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+ Long cutting-edged end mill for multi-function,(See the figure) It is able much to reduce the number of in use.
- Able to machine easily from roughing to semi finishing by the insert with light cutting forced breaker .

Cutting Conditions
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CHIBENSAYET,  Numeric figure in a circle £
e TR BT Aa  Ful 2 inserts region
_ g U= 1 | ¢
/ @ Maximum flute length
bS] BRI 28N re / <L1—>\ L
5 Effective No. of flutes: 2Ft.
%z
f_:% & (mm) size BRAA Y —b inserts FEL\GE
T Emd—kR 1TE JEX A onend SLEX A on periphery {4 ()
8 Item code Stock @Dc L %a ap L ¢Ds B O— R EE o O— R {EF% | Suggested
Item code e iegin @site No.of = | retail price(¥)
é ASJ16R ® | 16 [ 120 | 5 16 | 33 | 16 |ADMT080308L 1 |APMTO090208R 3 30,200
% ASJ20R ® | 20 [130| 55| 20 | 35 | 20 1 ; 3 32,240
5 e ASJ25R ® | 25 | 140 | 7 25 | 40 | 25 1 3 33,260
£ | Be (Asus2R | @ |32 |, | oo 32 | 1 3 | 37,440
):b ASJ35R ® | 35 ) 35 32 1 3 37,440
ASJ40R ® | 40 160 | 9 40 | 55 1 4 44,990
ASJ50R ® | 50 | 170 |10 50 | 70 | 42 |APMT250 1 5 51,720
ASJL16R | @ | 16 (175 | 5 16 50 16 | ADMT080308L 1 |APMT090208R 3 33,150
ASJL20R | ® | 20 60 i 35,600
ASJL21R | ® | 21 185 | 55| 20 35 20 |ADMT1003: %.:L| 1 |ACMT1003: % 3 35,600
~,4 |ASJL25R | @ | 25 75 i 36,620
9552;}2 Tl o | 26 220 | 7 | 25 20 25 |ADMT12T3.:5L| 1 |APMT12T3.% R| 3 36.620
Longshank | ASJL32R | @ | 32 230 | 85 32 | 90 1 3 41,210
ASJL35R | @ | 35 ) 35 | 50 | 32 1 APMT15047CR 3 41,210
ASJL40R | @ | 40 | 240 | 9 40 | 55 1 4 49,370
ASJL50R | @ | 50 | 250 |10 50 | 70 | 42 1 5 57,020
TERS ASJE26R | @ | 26 | 300 | 7 25 | 40 | 25 |ADMTI2T . 1 |APMT12T3( %} 3 40,290
ov45f |ASJE3SR | @ | 35 [ 350 | 85| 35 | 50 32 APMT1704: 1 APMT1504C 3 45,190
Extralong | ASJE4OR | @ | 40 | 400 | 9 40 | 55 APMT190 1 4 53,760

M tDEI%EE Application Range
<1 >¢25~ 26 EHID DYIBEITEE side miling

OH=%H:|' LIE Over hang
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ve=200m/min (n=2550min-1) |-

SEDc: ¢ 25.26mm
22 ------\-- Pesocoooood Posecos ae=12.5mm
i I W=S50C(220HB)
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< 2 > 40 BEID DYIHITEIS  side miling

OH=;'&H:|' L/% Over hang
i i
2 @ ve=200m/min (n=1590min")|~ 7
OH=100 OH=50 HNEDc: 9 40mm
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BE) | SEEERTI . No Mark : Manufactured upon request only.




BA>Y—bK Inserts
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Fig-1 Fig-2 Lm
i Carbon steels [ M —ARETE - R
General cutting, First recommended
SUSEH SUS, etc. [ | [ — eyl s
FC-FCD Cast irons . General cutting, Second recommended
EREI—R BE O—3 « >/ % Coating & Size(mm) AR #5528 \E{AE ()
ltem code e | cyas0 | GF30 [cY100H| A [ B | T B | re | Shae | Suogested

