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INDEXABLE GROOVE

MILLING CUTTER INSERT
SERIES

OMIEE:1.25~4.00mm

@ ERAMTI O BIRIE

@ U EACIRETI R RiES
ZSCIN®:=:HE-YA) =

® Grooving range : 1.25~4.00mm

@ Suitable for processing O-ring
grooves.

@® Available with standard inserts
or customized R angle inserts.



> TGAL IZZ g /1 / %5
& TGAL INDEXABLE GROOVE i
LHAIN  MILLING CUTTER INSERT SERIES N. EaW.)

(- | TGALEREH TR

CHAIN TGAL Indexable Groove Milling Cutter Insert
B = 44 Alloyed Steels O (@)
m R§#E 8 Stainless Steels TIHIAKBE Cutting Condition
ISO L9 853 Cast Iron o o @ E/&1]H| Continuous Cutting
pax:} N in K Ea e E Aluminum&Al O —#& Il General Cutting
S| SR A € Refractory Alloys W Ef &) Interrupted Cutting
| STEEH Hard Material (@)

SEE B

Layer coated micro grain

R~ (mm)

CHF Size >
B
Drawing

o 1

=i I

o o

< <

> >

o O
TGAL4125 [ ] [ 1.25 12 |1270| 1759 | 476 | 0.20
TGAL4150 [ ] [ 1.50 3 12.70 | 17.59 | 476 | 0.20
TGAL4175 ] o 1.75 3 12.70 | 17.59 | 476 | 0.20
TGAL4200 [ ] o 2.00 3 12.70 | 17.59 | 4.76 | 0.20 /\, -+

& i

TGAL4235 [ [ ] 2.35 3 1270 | 17.59 | 476 | 0.20 N7
TGAL4250 [ [ 250 | 45 |1270| 1759 | 476 | 0.30 e
TGAL4300 [ (] 300 | 45 |1270|1759 | 476 | 0.30
TGAL4350 [ (] 350 | 45 |1270 1759 | 476 | 0.30
TGAL4400 [ [ 400 | 45 |1270|17.59 | 476 | 0.40

TG 41.42.43.44 1515 ¢8E8% Cutting Parameter

N "~ ke LA
WA THE s il
Machining Materials Vc(m/min) iy

W=05~12 W=1.25-2.25 W=2.3~325 W=4-45
&% Alloyed Steels 80~160 0.03~0.08 0.04~0.09 0.05~0.1 0.05~0.12
X380 Stainless Steels 60~130 0.03~0.07 0.04~0.08 0.05~0.09 0.05~0.1
38 Cast Iron 80~300 0.03~0.08 0.04~0.09 0.05~0.1 0.05~0.12
SIEEH Hard Material 80~120 - 0.02~0.05 0.03~0.07 -

| 2547
Cutting Edge Solutions
SEEEH|

High precision turning

E5H||[E4& Turning round groove FA1& Slotting




TGAL 1&E V1B ] R 5

TGAL INDEXABLE GROOVE MILLING CUTTER INSERT SERIES

7> | TGCIEERTEH T

CHAIN TGC Indexable Groove Milling Cutter

HEAOWAY

| 651 Example

| 425 Feature

- EARERGH -Used for groove milling applications.
- ZUEY) - BRIRAME -Multiple cutting edges for efficient machining.
- AL O BUIReE -Suitable for processing O-ring grooves.
EE (KGS)
Weight
TGC-4020-125 40 2 125 20 30 3 TGAL 043
TGC-4420-125 44 3 125 20 34 3 4125-4400 0.5

| B2 Accessories

wRF

Wrench

TGAL

4125-4400 M5-11-7.0-55 T20 6.5

06 « REE I Unit of Length (mm)



lE TGTNO311 ZE AR T/ 25

&~ 7GTN0311 INDEXABLE SIDE DISC .
LHAIN  cyTTER INSERT SERIES NEW)

HEAIOWAY

{7 TGTNO311!

