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Tool Styles: Straight shank, Screw-on type, and Shell type.
Compatible Inserts: SDMT, SDET.

o SDET- #EE#R ) O8R5 2R
« SDMT-M &1k - JORETFREREESD
« JJROTAIE@EYIO - BRFEEMZ

« SDET — Ground-grade inserts offer a sharper
cutting edge.

« SDMT — M-grade inserts feature an edge design
that balances strength and tool life.

« Each insert provides four usable cutting edges,
effectively reducing cost.
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« Through-center coolant

. . Bl
« Excellent corrosion resistance HIGH FEED HILLING @wmgw
HGP-630-FMA25.4-C
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 Through-center coolant
« Special surface treatment
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The cutting force is exerted
in the axial direction.
Compare with cutters using
round inserts, cutters using
square inserts are more
durable.



(7> HAS/HGP Kkt 7R

CH/AIN HAS/HGP HIGH FEED MILLING CUTTER
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- || HAS/HGP K& HIHITI A

CHAIN HAS/HGP High Feed Milling Cutter Insert

HEAOWAY

P éﬁﬁm Alloyed Steels OO0 | O
m Kﬁﬁﬁm Stainless Steels TIHIAR 85 Cutting Condition:
ISO QS 675 8] Cast Iron °|0|©0 @ E/&tTH| Continuous Cutting
VAY,
k] N $8 & $R S S Aluminum&Al [ | O —#&tJIEl General Cutting
S| S8 5 Refractory Alloys W Ef&LH] Interrupted Cutting
H Eﬁﬁ};:*j Hard Material O
BiEESE
5 /= BN Micro grain
Layer coated micro grain cemented
carbide
CHF HF i B
Drawing
S 88 3
o © o o
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O O (e}
SPETO60308ER-M0O1 [ BN J (] 7 7 |3.18]| 0.8
new SPMTO60308EDER-M04 o 7 7 (318 08 !!.
N IS |
SDET090408EDER-M01 [ BN J 9521952476 0.8
new  SDMTO90408EDER-M04 [ ] 9.52 1952476 | 0.8

d
SDET120508ER-M0O1 o o 1271127 | 556 | 0.8 7.
. N s

new SDMT120508EDER-M04 12.7 1127 | 556 | 0.8

NEW #ram New Product

| %5l Example

04 - E[EEE{I Unit of Length (mm)
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HIGH FEED MILLING CUTTER SERIES

SP_06/SD 09.12 ¥&¢-gii% Cutting Parameter

SP..0603
M #% Facing Fi1& Slotting ###% Plunging
WNIME TIHRE | 8TES IS TIHRE | 8TER IS HERE | 87)E&HA &
Machining Materials Speed Feed D.O.C. Speed Feed D.O.C. Speed Feed W.OC.
Ve(m/min) | hpy(mm) | agmax(mm) [ Vem/min) | by (mm) | apmax(mm) [ Vem/min) | fmax(mm) | agmax (mm)
&5 % 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## i 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
M Iﬁeﬁcgiginﬂardening 50-150 | 0.15-0.8 0.9 50-150 | 0.15-0.6 0.9 50-150 |0.04-0.12 3
#2485 CastIron 152-335 | 0.2-0.8 0.9 152-335 | 0.2-0.6 0.9 152-335 | 0.04-0.12 3
fR K ERE S 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
=& E M E 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
M Facing B#% Slotting #E#% Plunging
WINTHME HIHERE | 874 DS TIHERE | BY#sA IS HIRE | 8Y)EsH &
Machining Materials Speed Feed D.O.C. Speed Feed D.O.C. Speed Feed W.O.C.
V (m/min) hm (mm) apmax (mm) | Vc(m/min) hpm (mm) apmax(mm) | Vc(m/min) | fmax(mm) | agmax(mm)
E& &1 Low-Alloy Steels | 120-235 | 0.3-2.0 15 120-235 | 0.3-15 15 120-235 | 0.1-0.2 6.0
&% Alloyed Steels 70-160 | 0.3-2.0 15 70-160 | 0.3-1.5 1.5 70-160 | 0.1-0.16 6.0
A ###H 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 ﬁigiginﬂar dening 50-100 | 0.02-0.6 15 50-100 | 0.1-04 15 50-100 |0.05-0.08 6.0
#2144 CastIron 150-395 | 0.3-2.0 15 150-395 | 0.3-15 15 150-395 | 0.1-0.2 6.0
ta &iaaE Aluminum&Al | 400-1000 | 0.3-1.5 15 400-1000| 0.3-1.0 15 400-1000| 0.1-0.3 6.0
= m 5% 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
M #% Facing B1& Slotting #E#% Plunging
WINIME VIHRE | 8Y)&4% | x| UHIRE | 8704 | R | UHERE | 87&R | TR
Machining Materials Speed Feed D.O.C. Speed Feed D.O.C. Speed Feed W.O.C.
Vc (m/min) hm, (mm) apmax (mm) | Vc(m/min) hpm (mm) apmax(mm) [ Ve(m/min) | fmax(mm) | agmax(mm)