ADMT080308L [ ] [ ] 78 | 6.2 | 30 | 15° | 0.8 1,160 _
ADMT100308L [ ] [ ] [ ] 10.4 | 6.35| 3.18| 15° | 0.8 1,220 2
ADMT100320L [ 10.4 | 6.35| 3.18| 15° | 2.0 1,220 8
ADMT12T308L [ J o e 126 | 793, 39 | 15 | 0.8 1,270 @
ADMT12T320L () o 126 | 793 39 | 15| 2.0 1,270 é
ADMT12T330L [ ] [ ] 126 | 793 39 | 15° | 3.0 1,270
APMT160408L M #& [ ] [ ) [ ] 16.45| 9.53| 4.76| 11° | 0.8 Fig-1 1,330 @
APMT160430L M [ J 16.45| 9.53| 4.76| 11° | 3.0 1,330 s
APMT170408L [ [ ] [ ] 176 | 9.53| 4.76| 11° | 0.8 1,380 @
APMT170430L () 176 | 953| 4.76| 11° | 3.0 1,380 g
APMT190508L [ ] [ ] [ ] 19.6 |10 50 ] 11° | 0.8 1,600 =
APMT190530L [ ] 19.6 |10 5.0 | 11°| 3.0 1,600 =
APMT250508L [ ] [ ) [ ) 254 |11 55 | 11° | 0.8 2,090 @
APMT250530L [ ) 254 |11 55 | 11° | 3.0 2,090
APMT090208R [ J e 9.1 51 | 26 | 11°| 0.8 1,000
ACMT100308R [ ] [ ] [ ] 101 | 6.35| 3.4 7° 1 0.8 1,130
ACMT100320R [ ] 101 | 6.35| 3.4 7° | 2.0 1,130
APMT12T308R M ¥R [ ] [ ] [ ] 1314| 793, 39 | 11° | 0.8 Fig-2 1,200
APMT12T320R M [ J [ ) 1314| 793, 39 | 11° | 2.0 1,200
APMT12T330R [ J o 1314| 793, 39 | 11° | 3.0 1,200
APMT150408R [ J [ J [ J 15.88| 9.53| 4.76| 11° | 0.8 1,280
APMT150430R [ ] [ ] 15.88| 9.53| 4.76| 11° | 3.0 1,280

[EE] O—Fre2ll LO4A VY — hEERT 2BERRT « I—FBEBINTT 2HENSHDET,

[Note] When inserts over re2 are used the corner of insert pockets on cutter body must modified to an appropriate radius for the clamping inserts.

BEEES  Parts

BREn2 952TR0 RS )—
Parts Clamp serew Screw driver
fiziR ﬂ
Shape

ERAY Y @ SBANILZ | mis ) /" L)\ fif ()
Cutter body (N'm) Suggested retail price(¥) £ Suggested retail price(¥)
ASJ(L)16R (EEH End insen) 250-141 1.1 720 104-T8 1,500
ASJ(L)16R (MNER periphery insert) 250-140 0.5 720 104-T6 1,500
ASJ(L)20R-ASJ(L)21R 251-141 1.1 720 104-T8 1,500
ASJ(L)25R-ASJ(L/E)26R 265-141 2.0 720 104-T10 1,600
ASJ(L)32R-ASJ(L/E)40R -
ASICLYS0RGMET Perphary inserd) 412-141 2.9 450 104-T15 1,710
ASJ(L)50R (EEH Endinsen) 263-141 4.9 720 102-T20 1,890

[EER] OBREMEELEBE. HLLBDETRLTL TV BB UBRE VY — NEETRORREGD FTOTTERL LS,
@5V TRUICIFR4. BIBALLERI(EVUI—ME) £22EICEH U TLEEV. QUOBYT-BHUN R L—XITHEDFT,
Q@B @ISV TRL, RS4)\—) B EEEEUNMITHERICESTENTLEE WV, 4 VY — NEEARRY, 75V TRUHN MUIRREZDBEEHHD
FITDTTERLIEEL,
[Note] D Exchange new part-preventing from clamping problem when a part is damaged.
@ Apply the paste sufficiently on screws for easy screwing.
(3 Use part specified in the table, preventing from problem.
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O *?%E‘tﬂ ﬁﬂ%ﬁ:i Recommended cutting conditions

