45 Face Mill A45D

777485 Jx—AXA= )b A45D

@ 15° RIA 25— MEA,
051 Xil, GETEH. HFHKUBIDNEAY S,

O Sl4ELEt. BLERBE EANFDEINDRAICKD. T EFERENRL. « ] g ¢EJ
« Uses 15° positive inserts. ﬁ w @ 45' o
- General-purpose cutter for die steel, alloy tool steel, and cast iron.

Roughing = ﬁ.‘ém‘n 3 Planing

+ Use of high-strength design, high-accuracy parts, and asymmetric flutes provide good finish surface accuracy. Maximum Notch
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Yl [A45D-4080R/L| @ 4] 80] 50| 93[254 | 34] 26| 95] 6| — | 55| 1.4 68,550
— | A45D-4100R/L |@ 51100 63 [ 1133195 45] 32 [127] 8 [ — | 65| 24| ,»—)ip3 86,190
T A45D-4125R/L | @ 6/125| 63138381 | 63| 38 [159] 10 | — | 85| 36| = | AHe len oy ngy 103,020
2 | A45D-4160R/L | @ 8/160| 63 /173|508 | 90| 38 [19.1] 11 | — |105| 55 okRiTy 132600
= |A45D-4200R/L|®| | 10| 200 63| 213[47.625130| 38 | 25.4] 14 130 [ 160 | 9.0 Fig.2 /8> 186,660
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=] 7—/\ARUIXTBULEHEA. [Note] Arbor screw is not included.
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EE]GX2140[FBEXY v F VY —ICRBULEFBADTTEELEEL, [Note] Please note that the GX2140 does not cause a reaction in conductive touch sensors.
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Cutter body > retail prica(¥) retal price(¥) retal price(¥) retal price(¥) retal price(¥)

A45D-4¢ 171-111 | 6,440 |156-162(xnL)| 160 | 171-121 | 2,850
A45D-4: 171-112 - 156-161 230 | 171122 -
OF | ZE#EEERTI. @ Stocked items.  HEE : BFEERTI . No Mark : Manufactured upon request only.
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O *?%Eﬂ] ﬁll%ﬁ:i Recommended cutting conditions

M a
<MEtDHEI> Face milling XIFRFIFE—HREMIET T, Red indicates primary recommended grade. ’
A W TE tﬂ‘ﬁ’/ﬂﬁ;rﬁ —ﬂéio/otaiib ¢ 80 ¢ 100 ¢ 125 ¢ 160
. Recommended| m/min mm = . S = . S = N S = S S
—MAGEME | CHeS0 1150~ 0.1~ 800 480 640 480 510 460 400 480
Mild steels GX2140 0.25 N
(200HB LIF) CH7030 250 . ve=200m/min fz=0.15mm/t ap=1.5mm ae=0.8Dc
il B4 | GH550, (100~ 0.4 ~ 640 | 380 | 510 | 38 | 410 | 370 | 320 [ 380
arbon steels, oy steels
(B0HRCLIF) | 8X2439 200| 025 ve=160m/min f=0.15mm/t ap=1.5mm ae=0.8Dc
M- 52 | yparoo (80~ |04~ 480 | 290 | 380 | 200 | 310 | 280 | 240 | 290
Carbon steels, Alloy steels CY250 0 25 -
(30 ~ 40HRC) 150 . ve=120m/min £z=0.15mm/t ap=1.5mm ae=0.8Dc
51 25 JP4120 |60~ |01~ 320 | 190 | 250 | 190 | 200 | 180 | 160 | 190
Die Tool steels CY250 0 2 :
(40 ~ 45HRC) 150 . ve=80m/min fz=0.15mm/t ap=1.5mm ae=0.8Dc
ZFYLAE | gva1e0 (120~ |01~ 720 | 430 | 570 | 430 | 460 | 410 | 360 | 430
tainless steels
sUS HC844 220 0.25 ve=180m/min £z=0.15mm/t ap=1.5mm ae=0.8Dc
% CY100H [100~ 01~ 640 | 510 | 510 | 510 | 410 | 490 | 320 | 510 g
Cast irons JP4120 ]
FC, FCD GX2140 200 0.3 ve=160m/min fz=0.2mm/t ap=1.5mm ae=0.8Dc s
)
IRt #eEEHTE tJJE/IJ;ErE —ﬂ%b/ot)ﬁo ¢ 200 ¢ 250 ® 315 S
. Recommended| m/min mm — B 5 = S S — < 5
Work material grade  [Cutting speed [ Feed rate @Eﬁgﬂ Jim,bn/)r%{g @Eﬁ‘ﬁ ﬁm?n/%i],}]g @Eﬁ?ﬂ Jim?n%,g -
—MRIEERE  |ICHS50 1150~ 0.1 ~ 320 480 260 470 200 420 S
Mild steels GX2140 0.25 -
(200HB LIF) cH7030 250 - ve=200m/min fz=0.15mm/t ap=1.5mm ae=0.8Dc =
BeRi- S | CHE30 . (100~ (0.1~ 250 | 380 | 200 | 360 | 160 | 340 | | @
aroon steels, oy steels
(30HRC IXF) exzis9 200 0.25 ve=160m/min £=0.15mm/t ap=1.5mm ae=0.8Dc
RE- A% | ypat20 |80~ |04~ 190 | 290 | 150 | 270 | 120 | 250 | |
Carbon steels, Alloy steels CY250 0 25 -
(30 ~ 40HRC) 150 . ve=120m/min fz=0.15mm/t ap=1.5mm ae=0.8Dc
51 24 JP4120 |60~ |01~ 130 | 190 | 100 | 180 | 80 | 170 | |
Die Tool steels CY250 0.2 -
(40 ~ 45HRC) 150 . ve=80m/min fz=0.15mm/t ap=1.5mm ae=0.8Dc
AFYUAE | jva160 120~ |01~ 290 | 430 | 230 | 410 [ 180 | 380 | |
Stainl teel
sus . HC844 220 0.25 ve=180m/min £z=0.15mm/t ap=1.5mm ae=0.8Dc
% CY100H [100~ 0.1 ~ 250 | 500 | 200 | 480 | 160 | 450 | |
Cast irons JP4120
FC, FCD GX2140 200 0.3 ve=160m/min fz=0.2mm/t ap=1.5mm ae=0.8Dc
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[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 GX2140 does not cause a reaction in conductive touch sensors.

