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TEEN1503
71 £ %51

MILLING INSERTS SERIES

EEEEJTIR
Cermet Insert

o OJEI@FEAZE + lmm
« JJEETE 50~160mm
* Ra : 0.456um

« Axial-side Adjustment:
+1mm .

 Cutting Diameter:
50-160mm

* Ra : 0.456um
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TEEN1503 JJR %

TEEN1503 MILLING INSERTS

\7

TEEN1503 JJ R %5l

TEEN1503 Milling Inserts Series

FRYJO
FR Cutting Edge

QOO

WMERMT
Micro Finish
Machining

ERYIO
ER Cutting Edge

—REmT
General Finish
Machining

General Cutting

TRYJO
TR Cutting Edge

R EIHY

%5
NEW)

SRYIO
SR Cutting Edge

RETE Y HI
Strong Interrupted
Cutting

I = S Alloyed Steels o o
m A 4§ stainless Steels PIHIAREE Cutting Condition:
ISO [ §5 88 Castlron o n @ E/&1J)H) Continuous Cutting
VA N .
ps N ﬁg&ﬁg@% Aluminum&Al O —#&tIHl General Cutting
S %f‘é‘% Refractory Alloys W EfELIHE Interrupted Cutting
H %ﬁﬁg?@t Hard Material
Cermet Coated
HT
S
Drawing
wn n un wn n un n n
o O O O O O ™M o™
N < N < N < <
i — i i i i n n
> =2 =2 =2 =Z = > =
O O O O 0O O O O
TEEN1503PEER1 [ BN ) [ ) 9.22 - 3.18 -
TEEN1503PESR1 [ AN ] o 9.22 - 3.18 - @ I
TEEN1503PEFR1 o 9.22 - 3.18 - %
TEEN1503PETR1 ° 922 | - |318 | -
TE_1503 tIH&#2IEZ Cutting Parameter
WINLIHE ME B TIHIRE YR
Machining Materials Grade Spec. Vc(m/min) fz(mm/rev)
TEEN1503PEER1 140(100-220) 0.2(0.1-0.3)
OM1205
S2M TEEN1503PESR1 140(100-220) 0.2(0.1-0.3)
Alloyed Steels OM1405 TEEN1503PEER1 120(100-220) 0.15(0.1-0.3)
TEEN1503PESR1 120(100-220) 0.15(0.1-0.3)
g OM5435 TEEN1503PEER1 120(80-200) 0.2(0.1-0.3)
Stainless Steels TEEN1503PESR1 110(80-200) 0.15(0.1-0.3)
g8 OM1205 TEEN1503PEFR1 160(100-220) 0.2(0.1-0.3)
Cast Iron TEEN1503PETR1 150(100-220) 0.2(0.1-0.3)

« R E B {iI Unit of Length (mm)
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TEEN1503 J]1 R %5|

TEEN1503 MILLING INSERTS

ATP i =AJI R E#HJIB

ATP Adjustable Indexable Face Milling Cutter

90°

| 4524 Feature
- ERARSEBMRIAOEM S B EEE - SXESIMI - - Ideal for high surface roughness face milling, and suitable for varies

-OJETSRESHOREE +1mm - FNTIEREEMAE materials of mechanical component contact surfaces.
<8 Ra ]:Z 0.456um - - Be able to adjust the inserts height up to Imm and achieve maximum
- JREENERET - CIbs LS EesE tHIRE ) R BERET - Ra 0.456pum.
BUEEIREE - - Insert seat features a positioning design to secure the insert seat in
- EtDHIBEI N 16 ° BhE KATARRET - place while cutting.
- Insert rake angle is 16°, which makes low resistance.
TR B (KGS)
Insert Weight
ATP-500-FMB22-TE15-3T 50 50 22 3 TE..1503 0.5
ATP-630-FMB22-TE15-4T 63 50 22 4 TE..1503 0.7
ATP-800-FMB27-TE15-4T 80 55 27 4 TE..1503 1.2
ATP-1000-FMB32-TE15-5T 100 55 32 5 TE..1503 2.1
ATP-1250-FMB40-TE15-6T 125 63 40 6 TE..1503 3.6
ATP-1600-FMB40-TE15-8T 160 63 40 8 TE..1503 6.8