mH SR
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L¥a15—H# ap
Regular
<TBHIb > Side milling
kI i fﬁj&*ﬁf ~RED0ZD ¢ 16 | ¢ 20 ! ¢ 25 J
q Recommended | m/min pindle o mm =Hh 303 #D3 ED3 kLS
Work material |G | culingspeed | macnine | Fosarate | e Bt B R e | s
e 4,380] 1,000 14.4] 3,500] 1,050] 18.9] 2,800] 840] 18.9
Mfﬁ@f:ﬁﬁm CY250 150 ~ BT40 0.1 ~ ve=220m/min fz=0.15mm/t ap=8mm ae=0.3Dc
(200HB I4F) 220 | oo 0.25| 3,980] 900 21.6] 3,180] 1,270] 38.1] 2,550] 1,020] 38.3
ve=200m/min fz=0.2mm/t ap=3mm ae=0.5Dc
A 3,980| 900] 13[ 3,180 955| 17.2] 2,550| 765| 17.2
C'Iaffﬁst;fﬂ cyaso | 120 BT40 1914 ~ ve=200m/min £=0.15mm/ ap=38mm ae=0.3Dc
Alloy steels 200 0.2| 3,580] 800] 19.2] 2,865] 1,145 34.4] 2,290] 920] 345
(30HRC IXF) BT50 ve=180m/min fz=0.2mm/t ap=3mm ae=0.5Dc
R 2,390] 380] 5.5[1,910] 380 6.8]1,530] 310] 6.9
~ gff?stgfﬂ cyaso | 0 BT40 1508~ ve=120m/min £=0.1mm/t ap=3mm ae=0.3Dc
/(*géftjjBHRC) 120 | o150 0.2 1,990] 320] 7.7][1,590] 480[ 14.4]1,270] 380] 14.2
ve=100m/min fz=0.15mm/t ap=3mm ae=0.5Dc
S 1,690 270] 2.6]1,350] 270 3.2]1,080] 220| 3.3
C'Iaff,@m;fm cY250 50 ~ BT40 0.05 ~ ve=85m/min fz=0.1mm/t ap=2mm ae=0.3Dc
Allay sitzsls 100 0.2 1,390] 220] 35[1,110] 335] 6.7] 890] 270] 6.8
EuLsHE) BTS0 ve=70m/min £=0.15mm/t ap=2mm ae=0.5Dc
— 4,380] 1,000 14.4] 3,500] 1,050| 18.9] 2,800| 840| 18.9
Szt;—]:sl:;ﬁ?s cY250 120 ~ BT40 0.08 ~ ve=220m/min fz=0.15mm/t ap=3mm ae=0.3Dc
e 220 | oo 0.25( 3,980] 900] 21.6] 3,180] 1,270] 38.1] 2,550] 1,020 38.3
ve=200m/min fz=0.2mm/t ap=3mm ae=0.5Dc
3,580] 720] 10.4] 2,865] 860] 15.5] 2,290] 690] 15.5
ist ifns CY100H 120 ~ BT40 0.08 ~ ve=180m/min fz=0.15mm/t ap=8mm ae=0.3Dc
—o = 180 | o150 0.25( 3,180] 640] 15.4] 2,550] 1,020] 30.6] 2,040] 820[ 30.7
! ve=160m/min fz=0.2mm/t ap=3mm ae=0.5Dc
WA | ST | G s 0030 ¢ 32 | ¢ 35 | ¢ 40 | ® 50 s|
igl |Recommended m/min |Spindle of| _ mm, [CIEREY XD R {IDCTHE| [DIEREL XD R fIDCTRE| [DIEREL | XD RS T CTHHLR| BIEREN XD R <ot
Work material grade Cutting speed | machine | Feed rate miﬁ" Jnhwm/miﬁ cm’/mir;g miﬁ'1 mm/miﬁ cm“/mir;g miﬁ'1 lr;m/min (:mxlmir;E min”' ,Em/min cm?/min
