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+ Super Vertical Mill is a multi-function tooling like horizontal direction millimg, coutouring,

finishing of vertical wall, in a addition of conventional vertical milling.
- Effective for deep die-sinking like low efficient machining with long reach condition.
- Precision inserts with breakers make high efficient and precision machining from roughing to

finishing at vertical.
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5 Item code Stock | £ tes DC LE DCONMS | APMX LH LS Inserts Suggested retail price(¥)
I
> Lo ASV25R ] 2 25 | 200 25 1.5 120 80 | MP{:09T308ZEL 29,560
£ ¥|TC/ASV3R | @ | 2| 30| 250 | 32 15 | 150 | 100 |\poqq0408z6L 34600
W 19|53/ ASV32R | @ | 2| 32| 250 | 32| 15 | 150 | 100 34,600
4
g I ASV40R ] 2 40 | 270 42 3 150 120 | MPiii1205:: 21 L 39,510
g ASVL25R | @ 2 25 | 250 25 1.5 170 80 | MP{{:09T308ZEL 32,410
2 5 2 ASVL30R | © 2 30 | 300 32 1.5 200 100 MP:2110408ZEL 37,820
x|J7| ASVL32R | @ 2 32 | 320 32 1.5 200 120 38,860
(,g; ASVL40R | © 2 40 | 320 42 3 200 120 | MPi{1205:::ZiL 43,750
% g/ ASVE32R | @ 2 32 | 400 32 1.5 250 150 | MPiii110408ZEL 44,020
E 5| ASVE4OR | @ 2 40 | 400 42 3 250 150 | MP{{i1205:::ZEL 50,210
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3° t‘yh}j%}}ﬂ* Magnified diagram of set insert
m@I—k |7 O R BRAAVY—b | R | BROGEEEE)
Item code Stock flutés DC LF |DCONMS|CBDP|DCCB| KWW b |DHUB Inserts Shape | Suggested retail price(¥)
ASV4050R @ | 3 50| 50 |22.225/19 | 17 | 8.4| 5| 48 e PR . 64,400
Mo | ASVA063R | ® | 3 | 63| 50| 22.225/19 |17 | 8.4 5 60 MPSi1205ueZEL | Fig-1 72,140
?r g ASV6080R | @ | 4 80| 70 |31.75 |32 | 26 [12.7| 8 | 76 Fig-2 89,950
72 ASV6100R | @ | 5 |100| 70 | 31.75 |32 | 26 [12.7| 8 | 96 | APi1190616Z L 114,470
ASV6125R | @ | 6 |125| 70| 381 |38 |55 (15910 [102 Fig-3 138,080

[(¥=] 7—/\BERUIHIBLFEA. [Note]l Arbor screw is not included.
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A\ The sale ends when all the stock is out.
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No mark : Contact with our sales department.

—ED : RIFHLE A,

Not manufactured.
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i Carbon steels [~ | Il [ | -
D —RREIEI - SR
SUS% SUS, etc. . |-L_r| - . Geniral cutting, First recommended
FC-FCD Cast irons " ] M . —R%EDE - s
7”/5:'71.\3% Aluminum aIons . General cutting, Second recommended
e e yere [IST-F4V9 | CO—F4v8  |GFa—Fqvy| BBECabide| 5z | . -
BEmd— R BE s Cgc:iting c Cz;ting GF Cg;ting K Size(mm) R %EQ‘E@?(H)
Item code Tolerance Shape ret:ﬁ;%?isé: )
dess [ JSA045 | CY100H | CY250V GF30 WH10 RE
MPHWO09T308ZEL [ ] A 0.8 | Fig-4 1,750
MPHW110408ZEL [ ] - 0.8 | Fig-5 1,930
MPHW120516ZEL | H#% [ ] o - [ 1.6 Fig-8 2,350
MPHW120516ZFL H - () 1.6 1,800
APHW190616ZEL [ ] () - 1.6 Fig-9 4,400
APHW190616ZFL = [ ) 1.6 8 3,410
MPMTO09T308ZEL [ ) o - 0.8 | Fig-6 1,200
MPMT110408ZEL M B [ ] [ J A o 0.8 | Fig-7 1,340
MPMT120508ZEL " [ J [ ] = [ ) 0.8 Fig-10 1,620
MPMT120516ZEL [ ] [ ] - [ ) 1.6 1,620
APMT190616ZEL [ ] [ ] - [ ] 1.6 | Fig-11 3,220

