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® SN../83] ~ HN/123] -
w ° BTIEKA -
® (BXeY)aat PR 1EHEERE -
® IJIRIBMmNITHEE -

o ® SN../8 cutting edge -
HN/12 cutting edge,
effective cost-saving.

® The design of wipe
inserts decrease
roughness.

® Chamfering cutting
edges make workpice's
burrs smaller.
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R NEGATIVE INSERTS APPLICATION

B8ATR mI R #FEA tIEIRE mI#&E
Negative Insert Machining Type Cutting Method Ap Machining Materials
w Eif - B
I o
SN..12 Roughing Face milling, 1~3 o G

Shoulder milling

HN..06 P L ES 0.5~2.5 e M Gm

Semi-finishing Face milling

LN.03 tHA0T LA H 1 e e m

Roughing High feed milling
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B8AJR

CHAIN
CHAIN NEGATIVE INSERT
R =<6 Alloyed Steels O|0O
n T 448 Stainless Steels tIHIAR RS Cutting Condition :
#5488 Cast | @] S e LT . 9
/I§9 s S - © © @ :E/&Et]]H| Continuous Cutting
4R N SRR RE S Aluminum&Al O O — #2174 General Cutting
5| BR&% Refractory Alloys B EfZEtIHE] Interrupted Cutting
H SiEEM Hard Material @]

7wk BAaL
BEBH e o
Layer Coated ICro grain
. . cemented
micro grain carbide
CHF HF i
Drawing
n N n o n
8 8 8 Q9 3
S
O O x (@)
HNGX0604ANEN-MO1 [ BN J 105 - 52 -
o HNGX0604ANFN-FO1 [ J 105 - 52 -
LNMUO303ZER-MJ [ 6 [119| 43 | 12
e
LNMUO303ZER-M01 [ ] 6 |11.9| 43 | 1.2
SNMU1206ANEN-M01 e o 127 - |635| -
SNMU1206ANEN-MO03 ([ J 127 - |6.35| -
LN_O3 #4208 Cutting Parameter
WMIME JRt&E HIHEE BYELS
Machining Materials Grade Vc(m/min) fz(mm/rev)
RM1125
&1 Alloyed Steels 150(100~200) 0.7(0.5~1.2)
OM4025
#£4§ Cast Iron RM1125 150(80~250) 0.7(0.5~1.2)
HN_06 t131i&#20423% Cutting Parameter
WIIME JIR#E IHIEE BYES
Machining Materials Grade Vc(m/min) fz(mm/rev)
&£ Alloyed Steels 0OM4025 220(150~300) 0.15(0.08~0.25)
A # Stainless Steels OM5035 120(100~200) 0.12(0.08~0.20)
$=#8 Cast Iron OM4025 180(130~240) 0.15(0.08~0.25)
faRiEEaE Aluminium & Al OM5005 400(300 - 1000) 0.12(0,08 - 0,17)

SN_12

tIH R H 2383 Cutting Parameter

WMIME JR%E&E IHEE BYES
Machining Materials Grade Vc(m/min) fz(mm/rev)
RM4025
a1l Alloyed Steels 220(170~320) 0.20(0.10~0.35)
OM4025
#588 Cast Iron RM3130 180(130~240) 0.20(0.10~0.35)
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Through Coolant

AR EEE HEER
Faster Chip Removal &
Reduce Temperature
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RS PR

Non Equidistant Design

HD & B 0 I %S B =2 B
ARESBENIL
To decrease the vibration and
show high stability while machining



IIKiEHME Machining material: K (cast iron)

R{EE{tHFZE |The Improving Method

e JJ#2 : BT50-FMB32-150 e Cutter Arbor : BT50-FMB32-150
e JJ& : NAC45-100-HNO06-FMB32-8T-C e Cutting Tools : NAC45-100-HN06-FMB32-8T-C
e 7]/ : HNGX0604ANEN-MO01 OM4025 e Inserts : HNGX0604ANEN-M01 OM4025

o TH#ME : R#K e Workpiece Material : Cast Iron
o FZ T IH| e Dry Cutting
t141 £ B Cutting Parameters ft4% Other Brand 1IE;Ti/R Chain Headway
BEIR S 250 480
#LEF 500 1200
PIHIRE Ve 78.5 150
4 fz 0.25 0.31
tiE Ap 2 2
tE Ae 80 80
AT EdMachining Life 15/\B (hrs) 21/MEF(hrs)

MIMERFAL40% - IR TR EMiRFA40%
Machining efficiency increases above 140%, and inserts’ tool life increase by 40%

(7> || NAC 45 E & R R 8% 7]

CHAIN NAC 45°NEGATIVE ANGLE SHELL MILLING CUTTER

| 452 Feature

-IRAE/ATR - JRUBEIBSEN - BRERA - Negative insert with 12 cutting edges. Effective cost-saving.
- MIAEE KEBEREH - Ideal for a large area of cutting.