&5 Low-Alloy Steels | 120-235 | 0.3-3.0 25 120-235 | 0.3-20 20 120-235 | 0.1-0.25 9.0

&% Alloyed Steels 70-160 0.3-3.0 25 70-160 0.3-20 20 70-160 | 0.1-0.18 9.0
A8 Stainless Steels 115-265 | 0.2-1.2 25 115-265 | 0.2-1.0 20 115-265 | 0.12-0.13 9.0
M ﬁigiginﬂardening 50-100 | 0.02-0.7 25 50-100 0.1-0.6 20 50-100 | 0.05-0.1 9.0
#84 Cast Iron 150-395 | 0.3-3.0 2.5 150-395 | 0.3-2.0 20 150-395 | 0.1-0.25 9.0
t8 & ie 5 <€ Aluminum&Al | 400-1000 | 0.3-1.5 25 400-1000| 0.3-1.5 20 400-1000| 0.1-0.4 9.0
=ma® Refractory Alloys 25-60 0.2-1.0 25 25-60 0.1-0.7 20 25-60 |0.05-0.12 9.0
=& E M E Hard Material 35-100 0.3-1.5 25 35-100 0.3-10 20 35-100 |0.08-0.15 9.0

| T 8heEsE =(1000x TIHIEE )+ (3.14x JJEIME) Spindle Speed=(1000x Cutting speed)+(3.14xCutter outer diameter).
| RIE#EL (mm/min)= BYJ#E4 x JJEYJE x TiliEE Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.

« REEAI Unit of Length(mm) Q5
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HIGH FEED MILLING CUTTER SERIES

7> | HAS EFR ALy e T

CHAIN HAS Screw-On High Speed Milling Cutter

HEAOWAY

Mm ﬁwﬁ M
78° @ [ —

L \
| 425 Feature
-YHIAHEEAE - EEFRTI R JJEMRLEE - TR EJIENE -The cutting force is exerted in the axial direction. Compare with cutters using

HAE=EmRE round inserts, cutters using square inserts are more durable.
ST AEATINI T - BT -Available for high feeding cutting, and is able to shorten processing time.
T ETEENETO - AYEERA -There are 4 edges usable on each insert, effective cost-saving.
&~  EEH M s <GS)
SW (N.m) Flutes Insert Weight
HAS-1616-M8-SP06-C 25 16 8.5 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

(7 || HAS Bt KiELLTIHI IR

CHAIN HAS Straight Shank High Speed Milling Cutter

HEAOWAY
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| 4525 Feature
- PO EmAaE - BEFR R JJEMRLEE - JREBEJJE/RER  -The cutting force is exerted in the axial direction. Compare with cutters using

=EHRE round inserts, cutters using square inserts are more durable.
STRERTMIT - WM el for e i cttng. s et horten rocesing e
- JJROERIEYIO - BMBEEAAR ) ’ - g
L
Fltes (KG9
Weight
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..09204 0.76
HAS-4032-170L-C 170 50 40 32 4 SD..0904 1.10

| B2 Accessories

- HE 18

Insert —{ = (N.m)

Wrench Torque
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
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HIGH FEED MILLING CUTTER SERIES

(7 | HGP 5B AR/ IR

CHAIN HGP SheII H|gh Speed Milling Cutter

HEAIOWAY

690 I
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| 4325 Feature
- A Em AT - BEF R JJERLEE - JREJJERER  -The cutting force is exerted in the axial direction. Compare with cutters using

=EHRE round inserts, cutters using square inserts are more durable.
A AEATINI T RO IR -Available for high feeding cutting, and is able to shorten processing time.
TS ENETIO - AR -There are 4 edges usable on each insert, effective cost-saving.
E=
(KGS)
Weight
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 25.4 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 % Accessories
RF

= Jm
Wrench

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

=

L]

« REEfI Unit of Length(mm) Q7
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HIGH FEED MILLING CUTTER SERIES

£~ | B /M BB EliEes

CHAIN C/M STRAIGHT TUNGSTEN CARBIDE EXTENSION SHANK

HEAOWAY

| 4525 Feature

-®LEA  NREKERE -Through-hole design for better water coolant and anti-vibration.

