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Fig-1 —f&#

Standard type

Fig-2 745 —hv b

Undercut type

@Dc

@$Ds

AR ML
tightening torque
L1 0.5Nm
L FR A
Spare screw included
Ao g E | 9% = & Ssize (mm) 2 St
Flomoas s | | S80c] 2R | BEL [t S S

ASM0708S10R-1 YK 8| 75| 16 | 10 |-mm stndardtyoe (Fig-1)

ASM0710S10R-2 @/ 2|10 80| 20 | 10 |-mm stndardtyoe (Fig-1)

ASM0710S08R-2 o2 10 80 | 20 8 | PYA=HYME Underauttype (Fig-2)

ASM0711S10R-2 @2 11 80 | 20 10 | PYA=HYME Undercuttype (Fig-2)

ASM0712S12R-3 ® | 3 12 80 | 20 12 | —#&fe Standard type (Fig-1)

ASM0712S10R-3 @ | 3| 12| 80| 20 | 10 |7o4=huME underautipe (F! 82 | |oMT0702:5CR

ASM0714S12R-3 ® 3| 14| 80 20 [ 12 [FY8—nyHip wmuses (Fig:2) | ovreooiono 0 o

ASM0716S16R-4 @®@| 4|16 | 9| 25 | 16 |-mw stndardtyoe (Fig-1)

ASMLO0716S16R-4 ®@| 4|16 | 115 ] 50 | 16 |-m® stndardyoe (Fig-1)

ASM0717S16R-4 @ 4 17 | 115 | 20 16 | PYHA—=hYMFE undercuttype (Fig-2)

ASM0720S20R-5 ®| 5| 20 | 105 | 25 20 | —#af standard type (Fig-1)

ASML0720S20R-5 ®| 5| 20 | 140 | 60 20 | —#af Standard type (Fig-1)

ASM0721S20R-5 @ | 5| 21 | 140 | 20 | 20 | 7o4—huME unerautiye (Fig-2)

O  IZEEERTY, @ : Stocked Items.

WM €I15—5414TKRILY  Modular Type Holder

C(E=LFHAX) C(E=Wrenchsize) BRI MUY
o “—" M Maxigm gtle\nir:;:rque
§ % @ | g . o —
I ‘ s pare screw included
p iy %$8,10,1213 22— R IU—FEE
#¢8, 10, and ¢12 not compatible with center through-holes.
mHI—K = | SIS e ) -k
tem Code Sok | Me | opc | Lf | @D2| M |@Db| L1 | L2 | ¢ | E Insers
ASMMO0708R-1 ® |1 8 | 20 | 65| M6 | 9.8| 55 |145| 5 7
ASMMO0710R-2 ®| 2|10 | 20 | 65| M6 | 94| 55 [145| 5 7
ASMMO0711R-2 ®|( 2|11 | 20| 65 M6 | 98| 55 145 5 7
ASMMO0712R-3 ®|(3|12| 20| 65 M6 | 98|55 145 5 7
ASMMO0712R-2 2|12 | 20 | 65 M6 | 9.8| 55 |145| 5 7
ASMMO0716R-4 ®| 4|16 | 25 | 85| M8 |12.8| 55 |17 8 | 10
ASMMO0716R-3 3|16 | 25 | 85| M8 [12.8| 5.5 |17 8 | 10 2331838220'??_1.)
ASMMO0720R-5 ®| 5|20 | 30 [10.5/M10|17.8| 5.5 |19 10 | 15
ASMMO0720R-4 4|20 | 30 [10.5/M10(17.8| 5.5 |19 10 | 15
ASMMO0725R-6 @ 6|25 | 30 |125|M12|20.8| 5.5 |22 10 | 17
ASMMO0725R-5 5|25 | 30 |[125|M12|20.8| 5.5 |22 10 | 17
ASMMO0732R-8 @ | 8|32 30 17 M16|28.8| 6 |23 12 | 22
ASMMO0732R-5 5|82 30 17 | M16 | 28.8 6 |23 12 | 22

[Note] @Do not apply lubricants such as grease, etc. to the “contact faces” and “modular screws” of the “modular mill”, “the shank” and “the arbor”.

O | FEFEEDBTT, @ : Stocked ltems. HEE) | Z3F4EEGR T T No Mark : Manufactured upon request only.
2 [EER]IOEY1S—INRUBAY+VH . BRA7—/NO[IRKE] [EY15—RYBIICHY—RBEDBRIZEMLAVT RO,
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Super Excellent MINI ASM Type NE

. Eﬁﬁ’fy"j‘—h Inserts

Fig-3 Fig-4

JDMTO7020<:R EDMTO70220R(-T)

AREMMZEHA LY 3 LS —IIHA V-~ J—Fre2.0mmOETIAHRED A VY — bk

Insert with 5mm cutting edge for shoulder cutting Insert with 2.0mm corner R for small-depth, high-feed-rate cutting
(apmax=5.0mm) (apmax=0.3mm)

EEME
Stocked
N F & Size (mm) .
@sRI—k ¥E| JPI—+ | JX3—+ | THI-+ | DLCI-F RN
Item Code To(I:elgasr;ce JP ted JX Coated TH Coated DLC Coated Shape
JP4020 ‘ JX1020 | PTH30E | SD5010 | A B re T
JDMTO070202R * [ J o o 6.4 | 43 | 0.2 | 245
JDMT070204R M * [ J [ J o 6.4 | 43 | 0.4 | 245 Fig-3
JDMT070208R ¥ * [ J [ J ® 6.4 | 43| 0.8 | 245
EDMTO070220R-T | *** * [ ) 6.4 | 43 | 2 |25 |Fig-4 BHESAT sandardype
EDMT070220R * . 6.4 4.3 2 2.5 Fig-4 {EHENRA T Low-resistance type
*E) I HEROREEER T, O BEFEERTI, EH BIEERTY,
% : Stocked Items of New products. @ : Stocked Items. No Mark . Manufactured upon request only.
M SmEBES  Parts
BBRB 25vIhU FS1\— RUBETEHHIER
Parts Clamp screw Screw Driver Screw burning protective agent
R
Shape %
BAHY R
Cutter body
240-140 104-T6 P-37
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Modular Mill

