C 167 6.5 8 127 2 -
DR20P- A15-D0700-C 167 7 8 127 2 -
DR20P- A15-D0750-C 183 7.5 8 143 2 -
DR20P- A15-D0800-C 183 8 8 143 2 -
DR20P- A15-D0830-C 204 8.3 10 160 2 -
DR20P- A15-D0850-C 204 85 10 160 2 -
DR20P- A15-D0900-C 204 9 10 160 2 -
DR20P- A15-D0950-C 221 9.5 10 177 2 -
DR20P- A15-D1000-C 221 10 10 177 2 -
DR20P- A15-D1100-C 247 11 12 198 2 -
DR20P- A15-D1200-C 263 12 12 214 2 -
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DR30M-A5-D0500-C 82 5 6 44 2 -
DR30M-A5-D0510-C 82 5.1 6 44 2 -
DR30M-A5-D0520-C 82 52 6 44 2 -
DR30M-A5-D0550-C 82 55 6 44 2 -
DR30M-A5-D0555-C 82 5.55 6 44 2 -
DR30M-A5-D0580-C 82 58 6 44 2 -
DR30M-A5-D0600-C 82 6 6 44 2 -
DR30M-A5-D0610-C 91 6.1 6 53 2 -
DR30M-A5-D0620-C 91 6.2 8 53 2 -
DR30M-A5-D0630-C 91 6.3 8 53 2 -
DR30M-A5-D0650-C 91 6.5 8 53 2 -
DR30M-A5-D0660-C 91 6.6 8 53 2 -
DR30M-A5-D0680-C 91 6.8 8 53 2 -
DR30M-A5-D0690-C 91 6.9 8 53 2 -
DR30M-A5-D0700-C 91 7 8 53 2 -
DR30M-A5-D0710-C 91 7.1 8 53 2 -
DR30M-A5-D0740-C 91 74 8 53 2 -
DR30M-A5-D0750-C 91 7.5 8 53 2 -
DR30M-A5-D0780-C 91 7.8 8 53 2 -
DR30M-A5-D0800-C 91 8 8 53 2 -
DR30M-A5-D0810-C 103 8.1 10 61 2 -
DR30M-A5-D0840-C 103 8.4 10 61 2 -
DR30M-A5-D0850-C 103 85 10 61 2 -
DR30M-A5-D0860-C 103 8.6 10 61 2 -
DR30M-A5-D0870-C 103 8.7 10 61 2 -
DR30M-A5-D0880-C 103 8.8 10 61 2 -
DR30M-A5-D0900-C 103 9 10 61 2 -
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DR30M-A5-D0930-C 103 9.3 10 61 2 -
DR30M-A5-D0950-C 103 9.5 10 61 2 -
DR30M-A5-D0960-C 103 9.6 10 61 2 -
DR30M-A5-D0980-C 103 9.8 10 61 2 -
DR30M-A5-D1000-C 103 10 10 61 2 -
DR30M-A5-D1025-C 118 10.25 12 71 2 -
DR30M-A5-D1050-C 118 10.5 12 71 2 -
DR30M-A5-D1060-C 118 10.6 12 71 2 -
DR30M-A5-D1080-C 118 10.8 12 71 2 -
DR30M-A5-D1100-C 118 11 12 71 2 -
DR30M-A5-D1120-C 118 11.2 12 71 2 -
DR30M-A5-D1150-C 118 115 12 71 2 -
DR30M-A5-D1180-C 118 11.8 12 71 2 -
DR30M-A5-D1190-C 118 11.9 12 71 2 -
DR30M-A5-D1200-C 118 12 12 71 2 -
DR30M-A5-D1250-C 124 12.5 14 77 2 -
DR30M-A5-D1300-C 124 13 14 77 2 -
DR30M-A5-D1350-C 124 13.5 14 77 2 -
DR30M-A5-D1400-C 124 14 14 77 2 -
DR30M-A5-D1450-C 133 14.5 16 83 2 -
DR30M-A5-D1500-C 133 15 16 83 2 -
DR30M-A5-D1550-C 133 155 16 83 2 -
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CHAIN DR SOLID CARBIDE DRILLWITH INTERNAL COOLANT CUTTING PARAMETERS
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DR20P-A5C
wmmIsE | DHEE A (mm/rev)

Machining Speed )

Materials V¢ (m/min) a3 @4 @6 @8 210 212 @16
il 80 0.13 0.17 0.20 0.20 0.20 0.23 0.25
Alloyed Steels (60~110) (0.09-0.16) | (0.12-0.23) | (0.14-0.28) | (0.14-0.28) | (0.14-0.30) | (0.15-0.32) | (0.18-0.35)
A5 5 50 0.06 0.06 0.08 0.08 0.10 0.10 0.12
Stainless Steels (40~60) (0.04-0.08) | (0.04-0.08) | (0.06-0.10) | (0.06-0.10) | (0.08-0.12) | (0.08-0.12) | (0.10-0.14)
=88 100 0.15 0.17 0.20 0.25 0.28 0.30 0.35
Cast Iron (60~140) (0.11-0.18) | (0.13-0.20) | (0.15-0.25) | (0.17-0.32) | (0.20-0.36) | (0.22-0.42) | (0.25-0.45)

DR20P-A8C
wmIvE | THEE H#4% (mm/rev)

Machining Speed

Materials V¢ (m/min) a3 o4 @6 78 @210 212 216
A&t 80 0.13 0.17(0.12- 0.20 0.20 0.20 0.23 0.25
Alloyed Steels (60~110) (0.09-0.16) 0.23) (0.14-0.28) | (0.14-0.28) | (0.14-0.30) | (0.15-0.32) | (0.18-0.35)
A 50 0.06 0.06(0.04- 0.08 0.08 0.10 0.10 0.12
Stainless Steels|  (40~60) (0.04-0.08) 0.08) (0.06-0.10) | (0.06-0.10) | (0.08-0.12) | (0.08-0.12) | (0.10-0.14)
=55 100 0.15 0.17(0.13- 0.20 0.25 0.28 0.30 0.35
Cast Iron (60~140) (0.11-0.18) 0.20) (0.15-0.25) | (0.17-0.32) | (0.20-0.36) | (0.22-0.42) | (0.25-0.45)

DR20P-A12C/15C
wIvE | DARE L (mm/rev)
Machining Speed
Materials V¢ (m/min) a3 @4 @6 @8 210 212 216
Bl 80 0.13 0.17 0.20 0.20 0.20 0.23 0.25
Alloyed Steels (60~110) (0.09-0.16) | (0.12-0.23) | (0.14-0.28) | (0.14-0.28) | (0.14-0.30) | (0.15-0.32) | (0.18-0.35)
A s 8 50 0.06 0.06 0.08 0.08 0.10 0.10 0.12
Stainless Steels| (40~60) (0.04-0.08) | (0.04-0.08) | (0.06-0.10) | (0.06-0.10) | (0.08-0.12) | (0.08-0.12) | (0.10-0.14)
==t 100 0.15 0.17 0.20 0.25 0.28 0.30 0.35
Cast Iron (60~140) | (0.11-0.18) | (0.13-0.20) | (0.15-0.25) | (0.17-0.32) | (0.20-0.36) | (0.22-0.42) | (0.25-0.45)
DR30M-A5C
wmIvg | AR #4427 (mmrev)

Machining Speed

Materials V¢ (m/min) @3 @4 @6 78 210 212 216
N 60 0.08 0.08 0.08 0.10 0.12 0.14 0.25
Stainless Steels (40~80) (0.04-0.10) | (0.06-0.10) | (0.06-0.12) | (0.08-0.14) | (0.10-0.18) | (0.10-0.18) | (0.18-0.35)
R'%ea:lctgr 35 0.06 0.08 0.09 0.10 0.12 0.14 0.12
Alloys Y (20~50) (0.04-0.08) | (0.05-0.10) | (0.06-0.12) | (0.08-0.12) | (0.10-0.16) | (0.10-0.18) | (0.10-0.14)

« RE E{iI Unit of Length (mm)
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(- DR10U #3754 il 5 8 2 B 8

CHAIN i DR10U ULTRA-MICRON SOILD CARBIDE SPOT DRILL

HEAOWAY

0
C
-
=
z
()

| 425 Feature

-THEsS|FHEME - EEAIAINAE -Ideal for spotting and chamfering.
-EBEEK ~ #IK -Applicable for lathe and milling machines.
-IRMO0E ~ 90E ~ 120 - FEEE -Offer 60° 90° and 120°.
#8148 Spec. D L1 L2 R d f; i Coiestiins
DR10U-D030-90 3 10 40 3 90
DR10U-D040-90 4 12 50 4 90
DR10U-D050-20 5 15 50 5 90
DR10U-D060-20 6 20 50 6 90
DR10U-D080-20 8 25 60 8 90
DR10U-D100-20 10 25 75 10 90
DR10U-D120-920 12 30 75 12 90
DR10U-D030-120 3 10 40 3 120
DR10U-D040-120 4 12 50 4 120
DR10U-D050-120 5 15 50 5 120
DR10U-D060-120 6 20 50 6 120 2z Eidl
DR10U-D080-120 8 25 60 8 120
DR10U-D100-120 10 25 750 10 120
DR10U-D120-120 12 30 75 12 120
DR10U-D030-60 3 10 40 3 60
DR10U-D040-60 4 12 50 4 60
DR10U-D050-60 5 15 50 5 60
DR10U-D060-60 6 20 50 6 60
DR10U-D080-60 8 25 60 8 60
DR10U-D100-60 10 25 750 10 60
DR10U-D120-60 12 30 75 12 60
BIMTHE s 467 (mm/rev)
Machining Materials AL G B VA 6 V8 V10 ik
Alloia%it?eels 40-85 0.04~0.08 | 0.05~0.12 | 0.06~0.13 | 0.08~0.16 0.1~0.2 0.15~0.25
Ca‘ﬁﬁﬁ{zon 65-100 0.05~0.09 | 0.07~0.15 | 0.12~0.2 0.15~0.2 | 0.10~0.25 | 0.20~0.30
%EEEM. 15-25 0.04~0.08 | 0.05~0.12 | 0.06~0.13 | 0.08~0.16 0.1~0.2 0.15~0.25
(HRC38-48) Hard Material

« RE E {iI Unit of Length (mm)
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STM
1 7= 6 [E] BY 55

IJ
IS g
i 3ich -

mER - BES

Perfect fit, high T*u%i\é E

precision with the ..
tapered locking HE %7 X
T-type locking

strengthens the
locking force

HIEIES 1
BEMTF
Shock ring support

C/TME[E B §5 F 2035 i E R AT
C/tm Straight Shank Tungsten Carbide Extension Shank

SFSEHIEHA ERIT
Rear Pull Lock Cylinder
Extension Shank

increases the stability.

A

LHER  HERS - @€
[EE iRt

Double-sided truss, taper fit,
better Axial and radial
direction accuracy

~

FEENRE BRIEEREN
Bottom arc design reduces
concentrated stress

ZUZEWS  ANRE
Flexible support fit, effective
shock absorption

SFCHE4TN )R
Sintered Shank

s
b‘a\

SFSEHITC )12
Rear Pull shank chuck
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CHAINE STMINTERCHANGEABLE SOLID CARBIDE ENDMILL HEAD

HEAOWAY

0
C
-
=
z
()

[4 3

Y.

HKOUIT

__ NEW

STM45-10-STMé6-13L 9.6 7 4 T™Mé6 TM6-W 0.01
WINIHE tIHI#E Speed BY#ES
Machining Materials V¢ (m/min) F,(m/rev)
kR
Alloyed Steels 50~140 0.05~0.2
A 578 508
Stainless Steels 80-120 0.05-0.1
Cast Iron 80~250 0.1~0.2
Y 4 > \ %%
(2] STM 22 ot [ B 8 oF = b i 8
CHAINE STM INTERCHANGEABLE SOLID CARBIDE CENTER DRILL
HKOUIT

/™ INEW

STM60-41-STM6-19L 10 5.9 T™Mé6 60
W& tIHIZRE Speed SIELR
Machining Materials V¢ (m/min) F,(m/rev)
kil
Alloyed Steels 50~140 0.05~0.12
PN i
Stainless Steels 80~120 0.05~0.08
el 80~250 0.1~0.15
Cast Iron

« RE E {iI Unit of Length (mm)
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(Co1C/STM E RS FRIEMEES

CHAIN il C/TM STRAIGHT SOILD CARBIDE EXTENSION SHANK

HKOUIT

INBW

——) -

‘vi ™
——— | i

#1% Spec. E\ii;eggKfiS)
C10-STM6-100 100 10 9.6 7 ™6 0.1
o) SFSs #RIRBEFEER
CHAINE SFS REAR PULL LOCK THREADED EXTENSION SHANK
HKOJUIT

MFS12

NEW
A —— iﬁ%:j =

SIS

L1
L

| 4525 Feature

- ME 55l -Material: SNCM220
- EEEED SFS Bz #k T AR gE M -Need to be used with SFS slim-fit collet chuck.

#74% Spec. E= (KGS)

Weight

SFS12-STM6-55 55 26 9.6 40 T™Mé6 0.18

(ElsT™Me O RmAREFE (] TMe BORF

CHAINE STMé6 SPANNER HEAD CHAINE TM6 SPANNER

HEAOWAY

HKOJUIT HKOJUIT

NEW NEW
O P

HAOE(Nm) E= (KGS)

E= (KGS)
Torque Weight Weight
STMé6-LH 55 8 10 0.12 TM6-W 125 8 0.03

« RE E{iI Unit of Length (mm)

A292 €E&>CHAIN

HEAOWAY




EH[I o 685 ) 24 51| —

o R IR R 1R R 2& [ ik (SR A7 1)
German strength

o HFEMBIEN LES
N LIEXREmES
Clean finishing

® IZERIIMEBEN L
Stable processing

EX0 semsin
NS 445

D100 diog
H30.0-075t

= PNER
5 2500
F 500
AP 15
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(G-l el T RiER

CHAIN N SOLID CARBIDE END MILL CODING KEY

HEAOWAY

HKOUIT

B MIME
Symbol | Material
U BAR
General
B i B
S Alloyed Symbol
FC5% #h14ERl Steels .
Symbol Type Sy 15
M Stainless B 20°
8% 7]
EM End Mill Steels Symbol 30°
EEHESE 2 .
BE IRBINTIKT) N Cast Iron =9 N
Ba|| End mill N 3 45° 7]% EE'JD'E 7]%
T ﬁ_l'?ﬁ 2 Diameter Symbol | Diameter
: 5 y
EE=hvis V| — e PAEES
RE Corner-radius REEEM > VH R e L Long D Flute Dia.
B H Hard N —h ST
End mill ) 6 Unequal Splral HXSUE :.:1::
Material Standard Radius

Qs (2 Jlinect:] Q@ z § O == Q=2 QO i/ i
Catelogue \EICHEIS Flutes Helix Angle Long Type Radius

e Ors © == (278) @ ws D:==

Shank Diameter Radius Angle Flute Length — Standard Overall Length

FCR B
SYaglele] Symbol
03 0.3 04 4mm
05 0.5 06 6mm
10 1.0 08 8mm
20 20 10 10mm
30 3.0

H#HIME
End Mills Material

2HE % s FERUA/N #EAE

ISI‘?)oRfﬁne Cobalt Tungsten Size of Scope of
9 Content Steel Type Granular Application
EMH -~ BEH - REH I .
EBEEARHT) 0K o RECL: 0 SRR Hard Material
Specialize for Hard K20-K % Nano Micro Grain <05 ;ﬁf@ Alloy Steels
Material End Mills #55 Cast Iron
EMS ~ BES ~ RES . &%l Alloyed Steel
EMN - BEN » EMM ) 9 S A8l Stainless Steels
ES G| K40-K50 12% Ultra-micro 0.5u #2884 Cast Iron
End Mills Series JE#E &% Non-ferrous Alloy
i i 818 Stainless Steels
MBI 5| K40-K50 12~13% . 0.5-0.6p #£ &% Titanium Alloy
Anti Vibration Series Ultra-micro FE# 52 Non-ferrous Alloy

« RE E{iI Unit of Length (mm)

A294 (g ThaN
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() EMH B (G 88 88 17 8% 70 #0/)\ 18 55 18 /2 B2 m 7 4

CHAINll EMH SOLID CARBIDE MINI END MILL FOR HARDENED STEEL

HEAIOWAY

rowT
NN ) |
L H

D

ﬁ

& Bies E2 (KGS) IHME IS E

Angle Weight Workpiece Material Cutting HRC

EMH235-D002d030-H0.5-038L 38 (02| 3 | o5 2 35 -
EMH235-D003d030-H0.6-038L 38 |03 3 | 06 2 35 -
EMH235-D004d030-H0.8-038L 38 |04 3 | 08 2 35 -
EMH235-D005d030-H1.0-038L 38 (05| 3 | 10| 2 35 -
EMH235-D006d030-H1.2-038L 38 |06 3 | 12| 2 35 -
EMH235-D007d030-H1.4-038L 38 (07| 3 | 14| 2 35 -
EMH235-D008d030-H1.6-038L 38 |08 3 | 16 | 2 35 -
EMH235-D009d030-H1.8-038L 38 (09| 3 | 18 | 2 35 -
EMH235-D010d030-H2.0-038L 3 [10]| 3 | 20 | 2 35 -
EMH235-D011d030-H2.0-038L 3 (11| 3 | 20 | 2 35 -
EMH235-D012d030-H2.5-038L 38 |12 3 | 25 2 35 -
EMH235-D013d030-H2.5-038L 38 [ 13| 3 | 25 2 35 - ° R
EMH235-D014d030-H3.0-038L 8 14| 3 | 30| 2 35 - R
EMH235-D015d030-H3.0-038L 38 | 15| 3 | 30 2 35 - cHt
EMH235-D016d030-H3.5-038L 38 | 16| 3 | 35 2 35 - B c:++ HRC45°~62°
EMH235-D017d030-H3.5-038L 38 [17] 3 | 35 2 35 -
EMH235-D018d030-H4.0-038L 38 (18| 3 | 40 | 2 35 -
EMH235-D019d030-H4.0-038L 38 (19| 3 | 40 | 2 35 -
EMH235-D020d030-H4.0-038L 38 [20] 3 | 40 | 2 35 -
EMH235-D021d030-H4.0-038L 38 [21] 3 | 40 | 2 35 -
EMH235-D022d030-H4.5-038L 38 |22 3 | 45 2 35 -
EMH235-D023d030-H4.5-038L 38 |23| 3 | 45 2 35 -
EMH235-D024d030-H5.0-038L 38 |24 3 | 50 | 2 35 -
EMH235-D025d030-H5.0-038L 38 [25] 3 | 50 | 2 35 -
EMH235-D026d030-H5.0-038L 38 |26 3 | 50| 2 35 -
EMH235-D027d030-H5.5-038L 38 [27]| 3 | 55 2 35 -
EMH235-D028d030-H5.5-038L 38 |28 3 | 55 2 35 -
EMH235-D029d030-H6.0-038L 38 [29] 3 | 60 | 2 35 -
EMH235-D030d030-H6.0-038L 38 [30] 3 | 60 | 2 35 -

« RE E {iI Unit of Length (mm)
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CHAINE EMH SOLID CARBIDE END MILL FOR HARDENED STEEL

HEAIOWAY
rourT
o NN J ¢
x|

g BiEs == (KGS) IHE IS E

T Angle Weight Workpiece Material Cutting HRC
EMH445-D030d040-H7.5-050L 50 3 4 7.5 4 45 -
EMH445-D040d040-H10.0-050L 50 4 4 10 4 45 - .
EMH445-D050d060-H12.0-050L 50 5 6 12 4 45 - n t
EMH445-D060d060-H15.0-060L 60 6 6 15 4 45 - M :+ HRC45°~62°
EMH445-D080d080-H20.0-060L 60 8 8 20 4 45 - S
EMH445-D100d100-H25.0-075L 75 10 10 25 4 45 - m A
EMH445-D120d120-H30.0-075L 75 12 12 30 4 45 -

(C>] EMS T & 58 88 24 /) 8 3 8% 7

CHAIN i EMS SOLID CARBIDE MINIEND MILL

HEADOW,

o

;

Jg Bie E= (KGS) THME HIE
Angle Weight Workpiece Material Cutting HRC

EMS235-D002d030-H0.6-038L 38 |02 3 | 06 2 35 -
EMS235-D003d030-H1.0-038L 38 03] 3 | 10 2 35 -
EMS235-D004d030-H1.0-038L 38 |04]| 3 | 10 2 35 -

B+
EMS235-D005d030-H1.5-038L 38 |05| 3 | 15 2 35 -

M+ HRC15°~45°
EMS235-D006d030-H1.5-038L 38 06| 3 | 15 2 35 - :
EMS235-D007d030-H2.0-038L 38 |o7| 3 | 20| 2 35 - st
EMS235-D008d030-H2.0-038L 38 | 08| 3 | 20 2 35 -
EMS235-D009d030-H2.5-038L 38 |09 | 3 | 25 2 35 -

« RE E{iI Unit of Length (mm)
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EMS fix {E 55 il 17 §% /]

EMS SOLID CARBIDE END MILL

e

CHAIN

HEAOWAY

mre

HKOUIT

& BhEm EE£ (KGS)

T Angle Weight

EMS445-D010d040-H3.0-050L 50 1 4 3 4 45 -
EMS445-D020d040-H5.0-050L 50 2 4 5 4 45 -
EMS445-D030d040-H7.5-050L 50 3 4 7.5 4 45 -
EMS445-D040d040-H10.0-050L 50 4 4 10 4 45 -
EMS445-D050d060-H12.0-050L 50 5 6 12 4 45 -
EMS445-D060d060-H15.0-060L 60 6 6 15 4 45 -
EMS445-D080d080-H20.0-060L 60 8 8 20 4 45 -
EMS445-D100d100-H30.0-075L 75 10 10 30 4 45 -
EMS445-D120d120-H30.0-075L 75 12 12 30 4 45 -

THME
Workpiece Material

IHIREE
Cutting HRC

HRC15°~45°

(ZCBEMN WGtk IR e =R

CHAINE EMN SOLID CARBIDE MINI END MILL FOR ALUMINUM

mre

HOUIT

HEAOWAY
o] BN

ITH#ME B E

Workpiece Material

b 4 n VB #ikm 58K
T Angle Weight

EMN245-D010d040-H3.0-050L 50 1 4 3 2 45 -
EMN245-D020d040-H6.0-050L 50 2 4 6 2 45 -
EMN245-D030d040-H9.0-050L 50 3 4 9 2 45 - m
EMN245L-D010d040-H4.0-050L 50 1 4 4 2 45 -
EMN245L-D020d040-H8.0-050L 50 2 4 8 2 45 -
EMN245L-D030d040-H12.0-050L 50 3 4 12 2 45 -

Cutting HRC

. HRC15°~45°

(oI EMN ibElI s RS S 5
FOR ALUMIN

CHAIN EMN SOLID CARBIDE MINI END MILL UM
T o
d

SN
N

IHME

tIEIEE

Workpiece Material

[ Vg BieR R (KGS)
T Angle  Weight

EMN345-D040d040-H12.0-050L 50 4 4 12 3 45 -
EMN345-D050d060-H15.0-050L 50 5 6 15 3 45 -
EMN345-D060d060-H18.0-060L 60 6 6 18 3 45 -
EMN345-D080d080-H20.0-060L 60 8 8 20 3 45 -
EMN345-D100d100-H26.0-075L 75 10 10 26 3 45 -
EMN345-D120d120-H30.0-075L 75 12 12 30 3 45 -
EMN345L-D040d040-H16.0-050L 50 4 4 16 3 45 - m
EMN345L-D050d060-H20.0-060L 60 5 6 20 3 45 -
EMN345L-D060d060-H24.0-075L 75 6 6 24 3 45 -
EMN345L-D080d080-H30.0-075L 75 8 8 30 3 45 -
EMN345L-D100d 100-H40.0-100L 100 10 10 40 3 45 -
EMN345L-D120d120-H45.0-100L 100 12 12 45 3 45 -

Cutting HRC

c++ HRC15°~45°

« RE E {iI Unit of Length (mm)
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(EC EMM T 1L 55 8 37 % 7] 7 37 88 8 (e

CHAIN B EMM SOLID CARBIDE END MILL FOR STAINLESS STEEL

HEAIOWAY
EMM445 [l RsAsmE HOWIT

L e

‘mPFaPFap

D d JE Bies == {KGS) Iﬁﬁ‘é . t)]I%]’UE%FE
T Angle  Weight Workpiece Material Cutting HRC
EMM445-D040d040-L10.0-050L 50 4 4 10 4 45 - n -
EMM445-D060d060-H15.0-060L | 60 6 6 15 4 45 -
EMM445-D080d080-H20.0-060L | 60 8 8 20 4 45 - M ++ HRC25°~42°
EMM445-D100d100-H30.0-075L | 75 10 10 30 4 45 - K [
EMM445-D120d120-H30.0-075L | 75 12 12 30 4 45 -

(] EMTAVH TRiESBMIE TSRS € 2 A LLILd

cHANfll EMT4VH SOLID CARBIDE END MILL FOR REFRACTORY ALLOY
sl B2 EEE provrr

o N ) |
- H

D d V& ZieA E2 (KGS) THmE IHIEE
T Angle  Weight Workpiece Material Cutting HRC

EMT4VH-D030d060-H8.0-050L 50 3 6 8 4 38/41 - n C+
EMT4VH-D040d060-H11.0-050L 50 4 6 11 4 38/41 - M o+ +
EMT4VH-D050d060-H14.0-050L 50 5 6 14 4 38/41 - :
EMT4VH-D060d060-H16.0-050L 50 6 6 16 4 38/41 - t <HRC60°
EMT4VH-D080d060-H20.0-060L 60 8 8 20 4 38/41 - m 4+
EMT4VH-D100d100-H25.0-075L 75 10 10 25 4 38/41 - B A
EMT4VH-D120d120-H30.0-075L 75 12 12 30 4 38/41 - :