E=

ol L D T (KGS)

Weight

C10-M5-150-C 150 10 M5-0.8P 0.16
C12-Mé6-100-C 100 12 Mé6-1.0P 0.16
C12-Mé6-150-C 150 12 Mé6-1.0P 0.24
C16-M8-100-C 100 16 M8-1.25P 0.26
C16-M8-150-C 150 16 M8-1.25P 0.57
C16-M8-200-C 200 16 M8-1.25P 0.54
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

(7 | B C/SOM BAGRE NS HERF

CHAIN C/SOM STRAIGHT ALLOY STEEL SCREW-ON EXTENSION SHANK

HEAOWAY

-
il
i T
T f ~
! l4
L
| 4% Feature
- #ME : SNCM-21 -Material : SNCM-21
2 =
éﬁmj L 1 D d1 d2 T (KGS)
pec. Weight
C12-SOM6-130 130 60 12 10 65 Mé6x1.0P 0.13
C16-SOM8-140 140 80 0.22
C16-SOM8-180 180 130 16 13 8.5 M&x1.25P 0.28
C20-SOM10-140 140 80 0.34
C20-SOM10-180 180 120 20 18 105 M10x1.5p 0.44
C25-SOM12-170 170 100 0.60
C25-50M12-210 210 140 2 21 125 M12x1.75p 0.75

08 - E[EEE{i Unit of Length (mm)



HIGH FEED MILLING CUTTER SERIES

| 57024 — Tool Trial Case 1
THME : FREEREER SUS420)2 XE
Workpiece Material: Modified SUS420J2 Stainless Steel for Plastic Mold Applications.

R4 HI 25

KB mE thERZRTR
SDMT120508PDER-M04 RM4025 Wxxx Jxxx
Our Brand : Other Brand (Japanese Brand) Insert :
AN SDMT120508PDER-M04 RM4025 Wxxx Jxxx
Insert E I m
tNHIZ 8 Vc=600 Vc=500
Cutting Parameters JJEE & Tool Diameter : 63mm JJEE & Tool Diameter : 63mm
ASETT 3@ T ﬁ 1@ET#H
Insert Life 3 Workpieces 1 Workpieces
J1R1EIA _
Insert Cutting Angle 4 3x2=6
REHEREE %) Ra:0.6um HEHE
Surface Roughness Approx. Ra 0.6 pm Relatively rough surface finish

SR - BREMERESE - ReJEFAXR -
Extended tool life, effectively reducing downtime and increasing tool utilization.

| 714" Tool Trial Case 2

7]42 Tool Holder :
SBT40-MLK32-105

tIEIZE Cutting Parameters

7]& Cutting Tool :
HAS-3232-130L-C

RM4025

7R Insert :
SDMT090408EDER

#Ofthh# Imported Other Brand

B#% - #8 Slot Milling — Material :
SUS304
S=1400 Vc=140
F=3360 f=0.80
Ap=1mm Ae=21mm
#at]x Total Depth of Cut: 5mm
K% Water Cooling

B#t - #E Slot Milling — Material :
SKD61
S=1800 Vc=180
F=4860 f=0.90
Ap=1mm Ae=21mm
#2t])% Total Depth of Cut: 35mm
&2 Air Cooling

FIREMERBHEE - HEBLES -
Performance comparable to European and American brands, offering high cost-effectiveness.

« RE Bl Unitof Length(mm) Q9
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+886-4-26265252

I8 EE Fax/
+886-4-26267941

' ik Address /
aEabmEKE Q23255
No. 232, Wuquan Rd., Qingshui Dist., Taichung City 436, Taiwan
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& 21t Website /

www.chain-headway.com
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WeChat Facebook YouTube




