MITSUBISHI

AMITSUBISHI MATERIALS

Screw-on Insert Type Milling Cutter

A8 X series

General use Screw-on Insert Type
Face Milling Cutter

A8 X445

For stable milling
even under

' heavy cutting
conditions.

General use Screw-on Insert Type
Shoulder Milling Cutter

AS X400

For stable
shoulder milling
even under
heavy cutting
conditions.



General use Screw-on Insert Type Face Milling Cutter

VINSERT GRADES FOR A WIDE RANGE OF MATERIALS
KoY MIP6 100,VIP7100,MP 3100 - Wih sccumuiated ALT-Cr-N based PVD coating

PVD coatings have properties such as toughness, low coefficient of friction and excellent welding, wear
and heat resistance. This results in tough, precision grades such as MP6100, MP7100 and MP9100.

_ Excellent welding

resistance due to low
coefficient of friction

Super diamond coated MC5020

With high wear
resistance and
outstanding fracture
resistance, MC5020
is ideal for milling for
cast iron

[ TOUGH-Z Technology

A fusion of the separate coating technologies;
PVD and multi-layering, realises extra toughness.

Nano-texture high wear resistance Al203
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Hardness (Hv)

Wear resistal’

Multi-layering of the coating
prevents any cracks penetrating
through to the substrate.

Stable machining properties are enabled when
the coating is combined with a high wear and
fracture resistant carbide substrate.

Coefficient of friction
Work Material Grade Measured at 1112°F
SUS304 | Ti-6Al-4V =
Carbon Steel, Alloy Steel | MIP6& 100 MIRACLE °coated VP3ORT
M Stainless Steel mMP7100 Ideal for heavy interrupted cutting of stainless
57 : 2] Titanium Alloy, Heat Resistant Alloy | MIPQ 100 and general steels because of the excellent
*Graphical representation. Conventional fracture resistance properties.
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Features

STABLE, LONG TOOL LIFE, HIGH ACCURACY BODY

A carbide shim with Mitsubishi's proprietary
Anti-Fly Insert (AFl) mechanism provides
excellent insert location characteristics,
permitting stable cutting even under high load
conditions.

The cutter body is made from a special
alloy that provides high strength at high
temperatures. A special surface treatment
improves the corrosion resistance.

The ASX cutter uses screw-on type inserts
that allow easy clamping of the inserts
with high location
precision. Indexing
of the inserts can be
performed without
completely removing
the screw.

\_—

| CHIPBREAKERS FOR A WIDE RANGE OF APPLICATIONS

Finish to Light to Medium to Aluminum alloy Rough cutting
, Light cutting , Semi-Heavy cutting , Heavy cutting , P cutting F for cast iron
Breaker Breaker Breaker Breaker Breaker

4 <

High accuracy insert with
ground-finished periphery.
Large rake angle leading to
low cutting resistance.

@Workpiece rigidity is low.

High accuracy M class
insert. For a wide range of
workpiece materials and
cutting conditions.

@General cutting.

High accuracy M class
insert. Strong cutting edge
for high fracture resistance.

®@iInterrupted cutting.
@Scaling.

High accuracy insert with ground-
finished periphery.Large rake
angle and mirror-finished rake
face for sharp cutting performance
and high welding resistance.
@General cutting of
aluminum alloy.

High M class inserts. Higher
fracture-resistant flat-top
inserts.

@For rough accuracy
machining of scaled
cast iron.




Cutting Performance

General Steel
Wear Resistance
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<Cutting conditions>
Workpiece : Alloy steel Cutting speed : 985 SFM
Tool 1 ASX445R12508E Feed :.008 IPT
Insert : SEMT13T3AGSN-JM Depth of cut :.079 inch
Grade : MP6120 Dry cutting
Stainless Steel
Cutting Resistance
\ \ \
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Principal force
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<Cutting conditions>
Workpiece 1 AISI 304 Cutting speed : 720 SFM
Tool : ASX445R0506E Feed per tooth : .008 IPT
Insert : SEMT13T3AGSN-JM Depth of cut :.118 inch
Grade : VP30RT Dry cutting
Titanium alloy
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<Cutting conditions>
Workpiece : Titanium alloy

Cutting length (ft)

Cutting speed : 165 SFM

Tool : ASX445R804S32 Feed :.006 IPT
Insert : SEMT13T3AGSN-JM  Depth of cut :.059 inch
Grade : MP9120

Cast iron
Wear Resistance
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Conventional Conventional
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Cutting time (min)
<Cutting conditions>
Workpiece 1 AISI No 45B Cutting speed : 985 SFM
Tool : ASX445R0508E Feed per tooth : .008 IPT
Insert : SEMT13T3AGSN-JM Depth of cut  :.079 inch
Grade : MC5020 Wet cutting
Surface Roughness
ASX445
JL breaker
ASX445
JIM breaker
Conventional A )
Conventional B '
I I
0 .79 1.57 2.36 3.15
Surface roughness (pinch)
<Cutting conditions>
Workpiece 1 AISI 4140 Cutting speed : 720 SFM
Tool : ASX445R0405E Feed per tooth :.008 IPT
Insert : SEMT13T3AGEN-JL Depth of cut  :.020 inch
Grade 1 F7030 Dry cutting

Aluminum alloy
Surface Roughness

ASX445
JPbr

ap=.020, fz=.004
ap=.020, fz=.008
ap=.079, fz=.004
ap=.079, fz=.008

Wedge lock clamp /)
type cutter T T
+
No-chip breaker %

0 40 .79 1.18 1.57 1.97
Surface roughness (pinch)
<Cutting conditions>
Workpiece : Aluminum alloy Cutting speed : 2295 SFM
Tool : ASX445R0405E Feed per tooth (fz) :.004 IPT, .008 IPT
Insert : SEGT13T3AGFN-JP Depth of cut (ap)  :.020 inch, .079 inch
Grade 1 HTi10 Dry cutting




General Use Screw-on Insert Type Milling Cutter

FACE MILLING 4

<GENERAL CUTTING>

AA
VN

Finishing Roughing

Light Alloy Cast Iron | General Steel | Stainless Steel |Hardened Steel

L7

/a7

©

@ Precision molded
20° positive insert.

@ A wide range of chip
breakers.

@ Screw-on type.

@ High rigidity due to employment
of a carbide shim.

C H:45° Right hand tool holder only.
AR :+20°—+23° T :+4°49'—+9°53'
[ ARBOR TYPE RR:-13°—-10° | :+22°55'—+23°02'
2 k Dimensions (inch Max. Depth

S Order Number Stlo: mgg D1 D2 L1 Di T (L7C ) Ds W1 Ls Ofa%m '\(/Ilgg)s (T':y'ge)