| B2 R Accessories

R TR EE ; % 7] R B2t J] 2B wF e SR YR AR EEE
Insert Insert Seat Clamp Screw Insert Clamp Insert SeatClamp Wrench Adjusting Screw Wedge
TEEN1503 | ATP-1630-TE15 |  GCS816-3 GSC-08 GsC-01 pLa~pr2s | MIOSPLHRA oM aw-aL

« REEAII Unit of Length (mm)
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SRV ] RS

CHANGEABLE MILLING

CUTTER SERIES

0000

hERINJ]EC] &

5 interchangeable cartridges are available.

ACM
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ACM / SCM &1z JJ58 %51

ACM / SCM CHANGEABLE MILLING CUTTER

SERIES

ACM iza =8BV JIBEI R

ACM Aluminum Changeable Milling Cutter Insert

= & <8 Alloyed Steels

m 78 Stainless Steels

1SO | € §54 Cast Iron

B R IREE Aluminum&Al

44K BE Cutting Condition :

@ EZ 1Y) Continuous Cutting

O —M&IHI General Cutting

m B4 IH Interrupted Cutting

N
7| 58 A& £ Refractory Alloys
H

SEE# Hard Material

PAEE Pl BB R
Polycrystalline diamond Ultra-hard microprogram R~ (mm)
DP HF Size B
Drawing
) o
8 " 8 3
la) o un un
o I > >
a Q o (e}
APEX1604PDFR-701 [ ] 9.525| 164 | 476 | 0.2 —.
O] E4
PN T A
APEX1604PDFR-FO1 o (] 9.525| 164 | 476 -
APEX160400PDFR-FO1 o (] 9.525| 16.4 | 476 -
APEX160404PDFR-FO1 o o 9.525| 16.4 | 476 | 0.4 l l“%ﬁﬂ_
N L
APEX160408PDFR-FO1 o (] 9.525| 16.4 | 476 | 0.8
APGW160404PDFR-FO1 [ ] [ J 9.525| 16.5 | 476 -
APGW1604PDFR-FO1 [ ] [ J 9.525| 16.5 | 476 - l [“E%_
e\ | |l
SEET13T3AGFN-FO1 134| - |397|255 @ E
\ ) /“\20'
Lo | L
SEHT1204AFFN (] 12.7 - 476 - E
\ ) %20
PR
SEGW120404AFFN-FO1 [ J [ J 12.7 - 476 - )
SEGW1204AFFN-FO1 [ J [ ] 12.7 - 476 - \) @\m.
o ] Ll
RPET1204MOE-M01 [ ] 12 - | 476 6 "
s
.d_.‘ e

X 4878 TEEN1503PEER] T R FEFRES
The information related to insert TEEN1503PEER1, please refer to page.5.

« REE il Unit of Length (mm)

BE5 8
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ACM / SCM Ei2z\ J]EE 5

ACM/SCM CHANGEABLE MILLING CUTTER SERIES

SCM Alloy Steel Changeable Milling Cutter Insert

ISO

I 2 48 Alloyed Steels O|lO0O|O0|0O]| 0O [ N
m K480 Stainless Steels

@ §=45 Cast Iron O|O0|0O ©)

(B SR R ERE ® Aluminum&Al

“f | 5852 Refractory Alloys

| S 1#E A Hard Material o (@]

Exglet ]
BN

BN

% & BT
Layer coating
ultra-micro

CHF

EEEESE
Layer coated
carbide alloy

CvD

£
Cermet

HF

TIHIAR B8 Cutting Condition :

