Polish Mill V type ASPV
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Cutting Conditions

- Ideal cutter for applications finishing structural parts of bottom, side, etc. T Ba | L@@ | [Ny [=Fa
- Multi-flute specifications enable higher feed rates for more efficient finishing. H L. \« % \mf
+ Vertical machining in which cutting feed is in the direction of the machine's main axis can also be performed. : : : K > -
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 Straight shank type HIBEAAYEY,  Numeric figure in a circle £
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z ERI—R 700 | I8 Xt 3 size (mm) BRI —h FLI\FHfE ()
= fom code sock| %[ pc | LF [pconws| b7 | tH | Ls Inserts roton e %)
2 ASPVS2016R-2 @ |2 16 100 16 14.5 30 70 40,650
Y ‘17 . ASPVS2020R-3 ® |3 20 110 20 18 30 80 MPHWO603¢ ¢ 2 ZEL 52,410
; Vs ASPVS2025R-4 ® | 4 25 120 25 23 40 80 MPHWO06030 > ZEL- " 63,230
. g £ | ASPVS2030R-4 ® |4 30 150 | 32 28 50 | 100 66,730
> | %% |AsPvs2032r-5 | @ |5 | 32 | 150 | 32 | 30 | 50 | 100 |MPHWOG03: K iZFL 75,240
E |7 [aspvsz03sr-5 ®|5| 3 | 150 | 32 | 31 50 | 100 | MPNWO0B03: * :ZEL 75,240
}TJ ASPVS2040R-6 ® |6 40 170 32 31 50 120 86,600
THIZBEAAYES,  Numeric figure in a circle £
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3 ... Modular type Refer page D2 about the shanks for Modular Mill, Refer page D5 about tightening torque
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Item code sook | Yo' | DC LF |DCONMS|THSZMS|DHUB | L1 L2 |DRVS Inserts sugges‘e(d@m m
ASPVM2016R-2 @ |2 16 25 8.5 | M8 128 | 55 17 10 40,650
% ASPVM2018R-2 @2 18 25 85 | M8 145 | 55 17 10 40,650
ASPVM2020R-2 @2 20 30 105 | M10 | 17.8 | 5.5 19 15 47,890
+ | ASPVM2020R-3 ®| 3 20 30 |10.5 | M10 | 17.8 | 55 19 15 52,410
Y |%AsPVM2022R-3 | @ | 3 | 22 | 30 |10.5 | M10 |17.8 | 55 | 19 | 15 |MPHWO0603:. " ZEL 52,410
= ASPVM2025R-4 Q| 4 25 35 |125 | M12 | 20.8 | 5.5 22 17 | MPHWO06030:} ZEL- 3 63,230
I [ ASPVM2028R-4 @ 4 28 35 |125 | M12 | 23 5.5 22 17 | MPHWO0603: . ZFL 63,230
5| ASPVM2030R-4 | @ | 4| 30 | 40 [17 | M6 [288 | 6 23 | 22 | MPNWO0603: < ZEL 66,730
é ASPVM2032R-3 @ 3 32 40 |17 M16 | 288 | 6 23 22 70,720
ASPVM2032R-5 ®| 5 32 40 |17 M16 | 288 | 6 23 22 75,240
% ASPVM2035R-5 ®| 5 35 40 |17 M16 | 288 | 6 23 22 75,240
% ASPVM2040R-6 ®| 6 40 40 17 M16 | 28.8 | 6 23 22 86,600
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[Note] When 3% and carbide shank are used together as a set, there is no interference.

Do not apply lubricants such as grease, etc. to the "contact faces" and "modular screws" of the "modular mill",
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"dedicated shanks" and "dedicated arbor".

» No mark : Contact with our sales department.




THEBEAAYET,  Numeric figure in a circle {7

PERA VF B A XADIRT 54 TH7—I\FD13ZSRLEE .
As PVB 2 R (M) - IT\ 7 947 Bore type For::rbors for bore type with inch-sized internal diameter, refer to page D1<5.
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o—_ ke A & size (mm) 5 ~ #2/\FEE (F)
ﬁltgﬁ"jwdel\ TS%E ’\fllﬁigf DC |DHUB| LF |CBDP|KWW/| b DCONMS |DCCB ﬁmﬂsjg " restgﬁg?isctee?ﬁ
Irlgde ;Ifaﬁz; ASPVB2050R-7 @®| 7|50 47 |50|19 | 84| 5 22.225 |17 106,460
inch size ASPVB2063R-8 ®|8|63/60|50/19 | 84|5 22.225 |17 113,560
Ins@j%ii"-iter ASPVB2050RM-7 ® |7 |50 47| 50|20 |10.4| 6.3] 22 17 106,460
mm size ASPVB2063RM-8 ®| 8|63 60| 50 20 |10.4| 6.3] 22 17 113,560

[(FE] 7—/ HRQUIIMIBULEEA. [Note] Arbor screw is not included.
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| Carbon steels | M | [ | " | [ | @
SUSEH SUS, etc. | [ ] [ ] Il M —RUH - E—HER
FC-FCD Cast irons M O [] NN Fretrecommended RIS ()
7)b:—|jL\D§ Aluminum alloys - m DRI - BT Suggested retail price (%)
FIYETR Titanium alloys | [l M H iir;(:i::::ler;g Second
%EE*Z Hardened steels | M Il
g 2 | FE | Re F JP4105
"l“§ ”|“§ 1;3% "[‘§ z ”'1:8 & size (mm) JP4120
BRI—R TEE 52 Q%’ EN ?T:E 8 (ég IR | JM4160 | SD5010
Hem code G| o | o | 2 | o | Q8 | = o Shape | JS4060 | BH250
e/ &1 2|18 8|2 | 8| 3 |wiles|s |Lelre MZ1000
MPHWO060302ZEL (] 6.35 — 13.18/ 3 |0.2| Fig-1 | 1,580 —
MPHWO060302ZEL-0.5 ® 6.35/0.5/3.18| 3 |0.2| Fig2 | 1,580 | —
MPHWO060304ZEL o o | o 6.35 — |3.18| 3 |0.4| Fig1 | 1,580 | —
MPHWO060304ZEL-0.5 [ ] ® [ 6.35/0.5/3.18| 3 |0.4| Fig-2 | 1,580 —
MPHWO060304zFL  |H# ® |635 - [3.18)3 0.4] — | 2,220
MPHWO060308ZEL o o o | o 635 — 318 3 0.8 " [ 1,580 | —
MPHWO060308ZEL-1.5 e o ® o o 6.35/11.5/3.18| 3 |0.8|Fig-2,4| 1,580 |24,690
MPHWO060308ZFL ® |6.35 —|3.18/ 3 /0.8 — 2,220
MPHWO060320ZEL o o o [ 6.35| — [3.18/ 3|2 | 1,580 24,690
MPNWO60308ZEL | nsm o o o 635 — 318/ 3 08| 9"°[ 1,210 | —
MPNWO060320ZEL N o O o 6.35 — [3.18] 3 |2 1,210 —
[EFE)JSO—FT VI IHEER Y v F Y —ICRMUE B ADTTEELIEEL), [Note] Please note that the JS Coating does not cause a reaction in conductive touch sensors.
. EB%E% Parts CHRBFEAAYUET,  Numeric figure in a circle {7}
IR 2527R0 RS )\— RUEEEIERLLER]
Parts Clamp screw Screw driver Screw anti-seizure agent

AR )
Shape = =
: WSV | ) \Goiins i\ ==\l
BEREAOYSY ;;n;gjingtorque SEE(F:?Zj - SEE(F:?Zj - SEE(FFZ o
Cutter body (N. m) ugpgreiscsee( ¥r§3 ail ugpgreiscsee( ¥r§3 ail uggriecsee(¥r)e ail

FEYa15—Modular | ASPVM20:

s 20

92 shank | ASPVS20< 250-141 1.1 960 104-T8 1,980 P-37 1,120
1V Bore PR

' ASPVB20::RM-

[EE] FSUNFC T 7 —. IHEEI RS T 25813 527 —/\BRUES{ER T UL, [Note] When supplying air and cutting agent to each flute, please use the arbor screws listed above.
5 TRUIGEFERTY . EABEICKDTIREHIEZTLLET D TRHDR The clamp screw is a consumable part. Since replacement life depends on the use environment,
BEBSEVBLET. 75V ThUEMIETIEFE 1 &, AT FFiE it is recommended that it be replaced at an early stage. One spare clamp screw is provided for
DoARELET. ° cutter bodies with 3 or less flutes, and two for 4 or more flutes.
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Polish Mill V type ASPV

7MUY AZ IV VYL T ASPY

O %Eﬂ] ﬁll%ﬁ:i Recommended cutting conditions

B EEfL LI REIHIST HRFISE— T TT

Standard cutting conditions for bottom finishing Red indioates primary recommended grade.

TE&EDC P16(2HH) 2Fiutes @20(3A) 3 Fiutes @25 (48HA) 4 Fiutes

Tool dia.
tEIM | HERAAE EV2S—BEIYIY EV2S—BEIvIY EVIS—BBIvY
Work material Rec::mended ;'&Hjb% <3DC Modular carbide shank <3DC Modular carbide shank <3DC Modular carbide shank

7 owneng | U8 [BEL S0C-SDC-[_ | AR [BEMT DC-[8C-I_ | A [HERT|SDC-[8DC-|_

purpose purpose cutting purpose cutting
% n (min-") 2,990 | 5,980 | 3,990 | 2,990 | 2,590 | 2,390 | 4,780 | 3,190 | 2,390 | 2,080 | 1,920 | 3,830 | 2,550 | 1,920 | 1,660
—MRIEERE | Mz1000 | Yo (mmin) | 150 | 300 [ 200 [ 150 [ 130 | 150 [ 300 [ 200 [ 150 [ 130 | 150 | 300 | 200 | 150 | 130
(200HBLIT)| ATHO8M |-Vf (mm/min) | 600 [ 1,800 [1,200 | 720 | 520 | 720 | 2,160 1,440 870 | 630 | 770 [2,300 [ 1,530 | 930 | 670

Mild steels JP4120 fz (mmft) 0.1 0.15 | 0.15 | 0.12 0.1 0.1 0.15 | 0.15 | 0.12 0.1 0.1 0.15 0.15 0.12 0.1
(200HB orless) | JS4060 | ap (mm) 02 [ 02 | 02 0202|0202 02]02]02]02]02]02]02]o02

ae (mm) 8~16 | 8~16 | 8~16 | 8~16 | 8 |10~20]10~20]10~20]10~20] 10 [12.5~2512.5~25/12.5~25[12.5~25] 12.5
o= n (min-) 2,990 | 4,980 [ 3,590 [ 2,590 | 2,000 [ 2,390 | 3,990 | 2,870 | 2,080 | 1,600 | 1,920 | 3,190 | 2,300 | 1,660 | 1,280
N MZ1000 | ve (m/min) | 150 | 250 | 180 | 130 | 100 | 150 | 250 | 180 | 130 | 100 | 150 | 250 | 180 | 130 | 100

== -
(30HRCLT) | ATHO8M| vf (mm/min) | 600 | 1,500 | 1,080 | 630 | 400 | 720 | 1,800 1,300 750 | 480 | 770 | 1,920 | 1,380 | 800 | 520
Carbon steels JP4120 | fz (mm#) 01 | 015|015 012 | 01 | 01 [ 0.15] 0.45| 042 | 04 | 04 | 045 | 045 | 012 | 0.1

SHTNHSHON Riilghssarie

Alloy steels JS4060 | ar (mm) 02 | 02 [ 02 ] 02 020202 02]02] 02]02]02]02]02]02
(30HRC or less) ae (mm) 8~16 | 8~16 | 8~16 | 8~16 | 8 |10~20]10~20]10~20]10~20] 10 [12.5~25[12.5~25/12.5~25(12.5~25] 12.5
- n (min-) 2,590 | 3,990 | 3,190 | 2,590 | 1,800 | 2,080 | 3,190 | 2,550 | 2,080 | 1,440 | 1,660 | 2,550 | 2,040 | 1,660 | 1,150
PSS ATHO8M |_ve (m/min) | 130 | 200 | 160 | 130 | 90 | 130 | 200 | 160 | 130 | 90 | 130 | 200 | 160 | 130 | 90
=SEi] JP4120 vi(mm/min) | 520 | 960 | 770 | 520 | 360 | 630 | 1,150 | 920 | 630 | 440 | 670 | 1,230 | 980 | 670 | 460
(30~45HRC) 1S4060 fz (mmft) 04 /012 012 | 041 | 01 | 041 [012 012 | 04 | 041 [ 01 [042 | 012 | 01 | 0.1
Xﬁfboqstlee's ap (mm) 02 | 02 | 02 | 02 | 02 ] 02| 02| 02 ] 02| 02 ] 02 0.2 0.2 0.2 0.2
oy stee’s ae (mm) 8~16 | 8~16 | 8~16 | 8~16 | 8 |10~20|10~20]10~20/10~20| 10 [12.5~2512.5~25/12.5~25/12.5~25| 12.5

n(znir/w) ) 2,990 | 4,980 [ 3,590 [ 2,590 | 2,000 | 2,390 [ 3,990 | 2,870 [ 2,080 | 1,600 | 1,920 | 3,190 | 2,300 | 1,660 | 1,280

. ve (m/min 150 | 250 | 180 | 130 | 100 | 150 | 250 | 180 | 130 | 100 | 150 | 250 | 180 | 130 | 100

éJSJI/ZﬁIﬂ jK/I?‘IZG% vi(mm/min) | 600 | 1,500 | 1,080 | 630 | 400 | 720 | 1,800 | 1,300 | 750 | 480 | 770 | 1,920 | 1,380 | 800 | 520

: fz(mmfA) | 04 | 0.5 0.5 | 012 | 01 | 0.1 | 0.15 | 0.15 | 0.12 | 0.1 | 04 | 015 | 045 | 0.12 | 0.1
stainless steels | ATHOBM |2 (mm) 02 | 02 | 02| 02| 02|02 02| 02 02 02|02 02| 02| 02 02
@e (Mm) | 8~16 | 8~16 | 8~16 | 8~16 | 8 |10~20|10~20|10~2010~20] 10 |12.5~2512.5~2512.5~2512.5~25| 12.5
n(min) [ 2,090 | 4,980 | 3,990 | 2,990 | 2,590 | 2,390 | 3,990 | 3,190 | 2,390 | 2,080 | 1,020 | 3,190 | 2,550 | 1,920 | 1,660