(ECJEMT3VH {8530 11 8% 71 88 & © 5 L4

CHAIN Bl EMT3VH SOLID CARBIDE END MILL FOR ALUMIN(JM

HEAOWAY

EMT3VH @l ir5 €= =N E| 2 R 22
EE T T B =
=S 5
H ]

: |

D d NE 1Bikm B2 (KGS) I‘ffF?F = . t)]I%}'UEE)E
T Angle  Weight Workpiece Material Cutting HRC
EMN3VH-D030d060-H9.0-050L 50 3 6 9 3 38/41 -
EMN3VH-D040d060-H12.0-050L 50 4 6 12 3 38/41 -
EMN3VH-D050d060-H14.0-050L 50 5 6 14 3 38/41 -
EMN3VH-D060d060-H16.0-050L 50 ) 6 16 3 38/41 - m T+ + -
EMN3VH-D080d060-H20.0-060L 60 8 8 20 3 38/41 -
EMN3VH-D100d100-H25.0-075L 75 10 10 25 3 38/41 -
EMN3VH-D120d120-H30.0-075L 75 12 12 30 3 38/41 -

« RE E{iI Unit of Length (mm)
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(Z-DEMU T{C8s 88 T 8% 7

CHAIN il EMU SOLID CARBIDE END MILL

HEAOWAY

g BieA EE£ (KGS)

T
EMU-0150 50 1 4 3 4 45 -
EMU-0250 50 2 4 6 4 45 -
EMU-0350 50 3 3 8 4 45 -
EMU-0375 75 3 3 8 4 45 -
EMU-0450 50 4 4 11 4 45 -
EMU-0475 75 4 4 11 4 45 -
EMU-0650 50 6 6 15 4 45 -
EMU-0675 75 6 6 15 4 45 -
EMU-0860 60 8 8 20 4 45 -
EMU-0875 75 8 8 20 4 45 -
EMU-1075 75 10 10 30 4 45 -

EMU-10100 100 10 10 30 4 45 -
EMU-1275 75 12 12 30 4 45 -

EMU-12100 100 12 12 30 4 45 -

IHME

Angle Weight Workpiece Material

B+
M [+
d :++

tIHIREE
Cutting HRC

<HRC50°

(ZoUEUN WEB M iR a5 H

CHAIN il EUN SOLID CARBIDE END MILL FOR ALUMINUM

HEAOWAY

E=a E

1Bfers =& (KGS)

ThmE

Angle Weight Workpiece Material

T
EUN-0150 50 1 4 3 3 50 -
EUN-0250 50 2 4 6 3 50 -
EUN-0350 50 3 4 9 3 50 -
EUN-0450 50 4 4 12 3 50 -
EUN-0650 50 6 6 18 3 50 -
EUN-0860 60 8 8 24 3 50 -
EUN-1075 75 10 10 30 3 50 -
EUN-1275 75 12 12 36 3 50 -

tHIEE
Cutting HRC

« RE E {iI Unit of Length (mm)
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(E>] BMU % 1t 88 88 3% 2 37 85 7) [Pt

CHAINE BMU SOLID CARBIDE BALL NOSE END MILL
HouIT

— 0

< L |
1
& 1ZhiER E= (KGS) THME TIEIEE
T Angle Weight Workpiece Material Cutting HRC

BMU-0150 0.5R 50 1 4 2 2 30 -

BMU-0250 1R 50 2 4 4 2 30 -

BMU-0350 1.5R 50 3 3 6 2 30 -

BMU-0375 1.5R 75 3 3 6 2 30 -

BMU-0450 2R 50 4 4 8 2 30 -

m:++
BMU-0475 2R 75 4 4 8 2 30 -
BMU- - .
U-0650 3R 50 6 6 12 2 30 M :+ <HRC50°

BMU-0675 3R 75 6 6 12 2 30 -

BMU-0860 4R 60 8 8 16 2 30 - At

BMU-0875 4R 75 8 8 16 2 30 -

BMU-1075 5R 75 10 10 20 2 30 -

BMU-10100 5R 100 10 10 20 2 30 -

BMU-1275 6R 75 12 12 24 2 30 -

BMU-12100 6R 100 12 12 24 2 30 -

(Z>I RMU B {L: 8 $8 B & 11 8 7] (e

CHAIN il RMU SOLID CARBIDE CORNER RADIUS END MILL
HOuIT

INBW)

g Bies == (KGS) ThmME PIHIE

T Angle Weight Workpiece Material Cutting HRC
RMU-015002 0.2 50 1 4 2 4 45 -
RMU-025002 0.2 50 2 4 4 4 45 -
RMU-025005 0.5 50 2 4 4 4 45 -
RMU-035002 0.2 50 3 3 6 4 45 -
RMU-035005 0.5 50 3 3 6 4 45 - n -
RMU-035010 1 50 3 3 6 4 45 - )
RMU-037502 0.2 75 3 3 6 4 45 - M o+ <HRC50°
RMU-037505 0.5 75 3 3 6 4 45 -
RMU-045002 0.2 50 4 4 8 4 45 - IE CtHt
RMU-045005 0.5 50 4 4 8 4 45 -
RMU-045010 1 50 4 4 8 4 45 -
RMU-047502 0.2 75 4 4 8 4 45 -
RMU-047505 0.5 75 4 4 8 4 45 -
RMU-047510 1 75 4 4 8 4 45 -

« RE E{iI Unit of Length (mm)
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CHAINE RMU SOLID CARBIDE CORNER RADIUS END MILL

HEAOWAY

HKOUIT
NEW

2es ZE£ (KGS) THmE IS
T Angle  Weight Workpiece Material Cutting HRC
RMU-065002 0.2 50 6 6 12 4 45 -
RMU-065005 0.5 50 6 6 12 4 45 -
RMU-065010 1 50 6 6 12 4 45 -
RMU-065015 1.5 50 6 [¢) 12 4 45 -
RMU-067502 0.2 75 6 [¢) 12 4 45 -
RMU-067505 0.5 75 6 6 12 4 45 -
RMU-067510 1 75 6 6 12 4 45 -
RMU-086002 0.2 60 8 8 16 4 45 -
RMU-086005 0.5 60 8 8 16 4 45 -
RMU-086010 1 60 8 8 16 4 45 -
RMU-086020 2 60 8 8 16 4 45 -
RMU-087502 0.2 75 8 8 16 4 45 -
RMU-087505 0.5 75 8 8 16 4 45 - n o
RMU-087510 1 75 8 8 16 4 45 - M o+ <HRCS0°
RMU-107505 0.5 75 10 10 20 4 45 - .
RMU-107510 1 75 10 10 20 4 45 - m S
RMU-107520 2 75 10 10 20 4 45 -
RMU-1010005 0.5 100 10 10 20 4 45 -
RMU-1010010 1 100 10 10 20 4 45 -
RMU-1010020 2 100 10 10 20 4 45 -
RMU-127505 0.5 75 12 12 24 4 45 -
RMU-127510 1 75 12 12 24 4 45 -
RMU-127520 2 75 12 12 24 4 45 -
RMU-127530 3 75 12 12 24 4 45 -
RMU-1210005 0.5 100 12 12 24 4 45 -
RMU-1210010 1 100 12 12 24 4 45 -
RMU-1210020 2 100 12 12 24 4 45 -
RMU-1210030 3 100 12 12 24 4 45 -

« RE E {iI Unit of Length (mm)
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CHAIN

HEAOWAY

fix 1 £5 8 17 8% /]

SOLID CARBIDE END MILL

8% 71fI$% End Mill Side Milling:
hvis YAE L]

End mill

PRHE R

Material hardness

tHIZRE Speed

(m/min)

MIRE Ap
(mm)

HKOUIT

(=PUL:E
(mm/rev)

HRC<10 VC=150-360 D*0.5-D"2.5 D*0.01~D*0.10 D*0.01~0.02
M2 M HRC10-25 VC=120-210 D*0.5~D"2.0 D*0.01~D*0.05 D*0.01-0.02
HRC25-40 VC=90-180 D*05-D*15 D*0.01~D0.025 D*0.01-0.02

HRC30-40 VC=120~210 D°05-D*15 D*0.01~D0.025 D*0.01-0.02

EMH 5| HRC40-50 VC=120-180 D*0.5-D*1.0 D*0.005-D0.015 D°0.01-0.02
HRC50-62 VC=120~150 D*0.5-D*10 D*0.005-D0.01 D*0.01-0.02

EMT %51 HRC30-50 VC=120~200 D*0.1-D"2.5 D*0.01~D*0.02 D*0.01-0.02
EMT %51 HRC>50 VC=100~120 D*0.1-D"1.0 D*0.01~D0.02 D*0.01-0.02

IXE178% 7] Ball End Mill:
FREUT 8 )] %51

Ball End Mill

MRS

Material hardness

tHIZEE Speed
(m/min)

MIEE Ap
(mm)

gL
(mm/rev)

HRC<10 VC=150-390 D*0.01~D*0.20 D*0.01~D*0.03 D*0.01~0.02
BEEM?JEN HRC10-25 VC=120-240 D*0.01~D*0.05 D*0.01~D*0.03 D*0.01~0.02
HRC25-40 VC=90-210 D*0.01~D*0.03 D*0.01~D*0.025 D*0.01~0.02
HRC30-40 VC=120~240 D*0.01~D*0.03 D*0.01~D*0.025 D*0.01~0.02
BEH %5l HRC40-50 VC=120~210 D*0.01~D*0.02 D*0.005~D*0.02 D*0.01~0.02
HRC50-62 VC=120~180 D*0.005~D*0.01 D*0.005~D*0.01 D*0.01~0.02

E|£11#%7] Corner-Radius End Mill:

Bl21785 /%51 MRS E tIHIZRE Speed MIRE Ap EEEFEMIRE (=DUp
Corner-Radius End Mill ~ Material Hardness (m/min) (mm) Depth (mm/rev)
HRC<10 VC=150-390 D*0.50 REBRMN I D*0.01~0.02
RES ~ RMU HRC10-25 VC=120-240 D*0.05~D*1.0 <R A D*0.01~0.02
HRC25-40 VC=90-210 D*0.03~D*0.06 <R A D*0.01~0.02
HRC30-40 VC=120~240 D*0.03~D*0.06 <R A D*0.01~0.02
REH HRC40-50 VC=120~210 D*0.02~D*0.04 <R A D*0.01~0.02
HRC50-62 VC=120~180 D*0.01~D*0.02 <R A D*0.01~0.02

X ERZESH  AFERSERNTHEGERE - S THERMAEMHEZR -

« RE E{iI Unit of Length (mm)
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(I MRU #8185 88 14 1 5% 7]

CHAIN il MRU CARBIDE MACHINE REAMER

HEAIOWAY

HOUIT

N. BW

L2
L1
3 S

| 4% Feature
-BOMES AR~ It ERE 0 mELEE -Europe top tungsten steel materials, produced by the
-REENZENG - TN ZEHT Swiss Machine.

-Shank diameter tolerance hé, edge diameter H7.

& $RhE I##E
Flutes Angle Workpiece Material

MRU607-020030 2 11 49 3 6 7E

MRU607-025030 25 14 57 3 6 7E

MRU607-030030 3 15 61 3 6 7TE

MRU607-035035 3.5 18 70 35 6 TE

MRU607-040040 4 19 75 4 6 TE

MRU607-045045 4.5 21 80 4.5 6 TE

MRU607-050050 5 23 86 5 6 TE ﬂ
MRU607-055055 55 26 93 55 6 TE

MRU607-060060 6 26 93 6 6 TE M
MRU607-065065 6.5 28 101 6.5 6 TE
MRU607-070070 7 31 109 7 6 7TE

MRU607-075075 7.5 31 109 75 6 7TE u
MRU607-080080 8 33 117 8 6 7TE

MRU607-085085 85 33 117 85 6 7TE u
MRU607-090090 9 36 125 9 6 7TE

MRU607-095095 9.5 36 125 9.5 6 7TE

MRU607-100100 10 38 133 10 6 7TE

MRU607-105105 10.5 38 133 10.5 6 7TE

MRU607-110110 11 41 142 11 6 7E

MRU607-115115 115 41 142 115 6 7E

MRU607-120120 12 44 151 12 6 7E

« RE E {iI Unit of Length (mm)
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CHAIN

HEAOWAY

MRU CARBIDE MACHINE REAMER

LiE RN T 213%Applicable Parameter

HKOUIT

Ea S _
Low-Alloy Steels Vc=10~12 0.02~0.03 | 0.025~0.045| 0.04~0.06 0.05~0.09 0.06~0.15 0.07~0.13 0.08~0.15
BE = Vc=8~15 0.02~0.03 | 0.025~0.045| 0.04~0.06 0.05~0.09 0.06~0.15 0.07~0.13 0.08~0.15
Hight-Alloyed Steels ) : : : . g - . . . . . . .
iy Vc=10~20 | 0.018~0.03 | 0.028~0.045| 0.04~0.06 0.05~0.09 0.06~0.12 0.06~0.12 0.08~0.15
Stainless Steels : : : : . g . . . . . . . .
%gfi Iron Vc=8~15 0.008~0.015 | 0.028~0.045| 0.04~0.06 0.05~0.09 0.06~0.12 0.07~0.13 0.08~0.15
pelaks Vc=5~10 0.018~0.03 | 0.028~0.045| 0.04~0.06 0.06~0.09 0.07~0.12 0.08~0.17 0.08~0.18
Aluminum&Al : : : : - g - . . . . . . .
‘(fsla()pp or Vc=4~10 0.018~0.03 | 0.028~0.045| 0.04~0.06 0.05~0.09 0.07~0.13 0.08~0.15 0.08~0.15
& (4

HRC(30~38) Vc=5~10 0.02~0.03 | 0.025~0.045| 0.04~0.06 0.05~0.09 0.06~0.15 0.07~0.13 0.08~0.15
Hardened Steel

& (EHE

HRC(38~48) Vc=4~10 0.01~0.02 0.012~0.03 | 0.015~0.035| 0.02~0.05 | 0.025~0.055| 0.025~0.06 | 0.03~0.075
Hardened Steel

BE 2 Vc=10~12 0.05~0.15 0.1~0.2 0.1~0.2 0.1~0.2 0.1~0.2 0.1~0.2 0.1~0.2
Low-Alloy Steels .05~0. 1~0. 1~0. .1~0. .1-0. 1~0. 1~0.
BEEiE Vc=8~15 0.05~0.15 0.1~0.2 0.1~0.2 0.1~0.2 0.1~0.2 0.1~0.2 0.1~0.2
Hight-Alloyed Steels ’ : T e i i T T
A 3Rl Vc=10~20 | 0.05~0.15 0.1~0.2 0.1~0.2 0.1~0.2 0.1~0.2 0.1~0.2 0.1~0.2
Stainless Steels ’ ’ : : : ’ . . : : : : : :
=) _
Cast Iron Vc=8~15 0.05~0.1 0.05~0.1 0.05~0.1 0.05~0.1 0.05~0.1 0.05~0.1 0.05~0.1
EEE Vc=5~10 0.05~0.15 0.1~0.2 0.1~0.2 0.1~0.2 0.1~0.2 0.1~0.2 0.1~0.2
AluminumaaAl .05~0. 1~0. 1~0. 1~0. 1~0. 1~0. 1~0.
" _
Copper Vc=4~10 0.05~0.15 0.1~0.2 0.1~0.2 0.1~0.2 0.1~0.2 0.1~0.2 0.1~0.2
{3
HRC(30~38) Vc=5~10 0.05~0.15 0.1~0.2 0.1~0.2 0.1~0.2 0.1~0.2 0.1~0.2 0.1~0.2
Hardened Steel
e o
HRC(38~48) Vc=4~10 0.03~0.08 0.03~0.08 0.03~0.08 0.03~0.08 0.03~0.08 0.03~0.08 0.03~0.08
Hardened Steel

182 7] 8491R %FCare of Reamers

BWINBFRABNW TR  B5XE - ROXEBEERE The reamer is a surface reaming tool that is easily

REBBEDPUF#EFREE -
RENRTIEFIREREEENREEURERIE

=4 °
a5 AP

A304 &g SriniN

damaged. To prevent from the damage, it should be
stored with plastic sleeve while delivery.

Storing the reamer well is beneficial to the stable

production and extended tool life.

« RE E{iI Unit of Length (mm)
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# T 4w 05 7R 8

TAP CODING KEY

HKOUIT

TP

HMIME

Tap
Material

100

#HIEE
Tap
Type

ZEHFN
Coating
Method

POT

#HI T B

Tap Type

YR F4ERY
Thread Type

TP e .
mEE | 100@Em | A G POT??H“}%K ,\%Mw y
i . pira NGRS
High Standard Type | Oxidation Point Taps Metric Thread M
Speed Steel
- SFT: $ZhE 441K W :
. y
| 0REE | gy spiral IR (B )W
RS R Flute Taps Inch Thread W
Powder
Metallurgy
High Speed | 300: &5 2! CTICN NRT: #5/ / SR B AL U:
Steel Long Thread : NRT: Forming Taps ZEH1247 UNC.UN
D: & HT: FR#4I PT:
No Coating HT: Hand Taps S A EEA RRcPT
T™W N
400: R~TA% s RS :
$50 . PT: BR#K e o= 1
Tungsten Custsqmlzed PT: Pipe Thread Taps = %QER%%{;Q%,‘\I
Carbide 1€ E: Efth P
Others
NT: SEIB 4417 NPT :

NT: Nut Taps

EHERMERA NPT

= 0.5P =

HithfEsE
Other

=8 #\EE

« RE E {iI Unit of Length (mm)
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CHAIN B INTRODUCTION OF TAPS

HEAOWAY

@I,%,%xa%gmzﬁma

HKOUIT

E\mUT R
Chamfer length

RE

Shank diameter

MERE |

Tap Square|length

L
Center hole

IZAR
Thread length

=R
Overall length

JE
Land width

BEE1E
Flute

BIEE
Web diameter

memE |
Tap square width

BUT R
Chamfer length

fhE

Shank diameter

7/
RER
Center Tip |
| 1
IBAR 1
Thread length Lh=:E R

ZROverall length Tap square Width

| mewE |

Tap square width
« RE E{iI Unit of Length (mm)
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CHAIN @l FEATURES OF TAPS

HEAOWAY

0
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HKOUIT

. R
o

) Internal Dia
Internal Dia.

EFL1E L1

Drill Hole Dia. Drill Hole Dia.

A

EFLERRERE - BT ITIERE EALENRERE -
BEREARE The Correct Form of Thread EEREB% - FLUiBE
Drill Hole Dia.>Suggested Values Drill Hole Dia.<Suggested
Insufficient Forming Values Over forming

92 e i I 5% i #4 I FRAHAI
Spiral Flute Taps Spiral Point Taps Hand Taps

« RE E {iI Unit of Length (mm)
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(> TP100 %5| POT %cis 4414 -HSS
TP100 SERIES POT SPIRAL POINT TAP - HSS

L1

L2

mIeE REEE B w8 55
Workpiece Surface Acci:'lac ZRL B&RLL ME&D Fllutes (KGS)
Material Treatment y Weight
TP100A-POT-M3-0.5P 6H 4P 46 11 4 3 0.005
TP100A-POT-M4-0.7P 6H 4P 52 13 5 3 0.008
TP100A-POT-M5-0.8P 5 6H 4P 60 16 5.5 3 0.01
AT Alloy Steels g1t
TP100A-POT-M6-1.0P Fsail TicN 6H 4P 62 19 6 3 0.013
TP100A-POT-M8-1.25P Stainless Steels 6H 4P 70 22 6.2 3 0.019
TP100A-POT-M10-1.5P 6H 4p 75 24 7 3 0.027
TP100A-POT-M12-1.75P 6H 4P 82 29 8.5 3 0.043
-
IE TP100 %51 SFT 12 He44 X -HSS
cHAN [l TP100 SERIES SFT SPIRAL FLUTE TAP - HSS
HKOUIT

TP100A-SFT-M3-0.5P

TP100A-SFT-M4-0.7P

TP100A-SFT-M5-0.8P

TP100A-SFT-M6-1.0P

TP100A-SFT-M8-1.25P

TP100A-SFT-M10-1.5P

TP100A-SFT-M12-1.75P

MmI#eE
Workpiece
Material

kA
Alloy Steels
A3
Stainless Steels

FHEHER
Surface
Treatment

aft
TiCN

e ) 5 BE
Wil o 2EL BUELL WED o v(vlfe?it
6H 2.5P 46 11 4 3 0.004
6H 2.5P 52 13 5 3 0.007
6H 2.5P 60 16 55 3 0.01
6H 2.5P 62 19 6 3 0.012
6H 2.5P 70 22 6.2 3 0.018
6H 2.5P 75 24 7 3 0.025
6H 2.5P 82 29 8.5 3 0.039

A308 g Fham

« RE E{iI Unit of Length (mm)




() TP200 %35! POT- 45 FEUSE i 441X -HSS

CHAIN

HEAOWAY

TP200 SERIES POT SPIRAL POINT TAP (SHORT THREAD) - HSS

TP200A-POT-M3-0.5P

TP200A-POT-M4-0.7P

TP200A-POT-M5-0.8P

TP200A-POT-M6-1.0P

TP200A-POT-M8-1.25P

TP200A-POT-M10-1.5P

TP200A-POT-M12-1.75P

MI#E
Workpiece
Material

S
Alloy Steels
A 85 4
Stainless Steels

&E
Surface

Treatment

g1t
TiCN

L1

L2

BE o ; B8
e 2EL WRELL WED o )

6H 4P 46 9 4 3 0.004
6H 4P 52 10 5 3 0.008
6H 4p 60 11 5.5 3 0.01
6H 4p 62 12 6 3 0.013
6H 4p 70 13 6.2 3 0.019
6H 4p 75 15 7 3 0.027
6H 4P 82 18 8.5 3 0.042

(-1 TP200 %5 SFT 55 F BB HE 44T -HSS

TP200 SERIES SFT SPIRAL FLUTE TAP (SHORT THREAD) - HSS

CHAIN

HEAOWAY

TP200A-SFT-M3-0.5P

TP200A-SFT-M4-0.7P

TP200A-SFT-M5-0.8P

TP200A-SFT-M6-1.0P

TP200A-SFT-M8-1.25P

TP200A-SFT-M10-1.5P

TP200A-SFT-M12-1.75P

MmItE
Workpiece
Material

a5
Alloy Steels
A s
Stainless Steels

RIE
Surface
Treatment

g1t
TiCN

BE o : E
Wil o 2EL MAELL WED o V(\:fe?gsrzt

6H 2.5P 46 4 3 0.004
6H 2.5P 52 5 3 0.007
6H 2.5P 60 55 3 0.01

6H 2.5P 62 10 6 3 0.012
6H 2.5P 70 13 6.2 3 0.018
6H 2.5P 75 15 7 3 0.025
6H 2.5P 82 18 8.5 3 0.039

« RE E {iI Unit of Length (mm)
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(] TC100 %51 POT 14414 -PM
TC100 SERIES POT POINT TAP - PM

CHAIN

HEAOWAY

L1

L2

MIHH BE T B8
Workpl.ece Surface Accuracy 2RL BARL1 W Flutes (KQS)
Material Treatment Weight
TC100C-POT-M3-0.5P 6H 5P 46 11 4 3 0.005
TC100C-POT-M4-0.7P 6H 5p 52 13 5 3 0.008
TC100C-POT-M5-0.8P a2 6H 5P 60 16 55 3 0.01
TC100C-POT-M6-1.0P A”%%%e's TiCN 6H 5p 62 19 6 3 0013
TC100C-POT-M8-125P | Stainless Steels 6H 5p 70 22 6.2 3 0.019
TC100C-POT-M10-1.5P 6H 5P 75 24 7 3 0.027
TC100C-POT-M12-1.75P 6H 5p 82 29 8.5 3 0.043
{70 TC100 %35! SFT 1BHE44 14 -PM
CHAINE TC100 SERIES SFT SPIRAL FLUTE TAP - PM
HOUIT

TC100C-SFT-M3-0.5P

TC100C-SFT-M4-0.7P

TC100C-SFT-M5-0.8P

TC100C-SFT-M6-1.0P

TC100C-SFT-M8-1.25P

TC100C-SFT-M10-1.5P

TC100C-SFT-M12-1.75P

MmItE
Workpiece
Material

a5
Alloy Steels
A
Stainless Steels

RIE
Surface
Treatment

TiCN

BE o ; 58
Aci’jﬁcy 2EL BRELL @ED V(Vlfa?gert
6H 5p 46 11 4 3 0.005
6H 5P 52 13 5 3 0.008
6H 5p 60 16 55 3 001
6H 5p 62 19 6 3 0.013
6H 5p 70 22 6.2 3 0.019
6H 5P 75 24 7 3 0.027
6H 5p 82 29 8.5 3 0.043

A310 g Fham

« RE E{iI Unit of Length (mm)
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(=] TC200 %35| POT 48 F B 5chin 443 -PM
CHAINE TC200 SERIES POT POINT TAP(SHORT THREAD) - PM

HEAOWAY

L1

L2

DﬂI*{E ZE = -~ gy 52

Workpiece Surface Accuracy 2RL BARLL #WE&D Flutes (KGS)
Material Treatment Weight

TC200C-POT-M3-0.5P 6H 4p 46 9 4 3 0.004
TC200C-POT-M4-0.7P 6H 4p 52 10 5 3 0.008

TC200C-POT-M5-0.8P & 6H 4P 60 11 5.5 3 0.01
TC200C-POT-M6-1.0P All%%%;%els TiCN 6H 4P 62 12 6 3 0.013
TC200C-POT-M8-1.25P Stainless Steels 6H 4p 70 13 6.2 3 0.019
TC200C-POT-M10-1.5P 6H 4p 75 15 7 3 0.027
TC200C-POT-M12-1.75P 6H 4p 82 18 8.5 3 0.042