[(FR]JST—T+ VI FBERYYF VY —ICRIGLEFRADTTERLIEE L,

[Note] Please note that the JS Coating does not cause a reaction in conductive touch sensors.
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Super Vertical Mill ASV
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BERES  Parts

B m 2 9352 TRL RSN LT
Parts Clamp screw Screw driver / Wrench
R
Shape @ %
/¢

EREAYS L [ RLGHE D) A B C |547| BROGEHRE)
Cutter body § ‘(N-?rtl)q rest:%g;isc‘:l(j%!) Type rgt:ﬁg;isc‘:&)
ASV(L)25R 265-141 2.0 960 104-T10 A 2,120
ASV(L)3::R~ASV(L/E)32R 262-142 2.9 960 104-T15 A 2,270
ASV(L/E)40R 263-143 4.9 960 105-T20 B 2,340
ASV40S0R 263-141 4.9 960 101-T20 C 1,590
ASV4063R ' i ’
ASV6080R
ASV6100R 541-161 9.8 960 101-T25L (o 1,590
ASV6125R

[ER] 5V TRUIGHEERTY, BARRICIDRBERIFEELEITDTEDDRIEZBBENBLET,

[Note] 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.
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O %Efﬂﬁﬂ%#i Recommended cutting conditions

y 8

<}\_9:73}D7J|]I> Vertical milling #7RFIFE—HIEMTET I, Red indicates primary recommended grade. &
WAL R}Eﬁipjﬁ t:Jnﬁ/'Jﬁlf 'ﬂinﬂ/ﬂiifb ¢ 25 ®» 30 ® 32 | ® 40 E!
. ecommende s ool = *xh7 geldiii=) = XD i gedIn=] *® i
s motr|“G o ) o e | PGP | E0E TR R [E0BE R e mgs (R v | bas R
SR - S| o1~ | 2290] 460 35|1.910] 460| 48[1790| 470| 53|1430| 510| 82
Rioy stoete ~ | JS40451100~200| ™ oc | ve=180m/min 180m/min piz0.5DC Ao ve=180m/min
(250HB i) |GF30 pi=0.5DC ge=6mm ve=1e0m/min . pf=0. ge=/mm pi=0.5DC ge=8mm
o~ , 17
ZUN—t8 | ssaons | . | 005~ 1,270] 150] 11[1.,060| 150 16| 990/ 150] 79(1)OO 1/69 26
0.2 ve=100m/min _ : _ _ ve=100m/min
(40 ~ 45HRC) GF30 pi=0.5DC ae=6mm ve=100m/min pi=0.5DC ae=7mm pi=0.5DC ae=8mm
=~ 53
RZ IR | ssaons |, oo | 01~ 2,291080 4:69 351910 460| 48] 1,790| 470] 1,43(1)80 ?19 82
Ve= m/min : Ve= m/min
SUS GF30 025 p?:O.SDC ae=6mm ve=180m/min pi=0.5DC ae=7mm pi=0.5DC ae=8mm
o 01— | 22%0] 550 41]1910] 570] 60[1.790] 580| 65{1430] 570 91
Castirons CY100H|100~200| ~ - : - :
2 ve=180m/min _ : _ _ ve=180m/min
FC. FCD 025 pt=0.5DC ae=6mm ve=180m/min pi=0.5DC &e=7mm pf=0.5DC ae=8mm
e —opas 005 |10:200[1.220] 92]85001,190] 125] 7960|1270 142]6:370] 1,530] 245
L:m;;auoy? WH10 |400~1,0000 "5 | ve=800m/min R — ve=800m/min
pi=0.5DC ge=6mm o= pi=9. = pi=0.5DC ge=8mm
WG |HEiE | DHEEE |-n00s 950 [ o963 | ¢80 | 9100 [ o125 |
Work material |Recommended| |M/MIN | ML Teams ko ncones] Eemss [ oae hocones mans o b comed Eamss 0@ oo mass | o oo
g Cutting speed| Feed rate | "min+" |mm/min|cm®/min| min" |mm/min|cm*/min| min" |mm/min|cm¥min| min" [mm/min|cm*/min| min" |mm/min|cm¢/mir}
KR - A2 | o5 |1-150] 690] 138 910] 550| 151| 720| 720 432| 570| 710| 532| 460| 690| 646
gﬁlcr)k;c;r:esé&els JS4045 1100~200| ™ 0.3 ve=180m/min .
(250HB I4F) | GF30 : pi=0.5DC ae=8mm ve=180m/min pi=0.5DC ae=15mm
FUN—F88 | 54045 01— | 640] 230] 46] 500] 180] 58| 400| 240] 144] 320] 240] 180] 250 220] 206
Pre-hardened steels 80~150 ve=100m/min ]
(40 ~ 45HRC) | GF30 0.15 pi=0.5DC ae=8mm ve=100m/min pt=0.5DC ae=15mm
272 | jsa0a o5 | 1150 690] 138] 910] 550] 151 720] 720] 432 570| 710] 532 460| 690 646
ainless steels GF30 100~200 03 Vve=180m/min )
SuUs : pi=0.5DC ae=8mm ve=180m/min pi=0.5DC ae=15mm
o 015 | 1150 860] 172] 910] 680] 186 720| 860| 516 570| 850] 637] 460| 830] 778
Cast irons CY100H({100~200( = i ;
FC. FCD 03 s - ve=180m/min pi=0.5DC ae=15mm
_ 5.100/2,300| 460 [4,040]1,800] 529 [3,180]2,550|1,530|2,550|2,550|1.912|2,040| 2,450 2,296
PVE=98E2| 1o loo~1.000| 05 :
Aluminium alloys ! 0.2 ve=800m/min