SE54% ATHO8M |- (m/min) 150 | 250 | 200 | 150 | 130 | 150 | 250 | 200 | 150 | 130 | 150 | 250 | 200 | 150 | 130
FC JP4120 vi(mm/min) | 600 | 2,000 | 1,600 | 900 | 520 | 720 | 2,400 | 1,920 | 1,080 | 630 | 770 | 2,560 | 2,040 | 1,160 | 670
FCD 1S4060 fz (mmft) 04 ] 02 ] 02 015 01 [ 04 | 0.2 | 0.2 [ 045 041 | 01 02 | 02 [ 045 | 0.1
Cast irons ap (mm) 02 | 02 | 02| 02 ] 02]02 ) 02]02] 02| 02]02 0.2 0.2 0.2 0.2

ae (mm) 8~16 | 8~16 | 8~16 | 8~16 | 8 |10~20]10~20]10~20]10~20] 10 [12.5~2512.5~25/12.5~25[12.5~25] 12.5
n (min-) 11,950/23,890[15,930]11,950/11,950( 9,560 [19,110]12,740] 9,560 | 9,560 | 7,650 | 15,290 | 10,200 | 7,650 | 7,650
ve (m/min) | 600 |1,200| 800 | 600 | 600 | 600 | 1,200 | 800 | 600 | 600 | 600 | 1,200 | 800 | 600 | 600
PIWEZOLEE SD5010 vi(mm/min) | 2,390 | 7,170 | 4,780 | 2,870 | 2,390 | 2,870 | 8,600 | 5,740 | 3,450 | 2,870 | 3,060 | 9,180 | 6,120 | 3,680 | 3,060

Aluminum alloys fz (mmit) 01 [ 015|015 012 | 01 [ 01 | 015015 | 012 | 04 | 041 | 045 | 045 | 012 | 0.1
ap (mm) 02 | 02 ] 020202 02]02]02]02]02]02]02]02]02] 02

ae (mm) 8~16 | 8~16 | 8~16 | 8~16 | 8 [10~20[10~20]10~20]10~20| 10 [12.5~25/12.5~25[12.5~25[12.5~25] 12.5

N n (min-") 600 | 1,200 | 1,000 | 600 | 600 [ 480 | 960 | 800 | 480 | 480 | 390 | 770 | 640 | 390 | 390
FIIEE vc (m/min) 30 60 50 30 30 30 60 50 30 30 30 60 50 30 30

TI-BAI-AV | ATHO8M [ vi(mm/min) | 120 | 360 | 300 | 120 | 120 | 150 | 440 | 360 | 150 | 150 | 160 | 470 | 390 | 160 | 160
GEzUIHD | ypa120 | Fz (mmh) 01 | 045]015] 01 | 01 | 04 | 0.15] 045 01 | 01 | 04 | 045 | 045 | 01 | 0.1
I‘V‘;Tg;ji't';ynﬁ ap (mm) 02 | 02 |02 | 02| 02|02 02 02 02 02| 02 | 02 | 02 | 02 | 02
ae (mm) 8~16 | 8~16 | 8~16 | 8~16 | 8 |10~20]10~20]10~20/10~20] 10 |12.5~25[12.5~25[12.5~25/12.5~25] 12.5

n (min-) 1,600 | 2,390 | 2,000 | 1,600 | 1,600 | 1,280 | 1,920 | 1,600 | 1,280 | 1,280 | 1,020 | 1,530 | 1,280 | 1,020 | 1,020
BEANSE JP4105 | ve(m/min) | 80 | 120 | 100 | 80 | 80 | 80 | 120 | 100 | 80 | 80 | 80 | 120 | 100 | 80 | 80
AB~B55HRC | ATHO8M |« (mm/min) | 320 | 480 | 400 | 320 | 320 | 390 [ 580 | 480 | 390 [ 300 | 410 | 620 | 520 | 410 | 410
Hardened steels | JP4120 |12 (MM/t) 010101 ]01]01|01]o01][01]01] 01|01 010101 |01
ap (mm) 02 | 02 [ 02 ] 02 020202 02]02] 02]02]02]02]02]o0.2

ae (mm) 8~16 | 8~16 | 8~16 | 8~16 | 8 |10~20]10~20]10~20/10~20] 10 |12.5~25[12.5~25[12.5~25/12.5~25] 12.5
n (min-) 1,000 | 2,000 | 1,400 | 1,000 | 1,000 | 800 | 1,600 | 1,120 | 800 | 800 | 640 | 1,280 | 900 | 640 | 640
BANGE JP4105 | Ve(m/min) | 50 | 100 | 70 | 50 | 50 | 50 | 100 | 70 | 50 | 50 | 50 | 100 | 70 | 50 | 50
B5~B2HRC | ATHOSM v (mm/min) | 100 | 280 | 200 | 100 | 100 | 120 | 340 | 240 | 120 | 120 | 130 [ 360 [ 260 | 130 | 130
JP4120 fz (mmft) 0.05 | 0.07 | 0.07 | 0.05 | 0.05 | 0.05 | 0.07 | 0.07 | 0.05 | 0.05 | 0.05 | 0.07 | 0.07 | 0.05 | 0.05

ap (mm) 02 [ 02 [ 02 ] 02 02]02[02]02]02]02]02]02]02]o02]o02

ae (mm) 8~16 | 8~16 | 8~16 | 8~16 | 8 |10~20]10~20]10~20/10~20] 10 |12.5~25[12.5~25[12.5~25/12.5~25] 12.5

Hardened steels

[(EE] O othHEIRHRBDERFEOERERT 6O TY . ERONI TIRNIAIR. B0, EREEBSICIURFERARL TSN,

QYUK FEHAHCE B TRIBEMLEDIcsd BT TP —TO0—FICLBIPY<STIREZTOTTEL.

BHHLIIV< TR RBIUEREE DS L. ABEHIVERBBICA-TABEEZIT/NHBYETO T, TEAICKREL TR ECOBBICREN/N—ZEUT 1T REAHRED
RERZEAL. RELVRIBTERINZ L ESROBLET.

WIST—F1 V5 RBERRYF LU Y —ICRIBLETADTITERLIZE L.

OV — ORI RDICITOBEOREMBICKBHIREHLEL TS,

OABRSRUN TIRYBOBRKELEBABVLSIEHEL TSN,

(PMZ1000,BH250(HEXHICIFBLER A B2 (TP —T0—) TOERESROLET.

@FKBIEDEDIE. RXOEN D BUET D TEALZOTTFE,

OEY25—IVABTIZ—/N\TEAORE. FEDHIRGREBRICNIRHEEREL TT SO N TRRICLVIRBI MBS SN BB SR 1B RS (Ap) BRI S
2. —PHYDRY () BRI B5ETHE TS0,
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Finishing

@32 (58HA) 5 Futes @40 (BHH) 6 Flutes @50(7HHA) 7 Fiutes @63 (8HH) 8 Fiutes

EVA5—BRY Y TS8R HHIH
<3DC Modular carbide shank <3DC Modular carbide shank <3E)C 3DC-|5DC- S7DC <SE)C 3DC- |BDC- >7DC Work material
A [BEIL| 3DC-5DC- | 7| A [BRHL|3DC-[5DC |y 7| A4 [BRAL|5DC |7DC A [BEIL|50C | 7DC
pimose | "ding” | 5BDC | 7DC piposs |t | 5DC | 7DC piose | 'St pioss |

1,500 | 2,990 | 2,000 | 1,500 | 1,300 { 1,200 | 2,390 | 1,600 | 1,200 | 1,040 [ 960 | 1,600 | 1,280 | 960 | 830 | 760 | 1,270 | 1,020 | 760 | 660

150 | 300 | 200 | 150 | 130 | 150 | 300 | 200 | 150 | 130 | 150 | 250 | 200 | 150 | 130 | 150 | 250 | 200 | 150 | 130 | —fMiEEmEsd

750 | 2,250 [1,500 | 900 | 650 | 720 | 2,160 1,160 | 720 | 630 | 680 | 1,680 1,350 | 810 | 590 [ 610 | 1,530 | 1,230 | 730 | 530 | (200HBIITF)

01 | 015 015 | 012 | 041 01 | 015 | 012 | 01 0.1 01 | 015 | 015 | 0.12 | 0.1 01 | 045 | 015 | 0.12 | 0.1 | Mmild steels

02 | 02 |02 |02 0202 02]02]|02]02)¢02]|02]02]02)02]|02]02]02])02]| 02 |(00HBorlkss)

16~32|16~32|16~32|16~32| 16 |20~40)20~4020~40]20~40, 20 |25~50)25~50|25~50|25~50, 25 |31~63|31~63 31~63|31~63 31

1,500 | 2,490 | 1,800 | 1,300 | 1,000 | 1,200 | 2,000 | 1,440 | 1,040 | 800 | 960 | 1,470 | 1,150 | 830 | 640 | 760 | 1,170 | 910 | 660 | 510 | FE==i
150 | 250 | 180 | 130 | 100 | 150 | 250 | 180 | 130 | 100 | 150 | 230 | 180 | 130 | 100 | 150 | 230 | 180 | 130 | 100 | &

$]|00] a|qexapuj

Ok
750 /1,870 1,350 | 780 | 500 | 720 | 1,800 1,040 | 630 | 480 | 680 | 1,550 | 1,210 | 700 | 450 [ 610 | 1,410 /1,100 | 640 | 410 | (30HRCLIT)

01 | 015|015 | 012 | 041 041 | 015 | 012 | 01 0.1 04 | 015 015 | 012 | 0.1 01 | 045 | 015 | 0.12 | 0.1 | carbon steels

02 | 02 | 02 | 02020202 ]02)02])]02])]02]02) 02)]02]02]02]02]02] 02| 02 |Aloysteels

16~32|16~32|16~32|16~32| 16 |20~40|20~4020~40|20~40| 20 |25~50)25~50|25~50|25~50| 25 |31~63|31~63|31~63|31~63| 31 | (30HRCorless)

1,300 | 2,000 | 1,600 | 1,300 | 900 | 1,040 | 1,600 | 1,280 | 1,040 | 720 | 830 | 1,150 | 960 | 830 | 580 [ 660 | 910 | 760 | 660 | 460

130 | 200 | 160 | 130 | 90 | 130 | 200 | 160 | 130 | 90 | 130 | 180 | 150 | 130 | 90 | 130 | 180 | 150 | 130

N
650 | 1,200 | 960 | 650 | 450 | 630 | 1,160 | 930 | 630 | 440 | 590 | 970 | 810 | 700 | 410 | 530 | 880 | 730 | 530 | 370 S5l

01 | 042 ] 042 ] 041 | 01 | 01 | 042 | 042 | 041 | 041 | 04 | 012 | 042 | 012 | 04 | 04 | 042 | 042 | 04 | 0.1 | (30~45HRC)

3
S
&
S|I1IN pu3 asenbg

02 | 02 | 02 ] 02 02 02020202/ 02]02]02]02]02]02]02]02]02]o02] o2 |Carbonstes

16~32]16~32|16~3216~32| 16 |20~40 20~40|20~40 | 20~40| 20 |25~5025~50|25~50|25~50] 25 |31~63|31~63|31~63|31~63] 31 |"oVsteels

1,500 | 2,490 | 1,800 | 1,300 | 1,000 { 1,200 | 2,000 | 1,440 | 1,040 | 800 | 960 | 1,470 | 1,150 | 830 | 640 | 760 | 1,170 | 910 | 660 | 510

150 | 250 | 180 | 130 | 100 | 150 | 250 | 180 | 130 | 100 | 150 | 230 | 180 | 130 | 100 | 150 | 230 | 180 | 130 | 100

750 | 1,870 1,350 | 780 | 500 | 720 | 1,800 1,040 | 630 | 480 | 680 | 1,550 | 1,210 | 700 | 450 | 610 | 1,410 | 1,100 | 640 | 410 A7 VA

04 | 045 | 015 | 012 | 04 | 04 | 045 | 012 | 04 | 04 | 04 | 045 | 015 | 042 | 041 | 0.4 | 045 | 045 | 0412 | 0.4 |SUS

02 | 02 | 02 | 02 | 02 | 02 | 02 | 02 | 02 | 02 | 02 | 02 | 02 | 02 | 02 | 02 | 02 | 02 | 0.2 | o2 |Stanlssstes

16~32|16~32|16~32|16~32| 16 |20~40)20~4020~40]20~40, 20 |25~50)25~50|25~50|25~50, 25 |31~63|31~63 31~63|31~63 31

1,500 | 2,490 | 2,000 | 1,500 | 1,300 { 1,200 | 2,000 | 1,600 | 1,200 | 1,040 [ 960 | 1,600 | 1,280 | 960 | 830 | 760 | 1,270 | 1,020 | 760 | 660

150 | 250 | 200 | 150 | 130 | 150 | 250 | 200 | 150 | 130 | 150 | 250 | 200 | 150 | 130 | 150 | 250 | 200 | 150 | 130 | §Hfk

750 | 2,490 | 2,000 | 1,130 | 650 | 720 | 2,400 | 1,920 | 1,080 | 630 | 680 | 2,240 | 1,800 | 1,010 | 590 [ 610 | 2,040 | 1,640 | 920 | 530 | FC

0.1 02 | 02 | 015 | 01 0.1 02 | 02 | 045 | 01 0.1 02 | 02 | 045 | 041 0.1 02 | 02 | 015 | 01 |FCD

02 | 02 | 02 | 020260202 ]02)02])02]) 0202/ 02)]02]02]02])02]02] 02| 02 |Castions

16~32|16~32|16~32|16~32| 16 |20~40)20~4020~40]20~40, 20 |25~50)25~50|25~50 25~50 25 |31~63|31~63 31~63|31~63 31

5,980 [11,950| 7,970 | 5,980 | 5,980 | 4,780 | 9,560 | 6,370 | 4,780 | 4,780 | 3,830 | 9,560 | 6,370 | 3,830 | 3,830 | 3,040 | 7,590 | 5,060 | 3,040 | 3,040

600 | 1,200 | 800 | 600 | 600 | 600 | 1,200 | 800 | 600 | 600 | 600 | 1,500 1,000 | 600 | 600 | 600 | 1,500 | 1,000 | 600 | 600

2,990 | 8,970 | 5,980 | 3,590 | 2,990 | 2,870 | 8,610 | 5,740 | 3,450 | 2,870 | 2,690 [10,040| 6,690 | 3,220 | 3,220 | 2,440 | 9,110 | 6,080 | 2,920 | 2,920 | 7)LI=L8%

01 | 015 015 | 012 | 041 01 | 015015 | 012 | 041 01 | 015|015 | 042 | 012 | 041 | 015 | 015 | 0.12 | 0.12 | Aluminum alloys

02 | 02 | 02 | 0202602 ]02)02) 02 02]602]02]02])]02] 02]02]02])02]02] 02

16~32|16~32| 16~32 16;32 16 |20~40|20~40 | 20~40/20~40| 20 25;50 25~50 | 25~50 25;50 25 [31~63)31~6331~63|31~63| 31

300 | 600 | 500 | 300 | 300 | 240 | 480 | 400 | 240 | 240 | 200 | 390 | 320 | 200 | 200 | 160 | 310 | 260 | 160 | 160

PN
30 60 50 30 30 30 60 50 30 30 30 60 50 30 30 30 60 50 30 30 FyvaR

150 | 450 | 380 | 150 | 150 | 150 | 440 | 360 | 150 | 150 | 140 | 410 | 340 | 170 | 140 | 130 | 380 | 320 | 160 | 130 | 1 I-BAI-4V

04 | 045 045 04 | 04 | 01 | 015 045 | 01 | 04 | 04 | 015 | 015 | 042 | 04 | 0.4 | 015 | 045 | 0.12 | 0.1 | GEIVEIR)

02 | 02 | 02 ] 02 02 020202/ 02 02]02]02]02]02]02]02]02]o02]o02] o2 |Tttnmalys

(wet condition)

80 120 | 100 | 80 80 80 120 | 100 | 80 80 60 100 | 80 60 60 60 | 100 | 80 60 60 FEA NS
400 | 600 | 500 | 400 | 400 | 390 | 580 | 480 | 390 | 390 | 280 | 450 | 360 | 280 | 280 | 250 | 410 | 330 | 250 | 250 45~55HRC

Hardened steels

50 | 100 | 70 50 50 50 | 100 | 70 50 50 50 80 60 50 50 50 80 60 50 50 BEANSE

55~62HRC

Hardened steels

02 | 02 | 02 | 02 | 02|02 02| 02 02 02|02 02 0202 02|02 02 02| 02| 02

16;32 16;32 16;32 16~32] 16 |20~40]20~40120~4020~40] 20 25;50 25~50]25~50 | 25~50| 25 [31~63]31~63]31~63/31~63] 31

[Note] (DThese conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual machine and

work-piece conditions.