B &8iE/v>/Y carbide Shank

. — 3 I7-R|
L3, Lf, L1, FEIFASMEF B ZERUE T . mRI—K & & size (mm) 57| mEHvR |85
Stated dimensions for L3, Lf, and L1are with ASM attached. ltem Code 5 oD:| M | Ls L Lf | Lz | L1 | #s | ¢Ds | @Ds | oDs Type Cutter body ﬁ&h’“i"ue.
T ASC10-6.5-74-24 [ ) 94| 74 24| 44| 50 @8
ASC10-6.5-84-34 [ ] 104 | 84 34| 54| 50 @10
L1 — =
Lf L2 2s ASC10-6.5-114-49 [ ] o 134 | 114 20 49 | 69| 65 S5] IO 2 (@11)*3
o p ASC10-65114-24__|@ 134 [ 114 24| 44| 90 (¢12)%
D\ 3] | s ASCI2-65-7424 | @ 94 | 74 24| 44| 50 (68) 4
a ASC12-6.5-94-44 [ 114 | 94 44| 64| 50 (¢10) *4
M -
AYAT ASC12-6.5-129-64 [ 65| M6 149 | 129 20 64 | 84| 65 0| . 1| E (@11) %4
AType ASC12-65-12924 | @ 149 | 129 24 | 44105 $12
is ASC16-8.5-95-30 [ ] 120 | 95 30| 55| 65
2 ASC16-8.5-120-55 [ ) 145 | 120 55| 80| 65
Lf L2 2s ASC16-8.5-140-75 @®| 85| M8 165|140 | 25 | 75|100 | 65 |14.5| 16 |15.5| B ®16 O
o ASC16-8.5-160-95 [ 185 | 160 95| 120 | 65
S H—\ 3 g
% g ) 3%’”QL g ASC16-8.5-160-30 [ 185 | 160 30| 55130
8 M ASC20-10.5-120-50Z2 | @ 150 | 120 50| 80| 70
s ASC20-10.5-170-90Z | @ 200 | 170 90 | 120 | 80
BT BType ascao-105-220-1202 @] "> | M0 250 [220 | *° [120 [150 [100 | 85| 2° |195| B @
L3 ASC20-10.5-270-150Z | @ 300 | 270 150 | 180 | 120
L ASC20-10.5-220-50Z (@ 250 | 220 170
- 1[; e ASC20-105:27050Z |® 105 | M10 300 1270 30 | 50| 80 220 | 18.5| 20 (195 B ®20 @]
ASC25-12.5-145-65 (@ 175|145 65| 95| 80
NALT & | Q ASC25-12.5-215-115 | @ 245 | 215 115 [ 145 | 100 _
A “TV N | ® ASC25-12.5-265-145 |@ 125 | m12 295 | 265 S0 145 | 175 | 120 3| & € 22 %
8 M ASC25-12.5-315-195 | @ 345 | 315 195 | 225 | 120
s ASC25-12.5-265-65 |@ 295 | 265 200
CHAT cype asc25-12531565_|@| > | M1 /345 (315 0| °) B pso| B | B | - |G| 9 |©
is ASC32-17-160-80 [ ] 190 | 160 80| 110 | 80
2 ASC32-17-210-110 (@ 240 | 210 110 | 140 | 100
Lf L2 2s ASC32-17-260-140 (@] 17 |[M16|290 | 260 | 30 | 140 | 170 |120 | 28 | 32 | — Cc $32 O
= X sJ 3 P ASC32-17-310-190_|@ 340 [ 310 190 | 220 [ 120
S 8 9 S ASC32-17-360-240 |@ 390 | 360 240 | 270 | 120
G K] M ASC32-17-260-80 [ ) 290 | 260 180
ASC32-17-310-80 @®| 17 |M16|340|310| 30 | 80 (110|230 | 28 | 32 | — C $32 @]
DFAJ DTye ASC32-17-360-80 __|@ 390 | 360 280
O] | IZHEEBRTT. @ : Stocked Items.
[FB] OMBROI-VV5Frvo BEDRIA—ICTEATEET, [Note] (DCommercial milling chucks or shrink-fit holders can be used.
@ASRM/ARM/AHUM/ARPFM/BCFM/ABPFMEDIBEEY 25—%1 7 (@)Please note that the dimensions for L3, Lf, and L1 may be different when attached to
RIVEOERUMIFBFCIELS. L. L1. TEDRBDIBESHHYEFTOTIELTTEL, other modular-type holders such as ASRM, ARM, AHUM, ARPFM, BCFM, ABPFM etc.
B3 TIRAVEBRD Vv UHBRIVKEOTZD. VoV HBOFiBhHYVER A (®For 33, since the cutter diameter is larger than the shank diameter, there is no
@x4TRAVREDY PV HBLYNS WD, YoV HEBOTEIELET. gy merferance at the shank. . . _
(@For %4, since the cutter diameter is smaller than the shank diameter, interference occurs
at the shank.
N ~
B $f3+>/20 steel Shank
13, Lf, L1 SEIFASMERS [FBFZRUE T o Stated dimensions for Ls, Lf, and L1 are with ASM attached.
L3 L3
L1 L L
L1
Lf Ls Lt |l 2s
DZA47 DType glzl D\ 2 EZA4T EType = 2
\ : A :
g a| \m
S S
L3 L3
L L
11 L1
Lf L2 4s Lf L2 2s
FYAL4T FType T GHA4 T GType
S -'1—&84::5 & SAHEDY--8§ 8
LS s 9 N s
q| \m ~
isS Q M
)
N s 3% size (mm) I7-R
@&RI—F B ! 247 | @RhYA ﬁ{#r;/
|
item Code Sk | D2 | M Ls L | Lf | L2 | Lt | 8s | @Ds | @Ds | @Da | " |CUeTPOY | winow
AS10-6.5-74-0 [ ) 6.5 M6 94 74 20 - 20 74 - 10 - D ®10 -
AS12-6.5-84-4 [ ] 6.5 M6 104 84 20 4 24 80 1 12 - E 911012 —
AS16-8.5-95-15 [ ] 8.5 M8 120 95 25 15 40 80 14.5 16 15.5 F @16 @)
AS20-10.5-100-20 o 10.5 | M10 130 100 30 20 50 80 18 20 - G ®20 @)
AS25-12.5-115-35 [ ] 125 | M12 145 115 30 35 65 80 23 25 - G ®25 O
AS32-17-110-30 [ ) 17 M16 140 110 30 30 60 80 28 32 - G $32 @)
O | IZEEBER TYI. @ : Stocked Items.
(8] OMROI-VVIFrubIcTERTERY, [Note] (DCommercial milling chucks can be used.
@ASRM/ARM/AHUM/ARPFM/BCFM/ABPFM&EDtiEEY 215—%1 7 (@Please note that the dimensions for Ls, Lf, and L1 may be different when attached
FIVEOBRYFHFBHCIEL., Lf, L1, FEDRRBBENBYVETOTERELTTE, to other modular-type holders such as ASRM, ARM, AHUM, ARPFM, BCFM,
ABPFM, etc.