()] TC200 %35! SFT 55 F BB HE 44T -PM
CHAIN @ TC200 SERIES SFT SPIRAL FLUTE TAP (SHORT THREAD) - PM

HEAOWAY

MINE 2B gy wp A
Workpl_ece Surface Accuracy 2RL BAELL W Flutes (K@S)
Material Treatment Weight
TC200C-SFT-M3-0.5P 6H 2.5P 46 5 4 3 0.004
TC200C-SFT-M4-0.7P 6H 2.5P 52 7 5 3 0.007
TC200C-SFT-M5-0.8P a2 6H 2.5P 60 8 55 3 0.01
TC200C-SFT-M6-1.0P A“%%%e's TiCN 6H 2.5P 62 10 6 3 0.012
TC200C-SFT-M8-1.25P | Stainless Steels 6H 2.5P 70 13 6.2 3 0018
TC200C-SFT-M10-1.5P 6H 2.5P 75 15 7 3 0.025
TC200C-SFT-M12-1.75P 6H 2.5P 82 18 8.5 3 0.039

« RE E {iI Unit of Length (mm)
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{7>] TP100 %35! NRT {EEE44 X -HSS
CHAINE TP100 SERIES NRT FORMING TAP - HSS

\ ! : : [
T S Rl — —

L1

L2

MIME ZE -~ w8 52

Workpiece Surface 2RL BARL1 @D Flutes (KGS)
Material Treatment Weight

TP100C-NRT-M3-0.5P 2P/4P 46 9 4 - 0.005
TP100C-NRT-M4-0.7P 2P/4P 52 10 5 - 0.008
TP100C-NRT-M5-0.8P 2P/4P 60 11 5.5 - 0.011
TP100C-NRT-M6-1.0P Sgiﬁiiﬂss TiCN 2P/4P 62 12 6 - 0.013

TP100C-NRT-M8-1.25P 2P/4P 70 18 - - 0.02

TP100C-NRT-M10-1.5P 2P/4P 75 19 - - 0.03
TP100C-NRT-M12-1.75P 2P/4P 82 23 8.5 - 0.049

(7] TC100 %5|| NRT $EEE44 11 -PM
CHAIN [l TC100 SERIES NRT FORMING TAP -PM

HEAOWAY

T—— e
—

L1

L2

MIME ZE
Workpiece Surface 2RL BARLL fWAE

Material Treatment
TC100C-NRT-M3-0.5P 2P/4P 46 9 4 - 0.005
TC100C-NRT-M4-0.7P 2P/4P 52 10 5 - 0.008
TC100C-NRT-M5-0.8P 2P/4P 60 11 5.5 - 0.011
TC100C-NRT-M6-1.0P Sgiﬁiﬁss TiCN 2P/4P 62 12 6 - 0.013
TC100C-NRT-M8-1.25P 2P/4P 70 18 - - 0.02
TC100C-NRT-M10-1.5P 2P/4P 75 19 - - 0.03
TC100C-NRT-M12-1.75P 2P/4P 82 23 8.5 - 0.049

« RE E{iI Unit of Length (mm)
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CHAINE TAP APPLICABLE PARAMETER

HEAOWAY

HKOUIT

tIHIEE
WIMIME Vc(m/min)
Machining Materials
POT
{EC bk 51
Low Carbon Steel 7-12 10-15 5-8
ch i 8
5 Medium Carbon Steel 6-9 7-10 -
B & i
Alloy Steels >-8 8-13 5-10
T Eif
Tool Steel 8-13 15-25 8-13
A g o
. Stainless Steel 7-12 10-15 7-10

) Bill 5 751
WINTAE Cutting Fluids
Machining Materials KK IE M
Water Insoluble Water Soluble
15 fik £
Low Carbon Steel © =
o ik St o ~
B Medium Carbon Steel
axi
Alloy Steels © O
TEif
Tool Steel © O
Nk
s Stainless Steel © O

O &3 H Excellent O @A Good ARJLIfEA Applicable — AR Not Applicable

« RE E {iI Unit of Length (mm)
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(]| POT- &l 4414 -PM

CHAIN B POT POINT TAP - PM

0
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()

L1

L2

DDIHE RERE e - B2
#1& Spec. Workpl.ece Surface Accuracy ZRL ®BHRRLL WE&D (KC}S)

material Treatment Weight
TC102C-POT-M1.8-0.35P 6H 42 9 2.5 0.01
TC102C-POT-M2-0.4P 6H 42 9.5 3 0.016
TC102C-POT-M2.2-0.45P eEE 6H - - - -
TC102C-POT-M2.5-0.45P | High hardness 6H 46 9.5 3 0.0205
TC102C-POT-M3-0.5P <HRC50° TiCN 6H 3~5P 46 11 4 0.025
TC102C-POT-M3.5-0.6P A 155 6H - - - -
TC102C-POT-M4-0.7P Stainless 6H 52 13 5 0.033
TC102C-POT-M5-0.8P 6H 60 16 55 0.042
TC102C-POT-M6-1.0P 6H 62 19 6 0.05

| SEEMBERAMIEIEApplicable Parameter

i SIEE <HRC50° R IE 8 TE# Eflogii] i FEg il
Material High Hardness<HRC50 Heat Treated Steel Tool Steel Nitrided Steel Stainless Cast Iron

Vc

. 4-5 5-10 10-15 5-8 5-8 5-8
(m/min)

RPM (1/min])
5 15 £
Nominal/ A Ve
Diameter Cutting speed V (m/min)
12 15 20
M3 425 530 635 850 1060 1270 1590 2120 2330 2650 2965 3180 3390
M4 319 398 480 635 795 955 1190 1590 1750 1990 2230 2390 2550
M5 255 318 382 510 635 765 955 1270 1400 1590 1785 1910 2040
Mé 212 265 318 425 530 635 795 1060 1170 1325 1485 1590 1700
M8 159 198 238 318 398 478 598 795 875 995 1115 1195 1275
M10 127 159 191 255 318 382 478 636 700 795 892 955 1020
M12 106 133 159 212 265 318 398 531 584 664 744 795 850

| T AR AERZEEBI484H
Hole diameter tolerance table refer to B848.

« RE E{iI Unit of Length (mm)
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CHAINll TURNING TOOLS CODING STANDARDS

HEAOWAY
HKOJUIT
c
P
G Q _
A 91° K 62.5°
M .“90° J Q
o ¢ | 450
| S A G ¢
W 75° | % | [Fo3° 450 B |40 | N 160 _ L
. 50| P | 170
c |9 K 755 v ﬁj c
- 4 72.5° D | 60| Q | 180 L
s S Q L % U | E| 70 | R |200 @
25 95° - F| 80| S | 250 N
L2 |95 100° G |9 | T | 300
E Q . X
) 60 % 957 d: H | 100 U | 350 L]
‘ 91° . J | 110] V | 400
S T Q Y 80/‘ / E
= - ~63° < K | 125| W | 450 =
D *gd} [ )| N3 Q N L 140 Y | 500
CR;agmdp (o 0 J G D4 /253" Z Egio M X
25 B ww| BR |mm| BY | 2%| BR AR AR AR B % | EW

Symbol| Name Shape Symbol Shape Symbol Shape Symbol Shape Symbol| Length [ Symbol| Length Shape Symbol Shape
O EiREEHH O ENfE © =iy (mm) O HiFH
Clamp Locking Type Angle Length Direction

o ﬂﬂ-ﬁ'gﬁﬂ%ﬁ e E'E‘E'fgé e %‘E[;%:% @ ﬂﬂﬁﬂ'(mm)

Flutes Material Diameter Relief Angle Size
BL] Ef; @ | BRRA =EH BEW
Description Shape [l Symbol| Relief Angle High Width
S 3 §|Wﬁ ) C 80° B 5°
teel shan - ° °
D s |55 [l 7
SBAR+ KT E Rhombic | 75 N 0°
A Steell sf;;:jnli V 35° P 11°
+ -
cooem e K | FAMER | 50
B Rhombic o | I
C Cemented carbide E§iA
shank with steel head R REU;Ld — | @
$SIR + POIKAL EFHF 0
g | Cemented carbide S Square 20 |:|
shank with steel head E=f&K °
+coolant hole T Trianglar 60 A
E2E .
H Heavy metal W He/):;ﬁ;gaal 80° Q
shank

« RE E {iI Unit of Length (mm)
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CHAIN SGTHR CUTTING BLOCK

HEAOWAY

0
c
-
=
4
()

HKOUIT

als
Insert
SGTHR-1616-2 16 16 110 2 16 TGTN2 0.24
SGTHR-2020-2 20 20 125 2 18 TGTN2 0.41
SGTHR-2020-3 20 20 125 3 20 TGTNS3 0.41
SGTHR-2525-3 25 25 150 3 25 TGTN3 0.67
SGTHR-2525-4 25 25 150 4 30 TGTN4 0.67

| B2 f3= Accessories

HAOE
(N.m)
Torque
TGTN2 SH-M5-21 PL4 5.0
TGTNS3 SH-Mé6-25 PL5 6.0
TGTN4 SH-Mé6-25 PL5 6.0

(0SGIH 18 TR

CHAINN SGIH CUTTING BLOCK

HEAOWAY

HKOUIT

E=

aat (KGS)

Weight

SGIH-26.3PS-HD 110 2.5 26 TGTN3 0.08
SGIH-32.3PS-HD 150 2.5 32 TGTN3 0.12

L | _ ‘
| pw-70 70 27 0.02 ﬁuﬁgt?;n ~
= FERAAI  ERFEIRFEIT IR - DRiBRE IR
Instruction: Dismantle insert with a spanner to protect
- cutters.

« RE E{iI Unit of Length (mm)
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CHAINl COH CUTTING BLOCK

HEAOWAY

0
C
-
=
z
()

HKOUIT

© ¥
EI——@
>+

RF H|NME B8

(N.m) (KGS)
Wrench Torque Weight

SGIH-26.3PS-HD
COH-26x20 20 20 42 38 26 - SGIH-26.4PS-HD PL5 6.0 0.66
COH-32x20 20 25 48 42 32 - SGIH-32.3PS-HD PL5 60 0.99
COH-32x25 25 25 48 42 32 - SGIH-32.4PS-HD PL5 6.0 1.06
é%ﬁm Alloyed Steels O|lO| O
m AR stainless Steels B BE Cutting Condition :
ISO @ §= 53 Cast Iron 0|0 @ E/&t]H Continuous Cutting
Pk W\ 5 K2 88 5 2 Aluminumsal u O — Mt General Cutting
)| SR & <& Refractory Alloys W BT D4 Interrupted Cutting
H %Eﬁg*ﬁ Hard Material (@)

% [ B AL
Layer coted

LI

: : Carbide alloy
micro grain

CHF HF B
Drawing

TGTN3
TGTN4

- 113 | 31 | 0.2 =

- 113 | 41 | 0.25 II 'IQ
/ ==

[ BK & OM4010
[ BN B OMA4025
( 2K B RM4025
( 2K B OM5005

TGTN_3.4 ¥ &% Cutting Parameter

WINTIME T R#M&E tIHRE BY#4%
Machining Materials Grade Vc(m/min) (mm)
OM4010 90~250 0.08(0.06~0.12)
5%l Alloyed Steel OM4025 90~230 0.08(0.06~0.12)
RM4025 90~230 0.08(0.06~0.12)
OM4010 55~110 0.06(0.06~0.12
A $ Stainless Steels ( )
OM4025 55~100 0.06(0.06~0.12)
f=#4 Castlron OM4025 110~275 0.08(0.06~0.12)
$m 5% Aluminum&Al OM5005 500~700 0.15(0.15~0.17)

« RE E {iI Unit of Length (mm)
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(I SMGHR &EEF Jjze

CHAINE SMGHR THREADING TOOL
HKO\UIT
‘Rl
<H>!
T
o W

& Y]

- Made of anti-vibration tool steel.
- After heat treatment, we will finish the cutter again for better
accuracy.

-

| 4525 Feature

- RANEMIERVE
ERwRiER  BORE  BR_REEMELREE

E=
(KGS)
Weight

SMGHR 2020K16 125

20 20

20

SMGHR 2525M16 150

25 25

25

SMGTR16X2 ( #i3% Grooving)
SMTTR160360 ( 85 Threading)

0.43

0.74

| B2 Accessories
TR

HE

HAOE
(N.m)

—1 k

Insert Wrench

Torque

SMGTR16X2 ( #3& Grooving) M4-8.2-6.2-90 T15 30
SMTTR160360 ( B85 Threading) M4-8.2-6.2-90 T15 30
(eI WGHR sh iR Ba1E 122
CHAIN B WGHR EXTERNAL GROOVING TOOL
| L HKouIlT
) Q T
it 3
2
N© -
1 H
d - M

Screw

T

)

Weight
WGHR-1616K-4125 16 16 125 20 16 3 1.25~2.3 0.29
WGHR-1616K-4235 16 16 125 20 16 45 23-33 0.29
WGHR-1616K-4300 16 16 125 20 16 45 33-47 | 1oae 0.29
WGHR-1616K-4125 20 20 125 25 20 3 125-23 |, 045
WGHR-2020K-4235 20 20 125 25 20 45 23-33 045
WGHR-2020K-4300 20 20 125 25 20 45 33-47 ' 045
WGHR-2525M-4125 25 25 150 32 25 3 125-23 | 4400 0.84
WGHR-2525M-4235 25 25 150 32 25 45 23-33 0.84
WGHR-2525M-4300 25 25 150 32 25 45 3.3-4.7 0.84

| B2 Accessories

e B IR 4% wF BhE
Insert ) (N.m)
Clamp Screw Wrench Torque
TGAR
41|25 MES3 MTK1R HTR623 PL4 50
4400

X oA TIR : TGAR/TGER/GB43R *Application inserts: TGAR/TGER/GB43R - EEE {1 Unit of Length (mm)

A318 {E&>CHAIN

HEAOWAY




(> SGHR A& BafE 7] 48

CHAINll SGHR INTERNAL GROOVING TOOL

HEAOWAY

0
C
-
=
z
()

B
. (KG9
Weight
TGAR
4125
S$32S-SGHR-43 40 32 250 30 | 0.43
4400

| B2 ¢ % Accessories

7k wRF HAOE
— L (N.m)
Insert Wrench Torque
TGAR
4125
| M5-11-7.0-55 TL20 5
4400

| 261 Example

FANMT O BIRE
Suitable for processing O-ring grooves.

« RE E {iI Unit of Length (mm)
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CHAIN @ SCLCR INTERNAL TURNING TOOL

HEAOWAY

HKOUIT

K°

dmiﬁ jg_l.,

N
=
O
O

Bt LZ N

Wrench Torque
SO08K-SCLCR-06 125 8 10 CC.0602 | M2.5-6.0-3.5-60 T8 1.2 0.06
S10K-SCLCR-06 125 10 12 CC..0602 | M2.5-6.0-3.5-60 T8 1.2 0.09
S12M-SCLCR-06 150 12 16 CC.0602 | M2.5-6.0-3.5-60 T8 1.2 0.14
S$16Q-SCLCR-09T 180 16 20 CC..09T3 M4-8.0-5.7-60 T15 3.0 0.30
S20R-SCLCR-09T 200 20 25 CC..09T3 M4-10-5.7-60 T15 3.0 0.50
$25S-SCLCR-09T 250 25 32 CC..09T3 M4-10-5.7-60 T15 3.0 0.86

(z-ISCLPR W@ E JJ%e

CHAIN i SCLPRINTERNAL TURNING TOOL

HEAOWAY

HKOJUIT

dmiﬂ DO

muAE A A S me

i Wrench Torque Weight
SO8H-SCLPR-06 100 8 10 CP..0602 M2.5-6.0-3.5-60 T8 1.2 0.06
S10K-SCLPR-06 125 10 12 CP..0602 M2.5-6.0-3.5-60 T8 1.2 0.09
S12M-SCLPR-06 150 12 16 CP..0602 M2.5-6.0-3.5-60 T8 1.2 0.15
S16Q-SCLPR-09 180 16 20 CP..0903 M4-10-5.7-60 T15 3.0 0.30
S20R-SCLPR-09 200 20 25 CP..0903 M4-10-5.7-60 T15 3.0 0.49
S25R-SCLPR-09 200 25 30 CP..0903 M4-10-5.7-60 T15 3.0 0.93

« RE E{iI Unit of Length (mm)
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STUCR INTERNAL TURNING TOOL

CHAIN

HEAOWAY

0
C
-
=
z
()

HKOUIT

Wrench Torque Weight
SO8H-STUCR-09 100 8 10 TC..0902 M2.2-5.5-3.4-60 T7 0.9 0.05
S10K-STUCR-11 125 10 12 TC..1102 M2.5-6.0-3.5-60 T8 1.2 0.09
S12M-STUCR-11 150 12 16 TC..1102 M2.5-6.0-3.5-60 T8 1.2 0.14
S$16Q-STUCR-11 180 16 20 TC..1102 M2.5-6.0-3.5-60 T8 1.2 0.28
S20R-STUCR-16 200 20 25 TC..16T3 M4-10-5.0-43 T15 3.0 0.48
S25R-STUCR-16 200 25 30 TC..16T3 M4-10-5.0-43 T15 3.0 0.86
(] STWPR/STWCR 8 & J] 4
rHAIN | STWPR/STWCR INTERNAL TURNING TOOL
HKOUIT

d

ARAE

Tk

Insert

d min

@

Wrench

HAE

(N.m)
Torque

Ef=s
(KGS)
Weight

SO8K-STWPR-09 125 8 11 TP.0902 M2.5-6.0-3.5-60 T8 1.2 0.06
S10K-STWCR-09 125 10 10 TC..0902 M2.2-5.5-3.4-60 T7 0.9 0.08
S10K-STWCR-11 125 10 13 TC..1102 M2.5-6.0-3.5-60 T8 1.2 0.09
S12M-STWCR-11 150 12 16 TC..1102 M2.5-6.0-3.5-60 T8 1.2 0.12
S16M-STWPR-09 150 16 16 TP.0902 M2.5-6.0-3.5-60 T8 1.2 0.22
S$16Q-STWCR-11 180 16 20 TC..1102 M2.5-6.0-3.5-60 T8 1.2 0.29
S20R-STWCR-11 200 20 25 TC..1102 M2.5-6.0-3.5-60 T8 1.2 0.47

« RE E {iI Unit of Length (mm)
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(U STUBR/STUPR A& J]4e

CHAIN B STUBR/STUPR INTERNAL TURNING TOOL

HEAOWAY

HKOUIT

d min

T R e mhE
S0806H-STUBR-06 100 8 8 TB..0601 M2-3.8-2.68-43 T6 0.6 0.05
SO08H-STUPR-09 100 8 10 TP.0902 M2.5-6.0-3.5-60 T8 1.2 0.05
S10K-STUPR-09 125 10 12 TP.0902 M2.5-6.0-3.5-60 T8 1.2 0.11
S10K-STUPR-11 125 10 12 TP.1103 M3-8.0-4.0-43 T9 1.4 0.09
S12M-STUPR-11 150 12 16 TP.1103 M3-8.0-4.0-43 T9 1.4 0.14
S16Q-STUPR-11 180 16 20 TP.1103 M3-8.0-4.0-43 T9 14 0.30
S20R-STUPR-11 200 20 25 TP.1103 M3-8.0-4.0-43 T9 14 0.49
S20R-STUPR-1603 200 20 25 TP..1603 M4-10-5.7-60 T15 3.0 0.48
S$25S-STUPR-1603 250 25 32 TP.1603 M4-10-5.7-60 T15 3.0 0.85

{z>lSWUBR & J] 28

CHAIN il SWUBR INTERNAL TURNING TOOL

HEAOWAY

Ia(oAV/ o n

L~
o
O

s 244 RE BhE
BYAL TR =
d Insert Ml@ :'J Lg (N.m)
Wrench Torque
S1005H-SWUBR-06 100 15 10 6 WB..0601| M2-3.8-2.68-43 T6 0.6 0.08
S1006H-SWUBR-06 100 18 10 7 WB..0601| M2-3.8-2.68-43 T6 0.6 0.09

« RE E{iI Unit of Length (mm)
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CHAINll SDUCR INTERNAL TURNING TOOL

HEAOWAY

HKOUIT

K°

d min

T R RFE ANME
S10K-SDUCR-07 125 10 13 DC..0702 M2.5-6.0-3.5-60 T8 1.2 0.09
S12M-SDUCR-07 150 12 16 DC..0702 M2.5-6.0-3.5-60 T8 1.2 0.15
S16Q-SDUCR-11 180 16 20 DC..11T3 M4-10-5.7-60 T15 3.0 0.30
S20R-SDUCR-11 200 20 25 DC..11T3 M4-10-5.7-60 T15 3.0 0.49
S25R-SDUCR-11 200 25 32 DC..11T3 M4-10-5.7-60 T15 3.0 0.87

(7> sDQCR R ® & Jj5e

CHAIN | SDQCR INTERNAL TURNING TOOL

HEAOWAY

HKOuIT

507 IR 3 wF HAE E=
BUAR TR e (N.m) (KGS)
d Insert — ]
Wrench Torque Weight

S10K-SDQCR-07 125 10 13 DC..0702 M2.5-6.0-3.5-60 T8 1.2 0.09
S12M-SDQCR-07 150 12 16 DC..0702 M2.5-6.0-3.5-60 T8 1.2 0.14
S16Q-SDQCR-07 180 16 20 DC..0702 M2.5-6.0-3.5-60 T8 1.2 0.28
S20R-SDQCR-11 200 20 25 DC..11T3 M4-10-5.7-60 T15 3.0 0.48
S25R-SDQCR-11 200 25 32 DC..11T3 M4-10-5.7-60 T15 3.0 0.84

« RE E {iI Unit of Length (mm)
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CHAINl SDZCR INTERNAL TURNING TOOL

HEAOWAY

HKOUIT

d min

o e AhE T )

BNAE TR o e T
d Insert L

Wrench Torque Weight
S10M-SDZCR-07 150 10 14 DC..0702 M2.5-6.0-3.5-60 T8 1.2 0.10
S12M-SDZCR-07 150 12 17 DC..0702 M2.5-6.0-3.5-60 T8 1.2 0.15
S16Q-SDZCR-07 180 16 21 DC..0702 M2.5-6.0-3.5-60 T8 1.2 0.29
S20R-SDZCR-11 200 20 26 DC..11T3 M4-10-5.7-60 T15 3.0 0.48
S25R-SDZCR-11 200 25 33 DC..11T3 M4-10-5.7-60 T15 3.0 0.74

{z-DSDNCR A @& 728

CHAIN | SDNCR INTERNAL TURNING TOOL

HeR HKOUIT
y=
<= = ®
v
K
N o !
+(D PE=—r0

ol o e BHE
S16Q-SDNCR-07 180 16 20 DC..0702 M2.5-6.0-3.5-60 T8 1.2 0.28
S20R-SDNCR-11 200 20 25 DC..11T3 M4-10-5.7-60 T15 3.0 0.49
S25R-SDNCR-11 200 25 32 DC..11T3 M4-10-5.7-60 T15 3.0 0.86

« RE E{iI Unit of Length (mm)
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CHAIN SDJCR INTERNAL TURNING TOOL

HEAOWAY

HKOUIT

o RE wAE
S08H-SDJCR-07 100 8 10 DC..0702 M2.5-6.0-3.5-60 T8 1.2 0.07
S10K-SDJCR-07 125 10 12 DC..0702 M2.5-6.0-3.5-60 T8 1.2 0.10
S12M-SDJCR-07 150 12 14 DC..0702 M2.5-6.0-3.5-60 T8 1.2 0.15
S16Q-SDJCR-07 180 16 19 DC..0702 M2.5-6.0-3.5-60 T8 1.2 0.28
S16Q-SDJCR-11 180 16 19 DC..11T3 M4-10-5.7-60 T15 3.0 0.29
S20R-SDJCR-11 200 20 23 DC..11T3 M4-10-5.7-60 T15 30 0.48
S25R-SDJCR-11 200 25 28 DC..11T3 M4-10-5.7-60 T15 3.0 0.85

(G-I MVUNR P& & 7] 5

CHAINE MVUNR INTERNAL TURNING TOOL

HEAOWAY

HKOUIT

DQ ] o

BRB% RF @hHE BER AR 4R 44 G2 ES BHE =2

e & =1 Nm <P o® ==  Nm (KGS)
im  Shim Screw Wrench Torque Clamp ClampScrew ClampWrench Torque Weight
S25R-MVUNR-16|200(25|32 - MLP33L MC515 MS520 PL2.5 0.86
VN..1604 PL2 3.0 5.0
S$32S5-MVUNR-16 |250(32|40 VMS322| MLP34L MC620 MS625 PL3 1.56

« RE E {iI Unit of Length (mm)
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CHAIN B MTUNR INTERNAL TURNING TOOL

HEAOWAY
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RRBY%  RF mopm EBR O ERB% O BRRE  mhE S8
= Nm o> =) (N.m)  (KGS)

ShimScrew Wrench Torque  Clamp  ClampScrew ClampWrench Torque Weight

S20R-MTUNR-16 (200 20 | 25 | TN..1604 - MLP33L PL2 3.0 |MC515 MS520 PL2.5 5.0 0.48
S25R-MTUNR-16 [200| 25 | 30 | TN..1604 - MLP33L PL2 3.0 |MC515 MS520 PL2.5 5.0 0.94
S32S-MTUNR-16 (250 32 | 40 |TN..1604|TMS322| MLP34L PL2 3.0 | MC620 MS625 PL3 5.0 1.56

(Z-IMCLNR A& J]5e

CHAIN B MCLNR INTERNAL TURNING TOOL

HEAOWAY

HKOJUIT

d min

/Io®

BREL RFE mhm PR ERBY%  EREE mhE =8
= Nm) e =)  (Nm) (KGS)