pt=0.5DC ae=8mm

ve=800m/min pi=0.5DC ae=15mm

LER]

OT DEEEIHIFEGRISBEIFRGEOERZRIT D TYT . EEOINLTEIINIAIR. BN, EREBECKDREZREL TS,
@IST—F 4 VIFBERY vF /P —ICRIGULFEADTTERLLEEL,
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Q (cm3/min) =ap (Mm) X ae (mm) X v« (mm/min) /1000

[Note]

(O These recommended cutting conditions indicate only the rule of a thumb for the cutting conditions.
In actual machining, the condition should be adjusted according to the machining shape, purpose and the machine type.
@ Please note that the JS Coating does not cause a reaction in conductive touch sensors.
(® When performing wet cutting, GF30 is recommended as the insert material.
(@ The following formula shows the chip removal volume (Q) per unit time.
Q(cm®min)=ap(mm) X ae(mm) X v(mm/min)/1000
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Super Vertical Mill ASV
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<tEEDYIHI> Side feed milling «FRPIFE—HEZHMIETT . Red indicates primary recommended grade.

ae

ap

ap=1mm ae=0.7DC

\ " RS 25 30 32 40
wa | gesmgE | HDEE | —p00%D o= 0 0 0=
ot I Recomiences m/min mm/t ElERE | EXDRE | O | XORE | EEE | ZOERE | O | XDRE
grade : . . . . . A A A
Cutting speed | Feed rate min”' mm/min min”' mm/min min”' mm/min min-' mm/min
Rl S2W | 01 2,290 460 1,910 570 1,790 540 1,430 570
Carbon steels JS4045 1400 ~ 200 0.2 | ve=180m/min Vo=180m/min ap X @6=0.5 X 0.7DCrmm | ve=180m/min
Al SRS GF30 -4 | apX 2:=0.5%0.7DCmm apX2e=0.8X0.7DCmm
B) (250HB ) £=0.1mmit fz=0.15mm/t £=0.2mmit
%
3z FUN—RYSH 54045 0.05 ~ 1,270 150 1,060 150 990 150 790 160
] | Pre-hardened steels 80~ 150| " g 15 | ve=100mimin Ve=100m/min apXas=0.5X0.7DCmm | ve=100m/min
B (40~ 45HRC) | GF30 19 1 2, x26=0.5%0.7DCmm ot apXae=0.8X0.7DCmm
:EE £=0.05mm/t z=0.07mm/t z=0.08mm/t f=0.1mm/t
=l TR I or 2,290\ 460 1,910\ s7o| 1,790\ 540 1,430\ 570
g Stainless steels 100 ~ 200 ™ 0.2 ve=180m/min Vo=180m/min apXae=0.5X0.7DCmm | ve=180m/min
I |sus GF30 ¢ | apXae=0.5%0.7DCmm aXae=0.8X0.7DCmm
% f,=0.1mm#t z=0.15mm/t f,=0.2mm/t
S .- 2290 | 550 | 1910 | 570 | 1,790 | 580 | 1,430 | 570
£ | castions cY100H (100~ 200 1, | ve=taommin Vo1 BOm/min apXae=0.5X0.7DCmm | ve=180mmin
L |FC.FCD "€ | apX2:=0.5X0.7DCmm aX2.=0.8%0.7DCmm