@ E/&t])H| Continuous Cutting
O —#&tIHl General Cutting
m i #&IH Interrupted Cutting

R~ (mm)

Size

W

Drawing

g 8 8 8 8 S
z z 3 3 3 s
8 &8 & & z o]
APGW1604PDER ™ 9.525| 165 | 476 | -
APGW1604PDFR ™ 9.525| 165 | 476 | - )
APGW1604PDTR ™ 9.525| 16.5 | 4.76 | - (@) &
85 ] L]
APGW1604PDSR ™ 9.525| 165 | 476 | -
APKT160408-M01 ® (9525|163 | 476 | 08
SEGW1204AFSN ° 127 - |476]| -
SEGW1204AFTN ® 127 | - |476| -
\ ) AZO'
SEGW1204AFEN ° 127 - |476]| - = =
SEGW1204AFFN ° 127 - 476 -
% SEHT1204AFEN-MO1 o0 127 | - | 476 |Facet| (5 E
\ ) \20'
o | Ll
SEKW1204AFN ° ° 127 - |476| - .
© E
\ ) 20"
6 | EH
SEMT13T3AGEN-MO02 o0 ;
9) E\m
a o
RPET1204MOE-M01 o0 12 | - [476]| 6 K
! el
RPMT1204MON ° 12 | - [476]| 6 .
DCMT11T304-MR ° 9.525| 11.6 | 3.97 | 0.4 '
DCMT11T308-MR ° 9.525| 11.6 | 397 | 08 | Yo/

* & Recommended

« R E B {iI Unit of Length (mm)
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ACM / SCM &2V JJBE 51

ACM/SCM CHANGEABLE MILLING CUTTER SERIES

ACM / SCM &=V BRI R

ACM/SCM Changeable Milling Cutter Insert

AP_16 tIHE i8R Cutting Parameter

WINTME T RWE tHIRE BY#4 IS

Machining Materials Grade Vc(m/min) fz(mm/rev) Ap(mm)
OM4025 120~300 0.15~0.40 3.0~8.0
EE & 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
A< Alloyed Steels RM4130 60~300 0.10~0.25 3.0~8.0
RM1205 100~330 0.08~0.30 3.0~8.0
OM4025 120~160 0.15~0.35 3.0~8.0

R$#$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

§=44 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
a5 & Aluminum&Al RM5005 400~1000 0.04~0.20 3.0~8.0
GHO05 300~800 0.04~0.20 3.0~8.0
PCD100 1200~2000 0.04~0.20 0.5~1.0
S1EEM Hard Material CBN250 80~120 0.03~0.15 0.1~0.3

SE_12 nulig# % Cutting Parameter

WINIAmE JIRHE IHIRE YRS IS

Machining Materials Grade Vc(m/min) fz(mm/rev) Ap(mm)
OM4010 260~320 0.20~0.45 1.0~3.0

EA £ Low-Alloy Steels OM4025 220~260 0.20~0.45 1.0~3.0
RM4025 220~260 0.20~0.45 1.0~3.0

OM1205 100~195 0.05~0.15 1.0~2.0

~ OM4010 130~250 0.20~0.35 1.0~3.0
R&iM Alloyed Steels 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

) OM4025 140~180 0.10~0.30 1.0~2.0

S Stainless Steels RM2140 130~250 0.10~0.30 1.0~2.0
M RM535 70~180 0.08~0.29 1.0~2.0
THEER 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 1.0~30

$=88 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

S1EE 4 Hard Material CBN250 80~120 0.03~0.15 0.1~0.3

10 - EEEE{I Unit of Length (mm)