Super Excellent MINI ASM Type

l BT30

NEW: s

The arbors for Modular Mill

L3, Lf. L1, O TEFASMEUY I F B ERUE T mEI-F |5 T & e ) WA (6 Eh
Stated dimensions for Ls, Lf, L1and B« are with ASM attached. temCode |\ @I D2l M | Ls | L | Lf | La | L1 |&D3|éDs| 6n Cisgbedy winon
L3 2 484 BT30-6.5-30-9.7 [~ 50| 30 5|25 17.0°) $8(22°) ¢10(21°) ¢11(20°) ¢12(20°)
BT30-6.5-55-9.7 [~ | 6.5 | M6 75| 55 | 20 | 10 | 30 | 9.7 | 25 | 9.6°| ¢8(15°) ¢10(14°) 911 (14°) $12(14°)| —
11 BT30-6.5-80-9.7 [~ 100| 80 10 | 30 6.2°| $8(11°) ¢10(11°) ¢11(11°) ¢12(10°)
Lf L4 BT30-8.5-25-15 (A~ 50| 25 5| 30 20.6° ¢16(18°)
BT30-8.5-50-15 [~ | 85| M8 75| 50 | 25 | 10 | 35 | 15 | 30 [10.6°| ¢16(12°) (@]
M BT30-8.5-75-15 [~ 100| 75 10 | 35 6.6°] $16(9°)
H BT30-10.5-20-18 (2~ 50| 20 5|35 29.5°| $20(16°)
] BT30-10.5-45-18(~| 10.6 [M10| 75| 45 | 30 | 10 | 40 | 18 | 35 |13.7°| $20(11°) O
S BT30-10.5-70-18 A~ 100| 70 10 | 40 8.1°| ¢20(8°)
BT30-12.5-15-21 (A~ 45| 15 5|35 32.3°| $25(14°)
BT30-12.5-40-21(~| 126 [M12| 70| 40 | 30 | 10 | 40 | 21 | 40 |17.6°| ¥25(9°) (@]
BT30-12.5-65-21 [~ 95| 65 10 | 40 9.8°| ¢25(7°)
Sy 1 =y B BT30-17-10-28 40| 10 5|35 31°] ¢32(11°)
;KE:-BIJ\ 1—TERCCEMIAAECS, BT30-17-35-28 17 |M16] 65| 35 | 30 [ 10 | 40 | 28 | 40 [135°| 632(7) o
%For neck section, additional machining to user specifications is possible.
BT30-17-60-28 90| 60 10 | 40 6.8°] #32(5°)

A EBENE<SRBUREZFEEDERY, 201MF1 BLRRRINTEZILEERELBEDTT,

AT When the Stock is out, or after January,2011 they will become to produce on request.

[(3E]®ASRM/ARM/AHUM/ARPFM/BCFM/ABPFME DMIEE Y 25— 241 TV A DBRUATIFBFICIZLs. Lf. L1, O HEDBRBBEHBYETOTIELTTEL,
[Note] MPlease note that the dimensions for Ls, Lf, L1and 8« may be different when attached to other modular-type holders such as ASRM, ARM, AHUM, ARPFM, BCFM, ABPFM, etc.

l BT40

IEED I BIEERTY,
No Mark : Manufactured upon request only.

L3, Lf. L1, BT EIFASMERH B ERUET meo-k |5 <3 2o o w52 (80 il
Stated dimensions for Ls, Lf, L1and B« are with ASM attached. fom Code | @I D2 M | Ls | L | Lf | La | L1 | @Ds|@Ds| &n Cuiizrleady sl
BT40-6.5-30-9.7 [~ 50| 30 5| 25 17.0°| $8(30°) $10(29°) ¢11(28°) $12(28°)
BT40-6.5-55-9.7 |~ | 65| M6 | 75| 55 | 20 | 10 | 30 | 9.7 | 25 | 9.6°| ¢8(21°) $10(20°) $11(20°) $12(20°) | —
Ls 27 854 BT40-6.5-80-9.7 [~ 100 | 80 10 | 30 6.2°| 98(167) 910(16°) ¢11(15°) ¢12(157)
L e BT40-8.5-25-15 [~ 50| 25 5| 30 20.6° $16(26°)
LLf‘ ui M ‘T,,A BT40-8.5-50-15 |~ | 85| M8 | 75| 50 | 25 [ 10 | 35 | 15 | 30 [10.6°] #16(18*) o)
% BT40-85-75-15 |~ 100] 75 10 | 35 6.6 $16(14°)
M T . \ BT40-10.5-20-18] & 50| 20 5| 35 29.5°| ¢20(24°)
% ]]j}g:g | |#63| |BT40-10.5-45-18]~[ 105 |M10| 75| 45 | 30 [ 10 [ 40 | 18 | 35 [13.7°] 20(17") o}
L] BT40-105-70-18|~ 100 70 10 | 40 8.1°| $20(13")
2 6n = “era0 BT40-12.5-15-21| & 45] 15 5| 35 32.3°[ ¢25(24)
BT40-12.5-40-21|~ [ 125 [M12] 70| 40 | 30 [ 10 | 40 | 21 | 40 [17.6°] 425(16") ¢)
BT40-12.5-65-21|~ 95| 65 10 | 40 9.8° 925012
MEIRE. I—HIEC eI T, BT40-17-10-28 [~ 40] 10 5| 35 45°| ¢32(22°)
%For neck section, additional machining to user specifications is possible. BT40-17-35-28 [~ | 17 |M16| 65| 35 | 30 | 10 | 40 | 28 | 48 |21.8°| $32(14°) @)
BT40-17-60-28 |~ 90| 60 10 | 40 11.3°] ¢32(10)

A EBENME<SRBUREZIEEDERY, 201ME1 BLRREINTZIELEERELBEDTT,

T When the Stock is out, or after January,2011 they will become to produce on request.

[;3&]DASRM/ARM/ABPFM/ARPFM/BCFMEDEEY 25—21 THRIVE DBRUATIFBFICIEL3. Lf. L1, O TEN BB BIBEHBYET DO TEELTTSL,
[Note] @Please note that the dimensions for Ls, Lf, L1and 8« may be different when attached to other modular-type holders such as ASRM, ARM, ABPFM, ARPFM, BCFM, etc.

l HSK-AB3

L3 Lf L1, B TEIFASMEUT I F B ZRUE T
Stated dimensions for L3, Lf, L1and B« are with ASM attached.

XEBRIE I —Y—HRICTENNIERET T

% For neck section, additional machining to user specifications is possible.

L3

L

26, Z-IYNUT

Lf

X

@ D2

’/p_/ Coolant Pipe

ST
- - T 5% sizelmm) BRNYR (60| FE
Item Code Stock oD2 M L3 L Lf La L1 ®D3 @Ds Bn Cutter body ;ﬁﬁ%{g
HSK-A63-10.5-30-18 [ ] 60 30 - 30 20.8 3 $20(21°)
HSK-A63-10.5-70-18 ® | 105 M10 100 70 30 10 40 18 | 25 3° $20(13°) O
HSK-A63-10.5-120-18 [ J 150 120 10 40 30.2 S $20(9°)
HSK-A63-12.5-35-21 [ ] 65 35 - 30 24.3 3° $25(18°)
HSK-A63-12.5-65-21 ® | 125 |M12x1.75 95 65 30 10 40 21 275 3° $25(12°) O
HSK-A63-12.5-115-21 [ J 145 115 10 40 32.7 3 $25(8°)
HSK-A63-17-40-28 [ ] 70 40 - 30 31.8 3° $32(16°)
HSK-A63-17-60-28 ® |17 M16%2 90 60 30 10 40 28 | 33.9 3° $32(13°) O
HSK-A63-17-110-28 [ J 140 110 10 40 39.2 3 $32(8°)

O | IEEBERTY, @  Stocked ltems.
[(¥E]®ASRM/ARM/ABPFM/ARPFM/BCFMEDIEEY 25—21 THRIVA OBYFIFRICIELs. Lf. L1, O EDRRBIBEHHBYETOTEIELTTEL,
[Note] @DPlease note that the dimensions for L3, Lf, L1and B« may be different when attached to other modular-type holders such as ASRM, ARM, ABPFM, ARPFM, BCFM, etc.
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7IWI7 A=IN—=T LU= ASMAZ Ssuper Excellent MINI ASM Type

. !ﬁ E Features
BHirYV—IUFsED/NEA B —NEER LN LB TRV TT,
SRITHRTA DA P — R~ ERTYNTH A VICKD IR A X THEEERILINIH TEET,

Indexable end mill

:

Small dia.

