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Super Vertical Mill ASV
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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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Side Cutling

Cutting Conditi

ASV(L/E):

R 4054 Shank type

CHIBEAAYET,  Numeric figure in a circle
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<a—p>‘ ttyl\}]f'ﬁ?hf\k Magnified diagram of set insert
mRI— K e | V8 ¥ & sem BRI Y— | RIGERE ()
Item code Stock ;ﬁ':sf ®Dc L ®Ds ap 2 0 Inserts Suggested retail price(¥)
Lo ASV25R { 2 25 | 200 25 1.5 120 80 | MP:09T308ZEL 23,360
“1/_’ i; ASV30R { 2 30 | 250 32 1.5 150 100 MP.110408ZEL 27,340
v |52 ASV32R ( 2 32 | 250 32 1.5 150 100 27,340
14
2'“/AsvaoR | @ | 2| 40| 270 | 42| 3 | 150 | 120 |MP 120500ZIL| 31,220
'7f, ASVL25R | @ 2 25 | 250 25 1.5 170 80 | MPI09T308ZEL 25,610
g 5 2 ASVL30R | © 2 30 | 300 32 1.5 200 100 MP'"110408ZEL 29,890
x|~ | ASVL32R | @ 2 32 | 320 32 1.5 200 120 30,710
% ASVL40R | © 2 40 | 320 42 3 200 120 | MP112053: 2L 34,580
’% £/ ASVE32R | @ 2 32 | 400 32 1.5 250 150 | MP1110408ZEL 34,790
2 5| ASVE4OR | @ 2 40 | 400 42 3 250 150 | MP11120530: 2L 39,680
SIS A AYES,  Numeric figure in a circle

ASV:

R M7 547 Bore type

P54 TH7—I\ED15BZSRIEE L,
Refer page D15 about the bore type arbor
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t‘yl\Xlﬁ‘E}Ed( Magnified diagram of set insert
mRI—k  |m DA R AU~ | R | BROGEHEE)
Item code Stock ﬂutés (DDC Lf (Dd 2 ¢d1 a b ¢Db Inserts Shape | Suggested retail price(¥)
ASV4050R | @ | 3 50| 502222519 | 17 | 84| 5| 48 . . 50,900
M| ASV4063R | @ | 3 | 63| 50 2222519 | 17 | 84| 5| 60 MPi120550Z1L | Fig-1 57,020
3@ ASV6080R | @ | 4 80| 70|31.75 |32 | 26 (127| 8 | 76 Fig-2 71,100
72| ASV6100R | @ | 5 [100| 70 | 31.75 |32 | 26 |12.7| 8 96 | AP.1190616Z!L 90,480
ASV6125R | @ | 6 | 125| 70 | 38.1 38 | 55 (15.9| 10 | 102 Fig-3 109,140
[FE] 7—/\ARUIHMIBLEE A, [Note] Arbor screw is not included.

O IZETEERTY. @ : Stocked items.  FEE] :
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B1>Y—b Inserts

MPHWOQO9T308ZEL MPHW 1 10408ZEL MPMTQO9T308ZEL MPMT110408ZEL
,5\ re‘ re re, 53
By Iy sa @ Ly @ 0 |E
L~ LA»uﬂ Do) [T |~y L s s
Fig-4 Fig-5 Fig-6 Fig-7 =
MPHW120516ZiiL APHW190616ZiL MPMT 120533 ZEL PMT190616ZEL -c-:
re re N re QV
% B %ﬂ T & 0 & O 2
\Jﬂ»\ | lsse ! 19 05 635 / \@ NEELY \ﬂ»\ | leas 7 ;
Fig-8 Flg 9 Fig-10 Fig-11 =
7)
il Carbon steels [ | ] M
M —RREIAI - R
SUSEH SUS, etc. . E] . Genzral cutting, First recommended
FC-FCD Cast irons [ | [ . —RztIEl - ETHER
7 l/E:'jbﬁ'ﬁ Aluminum alloys . General cutting, Second recommended
I yere [0ST-74VY | CO—F4v8  |GFa—Fqvy| BECamide| <5z | o, -
EmI— R BE JS Coating C Coating GF Cg;ting K Size(mm) FER ﬁ%g\m@tﬁ(lﬂa)
Item code Tolerance Shape retgigll%?if:ee )
dess [ JSA4045 | CYT100H | CY250V GF30 WH10 re
MPHWO09T308ZEL [ [ J 0.8 Fig-4 1,440
MPHW110408ZEL [ J [ J 0.8 Fig-5 1,590
MPHW120516ZEL H #& [ J [ J [ J [ J 1.6 Fig-8 1,930
MPHW120516ZFL H o 1.6 1,480
APHW190616ZEL o () [ J 1.6 Fig-9 3,630
APHW190616ZFL [ ) 1.6 2,810
MPMTO09T308ZEL [ J () [ J 0.8 Fig-6 990
MPMT110408ZEL M 1% [ J () [ J [ J 0.8 Fig-7 1,100
MPMT120508ZEL M' [ J ( [ [ J 0.8 Fig-10 1,330
MPMT120516ZEL o [ J [ J [ J 1.6 1,330
APMT190616ZEL [ ] [ ] [ ) [ ] 1.6 | Fig-11 2,650