(27To prevent tool breakage due to chips clogging tool flutes, always be sure to use an air blower, etc. to remove chips.

(3The evacuation of swarf can cause burns, cuts or damage to the eyes please ensue the correct safety cover is fitted around the machine, and
necessary personal protection equipment is worn by the machine operator.

(@Please note that the JS Coating does not cause a reaction in conductive touch sensors.

(®Ensure to index the insert at the correct time to ensure safety of the tool-body.

(6Make settings so that the cutting depth and per-flute feed rate do not exceed the maximum values.

(7MZ1000 and BH250 are not suitable for wet cutting. Use them for dry cutting (air blow).

(®Due to fire risks do not use neat cutting oil as a coolant.

(@When using the BT30 arbor for modular mills, determine the cutting conditions using the standard cutting conditions table as a general guide. If
vibrations are a concern due to the cutting conditions, adjust conditions by 1.reducing cutting depth (@p) or 2.reducing per-flute feed rate (fz).
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SHTNHSHON Riilghssarie

Polish Mill V type ASPV

7MUY AZ IV VYL T ASPY

W AlEt BRI

Standard cutting conditions for side finishing

HRIRFIFBE—HEMETT,

Red indicates primary recommended grade.

I-F%J%EC d) ] 6(2*&%) 2 Flutes Q)EO(S*&}J) 3 Flutes (2)25(4*&9‘]) 4 Flutes
| ity 315 —BE 15— $BE 1S —ABRE 0
erk ?nja*gri al :;Ecom:?jfd ;'&Hj L;E < 3 D C fl\/ljofiluljar ca#r_bEjh‘Zri Z < 3 D C -El\i)filuljar cagbiﬁcj!;jh‘\;ri & < 3 D C -El\ijfjluljar ca%iﬁijh‘:ri &
rade N = - - N = - - <R = - -

i oeters | BB REES 3DK | 506 >7oc| B2 |REES 3BK'| 5B b7oc| B2 R SR |56 >7oc
" n (min-) 7,970 [15,930[11,950] 7,970 | 7,970 | 6,370 [12,740[ 9,560 | 6,370 | 6,370 | 5,100 10,200 7,650 | 5,100 | 5,100

—iEEAE | mz1000 | (m/min) | 400 | 800 | 600 | 400 | 400 | 400 | 800 | 600 | 400 | 400 | 400 | 800 | 600 | 400 | 400
(P00HBLLT)| ATHO8M |¥f (mm/min) | 1,600 | 4,780 | 3,590 | 1,920 | 1,600 | 1,920 | 5,740 | 4,310 | 2,300 | 1,920 | 2,040 | 6,120 | 4,590 | 2,450 | 2,040
Mild steels JP4120 fz (mm/t) 0.1 0.15 | 0.15 | 0.12 0.1 0.1 0.15 | 0.15 | 0.12 0.1 0.1 0.15 | 015 | 0.12 0.1
(200HB orless) | JS4060 | ap (mm) 2 2 1.5 1 0.7 | 2 2 1.5 1 0.7 | 2 2 1.5 | 1 0.7
ae (mm) <0.2]<0.2]<02<02<02]<0.2]<02]<02]<02][<0.2][<02]<02]<02]<0.2]<0.2
] n (min-) 5,980 [11,950] 7,970 | 7,970 | 5,980 | 4,780 | 9,560 | 6,370 | 6,370 | 4,780 | 3,830 | 7,650 | 5,100 | 5,100 | 3,830
NN MZ1000 | vc (m/min) | 300 | 600 | 400 | 400 | 300 | 300 | 600 | 400 | 400 | 300 | 300 | 600 | 400 | 400 | 300
(30HRCIAT) | ATHO8M | v (mm/min) | 1,200 | 3,590 | 2,400 | 1,920 | 1,200 | 1,440 | 4,310 | 2,870 | 2,300 | 1,440 | 1,540 | 4,590 | 3,060 | 2,450 | 1,540
Bl e JP4120 | fz (mmh) 01 [015/015]/012] 01 [ 041 | 015 0.15| 012 | 01 | 01 | 0.15] 015 | 0.12 | 0.1
Alloy steels JS4060 | a (mm) 2 2 |15 | 1 0.7 | 2 2 |15 | 1 0.7 | 2 2 |15 | 1 0.7
(30HRC or less) ge (mm) <0.2<0.2)<02]<02]<02]<02]<02]<0.2)<02)<0.2)<02)<02]<02]<0.2]<0.2
- n (min-) 3,990 [ 9,960 | 6,970 | 5,980 | 5,980 | 3,190 | 7,970 | 5,580 | 4,780 | 4,780 | 2,550 | 6,370 | 4,460 | 3,830 | 3,830
R ATHO8M | -ve (m/min) | 200 | 500 | 350 | 300 | 300 | 200 | 500 | 350 | 300 | 300 | 200 | 500 | 350 | 300 | 300
=Fr] JP4120 v (mm/min) [ 800 | 2,400 | 1,680 | 1,200 | 960 | 960 | 2,870 | 2,010 | 1,440 | 1,150 | 1,020 | 3,060 | 2,150 | 1,540 | 1,230
(30~45HRC) 54060 fz (mmft) 01 /012012 01 | 0.08| 01 [0.12] 012 ] 0.1 [ 0.08| 01 | 0.12 | 0.12 | 0.1 | 0.08
Xﬁ'fbont Stfels ap (mm) 2 2 1.5 1 0.7 2 2 1.5 1 0.7 2 2 1.5 1 0.7
A ae (mm) <0.2]<0.2]<02]<02]<02]|<02]<02]<02]<02]<02]|<02]<0.2]<0.2]<0.2]<0.2
n (min-) 5,980 [11,950| 7,970 | 7,970 | 5,980 | 4,780 | 9,560 | 6,370 | 6,370 | 4,780 | 3,830 | 7,650 | 5,100 | 5,100 | 3,830

25vL24H | JP4120 ve (m/min) | 300 | 600 | 400 | 400 | 300 | 300 | 600 | 400 | 400 | 300 | 300 | 600 | 400 | 400 | 300
808 M1 Ima160 [ (mm/min) | 1,200 | 3,590 | 2,400 | 1,920 | 1,200 | 1,440 | 4,310 | 2,870 | 2,300 | 1,440 | 1,540 | 4,590 | 3,060 | 2,450 | 1,540
s soas | ATHOSM fz (mmft) 01 | 015|015 012 | 01 [ 01 | 015 015|012 | 041 | 01 | 0.15 | 0.15 | 012 | 0.1
ap (mm) 2 2 1.5 1 07 | 2 2 1.5 1 0.7 2 2 1.5 1 0.7
ae (mm) <0.2 1 <0.2/<02]<0.2<02]<02]<0.2]<02)<02]<0.2[<02]<02]<0.2]<0.2 <0.2
n (min-) 5,980 [11,950] 9,960 | 7,970 | 7,970 [ 4,780 | 9,560 | 7,970 | 6,370 | 6,370 | 3,830 | 7,650 | 6,370 | 5,100 | 5,100

Smon ATHO8M | ve (m/min) | 300 | 600 | 500 | 400 | 400 | 300 | 600 | 500 | 400 | 400 | 300 | 600 | 500 | 400 | 400
FC JP4120 |V (mm/min) | 1,200 | 3,590 | 2,990 | 1,920 | 1,600 | 1,440 | 4,310 | 3,590 | 2,300 | 1,920 | 1,540 | 4,590 | 3,830 | 2,450 | 2,040
FCD 1S4060 fz (mm/t) 01 [015[0.15] 012 | 01 | 01 | 015 0.15| 012 | 041 | 01 | 0.15] 0.15 | 0.12 | 0.1
Cast irons ap (mm) 2 2 1.5 1 0.7 2 2 1.5 1 0.7 2 2 1.5 1 0.7
ae (mm) <0.2]<0.2/<02]<02|<02]|<02]|<02|<02]<02|<02[<02|<02][<02]|<0.2]<0.2
n (min-) 11,950/23,890/15,930]11,950/11,950| 9,560 [19,110]12,740] 9,560 | 9,560 | 7,650 [15,290/10,200] 7,650 | 7,650

ve (m/min) | 600 | 1,200 | 800 | 600 | 600 | 600 | 1,200 800 | 600 | 600 | 600 |1,200| 800 | 600 | 600
FIEZUAEE SD5010 v (mm/min) | 2,390 | 7,170 | 4,780 | 2,870 | 2,390 | 2,870 | 8,600 | 5,740 | 3,450 | 2,870 | 3,060 | 9,180 | 6,120 | 3,680 | 3,060
Aluminum alloys fz (mm/t) 01 /015015012 | 01 [ 01 [ 015015 | 012 | 01 [ 01 | 0.15 | 0.15 | 0.12 | 0.1
ap (mm) 2 2 2 1.5 1 2 2 2 1.5 1 2 2 2 1.5 1
ae (mm) <0.2]<0.2]<02]<02/<02]<02]<02]<02]<02]<02]<02]<02]<02]<0.2]<0.2

N n (min-) 1,200 [ 1,800 | 1,600 | 1,200 | 1,200 | 960 [ 1,440 [ 1,280 960 | 960 | 770 [1,150 1,020 [ 770 | 770
et = ve (m/min) 60 [ 90 | 80 | 60 | 60 | 60 | 90 | 80 | 60 | 60 | 60 | 90 | 80 | 60 | 60
Ti-BAI-AV | ATHO8M | vi(mm/min) | 240 | 440 | 390 | 240 | 200 | 290 | 520 | 470 | 290 | 240 | 310 | 560 | 490 | 310 | 250
CEZUUIHD | UP4120 | fz (mmi) 01 | 012 ] 012 | 041 | 0.08| 01 | 042|012 | 041 | 0.08 | 0.1 | 012 | 012 | 0.1 | 0.08
-(rxl:/irt]ltlzjgr]\:iltli?)f) ap (mm) 2 2 1.5 | 1 0.7 | 2 2 1.5 | 1 0.7 | 2 2 1.5 | 1 0.7
ae (mm) <0.2]<0.2/<0.2]<02/<02]<02]|<02|<02]|<02|<02[<02/<02[<02|<0.2]<0.2
n (min-) 2,990 | 4,980 | 3,590 | 2,990 | 2,990 [ 2,390 | 3,990 | 2,870 | 2,390 [ 2,390 | 1,920 | 3,190 | 2,300 | 1,920 | 1,920

B A NSE JP4105 | ve(m/min) | 150 | 250 | 180 | 150 | 150 | 150 | 250 | 180 | 150 | 150 | 150 | 250 | 180 | 150 | 150
AE~E5HRC| ATHOSM v (mm/min) [ 600 | 1,000 | 720 | 480 | 480 | 720 |1,200| 870 | 580 | 580 | 770 | 1,280 | 920 | 620 | 620
Hardened steels | JP4120 fz (mmft) 01 | 01 | 01 |0.08 008 01 | 01 | 01 | 0.08 | 008 01 | 01 | 0.1 | 0.08 | 0.08
ap (mm) 2 2 1.5 | 1 0.7 | 2 2 1.5 | 1 0.7 | 2 2 1.5 | 1 0.7
ae (mm) <0.21<0.2]<02]<02]<02[<02]<02]<02]<02)<02][<02]<02]<0.2]<0.2]<0.2
n(?wir/W)_) 2,590 [ 3,990 | 3,190 | 2,590 | 2,590 | 2,080 | 3,190 | 2,550 [ 2,080 | 2,080 | 1,660 | 2,550 | 2,040 | 1,660 | 1,660

, ve (m/min 130 | 200 | 160 | 130 | 130 | 130 | 200 | 160 | 130 | 130 | 130 | 200 | 160 | 130 | 130
?&%@HRC il':rlll-l10085l\n vi(mm/min) [ 520 | 800 | 640 | 420 | 260 | 630 | 960 | 770 | 500 | 320 | 670 | 1,020 | 820 | 540 | 340
Hardened sieels | JP4120 fz (mmit) 04 | 01 | 01 | 008005 01| 04 | 01 |0.08)005]| 01 | 041 | 0.1 | 0.08 | 0.05
ap (mm) 1.5 | 15 1 07 | 05| 15 | 15 1 07 | 05 | 1.5 | 15 1 07 | 05
ae (mm) <0.2]<0.2]<0.2]<0.2]<0.2]<02]<02]<02]<02]<02]<02)<02)<02]<0.2] <0.2

[(FE] O othEIRERDEIREOERERT 6O TY RRONI TRNIAR. Bo). ERMEBSICIURFERBL TSN,

QUL FTMHABICEL S TRIB{PHLE DI BT TP —TO—FILLBPU<STIREZEIToTTE W,

GBHELIIV< TR RBILIERBEDBE L. ABHIVEBBICASTRBEEZITNHBYET O T TERBICERL T ORBICRENN—ZBRT 1T REAHREO
REREEAL. RERRBTIERINBZ L EBROBLET.

@DIST—F1 VO RBBRARYF VY —ICRIBLEEADTITERLIZE N,

O VY —bORMFRDIITOBEOFERICEBREELELTIZEW,
OLAHRE RV ARXVEORKBEEBARVLS!