ACM / SCM &V JJBE 51

ACM/SCM CHANGEABLE MILLING CUTTER SERIES

ACM / SCM &=V BRI R

ACM/SCM Changeable Milling Cutter Insert

RP 12 tHI&#21#8E Cutting Parameter

W TME JIRME&E TIHIRE ZYEsR IbS
Machining Materials Grade Vc(m/min) fz(mm/rev) Ap(mm)
OM4010 220~300 0.08~0.16 0.1~6.0
K& 2 Low-Alloy Steels OM4025 180~220 0.08~0.16 0.1~6.0
RM4130 200~240 0.08~0.16 0.1~6.0
P OM4010 100~200 0.08~0.16 0.1~6.0
&£ 80 Alloyed Steel OM4025 120~140 0.08~0.16 0.1~6.0
RM4130 140~160 0.08~0.16 0.1~6.0
4848 Stainless Steels OM4010 80~140 0.08~0.14 0.1~3.0
RM4130 100~140 0.08~0.14 0.1~3.0
¢ i=85 Castlron OM4025 220~350 0.08~0.25 0.1~6.0
N 55 % Aluminum&Al OM5005 700~1000 0.06~0.12 0.1~6.0

TE_ 1503 tIHE#AZIRSR Cutting Parameter

WINLIHME ME FE PIHRE BY)ER
Machining Materials Grade Spec. Vc(m/min) fz(mm/rev)
TEEN1503PEER1 140(100-220) 0.2(0.1-0.3)
OM1205

S5 TEEN1503PESR1 140(100-220) 0.2(0.1-0.3)
Alloyed Steels OM1405 TEEN1503PEER1 120(100-220) 0.15(0.1-0.3)
TEEN1503PESR1 120(100-220) 0.15(0.1-0.3)

g OM5435 TEEN1503PEER1 120(80-200) 0.2(0.1-0.3)
Stainless Steels TEEN1503PESR1 110(80-200) 0.15(0.1-0.3)
s OM1205 TEEN1503PEFR1 160(100-220) 0.2(0.1-0.3)
CastIron TEEN1503PETR1 150(100-220) 0.2(0.1-0.3)

DC_11T3 ¥k H4##ER Cutting Parameter

TNEE . BAERHE - BItAH
Functionality: Primarily for corner cleaning, with face milling as an additional function.

WINTHME JIR#&E tIHIERE FI#ELHA IS
Machining Materials Grade Vc(m/min) fz(mm/rev) Ap(mm)
{5 £l Low-Alloy Steels RM425 150~200 0.20~0.40 0.2~0.5
& £ il Alloyed Steels RM425 120~200 0.20~0.40 0.2~0.5
M A$# i Stainless Steels RM380 100~160 0.20~0.35 0.2~0.4
A 8 {E Z Precipitation-Hardening RM388 100~160 0.20~0.35 0.2~04
A . RM5005 300~500 0.20~0.30 0.2~0.5
B2 RIS E AluminumSAl PCD100 800~1000 0.20~0.30 0.2-05
S iEE #'E Hard Material CBN250 80~120 0.10~0.30 0.1~0.3

| FameEE =(1000x tIHIEE )+(3.14x JTIEME)

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

| RiEEL (mm/min)= T4 x JJETE x THEE

Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed. « REEMI Unit of Length(mm) 11



ACM / SCM &2V JJBE 51

ACM/SCM CHANGEABLE MILLING CUTTER SERIES

ACM / SCM E 1\ J] FE

ACM/SCM Changeable Insert Seat

-£3{ JJE Cartridges
s ks ]
Spec. Insert (KC.;S)
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 -
NEW | ACM-TE15-S +8 TE..15T3 0.12
NEW | ACM-DC11-S - DC..11T3 0.11

@ - L] B4 E -Make to order.

| B2 #F3= Accessories

wF
— b
Wrench
SE..1204 M5-11-7.0-55 - T20 50
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
TE..1503 M5-12-7.3-60 CPT15 T20 5.0
DC..11T3 M4-10-5.7-60 - T15 3.0
AR EEFC A B 4
Standard Accessories Optional

R 1R 192 4 G EIE =Y HEREF PL AR F PL VR F
oD @ ® Q ©

Adjust Screw Fixed Screw  G-Type Ring Shim Adjust Wrench PL-Type Wrench  PL-Type Wrench