[EE]JSTI—FT VI FBERY vF VY —([CRIGLERBADTTERLEE 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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BEGES  Parts

B m & 952TR0 RSAI LUF
Parts Clamp screw Screw driver / Wrench
FIZIN
Shape
& I
BRAY S b2 [ F2IBEE D A B C [5q7 | ARIBEEE
Cutter body (N-m) retail price(¥) o retail price(¥)
ASV(L)25R 265-141 2.0 720 104-T10 A 1,600
ASV(L)3::R~ASV(L/E)32R 262-142 29 720 104-T15 A 1,710
ASV(L/E)40R 263-143 4.9 720 105-T20 B 1,760
ASV4050R 263-141 4.9 720 101-T20 C 1,200
ASV4063R '
ASV6080R
ASV6100R 541-161 9.8 720 101-T25L C 1,200
ASV6125R

[FR] 5V TRUIERRTY. RARRICIDRREGIFEELETTOTEDDORIEZSENHLE T,

[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 %'—Etﬂ ﬁﬂ%ﬁi Recommended cutting conditions

x e
<IN\=FAIVINI> Vertical milling *HRFIFE—HEMIETT . Red indicates primary recommended grade. anive
RHIAA R?E“ﬁﬁ% tﬁj’*’/‘ﬁ‘f ‘33;025-‘0 ¢ 25 ¢ 30 1) 22 | ® 40 El
. ecommende ! = N 3 FHELE = ‘* N HELLES = ‘* i HELS = > i 3
e el |50 [T | o | PR | S0 TR R | Z0ES R R | Z0ER O bR [ 20ax Onn g
RS - S | 2,290] 460 35[1,910] 460] 48]1790| 470 53[1.430] s510] 82| |
Sioenstess | &aa0v| 100~200 0'1025 ve=180m/min ve=180m/min =
c= . c= =
(250HB U F) | GF30 - pi=0.5Dc ae=6mm ve=180m/min pt=0.5Dc ge=7mm pi=0.5Dc ae=8mm =
JUN—KE é%%ég\,/ 1o1ss | 095~ 1,270 150] 111,060 150] 16[ 990 150] 17| 790| 160 26| K
re-hardened steels ~ —100m/mi . =100m/mi
(40 ~ 45HRC) | GF30 02 g?:o.SDng rT;Ien=6mm ve=100m/min pi=0.50c &e=7mm ;:0.5Dnc]: n;len=8mm -c':
Q
ZZILAM (JS405) g 2,290 460| 35(1,910| 460 48[1,790] 470| 53[1,430] 510 82 3
amess sieels ~ ve=180m/min . ve=180m/min
sus GF30 025 | 05D aom6mm ve=180m/min pi=0.50c ae=7mm pi=0.5Dc ge=8mm %
& o o1~ | 2290| 550] 41]1910] 570] 60[1.790| 580 65[1430] 570] 91| =
Castirons CY100H|100~200| : - : “
0.25 | ve=180m/min _ : _ _ ve=180m/min
FC, FCD pf=0.5Dc 2e=6mm ve=180m/min pt=0.5Dc ae=7mm pi=0.5Dc ae=8mm
e 005 110200 1,220 92|8500]1,190| 125[7.960[1.270| 142|6,370]1,530| 245
JS—TaER WH10. (4001000 P07 [ Zg00mmin om0 5D st Ve=800m/min
pi=0.5Dc ae=6mm ve=c00m/min - pr=u. ge=/mm pi=0.5Dc ae=8mm