CERELTLIZEN,

(®MZ1000,BH250iZZXEDHNICIFBELEE A (T 7—T0—-) TOREAEBBLLET.
@OFKBIEDEDIE RXOEN D BYET D TEALBZOLTTEN,
@EY25—IVABTI07—/NTERAORRI FENHIRGEREZBRICNIRHEEZREL TFEONIRRICLVIRENBZENIRE R 1. AR RS (Qp) 2 ERTS

2. —RHBYDRY () ZER I BTTETHE TS0,
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Finishing

¢32 (5*5[3‘]) 5 Flutes ¢4O (6*5[3\]) 6 Flutes ¢50 (7*&9‘]) 7 Flutes ¢63 (8*&3‘]) 8 Flutes

<3DC EV1S—BEIvIY <3DC EV1S—BEIvIY <3DC <3DC sl

_ — Modular carbide shank _ — Modular carbide shank _ - 3DC- |5DC- >70C |~ - 3DC- |5DC- >7DC Work material
A | E#IT )| 3DC- | 5DC- >7DC AR |E#iT | 3DC- | 5DC- >7DC R |B#iT | 5DC | 7DC AR |B#I | 5DC | 7DC
popese | itk | 5DC | 7DC pipese | itk | 5DC | 7DC piposs | "ithg el

3,990 | 7,970 | 5,980 | 3,990 | 3,990 | 3,190 | 6,370 | 4,780 | 3,190 | 3,190 | 2,550 | 5,100 | 3,830 | 2,550 | 2,550 | 2,030 | 4,050 | 3,040 | 2,030 | 2,030

400 | 800 | 600 | 400 | 400 | 400 | 800 | 600 | 400 | 400 | 400 | 800 | 600 | 400 | 400 | 400 | 800 | 600 | 400 | 400 | —fEH&EHH

2,000 | 5,980 | 4,490 | 2,400 | 2,000 | 1,920 | 5,740 | 4,310 | 2,300 | 1,920 | 1,790 | 5,360 | 4,030 | 2,150 | 1,790 | 1,630 | 4,860 | 3,650 | 1,950 | 1,630 | (200HBLITF)

01 | 015 015 | 012 | 041 01 | 015 0.15 | 012 | 041 01 | 015|015 | 0.12 | 0.1 01 | 015 | 015 | 012 | 0.1 | wild steels

2 2 1.5 1 0.7 2 2 1.5 1 0.7 2 2 2 1.5 1 2 2 2 15 1 (200HB or less)

<0.2]<02]<02]<02/<02]<02]<02)<02]<02]<02]<02]<02]<02]<02)<02]<0.2]<02)<0.2]<0.2)<0.2

2,990 | 5,980 | 3,990 | 3,990 | 2,990 | 2,390 | 4,780 | 3,190 | 3,190 | 2,390 | 1,920 | 3,830 | 2,550 | 2,550 | 1,920 | 1,520 | 3,040 | 2,030 | 2,030 | 1,520 | Fo==#f

300 | 600 | 400 | 400 | 300 | 300 | 600 | 400 | 400 | 300 | 300 | 600 | 400 | 400 | 300 | 300 | 600 | 400 | 400 | 300 | &4

1,500 | 4,490 | 3,000 | 2,400 | 1,500 | 1,440 | 4,310 | 2,880 | 2,300 | 1,440 | 1,350 | 4,030 | 2,680 | 2,150 | 1,350 | 1,220 | 3,650 | 2,440 | 1,950 | 1,220 | (30HRCLLT)

01 | 015 | 015 | 0.12 | 01 01 | 015015 | 012 | 041 01 | 015 | 0.15 | 012 | 0.1 01 | 015 | 015 | 0.12 | 0.1 | carbon steels

2 2 1.5 1 0.7 2 2 1.5 1 0.7 2 2 2 1.5 1 2 2 2 1.5 1 | Alloy steels

$|00] ajqexapu]

<0.2/<0.2]<02]<02]<0.2[<0.2)<02[<02<02]<02[<0.2]<0.2[<0.2]<02)<0.2]|<02]<0.2]<0.2|<0.2] <0.2 | B0HRC orless)

2,000 | 4,980 | 3,490 | 2,990 | 2,990 | 1,600 | 3,990 | 2,790 | 2,390 | 2,390 | 1,280 | 3,190 | 2,230 | 1,920 | 1,920 | 1,020 | 2,530 | 1,770 | 1,520 | 1,520

200 | 500 | 350 | 300 | 300 [ 200 | 500 | 350 | 300 | 300 [ 200 | 500 | 350 | 300 | 300 [ 200 | 500 | 350 | 300 | 300 PR R

N
1,000 | 2,990 | 2,100 | 1,500 | 1,200 [ 960 | 2,880 | 2,010 | 1,440 | 1,150 [ 900 | 2,680 | 1,880 | 1,350 | 1,080 [ 820 | 2,430 | 1,700 | 1,220 | 980 i

D i
041 | 012 012 | 01 | 0.08 | 01 | 042 | 012 | 01 | 0.08 | 01 | 012 | 012 | 0.1 | 0.08 | 01 | 012 | 012 | 0.1 | 0.08 | (30~45HRC)

2 2 [ 15| 1 07 | 2 2 [ 15 | 1 07 | 2 2 2 [15 ] 1 2 2 2 | 15 | 1 | Carbonsteels

<02 <02]<02]<02]<02]<02]<02]<02<02]<02]|<02]<02]<02]|<02]<02]|<02]<02]<02]<02]<0.2|"ystees

2,990 | 5,980 | 3,990 | 3,990 | 2,990 | 2,390 | 4,780 | 3,190 | 3,190 | 2,390 | 1,920 | 3,830 | 2,550 | 2,550 | 1,920 | 1,520 | 3,040 | 2,030 | 2,030 | 1,520

300 | 600 | 400 | 400 | 300 | 300 | 600 | 400 | 400 | 300 | 300 | 600 | 400 | 400 | 300 | 300 | 600 | 400 | 400 | 300

(7]
=
=
(V]
-
D
m
-
(=5
=
o

1,500 | 4,490 | 3,000 | 2,400 | 1,500 | 1,440 | 4,310 | 2,880 | 2,300 | 1,440 | 1,350 | 4,030 | 2,680 | 2,150 | 1,350 | 1,220 | 3,650 | 2,440 | 1,950 | 1,220 ATIVAH

01 | 015|015 | 012 | 041 01 | 015015 | 012 | 01 01 | 015 ] 015 | 012 | 0.1 01 | 015 | 015 | 012 | 0.1 SUS

2 2 [ 15 1 [ 07| 2 2 |15 1 o7 | 2 2 2 |15 | 1 2 2 2 | 15 | 1 | Stainlesssteels

<0.2]<02]<02]<02<02]<02]<02)<02]<02]<02]<0.2]<02]<02]<02]<02]<0.2]<02)<02)]<0.2]|<0.2

2,990 | 5,980 | 4,980 | 3,990 | 3,990 | 2,390 | 4,780 | 3,990 | 3,190 | 3,190 | 1,920 | 3,830 | 3,190 | 2,550 | 2,550 | 1,520 | 3,040 | 2,530 | 2,030 | 2,030

300 | 600 | 500 | 400 | 400 | 300 | 600 | 500 | 400 | 400 [ 300 | 600 | 500 | 400 | 400 | 300 | 600 | 500 | 400 | 400 | §FH#k
1,500 | 4,490 | 3,740 | 2,400 | 2,000 | 1,440 | 4,310 | 3,600 | 2,300 | 1,920 | 1,350 | 4,030 | 3,350 | 2,150 | 1,790 | 1,220 | 3,650 | 3,040 | 1,950 | 1,630 | FC

01 | 015|015 | 012 | 041 01 | 015015 | 012 | 0.1 01 | 015 ] 015 | 0.12 | 0.1 01 | 015|015 | 042 | 0.1 | FCD

2 2 1.5 1 0.7 2 2 1.5 1 0.7 2 2 2 1.5 1 2 2 2 1.5 1 Cast irons

<0.2]<02]<02[<02)<02|<02)<02<02]<02[<02[<0.2]<02)<02<02<02]<02]<02[<0.2]<02]<0.2

5,980 [11,950| 7,970 | 5,980 | 5,980 | 4,780 | 9,560 | 6,370 | 4,780 | 4,780 | 3,830 | 9,560 | 6,370 | 3,830 | 3,830 | 3,040 | 7,590 | 5,060 | 3,040 | 3,040

600 /1,200 | 800 | 600 | 600 | 600 |1,200 800 | 600 | 600 | 600 | 1,500 1,000 600 | 600 | 600 | 1,500 | 1,000 | 600 | 600

2,990 | 8,970 | 5,980 | 3,590 | 2,990 | 2,870 | 8,610 | 5,740 | 3,450 | 2,870 | 2,690 |10,040| 6,690 | 3,220 | 2,690 | 2,440 | 9,110 | 6,080 | 2,920 | 2,440 | 7)) =TI EE

01 | 015 ] 015 | 012 | 041 01 | 045 0.15 | 012 | 041 01 | 015 ] 015 | 0.12 | 0.1 01 | 015 | 015 | 012 | 0.1 | Auminum alloys

2 2 2 1.5 1 2 2 2 1.5 1 2 2 2 2 1.5 2 2 2 2 1.5

<0.2]<02]<02]<02/<02]<02]<02)<02]<02]<02]<0.2]<02]<02]<02]<02]<0.2]<02)<0.2]<0.2|<0.2

600 | 900 | 800 | 600 | 600 | 480 | 720 | 640 | 480 | 480 | 390 | 580 | 510 | 390 | 390 | 310 | 460 | 410 | 310 | 310

~ AN
60 | 90 | 80 | 60 | 60 | 60 | 90 | 80 | 60 | 60 | 60 | 90 | 80 | 60 | 60 | 60 | 90 | 80 | 60 | eo |22~/ EE

300 | 540 | 480 | 300 | 240 | 290 | 520 | 470 | 200 | 240 | 280 | 490 | 430 | 280 | 220 | 250 | 450 | 400 | 250 | 200 | II-BAl-4V

04 | 042 | 042 | 01 | 008 | 01 | 042 | 042 | 01 | 0.08 | 04 | 042 | 042 | 04 | 0.08 | 01 | 042 | 012 | 0.4 | 0.08 | GETCHIH)

2 2 [ 15| 1 07 | 2 2 [ 15 | 1 07 | 2 2 2 [ 15 | 1 2 2 2 | 15 | 1 | Ttaniumaloys

<02 <02 <02] <02 <02|<02]<02 | <02 <02]<02]|<02]<02] <02 <02|<02]|<02 <02]|<02]| <02 <p.z]|"etcondton

1,500 | 2,490 | 1,800 | 1,500 | 1,500 | 1,200 | 2,000 | 1,440 | 1,200 | 1,200 [ 960 | 1,600 | 1,150 | 960 | 960 | 760 | 1,270 | 910 | 760 | 760

150 | 250 | 180 | 150 | 150 | 150 | 250 | 180 | 150 | 150 | 150 | 250 | 180 | 150 | 150 | 150 | 250 | 180 | 150 | 150 AN

750 |1,250 | 900 | 600 | 600 | 720 | 1,200 | 870 | 580 | 580 | 680 | 1,120 | 810 | 540 | 540 [ 610 | 1,020 | 730 | 490 | 490 45~55HRC

0.1 0.1 01 | 0.08 | 0.08 | 01 0.1 01 | 0.08 | 0.08 | 01 01 01 | 0.08 | 0.08 [ 0.1 0.1 0.1 | 0.08 | 0.08

Hardened steels

2 2 1.5 1 0.7 2 2 1.5 1 0.7 2 2 15 | 1.2 1 2 2 15 | 1.2 1

<0.2]<02] <02  <0.2<02]<02]<02)<02]<02]<02]<0.2]<02]<02]<02]<02]<0.2]<02)<0.2]<02]|<0.2

1,300 | 2,000 | 1,600 | 1,300 | 1,300 | 1,040 | 1,600 | 1,280 | 1,040 | 1,040 [ 830 | 1,280 | 1,020 | 830 | 830 | 660 | 1,020 | 810 | 660 | 660

130 | 200 | 160 | 130 | 130 | 130 | 200 | 160 | 130 | 130 | 130 | 200 | 160 | 130 | 130 | 130 | 200 | 160 | 130 | 130 BEANGE
650 | 1,000 | 800 | 520 | 330 | 630 | 960 | 770 | 500 | 320 | 590 | 900 | 720 | 470 | 300 | 530 | 820 | 650 | 370 | 270 55~6éHRC

0.1 0.1 0.1 | 0.08 | 0.05 | 0.1 0.1 01 | 0.08 | 0.05 | 01 01 01 | 0.08 | 005 0.1 0.1 0.1 1 0.07 | 0.05 | o dsteels

1.5 1.5 1 0.7 0.5 1.5 1.5 1 07 | 05 1.5 | 15 1.5 1 0.7 15 | 1.5 15 | 1.2 1

<0.2]<02]<02]<02)<02]<02]<02)<0.2]<02[<02]<02]<02]<02]<02[<02]<0.2]<02]<02]<0.2]|<0.2

[Note] (DThese conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual machine and

work-piece conditions.

@To prevent tool breakage due to chips clogging tool flutes, always be sure to use an air blower, etc. to remove chips.

(3'The evacuation of swarf can cause burns, cuts or damage to the eyes please ensue the correct safety cover is fitted around the machine, and
necessary personal protection equipment is worn by the machine operator.

(@Please note that the JS Coating does not cause a reaction in conductive touch sensors.

(®Ensure to index the insert at the correct time to ensure safety of the tool-body.

(6Make settings so that the cutting depth and per-flute feed rate do not exceed the maximum values.

(MMZ1000 and BH250 are not suitable for wet cutting. Use them for dry cutting (air blow).

(®Due to fire risks do not use neat cutting oil as a coolant.

(9When using the BT30 arbor for modular mills, determine the cutting conditions using the standard cutting conditions table as a general guide. If
vibrations are a concern due to the cutting conditions, adjust conditions by 1.reducing cutting depth (@p) or 2.reducing per-flute feed rate (fz).
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Polish Mill V type ASPV

7MUY AZ IV VYL T ASPY

B /\—F AIVAIET L FREIRISE

Standard cutting conditions for vertical side finishing

RFRFIFE—HEMETT,

Red indicates primary recommended grade.

