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Grind free Reach mirror Environmental & earth protection
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Lightweight aluminum body
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V- groove positioning for superior stability
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Adjustable to the micrometer
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Axial dynamic balance and through-tool coolant system
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Weight Weight
HCM-50-FMB16-6T-AB-C 50 16 6 0.26 1.26
HCM-63-FMB22-8T-AB-C 63 8 22 8 max. 33000rpm 0.40 1.40
HCM-80-FMB27-10T-AB-C 80 27 10 0.60 1.60
HCM-100-FMB32-14T-AB-C 100 >0 32 14 max. 29500rpm 0.98 2.02
HCM-125-FMB40-18T-AB-C 125 63 40 18 max. 25500rpm 1.88 3.68
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Inesrt Specs
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Polycrystalline R~ (mm) Cutting
Diamond Max.
AL DP Size mm Fig.
Spec.
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ACMQ1711PAFR | @ 17 11 | 90° - 1.2 | 0.15 2 1
l ACMQ1711EAFR | @ 17 11 | 75° - 1.2 | 0.15 2
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Wiper Inserts r
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Polycrystalline R~ (mm) Cutting
Diamond Max.
RAE DP Sime mm
Spec.
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l ACMQ1711AAFR-R300| @ 17 11 45° | 75° | 300 - 2
b—D—+ ACMQ1711AAFR-R500| @ 17 11 | 45° | 75° | 500 - 1.13
‘\’630
45°+75° < -
E2TH AR
Single Crystal Diamond S
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Single Crystal R~ (mm) Cutting
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Inesrt Specs
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Tungsten Steel Insert —=
i 818 2
Spec . o a® B° S (KGS)
pec. Weight
‘ D— - ACMQ1711AAFR-WC 17 11 45° 75° 1.2 0.02
mEN R
Supplemental Insert
R 44 RF HAOE =
L 2
iﬁ*” L D DR a® —® | (N.m) (KGS)
pec. Insert Screw Wrench Torque Weight
ACMQ1711-TB06 22.13 11 TB..0601 M2-5.0-2.7-60 Té6 0.6 0.02
- D—f N o BTRERME
Works with all grades
T JIREE
Insert Base
: R =
Spec. Weight
0 ACMQ1711-AS 17 11 0.02
. BRI AR ES BT ES AN E
Can be used foe balance or self welding inserts
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Insert Seat Angle
2= Form
90° 750 45° 12°
h=0.96f Kr=45° =
Kr=0 »{O‘W /
h=f h=0.2f )D/
N \h 5{
——|f|+ JfL afL =)= = Poxocre),
- NIEEEA - I THERE - IR T - I R=HETIH| EX: Dc=100 f=0.05 Ap=0.2
- NIRRT ZET 4 |- PATIH TG - PR - MR - RiEZR
- K4l +/0.2X(100-0.2)
c . . -Rough cutting -Cuts deep cavities -Multiple rough cuts h = X 0.05
-Cuts thin workpiece L KDi Cutsi K —Low depth. hich feed 100
-Clamped workpieces arge workpieces uts into pockets ow depth, high fee
' 4 =223
-Large workpieces T

=788 Description

SNETIEITIA (ERANGS ) B - AITIBEEEA - TIHIFEDEM - JOBERK ; RZRIVIBEESE - IHEDED - MTIGRESR -
—MINTERTEN tIBEE#ETR 45°H -
The higher the angle is, the greater the chip thickness is, therefore increasing resistance . More resistance leads to less durability. The most
equal ratio between angle and crip thickness is 45 °©

MBFFRAETK - BEETHE Contact us for custom angles
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Technical information
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Workpiece Width VS. Cutter Diameter

= Form

feed
Tgg | cutter
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rotation

hedg 75 )
rotation | 3
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E = recommended
contact angle

Recommended tool diameter

to workpiece width ratio Calculated by diameter (mm)
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7288 Description
JJEEf Cutter Diameter #1278 E J) 21 Choosing the right teeth
EEZNTIAA BEEECET HEEL BB (mm) SHE
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. +40°L £ 5:3 4__ 6\, @D More easily deformed and
Aluminum < 100 100 > prone to imprefections
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Contact Angle VS. Tool Life
= Form
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Relation to Cutter Diameter Relation to Cutter Position Relation to Tool Life
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HMIERE (K) K&MAAE contactangle
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E\. R&AAE contact angle
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The Contact Angle is the angle by which the cutting edge comes in contact with the
work material, with reference to the feed direction.The larger the angle of 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.
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Technical information
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Cutting with Wiper Inserts

2= Form

Ha : AMEREYE Y] J] R 89 E Ha: Without Wiper Inserts

Hb : fER1E3¢ Y] 7] K BOiE#EE Hb: With Wiper Inserts
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HAA (M) A (D)
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Ha Hb
TIBIEHE : ¢ T4 : Al7075 ¢JJ88 HCM-63 ¢ Vc=700m/min ¢ fZ=0.1mm/t ¢ Ap=0.1mm
EXITIR
7 y< " f: § L (mm/rev) L
hiexDIEzrE ~ &Y Ha: 387 A A0 THRRE
$224(Al): 0.03mm L * : Hb:&36]7] R KwE N Tif ke Ha
= d
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Standard Inserts Wiper Inserts
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BRICRIARNMIFE K -