W | | HIRE %00y 950 [ 983 | ¢80 [ 9100 [ o125 |

Work material _|Recommended| M/Min | W0/t Tegeuy Tosnas bioComell mamss ik f0<oae] maen |20 e oo mams [0 s [ e meesg s fo<oat]
g Cutting speed| Feed rate | “min" [mm/min|cm¥min] min" |[mm/minjcm¥min| min" |mm/min|cm¥min| min  [mm/minjcm¥min| min- [mm/min|cm®/mir]

R - ae | 015 |1:150] 690] 138] 910] 550| 151| 720| 720| 432| 670| 710| 532| 460| 690| 646
gﬁgggeﬁels ésY%%‘(‘)E\’/ 100~200| 0.3 ve=180m/min —180m/mi ~0.5Dc ae=15
(250HB IUF) |GF30 pi=0.5Dc ae=8mm ve=150m/min pi=t.oblc ge=1smm
JUN—KE éi‘;%ﬁ, soo1s | 01~ 640| 230 46[ 500| 180| 58| 400| 240] 144 320| 240] 180| 250| 220| 206
re-naraenea steels ~ _ .
(40 ~ 45HRC)| 6F30 0.15 pffo_.jr,%?:mg:;%mm Ve=100m/min pr=0.50¢ ae=15mm
25U |JS4045 015 1,150] 690| 138| 910] 550| 151 720 720| 432| 570| 710] 532| 460| 690| 646
Sug e | CY2s0V|100~200) g ve=180m/min Ve=180m/min pr=0.5Dc ae=15mm
= GF30 pt=0.5Dc ae=8mm = pi=0. o=
= 015 1,150 860| 172| 910] 680| 186 720| 860| 516| 570 850| 637 460 830] 778
Cast irons CY100H[100~200( = i
FC, FCD 03 ve=180m/min ve=180m/min pi=0.5Dc ae=15mm

pt=0.5Dc ae=8mm
A 5,100]2,300| 460 [4,040/1,800] 529 [3,180(2,550]1,530[2,550|2,550]1,912|2,040|2,4502,296
FPIEZULGE WH10 |400~1,000 0.05~

Aluminium alloys 0.2 ve=800m/min
pi=0.5Dc ae=8mm

ve=800m/min pf=0.5Dc ae=15mm

EE]
OT DIEEEHIFERIIVBIRGOERZERTBDTT . EEOINITTEIINTRIR. BN, EREEEICKDREZRREL TS,
@JSO—FT 1 VIJIFBERY v FEVY—ICRMULEFBADTTEELIEE L,
@ERHIZERIET DHZEDA VY — MEEGF30 Z#HRLELE T,
@TEICEARBBHHEEO DD K FHHEQZERLET .
Q (cmé/min) =ap (Mm) X ae (mm) X vi (mm/min) /1000