Tk

Flutes Insert

NACA45-50-HNO6-FMB22-5T-C | 40 57 50 45 22 5 HN.0604 | 0.64
NAC45-63-HN06-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 | 210
NAC45-125-HN06-FMB40-10T-C 63 133 125 90 40 10 HN..0604 422
| B#%& Accessories

1244 Screw (@ #]F Wrench [ | #J1{& Torque(N.m)

M3-7.0-4.3-43-T9-TIN T9 1.4Nm




(> | NAC ASEE AR T]

CHAIN NAC 45°NEGATIVE ANGLE SHELL MILLING CUTTER

| ]
Q
| 4525 Feature :
-RRaskR - JRUBIBEEM - BRERE - Negative insert with 8 cutting edges. Effective cost-saving.
- MIAEERERREH - Ideal for a large area of cutting.
E
Fotes  nert (KGO
Weight
NAC45-50-SN12-FMB22-4T-C 50 65 40 20 48 22 4 SN..1206 0.57
NAC45-63-SN12-FMB22-6T-C 63 78 40 18 48 22 6 SN..1206 0.78
NAC45-80-SN12-FMB27-7T-C 80 95 50 32 62 27 7 SN..1206 1.39
NAC45-100-SN12-FMB32-8T-C 100 115 50 42 80 32 8 SN..1206 1.76
NAC45-125-SN12-FMB40-10T-C 125 140 63 50 90 40 10 SN..1206 3.5
NAC45-160-SN12-FMB40-12T-C 160 175 63 50 120 40 12 SN..1206 6
| B2 43K Accessories

1244 Screw ((® #]F Wrench [ | H1E Torque(N.m)

M4-10-6.6-R3.8-T15 T15 3.0Nm

(7> | NAC 88EE AR EY Sk 7]

CHAIN NAC 88°NEGATIVE ANGLE SHELL MILLING CUTTER

NAC88-50-SN12-FMB22-4T-C 40 50 48 22 4 SN..12 -

NAC88-63-SN12-FMB22-5T-C 40 63 48 22 5 SN..12 -

NAC88-80-SN12-FMB27-7T-C 50 80 62 27 7 SN..12 -

NAC88-100-SN12-FMB32-8T-C 50 100 80 32 8 SN..12 -
| B2 5= Accessories

1244 Screw (® #]F Wrench o[ | 78 Torque(N.m)

M4-10-6.6-R3.8-T15 T15 3.0Nm




(7> | NHF SigsaEm Tl

EHAIN NHF HIGH FEED MILLING END MILL

oo MUl - od

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 =
NHF-2525LN03-150L 150 60 25 25 4 LNMUO303 =
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 =

(7> | NHF SR8 F T

Ll NHF HIGH FEED SCREW-ON MILLING END MILL

A A A A

58

Flsgt%s Irﬂit e

Weight
NHF-17M08-LN03 43 26 17 8.5 M08 2 -
NHF-21M10-LNO03 49 30 21 8.5 M10 3 -

LNMUO0303

NHF-26M12-LN03 57 35 26 8.5 M12 4 =
NHF-35M16-LN03 66 43 35 8.5 M16 4 -

(7> | NHF Sigfasmme ]

] NHF HIGH FEED FACE MILLING CUTTER

2 E=8
=
pec. Weight
NHF-40-FMB16-LNO3-C 40 16 40 6 -
NHF-50-FMB22-LN03-C 50 22 50 8 -
| B2#-5% Accessories

1244 Screw (@ #]F Wrench o[ | A& Torque(N.m)

M2.5-6.45-3.7-43 T8 1.2Nm
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o EEETEL/
+886-4-26265252

1B EE FAX/
+886-4-26267941

@ ithilt Address/
43603782 e A KERAKEK2325%
No. 232, Wuquan Rd., Qingshui Dist., Taichung City 436037, Taiwan
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& 4B Website /
www.chain-headway.com
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