Bie

Multi-function

R Hl

Easy cutting

IR IR

Environment

MIZFRESPIIRARCES DT

SHEEY

High-effic

cutting depth or cutting shape

AF=WIvII94T

Steel Shank

BEIvYYY

Carbide Sha

€a5—-7—-I\

Modular Arb

NI&TBODEDMTHYALIT1VY—b

EDMT-type insert for machining efficiency

#% Hl # work ma

T B Tools :

BDHISRF Cutting Conditions
© ve=160m/min

using Hitachi Tool's advanced small-diameter inserts.Pocket design and 3D-shaped cutting edge enables high-efficient machining of even small diameter sizes.
BV A Xp8~32D51 V7V
p YVUYRIVRIIWONREREL TEMTTEE
Lineup of small diameter sizes from @8 to $32.  » Can be used instead of solid end mills.
B B H b AIIDMTHAT1P—K]&
EYHAHFEZED A [EDMTY A T4 VY —K]ZE—0DIL4 THEFATTEE
P HHITATROEN
EIAS—HRRILY DERAICKD N TRE I TR ICED B ICBEY v/ 0 . A7 —) VEEIRAT8E
» IRILEVWWIHIRRE

JDMT-type inserts for shoulder cutting and EDMT-type inserts for low-depth, high-feed-rate machining can be used in the same holder. ~ » Concentration of roughing tools
By using a modular type holder, a carbide shank and special arbor suitable for the cutting depth and cutting shape can be selected. > Broad cutting range =

IEEARBITEIR > O — N EIRF — 3
P BT3018X DIEEN 1/ B TIEHERIC TG F '
Uses low-resistance free-cutting-shape insert. » Compatible with low-p d Il-sized hi quivalent to BT-30. __,__':.f'- =

p 2a0—-FHHEOERENE VY-
> EEE. B NICEN L RRREN ORFRELIEE LS [TRES

» Economical insert with 2-corner specifications

» Special envi tally-friendly, high-hard , corrosion-resistant surface treatment employed on holder.

—UITIA5 I

ient tooling system to match

IRSHERICEN
Y5-I —i

With center through-hole for excellent chip removal
#ASMMO708R-1 - ASMMO710R-2
ASMMO712R-3[3pxr<

% Except for ASMM0708R-1, ASMMO0710R-2,
and ASMMO0712R-3.

type

nk

or

NIBREEDOJIDMTIATA Y=k

JDMT-type insert for high-grade machined surfaces

SIRRARICre 2.0% 3R / 27429 x—Ib (FW)
> Z=HOEMDFELEL - A=A
> (K DHEIEH > gﬂlﬁﬁﬁﬁgﬁ

> T/ CUIES

Utilizes Fine Wall (FW) shape.

» Decrease unevenness of machined surfaces
» Decrease burring

Utilizes re2.0 cutting edge shape.

» Does not leave excess at edges.
P Low cutting resistance

terial © S50C
ASMMO710R-2(¢ 10-2NT)
+ASC10-6.5-114-49

# Hll # work material : S50C
T B Tools : ASMO712S12R-2(¢ 12-3NT)
AR Cutting Conditions
I ve=200m/min
vi=800mm/min
apXae=5X0.5mmXx2
IE?@HJ' UE Tool overhang 25mm

vi=6,115mm/min
apXae=0.25X5mm
TE3H UE Tool overhang 80mm




Super Excellent MINI ASM Type NEW st

New PVD Technology

LA

Introducing new JP coating

M PVDI—5 120

Super tough PVD coating

B 45 R Features

REOADEMRBEMADHIFEU. TEEE - aM=m Lt . We?r ITlesisltance tand dar(;la?e :esistance are improved by strictly
BB ERAL. B ENE. VEOMFYEVIMERL . (o carbide materal is used to im

New carbide material is used to improve toughness. Cutting edge
chipping resistance is also improved.
Vi=F=1

Bl SE9DE strong fields

40~50HRCOTUI\—R R ANSHOLIEIINTICHS LT, « Exhibits excellent wear resistance when cutting pre-hardened steel or
hardened steel of 40 to 50HRC.
BNrcmEfENZRIELS T, iiond (

Exhibits stable cutting performance even on difficult-to-cut die-cast

HBHROI(HANERBHEICHL TOREBULTHIEZRBLEYT,  modsteel

W £ HBE Function B JPO—F U JIRMEER S imme
THEEEDEVEHERIC KD RIBEZEWEL. TUN—RY
H|-FANHAOTIHIMIICBNTREBELEDET

« Layer structure with high impact resistance improves chipping resistance to provide
long tool life when cutting pre-hardened steel or hardened steel.

JPO—-F Y JIRiEE

Conventional Structure JP Coating layer

AEORREIC KD HERERENE

Improved impact resistance due to structural columnar crystallization

PVD Technology

| !ﬁ E Features
B BEBHDBNERRZERNTZHCEICI>T UHINITRETIEERIE FCHIFDI—FTrVIRKIED
R AREFLUESBEHFIO/INA TVYREMIICKDZEI—T sV IMEITT,

* The world's first multi-layer coating material from hybrid technology greatly improves the characteristics of the coating layer under the high-temperature
environment generated during grinding through the use of crystalline additives with excellent self-lubricating characteristics.

&-WRI—F129 /¢ %

| fa,%fﬁﬂf Strong fields
AT VUV ARDFTIRICHS T DEE-FEDUIELE T, I TR ZEELE T,
(.25 L A DN T THRERLERER 1.5181k)

*+ Machining efficiency is improved for high-speed, high-feed-rate rough machining of stainless steel. (For example, 1.5 x the efficiency of conventional
products when machining stainless steel)

| *% ﬁE Function
=TV TRDOEBMNEICKI DT IFEADBEZRLLEL. BEDERDRENFRIEZEBATETT,

» By improving the lubricating characteristics of the coating membrane, welding to the flute tips is prevented and sudden damage due to welding is reduced.