[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 Please note that the JS Coating does not cause a reaction in conductive touch sensors.
(3 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 vi(mm/min)/1000
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<tEEDtJEI> Side feed milling xFRPISE—HIIFIET T, Red indicates primary recommended grade.
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p— HESEATE YIMRE | —N4b0i%h ¢ 25 ¢ 30 ¢ 32 ¢ 40
Work material | Récemmended m/min mm/t EERE | XDRE | EEH | XDRE | O | XDORE | O | EDORE
grade Cutting speed | Feed rate min-t mm/min min- mm/min min” mm/min min-' mm/min
Rt - a2 3454045 01 2,290 460 1,910 570 1,790 540 1,430 570
ke cyasov |100~2001 " 4, vetsomimin | ve=180mimin ap X ae=0.5 X 0.7Dcmm |wsigommin
(250HB L) | GF30 fe0dmmit fz=0.15mm/t fe0.2mmt
SUN—gE | JS4045 tos | 1270 | 150 1.060 | 150 | 90| 150 | 790 | 160
Pre-hardened steels | CY250V |80 ~ 150 ™ 0.15 ;c=x120_r(r)1/;n>i<n0 Dam ve=100m/min apXae=0.5X0.7Dcmm ;c=>(12()_r8/2‘1>i(n0 -
(40 ~45HRC) | GF30 Py e £=0.07mm/t £=0.08mm/t ommt
25oL2@E | J54045 or 2200 | 460 | 1910| 570 | 1,79 | 540 | 1,430 | 570
Stainless steels CY250V |[100 ~ 200 ' 0.2 ;o:)!f()_[’(f)]/éﬂ)i(no — ve=180m/min apXae=0.5X0.7Dcmm ;c=x120_r8/21>i(n0 —
sus GF30 fcoAmmA f=0.15mm/t 0 2mmAt
o 2200 | 550 | 1910 | 570 | 1,79 | 580 | 1,430 | 570
Castlirons CY100H |100 ~ 200 01 ~0.2 ;F):go_”(‘)/g‘i?o 2 Demm ve=180m/min apXae=0.5X0.7Dcmm ;sto_'glgnino 2 Demm
FC. FCD f0.12mmAt fz=0.15mm/t  fz=0.16mm/t fe0.2mmt
10200 | 1,220 | 8500 | 1,190 | 7,960 | 1,270 | 6,370 | 1,270
ZILEZOLEE 0.05 ~ B -
= WH10 400 ~ 1,000 ve=800m/min — ; - ve=800m/min
Aluminium alloys 0.15 29X 260.5X0.7Demm ve=800m/min apXae=0.5X0.7Dcmm 20X 26=0.8X0.7 Demm
£:=0.06mm/t fz=0.07mm/t  f=0.08mm/t £=0.1mmt
¢ 50 ¢ 63 ¢ 80 ¢ 100 ¢ 125
b IS PIELEE  [—HHb0iED
Work material | Récommended m/min mm/t ElEs |ZDRE | CERE | ADRE | CERE | EDRE | OEsE | EDRE | OERE | EDRE
grade Cutting speed | Feed rate min' |mm/min| min' | mm/min| min" | mm/min| min" | mm/min| min" | mm/min
R - A5 x 570 7 460 4 480 480 380 460
PR DE® | Jsios5 | 100~ | 015~ 950 | 760 600 | 480 _
Alloy steels CcY250V 200 0.25 ve=150m/min z=0.2mm/t ve=150m/min fz=0.2mm/t
(250HB LI'F) GF30 ' ap=1mm ae=0.7Dc ap=1mm ae=0.7Dc
JUN—KE | Jsa045 | go 04 ~ 640 | 230 | 500 | 180 | 400 | 240 | 320 | 240 | 250 | 220
Pre-hardened steels | CY250V 150 ’ 0.15 ve=100m/min %&=0.12mm/t ve=100m/min =0.15mm/t
(40 ~45HRC) | GF30 ’ ap=0.8mm ae=0.7Dc ap=0.8mm ae=0.7Dc
27V LR 954045 | 400~ | gq5~ |20 | 570 [ 760 | 460 | 600 | 480 | 480 | 480 | 380 | 460
Stainless steels Cy250V 200 ’ 0.25 ve=150m/min £=0.2mm/t ve=150m/min %=0.2mm/t
sus GF30 : ap=1mm ae=0.7Dc ap=1mm ae=0.7Dc
% % 100~ | 15~ |1:150[ 690 | 910 | 550 | 720 | 580 | 570 | 570 | 460 | 550
Castirons CY100H o00 | 025 Ve=180m/min £=0.2mm/t ve=180m/min £z=0.2mmit
FC, FCD ap=1.5mm ae=0.7Dc ap=1.5mm ae=0.7Dc
e o _ 5,100 | 1,530 | 4,040 | 1,210 | 3,180 | 1,910 | 2,550 | 1,910 | 2,040 | 1,840
PWE=OLESE |y | 400 0.05 Ve=800m/min £=0.1mmit Ve=800m/min £=0.15mmit
Aluminium alloys 1000 0.2 c =Y. c 2=