Tt ®16(2HH) 2Futes ®20(3WH) 3 Fivtes 25 (48H) 4 Fiutes
m o= EI1S5—BEIY EI1S—BEI v EJ1S5—BEI
*ﬁﬁu*j ;Eﬁ*j E < 3 DC I\ﬂ)_:jluljar cEE?thk 7 < 3 DC l\/ljofiluljar ca?bEthnk 7 <3 D C l\/ljtguir cagbﬁthnk 7
Work material |Recommended| ZE2H|E
9% | owermang | g 2 | 3pc- sDC- | B2 apc- spc- V| T |3DC-|sbe-
nT nT nT
e pargss 5DC | 7DC |”7PC | S| arsamed 5DC |7DC | 7PC |56 wargesa 5DC | 7DC |70
y n(mint) {5,980 /11,950 7,970|7,970 | 5,980|4,780 9,560/ 6,370 | 6,370 |4,780| 3,830 | 7,650| 5,100| 5,100 | 3,830
bl ATHosM | Ve (m/min) | 300 | 600 | 400 | 400 | 300 | 300 | 600 | 400 | 400 | 300 | 300 | 600 | 400 | 400 | 300
Sk .
(30HRCLT) | M21000 | v (mmimin) |1,560| 4,780 | 2,400 2,080 1,200|1,870| 5,740 2,870 2,490 | 1,440|2,300 6,120 3,680 | 3,060 1,840
Pl | cawonsieels | IP4120 [f7 (mm/t) | 0.3 | 02 | 0.15]0.43 | 0.4 043 0.2 | 0.15] 0.3 | 0.1 |0.15] 0.2 | 0.18 | 0.15 | 0.12
5%
e Alloy steels JS4060
= (30HRC or less) pf (mm) 05| 05| 05|05|05|06| 06| 06|06 06|07 07/ 07| 07| 0.7
iIt ae (Mm) [<0.2/<0.2|<0.2/<0.2(<02(<0.2/<0.2/<0.2{<0.2/<0.2(<0.2{<0.2/<0.2|<0.2|<0.2
=] n (min)  |5,98011,950 9,960|7,970|7,970|4,780| 9,560 7,970 6,370 | 6,370|3,830| 7,650 | 6,370 | 5,100| 5,100
Ve (m/min) | 300 | 600 | 500 | 400 | 400 | 300 | 600 | 500 | 400 | 400 | 300 | 600 | 500 | 400 | 400
2 273
% FC ﬁgZO;OM vf (mm/min) 1,800 4,780 | 3,990 3,190 |2,400|2,160 | 5,740 4,790 3,830 2,870|3,070 | 7,650| 5,100| 4,080 | 3,060
; FCD Js4060 |fz(mm/t) [0.45| 02 | 0.2 | 0.2 | 0.15|0.15| 0.2 | 0.2 | 0.2 |0.15| 0.2 | 0.25| 0.2 | 0.2 | 0.15
yl<‘ s e pf (mm) 05| 05| 05| 05| 05| 06|06|06| 06| 06|07 |07 07| 07| 07
= ae (Mm) |<0.2/<0.2|<0.2/<0.2(<0.2(<0.2/<0.2/<0.2{<0.2/<0.2[<0.2{<0.2/<0.2|<0.2|<0.2
1Y

H /\—Fﬁ}bﬁﬂulﬁiﬁtﬂﬁu%ﬁ: Standard cutting conditions for vertical roughing
[(FR] 19 —MFO—FH$RRE0.8EZFEA TS, [Note] Use nose corner radius REOQ.8 insert.

TREDC D16(2HH) 2 Fies G20 (3HH) 5 Fiues D25 (AHH) 4 Fiues
e g S SIS S 20 3o S _FBTES J
Wji ?:Ja tj‘rial Rt%f:i*fd % H:II LIE < 3 D—.S~§ -El\i)fjluir cﬁﬁih-‘;i z < 3 D_‘Sﬁ -El\ijilluir ca%ﬁjh’gri & < 3 D—‘S'E -El\ﬂ;}uﬁr ca%iﬁc;!;jh:ri &
3| = N = N =
e Overnang | A | jpT |3DC-|BDC-| | AR | jgr |3DC-|5DC- |y | AR | 3y |3DC-EDC- | 1
purpose H‘chEts\ﬁZed 5DC |7DC purpose H‘%Z‘éi‘gged 5DC | 7DC purpose H'%’ﬁﬁ;“ 5DC |7DC
e n(min-*)_ 2,990 | 3,990 | 2,990 | 2,990 | 2,390 | 2,390 | 3,190 | 2,390 | 2,390 | 1,920 | 1,920 | 2,550 | 1,920 | 1,920 | 1,530
] Pg Ve (m/mln_) 150 | 200 | 150 | 150 | 120 | 150 | 200 | 150 | 150 | 120 | 150 | 200 | 150 | 150 | 120
(30HRCLLT) | JS4060 | V! (mm/min)| 900 |1,200| 720 | 600 | 340 | 1,080 | 1,440 | 870 | 720 | 410 |1,160 | 1,530 | 930 | 770 | 430
Carbon steels JP4120 | fz (mmit) 0.15 | 0.15 | 012 | 01 | 0.07 | 0.15 | 0.15 | 0.12 | 0.1 | 0.07 | 0.15 | 0.15 | 0.12 | 0.1 | 0.07
Alloy steels pf (mm) 36 | 36 | 36 | 3.6 3 4 4 4 4 4 45 | 45 | 45 | 45 | 45
(30HRC or less) ae (mm) <4 | <4 | <3 | <2 | <2 | <4 | <4 | <3 | <2 | <2 | <4 | <4 | <3 | <2 | <2
n (min-1) 2,990 | 4,980 | 3,990 | 3,990 | 2,990 | 2,390 | 3,990 | 3,190 | 3,190 | 2,390 | 1,920 | 3,190 | 2,550 | 2,550 | 1,920
FHk ATHO8M 1% (m/min) | 150 | 250 | 200 | 200 | 150 | 150 | 250 | 200 | 200 | 150 | 150 | 250 | 200 | 200 | 150
FC JP4120 vf (mm/min)|{1,200 | 2,000 | 1,200 | 1,040 | 600 | 1,440 | 2,400 | 1,440 | 1,250 | 720 |1,540 | 2,560 | 1,530 | 1,330 | 770
FCD JS4060 fz (mmft) 02 | 02 [ 015|013 | 01 | 02 | 02 | 015|013 | 01 | 02 | 0.2 | 015 | 0.13 | 0.1
Cast irons pf (mm) 36 | 3.6 | 3.6 | 3.6 | 3.6 4 4 4 4 4 45 | 45 | 45 | 45 | 45
ae (mm) <4 | <4 | <4 | <4 | <3 | <4 | <4 | <4 | <4 | <3 | <4 | <4 | <4 | <4 | <3

[(32] OZoBIRHRRBIEIRFOERERT O TY . REONT CTRINIAIR. BH. ERMMSEICLYREEABL T,

@PU<TIHABICL D TRIBEHIEDI D U F TP —TO—FILLBNISTIREZTOTTE,
@HHLICV<T I} RELIEREZDES L. RESHIVRBICA>TRIBEEZB/NHBYET O T, ZHEAICERL T EORBICRENN—ZBUT 1T REXHRED
REREEAL. RERRBETERINBZEEBRORLET,
@ISI—F1VHRBERRVF VY —ICRGLEEADTITEELIZE.
B4 Y —rOZMIBHIITO BEDERICLBIIEEMIEL TIEEW,
CABRERVT1HIRXVEORKEEBABOLIIHELTIEEN,
(®MZ1000,BH250(ERADENCIFBLE R A LR (T7—TO0—) TOEAEBMLLET .
®FKBHDEDE. AKOBENHBYETOTERALBLTTEN,
©FY25—3)VABTI07—NZEAORE., FEHIRGREERICNIRAEEREL TTFEVMNIDRRICLVIRB NESINIH R 1.DAS RS (Ap) BRI 3
2. —HNBYDRY () BRI BTTETHRE TS,
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aeLI

[ I
¢32(5W->'j) 5 Flutes ¢4O (6*&7‘]) 6 Flutes ¢50(7*ﬂ7~]) 7 Flutes ¢63 (8*5[3‘]) 8 Flutes
<BDC Tz hesm: | <3DC |Tadia s | <3DC <3DC B
3DC-|5DC- 5700 3DC- 5DCH S7DC Work material
B =i 3 =3 R =i R i
éj;lr’\EEu T 3DC-|5DC- >7DC G{Il“lirﬁal mnT 3DC-|5DC- >7DC é&?;l T 5bC |7DC éJ;I;‘EH;I T 5DC | 7DC
purpose [ighsreed 5DC | 7DC purpose [fighseeed 5DC | 7DC purpose | Hihv-speed purpose |Highspeed

cutting
2,990/5,980/3,990 3,990/2,990|2,390|4,780/3,190(3,190/2,390|1,920/3,830|2, 550(2,550/1,920]1,520/3,040/2,030(2,030/1,520
300 | 600 | 400 | 400 | 300 | 300 | 600 | 400 | 400 | 300 | 300 | 600 | 400 | 400 | 300 | 300 | 600 | 400 | 400 | 300 | PR
2,250/5,980(3,600/3,000/1,800(2,160 5,740/ 3,450/2,880/1,730|2,020/55,370|3,220 2,680/ 1,750|1,830/4,870|2,930/2,440/1,590 (':'Soﬁﬂﬂcm;)
0.15| 0.2 |0.18]0.15|0.12|0.15| 0.2 | 0.18 | 0.15| 0.12|0.15| 0.2 | 0.18 | 0.15]0.13|0.15 | 0.2 | 0.18 | 0.15 | 0.13 | Carbon steels
08 | 0.8 | 0.8 | 0.8 | 0.8 |0.88 0.8 0.88 0.88]0.88| 1 | 1 | 1 | 1 | 1 |142 112|112 112|112 | Goincariess)
<0.2/<02]<0.2/<02/<0.2[<0.2|<02/<0.2|<02]<0.2|<02|<02]<02/<02/<0.2|<0.2/<0.2/<0.2|<02]<0.2
2,990/5,980/4,080/3,990/3,990(2,390/4,780[3,990/3,190(3,190(1,920/3,830(3,190 2,550/ 2,550[1,520|3,040/2,530/2,030/2,030

300 | 600 | 500 | 400 | 400 | 300 | 600 | 500 | 400 | 400 | 300 | 600 | 500 | 400 | 400 | 300 | 600 | 500 | 400 | 400

cutting cutting cutting

$|00] ajqexapu]

2,990|7,480|4,980)3,990,3,000(2,870|7,170|4,790| 3,830| 2,880|2,690,6,710|4,920|3,570| 3,220|2,440 6,080 4,460,3,250 2,930| FC S
0.2 |0.25| 0.2 | 0.2 |0.15| 0.2 |0.25| 0.2 | 0.2 |0.15| 0.2 |0.25|0.22| 0.2 |0.18| 0.2 | 0.25|0.22 | 0.2 | 0.18| FCD :'I
08|08 | 080808088088 088088088 1| 1| 1 | 1| 1 [112]1.12]1.12]1.12]1.12|CaStirons 2
<0.2/<0.2/<0.2|<0.2/<0.2(<0.2|<0.2/<0.2/<0.2(<0.2|<0.2|<0.2/<0.2/<0.2/<0.2|<0.2|<0.2|<0.2|<0.2|<0.2 E
)
Pr
1)
MIRTF(FE—HEMIETY.  ¥Red indicates primary recommended grade. | E— Roughing
@32(5*&3‘]) 5 Flutes @40(6*&3‘]) 6 Flutes @50(7*&3‘]) 7 Flutes ¢63(8*ﬁ3‘]) 8 Flutes
<8DC |Toiicimaemart | <8DC Taiaticdd| <8DC | _ | | | <8DC | | I
N =% ] ! " =% ! i 0 =E . “I>70C | R =% g “I>7D¢|  Work material
DA | T |30C{8DC e | A | g7 13DC-\BDC-|, | AR | T 15DC | 7DC AR | w1 |5DC | 7DC
purpose H‘%ﬁﬁged 5DC | 7DC purpose H‘gc:-tggged 5DC |7DC purpose H'%Ei?ﬁzed purpose H‘%ﬁgged

1,500|2,000/1,500|1,5001,200|1,200 1,600 1,200 1,200, 960 | 960 |1,280| 960 | 960 | 770 | 760 |1,020| 760 | 760 | 610 ﬁ?ﬁm

150 | 200 | 150 | 150 | 120 | 150 | 200 | 150 | 150 | 120 | 150 | 200 | 150 | 150 | 120 | 150 | 200 | 150 | 150 | 120 eﬁﬁm
1,130/1,500| 900 | 750 | 420 |1,080|1,440| 870 | 720 | 410 |1,010/1,350| 810 | 680 | 380 | 920 [1,230| 730 | 610 | 350 (SOHRCL\,{-F)
0.150.15]0.12] 0.1 [0.07 [ 0.15|0.15] 0.12] 0.1 [ 0.07 [0.15] 0.15| 0.12 | 0.1 [ 0.07 [ 0.15 [ 0.15 | 0.12 | 0.1 | 0.07 | Carbon steels

5 5 5 5 5 5.7 5.7 | 5.7 | 5.7 57 | 6.3 6.3 | 6.3 6.3 | 6.3 71 71 71 71 7.1 | Alloy steels

<4 <4 <3| <2 <2|<4]<a]<3|<2]<2|<4]<4|<3]|<2]|<2|<a]<a]<3]<2]| <2 | (30HRCorless)
1,500/2,490|2,0002,000/1,500|1,200|2,000|1,6001,600|1,200| 960 |1,600 1,280|1,280| 960 | 760 |1,270(1,020(1,020| 760
150 | 250 | 200 | 200 | 150 | 150 | 250 | 200 | 200 | 150 | 150 | 250 | 200 | 200 | 150 | 150 | 250 | 200 | 200 | 150 %%
1,500|3,120/2,000|2,000/1,130|1,4403,000|1,9201,920|1,080(1,350|2,800 1,800 1,800|1,010|1,220|2,540 /1,640 /1,640 920 FC

0.2 |025]| 0.2 | 0.2 |015( 0.2 |0.25| 0.2 | 0.2 |0.15| 0.2 [0.25| 0.2 | 0.2 | 0.15]| 0.2 |0.25| 0.2 | 0.2 | 0.15| FCD

5 | 5 | 5| 5| 5 |57][57]57|57|57|63|63]63]63]|63]|71]|71]|71]71]71]|Castirons
<4 <4 <4 <4 <3 <4 <4 <4 <4 <3 <4 <4 <4 <4 <3 <4 <4 <4 <4 <3

[Note] DThese conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual machine and

work-piece conditions.

(@To prevent tool breakage due to chips clogging tool flutes, always be sure to use an air blower, etc. to remove chips.

(®The evacuation of swarf can cause burns, cuts or damage to the eyes please ensue the correct safety cover is fitted around the machine, and
necessary personal protection equipment is worn by the machine operator.

(®Please note that the JS Coating does not cause a reaction in conductive touch sensors.

(BEnsure to index the insert at the correct time to ensure safety of the tool-body.

(®Make settings so that the cutting depth and per-flute feed rate do not exceed the maximum values.

(IMZ1000 and BH250 are not suitable for wet cutting. Use them for dry cutting (air blow).

(®Due to fire risks do not use neat cutting oil as a coolant.