EEAREE T R

CHAIN TGTNO311 Indexable Side Disc Cutter Insert

HEAOWAY

TIHI#REE Cutting Condition :

@ EE1JH Continuous Cutting

B 5 <8 Alloyed Steels (0] (0]
m K80 Stainless Steels
I1so (@ £583 Cast Iron O
N SRR EEE S Aluminum&Al

O —#&17JH| General Cutting

S8 & % Refractory Alloys

W &I Interrupted Cutting

I w Z

S1#E# Hard Material

- TGTNO311

SR B

Layer coated

micro grain
CHF

[ B OM4025N
( B RM4025

B
Drawing

11 31 0.2 M
]
s -}

TGTNO311 tIH1EHZUEE Cutting Parameter

WM E JIR™E TIHIERE YR
Machining Materials Grade Vc(m/min) (mm)
OM4025N 100~220 0.06(0.05-0.12)
A %4 Alloyed Steel
RM4025 100~200 0.06(0.05-0.12)
OM4025N 110-275 0.08(0.06-0.12)
R$#E 4 Stainless Steels
RM4025 70-120 0.06(0.05-0.12)
§=88 Cast Iron OM4025N 110~275 0.08(0.06~0.12)

«E[EEfI Unitof Length (mm) Q7



TGTNO311 EZEN AR T/ 251

TGTNO311 INDEXABLE SIDE DISC CUTTER INSERT SERIES

(| TDC rERAST

AIN TDC Indexable Side Disc Cutter

CH
HEAOWAY

90° ‘
| 4325 Feature
-ML 3mm EE - Slotting width: 3mm
H BAIR & TR wmF B8 (KGS)
max Flutes Insert Wrench Weight

TDC-75-03B22 40 75 42 22 3 13 6 TGTNO311 | DW-70 0.50
TDC-100-03B22 40 100 42 22 3 25 8 TGTNO311 | DW-70 0.75
TDC-125-03B22 40 125 42 22 3 38 10 TGTNO311 | DW-70 0.90

| 5 FERAA Instructions
WORHWETIREL - KEEE -
BERERRER - #FRETERS -
T

Place the insert onto the insert seat,
press it gently to secure, and then lightly
tap with a rubber hammer to ensure
proper alignment between the insert
and the cutter body.

BDW-70#FElIR=F - EAJEREZEUE -
ERS &t hedd - BloJf&MR )R »

Install the DW-70 wrench into the insert seat and
rotate it clockwise to loosen and remove the insert.

08 « REE I Unit of Length (mm)



SNFX

&5
1EJJ$5'|;7J R %51

INDEXABLE SIDE DISC
CUTTER INSERT SERIES

SNFX 120515 SNFX 1102



~= SNFX IZZENfIfR ] R 251

& SNFX INDEXABLE SIDE DISC CUTTER
L HAIN |NSERT SERIES

HEAIOWAY

7> | SNFX 2= R

CHAIN SNFX Indexable Side Disc Cutter Insert

HEAOWAY

BN & 58 Alloyed Steels O|0O
| M | R84 Stainless Steels EIHU#REE Cutting Condition
I1SO WS 7 Cast Iron |0 @ ;B4 Continuous Cutting
78 WX R R 2 A S AluminumAl | O —#&tT4 General Cutting
S| 58 &% Refractory Alloys W ER&TIH| Interrupted Cutting
0| S8 E M Hard Material @)

HBINIEE S %
Micro grain cemented
carbide

CHF HF

S BN

Layer coated micro grain

&7

Drawing
(@] n n
~— N (@]
(@] o (@]
< < n
> S s
5 o 5
SNFX1102 o0 ° 1 | - | 23| -
SNFX1103 ) ° 1| - | 27| - |_
SNFX1203 ) ° 127 - | 32 | - %
SNFX1205 °| o ° 127 | - | 54 | - |b—
SNFX1207 oo ° o7l -7 [ - |-
SNFX120305 oo ° 127 - | 32 | 05
SNFX120310 oo ° 127 - | 32| 1
SNFX120315 ) ° 127 - | 32 | 15
SNFX120505 ) °
SNFX120510 ) ° 127 - | 54 | 1 ,
4
SNFX120515 °| o ° 127 - | 54 | 15 |F=
SNFX120516 oo ° 127 | - | 54 | 16
® SNFX120520 ) ° 127 | - | 54 | 20 |— ==
SNFX120705 oo ° 127 - | 7 | o5
SNFX120710 ) ° 127 - | 7 | 1
SNFX120715 ) ° 127] - | 7 | 15
® SNFX120720 oo ° 127 - | 7 | 20

@ - #EB4%E  -Produced order by order.