AD-Mé6 Mé6-20 GTW-6.7 W-0.5 ADW-2 PL3 PL5

12 « REE il Unit of Length (mm)



ACM / SCM &V JJBE 51

ACM/SCM CHANGEABLE MILLING CUTTER SERIES

ACM a5 &1 J] 58

ACM Aluminum Changeable Milling Cutter

|<— —

J )
g

D
0° 45° 90°
| 452 Feature
JEE#ESHFENABEN  IRETHSREERR - Insert-embedded design reduce wind resistance, improve cutting
EENEMERS  EMmRSTHIE efficiency.
- JEETEEMAASRER - ARTEEA - Clo§g fit between insert holder and cutter. Insert holder can be well
- AREEREN A EREESEL ﬁ"\ BEBJIEES positioned.

- Light weight, reduced weight on insert holder and cutter.
- Made of specific aluminum alloy, enhanced high rigidity.

S]8{ Flutes ] 24 FE B8

- JJBEMRIRAR KRS E - JiRSAY

e = T E @®  (KGS) (KGS)

Insert Seat

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-M6-20 | 0.64 2.90
ACM-100-FMB22-S 42 100 18 86 22 4 - SH-Mé6-25 - 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-Mé6-25 - 3.62
ACM-125-FMA31.75-S 42 125 42 111 | 3175 4 - SH-M6-25 | 1.16 3.15
ACM-160-FMB40-S 42 160 50 146 40 4 4 SH-M6-25 | 1.74 3.79
ACM-160-FMA38.1-S 42 160 46 146 38.1 4 4 ACM-SEL2 SH-M6-25 | 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 ACMRP12 SH-M6-25 | 2.50 7.03
ACM-200-FMA47.625-S 45 | 200 |47.625| 186 | 47.625 4 4 ACM-SEL2TS SH-M6-25 | 256 6.44
ACM-250-FS60F-S 47 | 250 60 236 60 4 8 ACMTELS 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-M6-25 | 6.32 10.80
ACM-400-FMA47.625 47 | 400 |47.625| 386 |47.625 4 12 SH-Mé6-25 | 10.10 | 21.76

® S- BEEE S: dual micro-adjustment

«EEBfI Unitof Length(mm) 13



ACM / SCM &2V JJBE 51

ACM/SCM CHANGEABLE MILLING CUTTER SERIES

SCM aE£iZ%\ /)58

SCM Alloy Steel Changeable Milling Cutter

]
Iy
é}
iU
[/
—
|<— —

e
|
|

J
-2

0° 45° 90°

| 452 Feature

- JEBEFAFERAEER - R ETHISREER - Insert-embedded design, wind resistance can be reduced.
EEWERERS  EMESTNHINE - Close fit between cartridge and cutter. Cartridge can be well

- IERTERMS R A HREER - MRS positioned.

- NREREENE O ERTEESKE®L

- JJEM RS E 2 - oiRSHE

- Light weight, reduced weight on cartridge and cutter.
- Cutters are made of specific alloy steel, high rigidity.