ShimScrew Wrench Torque  Clamp ClampScrew ClampWrench Torque =~ Weight

S20R-MCLNR-12 [200| 20 | 25 |CN..1204 - MLP44 PL2.5 50 |MCé620 MS620 PL3 5.0 0.48
S25R-MCLNR-12 [200| 25 | 30 |CN..1204 - MLP44 PL2.5 50 |MCé620 MS620 PL3 5.0 0.94
S325-MCLNR-12 [250( 32 | 40 |CN..1204|CMS432| MLP46 PL2.5 50 [MC620 MS625 PL3 5.0 1.56

« RE E{iI Unit of Length (mm)
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MWLNR A€ E J] 4
MWLNR INTERNAL TURNING TOOL

e

CHAIN

HEAOWAY
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K°

d mini ’

BAH BEBH  R®RFE phHE BR [ERMR 4R 44 BRIRF BHE ==

e @& = Nm == (Nm) (KGS)

Shim  ShimScrew Wrench Torque Clamp ClampScrew ClampWrench Torque Weight

S20R-MWLNR-08 [ 200 | 20 | 25 | WN..0804 - MLP44 PL2.5 50 |MC515 MS520 PL2.5 5.0 0.47

S25R-MWLNR-08 [ 200 | 25 | 30 | WN..0804 - MLP44 PL2.5 50 |MC515 MS520 PL2.5 5.0 0.85

S32S-MWLNR-08 | 250 | 32 | 40 | WN..0804 [WMS432| MLP46 PL2.5 50 |MC515 MS520 PL2.5 5.0 1.54
( = A0
ECIMDUNR RS EJ]EE

cHainf] MDUNR INTERNAL TURNING TOOL
HKOUIT

R 1244 RFE maE  BER [EE IR 44 BRI F HwOE ==

&> (N.m) P ==) (Nm) (KGS)
ShimScrew Wrench Torque  Clamp  ClampScrew  ClampWrench Torque Weight

S25R-MDUNR-15(200(25| 32| DN..1504 MLP44 PL2.5 5.0 MC620 MS620 PL3 5.0 0.86

S32S-MDUNR-15 [250(32|40 |DN..1504 MLP46 PL2.5 5.0 MC620 MS625 PL3 5.0 1.6

« RE E {iI Unit of Length (mm)
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CHAIN @ SCLCL INTERNAL TURNING TOOL

HEAOWAY
HKOuIT
Tl
Counterclockwise
Ke

SbH menpi d min

maE R iy iﬁ; N <GS)

Wrench Torque Weight
SO8K-SCLCL-06 100 8 10 CC..0602 |M2.5-6.0-3.5-60 T8 1.2 0.07
S10K-SCLCL-06 125 10 12 CC..0602 |M2.5-6.0-3.5-60 T8 1.2 0.01
S12M-SCLCL-06 150 12 16 CC..0602 |M2.5-6.0-3.5-60 T8 1.2 0.14
$16Q-SCLCL-09T 180 16 20 CC..09T3 M4-10-5.7-60 T15 3.0 0.30
S20R-SCLCL-09T 200 20 25 CC..09T3 M4-10-5.7-60 T15 3.0 0.49
S25R-SCLCL-09T 200 25 30 CC..09T3 M4-10-5.7-60 T15 3.0 0.77

(Zo)sTUCL MEE J]LE

CHAIN | STUCL INTERNAL TURNING TOOL

HEAOWAY

HO\uIT
Counterclockwise
=@z
b .
e~
OD | - ( d \9&; Emi"

. RE ANE
SO8H-STUCL-09 100 8 10 TC..0902 M2.5-6.0-3.5-60 T8 1.2 0.07
S10K-STUCL-11 125 10 12 TC..1102 M2.5-6.0-3.5-60 T8 1.2 0.09
S12M-STUCL-11 150 12 16 TC..1102 M2.5-6.0-3.5-60 T8 1.2 0.15
S16Q-STUCL-11 180 16 20 TC..1102 M2.5-6.0-3.5-60 T8 1.2 0.29
S20R-STUCL-16 200 20 25 TC..16T3 M4-10-5.0-43 T15 3.0 0.49
S25R-STUCL-16 200 25 30 TC..16T3 M4-10-5.0-43 T15 3.0 0.95

« RE E{iI Unit of Length (mm)

A328 g FhaN
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(Z-] STUBL/STUPL i@ JJ 28

CHAIN @ STUBL/STUPL INTERNAL TURNING TOOL

HEAOWAY

HKOUIT
Counterclockwise
] 30
| (]
b .
Op o= @
L

o : e BHE E

R S T )
S0806H-STUBL-06 100 8 8 TB..0601 M2-3.8-2.68-43 T6 0.6 0.06
SO08H-STUPL-09 125 8 10 TP..0902 M2.5-6.0-3.5-60 T8 1.2 0.06
S10K-STUPL-09 125 10 12 TP..0902 M2.5-6.0-3.5-60 T8 1.2 0.06
S10K-STUPL-11 125 10 12 TP.1103 M3-8.0-4.0-43 T9 14 0.10
S12M-STUPL-11 150 12 16 TP.1103 M3-8.0-4.0-43 T9 1.4 0.14
S16Q-STUPL-11 180 16 20 TP.1103 M3-8.0-4.0-43 T9 1.4 0.28
S20R-STUPL-11 200 20 25 TP.1103 M3-8.0-4.0-43 T9 1.4 0.50
S20R-STUPL-1603 200 20 25 TP.1603 M4-10-5.7-60 T15 3.0 0.48
S25R-STUPL-1603 200 25 30 TP.1603 M4-10-5.7-60 T15 3.0 0.86

(Z-1sDUCL A @ T]Le

CHAINE SDUCL INTERNAL TURNING TOOL

HEAOWAY

HKOUIT
Counterclockwise
Ke
O D_Ii @ . d min
L

Wrench Torque Weight
S10K-SDUCL-07 125 10 13 DC..0702 M2.5-6.0-3.5-60 T8 1.2 0.09
S12M-SDUCL-07 150 12 16 DC..0702 M2.5-6.0-3.5-60 T8 1.2 0.09
$16Q-SDUCL-11 180 16 20 DC..11T3 M4-10-5.7-60 T15 3.0 0.30
S20R-SDUCL-11 200 20 25 DC..11T3 M4-10-5.7-60 T15 3.0 0.48
S25R-SDUCL-11 200 25 32 DC..11T3 M4-10-5.7-60 T15 3.0 0.75

« RE E {iI Unit of Length (mm)

E RN A329




(Z>IDCLNR 4 EE ]

CHAIN ll DCLNR EXTERNAL TURNING TOOL

HEAOWAY

HKouIT
D BU[EE#RE% 5t Type D Clamp Design
N. EaW.'/

0
c
-
=
4
()

| 425 Feature

- JJREEEMME -The blade lock has good fixation.

- fERSE  mHTEE -Rigid clamping and strong locking.

- BREREE] -Easy transposition.

SRR TR TS -Reduce tool change and calibration time.

TR
insert
DCLNR-2020K-12 125 20 20 20 25 CN..1204 0.45
DCLNR-2525M-12 150 25 25 25 32 CN..1204 0.8

| B2 % Accessories

BRBA HBNME JEE R 82 44

@m® (N.m)

Shim Screw Wrench Torque Clamp Screw

DCLNR-2020K-12

CNS1204 | M4-10-5.7-60 T15 3 DCP-2 M5-20-4.9 DCS-2 PL4 5
DCLNR-2525M-12

« RE E{iI Unit of Length (mm)

A330 {E&>CHAIN

HEAOWAY




(ECJDWLNR 4MEET]

cHAN | DWLNR EXTERNAL TURNING TOOL
HOUIT
NEW

0
C
-
=
z
()

&
L
L1
= =
| 452 Feature

- TR EEE AL - The blade lock has good fixation.
- [ RS - SRS - Rigid clamping and strong locking.
- BRERBEAY - Easy transposition.
SR TR TS S - Reduce tool change and calibration time.

E=
A . (KGS)
inser Weight
DWLNR-2020K-08 125 20 20 20 25 WN..0804 045
DWLNR-2525M-08 150 25 25 25 32 WN..0804 08

| B2 3 Accessories

BRBG KT AHE B EREH B RE  AHE

w® (N.m) o = (Nm)

Shim Screw Wrench Torque Clgmp Clamp Screw Spring Wrench ~ Torque

DWLNR-2020K-08

WNS0804 | M5-12-7.1-70 T20 3 DCP-2 M5-20-4.9 DCS-2 PL4 5

DWLNR-2525M-08

« RE E {iI Unit of Length (mm)

& N A331




(Z>IDTINR SN E T

CHAIN B DTJNR EXTERNAL TURNING TOOL

HEAOWAY

HKouIT
D BU[EE#RE% 5t Type D Clamp Design
N. EaW.'/

0
c
-
=
4
()

L1

H1
H

| 452 Feature

- TR EEE AL -The blade lock has good fixation.

- [ RS - SRS -Rigid clamping and strong locking.

- BREREENT -Easy transposition.

SR TR TI RS RS -Reduce tool change and calibration time.

E=
A . (KGS)
inser Weight
DTJNR-2020K-16 125 20 20 20 25 TN..1604 045
DTINR-2525M-16 150 25 25 25 32 TN.1604 08

| B2 3 Accessories

BASG  RF _ ANE R4 B RE  @h@

w® (N.m) , P P =) (Nm)

Shim Screw Wrench Torque Clamp Screw Spring Wrench ~ Torque

DTJNR-2020K-16

TNS1604 |M4-9-5.15-47 T15 3 DCP-1 M5-20-4.9 DCS-2 PL4 5
DTJNR-2525M-16

« RE E{iI Unit of Length (mm)

A332 {E&>CHAIN

HEAOWAY




(Z-IWTINR/WTINL b 7S 2 J] 28 ]
CHAINE WTINR/WTJNL EXTERNAL TURNING TOOL &

HEAOWAY

5 B= (KGS)
Insert ' Weight
WTINR-1616K-16 125 16 16 16 21 TN..1604 1 0.31
WTJINL-1616K-16 125 16 16 16 21 TN..1604 1 0.25
WTJNR-2020K-16 125 20 20 20 25 TN..1604 1 0.44
WTJNL-2020K-16 125 20 20 20 25 TN..1604 1 0.45
WTJINR-2525M-16 150 25 25 25 32 TN..1604 1 0.78
WTJINL-2525M-16 150 25 25 25 32 TN..1604 1 0.77
o | WTINR-A2020K-16JET 125 20 20 20 25 TN..1604 2 0.44
o | WTINR-A2525M-16JET 150 25 25 25 32 TN..1604 2 0.78

e /K%Y Coolant Type
| 23K Accessories

BpEs RFE MhE EBR ERE4 EBRRF  ghE Ci 2E
=) Nm & OV =) «~m C

Shim Screw  Wrench Torque Clamp Clamp Screw Clamp Wrench Torque CRing Shin

WTINR/L-1616K-16
WTJNR/L-2020K-16
WTINR/L-2525M-16 MCS35-11 | TWS322 MCP3 PL3 50 | MCwW3 MCS3 PL4 5.0 E4 | E5
WTJNR-A2020K-16JET
WTJINR-A2525M-16JET

(I WTENN SR E T] 28

CHAIN | WTENN EXTERNAL TURNING TOOL

HEAOWAY

HKOUIT

E= (KGS)
Weight
WTENN-2020K-16 125 20 20 20 10 TN..1604 0.42
WTENN-2525M-16 150 25 25 25 12.5 TN..1604 0.75
| B2 Accessories

244 #p BRI RFE mhE B ERE% EBRIRE  @maE Ci 2E
» N c® =) Nm & @ =3 ®Nm C O

Screw Shim Shim Screw  Wrench Torque Clamp ClampScrew ClampWrench Torque CRing Shim

WTENN-2020K-16

WTENN-2525M-16 MCS3S-09 | TWS322 MCP3 PL3 5.0 MCW3 MCS3 PL4 5.0 E4 E5

« RE E {iI Unit of Length (mm)

& RN A333
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MCLNR/MCLNL 5MEE ] 82

rHAIN B MCLNR/MCLNL EXTERNAL TURNING TOOL
HKOUIT
1
o
o S
il i
Lqﬁ: L
Aﬁ |
v
K TR - E£ (KGS)
Spec. L 5E i Insert Fig. Weight
MCLNR-2020K-12 125 20 20 20 25 CN..1204 1 0.45
MCLNL-2020K-12 125 20 20 20 25 CN..1204 1 0.44
MCLNR-2525M-12 150 25 25 25 32 CN..1204 1 0.82
MCLNL-2525M-12 150 25 25 25 32 CN..1204 1 0.79

| B2 #% Accessories

HBAE [ER AR 12 4 IR BAE
) ) (N.m)
Shim Screw Wrench Torque Clamp Screw  Clamp Wrench Torque
MCLNR/L-2020K-12 CMS432 MLP46 PL2.5 5.0 MC620 MS625 PL3 5.0
MCLNR/L-2525M-12 CMS432 MLP46 PL2.5 5.0 MC620 MS630 PL3 5.0
23 [n]
‘C",‘ WCLNR HK45MEE J) 42
CHAIN B WCLNR EXTERNAL TURNING TOOL
HEAIOWAY
HKOoOuIT
P NEW)
vty NS
o -FIK
£ [H & [ w

TR

58 (KGS)

WCLNR-A2020K-12JET

125

20

20

20

25

Insert
CN..1204

Weight
0.45

WCLNR-A2525M-12JET

150

25

25

25

32

CN..1204

0.82

| B2 % Accessories

2 9244

&

RF

= 1

HAOE
(N.m)

[ER R 82 44

iR IRF

= 1

HAOE
(N.m)

WCLNR-A2020K-12JET
WCLNR-A2525M-12JET

CMS432

Shim Screw

MLP46

Wrench

PL2.5

Torque

5.0

MC620

Clamp Screw

MS625

Clamp Wrench

PL3

Torque

5.0

A334 {E&>CHAIN

HEAOWAY

« RE E{iI Unit of Length (mm)
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(-IMWLNR/MWLNL §h &8 & J] 52
CHAIN [l MWLNR/MWLNL EXTERNAL TURNING TOOL

HEAOWAY
HKOUIT

5.0 ‘H'
P ;
) w
e s :
b L
H
g TR E£ (KGS)
Spec. = oY i J Insert Weight
MWLNR-2020K-08 125 20 20 20 25 WN..0804 0.45
MWLNL-2020K-08 125 20 20 20 25 WN..0804 0.44
MWLNR-2525M-08 150 25 25 25 32 WN..0804 0.80
MWLNL-2525M-08 150 25 25 25 32 WN..0804 0.79

| B2+ % Accessories
BRB4% RE BHE JEHR 92 4% EHRIRF BHE

& = (N.m) s® = (N.m)
Shim Screw Wrench Torque ClampScrew  ClampWrench ~ Torque
MWLNR/L-2020K-08 MS625
MWLNR/L-2525M-08 WMS432 MLP46 PL2.5 5.0 MC620 MS630 PL3 5.0
P
‘E WWLNR H K45 &K E J]2H
cHAIN | WWLNR EXTERNAL TURNING TOOL
HKOJUIT
N. EaW.'l
W

Source Serif Variable

E£ (KGS)
Weight

WWLNR-A2020K-08JET 125 20 20 20 25 WN..0804
WWLNR-A2525M-08JET 150 25 25 25 32 WN..0804

| B2 #3 Accessories
BEBH R 1 iR BWSH  BWREE  BHE

a— (N.m) il o> a— (N.m)

Shim Screw Wrench Torque Clamp ClampScrew  Clamp Wrench Torque

WWLNR-A2020K-08JET

WWLNR-AZ2525M-0BJET | Vo432 | MLPas PL25 50 MC620 MS625 PL3 50

« RE E {iI Unit of Length (mm)

E 2N A335
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CHAIN

HEAOWAY

(Z-1I MVVNN 9} 1€ & 7] 4

MVVNN EXTERNAL TURNING TOOL

MVVNN-2020K-16

125

20

20

HKOUIT

TR

Insert

10 VN..1604

043

MVVNN-2525M-16

150

25

25

12.5 VN..1604

0.75

| B2 Accessories

B MR 4R 4% BRIz F HAOE
ﬂ (N.m)
Shim Screw Wrench Clamp Clamp Screw  Clamp Wrench Torque
MVVNN-2020K-16 MS625
VMS322 MLP34L PL2 3.0 MC622 PL3 5.0
MVVNN-2525M-16 MS630
2 0
- IMVQNR S B ET]ZE
cHAIN | MVQNR EXTERNAL TURNING TOOL
HKOUIT

117.5°

=

T

=-

.

gﬁ\%

Es

el (KGS)

Weight
MVQNR-2020K-16 125 20 20 20 25 VN..1604 0.45
MVQNR-2525M-16 150 25 25 25 32 VN..1604 0.79

| B2 Accessories

MVQNR-2020K-16
MVQNR-2525M-16

VMS322

5 9244

&

Shim Screw

MLP34L

RF
ﬁ

Wrench

PL2

HAOE
(N.m)
Torque

3.0

MC622

[EEAR 92

Clamp Screw

MS625

Bt IR F
ﬁ

Clamp Wrench

PL3

HAOE
(N.m)
Torque

5.0

A336 &> CHAIN

HEAOWAY

« RE E{iI Unit of Length (mm)




MVJNR SpEEE J] 27
MVJNR EXTERNAL TURNING TOOL

e

CHAIN

HEAOWAY

0
C
-
=
z
()

HKOUIT

E=
(KGS)
Weight
MVJNR-2020K-16 125 20 20 20 25 VN..1604 0.44
MVJNR-2525M-16 150 25 25 25 32 VN..1604 0.76
| B2 3= Accessories

R 9244

&

Shim Screw

wRF
ﬁ

Wrench

HOE
(N.m)

Torque

TR

Insert

HAOE
(N.m)
Torque

[ERHR 92 ks

o>

Clamp Screw

EEtR iR

Clamp Wrench

MVJNR-2020K-16 MS625
VMS322 MLP34L PL2 3.0 MC622 PL3 50
MVIJNR-2525M-16 MS630
> SDICR SMEE T 28
cHAN ] SDICR EXTERNAL TURNING TOOL
HKOJUuIT

TIE wEFE HAOE £
Insert —E (N.m) (KGS)
Wrench Torque Weight
SDJCR-1616K-11 120 16 16 20 DC..11T3 M4-10-5.7-60 T15 3.0 0.28
SDJCR-2020K-11 125 20 20 25 DC..11T3 M4-10-5.7-60 T15 3.0 0.41

« RE E {iI Unit of Length (mm)

€ RN A3S7
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e

CHAIN

HEAOWAY

SDJ2CR SMEE J) R
SDJ2CR EXTERNAL TURNING TOOL

SDJ2CR

Insert

HKOUIT

=~H=

BE

Wrench

#mAE
(N.m)
Torque

Fig.

=

2
(KGS)
Weight

SDJ2CR-1212H-11 100 12 12 12 - DC..11T3 M4-10-5.7-60 T15 3.0 1 0.13
SDJ2CR-1616K-11 125 16 16 16 - DC..11T3 M4-10-5.7-60 T15 3.0 1 0.26
ZSDJ2CR-A1212K-11 | 125 12 12 10 1/8” DC..11T3 M2.5-6.0-3.5-60 T8 3.0 2 0.13
ZSDJ2CR-A1616K-11 125 16 16 14 1/8” DC..11T3 M2.5-6.0-3.5-60 T8 3.0 2 0.26
(Z>ISDNCN 4h @ J]ze
CHAIN B SDNCN EXTERNAL TURNING TOOL
HO\UIT

TR

Insert

wRFE

—
Wrench

HAOE
(N.m)
Torque

SDNCN-1212H-11 100 12 12 6 DC..11T3 M4-10-5.7-60 T15 3.0 0.12
SDNCN-1616K-11 125 16 16 DC..11T3 M4-10-5.7-60 T15 3.0 0.25
SDNCN-2020K-11 125 20 20 10 DC..11T3 M4-10-5.7-60 T15 3.0 0.40
SDNCN-2525M-11 150 25 25 125 DC..11T3 M4-10-5.7-60 T15 3.0 0.72

A338 {E&>CHAIN

HEAOWAY

« RE E{iI Unit of Length (mm)




(-] SVICR 4MREE T 58

CHAIN @l SVJCR EXTERNAL TURNING TOOL

HEAOWAY

0
C
-
=
z
()

HKOUIT

TE Tl R 1244 T&i HOE Es
Insert M[@ E:'u‘g (N.m) (KGS)
Screw Wrench Torque Weight
ZSVJ2CR-A1212K-11| 125 12 12 12 VC..1103 M2.5-6.0-3.5-60 T8 1.2 -
ZSVJ2CR-A1616K-11| 125 16 16 16 VC..1103 M2.5-6.0-3.5-60 T8 1.2 -
SVJCR-2020K-16 125 20 20 20 VC..1604 |M3.5-11.7-5.3-60 - 3.0 0.40
SVJCR-2525M-16 150 25 25 25 VC..1604 |M3.5-11.7-5.3-60 - 3.0 0.70

| B2 Accessories

e R84 BEIRF
Insert (M@ m
Shim Screw Shim Wrench
VC..1604 VSS322 M3.5-11.7-5.3-60 PL3.5 5.0
IE SVVCN 4MEE JJ 28
CHAIN [ SVVCN EXTERNAL TURNING TOOL
HKOUIT

TR

Insert
SVVCN-2020K-16 125 20 20 20 VC..1604 0.39
SVVCN-2525M-16 150 25 25 25 VC..1604 0.69

| B2 f3= Accessories

wRFE #AOE [ERAR 92 4

— b (N.m)

o>

Wrench Torque Clamp Screw

BRERF

Shim Wrench

VC..1604 VSS322 M3.5-11.7-5.3-60 T15 3.0 MDS05035

PL3.5

« RE E {iI Unit of Length (mm)

E RN A339




(>0 ZSVK2CR ENHKET]

CHAIN B ZSVK2CR EXTERNAL TURNING TOOL FOR SWISS-TYPE LATHE

HEAOWAY

0
c
-
=
4
()

il RF BHE 58
m® [ (N.m) (KGS)

st Wrench Torque Weight
ZSVK2CR-A1212K-11 125 12 12 10 1/8” VC..1103 M2.5-6.0-3.5-60 T8 3.0

(G-l SCCl ETE )5

CHAINll SCCIEXTERNAL TURNING TOOL FOR SWISS-TYPE LATHE

HEAOWAY

L1
m
HX::!:. g
\O_olb
T =

&

Spec. L L, T
SCCIR-1010K-375 10 10 125 9 4
SCCIR-1212K-375 12 12 125 9 4
SCCIR-1212M-375 12 12 150 9 4
SCCIR-1616M-375 16 16 150 9 4
SCCIR-2020K-375 20 20 125 9 4

SCCI_375 tJM/{&#2%E3 Cutting Parameter
E5}| / BA1E Slotting #%7] Plunging
. _ g YA
BINTHE - I Feed e HHIERE Feed
Machining Materials el Speeq = el Speefi =
Vc(m/mln) N Vc(m/mln) -
FtE EoELS FtE RS
X &£ Low-Alloy Steels OM4025 100-190 | 0.01-0.03 | 0.02-0.15 | OM4025 80-180 0.02 0.02-0.07
54 Alloyed Steels OM4025 90-140 0.01-0.03 | 0.02-0.15 | OM4025 80-140 0.02 0.02-0.07
A7 11 Stainless Steels OM5035 70-140 | 0.01-0.02 | 0.01-0.1 | OM4035 40-130 0.02 0.02-0.05
#2448 Cast Iron OM4025 90-200 | 0.01-0.02 | 0.01-0.15 | OM4025 90-200 0.02 0.02-0.05
JE# &% Non-Ferrous Metals OM5005 | 200-500 | 0.01-0.05 | 0.02-0.10 | OM5005 | 100-200 0.02 0.02-0.10

« RE E{iI Unit of Length (mm)

A340 g Fham
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CHAINll THREADING INSERTS FOR SWISS-TYPE LATHE

HEAOWAY

R
T
w N s

l

&R / tI1& Cut off / Grooving

% & B U
Layer coated
micro grain

CHF HF

BRI

Micro-grain hard alloy

wn wn wn

(o] ™ o

o (@] o

< wn wn

> > >

e} ) e}
new  SCCIL375-41002 R0 ® [N 0.2 6 11 375 4.0
new  SCCIR375-41002 0 ® [N) 0.2 6 11 375 40
new  SCCIL375-41502 R ® [N 1.5 0.2 8 11 375 40
new  SCCIR375-41502 R0 ® [N 15 0.2 8 11 375 40
new  SCCIL375-42002 R ® [N 2 0.2 10 11 375 40
new  SCCIR375-42002 0 ® [N 2 0.2 10 11 375 40
new  SCCIL375-42502 R ® [N 25 0.2 10 11 375 40
new  SCCIR375-42502 0 ® [N 25 0.2 10 11 375 40
new  SCCIL375-43002 R0 ® [N 3 0.2 10 11 375 4.0
new  SCCIR375-43002 R0 ® [N 3 0.2 10 11 375 40

L
R T
N8 e W s S s ) =
N>
I

=
@
fan)
\\p)

81 Back Turning

2 I B

Layer coated

B

Micro-grain hard alloy

micro grain
CHF HF

OM4025

new  SCCIL375-BL40502-60 | @@
new  SCCIR375-BL40502-60 | @@
new  SCCIL375-BL41002-60 | @@
new  SCCIR375-BL41002-60 | @@
new  SCCIR375-BL41002-70 | @@
new  SCCIL375-BL41002-70 | @@

NEW #Frda New Product

0.5 | 05 0.2 0.1-4.2 11 60° [ 375| 4.0
0.5 | 0.5 0.2 0.1-4.2 11 60° | 375| 40

0.5 02 |0142| 11 60° [375| 4.0
0.5 02 |0142| 11 60° | 375| 40
02| 02 |0142| 11 70° | 375] 40
02| 02 (0142 11 70° | 375] 40

BBEEle]lE] oms035
(ZH=N=N=H==] OM5005

« RE E {iI Unit of Length (mm)