10 « REE I Unit of Length (mm)



SNFX 12 ZE RISk T] R 25

SNFX INDEXABLE SIDE DISC CUTTER INSERT SERIES

BHB R EEHEAT

Formula of average chip thickness

= Lx = Lx =
fz= o f 0.11 “/Ap f 0.31=f

D= BMIMK Effective outer diameter

f= B Y4 £ Feed per flutes

Ap= tIJ& Depth

hm= BB R EE Effective chip thickness

SN _11.12 tIH1E#HZEER Cutting Parameter

WINIME JIRME&E tIHRE YR
Machining Materials Grade Vc(m/min) (mm)
OM4010 90~250 0.08(0.06~0.12)
&£ Alloyed Steels
OM4025 90~230 0.08(0.06~0.12)
OM4010 55~110 0.06(0.06~0.12)
M| R Stainless Steels
OM4025 55~100 0.06(0.06~0.12)
§=8 Cast Iron OM4025 110~275 0.08(0.06~0.12)
faa & Aluminum&Al OM5005 500~700 0.15(0.15~0.17)

| EEHEEEE =(1000x IHIZERE )+ (3.14x JTJESME) Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).
| RIEE4 (mm/min)= B34 x JJEJIE x T#EE Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.

« RE E1II Unit of Length (mm) 11



SNFEX 18 ZE RISk T] R 25

SNFX INDEXABLE SIDE DISC CUTTER INSERT SERIES

e

CHAIN

HEAOWAY

SDC $HF N /VE Al 8% J]

SDC Indexable Side Disc Cutter For Small Diameter

d2
T
I
d

d4

b2|

| 4525 Feature

-/ NERER . ORESEMEERINESEH - Designed for small diameters, and be able to work with
the carbide extension shank.
BAR M DAL A

I3
max Flutes Insert
SDC-40-04M10 40 185 14 16 4 4.9 8.3 10.7 3 10 M10 4 SNFX1102
SDC-40-05M10 40 18.5 14 16 5 5.9 8.3 10.7 3 10 M10 4 SNFX1103
SDC-50-04M12 50 23 16 18 4 4.9 11 13 3 14 M12 6 SNFX1102
SDC-50-05M12 50 23 16 18 5 5.9 11 13 3 14 M12 6 SNFX1103
SDC-50-06M12 50 23 16 18 6 6.9 11 13 3 14 M12 4 SNFX1203
- 18 SOM A HIERAR

3 4 > E
(7 || EfC/M BRAEHE V5l & R 157
CHAIN C/M Straight Tungsten Carbide Extension Shank

T
N
| L

| 4524 Feature
- BB AREKERE - Through-hole design for better water coolant and
anti-vibration.

C20-M10-150-C 150 20 M10-1.5P 0.60
C20-M10-200-C 200 20 M10-1.5P 0.85
C25-M12-200-C 200 25 M12-1.75P 1.30
C25-M12-250-C 250 25 M12-1.75P 1.60

12 . EEE{I Unitof Length (mm)



SNFX 12 ZE RISk T] R 25

SNFX INDEXABLE SIDE DISC CUTTER INSERT SERIES

(7> | SDC Effi/NERIS%T] N| EaW,')
CHAIN SDC Indexable Side Disc Cutter For Small Diameter

HEAOWAY

AR 7k

max Insert
SDC-04-5025-150 50 25 23 4 11 150 11 134 4 SNFX1102
SDC-05-5025-150 50 25 23 5 11 150 10 134 4 SNFX1103
SDC-04-6332-150 63 32 33 4 13 150 17 148 4 SNFX1102

| B2 ¢ER Accessories
RE B8

7k L (N.m)