ASX445R2504 (] 4| 2500 3.009 | 1.575 .750 748 415 313 | .187 .236 1.5 1

0304C (] 4 3.000| 3.520 | 1.969 | 1.000 | 1.024 | 1.496 375 | 219 .236 24 2

g 0405E ® 5| 4.000| 4518 | 1.969 | 1.500 | 1.378 | 2.362 .625 | 375 .236 4.0 2

8 0506E (] 6| 5.000| 5513 | 2.480 | 1.500 | 1.378 | 2.362 .625 | .375 .236 6.6 2

:_)5 0607E ® 7| 6.000| 6.511 | 2.480 | 1.500 | 1.378 | 2.362 .625 | .375 .236 10.4 2

0808M | @ 8| 8.000| 8.509 | 2.480 | 2.500 | 1.378 | 5512 | 1.000 | .560 .236 14.6 8

1010M | @ | 10 [ 10.000 | 10.508 | 2.480 | 2.500 | 1.378 | 7.087 | 1.000 | .560 .236 23.7 3

ASX445R0204 [} 4 2.000| 2.513 | 1.575 .750 .748 415 313 | 187 .236 9 1

2505 ® 5| 2.500| 3.009 | 1.575 .750 .748 415 313 | 187 .236 1.5 1

< 0306C [} 6| 3.000| 3.520 | 1.969 | 1.000 | 1.024 | 1.496 375 | 219 .236 2.2 2

g 0407E ® 7| 4.000| 4518 | 1.969 | 1.500 | 1.378 | 2.362 .625 | .375 .236 3.7 2

2 0508E (] 8 5.000 | 5.513 | 2.480 | 1.500 | 1.378 | 2.362 .625 | .375 .236 6.2 2

- 0610E ® (10| 6.000| 6.511 | 2.480 | 1.500 | 1.378 | 2.362 .625 | .375 .236 10.1 2

0812M | @ | 12| 8.000 | 8.509 | 2.480 | 2.500 | 1.378 | 5.512 | 1.000 | .560 .236 14.6 )

1014M | @ | 14 | 10.000 | 10.508 | 2.480 | 2.500 | 1.378 | 7.087 | 1.000 | .560 .236 23.7 3

ASX445R0205 [} 5| 2.000| 2513 | 1.575 .750 .748 415 313 | 187 .236 9 1

5 0308C ® 8 3.000| 3.520 | 1.969 | 1.000 | 1.024 | 1.496 375 | 219 .236 2.2 2

o 0410E ® (10| 4.000| 4.518 | 1.969 | 1.500 | 1.378 | 2.362 .625 | .375 .236 3.8 2

é 0512E ® (12| 5.000| 5513 | 2.480 | 1.500 | 1.378 | 2.362 .625 | .375 .236 6.4 2

g 0616E ® | 16 | 6.000 | 6.511 | 2.480 | 1.500 | 1.378 | 2.362 .625 | .375 .236 10.3 2

w 0820M | ® [ 20 | 8.000 | 8.509 | 2.480 | 2.500 | 1.378 | 5512 | 1.000 | .560 .236 14.6 3

1024M | ® | 24 | 10.000 | 10.508 | 2.480 | 2.500 | 1.378 | 7.087 | 1.000 | .560 .236 23.7 3

| SPARE PARTS
AD
A\

@ @ *Q *
Tool Holder @ § % /
Number L
Shim Shim Screw | Insert Screw | Wrench (Insert) | Wrench (Shim)
ASX445 Type | STASX445N |WCS503507H TPS35 TIP15T HKY35R

* Clamp Torque (Ibf-in) : WCS503507H=44, TPS35=31

@ : Inventory maintained. > : Inventory maintained in Japan.




(_ METRIC Standard )
For inch arbors

C H :45°
AR+20°—+23° T :+4°49'—+9°53" .
M ARBOR TYPE RR:13°—-10° | +22°55'—+23°02' Right hand tool holder only.
o Stock | yymber Dimensions (mm) [inch] Max. Depth| p1ass | Type
g OrderNumber T ik by | D2 | La Ds ] os | Wi | Le | “aat | (ko) [(Fig)
ASX445R08004C | * 4 80 93.2 50 254 [1.0"] 26 38 95 | 6 6 1.1 1
5 R10005D | x 51 100 113.2 50 31.75 [1.25"] 32 45 127 | 8 6 1.8 1
T R12506E | * 6| 125 138.0 63 38.1  [1.5"] 35 60 15.9 |10 6 2.9 1
2 R16007F * 71 160 173.0 63 50.8 [2.0"] 38 80 19.1 |11 6 4.7 1
§ R20008K | * 8| 200 212.9 63 47.625 [1.875"] 35 140 25.4 114.22 6 7.9 2
(&} R25010K | * | 10 [ 250 262.9 63 47.625 [1.875"] 85 180 254 [14.22 6 12.9 2
R31514P *x | 14| 315 327.9 63 47.625 [1.875"] 40 245 25.4 14.22 6 22.4 3
ASX445R08006C | * 6 80 93.2 50 254 [1.0"] 26 38 95 |6 6 1.0 1
- R10007D | % 71 100 113.2 50 31.75 [1.25"] 32 45 12.7 | 8 6 1.7 1
2 R12508E | % 8| 125 138.0 63 | 381 [1.5"] 85 60 15.9 10 6 2.8 1
% R16010F *x | 10 | 160 173.0 63 50.8 [2.0"] 38 80 19.1 111 6 4.6 1
L|E_ R20012K | = | 12 | 200 2129 63 47.625 [1.875"] 85 140 254 |14.22 6 7.8 2
R25014K | = | 14 | 250 262.9 63 47.625 [1.875"] 35 180 254 |14.22 6 12.8 2
R31518P | « | 18 | 315 327.9 63 47.625 [1.875"] 40 245 254 [14.22 6 22.2 3
| ASX445R08008C | * 8 80 93.2 50 254 [1.0"] 26 38 95 | 6 6 1.1 1
2 R10010D | ~ [ 10 | 100 113.2 50 31.75 [1.25"] 32 45 127 | 8 6 1.8 1
% R12512E | « | 12| 125 138.0 63 38.1  [1.5"] 35 60 15.9 10 6 2.9 1
ng_ R16016F *x | 16 | 160 173.0 63 50.8 [2.0"] 38 80 19.1 |11 6 4.7 1
© R20020K | « | 20 | 200 2129 63 47.625 [1.875"] 35 140 25.4 114.22 6 7.8 2
5 R25024K | « | 24 | 250 262.9 63 47.625 [1.875"] 35 180 254 |14.22 6 12.8 2
R31528P | x | 28 | 315 327.9 63 47.625 [1.875"] 40 245 25.4 14.22 6 21.8 3
g/a 1 ‘ ‘ ‘ . 3
o ||
©)
o lap
L
(_ METRIC Standard ) : L
Right hand tool holder only.
[l SHANK TYPE
Stock Dimensions (mm
N Nfumber imensions (mm) Max. Depth of Cut
R |ofTeeh D1 D2 L1 D4 L2 ap (mm)
ASX445R503S32 * 3 50 63.0 125 32 40 6
634S32 *x | 4 63 75.9 125 32 40 6
804S32 *x | 4 80 93.2 125 32 40 6