(©When using the BT30 arbor for modular mills, determine the cutting conditions using the standard cutting conditions table as a general guide. If
vibrations are a concern due to the cutting conditions, adjust conditions by 1.reducing cutting depth (@p) or 2.reducing per-flute feed rate (fz).
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Polish Mill V type ASPV

7MUY AZ IV VYL T ASPY

| %%ﬁ?ﬁﬂﬂl%&tﬂﬁ“%1¢ Standard cutting conditions for contour roughing
[FR] 41— —FHRERE2EZTERATEL, [Note] Use nose corner radius RE2 insert.

IT%%EC @16(2HNH) 2 Fiutes @20 (3H) 3 Futes @25 (41H) 4 Fuutes
Wjﬁ ?:Ja*tfrial Rtgc:fjj‘n*fd o - < 3 DE :El\i)filuljar ca%ﬁjhz; 7 < 3 D_(E’ fl\/ljoguljar ca?gbibdﬁ;jh‘\;ri 7 < 3 DE -El\/ljog-uir ca%gjh“;ri 7
wade | AHUEoum [BE [an0 [epne. AA | B2 3pc- 5DC- AA | =2 |3pc. 5pC-
Overhang Conoral T >7DC | General T >7DC | Generat| 1T >7DC
purpose H'%mﬁge‘i 5DC | 7DC purpose H'%';‘nsiﬁ?d 5DC |7DC purpose H‘%E‘ns‘ﬁg“ 5DC |7DC
e n (min-) 2,590 | 3,990 | 2,590 | 2,590 | 1,800 | 2,080 | 3,190 | 2,080 | 2,080 | 1,440 | 1,660 | 2,550 | 1,660 | 1,660 | 1,150
5t % ve (m/mm) 130 | 200 | 130 | 130 | 90 | 130 | 200 | 130 | 130 | 90 | 130 | 200 | 130 | 130 | 90
(30HRCLLT) | JP4120 | v (Mm/min)| 2,590 | 3,990 | 2,590 | 2,590 | 1,800 | 3,120 | 4,790 | 3,120 | 3,120 | 2,160 | 3,320 | 5,100 | 3,320 | 3,320 | 2,300
Cabonsteels | JS4060 |z (MM/A) 05 | 05 | 05 | 05| 05| 05| 05| 05| 05| 05| 05| 05| 05 | 05 | 0.5
Alloy steels ap (mm) 05 | 05 | 04 | 03 |025| 05 | 05| 04 | 03 | 025 05 | 05 | 04 | 0.3 | 0.25
G (30HRC or less) ae (mm) 13 | 13 | 13 | 13 | 13 | 16 | 16 | 16 | 16 | 16 | 20 | 20 | 20 | 20 | 20
% N n (min-) 1,800 | 3,590 | 2,590 | 2,590 | 1,800 | 1,440 | 2,870 | 2,080 | 2,080 | 1,440 | 1,150 | 2,300 | 1,660 | 1,660 | 1,150
?é ﬁiﬂﬁ vc (m/min) 90 | 180 | 130 | 130 | 90 90 | 180 | 130 | 130 | 90 90 | 180 | 130 | 130 | 90
ES =it i JP4120 | v (mm/min) | 1,440 | 2,880 | 2,080 | 2,080 | 1,440 | 1,730 | 3,450 | 2,500 | 2,500 | 1,730 | 1,840 | 3,680 | 2,660 | 2,660 | 1,840
T (30~45HRC)| y54060 | f2 (mm/t) 04 | 04 | 04 | 04 | 04 | 04 | 04| 04| 04| 04| 04| 04 04| 04 | 04
=] iﬁgb"s’::eie's ap (mm) 05 | 05| 04 | 03 |025| 05 | 05| 04 | 03 | 025| 05 | 05| 04 | 0.3 | 0.25
2 Y ae (mm) 13 | 13 | 13 | 13 | 13 | 16 | 16 | 16 | 16 | 16 | 20 | 20 | 20 | 20 | 20
5 n (min-) 2,590 | 3,990 | 2,590 | 2,590 | 1,800 | 2,080 | 3,190 | 2,080 | 2,080 | 1,440 | 1,660 | 2,550 | 1,660 | 1,660 | 1,150
T —. ve (m/min) | 130 | 200 | 130 | 130 | 90 | 130 | 200 | 130 | 130 | 90 | 130 | 200 | 130 | 130 | 90
7 AT VA JM4160 [ (mm/min)| 2,590 | 3,990 | 2,590 | 2,590 | 1,800 | 3,120 | 4,790 3,120 | 3,120 | 2,160 | 3,320 5,100 | 3,320 | 3,320 | 2,300
EJE ?tgriss . fz (mm/t) 05 | 05 | 05 | 05 | 05 | 05| 05| 05| 05| 05| 05| 05| 05 | 05 | 0.5
R ap (mm) 05 | 05 | 04 | 03 | 025| 05 | 05| 04 | 03 | 025| 05 | 05 | 04 | 03 | 0.25
= ae (mm) 13 | 13 | 13 | 13 | 13 | 16 | 16 | 16 | 16 | 16 | 20 | 20 | 20 | 20 | 20
v n (min-) 2,990 | 3,990 | 2,590 | 2,590 | 1,800 | 2,390 | 3,190 | 2,080 | 2,080 | 1,440 | 1,920 | 2,550 | 1,660 | 1,660 | 1,150
#Hik ve (m/min) [ 150 | 200 | 130 | 130 | 90 | 150 | 200 | 130 | 130 | 90 | 150 | 200 | 130 | 130 | 90
EC JP4120 | vt (mm/min)| 4,190 | 5,590 | 3,630 | 3,630 | 2,520 | 5,020 | 6,700 | 4,370 |4,370 | 3,030 | 5,380 | 7,140 | 4,650 | 4,650 | 3,220
FCD JS4060 | fz (mm/t) 07 |07 | 07 | 07 | 07 |07 | 07| 07| 07| 07|07 07| 07| 07| 07
Cast irons ap (mm) 05| 05| 05| 04 | 03| 05| 05| 05| 04 | 03| 05| 05| 05| 04| 03
ae (mm) 13 | 13 | 13 | 13 | 13 | 16 | 16 | 16 | 16 | 16 | 20 | 20 | 20 | 20 | 20

B CBN KE({L _EIFIRELTHISRG

Standard cutting conditions for CBN bottom finishing

I%{I%EC (D 1 6(2*&39) 2 Flutes CDEO(SWXD 3 Flutes ¢25(4$§Z39) 4 Flutes
H HEME - SETR D SEE TS 15— BB
Wjﬁ iﬁgria Recommended ?Hjhbg <3 D C -ondﬂ-lz caﬁgej 5;\:1;13 < 3 DC :I\ondillajr ca%igej svh;i < 3 DC :I\E;iillajr ca%%ej svh;z
grade vernang = = =
A vy | 3DC-BDC | s, | 3DC-5DC | o 8ME,, | 3DC-5DC
RE n (min-1)_ 11,950 9,960 9,560 7,970 7,650 6,370
a8 vc (m/mln) 600 500 600 500 600 500
(30HRCII®) | BH250 vf (mm/min) 2,390 1,600 2,870 1,920 3,060 2,040
Carbon steels fz (mm/t) 0.1 0.08 0.1 0.08 0.1 0.08
Alloy steels ap (mm) <0.1 <0.1 <01 <01 <0.1 <0.1
(30HRC or less) ge (Mm) 8~16 8~16 10~20 10~20 12.5~25 12.5~25
n (min) 15,930 11,950 12,740 9,560 11,470 8,920
S vc (m/min) 800 600 800 600 900 700
FC BH250 vf (mm/min) 3,830 2,870 4,590 3,450 5,510 4,290
FCD fz (mm/t) 0.12 0.12 0.12 0.12 0.12 0.12
TR TS ap (mm) <0.1 <0.1 <041 <01 <01 <01
ae (mm) 8~16 8~16 10~20 10~20 12.5~25 12.5~25

(2] OzotIMIRHRBDEIRFOERERT 6O TY  ZRONI TRNIAR. BE. ERMEMSICIURFEFRL TSN,

@QYPULKTEHRASC LB TRIBEELEDID BT ITF7—TO0—FILEBPU<STIREETOTTEL.
CHELUIIUL< T3 REUERER DB E. NEHZIVRBICATERETEI/N DI HVET OT. TEMICBRL TIEOEBICREDN—EBT T REXATRED
REREZBAL. RERRBTIERIN I L ESROBLET.
DISTI—F1 VY RBERRVF VY —ICRIGLELADTITEEIZE,
O >4 —bORFRHICITO. BEDERICLBRIBEMIEL TZED,
OMAHFRER VN DXYBOBRABEEBABOLSICREL TIZED,
(®MZ1000,BH2501ERADENICIFBLE R A LN (T7—TO0—-) TOEREBBOLET
@FKBMLDESBIE AROBNDBYETOTERLBOTTEN,
@©EY25—3)VABTI07—/NZREAOKIE. BENHIRHREBRICNIRMAEZRELTTEOMNIRRICIVRBNBEENB1BEE. 1. 1DABRE (Qp) EER TS
2. —RHYDRY () EEF I BT ETHE TS0,
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KIRFIFE—HEMETT,

*Red indicates primary recommended grade

— |
K " g - - B
- Roughing Planing ~{ stotting Die-sinking Profilng
% e

$32(58H) 5 Futes @40(BHH) 6 Flutes @50 (7HH) 7 Futes @B3(8HH) & Fuutes

<3DC |[SenalEre?| <3DC |fenaakvre?| <3DC <3DC HHE

3 iR q =% 3 =& 3DC-|5DC- >70C! == 3DC-|5DC- S7DC Work material

AR | 5T |3DC-|5DC- MR | T [3DC-|5DC- A 5DC |7DC A 5DC |7DC
General | - >7DC | General ‘ 1T >7DC| General I'DI General jJI]I
purpose H'%n{iggw 5DC |7DC purpose H'%:;‘Siﬁged 5DC | 7DC purpose H‘Qomgzed purpose H'%mggm

1,300/2,000/1,300/1,300| 900 |1,040/1,6001,040|1,040| 720 | 830 |1,280| 830 | 830 | 580 | 660 |1,020| 660 | 660 | 460 | pe==om

130 | 200 | 130 | 130 | 90 | 130 | 200 | 130 | 130 | 90 | 130 | 200 | 130 | 130 | 90 | 130 | 200 | 130 | 130 | 90 | acvem
3,250/5,000)3,250| 3,250 2,250|3,120| 4,800 3,120 3,120| 2,160 2,910| 4,480 | 2,910 2,910/ 2,030|2,640  4,080| 2,640 | 2,640 1,840 | (3G1{RCLTF)
05|05|05|05|05|05)|05)|05]|05)|05]|05|05)|05]|05)05]|05]| 05] 05]| 05| 0.5 ]| carbonsteels

05| 05| 04|03 025[05|05|04]|03]025|/05)|05]| 04|03 /025[05]| 05| 04| 03 |0.25 | Aloysteels

25 | 25 | 25 | 25 | 25 | 32 | 32 | 32 | 32 | 32 | 40 | 40 | 40 | 40 | 40 | 50 | 50 | 50 | 50 | 50 | (30HRCorless) =
900 [1,800]1,300[1,300] 900 | 720 [1,440[1,040[1,040| 720 | 830 [1,280] 830 | 830 | 580 | 460 | 910 | 660 | 660 | 460 | _ . e
90 | 180 | 130 | 130 | 90 | 90 | 180 | 130 | 130 | 90 | 130 | 200 | 130 | 130 | 90 | 90 | 180 | 130 | 130 | 90 | B>l 5
1,8003,600|2,6002,600/|1,800|1,730 3,460 | 2,500 |2,500|1,730(2,330|3,590|2,330|2,330| 1,630| 1,480/ 2,920/ 2,120 | 2,120 1,480 S5tz 4 ®
04 | 04|04 04| 04|04 04|04 04)04|04| 0404 04)04]04]04] 0404/ 04| (30~45HRC) e
05| 05| 04| 03|025| 05| 05|04 03|025| 05| 05| 04| 03 |0.25| 05| 05 | 0.4 | 03 | 0.25 iﬁ‘gsc’srt‘:e‘;e's ?
25 | 25 | 25 | 25 | 25 | 32 | 32 | 32 | 32 | 32|40 | 40 [ 40 | 40 | 40 | 50 | 50 | 50 | 50 | 50 o
1,300/2,000|1,300|1,300| 900 |1,040|1,600[1,040|1,040| 720 | 960 |1,470[1,150| 830 | 640 | 660 |1,020| 660 | 660 | 460 =
130 | 200 | 130 | 130 | 90 | 130 | 200 | 130 | 130 | 90 | 150 | 230 | 180 | 130 | 100 | 130 | 200 | 130 | 130 | 90 2F IR g
3,250/5,000] 3,250 3,250 | 2,250 3,120 4,800 | 3,120|3,120|2,160| 3,360 5,150 | 4,030| 2,910 | 2,240| 2,640 | 4,080 2,640 | 2,640 | 1,840 m
05]05|05|05|05|05)|05]|05]|05)|05[05|05|05)|05|05|05)|05]|05]|05]05 SL.JS =4
05 | 05| 0.4 | 03 |0.25] 0.5 | 05 | 0.4 | 0.3 |0.25| 0.5 | 0.5 | 0.4 | 0.3 |025| 05 | 0.5 | 0.4 | 0.3 | 0.25 | Stanlesssteels =
25 | 25 | 25 | 25 | 25 | 32 | 32 | 32 | 32 | 32 |40 | 40 [ 40 | 40 | 40 | 50 | 50 | 50 | 50 | 50 =
1,500/2,0001,300|1,300| 900 |1,2001,600[1,040(1,040| 720 | 960 |1,280| 830 | 830 | 580 | 760 |1,020| 660 | 660 | 460 @
150 | 200 | 130 | 130 | 90 [ 150 | 200 | 130 | 130 | 90 | 150 | 200 | 130 | 130 | 90 | 150 | 200 | 130 | 130 | 90 | FHEK
5,250|7,000/ 4,550 4,550/ 3,150 5,040 | 6,720 |4,370| 4,370 3,030|4,710| 6,280| 4,070 | 4,070 | 2,850 | 4,260| 5,720|3,700| 3,700/ 2,580 | FC

07 | 07|07 |07[07 07|07 07|07 07[07]07]|07]|07]07]|07|07]07]07]07]|FCD

0505 05|04)|03|05)|05)05)|04]|03[05)05)05)04]|03]|05]05]05]|04]03]|castirons

25 | 25 | 25 | 25 | 25 | 32 | 32 | 32 | 32 | 32 [ 40 | 40 [ 40 | 40 | 40 | 50 | 50 | 50 | 50 | 50