’ £=0.12mm# fz=0.15mm/t fz=0.16mm/t £=0.2mmit
10,200 1,220 8,500 1,190 7,960 1,270 6,370 1,270
PIVEZOLEE 0.05 ~ ° -
= WH10 400 ~ 1,000 Ve=800m/min _ ; _ Ve=800m/min
Azl gy 0.15 | 2x2,20.5%0.7DCmm | Ve=800M/mIn apXae=05X0.7DCmm | "7 = o0 70Cmm
£,=0.06mm/t z=0.07mm/t z=0.08mm/t £=0.1mm/t
. ® 50 ® 63 ® 80 ® 100 ¢ 125
bl HEITHATE WHUEE —X%b ;Dl% [s] ' ‘ ‘ . '
Work material | Recommended ST MM/t EERE [ ROEE | B [E0RE | EEEM | R0EE | B | RORE | RN | E0RE
Y Cutting speed | Feed rate min' | mm/min| min' |mm/min| min" | mm/min| min" | mm/min| min" | mm/min
Rl - S % 100 ~ 015~ 950 570 760 460 600 | 480 480 480 380 460
2%3(3:;&6'5 éig%% 200 ) 0.25 ve=150m/min fz=0.2mm/t ve=150m/min £z=0.2mm/t
(250HB UF) : ap=1mm ae=0.7DC ap=1mm ae=0.7DC
TUN—KYE | eaous | 80~ 01 ~ 640 | 230 | 500 | 180 | 400 | 240 | 320 | 240 | 250 | 220
Pre-hardened steels GF30 150 : 0.15 ve=100m/min fz=0.12mm/t ve=100m/min fz=0.15mm/t
(40 ~ 45HRC) : ap=0.8mm ae=0.7DC ap=0.8mm ae=0.7DC
25 LS Jcs0ss | 100~ | 045~ | 989 | 570 [ 760 [ 460 | 600 [ 480 | 480 | 480 | 380 | 460
Stainless steels GF30 200 | 025 ve=150m/min  fz=0.2mmit ve=150m/min  fz=0.2mm/t
sus ) ap=1mm ae=0.7DC ap=1mm 2e=0.7DC
% _ — [1,150] 690 | 910 | 550 | 720 | 580 | 570 | 570 | 460 | 550
st 100 0.15
astirons CY100H 200 0.25 ve=180m/min %&=0.2mm/t ve=180m/min f=0.2mm/t
FC, FCD ’ ap=1.5mm ae=0.7DC ap=1.5mm ae=0.7DC
, , ) s , s , 2,040 | 1,
PVRZOLES | o 400~ | 0.05~ 5,100\1530'|404o 11,210 (3,180 [ 1 91o|2559\1910| 11,840
Ao oy 1000 0.2 ve=800m/min fz=0.1mm/t ve=800m/min fz=0.15mm/t

ap=1mm ae=0.7DC

[EE] ommst, MIFRCEDET, BRI —5Y MEERLTRE W,
O DIFEHIRGRIIVHIREDERZTRIBDTY , KEOMITIIINIRIK. B, ERMMECIDRGZFEL TS,
@JISI—T 4 VIBERXY vF VY —[CRIBULFBADTTEELLEE L,

[Note] @ Use the appropriate coolant for the work material and machining shape.
® These recommended cutting conditions indicate only the rule of a thumb for the cutting conditions. In actual machining, the condition should be adjusted

according to the machining shape, purpose and the machine type.
® Please note that the JS Coating does not cause a reaction in conductive touch sensors.
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<3ITEEfE_E(FHINT > Vertical finishing |