General Use Screw-on Insert Type Milling Cutter

Fig.1 Fig.2 Fig.3 ”3324,
250 280 125 222 . ©
263 2100 ? W1 -
5
]
Q|
03!
(_ METRIC Standard ) oDs ]
. oD1 45°
For metric arbors @D2
Fig.4 eD12 Fig.5 2D12(2315 only) ‘
2D9 @ 200 177.8
@160 W1 - 2250 l:;101.6 222(2315 only)
(| | o315 @Do
- W1
3
Qo
o} ‘
250, 263 Over 80 oDe 455 o
CH:45° oDz ] 2D2
AR +20°—+23°  T:+4°49' — +9°53' .
I ARBOR TYPE RR:-13°—-10° | :422°55'— +23°02 Right hand tool holder only.
© Stock |\ Dimensions (mm) Max. Depth| Mass | Type
= Order Number e of Cut yp
= R |dTeh| py D2 L1 Do L7 Ds | D12 | W1 Ls ap (ko) | (Fig.)
ASX445-050A03R | * 3 50 63.0 40 22 20 " 45 10.4 6.3 6 0.5 1
-063A04R | % 4 63 75.9 40 22 20 " 50 10.4 6.3 6 0.7 1
-080A04R | % 4 80 93.2 50 27 23 13 56 12.4 7 6 1.0 2
<
é -100A05R | % 5| 100 | 113.2 50 32 26 17 70 14.4 8 6 1.6 2
g -125B06R | * 6 125 | 138.0 63 40 32 56 80 16.4 9 6 24 3
§ -160CO07R | % 71 160 | 173.0 63 40 29 56 100 16.4 9 6 3.9 4
-200C08R | * 8| 200 | 2129 63 60 32 135 155 25.7 | 14.22 6 6.7 5
-250C10R | x | 10 [ 250 | 262.9 63 60 32 174 200 25.7 | 14.22 6 10.5 o
-315C14R | % | 14 | 315 | 327.9 80 60 57 256.8 | 285 25.7 | 14.22 6 22.4 5
ASX445-050A04R | * 4 50 63.0 40 22 20 1" 45 10.4 6.3 6 0.4 1
-063A05R | * 5 63 75.9 40 22 20 1" 50 10.4 6.3 6 0.6 1
-080A06R | * 6 80 93.2 50 27 23 13 56 12.4 7 6 0.9 2
ﬁ -100A07R | * 7 100 | 113.2 50 32 26 17 70 14.4 8 6 1.5 2
% -125B08R | * 8| 125 | 138.0 63 40 32 56 80 16.4 9 6 2.3 3
iJE_ -160C10R | « | 10 [ 160 | 173.0 63 40 29 56 100 16.4 9 6 3.6 4
-200C12R | = [ 12 [ 200 |212.9 63 60 32 185 155 25.7 | 14.22 6 5.8 5
-250C14R | % | 14 | 250 | 262.9 63 60 32 174 200 25.7 | 14.22 6 10.6 5
-315C18R | % [ 18 | 315 | 327.9 80 60 57 256.8 | 285 25.7 | 14.22 6 22.2 5
ASX445-050A05R | * 5 50 63.0 40 22 20 1" 45 10.4 6.3 6 04 1
-063A06R | % 6 63 75.9 40 22 20 " 50 10.4 6.3 6 0.6 1
5 -080A08R | * 8 80 93.2 50 27 23 13 56 12.4 7 6 0.9 2
T -100A10R | x [ 10 [ 100 | 113.2 50 32 26 17 70 14.4 8 6 1.5 2
(0]
iJE_ -125B12R | % [ 12 | 125 | 138.0 63 40 32 56 80 16.4 9 6 2.3 3
g -160C16R | x | 16 [ 160 | 173.0 63 40 29 56 100 16.4 9 6 3.6 4
w -200C20R | % | 20 [ 200 |212.9 63 60 32 135 155 25.7 | 14.22 6 6.5 5
-250C24R | % | 24 | 250 |262.9 63 60 32 174 200 25.7 | 14.22 6 10.3 9
-315C28R | = | 28 | 315 | 327.9 80 60 57 256.8 | 285 25.7 | 14.22 6 21.8 5

@ : Inventory maintained. * : Inventory maintained in Japan.
<10 inserts in one case> <1 insert in one case for CBN/PCD>




INSERTS WITH BREAKER

Steel cel (e ¢ zle Cutti o
- utting Conditions :
Stainless Steel o¢G Gl G|®|C @ : Stable Cutting @ : General Cutting
Work Cast Iron [ 2 £ ¥ : Unstable Cutting
Material Non-ferrous Metal [ Honing :
Heat-resistant Alloy, Titanium Alloy € ¥ € E:Round F: Sharp
Hardened Steel Py S : Chamfer + Hone T : Chamfer
s oated Cermet|Carbide] Dimensions (inch)
3 ERECEE e aEmEr
%J- Shape Order Number 8 § g § % § g E E g % § § § o D1 s1!F1|Re Geometry
& NNEEHEHEEEHEEEERE
£| JL Breaker | SEET13T3AGEN-JL |E|E| |®| (o0 o/0o/0 ol0ele .528,.156|.075/.059
(&)
I
E
-§’ JM Breaker | SEMT13T3AGSN-JM |[M|S|e e|e|e o e @ o ele e|e .528/.156|.075.059
= —_—
il @
(f‘ e —
£| JH Breaker | SEMT13T3AGSN-JH (M(S| |@/e|e /e e e e e e e .528/.156|.075.059
b
T
5
= T —
=
__§ FT Breaker [ SEMT13T3AGSN-FT (M|S ([ ] .528/.156.075|.059
.
&
<=§ SEGT13T3AGFN-JP |G|F ® |.528/.156|.087| —
g
£
=

M Instructions for using JP breaker handling
*The JP breaker has sharp cutting edge. Please wear gloves when installing to prevent.
*During machining of aluminum alloy, chip welding can occur that can cause fracturing of the insert.
*Wet cutting is recommended.

| WIPER INSERTS

o| Coated | Cermet | S3ated | Carbide| CBN [ PCD Dimensions (inch)
Slou|w
N = (=] (=]
Shape Order Number §§ E g E = E § Ll 2! 81| F1 | Re Geometry
SIHEIREEEREHEE
WEEW13T3AGERSC |E (@@ ° 649 | .654 | 156 |.295 |.059 | i y@‘”
2 )
. 13T3AGTRSC | T o (o 649 | 654 | .156 | .295 | .059 | & e
- ~ | ] b 1
S 29°
F1 !
’:L—IRe |S1]
NP-WEEW13T3AGFR3C [ ] .649 | .654 | .156 | .118 | .059
13T3AGTR3C ° 649 | 654 | 156 | .118 | .059 ©) 2
29°
F1_| | _Re !
L1 ‘31‘

*Wiper inserts are single-cornered.
*CBN grade MB710 is for cast iron.
*PCD grade MD220 is for aluminum alloy.
*Please refer to page 8 for notes when using wiper insert.