N 2,190| 660 19] 2,000/ 600| 18.9] 1,750 525 18.9] 1,400] 420| 18.9
@Eﬁ%ﬁﬁﬁﬁﬁ CY250 150 ~ BT40 0.1~ ve=220m/min f=0.15mm/t ap=3mm ae=0.3Dc ve=220m/min f=0.15mm/t ap=3mm ae=0.3Dc
(200HB L) 220 | ooeo 0.25)1,990] 800] 38.4]1,820] 730] 38.3| 1,590] 640] 38.4] 1,270] 510] 38.3
ve=200m/min fz=0.2mm/t ap=3mm ae=0.5Dc ve=200m/min fz=0.2mm/t ap=3mm ae=0.5Dc
e A 1,990| 600| 17.3]1,820] 550| 17.3|1,590] 480] 17.3]|1,270] 380 17.1
C‘xaffﬁ Stifm 120 ~ BT40 0.1 ~ ve=200m/min f=0.15mm/t ap=3mm ae=0.3Dc ve=200m/min f=0.15mm/t ap=3mm ae=0.3Dc
Alloy steels 200 0.2 1,790] 720] 34.6] 1,640/ 660] 34.7|1,430] 570] 34.2]1,145] 460] 34.5
(30HRC IXF) BT50 ve=180m/min f,=0.2mm/t ap=3mm ae=0.5Dc ve=180m/min fz=0.2mm/t ap=3mm ae=0.5Dc
TN 1,190] 240| 6.9] 1,090/ 220] 6.9| 950] 190] 6.8] 765 155 6.9
C'Ia'f\f@ St;fm 60 ~ BT40 0.08 ~ ve=120m/min fz=0.1mm/t ap=3mm ae=0.3Dc ve=120m/min f=0.1mm/t ap=3mm ae=0.3Dc
Alloy steels 120 0.2 995] 300] 14.4] 910] 275] 14.4| 800] 240] 14.4] 635] 190] 14.3
(30~40HRC) BT50 ve=100m/min f=0.15mm/t ap=3mm ae=0.5Dc ve=100m/min £=0.15mm/t ap=8mm ae=0.5Dc
N 850] 170] 3.3] 770] 155] 3.3| 680] 140] 3.3] 540] 110] 3.3
C’i%fﬁ St;?ﬂﬁ 50 ~ BT40 0.05 ~ ve=85m/min f=0.1mm/t ap=2mm 2e=0.3Dc ve=85m/min fz=0.1mm/t ap=2mm ae=0.3Dc
Alloy steels 100 02| 700] 210] 6.7] 640] 190] 6.7| 560] 170] 6.8] 445] 135] 6.8
(40~45HRC) BT50 ve=70m/min fz=0.15mm/t ap=2mm ae=0.5Dc ve=70m/min fz=0.15mm/t ap=2mm ae=0.5Dc
_. 2,190] 660] 19]2,000] 600] 18.9]1,750] 525[ 18.9] 1,400] 420] 18.9
é;:sl:ii 120 ~ BT40 0.08 ~ ve=220m/min fz=0.15mm/t ap=3mm ae=0.3Dc ve=220m/min fz=0.15mm/t ap=3mm ae=0.3Dc
g 220 | orsq 0.25( 1,990] 800] 38.4] 1,820] 730 38.3| 1,590] 640] 38.4] 1,270] 510] 38.3
ve=200m/min fz=0.2mm/t ap=3mm ae=0.5Dc ve=200m/min fz=0.2mm/t ap=3mm ae=0.5Dc
S BT40 1,790] 540] 15.5]1,640] 490| 15.5|1,430] 430| 15.5]1,145] 345| 15.5
‘Cast ;mns 120 ~ 0.08 ~ ve=180m/min f=0.15mm/t ap=3mm ae=0.3Dc ve=180m/min f=0.15mm/t ap=3mm ae=0.3Dc
- =5 180 | e 0.25| 1,690] 640 30.7] 1,455] 585| 30.7| 1,275] 510] 30.6] 1,020] 410] 30.8
i ve=160m/min f,=0.2mm/t ap=3mm ae=0.5Dc ve=160m/min fz=0.2mm/t ap=3mm ae=0.5Dc