L Wrench Torque

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

« REEMI Unit of Length (mm) 13



SNFEX & ZEN ISR T] R 25

SNFX INDEXABLE SIDE DISC CUTTER INSERT SERIES

iz || SDC RERXAHT

CHAIN SDC Indexable Side Disc Cutter

HEAOWAY

SDC-100-04A25.4 254 100 41 4 12 12 SN..1102 0.38
SDC-100-05A25.4 254 100 41 5 12 12 SN..1103 0.44
SDC-100-06A25.4 254 100 41 6 12 10 SN..1203 0.45
SDC-100-07A25.4 254 100 41 7 12 9 SN..1203 0.49
SDC-100-08A25.4 254 100 41 8 12 9 SN..1203 0.54
SDC-100-10A25.4 254 100 41 10 12 10 SN..1205 0.59
SDC-100-11A25.4 254 100 41 11 12 10 SN..1207 0.62
SDC-100-12A25.4 254 100 41 12 12 10 SN..1207 0.66
SDC-100-14A25.4 254 100 41 14 16 9 SN..1207 0.77
SDC-125-04A25.4 254 125 41 4 12 14 SN..1102 0.58
SDC-125-05A25.4 254 125 41 5 12 14 SN..1103 0.63
SDC-125-06A25.4 254 125 41 6 12 12 SN..1203 0.69
SDC-125-07A25.4 254 125 41 7 12 12 SN..1203 0.75
SDC-125-08A25.4 254 125 41 8 12 12 SN..1203 0.81
SDC-125-09A25.4 254 125 41 9 12 12 SN..1205 0.86
SDC-125-10A25.4 25.4 125 41 10 12 12 SN..1205 0.94
SDC-125-12A25.4 254 125 41 12 12 12 SN..1207 1.05
SDC-125-14A25.4 254 125 41 14 16 12 SN..1207 1.20
SDC-160-06A25.4 254 160 41 6 12 16 SN..1203 1.04
SDC-160-07A25.4 254 160 41 7 12 15 SN..1203 1.17
SDC-160-08A25.4 254 160 41 8 12 15 SN..1203 1.26
SDC-160-09A25.4 254 160 41 9 12 16 SN..1205 1.35
SDC-160-10A25.4 254 160 41 10 12 16 SN..1205 1.48
SDC-160-12A25.4 254 160 41 12 12 16 SN..1207 1.74
SDC-160-14A25.4 254 160 41 14 16 15 SN..1207 1.99

| B2 R Accessories

YR44% wF
o —
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
14 SN..1207 M4-11-6.2-90-T15-TIN T15 3.0




SNFX 12 ZE RISk T] R 25

SNFX INDEXABLE SIDE DISC CUTTER INSERT SERIES

= | SDC RERX AT

CHAIN SDC Indexable Side Disc Cutter

HEAOWAY

L 7 A -
Flutes Insert (qu)
Weight

SDC-63-04B22 22 63 34 4 8 8 SN..1102 0.27
SDC-63-05B22 22 63 34 5 8 8 SN..1103 0.28
SDC-63-06B22 22 63 34 6 8 6 SN..1203 0.28
SDC-80-04B22 22 80 34 4 8 10 SN..1102 0.31
SDC-80-05B22 22 80 34 5 8 10 SN..1103 0.33
SDC-80-06B22 22 80 34 6 8 8 SN..1203 0.35
SDC-100-04B27 27 100 41 4 12 12 SN..1102 0.38
SDC-100-05B27 27 100 41 5 12 12 SN..1103 0.44
SDC-100-06B27 27 100 41 6 12 10 SN..1203 045
SDC-100-07B27 27 100 41 7 12 9 SN..1203 0.49
SDC-100-08B27 27 100 41 8 12 9 SN..1203 0.54
SDC-100-10B27 27 100 41 10 12 10 SN..1205 0.59
SDC-100-12B27 27 100 41 12 12 10 SN..1207 0.70
SDC-100-14B27 27 100 41 14 14 9 SN..1207 0.70
SDC-125-04B32 32 125 47 4 12 14 SN..1102 0.58
SDC-125-05B32 32 125 47 5 12 14 SN..1103 0.63
SDC-125-06B32 32 125 47 6 12 12 SN..1203 0.69
SDC-125-07B32 32 125 47 7 12 12 SN..1203 0.75
SDC-125-08B32 32 125 47 8 12 12 SN..1203 0.81
SDC-125-09B32 32 125 47 9 12 12 SN..1205 0.86
SDC-125-10B32 32 125 47 10 12 12 SN..1205 0.94
SDC-125-12B32 32 125 47 12 12 12 SN..1207 1.05
SDC-125-14B32 32 125 47 14 14 12 SN..1207 1.20

| B2#ER Accessories

g ; RE BAOE
Insert e—_s bl
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

« REEI UnitofLength(mm) 15



SNFEX & ZEN ISR T] R 25

SNFX INDEXABLE SIDE DISC CUTTER INSERT SERIES

(|| sSDC EE 7]

CHAIN SDC Indexable Side Disc Cutter

HEAOWAY

L 7 A L
Flutes Insert (qu)
Weight
SDC-160-06B40 40 160 55 6 12 16 SN..1203 1.04
SDC-160-07B40 40 160 55 7 12 15 SN..1203 1.17
SDC-160-08B40 40 160 55 8 12 15 SN..1203 1.26
SDC-160-09B40 40 160 55 9 12 16 SN..1205 1.35
SDC-160-10B40 40 160 55 10 12 16 SN..1205 1.48
SDC-160-12B40 40 160 55 12 12 16 SN..1207 1.74
SDC-160-14B40 40 160 55 14 12 15 SN..1207 1.99
SDC-200-06B50 50 200 69 6 12 18 SN..1203 -
SDC-200-08B50 50 200 69 8 12 18 SN..1203 -
SDC-200-10B50 50 200 69 10 12 18 SN..1205 -
SDC-200-12B50 50 200 69 12 12 18 SN..1207 -
SDC-200-14B50 50 200 69 14 14 18 SN..1207 3.20
SDC-250-08B50 50 250 69 8 12 24 SN..1203 4.30
SDC-250-10B50 50 250 69 10 12 24 SN..1205 4.30
SDC-250-12B50 50 250 69 12 12 24 SN..1207 4.50
SDC-250-14B50 50 250 69 14 14 24 SN..1207 4.50

| 23 Accessories

e RE BAME
Insert —1 {0
Wrench Torque
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

A\ #ER! Cautions!