@Miilling

e 2V

WEDMTS 4 74 Y= FOBHIDRETRIFY : BthAd=ED

Side Milling standard cutting conditions for EDMT-type inserts:
Low cutting depth, high feed rate

= M}B K

JeEnE X 8 10 12 14 16 20 25 32
mme | asaEe | amoo | G, | ol | o | G | @i | oEm | @8 | @R
recar‘r:fnqeln?jggtrisa errl':g\atry)/pes. 1 Flutes 2 Flutes 3 Flutes 3 Flutes 4 Flutes 5 Flutes 6 Flutes 8 Flutes
n(emin) 4780 | 3820 | 3180 | 2,730 | 2,390 | 1,910 | 1,530 | 1,190
B Ve(mimin) 120 120 120 120 120 120 120 120
L JP4020 Vi(mmmin) | ~2,870 | ~4,590 | ~5,730 | ~6,550 | ~7,640 | ~7,640 | ~7,340 | ~7,640
SN SKOSKT | Jx1020 fz(mmit) ~0.6 ~0.6 ~0.6 ~0.8 ~0.8 ~0.8 ~0.8 ~0.8
Garbonsteels | Ve=100~180) |7 0.3 0.3 0.3 03 03 03 0.3 0.3
. ) ~3 ~5 ~7 ~8 ~10 ~11 ~17 ~22
a(cme/min) 3 7 12 16 23 25 37 50
n(emin) 4380 | 3500 | 2920 | 2,500 | 2,190 | 1,750 | 1,400 | 1,090
ZU7-km ve(mimin) 110 110 110 110 110 110 110 110
9428 T Vi(mmimin) | ~2,630 | ~4,200 | ~5,260 | ~6,010 | ~7,010 | ~7,010 | ~6,730 | ~7,010
KDL | Ix1020 fe(mmit) ~06 | ~06 | ~06 | ~08 | ~08 | ~08 | ~08 | ~08
Pre-Harden steels | V6= 100~160) 1= 0.3 0.3 0.3 03 03 03 03 0.3
s =) ~3 ~5 ~7 ~8 ~10 ~11 ~17 ~22
atomeimin) 2 6 1 14 21 23 34 46
n(emin) 3580 | 2,870 | 2,390 | 2,050 | 1,790 | 1,430 | 1,150 | 900
JUN-Kvm ve(mimin) 90 90 90 90 90 90 920 90
iy T Vi(mmmin) | ~1,430 | ~2,290 | ~2,870 | ~3,690 | ~4,300 | ~4,300 | ~4,130 | ~4,300
L | Jx1020 fz(mmit) ~04 | ~04 | ~04 | ~06 | ~06 | ~06 | ~06 | ~06
Pre-Harden Stesls | 6=20~120) =) 0.3 0.3 03 03 03 03 03 0.3
Dio Toct Stoels ae{frin) ~3 ~5 ~7 ~8 ~10 ~11 ~17 ~22
Q(cma/min) 1 3 6 9 13 14 21 28
n(emin) 4780 | 3,820 | 3180 | 2,730 | 2,390 | 1,910 | 1,530 | 1,190
ve(mimin) 120 120 120 120 120 120 120 120
xsvux@ | Jpacz0 Vi(mmimin) | ~2,870 | ~4,590 | ~5,730 | ~6,550 | ~7,640 | ~7,640 | ~7,340 | ~7,640
sus JX1020 Fo(mmi) ~06 | ~06 | ~06 | ~08 | ~08 | ~08 | ~08 | ~o08
Steinless Steels | (v0=100~180) [~ ) 0.3 0.3 0.3 03 03 03 0.3 0.3
ae(mim) & ~5 ~7 ~8 ~10 ~1 ~17 ~22
Q(cma/min) 3 7 12 16 23 25 37 50
n(emin) 5970 | 4,780 | 3,980 | 3410 | 2,990 | 2,390 | 1,910 | 1,490
Vo(mimin) 150 150 150 150 150 150 150 150
- JP4020 Vi(mmimin) | ~3,580 | ~5,730 | ~7,170 | ~8,190 | ~9,550 | ~9,550 | ~9,170 | ~9,550
FC FCD JX1020 fa(mmit) ~06 | ~06 | ~06 | ~08 | ~08 | ~08 | ~08 | ~o08
Gastiron (ve=120~220) I~ om) 0.3 0.3 03 03 03 03 0.3 0.3
- ~3 ~5 7 ~8 ~10 ~11 ~17 ~22
a(cme/min) 3 9 15 20 29 32 47 63

[ER]OCOHIRSRIBDERGEDERERIBDTY RERONI TN

K. B0, ERBESICIYRGEBEL TSN,
@BEL BMIHIDSRE XYRER70%EEBRELTTE,

VY —rOZBIBHITITL. BEDOERICKLBHISEMHIELTTSL.

[Note] (DThese 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.

B EDMTH A 74 25— DIEFIEI  Ramping with EDMT-type inserts

FRIDER CTUNADEVeDIERIAREENREFIRENT T D, FRICRY KSIHAEFITIEIYPAUDILEIEICT,

TIDIELTHYI A LVIMNIREDIAHINTIH AIRECTT

@HHUIDBRRBUEREZDESE. NEHIVREBICA-TRBTEIB/NIGYEI T CREBICRL TR

$OBBICREN \—ERYNIHRED IS OREREEAL T RELVBBETIEREN3BZBROBLET.
GFKBELIETBIE. RK DB HBYET O TEALBOTTEN,

®OPYE—HyrEY+2HASMO710S08R-2. ASM0712S510R-2% Z1EFH DR 3R LDHISR

D—HHIYDEYER(f2)E50~70%2BRICIEFHLTTE,

(@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.

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

(®When using an ASM0710S08R-2 or ASM0712S10R-2 undercut type shank, as a general rule the feed
rate per flute (fz) should be reduced to 50~70% of the value listed in the standard cutting conditions.

Since the cutting flute do not extend to the center, there are limitations on the ramp angle and hole diameter, but as shown below, processing by direct milling without a pilot hole is possible for ramping and helical milling.  (mm)
tEREe /| AUAILIE {ERA>Y—b Inserts EDMTO0702:
Ramp angle & Helical hole diameter
—— ) ] ] MEDc Tool diameter ¢8 ?10 | ¢12 | @14 | 916 | ¢17 | 20 | @21 | @25 | @32
o _ ‘

‘ ‘ ‘ Sy ‘ Bxmsme VM| 640 | 66 | 417 290 | 220 | 207 [ 140 [ 13 | 10 | 08

TSI AU ) . FUT DU S O PR PR PO DU DU

Ramping Helical milling AYJAHIVRR Hole Dia  |10~15]13~19[17~23[21~27|25~31]27~33]|33~39|35~41|43~49|57~63

6359
(DIESR0E EREBEBAROBITREL TIEL, 05 AT TORMALEELET.
8  OAEHLREEIOHSIFTRESF TILTIED,

[Note]

’@,The ramp angle 8 should be set within the ranges listed above. Use at ramp angles of 0.5° or less is recommended.
(@For hole diameters outside the ranges listed above, a pilot hole should be drilled before milling.




Super Excellent MINI ASM Type

=2k

r=fE

W—U‘J?’JZ?A&)JHU%{#%E High-efficient tooling system and selecting a cutting conditions
OASMIFZREDY -V ITIRAT LAEDHIFEDBICKID INITHARICED B IcERERINIHOEETT .

- ASM enables high-efficient machining according to cutting shape by combined use with various tooling systems.