General Use Screw-on Insert Type Mi

RECOMMENDED CUTTING CONDITIONS

; Cutting Speed | Finish—Light Cutting | Light—Semi-Heavy Cutting | Medium—Heavy Cutting
Work Material Hard Grad
ork Materia ardness rade (SFM) Feed per Tooth (mmitooth) | Breaker | Feed per Tooth (mmitooth) | Breaker | Feed per Tooth (mmitooth) | Breaker
F7030 | 920(690—1150) |.006 (.004—.008)| JL |.008 (004—.012)| JM |.012(.008—.016)| JH
WPs120 | 820 (655—985) |.006(004—.008)| JL |.008(004—012)| JM |.012(.008—.016)| JH
Mild Steel <180HB MP6130 | 800 (620—950) |.006 (.004—.008)| JL |.008(.004—.012)| JM |.012(.008—.016)| JH
VP30RT | 755 (590—920) [.006(.004—.008)| JL |[.008 (.004—.012)| JM |.012(.008—.016)| JH
NX4545 | 590 (425—755) |.006 (.004—008)| JL |[.008 (004—.012)| JM - -
F7030 | 820 (655—985) |.006(.004—.008)| JL |.008 (004—.012)| JM |.012(.008—.016)| JH
MP6120 | 754 (560—885) |.006 (.004—.008)| JL |.008 (.004—.012)| JM |.012(008—.016)| JH
VP15TF
180—280HB MP6130 | 600 (480—740) |.006 (004—.008)| JL |.008(.004—.012)| JM |.012(.008—.016)| JH
VP30RT | 490 (395—590) |.006(.004—.008)| JL |.008 (.004—.012)| JM - -
oo S NX4545 | 490 (390—590) |.006 (.004—.008)| JL |.008 (.004—.012)| JM = =
Alloy Steel F7030 | 590 (425—755) |.006(.004—008)| JL |.008(004—012)| JM |.012 (008—.016)| JH
WPS120 | 460 (330—590) |.006(.004—.008)| JL |.008 (004—012)| JM |.012(.008—.016)| JH
280—350HB MP6130 | 400 (300—490) |.006 (.004—.008)| JL |.008(.004—.012)| JM |.012(.008—.016)| JH
VP30RT | 330(260—395) |.006(.004—.008)| JL [.008(.004—.012) JM — -
NX4545 330 (260—390) [.006 (.004—.008)| JL [.008(.004—.012)| JM - -
WPTI30 | 720 (560—885) |.006(.004—.008)| JL |.008 (004—012)| JM |.012(.008—.016)| JH
Stainless Steel <270HB VPIoRY | 655 (490—820) |.006 (.004—.008)| JL [.008 (.004—.012)| JM [.012(.008—.016)| JH
NX4545 490 (395—590) |.006 (.004—.008)| JL |.008 (.004—.012)| JM - -
_ _ _ _ JH
Tonsile Strength | MCB020 | 655 (400—820) |.006 (004—008)| JL |.008(004—012) M | 012(008-016) §Y
Cast Iron <450MPa _ _ _ _
B VP15TF | 590 (425—826) |.006(004—.008)| JL |.008(.004—.012)| JM |.012(.008—.016)| JH
Tensile Strength - _ _ _ JH
oo MC5020 | 360 (260—490) |[.006 (.004—.008)| JL |.008(.004—012)| JM |.012(008—.016)| By
Aluminum Alloy = HTi10 | 2130 (1000—3300) |.006 (004—.008)| JP |.008 (.004—.012)| JP |.012(008—.016)| JP
MP9120 | 165 (130—195) |.006 (.004—.008)| JL |.008 (.004—.012)| JM - -
L VP15TF
Titanium Alloy =
MP9130 140 (100—180) |.006 (.004—.008)| JL |.008 (.004—.012)| JM — —
MP9120 | 430 (55—165) |.006 (.004—.008)| JL |.008 (.004—.012)| JM - -
. VP15TF
Heat Resistant Alloy =
MP9130 | 110 (55—140) |.006 (004—.008)| JL |.008 (.004—.012)| JM - -
Hardened Steel 40—55HRC VP15TF | 260 (195—330) |.004 (.002—.006)| JL |.006 (.004—.008)| JM |.008 (.004—.012)| JH

@Revolution (min"')=(1000 x Cutting Speed)+(3.14 x $D1) @Table Feed (mm/min)=Feed per Tooth x Number of Teeth x Cutter Revolution



W Effective for various machining applications
Extra Fine Pitch Type

1. 1st recommendation for
cast iron.

2. For cutting operations
where chip dischange
volume is small and high
table feed is desired.

Coarse Pitch Type

1. 1st recommendation
for cutting steels and
stainless steels.

2. For deep cutting and high
feed rates with large-
volume chip discharge.

3. Smooth cutting allows
longer overhang
applications.

Fine Pitch Type

1. 1st recommendation for
cast iron, hardened steel
and heat-resistant alloys.

2. For shallow cutting with
low feed rates and low-
volume chip discharge.

M Instructions for use of wiper inserts

LR

Fig.1 Fig.2

© Wiper inserts for ASX445 are single-cornered.

@ When installing the wiper insert, place the insert so that the cutting edge is located as shown Fig.1.
Do not install the wiper insert as Fig.2

©® Recommended depth of cut is ap = .008-.020(inch).
(Be aware of cutting load if the depth of cut is over the recommendation.)

@ The major cutting edge of a wiper insert should be set inside as shown. This is to prevent heavy loads on the wiper and ensure the
regular insert after the wiper takes the cutting load. To prevent fracture, set the feed under .008 inch/tooth.

© Excellent finished surfaces achieved with one wiper.

@ Set more than 2 wiper inserts, equally spaced, when the feed per revolution is larger than the width of the wiper edge.

COMMENDED CUTTING CONDITIONS WHEN USING A WIPER INSERT

Work Material Grade Recommentzgt'j: I\C/I;Jtting Speed
VP25N 655 (260—820)
VP15TF 590 (260—820)
VP15TF 390—885
MC5020
425—820
VP15TF
VP15TF 65—165
VP15TF 130—260

@Recommended depth of cut (ap) is .008 inch- .020 inch, and feed per tooth (fz) is up to .008 inch/tooth.




General Use Screw-on Insert Type Milling Cutter

— Machining using a wiper insert
Addition of coated grades (MC5020, VP15TF, VP25N) enables extended tool life.
Offset of the major cutting edge decreases the load of the wiper insert.
General steel
Insert wear Surface roughness profile <Cutting conditions>
Workpiece  : AlSI 4140
Roughness profile o Tool 1 ASX445R0407E
Axial magnification:x2,000 Transverse magnification:x50) Insert - WEEW13T3AGTRSC
e T e Cutting speed : 820 SFM
- Ra=19.5 ginch Feed :.055 inch/rev
vP25N 1P 0 0 0 0 0 0 Depth of cut :.008 inch
3 Frrpe bbb e b Width of eut £ 3.07 inch
g ERES! Rz=59.8 u lnch BRAEEREE S Dry cutting
8‘
= 0inch .098 197 295 i
= % Cutting length and surface roughness
1:9 Roughness profile % c tional
o Axial magnification:x2,000 Transverse magnification:x50) £ onventiona
£ 220 0
g 5 R A R &
‘ ——1Ra=10.3 yinch-—+—— 215
Conventional = S ] 0 4 VP25N
] 1 b i e e e 510 o
[T TiRz=92.9 pinch L1 [ [ i]lL] <4 g
1 N I 2 1o S S S IS Y I S I Y IS N A S5 S X S Q
T 1T T | o Y S 5 5=
0inch 098 197 295 5
(230 N N N N
0 6.6 13.2 19.8 26.4 33.0
. Cutting length (feet)
Stainless steel
Insert wear Surface roughness profile <Cutting conditions>
Workpiece  : AlSI 304
= Roughness profile . Tool : ASX445R0512E
8 Axial magnification:x2,000 Transverse magnification:x50) Insert - WEEW13T3AGERSC
e R N B AL B M -- Cutting speed: 885 SFM
= _— i Feed :.094 inch/rev
5| VPISTF Depth of cut :.008 inch
ic; Width of cut  : 3.94 inch
.% ! Dry cutting
3 B! I I ]
0Oinch .098 197 295
- Roughness profile
3 Axial magnification:x2,000 Transverse magnification:x50)
g i {
= ) 1 - Ra=25.0 p inch SR
=) Competitor | |
<@ ||L” W " “"Ji U Y '”HU"I LAt d
_g [ Rz=141.7 pinch o 10
0inch .098 197 295
Cast i
Insert wear Surface roughness profile <Cutting conditions>
Workpiece  : AlSI No45B (Perforated)
Roughness profile T Tool : ASX445R0506E
Axial magnification:x2,000 Transverse magnification:x50) Insert - WEEW13T3AGERSC
T T | Cutting speed: 655 SFM
MCc5020 {HE2 Tl b ) Ra=5.56 pinch = | Pertooth E.OOB_IPT
o | (Majr cuing edge ofset) WWM Depth of cut :.008 inch
Y | il || Widthofcut :3.94inch
~ Rz=138.9 p inch Dry cutting
~ 0Oinch .039 .079
<
iS)
S Roughness profile
= Axial magnification:x2,000 Transverse magnification:x50) Work piece n
c
= t .
© | Conventional | Ra=42.6 yinch - . . . § ¢
(No offset) 1 ; . . .
! | Re=2803pinch 2 S,
0 inch 039 079 >
Direction of feed II