TIRERE - REBETIRAA
(MERAL B2

When installing inserts,
need to notice the direction
of the nose. (red aim point of
drawing)

16 « R E B AII Unit of Length (mm)



SNFX 12 ZE RISk T] R 25

SNFX INDEXABLE SIDE DISC CUTTER INSERT SERIES

(7> || GDC 2 ZEX I

CHAIN GDC Indexable Side Disc Cutter Insert

HEAOWAY

w JJ& £ (KGS)
Flutes Insert Weight
GDC-80-04B22 40 80 28 45 22 4 10 SN..1102 0.50
GDC-80-05B22 40 80 28 45 22 5 10 SN..1103 0.50
GDC-80-06B22 40 80 28 45 22 6 8 SN..1203 0.55
GDC-80-07B22 40 80 28 45 22 7 9 SN..1203 0.57
GDC-80-08B22 40 80 28 45 22 8 9 SN..1203 0.70
GDC-80-09B22 40 80 28 45 22 9 8 SN..1205 0.60
GDC-80-10B22 40 80 28 45 22 10 8 SN..1205 0.62
GDC-80-12B22 40 80 28 45 22 12 8 SN..1207 0.66
GDC-80-14B22 40 80 28 45 22 14 9 SN..1207 0.70
GDC-100-04B27 40 100 33 50 27 4 12 SN..1102 0.74
GDC-100-05B27 40 100 33 50 27 5 12 SN..1103 0.70
GDC-100-06B27 40 100 33 50 27 6 10 SN..1203 0.73
GDC-100-07B27 40 100 33 50 27 7 9 SN..1203 0.76
GDC-100-08B27 40 100 33 50 27 8 9 SN..1203 0.80
GDC-100-09B27 40 100 33 50 27 9 10 SN..1205 0.82
GDC-100-10B27 40 100 33 50 27 10 10 SN..1205 0.86
GDC-100-12B27 40 100 33 50 27 12 10 SN..1207 0.90
GDC-100-14B27 40 100 33 50 27 14 9 SN..1207 0.98
GDC-125-04B32 45 125 43 70 32 4 14 SN..1102 1.30
GDC-125-05B32 45 125 43 70 32 5 14 SN..1103 1.40
GDC-125-06B32 45 125 43 70 32 6 12 SN..1203 1.40
GDC-125-07B32 45 125 43 70 32 7 12 SN..1203 1.45
GDC-125-08B32 45 125 43 70 32 8 12 SN..1203 1.45
GDC-125-09B32 45 125 43 70 32 9 12 SN..1205 1.58
GDC-125-10B32 45 125 43 70 32 10 12 SN..1205 1.58
GDC-125-12B32 45 125 43 70 32 12 12 SN..1207 1.65
GDC-125-14B32 45 125 43 70 32 14 12 SN..1207 1.76
GDC-160-06B40 50 160 50 90 40 6 16 SN..1203 2.60
GDC-160-07B40 50 160 50 90 40 7 15 SN..1203 2.60
GDC-160-08B40 50 160 50 90 40 8 15 SN..1203 2.80
GDC-160-09B40 50 160 50 90 40 9 16 SN..1205 2.80
GDC-160-10B40 50 160 50 90 40 10 16 SN..1205 2.90
GDC-160-12B40 50 160 50 90 40 12 16 SN..1207 3.08
GDC-160-14B40 50 160 50 90 40 14 15 SN..1207 0.23

| B2¢R Accessories

HEF

7R
Insert Mm §:’LE
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

17
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SP INDEXABLE SIDE DISC CUTTER INSERT

f:éﬂé'w,!\\'( SERIES

- sPmErExEs%IA

CHAIN SP Indexable Side Disc Cutter Insert
2B 5 5 ] Alloyed Steels O|lO0O|0O|0O
m A $# 8 stainless Steels tIHIAREE Cutting Condition:
ISO Q) $555] CastIron |0 @ BEETH Continuous Cutting
EE W22 B 4224 AuminumsAl ] O —f&t]HIl General Cutting
SV BB & % Refractory Alloys m Efi &4 Interrupted Cutting
H E‘EEE?F Hard Material O