E2nn A3




llEnETR

CHAIN B THREADING INSERTS FOR SWISS-TYPE LATHE

HEAOWAY

0
c
-
=
4
()

1&#% / #&1% Side Turning

% BRI BB AR

Layer coated Micro grain

micro grain carbide alloy

HF
n wn wn
N [s2} o
o o o)
< 0 n
> > >
(@) (@) (@]
new  SCCIL375-AD43002 0| ® [N} 3 0.2 11 11 37.5 40
L
e"@lcﬁ- =y s
1

=
p
Q

Z 7] Threading

S JE AL HBREHL

Layer coated Micro grain

micro grain carbide alloy
CHF HF

OM4025

0.1 0.4-1.5 60° 37.5 4.0

new  SCCIL375-T42001-A60 | @@
new  SCCIR375-T42001-A60 | @@
new  SCCIR375-T43002-B60 | @@
vew  SCCIR375-T43002-B60 | @@

NEW #Frda New Product

0.1 04-1.5 60° 37.5 40
0.2 1.5-2.5 60° 375 4.0
0.2 1.5-2.5 60° 37.5 40

BEI6)E8] oms03s5
ZI[zX=z][=] oM5005

[o N I N I S

« RE E{iI Unit of Length (mm)
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(>l SNR AEF JJze

CHAINE SNRINTERNAL THREADING TURNING TOOL

HEAOWAY

HKOUIT

I YR RFE  fnE BR BREH BiRIRFE  mAHE

Insert Mi@ §:44L§ (N.m) @ M ﬁ )

Screw Wrench Torque Shim  ClampScrew ClampWrench Torque
SNR-O008K-08 | 125 | 21 |16 | 11 | 5.5 | O8IR | M2.2-5.5-3.4-60 T7 0.9 - - - - 0.18
SNR-0010K-11 (125 | 25 | 16 | 13 | 6.5 | 11IR | M2.5-7.0-4.5-60 T8 1.2 - - - - 0.19
SNR-0013M-11| 150 | 32 [ 16 | 16 | 8 | 11IR | M2.5-7.0-4.5-60 T8 1.2 - - - - 0.22
SNR-0013M-16( 150 | 32 | 16 | 17 | 85 | 16IR | M3.5-9.0-5.3-60 T15 3.0 - - - - 0.24
SNR-0016Q-16| 180 | 36 | 16 | 19 | 10 | 16IR | M3.5-9.0-5.3-60 T15 3.0 - - - - 0.30
SNR-O020R-16 200 | 40 |20 | 24 | 12 | 16IR |M3.5-11.7-5.3-60| T15 3.0 |GXN16| HTM309 PL2.5 5.0 0.50
SNR-0025R-16 | 200 | 45 | 25 | 29 [14.5| 16IR | M3.5-11.7-5.3-60| T15 3.0 |GXN16| HTM309 PL2.5 5.0 0.76
SNR-0032S-16 | 250 | 45 | 32 | 36 [18.5| 16IR | M3.5-11.7-5.3-60| T15 3.0 |GXN16| HTM309 PL2.5 5.0 1.60

(N SER S & F J) 28

CHAIN i SER EXTERNAL THREADING TURNING TOOL

HEAOWAY

HKOuIT

9244 ®"F  #HE BA [ER AR 2 45 BWRiRF ShE ==
() — L (Nm) @ P ey == (Nm) (KGS)
Screw Wrench Torque  Shim  ClampScrew ClampWrench Torque Weight
SER-1616K-16 |125| 16 | 16 | 16 | 20 | 16ER |M3.5-11.7-5.3-60| T15 3.0 |GXE16| HTM309 PL2.5 5.0 0.31
SER-2020K-16 |125]| 20 | 20 | 20 | 25 | 16ER |M3.5-11.7-5.3-60| T15 3.0 |GXE16| HTM309 PL2.5 5.0 0.45
SER-2525M-16 (150| 25 | 25 | 25 | 32 | 16ER [M3.5-11.7-5.3-60| T15 3.0 |GXE16| HTM309 PL2.5 5.0 0.82

« RE E {iI Unit of Length (mm)
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HEAIOWAY
HOUIT
SNL
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N, b,
O D—f ° d min
* Hi sk
- L
Y244 ®FE  HE BA [ERAR 82 45 BRIRF HHE =22
w®d [ Nm) @ P =) (N.m) (KGS)
Screw Wrench Torque  Shim  ClampScrew ClampWrench Torque Weight
SNL-0008K-08 [125| 21 | 16 | 11 | 5.5 | 08ER | M2.2-5.5-3.4-60 T7 0.9 - - - - 1019
SNL-0010K-11 {125| 25 | 16 | 13 | 6.5 | 11ER |M2.5-8.0-3.5-60-T8| T8 1.2 - - - - 1019
SNL-0013M-11|150| 32 | 16 | 16 | 8 | 11ER |M2.5-8.0-3.5-60-T8| T8 1.2 - - - - | 024
SNL-0013M-16|150| 32 | 16 | 17 | 85 | 16ER | M3.5-9.0-5.3-60 | T15 30 - - - - | 024
SNL-0016Q-16180| 36 | 16 | 19 | 10 | 16ER | M3.5-9.0-5.3-60 | T15 30 - - - - 030
SNL-0020R-16 |200| 40 | 20 | 24 | 12 | 16ER | M3.5-11.7-5.3-60 | T15 30 |GXN16| HTM309 PL2.5 50 | 0.51
SNL-0025R-16 |200| 45 | 25 | 29 |14.5| 16ER | M3.5-11.7-5.3-60 | T15 30 |GXN16| HTM309 PL2.5 50 | 0.77
SNIL-0032S-16 |250| 45 | 32 | 36 |18.5| 16ER | M3.5-11.7-5.3-60 | T15 30 |GXN16| HTM309 PL2.5 50 | 156

(coISEL 9V EF T 28

CHAIN || SEL EXTERNAL THREADING TURNING TOOL B

HEAOWAY

YR 4% ®RE BHE BA R Hfg 92 44 BiRikFE #hE ==
wp [ Nm s® ==) (Nm) (KGS)
Screw Wrench Torque  Shim  ClampScrew ClampWrench Torque Weight
SEL-1616K-16 |125| 16 | 16 | 16 | 20 | 16IR |M3.5-11.7-5.3-60| T15 30 |GXE16| HTM309 PL2.5 5.0 0.31
SEL-2020K-16 |125| 20 | 20 | 20 | 25 | 16IR |M3.5-11.7-5.3-60| T15 30 |GXE16| HTM309 PL2.5 5.0 0.45
SEL-2525M-16 |150| 25 | 25 | 25 | 32 | 16IR |M3.5-11.7-5.3-60| T15 30 |GXE16| HTM309 PL2.5 5.0 0.81

« RE E{iI Unit of Length (mm)
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e Using 6xD of carbide extension shank has

a great effect to absorb the vibration, nev- X ‘

ertheless, using 4xD of steel extension

shank begins to have the
vibration control issue.

o Sl

o M ILERX

¢ RETAE=E

° RIFMNNLHE

o SER/JIR=m

e High rigidity.

® Great multiplied rate of cutting.
® |mproved feed rate.

® Good machined surface.

e Extend insert life.
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CHAINE SCLCR CARBIDE MICRO INTERNAL TURNING TOOL

HKOUIT
Figl.
’
W 993" T \
(@) ¢ LI iD
QY L |
Fig2. K-
o Fi |
@ ¢ tef= . Jip
QY L |

- 1R 44
/IR —
@ d min (mm@ m—

HwAOE
(N.m)

Screw Wrench Torque

C04G-SCLCR03-05 | 90 4 5 25 | CC.0351 | M18-4.0-2.5-54 T6 06 1 0.06
CO5H-SCLCR03-06 | 100 | 5 6 3 | cC.0351 | M1.8-40-25-54 T6 06 1 0.08
CO5H-SCLCR04-06 | 100 | 5 6 3 | cC.04T10 | M2.2-4.7-3.1-60 7 0.9 1 0.06
CO6J-SCLCR04-07 | 110 | 6 7 35 | CC.04T0 | M2.2-4.7-3.1-60 7 0.9 1 007
CO7J-SCLCR04-08 | 110 | 7 8 4 | CcC.0470 | M2.2-4.7-3.1-60 7 0.9 1 0.09
EO5H-SCLCR03-06 | 100 | 5 6 3 | CcC.0351 | M1.8-4.0-2.5-54 T6 0.6 2 0.08
E06J-SCLCR04-07 | 110 | 6 7 35 | CC.04T0 | M2.2-4.7-3.1-60 7 0.9 2 0.06

(2] STUBR i 16 85 88 )V 18 Py R B8 7] 22

CHAINE STUBR CARBIDE MICRO INTERNAL TURNING TOOL

HKOuIT

= o R wF
BR/NINIE il
@ d min Ml@ — 1

Wrench

HmAOE
(N.m)
Torque

Fig.

(KGS)
Weight

C06J-STUBR0O6-07 110 6 7 35 TB..0601 M2-5.0-2.7-60 T6 0.6 1 0.07
CO8K-STUBR06-09 125 8 9 4.5 TB..0601 M2-5.0-2.7-60 T6 0.6 1 0.13
E06J-STUBR06-07 110 6 7 3.5 TB..0601 M2-5.0-2.7-60 T6 0.6 2 0.07
EO8K-STUBR06-09 125 8 9 4.5 TB..0601 M2-5.0-2.7-60 T6 0.6 2 0.13

A346 (g FHAIN
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CHAIN il SWUBR CARBIDE MICRO INTERNAL TURNING TOOL

HEAOWAY
HKOJUIT
)
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wEFE HAOE
& (N.m)

Wrench Torque

B/ 7R

@ d min Insert

C04G-SWUBRO06-5.5 90 4 55 275 WB..0601 M2-3.8-2.68-43 T6 0.6 0.05
CO5H-SWUBRO06-06 100 5 3 WB..0601 M2-3.8-2.68-43 T6 0.6 0.07
C06J-SWUBRO06-07 110 6 3.5 WB..0601 M2-5.0-2.7-60 T6 0.6 0.09
C07J-SWUBRO06-08 110 7 4 WB..0601 M2-5.0-2.7-60 T6 0.6 0.11
CO8K-SWUBRO08-10 125 8 10 5 WB..0802 M2-5.0-2.7-60 T6 0.6 0.13

o) sHNBER

CHAINE SH MINI COLLET SLEEVE

HEAOWAY

KOUIT

:©
©
©
©

9244 wmF #AE B8
» =) (N.m) (KGS)
Screw Wrench Torque Weight
SH-0416-100 100 16 4 5 14 HS4-4 PL2 3.0 0.15
SH-0516-100 100 16 5 ) 14 HS5-5.5 PL2.5 5.0 0.15
SH-0616-100 100 16 6 7 14 HS6-4 PL3 5.0 -
SH-0716-100 100 16 7 8 14 HS6-4 PL3 5.0 0.13

« RE E {iI Unit of Length (mm)
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CHAINl SCLCR CARBIDE INTERNAL TURNING TOOL
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- o 1244 wF HAE
Eig\j]EI:n& F @® . (N.m) Fig.

Screw Wrench  Torque
CO8K-SCLCR06-10 125 8 10 5 CC..0602 | M2.5-6.0-3.5-60 T8 1.2 1 0.11
C10M-SCLCR06-12 150 10 12 6 CC..0602 | M2.5-6.0-3.5-60 T8 1.2 1 0.19
C12M-SCLCRO06-14 150 12 14 7 CC..0602 | M2.5-6.0-3.5-60 T8 1.2 1 0.26
C12Q-SCLCRO6-14 180 12 14 7 CC..0602 | M2.5-6.0-3.5-60 T8 1.2 1 0.32
C12M-SCLCR09-14 150 12 14 7 CC..09T3 M4-8.0-5.7-60 T15 3.0 1 0.26
C12Q-SCLCR0O9-14 180 12 14 7 CC..09T3 M4-8.0-5.7-60 T15 3.0 1 0.32
C16R-SCLCR09-18 200 16 18 9 CC..09T3 M4-8.0-5.7-60 T15 3.0 1 0.57
C20S-SCLCR09-22 250 20 22 11 | CC.09T3 M4-8.0-5.7-60 T15 3.0 1 1.04
EO8K-SCLCRO06-10 125 8 10 5 CC..0602 | M2.5-6.0-3.5-60 T8 1.2 2 0.11
E10M-SCLCRO06-12 150 10 12 ) CC..0602 | M2.5-6.0-3.5-60 T8 1.2 2 0.19
E12M-SCLCR06-14 150 12 14 7 CC..0602 | M2.5-6.0-3.5-60 T8 1.2 2 0.26
E12Q-SCLCRO6-14 180 12 14 7 CC..0602 | M2.5-6.0-3.5-60 T8 1.2 2 0.32
E14M-SCLCRO6-16 150 14 16 7.5 | CC.0602 | M2.5-6.0-3.5-60 T8 1.2 2 -
E14Q-SCLCR06-16 180 14 16 7.5 | CC.0602 | M2.5-6.0-3.5-60 T8 1.2 2 -
E16R-SCLCR06-18 200 16 18 9 CC..0602 | M2.5-6.0-3.5-60 T8 1.2 2 -
E12M-SCLCR09-14 150 12 14 7 CC..09T3 M4-8.0-5.7-60 T15 3.0 2 0.26
E12Q-SCLCR09-14 180 12 14 7 CC..09T3 M4-8.0-5.7-60 T15 3.0 2 0.32
E14M-SCLCR09-16 150 14 16 7.5 | CC.09T3 M4-8.0-5.7-60 T15 3.0 2 -
E14Q-SCLCR09-16 180 14 16 7.5 | CC.09T3 M4-8.0-5.7-60 T15 3.0 2 -
E16R-SCLCR09-18 200 16 18 9 CC..09T3 M4-8.0-5.7-60 T15 3.0 2 0.57
E20R-SCLCR09-22 200 20 22 11 | CC.09T3 M4-8.0-5.7-60 T15 3.0 2 -
E20S-SCLCR09-22 250 20 22 11 | CC.09T3 M4-8.0-5.7-60 T15 3.0 2 1.04

« RE E{iI Unit of Length (mm)
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CHAINl SCLPR CARBIDE INTERNAL TURNING TOOL
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C10M-SCLPR0O8-12 150 10 12 6 CP.0802 M3-8.0-4.0-43 T9 14 1 0.19
C12M-SCLPR0O8-14 150 12 14 7 CP.0802 M3-8.0-4.0-43 T9 14 1 0.26
C12Q-SCLPR08-14 180 12 14 7 CP.0802 M3-8.0-4.0-43 T9 1.4 1 -
C12M-SCLPR09-14 150 12 14 7 CP.0903 M4-8.0-5.7-60 T15 3.0 1 0.25
C12Q-SCLPR0O9-14 180 12 14 7 CP.0903 M4-8.0-5.7-60 T15 3.0 1 0.31
C16R-SCLPR09-18 200 16 18 9 CP.0903 M4-8.0-5.7-60 T15 3.0 1 0.57
C20S-SCLPR09-22 250 | 20 22 11 CP.0903 M4-8.0-5.7-60 T15 3.0 1 1.08
E16R-SCLPR0O9-18 200 16 18 9 CP.0903 M4-8.0-5.7-60 T15 3.0 2 0.57
E20R-SCLPR09-22 200 | 20 22 11 CP.0903 M4-8.0-5.7-60 T15 3.0 2 -
E20S-SCLPR09-22 250 | 20 22 11 CP.0903 M4-8.0-5.7-60 T15 3.0 2 1.08
E25R-SCLPR09-28 200 | 25 28 14 CP.0903 M4-8.0-5.7-60 T15 3.0 2 -

« RE E {iI Unit of Length (mm)
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Fig.1 ]
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Fig.2

[ 5 | Ty —
@ d min z’ F_{Fj %—1:@%2
I L |

“odmin F inser T Nm R e

Wrench Torque Weight

C10M-SDUCR07-13 | 150 10 13 7 DC..0702 M2.5-6.0-3.5-60 T8 1.2 1 0.19
C12M-SDUCR07-16 | 150 12 16 9 DC..0702 M2.5-6.0-3.5-60 T8 1.2 1 0.26
C12Q-SDUCR0O7-16 | 180 12 16 9 DC..0702 M2.5-6.0-3.5-60 T8 12 1 0.32
C16R-SDUCR07-20 | 200 16 20 11 | DC.0702 M2.5-6.0-3.5-60 T8 1.2 1 0.51
C16R-SDUCR11-20 | 200 16 20 11 | DC..11T3 M4-8.0-5.7-60 T15 3.0 1 0.58
C20S-SDUCR11-23 | 250 20 23 12.5| DC..11T3 M4-8.0-5.7-60 T15 3.0 1 1.08
E10M-SDUCR0O7-13 | 150 10 13 7 DC..0702 M2.5-6.0-3.5-60 T8 1.2 2 0.19
E12M-SDUCR07-16 | 150 12 16 9 DC..0702 M2.5-6.0-3.5-60 T8 1.2 2 0.26
E12Q-SDUCR07-16 | 180 12 16 9 DC..0702 M2.5-6.0-3.5-60 T8 1.2 2 0.32
E14M-SDUCR07-18 | 150 14 18 10 | DC..0702 M2.5-6.0-3.5-60 T8 12 2 -
E14Q-SDUCR07-18 | 180 14 18 10 | DC..0702 M2.5-6.0-3.5-60 T8 1.2 2 -
E16M-SDUCR07-20 | 150 16 20 11 | DC..0702 M2.5-6.0-3.5-60 T8 1.2 2 -
E16R-SDUCR07-20 | 200 16 20 11 | DC..0702 M2.5-6.0-3.5-60 T8 1.2 2 0.51
E20R-SDUCR07-25 200 20 25 13 | DC..0702 M2.5-6.0-3.5-60 T8 1.2 2 -
E16M-SDUCR11-20 | 150 16 20 11 | DC.11T3 M4-8.0-5.7-60 T15 3.0 2 -
E16R-SDUCR11-20 | 200 16 20 11 | DC..11T3 M4-8.0-5.7-60 T15 3.0 2 0.58
E20R-SDUCR11-23 | 200 20 23 12.5| DC.11T3 M4-8.0-5.7-60 T15 3.0 2 -
E20S-SDUCR11-23 250 20 23 12.5| DC..11T3 M4-8.0-5.7-60 T15 3.0 2 1.08
E25R-SDUCR11-32 | 200 25 32 17 | DC..11T3 M4-8.0-5.7-60 T15 3.0 2 -
E25S-SDUCR11-32 250 25 32 17 | DC..11T3 M4-8.0-5.7-60 T15 3.0 2 -

« RE E{iI Unit of Length (mm)
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Gamin F insen R
Wrench Torque Weight
C10M-SDQCR07-13 150 | 10 13 7 DC..0702 | M2.5-6.0-3.5-60 T8 1.2 1 0.20
C12M-SDQCRO07-16 150 | 12 16 9 | DC.0702 | M2.5-6.0-3.5-60 T8 12 1 0.25
C12Q-SDQCRO07-16 180 | 12 16 9 DC..0702 | M2.5-6.0-3.5-60 T8 1.2 1 0.30
C16R-SDQCR07-20 200 | 16 20 11 | DC.0702 | M2.5-6.0-3.5-60 T8 12 1 0.57
C20S-SDQCR11-25 250 | 20 25 13 | DC..11T3 M4-8.0-5.7-60 T15 3.0 1 1.08
E10M-SDQCR07-13 150 | 10 13 7 DC..0702 | M2.5-6.0-3.5-60 T8 1.2 2 0.20
E12M-SDQCR07-16 150 | 12 16 9 | DC.0702 | M2.5-6.0-3.5-60 T8 12 2 0.25
E12Q-SDQCRO07-16 180 | 12 16 9 DC..0702 | M2.5-6.0-3.5-60 T8 1.2 2 0.30
E14M-SDQCR07-18 150 | 14 18 10 | DC.0702 | M2.5-6.0-3.5-60 T8 12 2 -
E16M-SDQCR07-20 150 | 16 20 11 | DC.0702 | M2.5-6.0-3.5-60 T8 1.2 2 -
E16R-SDQCR07-20 200 | 16 20 11 | DC.0702 | M2.5-6.0-3.5-60 T8 12 2 0.57
E16M-SDQCR11-20 150 | 16 20 11 | DC..11T3 M4-8.0-5.7-60 T15 3.0 2 -
E16R-SDQCR11-20 200 | 16 20 11 | DC..11T3 M4-8.0-5.7-60 T15 3.0 2 -
E20R-SDQCR11-25 200 | 20 25 13 | DC..11T3 M4-8.0-5.7-60 T15 3.0 2 -
E20S-SDQCR11-25 250 | 20 25 13 | DC..11T3 M4-8.0-5.7-60 T15 3.0 2 1.08
E25R-SDQCR11-32 200 | 25 32 17 | DC..11T3 M4-8.0-5.7-60 T15 3.0 2 -
E255-SDQCR11-32 250 | 25 32 17 | DC.11T3 M4-8.0-5.7-60 T15 3.0 2 -

« RE E {iI Unit of Length (mm)
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CHAIN il SDXCR CARBIDE INTERNAL TURNING TOOL
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: m® e b  (Nm) (KGS)
el TS Wrench Torque Weight
EO8K-SDXCR07-10 125 8 10 5 DC..0702 |[M2.5-6.0-3.5-60 T8 1.2
E12M-SDXCRO07-14 150 12 14 7 DC..0702 [M2.5-6.0-3.5-60 T8 1.2

() SDZCR Fix {5 85 £ P 1% 85 J] 22

CHAINE SDZCR CARBIDE INTERNAL TURNING TOOL

HEAOWAY

HKOJUIT

NBW

B\ 7k RE }'BNME %6;;
@ d min Insert — ) ( . )
Wrench Torque Weight
E16R-SDZCR07-21 200 16 21 125 DC..0702 M2.5-6.0-3.5-60 T8 1.2
E20R-SDZCR11-26 200 20 26 15.5 DC..11T3 M4-8.75-5.6-60-60 T15
E25R-SDZCR11-33 200 25 33 18 DC..11T3 M4-8.75-5.6-60-60 T15

« RE E{iI Unit of Length (mm)
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Wrench Torque Weight

CO8K-STUCR09-10 125 8 10 5 TC..0902 M2.2-4.7-3.1-60 T7 0.9 1 0.11
C10M-STUCR09-12 150 10 12 6 TC..0902 M2.2-4.7-3.1-60 T7 0.9 1 0.19
C12M-STUCR09-14 150 12 14 7 TC..0902 M2.2-4.7-3.1-60 T7 0.9 1 0.19
C12Q-STUCR09-14 180 12 14 7 TC..0902 M2.2-4.7-3.1-60 T7 0.9 1 0.16
C10M-STUCR11-12 150 10 12 6 TC..1102 M2.5-6.0-3.5-60 T8 1.2 1 0.19
C12M-STUCR11-14 150 12 14 7 TC..1102 M2.5-6.0-3.5-60 T8 1.2 1 0.25
C12Q-STUCR11-14 180 12 14 7 TC..1102 M2.5-6.0-3.5-60 T8 1.2 1 0.32
C16R-STUCR11-18 200 16 18 9 TC..1102 M2.5-6.0-3.5-60 T8 1.2 1 0.56
C20S-STUCR11-22 250 20 22 11 TC..1102 M2.5-6.0-3.5-60 T8 1.2 1 1.10
E20R-STUCR11-22 200 20 22 11 TC..1102 M2.5-6.0-3.5-60 T8 1.2 2 -
E20S-STUCR11-22 250 20 22 11 TC..1102 M2.5-6.0-3.5-60 T8 1.2 2 1.10

« RE E {iI Unit of Length (mm)
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" - (N.m) Fig. (KGS)
@dmin nsent Wrench Torque Weight

CO8K-STUPRO08-10 125 8 10 5.5 TP.0802 M2.2-4.7-3.1-60 T7 0.9 1 0.13
CO8K-STUPR0O9-10 125 8 10 5.5 TP.0902 M2.5-6.0-3.5-60 T8 1.2 1 0.11
C10M-STUPRO9-12 | 150 10 12 6.5 TP.0902 M2.5-6.0-3.5-60 T8 1.2 1 0.19
C12M-STUPRO9-14 | 150 12 14 7.5 TP.0902 M2.5-6.0-3.5-60 T8 1.2 1 0.25
C12Q-STUPR09-14 180 12 14 7.5 TP.0902 M2.5-6.0-3.5-60 T8 1.2 1 0.32
C10M-STUPR11-12 | 150 10 12 6.5 TP.1103 M3-8.0-4.0-43 T9 14 1 0.19
C12M-STUPR11-14 | 150 12 14 7.5 TP.1103 M3-8.0-4.0-43 T9 14 1 0.26
C12Q-STUPR11-14 | 180 12 14 7.5 TP.1103 M3-8.0-4.0-43 T9 1.4 1 0.32
C16R-STUPR11-18 200 16 18 9.5 TP.1103 M3-8.0-4.0-43 T9 14 1 0.56
C20S-STUPR11-22 250 20 22 11.5 TP.1103 M3-8.0-4.0-43 T9 14 1 1.09
C20S-STUPR16-25 250 20 25 12.5 TP.1603 M4-8.0-5.7-60 T15 3.0 1 1.10
EO8K-STUPRO9-10 125 8 10 55 TP.0902 M2.5-6.0-3.5-60 T8 1.2 2 0.11
E10M-STUPR09-12 | 150 10 12 6.5 TP.0902 M2.5-6.0-3.5-60 T8 1.2 2 0.19
E12M-STUPRO9-14 150 12 14 7.5 TP..0902 M2.5-6.0-3.5-60 T8 1.2 2 0.25
E10M-STUPR11-12 150 10 12 6.5 TP.1103 M3-8.0-4.0-43 T9 14 2 0.19
E12M-STUPR11-14 | 150 12 14 7.5 TP.1103 M3-8.0-4.0-43 T9 14 2 0.26
E12Q-STUPR11-14 180 12 14 7.5 TP.1103 M3-8.0-4.0-43 T9 14 2 0.32
E14M-STUPR11-16 150 14 16 8.5 TP.1103 M3-8.0-4.0-43 T9 14 2 -
E16R-STUPR11-18 200 16 18 9.5 TP.1103 M3-8.0-4.0-43 T9 1.4 2 0.56
E20R-STUPR11-22 200 20 22 11.5 TP.1103 M3-8.0-4.0-43 T9 14 2 -
E20S-STUPR11-22 250 20 22 11.5 TP.1103 M3-8.0-4.0-43 T9 14 2 1.09
ju 8 VArri
(ECSTFCR TR 1G85 8 fy (& 5 7] 22
CHAINJ STFCR CARBIDE INTERNAL TURNING TOOL
HO\UIT