APPLICATION EXAMPLE

Tool

ASX445R0607E

ASX445R0610E

ASX445R1010M

Insert (Grade)

SEMT13T3AGSN-JM (VP15TF)

SEMT13T3AGSN-JM (F7030)

SEMT13T3AGSN-JM (VP30RT)

Welding parts Carbon steel Stainless steel
< > 2
Work piece /
s
=
I
Component Machine parts Machine parts Ship parts
«| Cutting Speed (SFM) 655 655 515
=
29| Feed per Tooth (IPT) 011 .008 .006
e § Depth of Cut (inch) 118 039 138
Coolant Dry cutting Wet cutting Dry cutting
Cutting time (min/corner) Workpieces machined (pieces/edge) | VP3ORT lengthens the life of inserts
715 1 ?O ? 110 foufold without fracturing
A§,\;445 Normal wear As’\:_445
Results VPISTF condition F7030
Conventional Fracture (Scre(v:l%?ég%g(t)yr;el;
Tool ASX445R0607E ASX445R0506E
Insert (Grade) SEET13T3AGEN-JL (NX4545) | SEGT13T3AGFN-JP (HTi10)
Stainless steel Aluminum alloy
Work piece @
Component Machine parts Machine parts
«| Cutting Speed (SFM) 490 2560
=
8:8 Feed per Tooth (IPT) .002 .007
= § Depth of Cut (inch) 059 (Rough cutting) .079 (Finishing) .010
Coolant Dry cutting Wet cutting
. ) ) Good surface finish without vibration.
Workpieces machined (pieces/edge) Vibration occurred when using
30 conventional cutters on low rigidity
work pieces.
Results

15
1
JL breaker
NX4545

Conventional




General use Screw-on Insert Type Shoulder Milling Cutter

AS X400

Features

| ECONOMICAL

AS8 X400 is economical as it employs
inserts that have 4 cutting edges. Additionally
with one tool, it is possible to carry out face
milling, shoulder milling, and slotting operations.

| HIGH ACCURACY

Due to the curved edge and high accuracy
body and insert, high accuracy surface
finish on walls and high quality surface

finish on faces can be achieved.
*JM breaker data

' LOW RESISTANCE

Due to the 3D design of the cutting edge and a
large rake angle, high cutting edge sharpness has
been achieved with reduced cutting resistance.

Tool S
ASX400 .0012
Competitor A| .0040
Competitor B| .0048
Values obtained under
recommended cutting
conditions.

Wall accuracy § (inch)

Cutting edge diameter |
| HIGH HEAT-RESISTANT BODY

The cutter body is made from a special alloy that
provides high strength at high temperatures. A

special surface treatment improves the corrosion
and friction resistance. The ASX400 can be
used for long hours even under harsh conditions.

| HIGH RELIABILITY

Uses a carbide shim and Mitsubishi's proprietary
Anti-Fly-Insert (A.F.I) to prevent the inserts from
moving when machining. Additionally the insert
screw uses TORXPLUS®, for high clamping
force ensuring high reliability.

| EASY TO USE

The ASX cutter uses screw-on type inserts
that allow easy clamping of the inserts with
high location precision. Indexing of the
inserts can be performed without completely
removing the screw.

BREAKERS FOR A WIDE RANGE OF APPLICATIONS

Finish to Light to Semi- Medium to Heavy cutting/ Aluminum alloy
, Light cutting , Heavy cutting , Heavy cutting F Heavy interrupted cutting ,P cutting
Breaker Breaker Breaker Breaker Breaker

i

High accuracy insert
with ground-finished
periphery.

Large rake angle
leading to low cutting
resistance.

High accuracy M class
insert.

For a wide range of
workpiece materials
and cutting conditions.

High accuracy M class
insert.

Strong cutting edge for
high fracture resistance.

High accuracy M class
insert.

Corner radius of .079" has
improved fracture resistance.
Strong main cutting edge
allows heavy cutting and
heavy interrupted cutting.
Stable cutting performance.

High accuracy insert
with ground-finished
periphery.

Large rake angle and
mirror-finished rake face
lead to sharp cutting
performance and high
welding resistance.

VINSERT GRADES FOR A WIDE RANGE OF MATERIALS

Carbon Steel M ] Cast Iron g Heat Resistant Alloy
E Alloy Steel Stainless Steel Bl Cst e Aluminum Alloy Titanium Alloy Heat Treated Steel
SEEEEE LT Sewew - : ‘ ‘ ‘ ; ‘
5 " Fiusu..." o"‘ S ‘
o 3 W F7o030 mMPa120
MP6120 18 ‘ Y VPISTF
§§ VPISTF et
3% | VPISTEypz180
| VP30RT
> | VP30RT | | | )
' Cutting ' Cutting ' Cutting ' ' Cutting " Cutting
3 Stable ponditic?ns ‘Unstable Stable ponditions ‘Unstable Stable ‘Conditions ‘Unstable Stable ‘Conditions‘U"Stable Stable ‘Conditions‘U"Stable

(Note) When machining steel or stainless steel where the emphasis is on surface finish, use cermet grade NX4545.
: Continuous cutting, Constant depth of cut, Pre-machined securely clamped component cutting
Unstable Cutting : Heavy interrupted, Irregular depth of cut, Low clamping rigidity cutting

Stable Cutting



Cutting Performance

Alloy Steel

Cutting Resistance

.008

.006 -

.004 -

Frank wear VB (inch)

Fracture
Conventional %

mMPB120

0 3 7
Cutting length (ft)

<Cutting conditions>

1
10 13 16

Heat Resistant Alloy

&
MP9120
+ IMbreaker

Convenional A
Convenional B

Convenional C

<Cutting conditions>

7 10 13 16
Cutting length (ft)

Workpiece : Alloy steel Cutting speed : 655 SFM Workpiece : Titanium alloy Cutting speed : 195 SFM
Tool : ASX400-063A05R Feed per tooth :.006 IPT Tool : ASX400-063A04R Feed per tooth :.004 IPT
Insert : SOMT12T308PEER-JM Axial depth of cut :.118 inch Insert : SOMT12T308PEER-JM Axial depth of cut :.315inch
Grade : MP6120 Radial depth of cut: 1.969 inch Grade : MP9120 Radial depth of cut: .236 inch
Dry cutting Wet cutting
Hardened Steel Cast Iron
ASX400+JIM breaker Conventional PVD coating AS5X400+ FTbreaker

Cutting length 5.6ft

<Cutting conditions>

Workpiece :AISI H13 (53HRC)

Tool : ASX400R503S32

Insert : SOMT12T308PEER-JM
SOET12T308PEER-JM

Grade : VP15TF

Stainless Steel

——

Cutting length .49ft

Cutting speed : 245 SFM
Feed per tooth: .006 IPT

Depth of cut  :.197 inch
Width of cut  :.394 inch
Dry cutting

<Cutting conditions>

Workpiece 1 AISI 304

Tool : ASX400R0508E

Insert : SOMT12T308PEER-JM
Grade : MP7130

Number of teeth : Single insert

Conventional PVD coating

Cutting speed : 395 SFM
Feed per tooth: .006 IPT

Depth of cut  :.236 inch
Width of cut  :.630 inch
Wet cutting

Cutting length : 1.64 feet

<Cutting conditions>

Conventional CVD coating

Workpiece :AISI No 45B Cutting speed : 820 SFM
Tool : ASX400R0407E Feed per tooth: .006 IPT
Insert : SOMT12T320PEER-FT Depth of cut :.118 inch
Grade : MC5020 Width of cut  : 1.378 inch
Semi-wet cutting
Cutting length  : 26ft (Cutting time 67min.)
Aluminum Alloy
Wall Base surface
Tool accuracy finish Results
(pinch) (pinch)
Stable machining.
A5X400 591 118 Small cutting pogver.
Conventional A 1.575 472 ;aafgﬁmvivgging and unstable
Conventional B 2.008 354 Big cutting power and vibrator.