95 B BN BMHEEE T

Layer coated micro grain pillEse gralnF g KT (mm)
carbide
HF HF Size &
= - - Drawing
— o '2) o
o o o s}
< < < n
> = S >
o O o (@)
SPGT060204-M02 [ ] 6 - 238 | 04 -
il i
SPMT090308-M01 [ ] 9.525| - 318 | 0.8 R
SPMW090304 [ BN J 9.525| - 3.18 | 04 Efﬁw
d ‘ LN
SPET120408-M02 [ ] 12.7 - 476 | 0.8 -
il el
SPMT120408-R01 [ ] 12.7 - 476 | 0.8 '
Ld_/-\ Eﬁw

SP 06.09.12 th¥1&###E% Cutting Parameter

W LME JR™ME&E TIHIZRE 8BS IS
Machining Materials Grade Vc(m/min) fz(mm/rev) Ap(mm)
OM4010 100~220 0.10~0.35 2.0~9.0
1E4 %8 Low-Alloy Steels OM4025 100~220 0.10~0.35 20-9.0
RM4025 100~220 0.10~0.35 20-9.0
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 30-80
AR Stainless Steels OM4025 130~200 0.12~0.30 3.0-80
55 Cast OM4025 100~210 0.10~0.20 20-9.0
SR Cast lron RM3130 100~210 0.10-0.20 2.0~90
25 % Aluminum&Al OMS5005 300(250-450) 0.2(0.15-0.35) 20-9.0

| FEhEEEE =(1000x TIHIEEE )+ (3.14x JJESME ) Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).
81 wmen (mm/min)= BYJ#4 x JJETJ# x 3R Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.




SP MAEEINAIER ] R 25

SP INDEXABLE SIDE DISC CUTTER INSERT SERIES

(- | FDC E AT

CHAIN FDC Indexable Side Disc Cutter

HEAOWAY

[
> .»:‘??‘"&x*xw — W‘% o
.' %‘r»’ g ‘%39 g m— _—$
%Awm,mmtfm\'v Dlz_ :H I: d1 d
Yy v
' " — ——
W
90° L
| 4325 Feature
-EKBEmEMTERME - Made of anti-vibration tool steel.
- BAREIETEIE - BTEE B _REIEFAELES - After the heat treatment, we will finish the cutter
- JJRERMNEYO - OB RERKR again for better accuracy.

- 4 edges usable, effective cost-saving.

L 7 A e
Flutes Insert (K(.;S)
Weight

FDC-80-08B22 40 80 18 45 22 8 8 SP.0602 0.73
FDC-100-08B27 40 100 19 50 27 8 10 SP.0602 0.96
FDC-100-10B27 40 100 19 50 27 10 10 SP.0602 1.03
FDC-100-14B27 40 100 19 50 27 14 10 SP.0903 1.02
FDC-125-10B32 45 125 43 70 32 10 12 SP.0602 1.70
FDC-125-12B32 45 125 43 70 32 12 12 SP.0903 1.70
FDC-160-12B40 50 160 50 80 40 12 14 SP.0903 2.70
FDC-200-12B40 50 200 50 90 40 12 16 SP.0903 4.00
FDC-125-16B32 45 125 43 70 32 16 10 SP.1204 1.80
FDC-160-16B40 50 160 50 80 40 16 12 SP.1204 2.90
FDC-160-18B40 50 160 50 80 40 18 12 SP.1204 2.90
FDC-200-16B40 50 200 50 90 40 16 14 SP.1204 4.50
FDC-200-18B40 50 200 50 90 40 18 14 SP.1204 4.90
FDC-200-20B40 50 200 50 90 40 20 14 SP.1204 5.19

| B2 ¢F3= Accessories

7R
Insert
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

«REEI Unitof Length(mm) 19
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SP T-SLOT END MILL INSERT
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SERIES

SP M T #1& Uik #

SP T-slot End Mill Insert

J1R

et

J1R %5

P %ﬁﬂﬂ Alloyed Steels

m ;Fﬁﬂ‘h_ﬂ Stainless Steels

I1SO K ﬁ% ﬁk Cast Iron

rex sl NN £2 K 2RSS AluminumsAl

TIHIARBE Cutting Condition :