UEEJ®;@PEWMx#iHWMx#@E;ET?E@Z?Q%P@MIZH
MR, [ERIEHSIC KD R EFEL TS,
DR M I 0 oL e OB BT
TVET, Fe. TEREULEFEERDE RS (A¥O0JD L1) T,
@FERICBMBEEST D DD < FHILE Q ERLET .

[Note]

(@ 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.

(@ The cutting conditions shown in this table are conditions which will result in escape-
surface wear of 0.3mm for 30 minutes of cutting time. In addition, the projecting
length of the tool is the standard below-neck length (L1 in catalog)

Q(cm?/min)=ap(mm) X ae(mm) X vi{(mm/min)/1000
@ERTHZE T DIHEEDA VY — MIEIFGFI0ZHEN LE T, YIHIE
EIFTRAICERELTLZE L,
GBEBEIDESIFGEDRERF70%ZERE LT TV, Fe. JAUHA
HEIF Dc/2 LT EHELET,
®0OV7 - TFAMSOVIREFEIN—JOYHIEERZSEL TN

3 The foIIowmgd formula shows the chip removal volume (Q) per unit time.
Q(cm’/min)=ap(mm) X ae(mm) X vi(mm/min)/1000
® When performing wet cutting, GF30 is recommended as the insert material.
Please set the cutting speed at the lower limit.
(® For groove cutting, the feed rate should be set to 70% as a rule. In addition, it is
recommended that the maximum cutting depth be Dc/2 or less.
(® Refer to the cutting region on the previous page for long-shank and extra-long products.