INBW

@D

»:

2%

BN TR wFE H"AOE ES

" e (N.m) (KGS)
@ dmin Lt Wrench Torque Weight
E16R-STFCR11-18 200 16 18 9.5 TC..1102 M2.5-6.0-3.5-60 T8
E20R-STFCR11-22 200 20 22 11 TC..1102 M2.5-6.0-3.5-60 T8
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" F L (N.m) Fig. (KGS)
el Wrench  Torque Weight

C06J-SVICR08-8.5 110 6 85 3.25 | 143° | 92° |VC.0802| M2-5.0-2.7-60 T6 0.6 1 0.08
CO8K-SVJCR08-10 125 8 10 5 142° | 93° |VC.0802| M2-5.0-2.7-60 T6 0.6 1 1.13
C10M-SVJCR08-12 150 10 12 6 142° | 93° |VC.0802| M2-5.0-2.7-60 T6 0.6 1 0.20
C10M-SVJCR11-12 150 10 12 6 142° | 93° |VC.1103| M2.5-6.0-3.5-60 T8 1.2 1 -
C12M-SVJCR11-14 150 12 14 7 142° | 93° |VC.1103 | M2.5-6.0-3.5-60 T8 1.2 1 0.26
C12Q-SVICR11-14 180 12 14 7 142° | 93° |VC.1103| M2.5-6.0-3.5-60 T8 1.2 1 -
C16R-SVJCR11-18 200 16 18 9 142° | 93° |VC.1103| M2.5-6.0-3.5-60 T8 12 1 0.56
C20S-SVJCR11-22 250 20 22 11 | 142° | 93° |VC.1103| M2.5-6.0-3.5-60 T8 12 1 1.08
E06J-SVJCR08-085 110 6 85 3.25 - - |VC.0802| M2-5.0-2.7-60 T6 0.6 2 -
EO8K-SVJCR08-10 125 8 10 5 - - |VC.0802| M2-5.0-2.7-60 T6 0.6 2 -
E10M-SVJCR08-12 150 10 12 6 - - |VC.0802| M2-5.0-2.7-60 T6 0.6 2 -
E12M-SVIJCRO08-14 150 12 14 7 - - |VC.0802| M2-5.0-2.7-60 T6 0.6 2 -
E10M-SVJCR11-12 150 10 12 6 - - | VC.1103 | M2.5-6.0-3.5-60 T8 1.2 2 -
E12M-SVICR11-14 150 12 14 7 - - |VC.1103| M2.5-6.0-3.5-60 T8 1.2 2 -
E12Q-SVIJCR11-14 180 12 14 7 - - |VC.1103| M2.5-6.0-3.5-60 T8 12 2 0.33
E16R-SVJCR11-18 200 16 18 9 - - |VC.1103| M2.5-6.0-3.5-60 T8 12 2 -
E20R-SVJCR11-22 200 20 22 11 - - |VC.1103| M2.5-6.0-3.5-60 T8 1.2 2 -
E20S-SVJCR11-22 250 20 22 11 - - | VC.1103 | M2.5-6.0-3.5-60 T8 1.2 2 -
E16M-SVJCR16-18 150 16 18 9 - - |VC.1604|M3.5-11.7-5.3-60 T15 3.0 2 -
E16R-SVJCR16-18 200 16 18 9 - - |VC.1604 | M3.5-11.7-5.3-60 T15 3.0 2 -
E20R-SVJCR16-23 200 20 23 11.5 - - | VC.1604 | M3.5-11.7-5.3-60 T15 3.0 2 -
E25R-SVJCR16-28 200 25 28 14 - - |VC.1604 | M3.5-11.7-5.3-60 T15 3.0 2 -

« RE E {iI Unit of Length (mm)
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E16R-SVUCR11-22 200 16 22 13 VC..1103 M2.5-6.0-3.5-60 T8 1.2
E20R-SVUCR11-27 200 20 27 15 VC..1103 M2.5-6.0-3.5-60 T8 1.2
E25R-SVUCR11-30 250 25 30 17 VC..1103 M2.5-6.0-3.5-60 T8 1.2
E20R-SVUCR16-31 200 20 31 19 VC..1604 M3.5-11.7-5.3-60 T15 3.0
E25R-SVUCR16-33 200 25 33 18 VC..1604 | M3.5-11.7-5.3-60 T15 3.0
E25S-SVUCR16-33 250 25 33 18 VC..1604 | M3.5-11.7-5.3-60 T15 3.0
E25R-SVUCR16-35 200 25 35 20 VC..1604 M3.5-11.7-5.3-60 T15 3.0
E25S-SVUCR16-35 250 25 35 20 VC..1604 M3.5-11.7-5.3-60 T15 3.0

(-1 SVQCR I LEMAEE T

CHAIN B SVQCR CARBIDE INTERNAL TURNING TOOL

HEAOWAY

HKOJUIT

NBW

2D

B/ LE TR o

@ d min Insert Wrench e Tane
E16M-SVQCR11-22 150 16 22 12.5 VC..1103 M2.5-6.0-3.5-60 T8 1.2
E16R-SVQCR11-22 200 16 22 12.5 VC.1103 | M2.5-6.0-3.5-60 T8 12
E20R-SVQCR11-25 200 20 25 13 VC.1103 | M2.5-6.0-3.5-60 T8 1.2
E25R-SVQCR16-32 200 25 32 17 VC..1604 M4-8.75-5.6-60 T15 3.0
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Screw Wrench Torque Weight
CSIR-0005H-06-6.4 100 - 5 - 6.4 4.3 06IR M2-5.0-2.6-60 T6 0.6 0.05
CSIR-0008K-08-09-20 125 | 20 8 64 9 5 08IR M2.2-4.7-3.1-60 T7 0.9 0.10
CSIR-0008K-08-10-20 125 | 20 8 74 10 55 08IR M2.2-4.7-3.1-60 T7 0.9 1.08
CSIR-0010M-11-12 150 - 10 - 12 7.4 11IR M2.5-6.0-3.5-60 T8 1.2 0.18
CSIR-0012M-11-15 150 - 12 - 15 85 11IR M2.5-6.0-3.5-60 T8 1.2 0.26
CSIR-0016M-16-19 150 - 16 - 19 11.7 | 16IR M3.5-7.6-5.1-60 T15 3.0 -
ESIR-0005H-06-6.4 100 - 5 - 6.4 4.3 06IR M2-5.0-2.7-60 T6 0.6 -
ESIR-0006J-06-7.6 110 - 6 - 7.6 448 | 06IR M2-5.0-2.7-60 T6 0.6 -
ESIR-0008K-08-10 125 - 8 - 10 59 08IR M2.2-4.7-3.1-60 T7 0.9 -
ESIR-0010M-11-12 150 - 10 - 12 7.4 11IR M2.5-6.0-3.5-60 T8 1.2 -
ESIR-0012M-11-15 150 - 12 - 15 85 11IR M2.5-6.0-3.5-60 T8 1.2 -
ESIR-0016R-16-19 200 - 16 - 19 11.7 | 16IR M3.5-7.6-5.1-60 T15 3.0 -

« RE E {iI Unit of Length (mm)
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NC16-06-62L 62 55 16 6 19 14.5 M5 - 1 0.08
NC16-08-62L 62 55 16 8 19 14.5 Mé - 1 0.08
NC16-10-62L 62 55 16 10 19 14.5 Mé - 1 0.07
NC16-12-62L 62 55 16 12 19 14.5 - 9 2 0.05
NC20-06-67L 67 60 20 6 27 17.5 Mé - 1 0.16
NC20-08-67L 67 60 20 8 27 17.5 Mé - 1 0.14
NC20-10-67L 67 60 20 10 27 17.5 Mé - 1 0.14
NC20-12-67L 67 60 20 12 27 17.5 Mé - 1 0.12
NC20-16-67L 67 60 20 16 27 55 - 13 2 0.08
NC32-06-85L 85 70 32 6 38 295 Mé - 1 0.55
NC32-08-85L 85 70 32 8 38 295 Mé - 1 0.50
NC32-10-100L 100 85 32 10 38 295 M8 - 1 0.58
NC32-12-100L 100 85 32 12 38 295 M8 - 1 0.58
NC32-16-100L 100 85 32 16 38 295 M8 - 1 0.48
NC32-18-100L 100 85 32 18 38 77 - 14 2 0.47
NC32-20-100L 100 85 32 20 38 77 - 14 2 0.40
NC32-25-100L 100 85 32 25 38 77 - 14 2 0.27
NC40-06-100L 100 85 40 6 46 38 M8 - 1 101
NC40-08-100L 100 85 40 8 46 38 M8 - 1 0.99
NC40-10-100L 100 85 40 10 46 38 M8 - 1 0.98
NC40-12-100L 100 85 40 12 46 38 M8 - 1 0.94
NC40-16-100L 100 85 40 16 46 38 M8 - 1 0.88
NC40-18-100L 100 85 40 18 46 77 - 14 2 0.84
NC40-20-100L 100 85 40 20 46 77 - 14 2 0.72
NC40-25-100L 100 85 40 25 46 77 - 14 2 0.60
NC40-32-100L 100 85 40 32 46 77 - 14 2 0.39
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Weight

NC25-06-64L-C 64 58 25 6 35 23.5 Mé - 1 0.22
NC25-08-64L-C 64 58 25 8 35 23.5 Mé - 1 0.20
NC25-10-64L-C 64 58 25 10 35 235 Mé - 1 0.20
NC25-12-64L-C 64 58 25 12 35 235 Mé - 1 0.20
NC25-16-64L-C 64 58 25 16 35 51 - 12 2 0.16
NC25-20-64L-C 64 58 25 20 35 51 - 12 2 0.11
NC32-06-85L-C 85 70 32 6 38 29.5 Mé - 1 0.55
NC32-08-85L-C 85 70 32 8 38 29.5 Mé - 1 0.50
NC32-10-100L-C 100 85 32 10 38 29.5 M8 - 1 0.58
NC32-12-100L-C 100 85 32 12 38 29.5 M8 - 1 0.58
NC32-16-100L-C 100 85 32 16 38 29.5 M8 - 1 0.48
NC32-18-100L-C 100 85 32 18 38 77 - 14 2 0.47
NC32-20-100L-C 100 85 32 20 38 77 - 14 2 0.40
NC32-25-100L-C 100 85 32 25 38 77 - 14 2 0.27
NC40-06-100L-C 100 85 40 6 46 38 M8 - 1 101
NC40-08-100L-C 100 85 40 8 46 38 M8 - 1 0.99
NC40-10-100L-C 100 85 40 10 46 38 M8 - 1 0.98
NC40-12-100L-C 100 85 40 12 46 38 M8 - 1 0.94
NC40-16-100L-C 100 85 40 16 46 38 M8 - 1 0.88
NC40-18-100L-C 100 85 40 18 46 77 - 14 2 0.84
NC40-20-100L-C 100 85 40 20 46 77 - 14 2 0.72
NC40-25-100L-C 100 85 40 25 46 77 - 14 2 0.60
NC40-32-100L-C 100 85 40 32 46 77 - 14 2 0.39

« RE E {iI Unit of Length (mm)
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BRI REE
Modular combination

5 HITURNING
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—E
Integrated

BM 1E4H{E &5
BM Modular Series

DPFSCKi#&E#H{E 5

DPFSCK Modular Series

|

FDPR 112
Damping Face Mill Arbor

DP/STUPR—BR=(IRIEEEE 142
Vibration -damped Boring Bar With Coolant

BM#E B {E= 1 E iR R B Tl
Modular Vibration-damped Boring Bar

_—
BMEAEE 8 E AW KR EE IR
Modular Vibration-damped Boring Bar

BM#&E4H L 5 #3522 T 4R
Modular Vibration-damped Carbide Boring Bar

B vaM)IMIM’
SIRLGLLA VNP,

DPFSCK#E4H{EimBE T
Modular Vibration -damped Boring Bar Shank

EE$EHIFACE MILLING

HRE 7% A% ]
Round Corner End Milling Cutter
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GRET) 72485 7]
Round Corner End Milling Cutter

KM45°7% A5t ]
Face Milling Cutter
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4 ")
b
. >

BGPZKIRAR AL 8% ]
Face Milling Cutter
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Y
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SFM7RZLES ]
Face Milling Cutter

L
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KFMz%ZL 5 ]
Face Milling Cutter

BM/SCLCR, STUCR, SNR
BM/SDUCR, STUPR, SVUCR
BM/MCLNR, MTUNR

FSCK/SCLC, SCLP, SCKC, SDzC
FSCK/SDUC, STFC, STUC, STUP
FSCK/SVJC, MCLN, MTUN, SDQC
FSCK/SSSC, SVUC, SIR, DGIR
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-
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IFM72 2485 ]
Face Milling Cutter
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(DX6)
MCKi&7L58 )4 EPS |
Boring Head Shank S a T @ @ TE
i 2 SCK/DP @ EIER AT SMBH#BHKIEE TR
:" y - Damping Extension SMB Super Micron Exchangeable
CKTE?LEE?]W Finish Boring Head
Boring Head Shank
=55 W) -
Type2 .-
(DX6) ik | thres o 5 ®, 3
'\ s
CK / DP#& .58 1R SMBBRIBHETE
Boring Head Shank SMB Super Micron Exchangeable
3 Finish Boring Head -
Type3 ;
(DX8) (( 5 (.
MCKE 7L B8 01 f ’@ h
Boring Head Shank — i
SCKLF&
® | Anti-Vibration Extension
:'\ " — ( ® N .g
»7 = Ry
CK¥E 58 J]HR .
Boring Head Shank CBH / DPyi i
7 r e e Damping Finish Boring Head
. \\ k" y
SBT/MLKEENE 2L (¥ E2R) SCKE X 1G58 .57 )12
58 T # Hl 2R B8 Straight Carbide Boring Shank
Dual DRIVE Force Collet Chuck
&4
Typed .
(DX8) 5':’ 7 f“ ok i ‘”e
HSK/PSCER — g
HSK/PSC Adapter N iy
PSCERER
: PSC Adapter For Same Dia. M 5
iy &k e [ S GnENARN L ?‘£
SBT/PSCERZ S e
SBT/PSC Adapter PSC/PMBl =15 % il il 8 58

=i

DAT/PSCERE
DAT/PSC Adapter

| i\ﬁ' 4

PSCELER
Adapter For Different Dia.

Submicron Finish Boring Head
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CHAINE BM MODULAR VIBRATION-DAMPED BORING BAR

HEAOWAY

Fig.2
Mmoo _ _ _ _ _
b | ol
i L |
| %% Feature
- EBAMmE LA ERR % -Suitable for every generic milling cutter on market.
_ERYNIEARB NN I EEEE -Higher cutting feed rate and better surface accuracy.
| 6 f& 6 Times Longer
& B8 (KGS) .
Spec. s dj = Weight Fig.
DPH16-BM16-150L 150 M13X0.5 16 0.28 2
DPH20-BM20-180L 180 M16X0.75 20 0.55 2
DPH25-BM25-210L 210 M20X0.75 25 0.97 2
DPH32-BM32-260L 260 18 32 1.93 1
DPH40-BM40-320L 320 22 40 2.87 1
DPH50-BM50-420L 420 28 50 7.10 1
| 8 &£ 8 Times Longer
& E=£ (KGS) .
Spec. L < o Weight Fig.
DPH16-BM16-180L 180 M13X0.5 16 0.33 2
DPH20-BM20-220L 220 M16X0.75 20 0.65 2
DPH25-BM25-260L 260 M20X0.75 25 1.16 2
DPH32-BM32-320L 320 18 32 2.28 1
DPH40-BM40-400L 400 22 40 3.92 1
DPH50-BM50-520L 520 28 50 8.39 1
DPH60-BM50-600L 600 28 60 11.53 1
| 10 f2& 10 Times Longer
FRA& 55 (KGS) .
Spec. L & = Weight Fig
DPH40-BM40-480L 480 22 40
DPH50-BM50-620L 620 28 50 9.68 1
DPH60-BM50-720L 720 28 60 13.24 1

« RE E{iI Unit of Length (mm)
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| 4% Feature
- ERAhE FARB IR

- BRIIHES R BIFHIN T REREE

| 8 f&& 8 Times Longer

-Suitable for every generic milling cutter on market.
-Higher cutting feed rate and better surface accuracy.

BE£ (KGS)

Weight

DPH80-BM50-1100L 1100 28 80 35.0
| 10 &£ 10 Times Longer
g S (KGS)
Spec. L & = Weight
DPH80-BM50-1250L 1250 28 80 39.0
DPH100-BM50-1400L 1400 28 100 62.0
DPH120-BM50-1800L 1800 28 120 110.0
DPH150-BM50-2500L 2500 28 150 180.0
DPH180-BM50-2800L 2800 28 180 288.0
DPH200-BM50-3000L 3000 28 200 370.0
| 12 & 12 Times Longer
1R £ (KGS)
Spec. = & D Weight
DPH80-BM50-1450L 1450 28 80 43.0
DPH100-BM50-1600L 1600 28 100 69.0
DPH120-BM50-2000L 2000 28 120 125.0
DPH150-BM50-2800L 2800 28 150 200.0
DPH180-BM50-3200L 3200 28 180 320.0
DPH200-BM50-3500L 3500 28 200 420.0

« RE E {iI Unit of Length (mm)
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cxAiN | BM MODULAR VIBRATION-DAMPED CARBIDE BORING BAR .
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; Fig.2
ER
L
| %% Feature
- EAME LA ERR IR -Suitable for every generic milling cutter on market
CERMTNEARBENIN I EEEE -Higher cutting feed rate and better surface accuracy
| 10 &£ 10 Times Longer
R = (KGS) .
Spec. L & o Weight Fig.
DPC16-BM16-220L 220 M13X0.5 16 0.50 2
DPC20-BM20-250L 250 M16X0.75 20 1.29 2
DPC25-BM25-300L 300 M20X0.75 25 2.05 2
DPC32-BM32-400L 400 18 32
| 12 & 12 Times Longer
R E& (KGS) :
Spec. dy o Weight Fig.
DPC20-BM20-295L 295 M16X0.75 20 1.49
DPC25-BM25-350L 350 M20X0.75 25 2.38
DPC32-BM32-450L 450 18 32 4.04
| 13 f&& 13 Times Longer
R E8 (KGS) :
Spec. L e o Weight Fig.
DPC16-BM16-270L 270 M13X0.5 16 0.60 2
DPC40-BM40-610L 610 22 40 9.00 1
| 14 &£ 14 Times Longer
R E£ (KGS) .
Spec. L e o Weight i
DPC20-BM20-350L 350 M16X0.75 20
DPC25-BM25-400L 400 M20X0.75 25 271 2
DPC32-BM32-500L 500 18 32 4.64 1
DPC50-BM50-820L 820 28 50 15.40 1
DPC60-BM50-960L 960 28 60 31.50 1

| 15 {&& 15 Times Longer

£E (KGY)

Weight
DPC40-BM40-690L 690 22 40 9.60 1

| 16 f&£& 16 Times Longer

A E= (KGS) .

Spec. L th = Weight e
DPC50-BM50-920L 920 28 50 17.40 1
DPC60-BM50-1080L 1080 28 60 35.01 1

« RE E{iI Unit of Length (mm)
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CHAINE TOOL PRESETTER FOR VIBRATION-DAMPED TURING TOOL
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) RIET)EE r— z H

Ey HEE QRF
TER @ EEBERRMH

@ HEETR @ Damped turning tool 0O RIET]EE EIR 44 O Set screw for tool holding seat
) REEES @® Damped turning tool sleeve @ ETEIBEEIZ44 @ Set screw for retaining ring
© RIEJIE (932, @40, @50, @60) @ Tool holding seat @ ~ABERF © Hex wrench
O EER O Retaining ring Q WIEIRAR O Block gauge
© BMEJJEE ]S © Tool tip of LT turning head © PORIEEAREE @ Tool setter table
| 45%4 Feature
CREEOOMMIFAES YR ERERALE st - The shock absorber knife center correction station is designed for
~ ﬁi?zﬁﬂ O TF & B E R E W?Ligﬂﬁfﬁ"ﬁﬁﬁ quick correction of shock-absorbing inner hole lathe tool.
o= jaassieliny Iy, S _ - The center correction table of the shock-absorbing vehicle knife
B Tﬁi{FEV\]?LEﬂE’\J@ HRERSRELOLEL/D - MEREAE should be used with the shock-absorbing inner hole lathe tool sleeve.
iNEPYS - Depending on the extended length of the lathe tool and the diameter
ratio of the lathe tool L/D, the different center height can be
selected.
LYK
ERES
sleeve
CRT-C32 RSC32-y o
CRT-C40 RSC40-y O
600 700 150 150 26
CRT-C50 RSC50-y O
CRT-C60 RSC60-y O
(=R DAL LS I O Car knife shank diameter
10-12-14-16-18-20- 28 10-12-14-16-18-20-28
FIAREIYEBEME  RIESRR x1PCS  EEE x1PCS - 4mm  All Specs contain accessories: correction block gauge x 1PCS,
NBERF x1PCS fixed ring x 1PCS, 4mm hexagonal wrench x 1PCS

« RE E {iI Unit of Length (mm)
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BM/SCLCR #H{EWEE J]

BM/SCLCR MODULAR BORING BAR HEAD

Anti-Vibration

740
N

@d min

TR E= (KGS)
Insert Weight
BM16-SCLCR-09 25 16 20 M13X0.5 10 7 CC..09T3 1 -
BM20-SCLCR-09 30 20 25 M16X0.75 13 7 CC..09T3 1 -
BM25-SCLCR-09 30 25 30 M20X0.75 15 5 CC..09T3 1 -
BM32-SCLCR-09 35 32 40 18 20 5 CC..09T3 2 -
BM40-SCLCR-12 40 40 52 22 26 3 CC..1204 2 -
BM50-SCLCR-12 40 50 64 28 32 3 CC..1204 2 -
| B2 % Accessories
TR 244 wF
Insert Screw Wrench
CC..09T3 M4-8.0-5.7-60 T15 3.0N.m
CC..1204 M5-11-7.5-60 T20 5.0N.m

(e

CHAIN

HEAOWAY

BM/STUCR ##H{EA L E J]

BM/STUCR MODULAR BORING BAR HEAD

Anti-Vibration

2

@d min

&P

o
D

74/
N

@d min

Tk E= (KGS)
Insert Weight
BM16-STUCR-11 25 16 20 M13X0.5 10 8 TC..1102 1 -
BM20-STUCR-11 30 20 25 M16X0.75 13 6 TC..1102 1 -
BM25-STUCR-11 30 25 30 M20X0.75 15 4 TC..1102 1 -
BM32-STUCR-16 35 32 39 18 19.5 5 TC..16T3 2 -
BM40-STUCR-16 40 40 51 22 5.5 5 TC..16T3 2 -
BM50-STUCR-16 40 50 61 28 304 5 TC..16T3 2 -

| B2 f3= Accessories

wRF BAOE

Wrench Torque

TC..1102 M2.5-6.0-3.5-60 T8 1.2N.m
TC..16T3 M4-8.0-5.7-60 T15 3.0N.m

CHAIN

A366 (&>

HEAOWAY

« RE E{iI Unit of Length (mm)
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HEAOWAY

74 )
-
1
7

2

@d min

@d min

Fig.1 Fig.2

|7])=|' Fig. B8 (_KGS)

nsert Weight
BM16-SNR-16 25 16 20 M13X0.5 10 15 16IR 1 -
BM20-SNR-16 30 20 26 M16X0.75 13 15 16IR 1 -
BM25-SNR-16 30 25 32 M20X0.75 17 15 16IR 1 -
BM32-SNR-16 35 32 40 18 20 - 16IR 2 -
BM40-SNR-16 40 40 52 22 26 - 16IR 2 -
BM50-SNR-16 40 50 64 28 23 - 16IR 2 -

| B2 #% Accessories
kR 12 4% RF

Insert Screw Wrench
16IR M3.5-11.7-5.3-60 T15 3.0N.m

Anti-Vibration

(> IBM/SDUCR #AIEARF ]

CHAIN B BM/SDUCR MODULAR BORING BAR HEAD

HEAOWAY

7
- E=E a
& AR T5t
— R K
@d min [JU—— Lt
Fig.1 Fig.2
EE (KGS)
Weight
BM16-SDUCR-11 25 16 20 M13X0.5 11 6 DC..11T3 1 -
BM20-SDUCR-11 30 20 26 M16X0.75 13 6 DC..11T3 1 -
BM25-SDUCR-11 30 25 32 M20X0.75 16 6 DC..11T3 1 -
BM32-SDUCR-11 35 32 40 18 20 6 DC..11T3 2 -
BM40-SDUCR-11 40 40 52 22 26 6 DC..11T3 2 -
BM50-SDUCR-11 40 50 64 28 32 6 DC..11T3 2 -

| B2 Accessories
i RF

Insert Wrench
DC..11T3 M4-10-5.7-60 T15 3.0N.m

« RE E {iI Unit of Length (mm)
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Anti-Vibration

(-1 BM/STUPR #AEREET]

CHAINE BM/STUPR MODULAR BORING BAR HEAD

HEAOWAY

0
c
-
=
4
()