@ BEH Continuous Cutting
O —#&tIH General Cutting

S | S8 5% Refractory Alloys m ER&TIH Interrupted Cutting
H EEE}E?ML Hard Material
% B BRI BiEEa S
Layer coated Micro grain cemented R~ (mm)
micro grain carbide
CHF HF Size B
Drawing
g 2
5 S
(] 4
* SOMT040204-M01 [ ] 4.6 - 20 | 04
SPGT050204-M02 [ J [ 5 - 238 | 04
SPGT060204-M02 o [ J 6 - 238 | 04
SPGT07T308-M02 o o 7.94 - 397 | 0.8
SPGT090408-M02 o o 9.8 - 43 | 08
SPGT110408-M02 [ ] [ 115 - 476 | 0.8
SPGT140512-M02 (] [ J 14.3 - 52 1.2
SPMT050204-MT [ K J 5 - 238 | 04
_ SPMT060204-MT [ B 6 - 238 | 04 o
¢y SPMT07T308-MT oo 794 | - [397] 08 | fiF
SPMT090408-MT (K 9.8 - 43 | 08 — ﬂj\w
SPMT110408-MT [ 2K J 115 - 476 | o8 | - 4L
SPMT140512-MT [ BN J 14.3 - 52 1.2

* #E Recommended

SO 04 /SP_05.06.07.09.11.14 tDH1# 383 Cutting Parameter

HWANTHAME TIHRE 8IS
Machining Materials Vc(m/min) fz(mm/rev)
&8 Alloyed Steel 130~200 0.08~0.12
#5484 Cast Iron 110~230 0.07~0.01
ta KdaE £ Aluminum&Al 180~600 0.12~0.15

| EEhiEEE =(1000x YIHI3EE )+(3.14x JJESME ) Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).
| RIEEL (mm/min)= BY)#E4 x JJEYJE x TEH#EE Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.

« RE B {1l Unit of Length (mm)
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SP T-SLOT END MILL INSERT SERIES

(7~ | BTS/T HtEl T

CHAIN BTS T-slot End Mill

HEAOWAY
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3
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A - k=l
L2
L
90°
| 4525 Feature
-IEBEIEMTESME - O HK - Made of anti-vibration tool steel with through
- BEETEER  BITRE B _REEBMMELEE coolant.
- After the heat treatment, we will finish the
cutter again for better accuracy.
;ﬁ:ﬁ D sb d2 L2 L d t a5
new BTS-1210-5004-07 12 7 6 15 80 10 2 50.0402
new BTS-1612-5004-07 16 7 8 20 100 12 4 50.0402
BTS-1916-5P05-08 19 8 9.5 25 120 16 4 SP.0502
BTS-2116-SP06-09 21 9 11 27 120 16 4 SP.0602
BTS-2520-5P07-11 25 11 12 30 120 20 4 SP.O7T3
BTS-3225-5P07-11 32 11 23 30 150 25 4 SP.O7T3
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-4025-5P11-18 40 18 21 49 150 25 4 SP.1104
BTS-5032-5P14-22 50 22 27 61 150 32 4 SP.1405
BTS-5525-5P07-11 55 11 20 40 180 25 6 SP.07T3
BTS-6025-SP09-15 60 15 25 40 180 25 6 SP.0904
BTS-6032-5P14-15 60 25 32 55 180 32 4 SP.1405

NEW #7am New Product

| B2#F3= Accessories

#7118 (N.m)
Torque
S0..0402 T6 M2-3.8-2.68-43 0.6
SP.0502 T6 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 20
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

« REEI Unitof Length(mm) 21
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CCMT T 2 1& lim &5

CCMT T-slot End Mill Insert

CCMT T K18 iIn®
CCMT T-SLOT END MILL INSERT
SERIES

J1R

el

~

J1 R %5

NEW

&1 Alloyed Steels

m R0 Stainless Steels

EETEESE
Layer coated carbide
alloy

1SO '@ =85 Cast Iron (0]

Ak =~ -
N S5 K825 € Aluminum&Al @)
S| 58 A% Refractory Alloys
N S1EE M Hard Material

