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Technology

JM4160 JP4105
J54045 JP4120 T @
' m L L 1 Fﬁ]‘g Roughing Semi

" ] ZFULZE TUN—FU AL BEANE | Applications Finishing

S IE# AL  45~55HRC 55~62HRC
30~45HRC

Copper Carbon steels Stainless steels Pre-hardened steels Hardened steels Hardened steels
Alloy steels Tool steels Ha%eﬁgga;tgels 45-55HRC 55-62HRC
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Layer structure AJ Coatin
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« Employs an AITiN layer with a new composition created by increasing the Al content of conventional layers. :l_?"f/_7§J§
- Excellent wear resistance, chipping resistance, and heat resistance! Welding-resistant and

low-cutting-force coating
o *ﬁ*iﬁﬁ" New technology!!

surface layer
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+ The new layer with high Al content employs a new composition and optimizes the structure to improve

wear resistance and chipping resistance!
- Employs a low-friction-effect coating with excellent welding resistance as the top-most surface layer. ABFERH carbide
This reduces welding to the work and decreases cutting force!
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Coating with excellent wear

resistance and
chipping resistance

PVD Technology 7|J/\_Hyