
C192

Polish Mill V type ASPVmini

We’ve added high-precision finishing tools to our small-diameter multi-flute cutting tool series.
  The free-cutting edge shape solves issues related to vertical wall cutting.

Numeric�𿿿gure�in�a�circle� .ASPV10 R- Steel shank type

Shape

Cutter body

The clamp screw is a consumable part. Since replacement life depends on the use environment, it is recommended that it be replaced at an early stage.
As spare parts for the tools, one clamp screw is attached when the tool diameter is 13 mm or smaller, while two clamp screws are attached when the tool diameter is 16 mm or larger.

The included clamp screw has been changed from Dec. 2023.

Parts Clamp screw Screw Driver Screw anti-seizure agent

Fastening torque   Suggested retail
price ( )

  Suggested retail
price ( )

  Suggested retail
price ( )

Parts

Stocked items.

Side Cutting Slotting Die-sinking HelicalPlaning

FinishingRoughing Cutting Conditions

C194切削
条件表

Vertical

Item code
 

Stock

 
No.of 
Àutes

 Size (mm)

Shape Recommended insert Suggested
retail price(¥)DC LF LH D1 DCONMS

Standard type

Undercut type

Standard type

Undercut type

Standard type

Undercut type

Standard type

Undercut type

Standard type

Undercut type

Standard type

Fig.1

Standard type

Fig.2

Undercut type
DC > DCONMS
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Numeric�𿿿gure�in�a�circle� .

ASPVM10 R- -M Modular type

Inserts

Item code
 

Stock

 
No.of 
Àutes

 Size (mm)

Recommended insert Suggested
retail price(¥)DC LF DCONMS THSZMS DHUB L1 L2 DRVS

Note When  and carbide shank are used together as a set, there is no interference.
            Do not apply lubricants to the threaded section or end surface sections in contact with the dedicated shank/arbor for modular mills.

D
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D
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D
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L1
LF L2

THSZMS DRVS

P  Carbon Steels

General cutting, First recommendation
M SUS  SUS, etc.

K FC FCD Cast irons

H  Hardened steels

Item code Tolerance 
class

TH308
 Size (mm)

Shape Suggested
retail price(¥)W1 BS S LE RE

H

S S

W1
RE

LE

W1
RE

LE

BS

Fig.1 Fig.2

Refer page D2 about the shanks for Modular Mill, Refer page D5 about tightening torque



C194

Polish Mill V type ASPVmini

Side�𿿿nishing

Work material Recommended 
grade

DC
Tool dia.

(2 Flutes) (2 Flutes) (3 Flutes) (3 Flutes) (4 Flutes)

 
Overhang

<3DC Modular carbide shank <3DC Modular carbide shank <3DC Modular carbide shank <3DC Modular carbide shank <3DC Modular carbide shank

General 
purpose

High-speed 
cutting

3DC
-5DC

5DC
-7DC >7DC General 

purpose
High-speed 

cutting

3DC
-5DC

5DC
-7DC >7DC General 

purpose
High-speed 

cutting

3DC
-5DC

5DC
-7DC >7DC General 

purpose
High-speed 

cutting

3DC
-5DC

5DC
-7DC >7DC General 

purpose
High-speed 

cutting

3DC
-5DC

5DC
-7DC >7DC

Mild steels

(200HB

200HB or less

n (min-1)

Vc(m/min)

Vf(mm/min)

fz(mm/t)

ap(mm)

ae(mm)

Carbon steels
Alloy steels

30HRC

30HRC or less

n (min-1)

Vc(m/min)

Vf(mm/min)

fz(mm/t)

ap(mm)

ae(mm)

Carbon steels
Alloy steels

30
45HRC

n (min-1)

Vc(m/min)

Vf(mm/min)

fz(mm/t)

ap(mm)

ae(mm)

Hardened steels

45
55HRC

n (min-1)

Vc(m/min)

Vf(mm/min)

fz(mm/t)

ap(mm)

ae(mm)

Hardened steels

55
62HRC

n (min-1)

Vc(m/min)

Vf(mm/min)

fz(mm/t)

ap(mm)

ae(mm)

Stainless steels

SUS

n (min-1)

Vc(m/min)

Vf(mm/min)

fz(mm/t)

ap(mm)

ae(mm)

Cast irons

FC
FCD

n (min-1)

Vc(m/min)

Vf(mm/min)

fz(mm/t)

ap(mm)

ae(mm)
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ae ap

Finishing

Use the appropriate coolant for the work material and machining shape.
These conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual machine and work-piece conditions.
For slotting or ramping, feed rate should be set to 70% as general criteria. 
Ensure to index the insert at the correct time to ensure safety of the tool-body.
The�evacuation�of�swarf�can�cause�burns,�cuts�or�damage�to�the�eyes�please�ensue�the�correct�safety�cover�is�𿿿tted�around�the�machine,�and�necessary�personal�protection�
equipment is worn by the machine operator.
Due�to�𿿿re�risks�do�not�use�neat�cutting�oil�as�a�coolant.

Note

(4 Flutes) (5 Flutes) (5 Flutes) (6 Flutes) (6 Flutes) (8 Flutes)

Work material
<3DC Modular carbide shank <3DC Modular carbide shank <3DC Modular carbide shank <3DC Modular carbide shank <3DC Modular carbide shank <3DC Modular carbide shank

General 
purpose

High-speed 
cutting

3DC
-5DC

5DC
-7DC >7DC General 

purpose
High-speed 

cutting

3DC
-5DC

5DC
-7DC >7DC General 

purpose
High-speed 

cutting

3DC
-5DC

5DC
-7DC >7DC General 

purpose
High-speed 

cutting

3DC
-5DC

5DC
-7DC >7DC General 

purpose
High-speed 

cutting

3DC
-5DC

5DC
-7DC >7DC General 

purpose
High-speed 

cutting

3DC
-5DC

5DC
-7DC >7DC

Mild steels

(200HB

200HB or less

Carbon steels
Alloy steels

30HRC

30HRC or less

Carbon steels
Alloy steels

30
45HRC

Hardened steels

45
55HRC

Hardened steels

55
62HRC

Stainless steels

SUS

Cast irons

FC
FCD



C196

Polish Mill V type ASPVmini

Bottom�𿿿nishing

Work material Recommended 
grade

DC
Tool dia.

(2 Flutes) (2 Flutes) (3 Flutes) (3 Flutes) (4 Flutes)

 
Overhang

<3DC Modular carbide shank <3DC Modular carbide shank <3DC Modular carbide shank <3DC Modular carbide shank <3DC Modular carbide shank

General 
purpose

High-speed 
cutting

3DC
-5DC

5DC
-7DC >7DC General 

purpose
High-speed 

cutting

3DC
-5DC

5DC
-7DC >7DC General 

purpose
High-speed 

cutting

3DC
-5DC

5DC
-7DC >7DC General 

purpose
High-speed 

cutting

3DC
-5DC

5DC
-7DC >7DC General 

purpose
High-speed 

cutting

3DC
-5DC

5DC
-7DC >7DC

Mild steels

(200HB

200HB or less

n (min-1)

Vc(m/min)

Vf(mm/min)

fz(mm/t)

ap(mm)

ae(mm)

Carbon steels
Alloy steels

30HRC

30HRC or less

n (min-1)

Vc(m/min)

Vf(mm/min)

fz(mm/t)

ap(mm)

ae(mm)

Carbon steels
Alloy steels

30
45HRC

n (min-1)

Vc(m/min)

Vf(mm/min)

fz(mm/t)

ap(mm)

ae(mm)

Hardened steels

45
55HRC

n (min-1)

Vc(m/min)

Vf(mm/min)

fz(mm/t)

ap(mm)

ae(mm)

Hardened steels

55
62HRC

n (min-1)

Vc(m/min)

Vf(mm/min)

fz(mm/t)

ap(mm)

ae(mm)

Stainless steels

SUS

n (min-1)

Vc(m/min)

Vf(mm/min)

fz(mm/t)

ap(mm)

ae(mm)

Cast irons

FC
FCD

n (min-1)

Vc(m/min)

Vf(mm/min)

fz(mm/t)

ap(mm)

ae(mm)
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apae

Finishing

Use the appropriate coolant for the work material and machining shape.
These conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual machine and work-piece conditions.
For slotting or ramping, feed rate should be set to 70% as general criteria. 
Ensure to index the insert at the correct time to ensure safety of the tool-body.
The�evacuation�of�swarf�can�cause�burns,�cuts�or�damage�to�the�eyes�please�ensue�the�correct�safety�cover�is�𿿿tted�around�the�machine,�and�necessary�personal�protection�
equipment is worn by the machine operator.
Due�to�𿿿re�risks�do�not�use�neat�cutting�oil�as�a�coolant.