G170



ASJL2® | ASJE=®

ae

L¥15—F Ovdyvvy IFALSOVY a
Regular Long Shank Extra Long
<{AIEEDEI> Side milling
wEe | e | VDMIEEE | R |—RE00%D 916 | ¢> 20 | 025 |
. R ded| m/min | Spindle of[ mm/t TR (N3 S|
- 4,380 700 25.1 | 3,500 560 31.4| 2,800 450| 39.4
%gﬁﬁiﬁﬁﬂ CY250 150 ~ BT40 0.05 ~ ve=220m/min fz=0.08mm/t ap=Dc ae=0.14Dc
. 220 0.25 3,980 800] 41]3,180] 640] 51.2] 2,550] 510] 63.8
200HB L : : :
( ) BT50 ve=200m/min fz=0.1mm/t ap=Dc ae=0.2Dc
TN 3,980] 640] 23]|3,180] 510] 28.6] 2,550] 410| 35.9 =z
%f‘f@st;fm CY250 120 ~ BT40 0.05 ~ ‘ Vc‘=200m/n|1in fz=0.‘08mm/t‘ ap=Dc |ae=0.14‘Dc ‘ §
oy steels 200 0.2] 3,580 720] 36.9]2,865 570 45.6] 2,290] 460| 57.5 =
(30HRC LUF) BT50 ve=180m/min fz=0.1mm/t ap=Dc ae=0.2Dc ;
o | A 2,390] 380 9.7]1,910] 305 12.2]1,530] 245 15.3 S
éff@s‘;.?m CY250 60 ~ BT40 0.05 ~ ve=120m/min fz=0.08mm/t ap=Dc ae=0.1Dc “
Al sitzds 120 0.2/ 1,990] 400[ 15.4[1,590] 320[ 19.2] 1,270] 255] 23.9 »
(30~40HRC) BT50 ve=100m/min fz=0.1mm/t ap=Dc ae=0.15Dc -E
RN 1,690] 270] 55[1,350] 220] 7[1,080] 175] 8.8 2
C‘xafﬁstzfm CY250 50 ~ BT40 0.05 ~ ve=85m/min f;=0.08mm/t ap=Dc ae=0.08Dc :1
?Z)(y)sfjll%HRC) 100 | grsp 0.2[1,390] 280] 10.8][1,110] 220[ 13.2] 890] 180] 16.9 =3
ve=70m/min fz=0.1mm/t ap=Dc ae=0.15Dc =
— 0.14~ |4,380] 700] 25.1|3,500] 560 31.4[ 2,800 450| 39.4 =
s b
;;Iesl:ijﬁs CY250 120 ~ BT40 0.3 ve=220m/min f;=0.08mm/t ap=Dc ae=0.14Dc @
SUS 220 | grgp (01~ 3,980] 800] 41]3,180] 640[ 51.2] 2,550] 510] 63.8
0.25 ve=200m/min f=0.1mm/t ap=Dc ae=0.2Dc
3,580] 570] 20.4] 2,865] 460] 25.8] 2,290 365] 31.9
iist ;ifns CY100H 120 ~ BT40 0.05 ~ ve=180m/min fz=0.08mm/t ap=Dc ae=0.14Dc
= =05 180 | o150 0.25( 3,180] 640] 32.8] 2,550] 510] 40.8] 2,040] 410] 51.3
’ ve=160m/min fz=0.1mm/t ap=Dc ae=0.2Dc
I s | CIMREE | R |-Tunozn ¢ 32 | ¢ 35 | ¢ 40 | ¢ 50 [
) Recommended| ~m/min | Spindle of | mm/t % % % EDE
work materal|"JEE|c, BT | e | rennvse |SHER ZDRE DO e 2puelp ol S 2puglp ora s 2ouEl) o
. 2,190 440| 45.1]2,000] 400| 49[ 1,750| 520 49.9| 1,400 420| 63
@lﬂiﬁﬁﬁﬁm CY250 150 ~ BT40 0.05 ~ ve=220m/min f=0.1mm/t ap=Dc ae=0.1Dc ve=220m/min  fz=0.15mm/t ap=Dc ae=0.06Dc
. 220 0.25)1,990] 600] 92.2]1,820] 550] 101 1,590] 640[102.4] 1,270] 510]127.5
(R BT50 ve=200m/min z=0.15mm/t ap=Dc ae=0.15Dc ve=200m/min  fz=0.2mm/t ap=Dc ae=0.1Dc
c=. z=0. p= e=0. =, z=0. p= e=U.
TN 1,990| 400] 41[1,820] 365 44.7| 1,590| 480| 46.1]1,270| 380| 57
C’Iaffﬁ St;,? " CY250 120 ~ BT40 0.05 ~ ve=200m/min fz=0.1mm# ap=Dc ae=0.1Dc ve=200m/min f,=0.15mm/t ap=Dc ae=0.06Dc
‘(\géaf;g B 200 | goeg 0.2]1,790] 540] 82.9]1,640] 490] 90| 1,430] 570] 91.2]1,145] 460] 115
ve=180m/min fz=0.15mm/t ap=Dc ae=0.15Dc ve=180m/min  £=0.2mm/t ap=Dc ae=0.1Dc
TN 1,190] 240 19.7[1,090] 220 21.6] 950| 285 22.8| 765 230| 28.8
C’xf;f@ ste':,;? A 60 ~ BT40 0.05 ~ ve=120m/min f;=0.1mm/t ap=Dc ae=0.08Dc ve=120m/min f,=0.15mm/t ap=Dc ae=0.05Dc
?%?éfieiémm cvaso 120 | o150 0.2| 995] 300] 39.9] 910] 270] 43| 800] 320] 51.2] 635] 255] 63.8
ve=100m/min fz=0.15mm/t ap=Dc ae=0.13Dc ve=100m/min  f=0.2mm/t ap=Dc ae=0.1Dc
e 850] 170] 13.9] 770] 155| 15.2| 680] 200| 16| 540/ 160] 20
C’Ia%f@ ste:e'f g CY250 50 ~ BT40 0.05 ~ ve=85m/min fz=0.1mm/t ap=Dc ae=0.08Dc ve=85m/min  f,=0.15mm/t ap=Dc ae=0.05Dc
‘(\%ftj%HRC) 100 | oreg 0.2 700] 210] 27.9] 640] 190 30.3| 560] 225] 36| 445] 180] 45
ve=70m/min f;=0.15mm/t ap=Dc ae=0.13Dc ve=70m/min fz=0.2mm/t ap=Dc ae=0.1Dc
. 0.14~ [2,190] 440] 45.1[2,000] 400] 49[1,750] 520] 49.9] 1,400] 420 63
Sxt;];l:jilz CY250 120 ~ BT40 0.3 ve=220m/min fz=0.1mm/t ap=Dc ae=0.1Dc ve=220m/min fz=0.15mm/t ap=Dc ae=0.06Dc
. 220 | grgq |01~ 1,990] 600] 92.2][1,820] 550] 101]1,590] 640]102.4] 1,270] 510] 127.5
0.25 Ve=200m/min £=0.15mm/t ap=Dc ae=0.15Dc Ve=200m/min £=0.2mm/it ap=Dc ae=0.1Dc
= = BT40 1,790] 360] 36.9]1,640] 330 40.4] 1,430] 430] 41.3[1,145] 345] 51.8
— ;mns CY100H 120 ~ 0.05 ~ ve=180m/min fz=0.1mm/t ap=Dc ae=0.1Dc ve=180m/min f=0.15mm/t ap=Dc ae=0.06Dc
o = 180 | o150 0.25| 1,590] 480[ 73.7] 1,455] 440] 80.9| 1,275] 510] 81.6] 1,020] 410] 102.5
’ ve=160m/min fz=0.15mm/t ap=Dc ae=0.15Dc Ve=160m/min  £:=0.2mm/t ap=Dc ae=0.1Dc