¢32(5W3§) 5 Flutes ¢4O (6*517‘]) 6 Flutes ¢50 (7*&3\3) 7 Flutes @63(8*&3\]) 8 Flutes
SEERT-O T15—BET )
<BDC | e o] <3DC |REZSIRNR| <8DC | o LS80 | | wekmas
=RIT | 3pc-5DC | 20T | 3pc-5pe |, AR AT
High-speed cutting High-speed cutting High-speed cutting High-speed cutting
5,980 4,980 4,780 3,990 3,830 3,190 3,040 2,530 R
600 500 600 500 600 500 600 500 éﬁﬂﬂ
2,990 2,000 2,870 1,920 2,690 2,240 2,440 2,030 (30HRCLLTF)
0.1 0.08 0.1 0.08 0.1 0.1 0.1 0.1 P
<0.1 <0.1 <01 <01 <041 <01 <01 <01 Alloy steels
16~32 16~32 20~40 20~40 25~50 25~50 31~63 31~63 (30HRC or less)
8,960 6,970 7,170 5,580 5,740 4,460 4,550 3,540
900 700 900 700 900 700 900 700 iEek
5,380 4,190 5,170 4,020 4,830 3,750 4,370 3,400 FC
0.12 0.12 0.12 0.12 0.12 0.12 0.12 0.12 FCD
< 01 < 01 < 01 <01 <0.1 <01 <01 <01 Cast irons
16~32 16~32 20~40 20~40 25~50 25~50 31~63 31~63

[Note] (MThese conditions are for general guidance; in actual machining conditions adjust the parameters

work-piece conditions.
2)To prevent tool breakage due to chips clogging tool flutes, always be sure to use an air blower, etc. to remove chips
(3)The evacuation of swarf can cause burns, cuts or damage to the eyes please ensue the correct safety cover is fitted around the machine, and

necessary personal protection equipment is worn by the machine operator.
(®Please note that the JS Coating does not cause a reaction in conductive touch sensors.
(®Ensure to index the insert at the correct time to ensure safety of the tool-body.
(®Make settings so that the cutting depth and per-flute feed rate do not exceed the maximum values.
TMZ1000 and BH250 are not suitable for wet cutting. Use them for dry cutting (air blow).
(®Due to fire risks do not use neat cutting oil as a coolant.
(©When using the BT30 arbor for modular mills, determine the cutting conditions using the standard cutting conditions table as a general guide. If

vibrations are a concern due to the cutting conditions, adjust conditions by 1.reducing cutting depth (&@p) or 2.reducing per-flute feed rate (fz).

according to your actual machine and
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Polish Mill V type ASPV

7MUY AZ IV VYL T ASPY

Bl CBN {lEfT L IFIRELIHISRF

Standard cutting conditions for CBN side finishing

}E I%FEEC (Z?]B(E*Q-ﬂ) 2 Flutes ¢20(8*§I3~J) 3 Flutes ¢25(4$§I3‘J) 4 Flutes
4 118 SEERT-r J5—BE SRSy
Ol (R e |<30C] s @ELros |copg| FUAT RS [cang] i AEess
rade =) 5 5 = 5 5 = 5 5
“’ oemens T | 3bG | e | >7oc R 3BE | 9B | >7oc |MEE 3BE | SBE | >7oc

R n (min'*). 15,930 | 15,930 | 11,950 | 11,950 | 12,740 | 12,740 | 9,560 | 9,560 | 10,200 | 10,200 | 7,650 | 7,650
a%m Ve (m/mln) 800 800 600 600 800 800 600 600 800 800 600 600
(30HRCELT) | BH250 vi(mm/min) | 2,240 | 2,240 | 1,680 | 1,200 | 3,830 | 3,830 | 2,010 | 2,010 | 4,080 | 4,080 | 2,150 | 2,150
et fz (mmft) 0.07 | 0.07 | 0.07 | 0.05 [ 0.1 01 | 0.07 | 0.07 | 0.1 01 | 0.07 | 0.07
Alloy steels ap (mm) 2 1.5 1 0.7 2 1.5 1 0.7 2 1.5 1 0.7
(30HRC or less) ae (mm) <01 | <01 | <01 | <01 [ <01 | <01 | <01 | <041 | <01 | <01 | <01 | <01

n (min-) 19,910 | 15,930 | 15,930 | 15,930 | 15,930 | 12,740 | 12,740 | 12,740 | 12,740 | 10,200 | 10,200 | 10,200
S8 % (m/min) 1,000 800 800 800 1,000 800 800 800 1,000 800 800 800
FC BH250 vi (mm/min) | 4,780 | 3,830 | 3,190 | 3,190 | 5,740 | 4,590 | 3,830 | 3,830 | 6,120 | 4,900 | 4,080 | 4,080
FCD fz (mm/t) 0.12 0.12 0.1 0.1 0.12 0.12 0.1 0.1 0.12 0.12 0.1 0.1
Castirons ap (mm) 2 1.5 1 0.7 2 1.5 1 0.7 2 1.5 1 0.7

ae (mm) <0.1 <0.1 <0.1 <0.1 <0.1 <0.1 <0.1 <0.1 <0.1 <0.1 <0.1 <0.1

SHTNHSHON Riilghssarie

B CBN/\—Fh)LAlEt EIFIRZEVIRISRA

Standard cutting conditions for CBN vertical side finishing

T2E&DC P16(24H) 2 Futes ?20(347) 3 Futes P25(44F) 4 Futes
wE | geErE <38DC| Fi e |<3DC| FAZNEIL7 |<3DC) Faidemas
B iﬂ?ﬁ & | 3pC- | BDC- B2 | 3pc-| BDC- B2 | 3pc- | BDC-
Hﬁ?%gd sbc | 7oc |~ /PC Hg’ﬂﬂ}gd spc | 7pc |~ /PC Hg’ﬂﬂfgd sbc | 7oc |~ /PC
n(min) |15,930| 15,930 | 11,950 | 11,950 (12,740 | 12,740 | 9,560 | 9,560 |10,200 | 10,200 | 7,650 | 7,650
Zg% Ve (m/min) | 800 | 800 | 600 | 600 | 800 | 800 | 600 | 600 | 800 | 800 | 600 | 600
(:ISOHIF{CL)'F) BH250 |/ (mm/min)| 2,240 | 2,240 | 1,680 | 1,200 | 3,830 | 3,830 | 2,010 | 2,010 | 4,080 | 4,080 | 2,150 | 2,150
Carbon steels fz(mm/t) | 0.07 | 0.07 | 0.07 | 005 | 01 | 01 | 007 | 007 | 01 | 01 | 0.07 | 0.07
ggzisge;fuess) pf (mm) <05 | <05 | <05 | <0.5 | <0.6 | <0.6 | <0.6 | <0.6 | <0.7 | <0.7 | <0.7 | <0.7
ae(mm) | <041 | <01 | <01 | <041 |<01| <01 |<01|<01]|<01]|<01]|<01|<0.1
n (min-) {19,910 15,930 | 15,930 | 15,930 [ 15,930 | 12,740 | 12,740 | 12,740 12,740 | 10,200 | 10,200 | 10,200
P vc (m/min) | 1,000 | 800 | 800 | 800 | 1,000 | 800 | 800 | 800 | 1,000 = 800 | 800 | 800
FC vf (mm/min)| 4,780 | 3,830 | 3,190 | 3,190 | 5,740 | 4,590 | 3,830 | 3,830 | 6,120 | 4,900 | 4,080 | 4,080
FCD BH250 |, (mm/t) | 012 | 042 | 041 | 01 | 012 | 012 01 | 01 | 012 | 012 | 01 | 041
Cast irons pf (mm) <05 | <05 | <05 | <0.5 | <06 | <0.6 | <0.6 | <0.6 | <0.7 | <0.7 | <0.7 | <0.7
ae(mm) | <041 |<01|<01|<01|<01|<01|<01|<01]|<01|<01| <01 <01

(3R] O oEIRHERBDEIRHOERETILOTY  RBONT TENIHR. BN, EREESICLURHFERRL I,

@PULFMHABICE D TRIEHPFIE DI T TP —TO—FILLBPU<STIREEIToTTE U,
BBV TR RBILERBE DS ABEHIVRBBICA-STRBEEZITNHBYE IO T TEAICKEREL TR OBBICREN/N—ZBT 1T REAHREOD
REREBAL. REVRIFTERINZ L ESROBILET.
@ISA—F1V 5 BBRRYF VY —CRIELFBADTITEELIZEL,
OV —hOZMIRDICITO BEOEMBICKBMIEEPHLEL TS,
OABRS RO TPEYEDHRKBEEBABOLSICHEL TIILEW,
(DMZ1000,BH2501EZXDRIICIKBELER A 2R (T 7—TO0—) TORAZHBHEOLET .
@FKBIEDEBDIR. AKX DTN A BYET D TERALZOTTEL,
©EY25—IVABTIZ—NTEAORE. FEHIRHREBRICNIRHEEREL TTFEONITRRICLVIRBINESS BB SR 1. DAB RS (Ap) BRI 3
2. —PHYDRY () ZER I BTTETHE TS0,

210




Finishing
¢32(5$SI39) 5 Flutes ¢40(6W3‘]) 6 Flutes ¢'50(7$ﬂ3‘]) 7 Flutes (DBB(B*&UQ) 8 Flutes
ISR v TI1S5—BREIvIY il
<3DC Moijirca%ﬁsrgnk <3DC Mogijgrca%’)iﬁisr;‘;nk <3DC 3DC- 5DC- <3DC 3DC- 5DC- Work material
S| 3DC- | 5DC- S#IT| 3DC- | 5DC- &&NI| 5DC | 7DC | ~7PC [@mT| 5DC | 7DC | >7PC
"l | 5DC | 7DC | >7DC |Watgess) BpC | 7DC | >7DC | Halgees Fighgedd

7,970 | 7,970 | 5,980 | 5,980 | 6,370 | 6,370 | 4,780 | 4,780 | 5,100 | 5,100 | 3,830 | 3,830 | 4,050 | 4,050 | 3,040 | 3,040 | R

800 800 600 600 800 800 600 600 800 800 600 600 800 800 600 600 | o5

3,990 | 3,990 | 2,100 | 2,100 | 3,830 | 3,830 | 2,010 | 2,010 | 3,570 | 3,570 | 1,880 | 1,880 | 3,240 | 3,240 | 1,710 | 1,710 (30HRCILTF)

01 | 01 [ 007 | 007 | 04 | 01 | 007 | 007 | 04 | 04 | 007 | 0.07 | 04 | 04 | 0.07 | 0.07 |coon steols

2 1.5 1 0.7 2 1.5 1 0.7 2 2 1.5 1 2 2 1.5 1 Alloy steels

<01 <01 <0.1 <01 <01 <041 <041 <041 <041 <041 <041 <041 <041 <01 <0.1 < 0.1 | (30HRC or less)
11,950 | 9,960 | 8,960 | 7,970 | 9,560 | 7,970 | 7,170 | 6,370 | 7,650 | 6,370 | 5,740 | 5,100 | 6,070 | 5,060 | 4,550 | 4,050

1,200 | 1,000 | 900 800 | 1,200 | 1,000 | 900 800 | 1,200 | 1,000 | 900 800 | 1,200 | 1,000 | 900 800 |gEsk

$|00] ajqexapu]

7,170 | 5,980 | 4,480 | 3,990 | 6,890 | 5,740 | 4,310 | 3,830 | 6,430 | 5,360 | 4,020 | 3,570 | 5,830 | 4,860 | 3,640 | 3,240 i:

012 | 0.12 0.1 0.1 012 | 012 0.1 0.1 012 | 0.12 0.1 0.1 012 | 0412 0.1 01 |FCD

2 1.5 1 0.7 2 1.5 1 0.7 2 1.5 1 0.7 2 1.5 1 0.7 | castirons

<01 | <01 | <01 | <01 ] <01 ] <01 ] <01 | <01 | <01 | <01 | <01 | <01 ] <01 | <01 | <01 | <01

(7]
=
=
(V]
-
D
m
-
(=5
=
o

fft
aeLI
7 |— Finishing

¢32(5*ﬂ7‘]) 5 Flutes d)40(67f517~3) 6 Flutes d)50(77f517~3) 7 Flutes (1)68(8*513‘]) 8 Flutes
<3DC| Fhar e 7 |<3DC| By o v>7 |<3DC <3DC I
— . . 3DC-|5DC- — 3DC-|5DC- Work material
M | 3pC-| 5DC- - 2 | 3DC-| 5DC- . S | 5DC | 7DC ~/Bie B2 | 5pC | 7DC S
Hghspeet| SDC | 7DC Hghspeed) SDC | 7DC High speed High speed

7,970 | 7,970 | 5,980 | 5,980 | 6,370 | 6,370 | 4,780 | 4,780 | 5,100 | 5,100 | 3,830 | 3,830 | 4,050 | 4,050 | 3,040 | 3,040

800 | 800 | 600 | 600 | 800 | 800 | 600 | 600 | 800 | 800 | 600 A 600 | 800 | 800 | 600 | 600 %?ﬂﬂ
3,990 | 3,990 | 2,100 | 2,100 | 3,830 | 3,830 | 2,010 | 2,010 | 3,570 | 3,570 | 2,690 | 2,690 | 3,240 | 3,240 | 2,440 | 2,440 g%ﬂﬂcu-lz)
0.1 0.1 | 0.07 | 0.07 | 0.1 0.1 | 0.07 | 0.07 | 0.1 0.1 0.1 0.1 0.1 0.1 0.1 0.1 | Carbon steels

<08 |<08|<08|<08|<088/<0.88/<0.88 <088 <1 | <1 | <1 | <1 |<1.12|<1.12/<1.12|< 1.12| (orncaiess)
<01 <01|<01|<01|<01|<01|<01|<01|<01|<01|<01<01|<01|<0.1|<0.1]|<0.1
11,950| 9,960 | 8,960 | 7,970 | 9,560 | 7,970 | 7,170 | 6,370 | 7,650 | 6,370 | 5,740 | 5,100 | 6,070 | 5,060 | 4,550 | 4,050
1200 1,000 | 900 | 800 | 1200 | 1000 | 900 | 800 | 1200 | 1000 | 900 | 800 |1,200 1,000 900 | 800 | ooy
7,170 | 5,980 | 4,480 | 3,990 | 6,890 | 5,740 | 4,310 | 3,830 | 6,430 | 5,360 | 4,020 | 3,570 | 5,830 | 4,860 | 3,640 | 3,240 FC
012 | 012 | 01 | 01 | 012|012 | 01 | 01 |012 | 012 | 01 | 01 | 012 042 | 041 | 0.1 |[FCD
<08 /<08 <08 |<08|<0.88/<088<088<088 <1 | <1 | <1 | <1 [<1.12|<1.12|<1.12|<1.12| Castirons

<01|<01/<01|<01]<01|<01|<01|<01(<01|<01|<01|<01]|<01|<01|<01|<0.1

[Note] (DThese conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual machine and

work-piece conditions.