Screw
BM16-STUPR-11 25 16 20 M13X0.5 | 10 | 6 TP.1103 M3-8.0-4.0-43 T9 1.4 N.m
BM20-STUPR-11 30 20 25 M16X0.75 | 13 | 4 TP.1103 M3-8.0-4.0-43 T9 1.4 N.m
BM25-STUPR-11 30 25 30 M20X0.75 | 15 | 2 TP.1103 M3-8.0-4.0-43 T9 1.4 N.m

| B2 f3= Accessories
Tk S

Insert Wrench
TP.1103 M3-8.0-4.0-43 T9 14

Anti-Vibration

(> IBM/MCLNR #A{EREE J] /{;

CHAIN B BM/MCLNR MODULAR BORING BAR HEAD

HEAOWAY

HKOuIT

x INEW»

TR EE (KGS)

Insert Weight
BM32-MCLNR-12 35 32 40 18 20 12 CN..1204
BM40-MCLNR-12 40 40 48 22 24 12 CN..1204
BM50-MCLNR-12 40 50 64 28 32 12 CN..1204

| B2 ¢ % Accessories

B4 9244 wRF [ERAR 924 BRIl

aan &> = P =

Shim Screw Wrench Clamp Screw Clamp Wrench
CN..1204 CMS432 MLP46 PL2.5 MC620 MS625 PL3

« RE E{iI Unit of Length (mm)
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Anti-Vibration

A

BM/MTUNR #H#EHEREE]]

BM/MTUNR MODULAR BORING BAR HEAD

0
C
-
=
z
()

(e

CHAIN

HEAOWAY

LV

HKOUIT

P NEW

@d min

58 (KGS)
Weight
BM32-MTUNR-16 35 32 40 18 19.5 13 TN..1604 -
BM40-MTUNR-16 40 40 52 22 255 13 TN..1604 -
BM50-MTUNR-16 40 50 64 28 30.4 13 TN..1604 -

| B2 Accessories

wRF

[EEHR 92 4

AR IRF

TE B 12 4%
Insert . = ) o )
Shim Screw Wrench Clamp Screw Clamp Wrench
TN..1604 TWS322 MLP34L PL2 MC620 MS625 PL3
TN..1604 TWS322 MLP34L PL2 MC620 MS625 PL3
TN..1604 TWS322 MLP34L PL2 MC620 MS625 PL3
Anti-Vibration

BM/SVUCR {24 {EAKEJ]

BM/SVUCR MODULAR BORING BAR HEAD

&
FAN

Y

Ke

HKOUuIT

INEW

7R E& (KGS)
Insert Weight
BM32-SVUCR-16 35 32 40 18 20 5 VC..1604
BM40-SVUCR-16 40 40 52 22 26 5 VC..1604
BM50-SVUCR-16 40 50 64 28 32 5 VC..1604

| B2f-3= Accessories
TR

Insert

VC..1604 M3.5-8.0-5.0-60

T15

3.0N.m

« RE E {iI Unit of Length (mm)
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Anti-Vibration

{E>] DPSTUPR — B =t j5i /B 88 J) 52 - Lk & /,G

CHAIN B DPSTUPR VIBRATION-DAMPED BORING BAR WITH COOLANT

HEAOWAY

0
c
-
=
4
()

HKOUIT

INEW)
@) 1 T p— |

L

| 8 &£ 8 Times Longer

TR #mAE
(N.m)
Insert
Torque
DPS12-STUPR-09-14-196L-C 196 12 14 7.5 | TP.0902 | M2.5-6.0-3.5-60 T8 1.2 -
DPS12-STUPR-11-14-196L-C 196 12 14 7.5 | TP.1103 | M3-8.0-4.0-43 T9 1.4 -
DPS16-STUPR-11-18-228L-C 228 16 18 9.5 | TP.1103 | M3-8.0-4.0-43 T9 1.4 -

| 10 f&£& 10 Times Longer

?&i HAOE =

e (N.m) (KGS)

Wrench Torque Weight

DPC12-STUPR-09-14-220L-C 220 12 14 7.5 TP.0902 | M2.5-6.0-3.5-60 T8 1.2 0.32
DPC12-STUPR-11-14-220L-C 220 12 14 7.5 TP.1103 | M3-8.0-4.0-43 T9 14 0.32
DPC16-STUPR-11-18-260L-C 260 16 18 9.5 TP.1103 | M3-8.0-4.0-43 T9 14 -

Anti-Vibration

(| DPFSCK 5 48 {b i B 58 J0 47 - ik B -V

CHAIN Bl DPFSCK MODULAR VIBRATION -DAMPED BORING BAR SHANK

HEAOWAY

FSCK.NO

| 8 f&& 8 Times Longer

W 58
) (&)
Wrench Weight
DPS20-FSCK1-240L-C 240 20 11 FSCK1-M5 PL2.5 5.0 -
DPS25-FSCK2-275L-C 275 25 14 FSCK2-Mé PL3 5.0 1.16
DPS32-FSCK3-326L-C 326 32 18 FSCK3-Mé PL3 5.0 2.23
DPS40-FSCK4-410L-C 410 40 22 FSCK4-M8 PL4 6.0 -

| 10 f&£& 10 Times Longer

ENES
Wrench
DPC20-FSCK1-280L-C 280 20 11 FSCK1-M5 PL2.5 5.0 1.08
DPC25-FSCK2-325L-C 325 25 14 FSCK2-Mé6 PL3 5.0 1.9
DPC32-FSCK3-390L-C 390 32 18 FSCK3-Mé6 PL3 5.0 3.76
DPC40-FSCK4-490L-C 490 40 22 FSCK4-M8 PL4 6.0 -

« RE E{iI Unit of Length (mm)

A370 g FhaN




0
C
-
=
z
()

(I FSCK #EHIERRETIRIENE

CHAINll FSCK DESIGNATION OF MODULAR BORING BAR HEAD

HEAOWAY

HKOUIT

C 20 - FSCK 1 - 180L - C
o _____Jo Mo o

5 BUECER
Special symbol

OHE (2) JIEERK
\YEIE] Diameter
oSk | JJWMMERR

ALEES] AAER DALIE S
oShank series e Inner hole diameter e Shank length

B ‘ ThiE ROIE | B El7 B ThEE

Symbol Type Symbol Function Symbol | Diameter Shape Symbol Function
it SHE od K
Tungsten Steel i = Coolant
gﬁlﬁ% Fixed ) 14 E
° Steel reck | EU2E [T 18
BIEE I Fixed
z Hardness 4 22
Shank 5 28
6 36
FSCK #&[E Combination Icon
FSCK #AR{EARE TR

MODULAR BORING BAR

SCLC.SCLPH##B{EREET] SDUC t###{EREET] STFC.STUC.STUP ##R{EREET] MCLN #248{EREEET]
MODULAR BORING BAR HEAD MODULARITY BORING BARS MODULAR BORING BAR HEAD MODULAR BORING BAR HEAD

q’n =0

‘.I_lll

SCKC #HAERTEET] SDZC #H#{EREET] SVIC E#H{EREET] MTUN #4B{EREET]
MODULAR BORING BAR HEAD MODULARITYE BORING BARS MODULAR BORING BAR HEAD MODULAR BORING BAR HEAD

SDQC ##{EREEHT] SSSC HA{ERE=ET) SVUC ##{ERE=ET] SIR #BA{EREHET]
MODULAR BORING BAR HEAD MODULARITY BORING BARS MODULAR BORING BAR HEAD MODULAR BORING BAR HEAD

« RE E {iI Unit of Length (mm)

e THAIN A371




0
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()

(CoUFSCK Eff1 S8 2 A 1S 5 J] 4

CHAIN il FSCK FIXED STRAIGHT TURNING TOOLS

HEAOWAY

HKOUIT

FSCK.NO

~

| 4% Feature

-MBEGREA~SE -Vibration resistance ratio: 4~5.
4 =
AL © L b KG9
) Screw Wrench Torque Weight
Z20-FSCK1-180L-C FSCK1 180 20 11 FSCK1-M5 PL2.5 5.0 0.43
Z25-FSCK2-175L-C FSCK2 175 25 14 FSCK2-Mé PL3 5.0 0.66
Z25-FSCK2-225L-C FSCK2 225 25 14 FSCK2-Mé PL3 5.0 0.84
Z32-FSCK3-220L-C FSCKS3 220 32 18 FSCK3-Mé PL3 5.0 1.30
Z32-FSCK3-270L-C FSCK3 270 32 18 FSCK3-Mé PL3 5.0 2.90
Z40-FSCK4-2671-C FSCK4 267 40 22 FSCK4-M8 PL4 5.0 -
Z50-FSCK5-290L-C FSCK5 290 50 28 FSCK5-M10 PL5 6.0 -

(N FSCK T 1185 8 P 1% 25 J] 4

CHAINE FSCK FIXED TUNGSTEN TURNING TOOLS

HEAOWAY
/ FSCK.NO

HOUIT

| 4525 Feature

- EGRE 5~6 3 -Vibration resistance ratio: 5~6
HSTIW
[0}
C20-FSCK1-180L-C FSCK1 180 20 11 FSCK1-M5 PL2.5 5.0 0.8
C20-FSCK1-230L-C FSCK1 230 20 11 FSCK1-M5 PL2.5 5.0 0.98
C25-FSCK2-175L-C FSCK2 175 25 14 FSCK2-Mé PL3 5.0 1.18
C25-FSCK2-225L-C FSCK2 225 25 14 FSCK2-Mé PL3 5.0 1.50
C32-FSCK3-170L-C FSCK3 170 32 18 FSCK3-Mé PL3 5.0 1.80
C32-FSCK3-220L-C FSCK3 220 32 18 FSCK3-Mé6 PL3 5.0 2.33
C32-FSCK3-270L-C FSCK3 270 32 18 FSCK3-Mé PL3 5.0 2.86

« RE E{iI Unit of Length (mm)
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(I FSCK EMARETIMBIENE

CHAINll FSCK DESIGNATION FIXED STRAIGHT BORING HAND SHANK

HEAOWAY

0
C
-
=
z
()

HKOUIT

O 1=

Material

© =7 0 1R @ i 0 usn | @ simTE

Min. Dia.

Series Shape Relief Angle Direction

ik MM ERR B ThEE B I BE R REFRA i B
Symbol Type Symbol Function Symbol Shape Angle Symbol Relief Angle | Symbol  Shape 1
#548 Wy C 80° g
C SCK ﬁ.ﬁ 3= @
Tungsten Fixed D | ¥ 55°
S il FScK TS J Rhombic 70°
Steel Fixed Vv 35°
SHEE IR B
Z | Hardness R Round )
Shank EHF
iR > | square 90
SC | Tungsten T-—@ak
; T _ 60°
Welding Triangle
W INE 80°
Hexangonal

S 20 . FSCK
0 ]|o

@ 28E |@ AALEE O EHR#EEST @ Tk zE | ® BRies
Diameter Inner hole Locking Type Shape i Specialize

£ BE BY R %E BY (g% 0 BR 2% BY | = BY | 2%
Fq Symbol Diameter Shape [ Symbol Name Shape Symbol Shape Symbol Shape Symbol  Shape Symbol Function
B K
‘ ﬁ FEER A = I;? 95ZF? S Coolant
Eis
2 4 - = Clamp 9% /‘95°
3 18 T
B W N L
4 | 22 s 75 o R | O
5 | = M o | < -
Pin/ 90°. P
6 36 Clamp c d: X 63° L I_L,
: oo | /7
w |2 D Q X K:S EV | 7
Clamp +7625°
AL
E <] Q BK |~
0.7 X | a0
s | EALR
Screw 915
LA s ,;450
o | Mg G %? v /7::52_50
Pin \
G Q u [
Ta1o e
J E X 100°i g
93 "
J2 80
Y i (
X 930 7
95°
L P/ L
95° « R [E E1iI Unit of Length (mm)

& RN A373




0
c
-
=
4
()

(Eo] SCLC BAIEREET]

CHAIN B SCLC MODULAR TURNING TOOL HEAD

HEAOWAY

HKOUIT

RIS o B BE e aEm
d i Wrench Torque Weight

$20-FSCK1-SCLCR09-22-C 22 | 20 22 11 11 CC..09T3 | M4-7.8-5.6-60 T15 3.0 0.08
S$20-FSCK1-SCLCL09-22-C 22 | 20 22 11 11 CC..09T3 | M4-7.8-5.6-60 T15 3.0 0.08
$25-FSCK2-SCLCR09-28-C 25 | 25 28 14 | 145 CC..09T3 | M4-7.8-5.6-60 T15 3.0 0.12
S$25-FSCK2-SCLCL09-28-C 25 | 25 28 14 | 145 CC..09T3 | M4-7.8-5.6-60 T15 3.0 0.12
S$32-FSCK3-SCLCR09-38-C 30 | 32 38 18 | 17.5 CC.09T3 | M4-7.8-5.6-60 T15 3.0 0.20
S$32-FSCK3-SCLCL09-38-C 30 | 32 38 18 | 17.5 CC.09T3 | M4-7.8-5.6-60 T15 3.0 0.20
S40-FSCK4-SCLCR09-43-C 33 | 40 43 22 21 CC.09T3 | M4-7.8-5.6-60 T15 3.0 0.38
S40-FSCK4-SCLCL09-43-C 33 | 40 43 22 21 CC.09T3 | M4-7.8-5.6-60 T15 3.0 0.38
S50-FSCK5-SCLCR09-60-C 35 | 50 60 28 30 CC.09T3 | M4-7.8-5.6-60 T15 3.0 0.54
S50-FSCK5-SCLCL09-60-C 35 | 50 60 28 30 CC.09T3 | M4-7.8-5.6-60 T15 3.0 0.54

(EsCLP EHEIEARET]

CHAINE SCLP MODULAR TURNING TOOL HEAD

HEAOWAY

HOUIT

- P Y244 £
BT R
Screw Wrench Torque Weight

S$20-FSCK1-SCLPR09-22-C 22 20 22 11 11 CP.0903 |M4-7.8-5.6-60 T15 3.0 0.08
S$20-FSCK1-SCLPL09-22-C 22 20 22 11 11 CP.0903 |M4-7.8-5.6-60 T15 3.0 0.08
S$25-FSCK2-SCLPR09-28-C 25 25 28 14 14 CP.0903 |M4-7.8-5.6-60 T15 3.0 0.12
S$25-FSCK2-SCLPL09-28-C 25 25 28 14 14 CP.0903 |M4-7.8-5.6-60 T15 3.0 0.12
S$32-FSCK3-SCLPR09-35-C 24 32 35 18 | 175 CP.0903 |M4-7.8-5.6-60 T15 3.0 0.22
S$32-FSCK3-SCLPL09-35-C 24 32 35 18 | 17.5 CP.0903 |M4-7.8-5.6-60 T15 3.0 0.22

« RE E{iI Unit of Length (mm)

A374 €@ THAIN




(o) SCKC #EARIERRET]

CHAINll SCKC MODULAR TURNING TOOL HEAD

HEAOWAY

HKOUIT

@dmin

- o R4 wRF HAE Ei
=21V IS TR —
d e M ﬁjnd% 'Ig\:'::l)e \/(\Z?gSth

S$20-FSCK1-SCKCR09-24-C 22 | 20 24 11 | 115 CC.09T3 |M4-7.8-5.6-60 T15 3.0 0.08
S20-FSCK1-SCKCL09-24-C 22 | 20 24 11 | 115 CC.09T3 |M4-7.8-5.6-60 T15 3.0 0.08
5$25-FSCK2-SCKCR09-30-C 25 | 25 30 14 15 CC.09T3 |M4-7.8-5.6-60 T15 3.0 0.12
S$25-FSCK2-SCKCL09-30-C 25 | 25 30 14 15 CC..09T3 |M4-7.8-5.6-60 T15 3.0 0.12
S$32-FSCK3-SCKCR09-38-C 30 | 32 38 18 | 17.5 CC..09T3 |M4-7.8-5.6-60 T15 3.0 0.22
S32-FSCK3-SCKCL09-38-C 30 | 32 38 18 | 17.5 CC..09T3 |M4-7.8-5.6-60 T15 3.0 0.22

le>)spQC # It R mE ]

CHAINE SDQC MODULAR TURNING TOOL HEAD

HEAOWAY

Zdmin

- P IR 4% wF HBAE sk
N & .
p = 7211111 @® [ (N.m) (KGS)
Screw Wrench Torque Weight

S$20-FSCK1-SDQCR11-25-C 22 | 20 25 11 | 13 | DC.11T3 | M4-7.8-5.6-60 T15 3.0 0.08
S$20-FSCK1-SDQCL11-25-C 22 | 20 25 11 | 13 | DC.11T3 | M4-7.8-5.6-60 T15 3.0 0.08
S$25-FSCK2-SDQCR11-32-C 27 | 25 31 14 | 17 | DC.11T3 | M4-7.8-5.6-60 T15 3.0 0.12
S$25-FSCK2-SDQCL11-32-C 27 | 25 31 14 | 17 | DC.11T3 | M4-7.8-5.6-60 T15 3.0 0.12
S$32-FSCK3-SDQCR11-40-C 30 | 32 40 18 | 20 | DC.11T3 | M4-7.8-5.6-60 T15 3.0 0.22
S$32-FSCK3-SDQCL11-40-C 30 | 32 40 18 | 20 | DC.11T3 | M4-7.8-5.6-60 T15 3.0 0.22
S40-FSCK4-SDQCR11-50-C 33 | 40 50 22 | 25 | DC.11T3 | M4-7.8-5.6-60 T15 3.0 0.38
S40-FSCK4-SDQCL11-50-C 33 | 40 50 22 | 25 | DC.11T3 | M4-7.8-5.6-60 T15 3.0 0.38
S50-FSCK5-SDQCR11-56-C 35 | 50 56 28 | 30 | DC.11T3 | M4-7.8-5.6-60 T15 3.0 0.50
S50-FSCK5-SDQCL11-56-C 35 | 50 56 28 | 30 | DC.11T3 | M4-7.8-5.6-60 T15 3.0 0.50

« RE E {iI Unit of Length (mm)
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SDUC #24H{EAEE J]

SDUC MODULAR TURNING TOOL HEAD

0
c
-
=
4
()

e

CHAIN

HEAOWAY

Zdmin

HKOUIT

o BT =5 | 58| | =
Screw Wrench Torque Weight
5$20-FSCK1-SDUCR11-23-C 22 | 20 23 11 | 125 | DC..11T3 M4-7.8-5.6-60 T15 3.0 0.07
520-FSCK1-SDUCL11-23-C 22 | 20 23 11 | 125 | DC..11T3 M4-7.8-5.6-60 T15 3.0 0.08
S$20-FSCK1-SDUCR11-25-C 22 | 20 25 11 13 | DC..11T3 M4-7.8-5.6-60 T15 3.0 0.08
S$20-FSCK1-SDUCL11-25-C 22 | 20 25 11 13 | DC..11T3 M4-7.8-5.6-60 T15 3.0 0.08
S$25-FSCK2-SDUCR11-32-C 25 | 25 32 14 | 17 | DC.11T3 M4-7.8-5.6-60 T15 3.0 0.12
S$25-FSCK2-SDUCL11-32-C 25 | 25 32 14 | 17 |DC.11T3 M4-7.8-5.6-60 T15 3.0 0.12
5$32-FSCK3-SDUCR11-40-C 30 | 32 40 18 20 | DC..11T3 M4-7.8-5.6-60 T15 3.0 0.20
S$32-FSCK3-SDUCL11-40-C 30 | 32 40 18 | 20 | DC..11T3 M4-7.8-5.6-60 T15 3.0 0.22
S40-FSCK4-SDUCR11-46-C 33 | 40 46 22 | 25 |DC.11T3 M4-7.8-5.6-60 T15 3.0 0.38
540-FSCK4-SDUCL11-46-C 33 | 40 46 22 25 | DC..11T3 M4-7.8-5.6-60 T15 3.0 0.38
S50-FSCK5-SDUCR11-56-C 35 | 50 56 28 | 30 |DC.11T3 M4-7.8-5.6-60 T15 3.0 0.50
S50-FSCK5-SDUCL11-56-C 35 | 50 56 28 | 30 |DC.11T3 M4-7.8-5.6-60 T15 3.0 0.50
leC)spzc abmET]
CHAIN ] SDZC MODULAR TURNING TOOL HEAD
HKOUIT

S/NINTE
d

244
md

Screw

B=S
(KGS)
Weight

T}i%
=
Wrench

HBAOE
(N.m)
Torque

S$20-FSCK1-SDZCR11-26-C | 29 | 18 | 20 26 11 | 155 | DC.11T3 | M4-7.8-5.6-60 T15 3.0 0.10
S20-FSCK1-SDZCL11-26-C | 29 | 18 | 20 26 11 | 155 | DC.11T3 | M4-7.8-5.6-60 T15 3.0 0.08
S$25-FSCK2-SDZCR11-33-C | 34 | 18 | 25 33 14 | 18 | DC.11T3 | M4-7.8-5.6-60 T15 3.0 0.14
$25-FSCK2-SDZCL11-33-C | 34 | 18 | 25 33 14 | 18 | DC.11T3 | M4-7.8-5.6-60 T15 3.0 0.12
S32-FSCK3-SDZCR11-40-C | 35 | 18 | 32 40 18 | 21.5 | DC.11T3 | M4-7.8-5.6-60 T15 3.0 0.22
S32-FSCK3-SDZCL11-40-C | 35 | 18 | 32 40 18 | 215 | DC.11T3 | M4-7.8-5.6-60 T15 3.0 0.22

A376 &> THAIN

HEAOWAY

« RE E{iI Unit of Length (mm)




(I MCLN #AAEARET]

CHAIN I MCLN MODULAR TURNING TOOL HEAD

HEAOWAY

HKOUIT

BR apg RFE O OEBR EBERBG RF 2

B/ MDA —_— —_—
4 di F @ & ) @ o> ) (KGS)
Screw Wrench Clamp Screw  Wrench Weight

S$20-FSCK1-MCLNR12-25-C | 33 | 20 25 11 | 13 | CN..1204 - MLP44 PL2.5 MC515 MS520 P25 0.08
S$20-FSCK1-MCLNL12-25-C | 33 | 20 25 11 | 13 | CN..1204 - MLP44 PL2.5 MC515 MS520 P25 0.08
S$25-FSCK2-MCLNR12-32-C | 34 | 25 32 14 | 15 | CN..1204 - MLP44 PL2.5 | MC620 MS620 P3.0 0.12
S$25-FSCK2-MCLNL12-32-C | 34 | 25 32 14 | 15 | CN..1204 - MLP44 PL2.5 | MC620 MS620 P3.0 0.12
S$32-FSCK3-MCLNR12-40-C | 35 | 32 40 18 | 20 | CN..1204 | CMS432 | MLP46 PL2.5 | MC620 MS620 P3.0 0.22
S$32-FSCK3-MCLNL12-40-C 35 | 32 40 18 | 20 | CN..1204 | CMS432 | MLP46 PL2.,5 | MC620 MS620 P3.0 0.22
S40-FSCK4-MCLNR12-46-C | 35 | 40 46 22 | 25 | CN..1204 | CMS432 | MLP46 PL2.5 | MC620 MS625 P3.0 0.38
S40-FSCK4-MCLNL12-46-C | 35 | 40 46 22 | 25 | CN..1204 | CMS432 | MLP46 PL2.5 | MC620 MS625 P3.0 0.38
S50-FSCK5-MCLNR12-60-C | 36 | 50 60 28 | 30 | CN..1204 | CMS432 | MLP46 PL2.5 | MC620 MS625 P3.0 0.50
S50-FSCK5-MCLNL12-60-C | 36 | 50 60 28 | 30 | CN..1204 | CMS432 | MLP46 PL2.5 | MC620 MS625 P3.0 0.50

() ssSC BB {IERRET]

CHAIN B SSSC MODULAR TURNING TOOL HEAD

HEAOWAY

HKOuIT

= P PR %% £
R ey e
Screw Wrench Torque  Weight
S$20-FSCK1-SSSCR09-26-C | 22 | 20 26 11 13.5 SC.09T3 | M4-7.8-5.6-60 T15 3.0 0.08
S$20-FSCK1-SSSCL09-26-C 22 | 20 26 11 13.5 SC.09T3 | M4-7.8-5.6-60 T15 3.0 0.08
S$25-FSCK2-SSSCR09-31-C | 27 | 25 31 14 16 SC.09T3 | M4-7.8-5.6-60 T15 3.0 0.12
$25-FSCK2-SSSCL09-31-C 27 | 25 31 14 16 SC.09T3 | M4-7.8-5.6-60 T15 3.0 0.12
S$32-FSCK3-SSSCR09-40-C | 30 | 32 40 18 19.5 SC.09T3 | M4-7.8-5.6-60 T15 3.0 0.22
S$32-FSCK3-SSSCL09-40-C 30 | 32 40 18 19.5 SC..09T3 | M4-7.8-5.6-60 T15 3.0 0.22

« RE E {iI Unit of Length (mm)
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n = 24 ®E  ENE
BN LR TR —

d nsert S ||
S20-FSCK1-STFCR11-22-C | 22 | 20 22 11 11 TC..1102 M2.5-6.0-3.5-60 T8 1.2 0.08
S20-FSCK1-STFCL11-22-C 22 | 20 22 11 11 TC..1102 M2.5-6.0-3.5-60 T8 1.2 0.08
S20-FSCK1-STFCR16-22-C 22 | 20 22 11 | 115 TC..16T3 M4-7.8-5.6-60 T15 3.0 0.08
S20-FSCK1-STFCL16-22-C 22 | 20 22 11 | 115 TC..16T3 M4-7.8-5.6-60 T15 3.0 0.08
S25-FSCK2-STFCR11-28-C | 25 | 25 28 14 14 TC..1102 M2.5-6.0-3.5-60 T8 1.2 0.12
S25-FSCK2-STFCL11-28-C 25 | 25 28 14 14 TC..1102 M2.5-6.0-3.5-60 T8 1.2 0.12
S25-FSCK2-STFCR16-28-C | 27 | 32 28 14 14 TC..16T3 M4-7.8-5.6-60 T15 3.0 0.12
S25-FSCK2-STFCL16-28-C 27 | 32 28 14 14 TC..16T3 M4-7.8-5.6-60 T15 3.0 0.12
S32-FSCK3-STFCR16-38-C 30 | 32 38 18 | 17.5 TC..16T3 M4-7.8-5.6-60 T15 3.0 0.22
S32-FSCK3-STFCL16-38-C 30 | 32 38 18 | 17.5 TC..16T3 M4-7.8-5.6-60 T15 3.0 0.22
S40-FSCK4-STFCR16-50-C | 33 | 40 50 22 | 215 TC..16T3 M4-7.8-5.6-60 T15 3.0 0.38
S40-FSCK4-STFCL16-50-C 33 | 40 50 22 | 215 TC..16T3 M4-7.8-5.6-60 T15 3.0 0.38
S50-FSCK5-STFCR16-60-C 35 | 50 60 28 | 26.5 TC..16T3 M4-7.8-5.6-60 T15 3.0 0.50
S50-FSCK5-STFCL16-60-C 35 | 50 60 28 | 265 TC..16T3 M4-7.8-5.6-60 T15 3.0 0.50