Note

(4 Flutes) (5 Flutes) (5 Flutes) (6 Flutes) (6 Flutes) (8 Flutes)

Work Material
<3DC Modular carbide shank <3D Modular carbide shank <3DC Modular carbide shank <3DC Modular carbide shank <3DC Modular carbide shank <3DC Modular carbide shank

General 
purpose

High-speed 
cutting

3DC
-5DC

5DC
-7DC >7DC General 

purpose
High-speed 

cutting

3DC
-5DC

5DC
-7DC >7DC General 

purpose
High-speed 

cutting

3DC
-5DC

5DC
-7DC >7DC General 

purpose
High-speed 

cutting

3DC
-5DC

5DC
-7DC >7DC General 

purpose
High-speed 

cutting

3DC
-5DC

5DC
-7DC >7DC General 

purpose
High-speed 

cutting

3DC
-5DC

5DC
-7DC >7DC

Mild steels

(200HB

200HB or less

Carbon steels
Alloy steels

30HRC

30HRC or less

Carbon steels
Alloy steels

30
45HRC

Hardened steels

45
55HRC

Hardened steels

55
62HRC

Stainless steels

SUS

Cast irons

FC
FCD



C198

Polish Mill V type ASPVmini

Vertical cutting  Use only in pushing-down direction.

Work material Recommended 
grade

DC
Tool dia.

(2 Flutes) (2 Flutes) (3 Flutes) (3 Flutes) (4 Flutes)

 
Overhang

<3DC Modular carbide shank <3DC Modular carbide shank <3DC Modular carbide shank <3DC Modular carbide shank <3DC Modular carbide shank

General 
purpose

High-speed 
cutting

3DC
-5DC

5DC
-7DC >7DC General 

purpose
High-speed 

cutting

3DC
-5DC

5DC
-7DC >7DC General 

purpose
High-speed 

cutting

3DC
-5DC

5DC
-7DC >7DC General 

purpose
High-speed 

cutting

3DC
-5DC

5DC
-7DC >7DC General 

purpose
High-speed 

cutting

3DC
-5DC

5DC
-7DC >7DC

Mild steels

(200HB

200HB or less

n (min-1)

Vc(m/min)

Vf(mm/min)

fz(mm/t)

pf(mm)

ae(mm)

Carbon steels
Alloy steels

30HRC

30HRC or less

n (min-1)

Vc(m/min)

Vf(mm/min)

fz(mm/t)

pf(mm)

ae(mm)

Carbon steels
Alloy steels

30
45HRC

n (min-1)

Vc(m/min)

Vf(mm/min)

fz(mm/t)

pf(mm)

ae(mm)

Hardened steels

45
55HRC

n (min-1)

Vc(m/min)

Vf(mm/min)

fz(mm/t)

pf(mm)

ae(mm)

Hardened steels

55
62HRC

n (min-1)

Vc(m/min)

Vf(mm/min)

fz(mm/t)

pf(mm)

ae(mm)

Stainless steels

SUS

n (min-1)

Vc(m/min)

Vf(mm/min)

fz(mm/t)

pf(mm)

ae(mm)

Cast irons

FC
FCD

n (min-1)

Vc(m/min)

Vf(mm/min)

fz(mm/t)

pf(mm)

ae(mm)
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pf

ae
Finishing

Use the appropriate coolant for the work material and machining shape.
These conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual machine and work-piece conditions.
Ensure to index the insert at the correct time to ensure safety of the tool-body.
The�evacuation�of�swarf�can�cause�burns,�cuts�or�damage�to�the�eyes�please�ensue�the�correct�safety�cover�is�𿿿tted�around�the�machine,�and�necessary�personal�protection�
equipment is worn by the machine operator.
Due�to�𿿿re�risks�do�not�use�neat�cutting�oil�as�a�coolant.

Note

(4 Flutes) (5 Flutes) (5 Flutes) (6 Flutes) (6 Flutes) (8 Flutes)

Work Material
<3DC Modular carbide shank <3DC Modular carbide shank <3DC Modular carbide shank <3DC Modular carbide shank <3DC Modular carbide shank <3DC Modular carbide shank

General 
purpose

High-speed 
cutting

3DC
-5DC

5DC
-7DC >7DC General 

purpose
High-speed 

cutting

3DC
-5DC

5DC
-7DC >7DC General 

purpose
High-speed 

cutting

3DC
-5DC

5DC
-7DC >7DC General 

purpose
High-speed 

cutting

3DC
-5DC

5DC
-7DC >7DC General 

purpose
High-speed 

cutting

3DC
-5DC

5DC
-7DC >7DC General 

purpose
High-speed 

cutting

3DC
-5DC

5DC
-7DC >7DC

Mild steels

(200HB

200HB or less

Carbon steels
Alloy steels

30HRC

30HRC or less

Carbon steels
Alloy steels

30
45HRC

Hardened steels

45
55HRC

Hardened steels

55
62HRC

Stainless steels

SUS

Cast irons

FC
FCD


