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Super Vertical Mill ASV

Item code Stock No.of
flutes

Size

DC LSLF LHDCONMS APMX

ASV(L/E) R

Inserts

Item code Stock No.of
flutes

Size

DC DCCBLF CBDP KWW bDCONMS DHUB

ASV R

Inserts Shape
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Magnified diagram of set insert
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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.
Planing Side Cutting Die-sinking

FinishingRoughing

Suggested retail price( )

Suggested retail price( )

Refer page D13 about the bore type arbor

Note Arbor screw is not included.

Cutting Conditions

C185切削
条件表

Numeric figure in a circle  

Numeric figure in a circle  

Vertical

 : Not manufactured.Stocked items. The sale ends when all the stock is out. No mark Contact with our sales department.
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Inserts

Item code Tolerance
class

C CoatingJS Coating GF Coating
Carbide

Size(mm)
Shape

H

M

P
M
K
N

 General cutting, First recommended

 General cutting, Second recommended

Carbon steels

SUS, etc.

Cast irons

Aluminum alloys

RE
Suggested 

retail price ( )

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

Clamp screw Screw driver / Wrench Parts

Shape

Cutter body Type
Fastening torque Suggested 

retail price( )
Suggested 

retail price( )

Super Vertical Mill ASV

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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    Vertical milling

Work material

Carbon steels
Alloy steels

Pre-hardened steels

Stainless steels 

Cast irons

Aluminium alloys

Recommended
grade Cutting speed Feed rate min-1

vc=180m/min
pf=0.5DC  ae=6mm vc=180m/min  pf=0.5DC  ae=7mm  vc=180m/min    

 pf=0.5DC  ae=8mm

vc=100m/min    
pf=0.5DC  ae=6mm vc=100m/min  pf=0.5DC  ae=7mm  vc=100m/min    

 pf=0.5DC  ae=8mm

vc=180m/min    
pf=0.5DC  ae=6mm vc=180m/min  pf=0.5DC  ae=7mm  vc=180m/min    

 pf=0.5DC  ae=8mm

vc=180m/min    
pf=0.5DC  ae=6mm vc=180m/min  pf=0.5DC  ae=7mm  vc=180m/min    

 pf=0.5DC ae=8mm

vc=800m/min    
pf=0.5DC  ae=6mm vc=800m/min  pf=0.5DC  ae=7mm  vc=800m/min    

 pf=0.5DC  ae=8mm

mm/min cm3/min min-1 mm/min cm3/min min-1 mm/min cm3/min min-1 mm/min cm3/min

Work material

Carbon steels
Alloy steels

Pre-hardened steels

Stainless steels 

Cast irons

Aluminium alloys

Recommended
grade Cutting speed Feed rate min-1 mm/min cm3/min min-1 mm/min cm3/min min-1 mm/min cm3/min min-1 mm/min cm3/min min-1 mm/min cm3/min

vc=180m/min  
pf=0.5DC  ae=8mm vc=180m/min  pf=0.5DC  ae=15mm

vc=100m/min  
pf=0.5DC  ae=8mm vc=100m/min  pf=0.5DC  ae=15mm

vc=180m/min  
pf=0.5DC  ae=8mm vc=180m/min  pf=0.5DC  ae=15mm

vc=180m/min  
pf=0.5DC  ae=8mm vc=180m/min  pf=0.5DC  ae=15mm

vc=800m/min  
pf=0.5DC  ae=8mm vc=800m/min  pf=0.5DC  ae=15mm

Q
Q ap ae vf

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(cm3/min)=ap(mm) ae(mm) v f(mm/min)/1000

Note

Red indicates primary recommended grade.