JJ& Flutes 7] B IR 4% BE 58
R ERD Insert Seat a® (K§S) (K(.;S)
Standard  Option Screw Weight Weight
SCM-80-FMB22-S 42 | 80 18 66 22 4 - SH-Mé6-20 1.06 2.96
SCM-80-FMA25.4-S 42 | 80 20 66 254 4 - SH-Mé6-20 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 86 254 4 - SH-Mé6-25 1.74 4.15
SCM-125-FMB32-S 42 | 125 42 111 32 4 - ACM-SE12 | SH-M6-25 2.60 4.56
SCM-125-FMA31.75-S 42 | 125 42 111 | 31.75 4 - ACM-AP16 | SH-Mé6-25 2.52 4.86
SCM-160-FMB40-S 42 | 160 50 146 40 4 4 ACM-RP12 | SH-M6-25 412 6.09
SCM-160-FMA38.1-S 42 | 160 46 146 38.1 4 4 ACM-SE12T3| SH-M6-25 4.20 6.45
SCM-200-FS60F-S 45 | 200 60 186 60 4 4 ACM-TE15 | SH-Mé6-25 6.06 10.50
SCM-200-FMA38.1-S 45 | 200 48 186 38.1 4 4 ACM-DC11 | SH-Mé6-25 6.46 10.40
SCM-200-FMA47.625-S | 45 | 200 |47.625| 186 | 47.625 4 4 SH-M6-25 6.43 14.60
SCM-250-FS60F-S 47 | 250 60 236 60 4 8 SH-M6-25 10.54 14.50
SCM-250-FMA38.1-S 47 | 250 48 236 38.1 4 8 SH-M6-25 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- BEREA S: dual micro-adjustment

ACM-DC11 I8t . BARKE - HIASH
ACM-DC11 Functionality : Primarily for
corner cleaning, with face milling as an
additional function.

14 - REEE{I Unit of Length (mm)



HCM
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e WATEE]|

ALUMINUM CHANGEABLE
MILLING CUTTER SERIES

@ KE{ERSEAXEE
@ JIFE V {EEMRE - FEMIEREE
@ I EN 8 R KEBERE
@ OE1T p ARIAEE

® Light-weight aluminum body.

@® \/-groove positioning for superior sta i[ty.l

@® Axial dynamic balance and through-holé céolant system
@® Adjustable for micrometer.




HCM a5 € X BB R J]iE 25
HCM ALUMINUM CHANGEABLE
MILLING CUTTER SERIES

HCM JJ R &

HCM Insert Seat

e Fig.1 Fig.2 Fig.3
PCD 90 N 75 R 43/\00
e £t A
R[] S s/ s/

CBN

BRHEA - BALIE
Polycrystalline ﬁjzﬁmtﬁﬂﬁ Cutting
Diamond Max.
FE=pA=! DP CBN
Cutting Tool

o
N
I
[a)] P
O om
a O
ACMQ1711PAFR | @ [ 17 11 90° - 12 | 0.15 2 1
HCM ACMQ1711EAFR | @ [ 17 11 75° - 12 | 0.15 2
ACMQ1711AAFR | @ [ 17 11 45° | 75° 1.2 - 1.13

XWARHKRAEEXK - FHEKTME Please contact us for specific angle requirements.

AL
PCD

v
KA
CBN

183¢Y)7) A Wiper inserts :
PAEi=Ea) = BATR
Polycrystalline HEC;;QE 1 Cutting

Diamond Max.

#ma/]8 DP CBN mm
Cutting Tool

o

[Vp)
a g AP

g 9]
Hem ACMQ1711AAFR-R300 | ® ° 17 | 11 | 45° | 75° | 300 | - 2
ACMQ1711AAFR-R500 | @ ° 17 | 11 | 45° | 75° | 500 | - 113

X MERHBETEK - FRRTME Please contact us for specific angle requirements.

16 « REE il Unit of Length (mm)



HCM faS R BB R JJIE 25
HCM ALUMINUM CHANGEABLE MILLING CUTTER SERIES

2 &2J] A Monocrystalline Diamond Insert :
BEATR
RT (mm) Cutting
Max.
==t MD Size mm

BREL
Single crystal diamond

Cutting Tool

AP

[ AMD100

HCM ACMQ1711ACFR

HCM 18 ENJ] | B

HCM Indexable Insert Seat

TR

Insert

ACMQ1711-TB06 22.13 11 TB..0601 M2-5.0-2.7-60 Té6 0.6 0.02
X TSI BT J) B A& Can collocation insert material.

HCM J] R & &

HCM Insert Base Seat

BE=
(KGS)
Weight

ACMQ1711-AS 17 11 0.02
X IR JERCE 8 B 1TIRE S IEME Can be used for weight or self-welding head of the material.