JREE—ZEEIMIEEHFARERE - B EERR] A MTEETAFRIRE - BIESREREETI T

Standard inserts combined with one or more wiper insert produces a superior finish. The wiper insert clears the surface of any imperfections
following the standard insert. There are curved wipers and straight wipers, to suit your specific needs.

tIIEI RS Y] £ tTT Bl ) & EhrY a4
Edge Contact VS. Cutting Force

2= Form
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BIRF2EANHITIES 0k & 15 BER LR HIR 1R 2 R TDHIR 2 R HIR 2~3 R tHIE

0 or 1 edge in contact Only 1 edge in contact 1 or 2 edges in contact 2 edges in contact 2 to 3 edges in contact

728 Description

BETHIREN D BRRE - SJEREE 70%~80% BAEE -

BERZHSMTHNEMY - #aFHNTE -

AL

Normally, 70-80% of the cutter’s diameter should be engaged (fig. D). However, this varies with rigidity of the machine and horsepower.

EEERTIBR 18 Suggest used the cutter spec.

#1E Spec. HCM50 | HCMé63 | HCM80 | HCM100 | HCM125 | HCM160 HCM200 HCM250 HCM315 HCM400
IFLq;e%\/{lﬁhithh@ 30~40mm| 37~50mm [48~64mm| 60~80mm| 70~95mm [ 926~128mm| 120~160mm | 150~200mm| 189~252mm|240~320mm
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Insert Height VS. Wear

/
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Vibration and chipping

=

height variation
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/Jsmall \ Surface quality is excellent
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Abrasion increases
quickly

SntEl
Longer lifespan and
superior finish

Cutting conditions
H RIS HRE i SR fmm/rev)
Materials Materials examples Strength(N/mm2) | Vc(m/min) Ap<imm Ap:1~2mm
$EEE (Aluminium) meE (AI99)
$aE 2 (Aluminium) YA .
7% ® (Si) SR a % (AISi7) max.6000
252 (Aluminium) faEE (AISI9)
7-12% B (Si) 252 (AISI9Cu)
252 (Aluminium) fREE (AISI12)
12% # (Si) BES (AISiI17) max.2000
#fil (Copper) N 3
A2 (unalloyed) #H& <& (SE-Cu) <300 max.6000
#fil (Copper) #iEH =% (CuSné) > 300 0.1~0.2mm/rev 0.05~0.1mm/rev
=1 (Brass) _
=4 B S € (CuZn33)
Rl 5% (CUAI9Mn3) <1200
#T4d (red brass)
£ 28 (Graphite) -
max.2000
JEBE (PA), 812 (PE), BH5ELHEs (PC),
I . BRI (PS), B&EW% (PVC),
281 (Plastic) ;mx S 7 2
o] B4R HE (Thermoplastics) B (P;E;gm(ig%/éﬁ (PTFE),
BHRERGHK P PMMA
— . F&ls (PU), EA (PF),
#838} (Plastic) E;%L = 5 e et B
E[E BB (Thermoset plastics) iﬁi?;HFV(EE)P);—ﬁ;gHFC%P)'
B} (Plastic matrix) - =ma
W4 18 5418 (CFRP/GFRP) Rt (IMS), = (HTA)
Max.100~500| 0.1~0.4mm/rev 0.1~0.2mm/rev
¥B3# (Plastic matrix) IR IE M 4 (GMT-PP),
ki 448 S48 (CFRP/GFRP) P EmiBLER (PEEK)
ik 448 S Mk Carbon matrix s
B R LREE R i G Max. 100~-300| 0.1-02mm/rev | 0.05-0.imm/rev
Carbon fibre reinforced(CFC) !

P

HowuT

&35 7] R EE

Wiper insert
PCDJ] R [EE
PCD insert

A Z#EF}IITIR(R300 ~ R500)8F - EEEPCDJ] R & 1+0.03mm~+0.05mm
When installing wiper inserts (R300 or R500) be sure they are 0.03 ~ 0.05mm higher
\ / than the PCD insert.

A
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Make sure the wedge and the insert are parallel.
—RRFEE : 0.01mm

HBZFEE : 0.003mm ~ 0.005mm

General accuracy: 0.01mm

Precision accuracy: 0.003mm 0.005mm

BY)EA—MEFE g% -
ORESIAEEHS

Each insert seat has a dedicated dynamic
balance adjustment

B JISZR A
& (min ") 1SO 1940-1/8821
(JISB0905) N
ESENEE (10,000 min® ML) EHEE - 7]
~20,000 G16 BAREBIRMNAES FEELITEEET
B
~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 ErEgEgsnssEENTEE  BREREONSEME] R ASHHRE - ERIESE
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.

ATIBTITIER - #ESFEERFESFRERER

When using all cutting equipment be sure to use protective gloves and other gear

JLCAUTION
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