<Cutting conditions>

Workpiece : Aluminum alloy

Tool : ASX400R404S32
Insert : SOGT12T308PEER-JP
Grade 1 HTi10

Cutting speed : 2460 SFM

Feed per tooth: .004 IPT

Depth of cut :.276 inch x 3 times
Width of cut  :.118 inch

Wet cutting




General use Screw-on Insert Type Shoulder Milling Cutter

SHOULDER MILLING 9 — -~ =

<GENERAL CUTTING> Finishing Roughing
ASXZ00 Fa1 g gz oo
W1 © W1 3
o2" 1 - 23
Light Alloy Cast Iron | General Steel | Stainless Steel | Hardened Steel 2-1/2" Z) - 24" H—': 72
| - 25" S 5
I )

]
®
ap |
L
®
ap
L1

@ Economical due to the oDs _ a'DL
$ use of 4 cutting edges. o DT
, (‘ ® Low resistance due to Fig.3 o& . 700"
; the 3D design of 28" W1
the curved cutting edge. 210" LTI 3
@ Curved cutting edge and ! =
high rigidity holder. -
CHw0° oDs T = &
B ARBOR TYPE QE :;t_ﬂo -:-;9101_0'11" Right hand tool holder only.
§ Order Number Stock gg Dimensions (inch) Ma:)(f- gjtpth Mass | Type
(= R (35| D1 L1 D9 L7 Ds Wi Ls ap (Ibs) | (Fig.)
ASX400R0203 ® | 3 2000 1.575 .750 .748 415 313 187 .394 .8 1
2504 ® | 4] 2500 1.575 .750 .748 415 S8 187 .394 1.1 1
5 0304C ® | 4] 3.000 1.969 1.000 1.024 1.496 375 219 .394 2.2 2
% 0405E ® ([ 5| 4.000 1.969 1.500 1.378 2.362 .625 375 .394 3.8 2
% 0506E ® [ 6] 5.000 2.480 1.500 1.378 2.362 .625 375 .394 5.5 2
3 0608E ® | 8] 6.000 2.480 1.500 1.378 2.362 .625 375 .394 8.8 2
0810M ® |10| 8.000 2.480 2.500 1.378 5.315 1.000 .560 394 | 15.0 3
1012M ® (12| 10.000 2.480 2.500 1.378 7.087 1.000 .560 394 | 26.0 3
ASX400R0204 ® | 4 2.000 1.575 .750 .748 415 313 187 .394 .8 1
2505 ® | 5| 2500 1.575 .750 .748 415 S 187 .394 1.1 1
- 0306C ® | 6| 3.000 1.969 1.000 1.024 1.496 375 219 .394 2.2 2
é 0407E ® | 7| 4.000 1.969 1.500 1.378 2.362 .625 375 .394 3.3 2
.qgJ 0508E ® | 8| 5.000 2.480 1.500 1.378 2.362 .625 375 .394 5.5 2
- 0612E ® (12| 6.000 2.480 1.500 1.378 2.362 .625 375 .394 8.8 2
0816M ® (16| 8.000 2.480 2.500 1.378 5.315 1.000 .560 394 [ 15.0 3
1018M ® (18| 10.000 2.480 2.500 1.378 7.087 1.000 .560 394 | 26.0 3
ASX400R0205 ® | 5| 2.000 1.575 .750 .748 415 313 187 .394 .8 1
2506 ® | 6] 2500 1.575 .750 .748 415 S8 187 .394 1.1 1
_fj 0308C ® | 8| 3.000 1.969 1.000 1.024 1.496 375 219 .394 2.2 2
c§ 0410E ® (10| 4.000 1.969 1.500 1.378 2.362 .625 375 .394 3.3 2
% 0512E ® (12| 5.000 2.480 1.500 1.378 2.362 .625 375 .394 5.5 2
E 0615E ® (15| 6.000 2.480 1.500 1.378 2.362 .625 375 .394 8.8 2
0819M ® (19| 8.000 2.480 2.500 1.378 5.315 1.000 .560 394 [ 15.0 3
1022M ® (22| 10.000 2.480 2.500 1.378 7.087 1.000 .560 394 | 26.0 3
I SPARE PARTS
* *
Tool Holder Number @ k\\\%\\\ % %
Shim Shim Screw Insert Screw | Wrench (Insert) | Wrench (Shim) Insert
ASX400R Type STASX400N | WCS503507H TPS35 TIP15T HKY35R

* Clamp Torque (Ibf-in) : WCS503507H=44, TPS35=31
@ : Inventory maintained.
<10 inserts in one case>




d é —w\r L q
T
L2
& L1
[ WELDON SHANK TYPE Right hand tool holder only.
< * *
S8 @ @ é
(=) |l= Dimensions (inch) QNS % @
Order Number 2] g \/ \\\\{\
MNE . . Insert |Wrench| Wrench
R|Z| D1 L1 Da L2 ap Shim Shim Screw Screw | (insert) | (Shim) Insert
ASX400R202W20 |®| 2 (1.250(4.750(1.250|1.500| .394 |STASX400N|WCS503507H| TPS35 | TIP15T | HKY35R
243W20 |®|3(1.500(4.750|1.250|1.500| .394 |STASX400N|WCS503507H| TPS35 | TIP15T | HKY35R
324W20 (@4 12.000(4.750|1.250|1.575| .394 |STASX400N|WCS503507H| TPS35 | TIP15T | HKY35R
* Clamp Torque (Ibf-in) : WCS503507H=44, TPS35=31
| INSERTS WITH BREAKER
Stelel ¢e €| € xe€ Cutting Conditions :
Stainless Steel oG Cl® c|®lc @ : Stable Cutting @ : General Cutting
Work Cast Iron [ £ ¥ : Unstable Cutting
Material Non-ferrous Metal €
Heat-resistant Alloy, Titanium Alloy € ¥ € Honing :
Hardened Steel Py E :Round F:Sharp T:Chamfer
s oated Cermet|Carbide] Dimensions (inch)
5 ER e aarr
% Shape Order Number 8 E g § § g g E E g g 5 § § o D1l 51| F1 | Re Geometry
< NEEEHEEHEEEEEERE
£| JL Breaker | SOET12T308PEER-JL |E|E| |®| |o|®|® @ o o0 o0 .500/.156.055/.031
(&
-§’ JM Breaker | SOMT12T308PEER-JM (M|E |® ®|@|® ® ® ® @ @ o o0 .500/.156/.055/.031
T
£'| JH Breaker | SOMT12T308PEER-JH |[M|E| |o|®(o/0 @ o @ 0/0@ .500/.156|.055|.031
E p@ S
£
-§j FT Breaker | SOMT12T320PEER-FT |M|E ole® IOI0) .500/.156/.055/.031
g JP Breaker | SOGT12T308PEFR-JP |G|F ® | |.500(.156|.055|.031
£
&
2 y
I WIPER INSERTS
| o| Carbide | Cermet Dimensions (inch)
=
h 0nl|.= - n
Shape Order Number g é 5 E’ L1 L2 S1 F1 Re Geometry
HE
WOEW12T308PEER8C |E(E|® 492 |.520|.156 |.315|.031 ’\Jg
12T308PETR8C (E|T [ ] 492 |.520|.156 | .315|.031 N £
-
‘ Re sl