Recommended cutting conditions
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Side feed milling

Work material

Carbon steels
Alloy steels

Pre-hardened steels

Stainless steels 

Cast irons

Aluminium alloys

Recommended
grade Cutting speed Feed rate min-1

vc=180m/min  
ap ae=0.5 0.7DCmm
fz=0.1mm/t

vc=180m/min  
ap ae=0.8 0.7DCmm
fz=0.2mm/t

vc=180m/min  ap ae=0.5 0.7DCmm
fz=0.15mm/t

mm/min min-1 mm/min min-1 mm/min min-1

vc=100m/min  
ap ae=0.5 0.7DCmm
fz=0.05mm/t

vc=100m/min  
ap ae=0.8 0.7DCmm
fz=0.1mm/t

vc=100m/min  ap ae=0.5 0.7DCmm
fz=0.07mm/t   fz=0.08mm/t

vc=180m/min  
ap ae=0.5 0.7DCmm
fz=0.1mm/t

vc=180m/min  
ap ae=0.8 0.7DCmm
fz=0.2mm/t

vc=180m/min  ap ae=0.5 0.7DCmm
fz=0.15mm/t

vc=180m/min  
ap ae=0.5 0.7DCmm
fz=0.12mm/t

vc=180m/min  
ap ae=0.8 0.7DCmm
fz=0.2mm/t

vc=180m/min  ap ae=0.5 0.7DCmm
fz=0.15mm/t    fz=0.16mm/t

vc=800m/min  
ap ae=0.5 0.7DCmm
fz=0.06mm/t

vc=800m/min  
ap ae=0.8 0.7DCmm
fz=0.1mm/t

vc=800m/min  ap ae=0.5 0.7DCmm
fz=0.07mm/t   fz=0.08mm/t

mm/min

Work material Recommended
grade Cutting speed Feed rate min-1 mm/min min-1 mm/min min-1 mm/min min-1 mm/min min-1 mm/min

Carbon steels
Alloy steels

Pre-hardened steels

Cast irons

Aluminium alloys

Stainless steels 

vc=150m/min  fz=0.2mm/t
ap=1mm  ae=0.7DC

vc=100m/min  fz=0.12mm/t
ap=0.8mm  ae=0.7DC

vc=150m/min  fz=0.2mm/t
ap=1mm  ae=0.7DC

vc=180m/min  fz=0.2mm/t
ap=1.5mm  ae=0.7DC

vc=150m/min  fz=0.2mm/t 
ap=1mm  ae=0.7DC

vc=100m/min  fz=0.15mm/t 
ap=0.8mm  ae=0.7DC

vc=150m/min  fz=0.2mm/t 
ap=1mm  ae=0.7DC

vc=180m/min  fz=0.2mm/t 
ap=1.5mm  ae=0.7DC

vc=800m/min  fz=0.1mm/t
ap=1mm  ae=0.7DC

vc=800m/min  fz=0.15mm/t 
ap=1mm  ae=0.7DC

ap

ae

Super Vertical Mill ASV

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.

Note

Red indicates primary recommended grade.
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Vertical finishing  
Reciprocating cutting is recommended

Work material Recommended
grade Cutting

speed Feed rate min-1 mm/min min-1 mm/min min-1 mm/min min-1 mm/min min-1 mm/min

Carbon steels 
Alloy steels

Cast irons

p f=1mm
ae=0.1mm

p f=1.1mm
ae=0.1mm

p f=1.2mm
ae=0.1mm

p f=1.4mm
ae=0.1mm

p f=1.5mm
ae=0.1mm

vc=350m/min  fz=0.22mm/t

p f=1mm
ae=0.1mm

p f=1.1mm
ae=0.1mm

p f=1.2mm
ae=0.1mm

p f=1.4mm
ae=0.1mm

p f=1.5mm
ae=0.1mm

vc=400m/min  fz=0.25mm/t

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

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.

DC

Pick feed

Work material Recommended
grade Cutting

speed Feed rate min-1 mm/min min-1 mm/min min-1 mm/min min-1 mm/min

Carbon steels 
Alloy steels

Cast irons

p f=0.7mm
ae=0.1mm

vc=350m/min  fz=0.15mm/t

p f=0.7mm  
ae=0.1mm

vc=400m/min fz=0.15mm/t

p f=0.9mm
ae=0.1mm

vc=350m/min fz=0.22mm/t

p f=0.9mm
ae=0.1mm

vc=400m/min fz=0.25mm/t

p f=0.7mm  ae=0.1mm

vc=350m/min fz=0.2mm/t

p f=0.7mm  ae=0.1mm

vc=400m/min fz=0.2mm/t

ae

p f

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.

Note

Red indicates primary recommended grade.