« R E B {iI Unit of Length (mm)
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HCM ALUMINUM CHANGEABLE MILLING CUTTER SERIES

HCM i €2 & EEMN )R

HCM Aluminum Changeable Milling Cutter

—d—
l |
L
|
, |
© 1@
90° @/ I
| 0 |
| 4524 Feature
-WEERaEAE -Lightweight aluminum body.
- JJEEV REEMIRE  EMTEEE -V- groove positioning design and results to stable process.
- TIETT W R -p grade can be adjusted.
BT R K -Axial dynamic balance and through-tool coolant system.
B = IR BE (KGS) E= (KGS)
Spindle speed 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

90° v

| 4534 Feature

- RE(EIRE A - Lightweight aluminum body.

- JJEEV EEAIERE - EINIEBE - V- groove positioning design and results to stable process.

- TIEAT W R - p grade can be adjusted.

T BE(KGS) B (KGS)
Spindle speed 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

18 « REE il Unit of Length (mm)
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HCM ALUMINUM CHANGEABLE MILLING CUTTER SERIES

ZAFC 4 Standard Accessories:

carbon fibre reinforced (CFC)

CF227,CF260)

AR ] R BRYR 4% B R4
Q)
Wedge Adjustment Sleeve Insert Holder Screw Both Headed Screw Balance Screw
TW R AEEF 50mm #EF 58 T ’_fé?)xfi L BERIRF
=3B — V2
TW Torque Driver 50mm Bits Torx T-type Wrench L- type Wrench
TW-80-SB BIT-T25-50L PT2.5 T25
tIHI &SR Cutting Parameter
Rl MRl4EeE sﬁmgﬁ}?ﬁ e FI)E4E f(mm/rev)
. L trengt ' .
Materials Materials examples (N/mm2) Vc(m/min) Ap<1imm Ap:1~2mm
#8A & (Aluminium) tBE = (AI99)
ﬁa@%’ﬁ;gi’)‘i“m) EEEAS (AISTY) max.6000
252 (Aluminium) IBE 2 (AISI9)
7-12% ¥ (Si) $2&% (AISI9Cu)
25 % (Aluminium) mE % (AISI12)
12%H (Si) B (AISI17) max.2000
#aﬁgﬁ(ﬂfz’upf:”%ye g &% (SE-Cu) <300 mMax.6000
5 (Copper) MBEE (CuSné) 7300 0.1~0.2mm/rev | 0.05-0.1mm/rev
=il (Brass) N
gt B E £ (CuZn33)
1 o RedCmng | 120
£ (Graphit -
A (Graphite) max.2000
JERE (PA), 2212 (PE), Bux#4Es (PC),
B3 (Plastic) ?%Z;J@ﬁ (PS), B&E 2% (PVC),
T #8148 Pg (Thermoplastics) BAE (;lgéﬁﬁé%]%ﬁﬁ (PTFE),
PEREERGRFR PMMA
. P& (PU), EK#p (PF),
o2 (Plastic) T Uit s (EP), B0 (UP),
B£8R (Thermoset plastics) E";g;;\ (EIV(E) )%T%l% (C(R)
#8 (Plastic matrix) —
¢4 5 4K (CFRP/GFRP) FER (IMS), BB S (HTA)
Max.100~500 | 0.1~0.4mm/rev | 0.1~0.2mm/rev
#8} (Plastic matrix) WIB 4 (GMT-PP),
ix #1885l (CFRP/GFRP) B EARLER (PEEK)
fix 418 5 M1l Carbon matrix "
R LR R A AT ki (CF222, CF225, CF226, Max. 100~300 | 0.1~0.2mm/rev | 0.05-0.1mm/rev

« R E B {iI Unit of Length (mm)




(& I P iy AT B2 ‘7

CHAIN HEAOWAY L1.L T

o TEETEL/
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@ itk Address/
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