(G| STUC BAIEREET]

CHAIN il STUC MODULAR TURNING TOOL HEAD

HEAOWAY

HKOJUIT

@dmin

TR 1R 4% wEFE HAOE E=
Insert ((M[@ —— b Ny (KCjS)
Screw Wrench Torque Weight

S$20-FSCK1-STUCR11-22-C 22 20 22 11 11 TC..1102 | M2.5-6.0-3.5-60 T8 1.2 0.08
S20-FSCK1-STUCL11-22-C 22 20 22 11 11 TC..1102 | M2.5-6.0-3.5-60 T8 1.2 0.08
S25-FSCK2-STUCR11-28-C 25 25 28 14 14 TC..1102 | M2.5-6.0-3.5-60 T8 12 0.12
S25-FSCK2-STUCL11-28-C 25 25 28 14 14 TC..1102 | M2.5-6.0-3.5-60 T8 1.2 0.12
S$20-FSCK1-STUCR16-22-C 22 20 22 11 11 TC..16T3 M4-7.8-5.6-60 T15 3.0 0.08
S20-FSCK1-STUCL16-22-C 22 20 22 11 11 TC..16T3 M4-7.8-5.6-60 T15 3.0 0.08
S25-FSCK2-STUCR16-28-C 27 25 28 14 14 TC..16T3 M4-7.8-5.6-60 T15 3.0 0.12
S$25-FSCK2-STUCL16-28-C 27 25 28 14 14 TC..16T3 M4-7.8-5.6-60 T15 3.0 0.12
S32-FSCK3-STUCR16-38-C 30 32 38 18 | 175 TC..16T3 M4-7.8-5.6-60 T15 3.0 0.22
S32-FSCK3-STUCL16-38-C 30 32 38 18 | 17.5 TC..16T3 M4-7.8-5.6-60 T15 3.0 0.22
S40-FSCK4-STUCR16-50-C 33 40 50 22 | 215 TC..16T3 M4-7.8-5.6-60 T15 3.0 0.38
S40-FSCK4-STUCL16-50-C 33 40 50 22 | 215 TC..16T3 M4-7.8-5.6-60 T15 3.0 0.38
S50-FSCK5-STUCR16-60-C 35 50 60 28 | 26.5 TC..16T3 M4-7.8-5.6-60 T15 3.0 0.50
S50-FSCK5-STUCL16-60-C 35 50 60 28 | 26.5 TC..16T3 M4-7.8-5.6-60 T15 3.0 0.50

« RE E{iI Unit of Length (mm)
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p = Z”ITI w® L (Nm) (KGS)
Wrench  Torque Weight

S$20-FSCK1-STUPR11-22-C 22 20 22 11 115 TP.1103 | M3-8.0-4.0-43 T9 14 0.08
S20-FSCK1-STUPL11-22-C 22 20 22 11 115 TP.1103 | M3-8.0-4.0-43 T9 14 0.08
S$25-FSCK2-STUPR11-30-C 25 25 30 14 15 TP.1103 | M3-8.0-4.0-43 T9 14 0.12
S25-FSCK2-STUPL11-30-C 25 25 30 14 15 TP.1103 | M3-8.0-4.0-43 T9 14 0.12
S20-FSCK1-STUPR1603-25-C | 22 20 25 11 13 TP.1603 | M4-7.8-5.6-60 T15 3.0 0.08
S$20-FSCK1-STUPL1603-25-C 22 20 25 11 13 TP.1603 | M4-7.8-5.6-60 T15 3.0 0.08
S25-FSCK2-STUPR1603-28-C | 27 25 28 14 14 TP.1603 | M4-7.8-5.6-60 T15 3.0 0.12
S$25-FSCK2-STUPL1603-28-C 27 25 28 14 14 TP.1603 | M4-7.8-5.6-60 T15 3.0 0.12
S32-FSCK3-STUPR1603-38-C | 30 32 38 18 17.5 TP.1603 | M4-7.8-5.6-60 T15 3.0 0.22
S$32-FSCK3-STUPL1603-38-C 30 32 38 18 17.5 TP.1603 | M4-7.8-5.6-60 T15 3.0 0.22
S40-FSCK4-STUPR1603-43-C | 33 40 43 22 215 TP.1603 | M4-7.8-5.6-60 T15 3.0 0.38
S40-FSCK4-STUPL1603-43-C 33 40 43 22 215 TP.1603 | M4-7.8-5.6-60 T15 3.0 0.38
S50-FSCK5-STUPR1603-60-C | 35 50 60 28 26.5 TP.1603 | M4-7.8-5.6-60 T15 3.0 0.50
S50-FSCK5-STUPL1603-60-C 35 50 60 28 26.5 TP.1603 | M4-7.8-5.6-60 T15 3.0 0.50
S20-FSCK1-STUPR16-25-C 22 20 25 11 13 TP.16T3 | M4-7.8-5.6-60 T15 3.0 0.08
S$20-FSCK1-STUPL16-25-C 22 20 25 11 13 TP.16T3 | M4-7.8-5.6-60 T15 3.0 0.08
S25-FSCK2-STUPR16-28-C 27 25 28 14 14 TP.16T3 | M4-7.8-5.6-60 T15 3.0 0.12
S25-FSCK2-STUPL16-28-C 27 25 28 14 14 TP.16T3 | M4-7.8-5.6-60 T15 3.0 0.12
S32-FSCK3-STUPR16-38-C 30 32 38 18 17.5 TP.16T3 | M4-7.8-5.6-60 T15 3.0 0.22
S32-FSCK3-STUPL16-38-C 30 32 38 18 17.5 TP.16T3 | M4-7.8-5.6-60 T15 3.0 0.22
S40-FSCK4-STUPR16-50-C 33 40 50 22 215 TP.16T3 | M4-7.8-5.6-60 T15 3.0 0.38
S40-FSCK4-STUPL16-50-C 33 40 50 22 215 TP.16T3 | M4-7.8-5.6-60 T15 3.0 0.38
S50-FSCK5-STUPR16-53-C 35 50 53 28 26.5 TP.16T3 | M4-7.8-5.6-60 T15 3.0 0.50
S50-FSCK5-STUPL16-53-C 35 50 53 28 26.5 TP.16T3 | M4-7.8-5.6-60 T15 3.0 0.50
S20-FSCK1-STUPR1604-25-C | 22 20 25 11 13 TP.1604 | M4-7.8-5.6-60 T15 3.0 0.08
S$20-FSCK1-STUPL1604-25-C 22 20 25 11 13 TP.1604 | M4-7.8-5.6-60 T15 3.0 0.08
S$25-FSCK2-STUPR1604-28-C | 27 25 28 14 14 TP.1604 | M4-7.8-5.6-60 T15 3.0 0.12
S25-FSCK2-STUPL1604-28-C 27 25 28 14 14 TP.1604 | M4-7.8-5.6-60 T15 3.0 0.12
S32-FSCK3-STUPR1604-38-C | 30 32 38 18 17.5 TP.1604 | M4-7.8-5.6-60 T15 3.0 0.22
S$32-FSCK3-STUPL1604-38-C 30 32 38 18 17.5 TP.1604 | M4-7.8-5.6-60 T15 3.0 0.22
S40-FSCK4-STUPR1604-43-C | 33 40 43 22 215 TP.1604 | M4-7.8-5.6-60 T15 3.0 0.38
S40-FSCK4-STUPL1604-43-C 33 40 43 22 215 TP.1604 | M4-7.8-5.6-60 T15 3.0 0.38
S50-FSCK5-STUPR1604-60-C | 35 50 60 28 26.5 TP.1604 | M4-7.8-5.6-60 T15 3.0 0.50
S50-FSCK5-STUPL1604-60-C 35 50 60 28 26.5 TP.1604 | M4-7.8-5.6-60 T15 3.0 0.50

« RE E {iI Unit of Length (mm)
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5 th o

/I Wrench Torque Weight
S20-FSCK1-SVJCR11-22-C 29 | C 22 11 | 11 43 VC..1103 M2.5-6.0-3.5-60 T8 1.2 0.08
S20-FSCK1-SVJCL11-22-C 29 | C 22 11 | 11 43 VC..1103 M2.5-6.0-3.5-60 T8 1.2 0.08
S20-FSCK1-SVJCR16-23-C | 33 | 11 23 11 115 43 VC..1604 | M3.5-11.7-5.3-60 T15 3.0 0.08
S20-FSCK1-SVJCL16-23-C 33|11 23 11 115 43 VC..1604 | M3.5-11.7-5.3-60 T15 3.0 0.08
S25-FSCK2-SVJCR16-28-C 35| 25 28 14 | 14 49 VC..1604 M3.5-11.7-5.3-60 T15 3.0 0.12
S25-FSCK2-SVJCL16-28-C 35 | 25 28 14 | 14 49 VC..1604 | M3.5-11.7-5.3-60 T15 3.0 0.12
S32-FSCK3-SVJCR16-35-C | 39 | 32 35 18 [17.5 67 VC..1604 | M3.5-11.7-5.3-60 T15 3.0 0.22
S32-FSCK3-SVJCL16-35-C 39 | 32 35 18 [17.5 67 VC..1604 M3.5-11.7-5.3-60 T15 3.0 0.22

(E-|sVUC ERI{EREET]

CHAIN il SVUCMODULAR TURNING TOOL HEAD

HEAOWAY

Ia(oAV/ o n

@dmin

il R4 w®FE  HAOE B8

mert S ronck Torae Weight
$20-FSCK1-SVUCR11-27-C 22 | 20 27 11 | 15 5 VC..1103 | M2.5-6.0-3.5-60 T8 1.2 0.08
$20-FSCK1-SVUCL11-27-C 22 | 20 27 11 | 15 5 VC..1103 | M2.5-6.0-3.5-60 T8 12 0.08
$25-FSCK2-SVUCR11-30-C 25 | 25 30 14 | 17 | 45 | VC.1103 | M25-6.0-3.5-60 T8 1.2 0.12
$25-FSCK2-SVUCL11-30-C 25 | 25 30 14 | 17 | 45 | VC.1103 | M25-6.0-3.5-60 T8 1.2 0.12
$20-FSCK1-SVUCR16-31-C 27 | 20 31 11 | 19 9 | VC.1604 | M3.5-11.7-5.3-60 T15 3.0 0.08
$20-FSCK1-SVUCL16-31-C 27 | 20 31 11 | 19 9 | VC.1604 | M3.5-11.7-5.3-60 T15 3.0 0.08
$25-FSCK2-SVUCR16-33-C 27 | 25 33 14 | 18 | 55 | VC.1604 | M3.5-11.7-5.3-60 T15 3.0 0.12
$25-FSCK2-SVUCL16-33-C 27 | 25 33 14 | 18 | 55 | VC.1604 | M3.5-11.7-5.3-60 T15 3.0 0.12
S$32-FSCK3-SVUCR16-40-C 30 | 32 40 18 | 22 6 | VC.1604 | M3.5-11.7-5.3-60 T15 3.0 0.22
$32-FSCK3-SVUCL16-40-C 30 | 32 40 18 | 22 6 | VC.1604 | M3.5-11.7-5.3-60 T15 3.0 0.22
S40-FSCK4-SVUCR16-48-C 33 | 40 48 22 | 27 7 | VC.1604 | M3.5-11.7-5.3-60 T15 3.0 0.38
S40-FSCK4-SVUCL16-48-C 33 | 40 48 22 | 27 7 | VC.1604 | M3.5-7.6-5.1-60 T15 3.0 0.38

« RE E{iI Unit of Length (mm)
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mE  BRRM gE EBEhR BRES gz =8

L D E_ilJ\jiljDITI = |£§t é W ﬂ % M ﬂ )

Shim  ShimScrew Wrench Clamp  gcrew  Wrench  Weight

$20-FSCK1-MTUNR16-25-C | 29 | 20 25 11| 13 | TN..1604 - MLP33L PL2 | MC515| MS520 | PL25 0.08
$20-FSCK1-MTUNL16-25-C | 29 | 20 25 11| 13 | TN..1604 - MLP33L PL2 | MC515| MS520 | PL25 0.08
$25-FSCK2-MTUNR16-32-C | 30 | 25 32 14 | 17 | TN..1604 - MLP33L PL2 | MC620 | MS620 PL3 0.12
$25-FSCK2-MTUNL16-32-C | 30 | 25 32 14 | 17 | TN..1604 - MLP33L PL2 | MC620| MS620 PL3 0.12
$32-FSCK3-MTUNR16-40-C | 34 | 32 40 18 | 20 | TN..1604 | TMS322 | MLP34L PL2 | MC620 | MS625 PL3 0.22
S32-FSCK3-MTUNL16-40-C | 34 | 32 40 18 | 20 | TN..1604 | TMS322 | MLP34L PL2 | MC620| MS625 PL3 0.22
S40-FSCK4-MTUNR16-47-C | 35 | 40 47 22 | 26 | TN..1604 | TMS322 | MLP34L PL2 | MC620| MS625 PL3 0.38
S40-FSCK4-MTUNL16-47-C | 35 | 40 47 22 | 26 | TN..1604 | TMS322 | MLP34L PL2 | MC620 | MS625 PL3 0.38
S50-FSCK5-MTUNR16-57-C | 36 | 50 57 28 | 31 | TN..1604 | TMS322 | MLP34L PL2 | MC620| MSé625 PL3 0.50
S50-FSCK5-MTUNL16-57-C | 36 | 50 57 28 | 31 | TN..1604 | TMS322 | MLP34L PL2 | MC620 | MS625 PL3 0.50

(SR BEAEREET]

CHAIN ll SIRMODULAR TURNING TOOL HEAD

HKO\uIT
x
(
N Y

T1 88 XY R~t£& )R HEE

FSCK.NO
=l

Zdmin !
i

o

wx WOE BR B4 gz HHE =8
[ Nm Y @@ =) (Nm)  (KGS)

Wrench Torque Shim Screw Wrench Torque Weight
S20-FSCK1-SIR16-24-C (22(20| 24 | 11|13.7| 16IR | M3.5-7.6-5.1-60 T15 3.0 - - - - 0.78

S$25-FSCK2-SIR16-29-C [27|25| 29 | 14 |16.2| 16IR | M3.5-12-5.4-67 T15 30 |GXN16 [HTM3| P25 5.0 0.14
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- P = - 1R 4% wF HOE B8
K3 e
Ei/J\jdiI1:|: Eﬁj;tﬂﬂﬁ |£§.t W@ ﬁ (N.m) (KGS)
P Screw Wrench Torque Weight
S$20-FSCK1-DGIR2-26-C | 25 | 20 26 15.2 5 DGN2 M5-0.8P-16L PL3 5.0 -
S$20-FSCK1-DGIR2-31-C | 25 | 20 31 20.2 10 DGN2 M5-0.8P-16L PL3 5.0 -
S$20-FSCK1-DGIR2-36-C | 25 | 20 36 25.2 15 DGN2 M5-0.8P-16L PL3 5.0 -
S20-FSCK1-DGIR3-26-C 25 20 26 15.2 5 DGN3 M5-0.8P-16L PL3 5.0 -
S20-FSCK1-DGIR3-31-C 25 20 31 20.2 10 DGN3 M5-0.8P-16L PL3 5.0 -
S20-FSCK1-DGIR3-36-C 25 20 36 25.2 15 DGN3 M5-0.8P-16L PL3 5.0 -
S25-FSCK2-DGIR2-31-C 25 25 31 17.7 5 DGN2 M5-0.8P-16L PL4 5.0 0.14
S25-FSCK2-DGIR2-36-C 25 25 36 22.7 10 DGN2 M5-0.8P-16L PL4 5.0 0.15
S25-FSCK2-DGIR2-41-C 25 25 41 27.7 15 DGN2 M5-0.8P-16L PL4 5.0 0.15
S$25-FSCK2-DGIR3-31-C 25 25 31 17.7 5 DGN3 M5-0.8P-16L PL4 5.0 0.15
S$25-FSCK2-DGIR3-36-C 25 25 36 22.7 10 DGN3 M5-0.8P-16L PL4 5.0 0.15
S25-FSCK2-DGIR3-41-C 25 25 41 27.7 15 DGN3 M5-0.8P-16L PL4 5.0 0.16
P @%ﬁm Alloyed Steels O
m AR $ ) stainless Steels YIHIAREE Cutting Condition :
ISO Q] % 8] Castiron o @ E/&tJH Continuous Cutting
PaK N85 K iR 5 & Aluminum&Al O —f& Il General Cutting
S B2 & % Refractory Alloys W &) H Interrupted Cutting
H %ﬁ;@g?}?j Hard Material
B .
Layer coated micro grain
CHF Size =T
& &7
Spec. 0 Drawing
o
<
>
24
DGN2202-J1 [ ] 19.8 2.2 - 0.2 d r
— =
=
DGN3102-J1 [ ) 20.1 | 3.1 - 0.2 d s
= =
=

« RE E{iI Unit of Length (mm)
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CHAIN Wrench Modular combination

HEAOWAY
TWHRAEF BITEER#12 T8 12 4%
Torque Screwdriver Extension Bits Torx Screw
— == — @
25mm (T5-T20) ‘@
—— M crrem 50mm (T5-T20) — & *J"-
;- « = J5
HSS(T5-T20) @ 34
O.5~5Nm L P _ _ U
(Bt Fixed) 100mm(T10-T20)
TWHRHEF EF 58 0 1244
Torque Screwdriver Bits Torx Screw @ = —
(B HIIR%R)
— soea=— o) (Slim-Fit Screw)

100mm( P4-P10)

-_—- ® .
25mm (T25) ‘@ ‘: &
6~12 Nm I - o el Y

(B E=(Fixed) 50mm (T25)
LM-TW AR F YRIEHR S Y218
Torque Spanner Nut Spanner Nuts —
- 19  eeo0

LM-DTW ZIhaefH ik F BLHRRTF ER 1247
Multi-Function Torque Spanner Indexable Spanner For Pull Stud ER Standard

/a y 4

x.“r:'" ]

- | (]

HARE -
Spanner SKS%4!

' M SKS System
(ER16M-WH ) J
a@ﬁﬁtm\ﬂ&%) W

(Applicable Threading Machines) -
TRE 2 [HESl

Non Wind Resistance
ER#RF

—Ll—’ P
= i
. Pull Studs — =
Spanner t
. e
./ \/ r o — - e

Spanner

HRERRF

Spanner For Pull Stud

(BT30-BT50) > i

wF 244 ! ]RF 1245
Spanner Screw ] Spanner Screw
(T5-T20) (P1.5-P8)

= @‘@ @m
T '
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CHAINE TW TORQUE SCREWDRIVER

HEAOWAY
HKOUIT
_ BN
ie B
e |
0
Q ]
o =) || d
Y
o r
@ L1
Ly R~
| L |
‘ TW B#EF 1PC EE
= Torque Screwdriver 1PC Set
o St
| 4525 Feature
- BRAREZEEER AR EE RN T HEMIIE -ldeal for tasks required specific torque.
- e AT EY T RRBIERE  1BEES  THTE -Ergonomic T-Handle. Easy and safe to operate.
_EEE . SEEHRERARIERESER -Indexable, can be used under different occasions.
EmNIEREE AR  BEeA—EEAR "I -There will be a “Clicking sound” when reach the specific torque as

areminder to user from damaging workpiece.

BREEERAE  DESBBHENEMERYTEER

BT 1 1E Torque
Bits torx 4 In-1b
TW-05 76.25 52 10 T5 0.6 5.3 0.05
TW-06 76.25 52 10 T6 0.6 5.3 0.05
TW-09 76.25 52 10 T7 0.9 8.0 0.05
TW-12 76.25 52 10 T8 1.2 10.6 0.05
TW-14 76.25 52 10 T9 14 124 0.05
TW-20 76.25 52 10 T10 20 17.7 0.05
TW-30 76.25 52 10 T15 3.0 26.6 0.05
TW-50 76.25 52 10 T20 5.0 443 0.05
TW-60-SB 64.5 80.5 12 P5 6.0 53 0.08
TW-80-SB 64.5 80.5 12 T25/P6 8.0 70.8 0.08
TW-120-SB 64.5 80.5 12 P8 12.0 106.2 0.08
— &=~
25mm 2758
Bits Torx
s Sem
50mm EEF58
BIT IER %12 Bits Torx

BIT Bits Holder

TW BN ;e

Torque Screwdriver _
HSS #E+g8
HSS Bits Torx

« RE E{iI Unit of Length (mm)
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| 4525 Feature
- DIN 7427 Form D -DIN 7427 Form D.
- RNFEREN £6.3(1/4") - %A DIN3126 - Hilt - BRAS -Hexagon driver E6.3(1/4"), conforming to DIN3126 standard,

magnetic; Square drive D6.3(1/4”), Conforming to DIN3126.
§88) D6.3(1/4") & DIN3126 8 . (/) &

BIT-1/4"-50L 45 10 10 1/4" 0.02

(E125mm - 50 £ 758

CHAINE 25mm ~ 50mm SCREWDRIVE BITS

25mm Am .
|

HKOoO\uIT

o]
~lak-

& 58 £
Spec. " d s ke Mgl L d s (KG9
eight Weight
BIT-T5-25L 25 T5 1/4" 0.004 BIT-T5-50L 50 T5 1/4" 0.01
BIT-T6-25L 25 T6 1/4" 0.004 T 50 Te 14" 001
BIT-T7-25L 25 17 1/4" 0.004 -
BIT-T8-25L 25 T8 1/4" 0.004 BITT7-50L >0 7 e 001
BIT-T9-25L 25 T9 1/4" 0.004 ST el 50 T8 4 001
BIT-T10-25L 25 T10 1/4" 0.004 BIT-T9-50L 50 T9 1/4" 001
BIT-T15-25L 25 T15 1/4" 0.004 BIT-T10-50L 50 T10 1/4" 0.01
BIT-T20-25L 25 T20 1/4" 0.004 BIT-T15-50L 50 115 14" 001
BIT-T20-50L 50 T20 1/4" 0.01
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BIT-T5-55L-HSS 55 T5 1/4" 0.01
BIT-T6-55L-HSS 55 T6 1/4" 0.01
BIT-T7-55L-HSS 55 T7 1/4" 0.01
BIT-T8-55L-HSS 55 T8 1/4" 0.01
BIT-T9-55L-HSS 55 T9 1/4" 0.01
BIT-T10-56L-HSS 56 T10 1/4" 0.01
BIT-T15-56L-HSS 56 T15 1/4" 0.01
BIT-T20-56L-HSS 56 T20 1/4" 0.01
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BIT-T10-100L 100 T10 1/4" 0.2
BIT-T15-100L 100 T15 1/4" 0.2
BIT-T20-100L 100 T20 1/4" 0.2
BIT-P4-100L 100 P4 1/4" 0.2
BIT-P5-100L 100 P5 1/4" 0.2
BIT-P6-100L 100 P6 1/4" 0.2
BIT-P8-100L 100 P8 1/4" 0.2
BIT-P10-100L 100 P10 1/4" 0.2

(Eo)Hss EFmEE=A ® (o)

CHAING HSS SCREWDRIVE BIT SET
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AAY) Contents

BIT-T5-55L-HSS

BIT-T6-55L-HSS
BIT-T7-55L-HSS
BIT-T8-55L-HSS
BIT-HSS-8P-SET 1 0.08
BIT-T9-55L-HSS

BIT-T10-56L-HSS
BIT-T15-56L-HSS

BIT-T20-56L-HSS
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TW TORQUE SCREWDRIVE /WRENCH STORAGE RACK

Fig.1
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- Conveniently storing all the screw drivers.
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S*’EZ’E‘; L w H Fig, (KGS)
: Weight
TW-SR-225 225 100 89 1 0.56
T-SR-100 100 60 58 2 0.15
I TW AT/ EERFUR G2 ERAE
CHAIN G TW TORQUE SCREWDRIVER/WRENCH STORAGE RACK SET
HKO\UIT

TW-SR-225-8P-SET

]!ttll

YT ARZR
Storage Rack

HAOEF

Torque
TW-05

AZE4Y) Contents

IER T
Bits Holder

TW-06

TW-09

TW-SR-225

TW-12

TW-14

BIT-1/4"-50L

TW-20

TW-30

TW-50

tEFEE
Bits Torx

BIT-T5-25L
BIT-T6-25L
BIT-T7-25L
BIT-T8-25L
BIT-T9-25L
BIT-T10-25L
BIT-T15-25L
BIT-T20-25L

1.00

T-SR-100-SET

YT AR 2R
Storage Rack

T-SR-100

AAY) Contents

Bl jERF
Wrench

T9

T10

T15

T20
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CHAIN ll TORX-8PCS WRENCH SET
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HAOE
Torque
(N.m)
T5K 0.6
T6K 0.6
T7K 0.9
T8K 1.2
TORX 8P-SET 1 0.82

T9K 14
T10K 20
T15K 3.0
T20K 5.0
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