B A45E, AA5DDfELVS How to use A45E and A45D
Q1 Y — FHADTFIE insert replacement procedure OEBEIIRDTFIE Part replacement procedure

(1 ) b=t Cleaning Hik—% %gglg‘ A —k (1 ) %B:%’x‘mo)ﬁ?c General criteria for part replacement

Locater
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T wrench: When hexagonal shape inserted into clamp screws is BELEYR—5
Clean areas A to D of locater and wedge using air blower. deformed making tightening difficult. . f&ﬂ; n
Wipe insert upper/lower surfaces E and perimeter F using rags, etc. (If cutting waste, etc. have hardened on Clamp screw: When hexagonal hole of screw is deformed making | (&%iRts
insert, remove using hand wrapper, etc.) tightening difficult. BOMEE ®

Wedge:When tightening against insert has become unstable. Damaged locater ()

Locater: When corner of locater's insert seat surface is deformed or | Damage ® -
(2) 4 8 —FOEDfFHT Attaching insert damaged and cutting edge deflection accuracy has worsened. | _Damage ® and ©

o BEDES(C. AV —NEYR—SOEE ALBEEE BICHOTIREE, YR—FDIVI— . (2) HiR—F3HRDFIE Locater replacement procedure
HHOICHULS TRDRIICUTLEE V. (COREE2~ERDIRT & ESICERICEYNENET,) o (UH—RETHERRTT, (U5VTRLRERLTT)

o (Y —EA VY —h 3R © [RUDIFTEERR.

=~ . N N B> B ® o HR—H%Z(FTT, (BHFAYR—IDILDRLIFERLTTOTENTTEDDHET)
o5onbERELTL reRdmsTiEsL, |V & © o Y SRBOREENNCARL, FUNH—SEBDEIITRE,
O RICTL Y F THELAMHETOTLIEE L. TORF 1 ’ é/ % (COBEBERUEFERALTVETDTENB T EMFELFT)
DFEHIIFNILIIFH 6.9N-m HERETY, - - - o R—S O3, B—A VY —bOE—1—FZFEALTHY Y £EOERRNZAIEL.
Sli:_:lfe insBen algng bottom suvfa(ie Aof locater and seat " 0.01 mmnﬁgdlcldﬂféfcéb\o hehand
, it against locater's insert support AOBECELL OF- i . .
zﬂrf:gz [} :snsh%'\z?\salt :gﬁ{f‘fR:;:aﬂi'e?ﬁons ;pgroa times ﬁBCELEE :;ﬁi':ff& B \CE(,‘,;{EYL;;,,%E;C c Rzmgxz :gzztera. ngesc?:w(ofargﬁt-srgﬁ‘g Ilgcrzli?er isaanlefifrzzgd) screw. Turn clockwise to loosen.)

for higher setting accuracy.) Clean cutter body groove well and install new locater. (Again, a left-hand screw is used. Turn counterclockwise to tighten.)
While keeping insert pressed against insert support surface C, lightly tighten clamp screw using included T wrench. ~ After new locater installation, measure front surface deflection using the same insert and same corner, and get it
At this time, tightening torque of approx. 6.9N m is best. to within about 0.01mm.

=n s ) ) . (3) YiR—5DEEATE Purchasing locater
(3) SN A DIRAAE Measuring cuting edge deflecton * 71U 77450, )77 45ESU— BB CHIEICT BIIC, Dy —AHOBBEICADE
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Check deflection accuracy of front cutting edge before use. — ‘ P To achieve high assembled accuracy with Alpha 45D and 45E series, use
(Higher deflection accuracy will result in cleaner finished locater matching rank of cutter body groove accuracy. Order using rank =~ , ==
surfaces and longer tool life.) s%mbol on damaged Ioca(er)lo be replaced. (Locater rank symbol is also 7R < al Lol
shown on inspection report. ank symbol
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