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ASPV-Z for Z Plunging

HSUMIA ASPV-Z
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- Can perform high-efficiency Z plunging of existing holes.
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- - Modular type Refer page D2 about the shanks for Modular Mill
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Item code Stock flgfe% @Dc Lf D2 M ®Db L1 L2 c E Insert
ASPVM2016R-2-Z | © 2 16 25 8.5 | M8 128 | 55 17 8 10
ASPVM2018R-2-Z | © 2 18 25 8.5 | M8 145 | 55 17 8 10
ASPVM2020R-3-Z | O | 3 | 20 | 30 | 10.5 | M10 | 17.8 | 55 | 19 | 10 | 15 | MPHWOB0308ZEL
ASPVM2026R-3-Z | © 3 26 35 125 | M12 | 20.8 | 5.5 22 10 17
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[Note] Do not apply lubricants such as grease, etc. to the "contact faces" and "modular screws" of the "modular mill" and "dedicated shanks".
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EBI%% 0 5 yjn U ZNZS'C‘;HEb_CﬁD?ﬂ'/V (SU%) Not included with product (sold separately)
IPETHES Clamp screw RS A J\— screw driver TAUBEEERALER] Sorey antiseizure
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Cutter body (N-m) price (¥) price (¥) price (¥)
ASPVM20 i >R--2 250-141 1.1 720 104-T8 1,500 P-37 840
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[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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?&Etﬂ ﬁﬂ%ﬁ:i Recommended cutting conditions

Xﬁ?l;;ﬁﬁ$z*§tg—o Red indicates primary recommended insert grade.
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ng?nuatg'ial Reci%n%rﬁé%ade (2*5?_}9 Flutes) (2*;;*] Flutes) (3*5?;*] Flutes) (3*5?;] Flutes)
7')/}%—%{‘/ ve (m/min) 100 100 100 100
_Ba% vf (mm/min) 80 71 96 73
(Busmis) | JP410S e 0.04 0.04 0.06 0.06
SLD-f JP4120 \mm/ros
e ATV TE step feed(mm) 0.5 0.5 0.5 0.5
development steel X;“‘Jj?\lzé Step back feed (mm) 1.0 1.0 1.0 1.0
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[Note] These conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual machine and work-piece conditions.
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@ : Stocked items.

OFl : X—H—EEMTY.

© : Manufacturer stocked items.




O Zﬁﬁﬁjﬁf How to use
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DY SV IHaIRE, Machining a guide hole (using a steel shank) Z plunging (using a carbide shank)

(HHUTRRICHU TR T—8mmUELEDFUHEECZEL) RS . TERXT ~218 < ATWIINT ; Step machining
TWL2HESLD) . 17"‘/?7][]1 * jJuI/%_‘S . Less thaliJ unger.neck
*BEBENTLEWRIEIIIAT] - BRtEIH BE v IBb AT length when carbide
Bl) @1 20E@INIC 918D T TUTNIIZT DiHS « Machining depth: 1 to 2 ROETRXKE . Is?:ank IIS usled iogether
Z plunging up to 8mm larger than existing hole diameter is possible. times the tool diameter - NERESH nternal coolan

(For Z plunging, an existing hole of within -8mm of the Z plunging « Step machining

hole diameter is necessary.) * Internal coolant

* Z plunging of blind holes is not possible.

Ex.) When performing a @18mm Z plunging of a @12mm g.
through hole. ‘ ',2
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