NEW::sooz

~ == . e
8 ﬁEc‘:ﬂJﬁﬂ*ﬁ: Features & Cutting Conditions
3
5 IO FA4TRILY EJ2A5—94ThRIY + EVa5—7—I\ | EVa5—FACThILF + @EI+
g Shank type holder Modular type holder + Modular arbor Modular type holder + Carbide Shank
]
S TERHURSZRIEICTETT MBI ZE20ER . -
3 —HIsEAEDE LETOT. N EUEBIMR COBERICHENTT . ROIEZHURSHUNELFINTICHRERELET
': General-purpose combination Tool overhang length can be minimized. By making effective use of machine Exhibits good machining effects when long tool overhang lengths
;g_ < tool rigidity, it can be used effectively on small-sized, low-rigidity machines. are necessary.
=2}
S5
29
£ § 1
=1 5 o 5 aw 5 e
o 5 IREVHISR SR REVIHISRHESIR \ : REVHISR SR
"’J 3 2 II Refer to standard cutting conditions II Refer to standard cutting conditions 4 Refer to standard cutting conditions
—_ . i |
S .
(<]
Bk e |
HS
— X ] [ ¥ 1]
=2 4 | L/Dcz3.5 [=359[©) L/Dcz3.5
~ TF VTN —AHbDEDE (f2) %= Note —HHIDDEDE (f2) %
+J E TREELIHISRMFD50~70%ZBRIC REELIHISRHD50~70%ZHRIC
W 5 {ERL THE TS (ERL THE TS
3_3{ As a general rulethe feed rate per; As a general rule;the feed rate per; L/DCZ5 EE]®
flute/(fz) should be reduced to between flute/(fz) should be reduced to/between —}Jé’ﬂ%ﬂ)i&bg(f )& Note
'H'J 6 50% and|70% of the value|listed in the 50%,and|70%|of the value|listed in the o - 2 e
K Standard cutting conditions and adjusted: Standard cutting|conditions andadjusted: TR T TRAEGIHIRAF DE0~70%ZHR(C
mf ERLCRETL
H As a general rule, the feed rate per flute (fz) should
7 T be reduced to between 50% and 70% of the valtre ----
g listed in the standard cutting conditions and adjusted.
8

(3] OAKISBHIDFFO—REVSSRA T EHEIEDY -V I IMITYORRCEDE THELTTEL,
@ASMp20~¢3272BT30/40EMICCTERADBRIFEI 15 —F 1 TIRILI+EI25—7 — /) \DEEHDEZHRELE T F/c. L/Dez2DMTICIFELEE Avo
@7V —hHyhBIYvIASMO7 10S08R-2. ASMO7 125 10R-2% CfEF DB I IEELTHIR M D—H KD DIED E(f2) Z S 5(C50~70%%Z B RITIEREL T FEL.
@igE > ASC10-6.5-114-49/247%1/Dcz5 THIMEFRADERIS. fz=0.3mm/t. ap=0.2mmAKiEDIHISRHZEEL T FEL,

[Note] (DThis table shows general conditions for shoulder cutting. Adjustments should be made according to machine rigidity or tooling and the shape of the subject for cutting.
(@When using ASM @20 to @32 inserts in a BT30 or BT40 arbor, the use of a combination of modular type holder and modular arbor is recommended. Furthermore, this is not suitable for cutting where L/Dc 2 2.
(®When using an ASM0710S08R-2 or ASM0712S10R-2 undercut type shank, as a general rule the feed rate per flute (fz) should be reduced to in addition, 50~70% of the value listed in the standard cutting conditions.
(@Select the cutting condition of fz=0.3mm/t and less than ap=0.2mm when you use carbide shank ASC10-6.5-114-49/24 withL/DcZ5.

| 2*E¢E0)4 ‘Jb‘—l*ﬁ?#ﬁ 2 kinds of insert geometry
OFETATA Y —NTE)EEIEN S A T4 U —hD2EREZEERLI U,
OEENY A T4 Y —MIHEAH NI TEFDRBERC DYIHIIEHZ 1 0%IERLE T .

- 2 kinds of inserts are available: Standard type inserts (T-type) and low-cutting force-type inserts.
+ Low-resistance cutting force-type inserts reduce cutting force at the corners when pocketting by approximately 10%.

BN T —h

Low-resistance type Insert

(EDMTO70220R)

BEYL(TA Y-

Standard type Insert

(EDMTO70220R-T)

N 7]I]Ij’EIQ§L\ Cutting programs
O FehZAREre2. OZ R (ieRDEED TETEAS NHELIERFHESDFE Ao

+ Shape of cutting edge uses r2.0. Similar rz= definition used by conventional high-feed-rate tools is not necessary.

' ap=<0.3MmITEZELTTEL, setap = 0.3mm

[Note]

(MTool tip diameter @D2=@Dc - 4(mm)

(@When performing pocket cutting, be careful of the cutting width
(ae) and generated variations due to remaining work to cut.
(Recommended Cutting width ae=@D2x0.5~0.8(mm))

(®When cutting the comer area of a vertical wall, setting thetool path
corner area to R will enable more stable cutting.

[EE]
OIE%mZEeD2=¢Dc - 4(mm)
@Ry MNTZTSEICIE. UAHE(ae) ISER L. HIDFEULDFEZINZ TREL.
(B AHFIEae=pD2 X 0.5~0.8(mm))
> @I BEBEE T o 2. V—IL/SADOI—FZBIC
‘ RZIFTDTETIDRELCININTIRETT

‘ @ Dc
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< —p s, L thAFFEEaeLtiAFHEaeldHEE(P11)D
B JDMTS A T4 Vt— NOREI DSBS [ Pom oo spacL . | [

H illi i iti . H Itis make standard that the depth cut @e and the cutting width ae be as
Side Milling standard cutting conditions for JDMT-type inserts shown in Tool Overhang (OH) and Cutting Region on the facing page (p. 11). ‘

HEME c
wEg | PR | oo | sgpc | 98 | #10 | #12 | 914 | 616 | 620 | 425 | ¢32

Work materal | ssemmenged o ot amerer | (VX | (243 | (3KIR) | (3KR) | (444H) | (54 | (64) | (BKIR)
s disesprian | Feed ate per fte 2 (nmiy 1 Flutes 2 Flutes 3 Flutes 3 Flutes 4 Flutes 5 Flutes 6 Flutes 8 Flutes
] B n(min) 7,170 | 5730 | 4,780 | 4,090 | 3580 | 2,870 | 2,290 | 1,790
e i VeTT0mE0 i | 180 | 180 | 180 | 180 | 180 | 180 | 180 | 180
SSOHRC PTH30E | o oo |/mmmnm) | 500 | 800 | 1,000 | 860 | 1,000 | 1,000 | 960 | 1,000
G | e 007 | 007 | 007 | 007 | 007 | 007 | 007 | 0.07
n(min) 5970 | 4,780 | 3,980 | 3,410 | 2,990 | 2,390 | 1,910 | 1,490
ZI2m_ Jpd0z0 TR wmi | 150 | 150 | 150 | 150 | 150 | 150 | 150 | 150
SSOHRC | PTH30E o040y |mmin) | 360 570 720 610 720 720 690 720
fo(mmit) 0.06 | 006 | 006 | 006 | 006 | 0.06 | 0.06 | 0.06
PR rto0o1s0 |7 4,780 | 3,820 | 3,180 | 2,730 | 2,390 | 1,910 | 1,530 | 1,190
LA j;?ggg 77777 7777777777777777777 ve(mimin) | 120 120 120 120 120 120 120 120
SO R s | PTHIOE | o | vomimin) | 290 460 570 490 570 570 550 570
D1 o0 Sheets fo(mmit) 0.06 | 006 | 006 | 006 | 006 | 0.06 | 006 | 0.06
n(min) 5970 | 4,780 | 3,980 | 3,410 | 2,990 | 2,390 | 1,910 | 1,490
ve=130~180
2FIL2m G ve(mimin) | 150 150 150 150 150 150 150 150
Stainless Steels | JX1020 vi(mmimin) | 360 570 720 610 720 720 | 690 720