[$=3=9 D DEETHIRAHZGIHEAOERERI HOTY . FEOMT T
INIARZAR, ERAEMEIC KD RUZRREL TR,
®$§®tﬂﬁﬂn<1¢(att7Jﬁ|JH%Fﬁ30§:"CLED“EF“ FED0.3mIC X DREZERL
L *ic, TERH LB RMEEROE e (H505D L1) T,

Q@ TECICHEAURRHEEb DY)D < FHEHE Q ZRULE T,
Q(cm?/min)=ap(mm) X ae(mm) X vi(mm/min)/1000

@EXVEZ T DIHEDA VY — MIEEGF30Z#EE U e UE F, tIHIE

TVFEY,

ERFTRAICRELTLIEE L,

OFEHIDES

&, *Dﬁglxm%’éﬁ}‘ztb?(fcéb\ Tl RAUHA

HEIL De/2 LIF=HRL X

®OvIvvromElE L/DD\BF‘L,U:(?.* LFEERHDH 50%ZBREL
TLEEL,

[Note]

(D 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.

(2) The cutting conditions shown in this table are conditions which will result in escape-
surface wear of 0.3mm for 30 minutes of cutting time. In addition, the projecting
length of the tool is the standard below-neck length (L1 in catalog).

(3 The followmg formula shows the chip removal volume (Q) per unit time.

Q(cm®/min)=ap(mm) X ae(mm) X vi(mm/min)/1000

@ When performing wet cutting, GF30 is recommended as the insert material.
Please set the cutting speed at the lower limit.

(® For groove cutting, the feed rate should be set to 70% as a rule. In addition, it is

recommended that the maximum cutting depth be Dc/2 or less.

(6 For long shank or when L/D is greater than 5 times, as a rule conditions should

be approximately 50% of those shown above.
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Super Juoh ASJ

PLI7 A=IN\—Ur 585 AsJ

ASJL | ASJE

L¥as—# OvJvyvryo IFZALSOVY
Regular Long Shank Extra Long

-

. | | N
< RU)LINI> Drilling #gRTw FEDZEUTLEEL), Please use only step-feed.
oA Rﬁﬁﬁ*% ) tﬂﬁyﬁfg —ﬂﬁmb/ﬂt)iib ¢ 16 ¢ 20 ¢ 25 ¢ 32
g ecommende — >, N —: . \ — > ~ — . ~
— AR FIs - — | 4380 440 | 3,500 350 | 2,800 280 | 2,190 220
57% Mild steels cY250 150 0'030 08 ‘
6 | (200HBLIT) 220 . Ve=220m/min £=0.05mm/t X7 78 step feed=0.3mm
] | e=iE- asl
= B & cyaso | 120~ |o03~ | 3980 | 400 | 3180 | 320 | 2550 | 250 | 1990 | 200
g ?g‘gﬁﬁé'im 220 0.08 ve=200m/min z=0.05mm/t X 7y 7 & step feed=0.5mm
2 Z7VUAE || 120~ (003~ | 3980 | 400 | 3180 | 320 | 2550 | 250 | 1990 | 200
tainless steels
T |sus 220 0.06 Ve=200m/min £=0.05mm/t 5 7 step feed=0.3mm
L
J
I |B® 120~ [003~ | 3180 | 510 | 2550 | 410 | 2040 | 330 | 1,590 | 250
V| casti CY100H :
E FaCS,IrIgnCSD 180 0.1 ve=160m/min £;=0.08mm/t X 7 7'& step feed=1mm
I
WA R;ﬁ;gm% ) tJJn?/IJﬁE —ﬂﬁmbft)ﬁb ® 35 ¢ 40 ¢ 50
. ecommende — . — . . — S
Work material grade | Cytting speed | Feed rate @mﬁiﬁﬁﬂ ﬁ_fn 2 %F @rslr:\]%ﬂ ﬁfn 2 /%,ng Iilmi}ﬁ@ Jirén 2 %F
— AR R cyzso | 190~ |003~ zmo‘zm 1,750 180 | 1,400 140
Mild steels Y25 .
(200HB UF) 220 0.08 ve=220m/min z=0.05mm/t X 7 7'& step feed=0.3mm
BREREH - S5 -~ ~ | 1,820 180 | 1,590 160 | 1,270 130
Gronzes | cvaso | 1o |90 | | | | |
(EOHRC ) 220 . ve=200m/min fz=0.05mm/t X7 7' & step feed=0.5mm
2zvam [ | 120~ (003~ | 1820 | 180 | 1,59 | 160 | 1,270 | 130
Stainless steels Y25 '
SUS 220 0.06 ve=200m/min z=0.05mm/t X 7 7 & step feed=0.3mm
% % cvioon | 120~ [003~ | 1460 | 230 | 1270 | 200 | 1,020 | 160
Cast i
FaCS,"lgnCSD 180 0.1 ve=160m/min z=0.08mm/t X 7 7'& step feed=1mm

[EE] O OYEIRHRGEIRGEOERETITBOTY . EROMITIRMIAK. B, EREHECROREERELTIREN,

@40HRC U EDTUNTIF. NUAIITZBERLTLIEE L,

OEXVHIZ T DHBEDA VY — MEEGF0Z MRV LE T, YRR TRAIICEREL T IEEL,
® ASJL21R, 26R, ASJE26R [F7RHIDERIC ¢ 1IREDENED XTI,

[Note] (D These conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual machine and work-piece

conditions.