ap=1mm ae=0.7Dc

ap=1mm ae=0.7Dc

[EE) onsmt. MIRRICEDET, BYEI—SY MEERAL TS,
@OT DEEHIRARINRUOERERTEDTT ., FEONICRMIAR. 5. FABEESCIDREERRLTIREN,

@USI—FT s VIFBERY v FEVY—I[CRINLEFBADTTERLIES LY,

[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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- o KRFIFE—HREMTET T, /p'
<I7EELE E(FINTI> Vertical finishing MNTIFFECTIToTLEEL)  Red indicates primary recommended grade. “
4R | —Xb ¢ 25 ¢ 30 ¢ 32 ® 40

I HEHE | Db
Workmaterial Y™ Cuting | m/t EE | XDEE | EEM | ROEE | EEM | E0EE | EER | 20EE

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

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

Carien sz JS4045 | 250 ~ | 0.1 ~ pi=0.7mm _ _ pi=0.9mm

Alloy steels Cv2s0v |  400| 0.25 2e=0.1mm p=0.7mm_ Ze=0.1mm 2e=0.1mm
(250HB ) - - - 53
ve=350m/min fz=0.15mm/t ve=350m/min  z=0.2mm/t ve=350m/min fz=0.22mm/t g
_— 5090 | 1530 | 4240 | 1,700 | 3,980 | 1,590 | 3,180 1,590 g
i i ~ _ _ _ @
Castirons cvioon | °%° 0 pi=0.7mm pf=0.7mm ae=0.1mm pt=0.9mm 3
EC. ECD 500 0.25 ae=0.1mm ae=0.1mm =3
3 7]

ve=400m/min fz=0.15mm/t ve=400m/min  z=0.2mm/t ve=400m/min fz=0.25mm/t
YRS | —NHb ¢ 50 ¢ 63 ¢ 80 ¢ 100 ¢ 125

wWag [EEME | omb
Workmaterial M Cugng | mjt | EHEM | EDRE | BHRY | 20RE | DUEM | X0BE | ENRY | 20RE | DERM | #DBEE

speed Feed rate min” mm/min min” mm/min min”' mm/min min” mm/min min mm/min

(7]
=
=
)
-
@D
m
=
==
=
)

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

Cenmm sieds JS4045 [ 250 ~ | 0.15 ~ pi=1mm pi=1.1mm pi=1.2mm pi=1.4mm pi=1.5mm
Alloy steels CY250v 400 0.25 ae=0.1mm ae=0.1mm ae=0.1mm ae=0.1mm ae=0.1mm
(250HB 1)

ve=350m/min £z=0.22mm/t
2,550 | 1,910 | 2,020 | 1,520 [ 1,590 | 1,590 [ 1,270 | 1,590 | 1,020 | 1,530

%S,i%ﬁs cytoom | 300~ |02~ pt=1mm pt=1.1mm pt=1.2mm pt=1.4mm pt=1.5mm
FC. FCD 500 0.3 ae=0.1mm ae=0.1mm ae=0.1mm ae=0.1mm e=0.1mm

ve=400m/min £z=0.25mm/t

OB EIFINTZITSRIDRMIIE. TROE Y JEICLTLEEL,

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

SZ Dc ¢ 25 ¢ 30 ¢ 32 ¢ 40 ¢ 50 ¢ 63 ¢80 | 100 | ¢ 125

EYI8 | 31m | 35m | 36m | 4m | 45m | 5m | 55m | 63m | 7m
ick feed

Pick

@FKIFEHUES 250mm Z#EAE UeRHE T,
OVJ7—I\EADRE. BEICKDEERIMHDELED FITDTREHNEED ZEAREL T EEL,

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] owmist. MIFRCEDET, BPEI—SY MEERALTI R,
@ DIRETHIRMRIFVBIREDODERZRITHDTT . REOIMITIEINIAR. B, ERAEEEFICIDRGZRELTIEEL,
@USO—FT 4 VIFEBBRY v FEV/Y—[CRISLEBADTTERLEE 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.
@ Please note that the JS Coating does not cause a reaction in conductive touch sensors.
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