CvD

BNEESE
Micro grain carbide
alloy

HF

HIAK BE Cutting Condition

@ E 1) Continuous Cutting
O —#&tIH| General Cutting
W EfAEIH Interrupted Cutting

B

Drawing

g 9 S
< @@ n
= | = =
CCMT060204-HM o0 635 | 64 | 238 | 04
CCMT060208-HM 3K 635 | 64 | 238 | 08
CCMT09T304-HM K 9525| 9.7 | 397 | 04 ;/', —
. CCMT09T308-HM 3K ) 9525| 9.7 | 397 | 08 @ \..
CCMT120404-HM ' BN ) 127 | 129 | 476 | 04 |w~l o 1 Ll
CCMT120408-HM ) 127 | 129 | 476 | 08
CCGT060202-NK ° 635 | 65 | 238 | 02
CCGT060204-NK ° 635 | 65 | 238 | 04
CCGT060208-NK ° 635 | 65 | 238 | 08 P
E CCGT09T304-NK ) 9525| 9.7 | 397 | 04 \// IE
CCGT09T308-NK ° 9525| 9.7 | 397 | 08 S 5
CCGT120404-NK ) 127 | 129 | 476 | 04
CCGT120408-NK ) 127 | 129 | 476 | 08
* ##E Recommended NEW #7m@ New Product
CC_06.09.12 M A EIE 3R Cutting Parameter
WhINIME TIHIRE YA
Machining Materials Vc(m/min) fz(mm/rev)
& %148 Alloyed Steel 180~220 0.08~0.12
#2183 Cast Iron 110~230 0.07~0.01
$2 R 428 S Aluminum&Al 180~600 0.12~0.15

| E#hEEE =(1000x PIHIZEE )+~ (3.14x JJEAME) Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).
| R4 (mm/min)= B4 x JJEY#H x £i#hiEE Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.

« R E B il Unit of Length (mm)
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CCMT T-SLOT END MILL INSERT SERIES

(7> || ATS T Fet&E s 8% 7

CHAIN ATS T-slot End Mill

HEAOWAY

= |a—l2— o
g 1
D d
v e | +
[y |1 =
- L
| 452 Feature
-EEAMEMTESME oK - Made of anti-vibration tool steel with through coolant.
- BREEIEIEE BRI B _WNEIBFFES - After the heat treatment, we will finish the cutter
[fE%E again for better accuracy.
T 7R
Flutes Insert
ATS-25-11 112 80 21 11 25 25 12.5 2 CC.0602 | 035
ATS-32-14 120 77 30 14 32 32 16 4 CC.0803 | 055
ATS-40-18 130 80 32 18 40 32 20 4 CC.09T3 | 067
ATS-50-22 140 80 39 22 50 32 26 4 CC.1204 | 077

| 23 Accessories

ok RE BAME
Insert §:’LE DN
Wrench Torque
CC..0602 M2.5-6.0-3.5-60 T8 1.2
CC..0803 M3-8.0-4.0-43 T9 14
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 B C H E JISB0953
. =¥ BaE e e aRIE
&%) RY B3 1@ 2@ 38 4@ p BWE oo SHEBNE RME gy gy o0
A H8  H12 Hl4
%, +1 +0.5
/X |5 |5 |+0018f+012] | |10 0|3 [ 10| 8 202532
/E»E s_g\,@f . 6 |6 0 | O 11 [+15] 5 13 | 11 2532 40
o | ﬁ 8 | 8 [+0022[+015] | [145] 0 [ 7| 41 [[18 | 15 1|06 32-40-50
vl Lf% 0 10| o 0 16 0 [21 [ 17 40 - 50 - 63
Z. v 12 | 12 19| +2 | 8 25 | 20 50 - 63 - 80
B A 14 | 14 +°’827 +0618 +°(')43 %’7 23| 0 [ 9 28 | 23 6380 - 100
18 | 18 30 12 36 | 30 80 - 100 - 125
P P +3 +2 1.6
r T “‘ 22 | 22 +0033|+021(+0.52( +33 [ 37 | ¥ [ 16| O | 45 | 38 , | 100125+ 160
%7%}/ 28 28] 9 | O] O] 0 Ty 20 56 | 48 125 - 160 - 200
2 36 (36| Tl osa 56 ’g‘ 25 | +3 | 71 | 61 160 - 200 - 250
P ag 42|77 T oes 32| 0 [ 85 | 74 1.6 | 200 - 250 - 320
‘“ P 48 | 48 o 18] . =], |95 8a] 2 250 - 320 + 400
046 +0. 74 2
W 54 | 54 +°8 6 +0030 +Oo 90| 0 |40 | O | 106 94 320 - 400+ 500

« REEI Unitof Length(mm) 23
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o TEETEL/
+886-4-26265252

I8 EE FAX/
+886-4-26267941

@ ithilt Address/
436037828 hHiE/KERERK2325%
No. 232, Wuquan Rd., Qingshui Dist., Taichung City 436037, Taiwan

& iUk Website /
www.chain-headway.com
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