(2 Hole cutting at 40HRC or higher should be performed using helical cutting.

(3) When performing wet cutting, GF30 is recommended as the insert material. Please set the cutting speed at the lower limit.
@ For ASJL21R, 26R, and ASJE26R, a column with a diameter of about @1 will be left in the center of the hole
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B ERINIICDUWLT  About slant milling

TR DIERIAEE 3 U T Z#ELFR T,

ERIBED 3" BeO D SUID K FHPWIENT. DIENDIedOBERICH/N— (RTS5 v aH—REE)
HEWGEBIRTY . hFH/N\—ZERL TS,

Ry MITETIERYHAHR 21T SHBEDEDEEIFREHID FIED70%ISRE L T EE L,

Slant angles of 3° or less are recommended when cutting steel.

At slant angles from around 3°, the chips will not break and will remain connected, which is dangerous for machines
without covers (splash guards, etc.). Be sure to use covers.

When performing slant milling for pocket cutting, etc., the feed rate should be set to 70% of the shoulder milling F
value.

B ANUA) WJ[II@ JOo> Lﬂ’ﬁﬁiﬁ;ﬁ How to program for Helical cutting.
MAUA)VIIT CORIVMITREF 1.2Dc, RANIREF 1.8Dc TY .

The minimum cutting diameter for helical cutting is 1.2Dc and the maximum cutting diameter is 1.8Dc.

$|00] ajqexapu]

ANUAINIDOTOFGS LG (T7FvIDET) ZUTFICRULET,

A helical cutting program example (for a Fanuc machine) is shown below.

(Bl ASJ25R (¢ 25) T¢ 35 mm R®E 12 mDINGBIF (—EZHD 1.5 mm)]
Cutting a (35mm, 12mm-deep hole using ASJ25R ( $25)). (1.5mm per cycle)

Y
(X705 L] Main Program (77055 L] sw Program
e 01001 G03<
G91

MO8 P1001L8 GO3 X-10. R5. Z-0.75 F760 (5.0) 5.0)
GO3 X-10. R5. F760 X10.R5. Z-0.75
X10. R5. M99 ‘

[—]Elﬁ D @tﬂﬂaéoﬁiﬁif] How to set the per-cycle cutting amount
OH B UTICHEDKIICYIAHEZERELF T o The cutting amount will be set for 4 of 3° or less.

(7]
=
=
)
-
@D
m
=
==
=
wn
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EETODIETEFDMIDERZRUZE I . Dinthe figure at right is the diameter of the tool center path. \5 H
—EHEDDYAHFE H=nX D X tan8 7D
Per-cycle cutting amount =3.14 X 10 X tanSo
=1.6mm
ABIDBZENLTRED 12 mizDT—EZHD DYAHEISE In this example, since the cutting depth is 12mm,
1.5m&EULFLUR. the per-cycle cutting amount is 1.5mm.

[WJ'H"J%FF] Cutting condition

BHID DFA4ZESIR U TLIEE U)o Refer to the shoulder cutting conditions.

0L DHE. NUAIVINTIENCHEEREDA 72 a Y EF>TVERT,

@YD K FHHBLP TV eHIMIRE I —JO—DFERZHEELE T,

® 40HRC K L D#HEIM DERIBEF 1.5° LTICEREL T EE LY,

@®LD=4 U EDOREHUICTNUAIVINIZTSBE. —AHD OVHAHEF 1A TICEREL T EEL.

@ In many cases, helical cutting is an option for the NC control equipment.

(@ Since chips are likely to remain, use of an air blower is recommended during cutting.

® For cutting materials of 40HRC or higher, the slant angle should be set to 1.5° or less.

(@ When performing helical cutting with long projections of L/D= 4 or more, the per-cycle cutting amount should be set to Tmm or less.