General use Screw-on Insert Type Shoulder Milling Cutter

Fig.1 oD12 Fig.2 oD12 |
280 oD9 _ - 2200 2101.6 _
2100 w1 3 250 oDy - @18
2125 "= W1
2160 —_ 5 \ 3
- § 5
- hr
o] = .
oDs | oDs
( METRIC Standard ) oo — 2Dt
For inch arbors Right hand tool holder only.
CH:0°
AR#11® T:-9°—-11°
W ARBOR TYPE RR:-0°—-11° | :+11°
9] Stock| 8 & Dimensions (mm inch Max. Depth
= Order Number €3 (mm) _finch] g || MESS || IS
= R |25 D1 L1 D9 L7 Ds D12 W1 Ls ap (kg) | (Fig.)
ASX400R08004C * 4 80 50 |25.4 [1.0"] 26 38 60 95 | 6 10 1.0 1
§ R10005D * 5[ 100 50 |31.75 [1.25"] 32 45 70 12.7 | 8 10 1.5 1
E R12506E * 6| 125 63 |38.1 [1.5"] 35 60 80 15.9 |10 10 2.5 1
g R16008F * 8| 160 63 [50.8 [2.0"] 38 90 100 19.1 |11 10 4.0 1
Lo) R20010K *x (10| 200 63 [47.625[1.875"] | 35 135 160 254 |14.22] 10 7.0 2
R25012K * [12| 250 63 |47.625[1.875"] | 35 180 210 254 |14.22] 10 12.0 2
ASX400R08006C * 6 80 50 [25.4 [1.0M] 26 38 60 95 | 6 10 1.0 1
- R10007D * 7 100 50 |31.75 [1.25"] 32 45 70 12.7 | 8 10 1.5 1
[$]
T R12508E * 8| 125 63 |38.1 [1.5"] 35 60 80 15.9 |10 10 2.5 1
_g R16012F *x [12| 160 63 |50.8 [2.0"] 38 90 100 19.1 |11 10 4.0 1
. R20016K *x (16| 200 63 [47.625[1.875"] | 35 135 160 254 |14.22] 10 7.0 2
R25018K * |18 250 63 [47.625[1.875"] | 35 180 210 254 |14.22] 10 12.0 2

oD5

10 (Max. Depth of Cut)

H1

L2 L11

L1 Section A-A
(_ METRIC Standard )
. SCREW-IN TYPE Right hand tool holder only.
*3| 5 *1 *1
S12(8 1) A
SlE = Dimensions (mm) @ @ @ & % %
Order Number n E o 2 \/ &
| 1 ©| o
S|§ *2 A Shim Insert Wrench Wrench
R(S(Z(D1|D4|D5|L1|L2|L11|H1| M |kg) Shim S Saew (Insert) (Shim)
ASX400R322AM1640 | % |Y 32117|29|63 40| 6 |24 M16(0.3 — WCS503507H| TPS35 TIP15T | HKY35R
403AM1645 | *|Y |3|40(17|29|68 45| 6 |24 |M16(0.3| STASX400N | WCS503507H| TPS35 TIP15T | HKY35R

*1 Clamp Torque (Ibf-in) : WCS503507H=44, TPS35=31
*2 Clamp Torque of the Head (Ibf-ft) : M16=66.7
*3 Y=VYes

% : Inventory maintained in Japan.




Fig.1 oDz Fig.2 otz

oo - oD <
- T A ~IE
K 0125 L5 R
- [l
I b
_ g e ¢
28 | oD |
oD1 oD1
Fig.3 4”012 Fig.4 oD12
u1ego o867 . o4 uzogo 3‘[,‘;&» 218
Wi " 2250 Wi "
3 3
- ~
(_ METRIC Standard ) Do 5 N s
For metric arbors B o 5
CH:0° e o
AR #11° T-9°—-11°
W ARBOR TYPE RR -9°—-11° | :+11° Right hand tool holder only.
== . .
§ Order Number Stock é@ = 0n S D) Ma;(]; ([:J:tpth Mass Ty_pe
= R 35| D1 L1 D9 L7 Ds D12 | Wi Ls ap | ko) [(Fig.)
ASX400-050A03R *x | 3 50 40 22 20 1" 41 104 6.3 10 0.3 1
_C -063A04R *x | 4 63 40 22 20 1" 50 10.4 6.3 10 0.5 1
L -080B04R *x | 4 80 50 27 29 38 60 124 7 10 0.9 2
% -100B05R *x [ 5| 100 50 32 32 45 70 14.4 8 10 1.4 2
g -125B06R *x | 6| 125 63 40 32 60 80 16.4 9 10 2.3 2
8 -160C08R * [ 8| 160 63 40 29 56 100 16.4 9 10 3.6 5
-200C10R * |10 200 63 60 32 135 160 25.7 14.22 10 6.3 4
-250C12R * |12 250 63 60 32 180 210 25.7 14.22 10 10.8 4
ASX400-050A04R *x | 4 50 40 22 20 1" 41 10.4 6.3 10 0.3 1
-063A05R *x | 5 63 40 22 20 1" 50 10.4 6.3 10 0.5 1
5 -080B06R * | 6 80 50 27 29 38 60 124 7 10 0.9 2
T -100B07R *x [ 7| 100 50 32 32 45 70 14.4 8 10 1.4 2
e -125B08R * | 8] 125 63 40 32 60 80 16.4 9 10 2.2 2
i -160C12R * |12 160 63 40 29 56 100 16.4 9 10 B815) 3
-200C16R * [16| 200 63 60 32 135 160 25.7 14.22 10 6.2 4
-250C18R * [18] 250 63 60 32 180 210 25.7 14.22 10 10.7 4
ASX400-050A05R * | 5 50 40 22 20 1" 41 104 6.3 10 0.3 1
5 -063A06R *x | 6 63 40 22 20 1" 50 10.4 6.3 10 0.5 1
T -080B08R *x | 8 80 50 27 29 38 60 124 7 10 0.9 2
Q -100B10R * (10| 100 50 32 32 45 70 14.4 8 10 1.4 2
% -125B12R * |12 125 63 40 32 60 80 16.4 9 10 21 2
£ -160C15R * (15| 160 63 40 29 56 100 16.4 9 10 34 3
w -200C19R * (19| 200 63 60 32 135 160 25.7 14.22 10 6.2 4
-250C22R * |22 250 63 60 32 180 210 25.7 14.22 10 10.5 4
= : :
L ___;; / - %
2, ‘ / —
a( \ . - __lap
Re L3
- (_ METRIC Standard ) L
[ SHANK TYPE Right hand tool holder only.
é E Dimensions (mm) * ”
E‘, Order Number i E @ \\\\\\\\Q" % %
R|5| D1 | L1 | Ds | L3 | ap Shim | Shim Screw | Bnsert firench Virench
S ASX400R403S32 | x| 3| 40 125 32 40 10 |STASX400N|WCS503507H| TPS35 | TIP15T | HKY35R
"E 503832 (x| 3| 50 125 &2 40 10 |STASX400N | WCS503507H| TPS35 | TIP15T | HKY35R
£ 634S32 (x| 4| 63 125 | 32 40 10 |STASX400N|WCS503507H| TPS35 | TIP15T | HKY35R
S 804S32 |x[4 | 80 125 32 40 10 |STASX400N |WCS503507H| TPS35 | TIP15T | HKY35R
S| ASX400R504S32 | x| 4| 50 125 32 40 10 |STASX400N|WCS503507H| TPS35 | TIP15T | HKY35R
E 635832 (x| 5| 63 125 32 40 10 |STASX400N | WCS503507H| TPS35 | TIP15T | HKY35R
i 806S32 (x| 6| 80 125 | 32 40 10 |STASX400N|WCS503507H| TPS35 | TIP15T | HKY35R