P ys HIRFISE—HESE T9d, ;
T EEINTZ#HEUE T, Reciprocating cutting is recommended ge?d_iniatiﬁs p:ﬁfw recommended grade. /P A
YIHIEE | —H2b ¢ 25 ¢ 30 ¢ 32 @ 40

wEE EWE | s
Worcmatorial || Cugng | ms | EER | EOEE | EWBX | X0EE | BN | 202E | EEM | E0EE

speed Feed rate min! mm/min min* mm/min min mm/min min* mm/min

e - Ba 4,460 1,340 3,710 1,480 3,480 1,390 2,790 1,230

Carbon steels * 250~ | 0.1~ pi=0.7mm - _ pt=0.9mm _

Aloy steels Js404s| 400  0.25 ae=0.1mm pr=0.7mm  &e=0.1mm ae=0.1mm Z

(250HB LU'F) " - N x

ve=350m/min fz=0.15mm/t ve=350m/min  fz=0.2mm/t ve=350m/min fz=0.22mm/t 5

_ 5090 | 1530 | 4240 | 1,700 | 3,980 | 1,590 | 3,780 | 1,590 =

3 ‘ ~ ~ — — =3

Castirons CY100H 30 01 pr=0.7mm pi=0.7mm ae=0.1mm pt=0.9mm @
FC, FCD 500 0.25 ae=0.1mm ae=0.1mm

ve=400m/min fz=0.15mm/t ve=400m/min  z=0.2mm/t ve=400m/min fz=0.25mm/t _g’

5

@

. | | 0 ¢ 50 ¢ 63 ¢ 80 ¢ 100 ¢ 125 i

Work material | IS o | myr | MRS | XDEE | EMEM | XORE | DHREN | E0RE | DERE | X0EE | WS | x0EE | =

speed Feed rate min™! mm/min min™! mm/min min”' mm/min min”! mm/min min™! mm/min %

2,330 | 1,470 | 1,770 | 1,170 | 1,390 | 1,220 | 1,110 | 1,220 | 890 | 1,170

PRI - S

Carbon steels P 250~ |0.15~ pr=1mm pi=1.1mm pi=1.2mm pi=1.4mm pi=1.5mm
Alloy steels JS4045 400 0.25 ae=0.1mm ae=0.1mm ae=0.1mm ae=0.1mm ae=0.1mm
(250HB U'F) -
ve=350m/min fz=0.22mm/t
2,550 \ 1,910 | 2,020 \ 1,520 | 1,590 \ 1,590 | 1,270 \ 1,590 | 1,020 \ 1,530
gs”r‘%*ns CY100H 300~ |0.2~ pi=1mm pi=1.1mm pt=1.2mm pi=1.4mm pi=1.5mm
FC. FCD 500 0.3 ae=0.1mm ae=0.1mm ae=0.1mm ae=0.1mm ae=0.1mm

ve=400m/min £z=0.25mm/t

OIEEM EIFMTZTSMOFRMIIE. TROE Y I8ICLTLEEL,

Use the value below for roughing pick-feed before vertical finishing.

51#% DC ¢ 25 ¢ 30 ¢ 32 ¢ 40 ¢ 50 ¢ 63 ®80 | 100 | @ 125

E.WQE 3.1 mm 3.5mm 3.6 mm 4 mm 4.5 mm 5 mm 5.5 mm 6.3 mm 7 mm
Pick feed

Pick

@RBPFREURE 250mm ZEAERE U4 T,
OVI7—I\ERDKEIE. I kD BERESMNELED TT DO TEEHEED ZRFEL T LEEL,

The tables above are based on the over-hang length of 250mm.
When you use long arbors, adjustment of spindle revolution and feed speed may be required due to the machine's inherent
frequency of vibration.

[EE] omsis. MIBRCEDET, BEI—5 MEERLTIRE,
O DREVHIRGRIIVBEIREDERERIBDTY, KEOIMLITIFINIRIR. BN, ERKMEFCIDRGZFEL TS,
@JIST—T 4 VIFBERXY v F LYY —[CRMULEFBADTTERLLEE L,
[Note] (D Use the appropriate coolant for the work material and machining shape.
(@ These recommended cutting conditions indicate only the rule of a thumb for the cutting conditions. In actual machining, the condition should be adjusted
according to the machining shape, purpose and the machine type.
(3 Please note that the JS Coating does not cause a reaction in conductive touch sensors.
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