fz=0.04~0.09

fz(mmit) 0.06 0.06 0.06 0.06 0.06 0.06 0.06 0.06
n(min) 5,970 | 4,780 | 3,980 | 3,410 [ 2,990 | 2,390 | 1,910 | 1,490

vc=130~180
?CﬂFCD j;?ggg 7777777777777777777777777 ve(m/min) 150 150 150 150 150 150 150 150
Cast Iron PTH30E N vi(mm/min) 420 670 840 720 840 840 800 840
fz(mmit) 0.07 0.07 0.07 0.07 0.07 0.07 0.07 0.07
nss 05010 V200500 n(min-) 11,940 | 9,550 | 7,960 | 6,820 | 5,970 | 4,780 | 3,820 | 2,990

GE0) PTH30E | ve(m/min) 300 300 300 300 300 300 300 300

uminui 2 A

reamton’ | %1920 | rcoi0a—ogp |V@mmn) | 960 | 1,530 | 1910 | 1,640 | 1,910 | 1,910 | 1830 | 1910
Fo(mmit) 008 | 008 | 008 | 008 | 008 | 008 | 008 | 0.08

[ER]OCDIIHIRHRIBEIRHOBRETILOTY . REEONITRNIARK. BH.  OHBLIBRREUEERB LSS E. ABHIVRBICA>TRIFETEI/NIBYEIOT,

RS IC LY R ERELTIEN, ZERICIRL T EORABICRENN—ERUN IHRED I REORERESMALT.
@BLE EMIEIDRE . XVRER70%EBRELTTEN, RERRIBETIERSNZIBLEBMOBLET .
AV —bOZMIBHICITO BEDOEMBICLBIHRBEMHLELTTEO, GFKBHDHBBIE. KRB D HYET O TEALBVLTTEL,
[Note] ™These conditions are for general guidance; in actual machining conditions adjust the (@The evacuation of swarf can cause burns, cuts or damage to the eyes please ensue the correct safety cover is fitted
parameters according to your actual machine and work-piece conditions. around the machine, and necessary personal protection equipment is worn by the machine operator.
(@)For slotting or ramping, feed rate should be set to 70% as general criteria. (8)Due to fire risks do not use neat cutting oil as a coolant.

(3Ensure to index the insert at the correct time to ensure safety of the tool-body.

B JDMTYA T4 29 —DIEFRIVIEI  Ramping with JDMT-type inserts C

FRDE TN Ve ER BB LT RIEHIRENE T FRICRY KSICEFIEIPAUAIWIEIC T, TR TS A LINTREDAHINIOEETY. -y

Since the cutting flute do not extend to the center, there are limitations on the ramp angle and hole diameter, but as shown below, processing by direct milling without a pilot hole is possible for

ramping and helical milling. (mm)
s e 4 ~UnE /| ERAUY—F inserts JDMTO0702:
Ramp angle |6 Helical hole diameter ,
— ) ! ] 9MRDc Tool diameter ¢8 ?10 | ¢12 | @14 | 916 | 17 | 20 | @21 | @25 | @32
— ‘ !

‘ ‘ ‘ L ‘ BAMSIBO SN ™| 8.3 | 7.3 | 500 | 370 [ 29° | 26° [ 20° [ 1.8 [ 15 [ 1.0°

TEFIHIE] AUAJLTE] 1 Y = |10~ - - o " b - - - -
Ramping Helical milling AYRHIVIRER Hole Dia.|10~15[13~19[17~23[21~27]|25~31|27~33|33~3935~41|43~49|57~63

[ER] OIERIAE0IE L eaEEEBARVRICREL TSNV, 1 U T TOBAEHELET . QREDN LILEBI ORI TAESHIF THILTIEEN,

[NDte] (DThe ramp angle 8 should be set within the ranges listed above. Use at ramp angles of 1° or less is recommended. (2)For hole diameters outside the ranges listed above, a pilot hole should be drilled before milling.

10
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B TEZRHUE(0H) EYHAHIEIE  Relation between Tool Overhang (OH) and Cutting depth and width 7,

TEOVIHIEIRRRIF TERHUE (OH) CEDTIAGRFREDE R ZRUE T, /
PHAGRFMBEIC CEEVIREBIDRE T D15 E(E. —NEDDXDE (f2) ZER T 27355 TRELT TS, e

The cutting region curves shown below indicate criteria for selecting cutting conditions at each overhang (OH) . If chattering occurs near the limits of the cutting region, make adjustments by reducing the per-flute feed rate (fz) .

NI emwn: BT30 5.5/3. 7w s : BREH s : ve=160m/min fz=0.08mmx )

Milling Conditions Machine used Work material Carbon Steels Cutting Conditions

ASMO708S10R-1(¢8-1NT) ASM(M)0710:
= ve=160m/min (S6369),fz=0.08 (F510) = ve=160m/min (85095),fz=0.08 (F815)
% 5 § 5 OH=40mm(ZXF—)LI+>%)  steel Shank
% 4 — TS :E: 4 OH=45mm (#BFE/+>/27) Carbide Shank
3 OH=32mm (RF—JL+/2Y) steel Shank 2 ASC10-6.5-74-24
& 3k & Sk Carbide Shank
J J
gﬁ 2r E{g 2
A Y OH=80MmGBE+>%) Carbide Shank
=1 N ASC10-6.5-114-49
= =R S i
0 | 1 1 1 1 | 0 1 1 1 1 | 1 1 1 1 |
0 10 20 0 10 20
Y5AFHE ae Cutting width (mm) YAFE ae Cutting width (mm)
(12-3NT) ASM(M)O0716(¢p16-4NT)
z ve=160m/min (84246),fz=0.08 (F1019) z ve=160m/min(83185),fz=0.08 (F1019)
% 5 OH=48mm(ZF—ILI4%)  Stesl Shank % 5 OH=35mm(AF—)LY+/7) steel Shank
p 4 OH=45mm (#BFE/+>/2)  carbide Shank £ 4 OH=55mm (#Bf#>/17>/27) Carbide Shank
8‘1 ASC12-6.5-94-44 § ASC16-8.5-95-30
& 3 F Carbide Shank 5 &) Carbide Shank
e OH=85mm GBfE+>/2 ' )
gk 2 ASC]E-@EE1£{G4 ) Carbide Shark B 2 OH=105mm(&E/+>/%) carbide Shank
S By ASC16-8.5-140-75
= =
[ =R
0 1 1 1 | 0 } 1 |
0 10 20 0 10 20
YIIAGHE ae Cutting width (mm) EIAFE ae Cutting width (mm)

%7V —hyhBYv>o ASMO710S08R-2 (F8]AH#8E1 ASMO710S10R-2 D 50% % ASM0712S10R-2 (34524481 ASMO710S 10R-2 ZBRICHIDIAHEZEEL T R,
As a general rule, the cutting amount for ASM0710S08R-2 undercut type shank should be set within 50% of the cutting region for ASM0710S10R-2, and the cutting amount for ASM0712S10R-2 should be set within the cutting region for ASM0710S10R-2.