* Clamp Torque (Ibf-in) : WCS503507H=44, TPS35=31




General use Screw-on Insert Type Shoulder Milling Cutter

| RECOMMENDED CUTTING CONDITIONS

; Cutting Speed | Finish—Light Cutting | Light—Semi-Heavy Cutting | Medium—Heavy Cutting

Work Material Hard d
ork Materia ardness Cace (SFM) Feed per Tooth (mmitooth) | Breaker | Feed per Tooth (mmftooth) | Breaker | Feed per Tooth (mmitooth) | Breaker
F7030 | 920 (690—1150) |.007 (003—.011)| JL |[.008(004—.012)| JM [.010(.008—.014)| JH
WPs120 | 820 (655—985) |.007 (003—011)| JL |.008(004—012)| JM |.010(.004—014)| JH
Mild Steel <180HB MP6130 | 780 (652—950) |.007 (.003—.011)| JL |.008(.004—.012)| JM |.010(.004—.014)| JH
VP30RT | 755 (590—920) |.007 (.003—.011)| JL |.008 (004—.012)| JM |[.010 (004—.014) JH
NX4545 | 590 (425—755) |.006 (.003—.009)| JL |[.007 (004—.011)| JM - -
F7030 | 820 (655—985) |.006(.003—.009)| JL |[.007(.004—011)| JM |[.008 (.004—012)| JH
WPs120 | 720 (560—885) |.006(.003—.009)| JL |.007 (.004—.011)| JM |.008 (.004—012)| JH
180—280HB MP6130 | 600 (480—740) |.006(.003—.009)| JL |.007 (.004—.011)| JM |.008 (004—012)| JH
VP30RT | 490 (395—590) |.005(.002—.008)| JL |.006 (.004—.010)| JM - -
o S NX4545 | 490 (390—590) |.005(.002—.008)| JL |.006 (.004—.010)| JM - -
Alloy Steel F7030 | 590 (425—755) |.005(.002—.008)| JL |.006 (004—.010)| JM |.007 (004—011)| JH
WIPS120 | 460 (330—590) [.005(.002—.008)| JL |.006 (.004—.010)| JM [.007 (004—011)| JH
280—350HB MP6130 | 510 (290—560) |.005(.002—.008)| JL |.006(.004—.010)| JM |.007 (.004—.011)| JH
VP30RT | 390 (260—525) |.005(.002—.008)| JL |.006 (004—.010)| JM |[.007 (.004—011)| JH
NX4545 | 330 (260—395) |.004 (.002—.006)| JL |.005 (.004—.008)| JM - -
MPT130 | 720 (560—885) [.006 (.003—.009)| JL |.007 (004—011)| JM [.008 (.004—012)| JH
Stainless Steel <270HB WPTaRY | 490 (305—590) |.006 (.003—.009)| JL [.007 (.004—.011)| JM - -
NX4545 | 490 (390—590) |.006 (.003—.009)| JL [.007 (004—.011)| JM - -
_ _ _ _ _ JH
G [ Tonsile Strength | MC5020 | 655 (490—-820) 008 (.004—012)| JM |.010 (.004—.014)| PH
Ductile Cast Iron Sl VP15TF | 590 (425—820) |.007 (004—011)| JL |.008 (004—.012)| JM |.010 (004—.014)| JH
Aluminum Alloy - HTi10 | 2130 (1000—3300) |.006 (.004—.008)| JP |.008 (.004—.012)| JP |.012(008—.016)| JP
MP9120 | 4165 (130—195) |.005(.002—.008)| JL |.006 (.003—.009)| JM = =

o VP15TF

Titanium Alloy =

MP9130 | 140 (100—180) |.005(.002—.008)| JL |.006 (.003—.009)| JM = =
MP9120 | 430 (65—165) |.004 (002—.006)| JL |.005(.003—.008)| JM - -

. VP15TF

Heat Resistant Alloy =

MP9130 | 110 (55—140) |.004 (.002—.006)| JL |.005(.003—.008)| JM = =
Hardened Steel 40—55HRC VP15TF | 200 (120—280) |.003 (.002—.005)| JL |.004 (.002—.006)| JM |.005(.003—.007)| JH

@Revolution (min-')=(1000 x Cutting Speed)+(3.14 x ¥D1) @Table Feed (mm/min)=Feed per Tooth x Number of Teeth x Cutter Revolution

| INSTRUCTIONS FOR USING INSERTS

[ Instructions for use of the JP breaker

® The JP breaker has sharp cutting edges.
Wear gloves when handling.

® When machining aluminum alloy, welding to
the cutting edge tends to occur, often leading
to insert failure. To prevent this, wet cutting is

recommended.

[ Instructions for use of wiper inserts

@ Wiper inserts for the ASX400 are
single-cornered.

® When installing the wiper insert, place the
insert so that the small chamfer is located
as shown.

@ The peripheral cutting edge of the wiper
insert is located back than general inserts.
Beware of wear of the insert just behind the
wiper insert.



APPLICATION EXAMPLE

Tool ASX400R0612E ASX400R324W20 ASX400R0405E
Insert (Grade) SOMT12T308PEER-JM (F7030) | SOMT12T308PEER-JM (VP15TF) | SOMT12T308PEER-JM (VP30RT)
Alloy steel Die steel (52HRC) Stainless steel
Work piece
Component Machine parts Mold parts Valve parts
Cutting Speed (SFM) 820 330 490
mg Feed per Tooth (IPT) .006 .004 .006
C .=
g 5| Depth of Cut (inch) 118 .157 x 4 pass 157
=
© 8 Width of Cut (inch) 4,724 .787 1.574-3.937
Coolant Dry cutting Dry cutting Dry cutting
Workpieces machined (pieces/edge) Cutting time (min/edge) Workpieces machined (pieces/edge)
0 10 20 0 15 30 0 20 40
Results ASX400 ASX400 ASX400
Conventional Large wear Conventional Fracture Conventional Fracture
Tool ASX400R324W20 ASX400R0506E ASX400-050A04R
Insert (Grade) SOGT12T308PEFR-JP (HTi10) SOET12T308PEER-JL (NX4545) | SOMT12T308PEER-JM (MP6120)
Aluminum alloy Mild steel S45C e
Work piece
Component Airplane parts Machine parts Machine parts
Cutting Speed (SFM) 3280 260 500
o &| Feed per Tooth (IPT) .006 .005 .006
C .=
£ S| Depth of Cut (inch) 157 x 5 pass .059 15
=
© 8 Width of Cut (inch) .197-1.575 3.937 244
Coolant Wet cutting Wet cutting Dry cutting
Compared with conventional
Cutting time (hour/edge) Workpieces machined (surface/edge) | products, it became life of about
0 2 4 0 10 20| three times.
Results ASX400 ASX400
Conventional Welding Conventional Degraded finished

urrace




AS8X400

Screw-on Insert Type Milling Cutter

A8 X series

For your safety
@Don't touch breakers and chips without gloves. @Please machine within recommended application range, and exchange expired tools with new parts in advance. @Please use safety cover and wear

safety glasses. @When using compounded cutting oils, please take fire prevention. @When attaching chips or spare parts, please use the attached wrench or spanner. @ When using fools in revolution
machining, please make a trial run to check run-out, vibration, abnormal sounds etc.
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