(2To prevent tool breakage due to chips clogging tool flutes, always be sure to use an air blower, etc. to remove chip

(3)The evacuation of swarf can cause burns, cuts or damage to the eyes please ensue the correct safety cover is fitted around the machine, a
necessary personal protection equipment is worn by the machine operator.

(@Please note that the JS Coating does not cause a reaction in conductive touch sensors.

(5Ensure to index the insert at the correct time to ensure safety of the tool-body.

(6Make settings so that the cutting depth and per-flute feed rate do not exceed the maximum values.

(HMZ1000 and BH250 are not suitable for wet cutting. Use them for dry cutting (air blow).

®Due to fire risks do not use neat cutting oil as a coolant.

(©When using the BT30 arbor for modular mills, determine the cutting conditions using the standard cutting conditions table as a general guide. If
vibrations are a concern due to the cutting conditions, adjust conditions by 1.reducing cutting depth (@p) or 2.reducing per-flute feed rate (fz).
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Polish Mill V type ASPV

V77U AL VYLD ASPY
B SD5010ICKD7 IO AGENUTELIHISRE

Cutting conditions for cutting aluminum alloy and copper using SD5010 ae 7 b ap
EEH:J:U’*%EUJ%“%{# Cutting conditions for bottom finishing > 8e=0.5DC~0.7DC
B Work maeral | I cuting conaions | BVS | B1S | B D | B | | TR | | Shor | S | S| T | SR
FILE = LSRN E1#5E n (min-1) 15,900/ 15,900| 15,900 15,900| 15,300| 13,640/ 12,730| 11,940/ 10,910| 9,550, 7,640, 6,060
Expanded stuminm alioy material | VIHIREE Ve (m/min) 800/ 900/ 1,000/ 1,900 1,200/ 1,200| 1,200 1,200| 1,200| 1,200 1,200| 1,200
AB052,A7075 &, etc. —HHDED fz (mm/1) 0.1 0.1 0.1 0.1 0.1 0.1 0.1 0.08 0.08 0.08 0.06 0.06
(IT?“EI— O_r'jI‘yl\?J(h“&’lE) EDIREE Vf (mm/min) 3,180| 3,180| 4,770| 4,770, 6,120| 5,460| 5,090, 4,780| 4,360, 4,580| 3,210| 2,910
(Arblow orwet: Water-soluble 2060 " gy 43 ap (mm) 02| 02 02 02 02 02 02 02 02 02 02 02
TS = LASEY [B#5E n (min-1) 12,700|12,700| 12,700| 12,700| 12,200| 10,900 10,190| 9,550| 8,730| 7,640, 6,110| 4,850
e S EIEIEE ve (m/min) 640| 720| 800| 880] 960/ 960/ 960| 960| 960 960 960 960
AC4AADC12 %  etc. —HAHDIED fz (mm/t) 0.1 0.1 0.1 0.1 0.1 0.1 0.1 0.08 0.08 0.08 0.06 0.06
(T7TO—or D1y MKEME) [0 EE vt (mm/min) | 2,540] 2,540| 3,810] 3,810 4,900| 4,360| 4,080| 3,820] 3,490| 3,670| 2,570 2,330
(Airblow orwet: Water-soluble 26enY) "y E3TiAG ap (mm) 02 02 02 02 02 02 02 02 02 02 02 02
_ [E1E5E n (min-1) 5970| 5,300, 4,770| 4,340, 3,820| 3,410| 3,180| 2,980| 2,730, 2,390| 1,910| 1,520
ﬁre fﬁpper YIBERE Ve (m/min) 300/ 300/ 300/ 300| 300/ 300/ 300/ 300/ 300/ 300/ 300| 300
C1100,C1020 &, etc. —FHDED fz (mm/t) 0.1 0.1 0.1 0.1 0.1 0.1 0.1 0.08 0.08 0.08 0.06 0.06
('j; w N KA EDIRE VF (mm/min) 1,190| 1,060, 1,430| 1,300, 1,530| 1,360| 1,270| 1,190, 1,090| 1,150 800 730
(et Water-soluble agent) HSEYBAH ap (mm) 02 02 02 02 02 02 02 02 02 02 02 02
ae % | tar
ﬁ“ﬁﬁilﬂ%ﬁtﬂﬁﬂ%ﬁ: Cutting conditions for side finishing + ae=0.2mmEAT z.=0.2mm
#RHIH Work material BIRISRA Cutting conditons 2?511796& 2?5217]8&. 3%%91. 3%1%2& 4%&3?. 4?&%%. 4%%91. 5%1%%. 5?&:739?. 6%'(4392. 7%339:. Bcgsngft.
FILE =t LA R [B1#5E n (min-1) 15,900/ 15,900| 15,900 15,900| 15,300| 13,640/ 12,730| 11,940/ 10,910| 9,550, 7,640, 6,060
Eranded s T ol | SUBISREE Vo (m/min) 800/ 900| 1,000] 1,100| 1,200] 1,200] 1,200 1,200/ 1,200| 1,200] 1,200] 1,200
AB052,A7075 &, etc. —HAZHDIED fz (mm/t) 0.15 0.15 0.15 0.15 0.15 0.15 0.15 0.15 0.15 0.18 0.2 0.2
(IT?‘EI— or D1y hoKEY) | %0 3EE v (mm/min) 4,770 4,770, 7,160| 7,160, 9,180| 8,180| 7,640, 8,960| 8,180|10,300|10,700| 9,700
(Air-blow or wet: Water-soluble agent) imﬁlﬂtﬂﬂaf ap (mm) 2 2 2 2 2 2 2 2 2 2 2 2
TS AESEY [B1E5E n (min-1) 12,700|12,700| 12,700| 12,700| 12,200| 10,900 10,190| 9,550| 8,730| 7,640, 6,110| 4,850
e i L EIHIERE v (m/min) 640| 720| 800| 880] 960| 960] 960| 960| 960| 960] 960 960
AC4AADC12 %  etc. —HHDED fz (mm/1) 0.15 0.15 0.15 0.15 0.15 0.15 0.15 0.15 0.15 0.18 0.2 0.2
(I_Tj“l:l— or Dy NKBY) | EbEE v (mm/min) 3,810| 3,810| 5,720| 5,720, 7,320| 6,540| 6,100| 7,160| 6,550| 8,250| 8,550| 7,760
(Air-blow or wet: Water-soluble agent) SSEUIAS ap (mm) 2 2 2 2 2 2 2 2 2 2 2 2
_ E1EREL n (min-1) 5970 5,300 4,770| 4,340, 3,820| 3,410| 3,180| 2,980| 2,730, 2,390 1,910| 1,520
ne IR Vo (m/min) 300 300] 300] 300 300] 300] 300] 300] 300] 300] 300| 300
C1100,C1020 %, etc. —HHDED fz (mm/t) 0.15 0.15 0.15 0.15 0.15 0.15 0.15 0.15 0.2 0.2 0.25 0.25
('jI_ w s KA EDIRE Vf (mm/min) 1,790 1,590| 2,150, 1,950| 2,290| 2,050, 1,910 2,240, 2,730| 2,870, 3,340| 3,040
(et Water-soluble agent) HSEYBAH ap (mm) 2 2 2 2 2 2 2 2 2 2 2 2
Pf e
/ \_Tﬁjbﬁﬂulﬁﬁtﬂﬁ“%ﬁ: Cutting conditions for vertical roughing A
HIH Work material §ORet cungconaions | D18 | B18 | 20 | B | | o | Do | har | | can | Tun | Shorn
[B1E5E n (min-1) 15,900 15,900| 15,900/ 15,900 15,300| 13,640 12,730| 11,940| 10,910 9,550| 7,640 6,060
IV O LAEEEMSMHS YIERE Ve (m/min) 800 900| 1,000/ 1,700| 1,200| 1,200| 1,200| 1,200| 1,200, 1,200| 1,200, 1,200
?gggegakggg"g'%y m;;e”a' —JLD%ED iz (mm/y) | 0.45] 0.45] 045/ 045 0.45| 0.5 0.5/ 045/ 0.5/ 0.5 0.5 0.5
(IT’7“EI’— or'jryhﬁk;?l&*) EDERE Vi (mm/min) 4,770 4,770, 7,160| 7,160 9,180| 8,180| 7,640, 8,960 8,180, 8,600| 8,020 7,270
(Air-blow or wet: Water-soluble agent) | 527 74— pf (mm) 3.5 4 4 4 4.5 4.5 5 5 5.5 6 6.5 7
BAEAH ae (mm) 4 4 4 4 4 4 4 4 4 4 4 4
[EIE5E n (min-1) 12,700/ 12,700| 12,700| 12,700/ 12,200| 10,900/ 10,190| 9,550, 8,730| 7,640| 6,110| 4,850
PV LAEEEY YIHIERE ve (m/min) 640 720 800 880 960 960 960 960 960 960 960 960
Cast aluminum alloy material —FHDiED fz (mm/t) 0.15 0.15 0.15 0.15 0.15 0.15 0.15 0.15 0.15 0.15 0.15 0.15
'E-\chﬁééegr],jelgj ij;ck}g.&) EDIRE Vf (mm/min) 3,810 3,810, 5,720| 5,720| 7,320| 6,540| 6,100, 7,160| 6,550 6,880| 6,420, 5,820
(Air-blow or wet: Water-soluble agent) | 527 74— pf (mm) 3.5 4 4 4 4.5 4.5 5 5 5.5 6 6.5 7
EAEWHAH ae (mm) 4 4 4 4 4 4 4 4 4 4 4 4
[E1ERE n (min-1) 5970 5,300, 4,770| 4,340| 3,820| 3,410| 3,180| 2,980| 2,730, 2,390| 1,910, 1,520
| tIELRE ve (m/min) 300 300 300 300 300 300 300 300 300 300 300 300
E‘,u;e'lcg)(’j))e{:'l 020 % etc —HHDED fz (mm/t) 0.15 0.15 0.15 0.15 0.15 0.15 0.15 0.15 0.15 0.15 0.15 0.15
GED) I* . 7](;‘81#,_5 T EDERE Vi (mm/min) 1,790 1,590| 2,150, 1,950, 2,290| 2,050, 1,910 2,240, 2,050, 2,150| 2,000| 1,820
(Wet: Water-soluble agent) Ew I 74—R pf (mm) 3.5 4 4 4 4.5 4.5 5 5 55 6 6.5 7
FEHELAH ae (mm) 4 4 4 4 4 4 4 4 4 4 4 4

[(FE] OCOVEIRERIIVBIRADELZT I HDTY . RO LTI TR, BH. EREHEICKOR M ZHEL TS,

IS

@L/D=4L L DI55FEEHEXDEEZ60% T T (0.48L T) TERKIEE L,

ORTSvYaA—RIEDORN TTERL<IEE W CERICRUCIHREDHREDREEZEAL C. R HRIE CIERE NS EZHBBLLELET,

@_EECSRAROEEIRME TEDSIEL VDS S (S5 T BE S EER A CEREL C XD EE(F LB TEEL T EE L,
OTEAENDZ—U VI F vy DFEOEHMLA TTEALEE V. SFREEGMN LR ROOGHAREOE SIS EATT IS EERICREL T,
EDRERLBETHELTIZE L,

[Note]

(DThese conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual machine and work-piece conditions.
@When L/D = 4 or higher, reduce the rotation speed and feed rate by 60% (set them to 0.4 times the values shown above).

(®Use on a machine equipped with splashguards. During use, be sure to wear protective equipment such as safety glasses, and always perform work in a safe environment.
@®When using a machine that cannot provide the rotation speed shown above, set the highest rotation speed possible and calculate the feed rate using the fz value.
(®Be sure to use this tool at rotation speeds within the acceptable range for the milling chuck being used. If the acceptable rotation speed range is below the rotation

speed shown above, set the highest acceptable rotation speed and calculate the feed rate using the fz value.
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A T —NIBDDYINHNZHA CTLNET,

This insert has 3 cutting edges.

o
e
i |

Eﬁwnﬂ Face cutting edge
EEft EIFIMTEHCERLE T,

Used when bottom finishing.

Construction

ED M

Feed direction

igﬁghuImﬂJnﬂ Cutting edge for reciprocating machining
FEL EFN—FHIVINIORICERAINIEULTERLET,

Used as the cutting edge when performing reciprocating finishing vertical machining.

ﬂjﬁ m nﬂ Peripheral cutting edge
BIEM TEONEINT E LTERLETD .

Used as the peripheral cutting edge when performing side machining.

3

$]00] ajqexapuj

Y

(BN AFELS =]

Insert with minor cutting edge

MPHWOB03:
MPHWOB03:

BElINAICLDIED
ZLIFCERATS
CEDABETT,

(BIVINABLA VY —H]

Insert without minor cutting edge

MPHWO603: " *ZEL

EAEMIICSVWT. ZEHULORW
(L/D=5 )M 0EEAGmEICH
HEDERVERIDIRETHERT 2155
[CELET,

For bottom machining, suitable for long overhang

(7
=
=
[\
-
(1]
m
-
(=3
=
n

(L/D= 5 or more) machining or for handling low
rigidity in main axis direction.

HIN=FAIVIITEEIEINT
BULEERHLET,

minor cutting edge
enables feed rate to be
increased.

»> &

B YA LU IBMCEDIAH I T HETHE

*For vertical machining, inserts without
minor cutting edge are recommended.

Cutting by direct milling is also possible.

FRIDETYNIDEVcDIERBELNZRIFHIRENE IO ARISRT KSICHE AU AR
FHTHIAUAJLEIEIC T FROIELTHI A VI NCREDIAH I INERET T . RO romporge & Flcal le Gameter

Since the cutting flute do not extend to the center, there are limitations on the ramp angle and hole — Y h |

diameter, but as shown right, cutting by direct milling without a pilot hole is possible for ramping and helical e ' i

milling. ’ ‘ ’ == ‘

(mm) et
< . ESHIEI Ramping AU AJUEIHI Helical miling

Ao —+ MPN (H) W0603: :: ZEL

THREDC 16 | 918 | 20 | ¢22 | ¢25 | $28 | $30 | $32 | ¢35 | $40 | #50 | P63 GEBIOEN B L REEEBARMBICRELTFEV, 0.5 U FTo
= (Ea Ao lomlom o1 l1a |19 105142517100 10 . EREIEELET,

BABREO | 25°|25°|25°|25°|21°(1.8°[1.7°1.6°(1.4°[1.2°| 1° |05 DREN LRRELOBS T RESF TN TLTFEL,
:';;Jm);?)l/ﬂ & |22~30{26~34|30~38|34~42|40~48|46~54|50~58| 54~62| 60~68| 70~78|90~98 | 116~124 [Note] D The ramp angle 8 should be set within the ranges listed above. Use at ramp

angles of 0.5° or less is recommended.

(2 For hole diameters outside the ranges listed above, a pilot hole should be
drilled before milling.
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