Ttk e BTAO 110w - : RTEE s : Ve=160m/min, fz=0.08mmx )

Milling Conditions Machine used Work material  Carbon Steels Cutting Conditions

ASMMO725R-6(¢25-6NT) ASMMO732R-8(¢32-8NT)

€ €
£ - £ . "
< ve=160m/min(S2038) [ . < ve=160m/min(S1592) [BT30] Modular Mill Arbor
5 _ ! BT30] Modular Mill Arbor = - , OH=35mm (EJ25—S LT —I0)
3 fz=0.08(F978) OH=35mm (E25-ZIVE7—/) £ Tl BT30-17-1088
25 BT30-12.5-15-21 25
8 a [BT40] Modular Mill Arbor
L4 [BT40] Modular Mill Arbor .4 OH=35mm(EY25—IIA7—/0)
& OH=35mm(EY15—3ILE7—/1) & BT40-17-10-28
;ﬁi 3F BT40-12.5-15-21 éﬁ‘é 3F
B2r X2l
I 5 P =
=R =R

1 1 1 1 I 1 1 1 I 1 1 1 1 1 1 1 1 1

0 10 20 30 40 0 10 20 30 40
YAGHE ae Cutting width (mm) tIAGHE ae Cutting width (mm)

B tEITEEE cutting Performance

BHIM T E DR A TRICRUET A VY — O3B EDIFTBEDFERIC L BREERHELTTE,

Wear curves for various cutting materials are shown below. Replacement of inserts should be performed earlier to prevent breakage due to overuse.
AY=h Insert - JDMTO70204R(JX1020)
= o3 G HHIIZE{ Cutting Conditions : ve=200m/min, vi=954mm/min apXae=1X5mm, Dry
5% {ERARBT30 5.5/3.7kw . a
« 0.25 |- Machineused ~ eseeeee AWl R
§ "">EJ 02 k. fEATEASMO712S12R-3 o ) 9
= § ’ Tools  (¢12-3NT) / / AVY—h Insert : JDMTO70204R(PTH30E)
g 5 °° / /o/ KSR Cuting Conditions : ve=250m/min, vi=1,194mm/min apXae=1X5mm, Dry
B o
§ § R —al 3 TJUN—=FRY#](HRC40) Pre-Harden Steels
e, s 79— Insert : JDMTO70204R(JX1020)
= 40 60 80 ) i itions * Vo= intyr= in apXae=1x%
SAITESA Cuting time (min) YKl Cutting Conditions = ve=150m/min, vi=955mm/min apXae=1x10mm, Dry




ST

SRV

M EiE(FEED  Field Data
No. [&De hvi AUY—k | @EI EREM %2
* Tool diameter Cutter Insert Work material Test conditions Result
1| 10 | ASMO710S10R-2 | EDMTO70220R-T | 5om ve=80m/min, vi=4,000mm/min | sty )y RIVRIVICHL TS .58
(JX1 020) aane=O,3X'| Omm (%DEI) , Dry 1.5X the tool life of solid end mills from other companies.
otting
_2 | EDOMT070220R SKT4 | ve=110m/min, vi=3,600mm/min | s&50min&s3
2 | 12 | ASM0712512R-3 (UX1020) (HRC43) | apxae=0.3x4mm, Dry Good tool life of 50 min.
EDMT070220R-T ve=150m/min, vi=8,000mm/min | > Y7RIRIRL T 2E0RERUPTIEE
3 | 12 | ASM0712512R-3 N iency i
(UX1020) S85C apxae=0.3x12mm GBI, Ory | SEEieiioasst Snses e
EDMT070220R-T ve=150m/min, vi=7,200mm/min | PEIBHAYEL . BT30VY  TRAERN T TR
4 | 20 | ASMMO0720R-5 g ¥ ing force is low, enablin
(JX1020) SCM apxae=0.3x12mm, Wet ﬁ;ﬁ-e%ﬁge%et riela(éhi’n?ngs&itr? BT30 machines.
_a | JOMT070204R ve=120m/min, vi=670mm/min oA v —rIRISHLTHR1.518
5 U | ST (PTH30E) SUss04 apxae=1x8mm, Dry 1.5X the tool life of insert tools from competitor. -
6 | 20 | ASMMO720R-5 | EDMT070220R | HPM- | ve=90m/min, vi=4,300mm/min | Z2HL8OMmMT. LIHIME-FaHmRF
(JP4020) MAGIC | apxae=0.3%X10mm, Dry Good cutting performance and good tool life with O.H.80mm.
ZEL90MmMTEIHIERYF
7 | 10 | ASMM0710R-2 | JOMTO70208R | coyoure | ve=1,000m/min, vi=10,000mm/min | {EkSI-LENAUEDEFD
(SD5010) apxae=0.6%x4.0mm, Dry Good cutting performance with O.H.90mm.
2xthe tool life of conventional products.

Attentions on Safety
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1. Cautions regarding handling
(1) When removing the tool from the case (package), be careful not to drop it on your foot or drop
it onto the tips of your bare fingers.
(2) When actually setting the inserts, be careful not to touch the cutting flute directly with your
bare hands.

2. Cautions regarding mounting

INENOBAF ORI (1) When preparing for use, be sure that the inserts are firmly mounted in place and that they are

i?a’((f:'%‘h;%f _ . R s _ firmly mounted on the arbor, etc.
(2)«—@%“"““\% EIRBIEN RELLH A BEICEMERLSE T ZOREOREERRNT (2) If abnormal chattering occurs during use, stop the machine immediately and remove the
<FEEL, cause of the chattering.
3. ERELEOTEE 3. Cautions during use

(1) Before use, confirm the dimensions and direction of rotation of the tool and milling work material.

(2) The numerical values in the standard cutting conditions table should be used as criteria when
starting new work. The cutting conditions should be adjusted as appropriate when the cutting
depth is large, the rigidity of the machine being used is low, or according to the conditions of
the work material.

(3) The inserts are made of a hard material. During use, they may break and fly off. In addition,
cutting chips may also fly off. Since there is a danger of injury to workers, fire, or eye damage
from such flying pieces, a safety cover should be installed and safety equipment such as
safety glasses should be worn to create a safe environment for work.

« Do not use where there is a risk of fire or explosion.
+ Do not use non-water-soluble cutting oils. Such oils may result in fire.
(4) Do not use the tool for any purpose other than that for which it is intended, and do not modify it.
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7 X171,/ Hitachi Metals America, Ltd. 41800 W. Eleven Mile Road, Suite 100 Novi. Michigan, 48375, USA TEL : +1-248-465-6029, FAX :+1-248-465-6020
5 -/ Hitachi Metals (Thailand) Ltd. Unit 138, 13th Floor,Ploenchit Tower, 898 Ploenchit Road, Lumpini, Pathumwan, Bangkok 10330, Thailand TEL : +66-(0)2-263-0892, FAX :+66-(0)2-263-0894
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Specifications for the products listed in this catalog are subject
to change without notice due to replacement or modification.
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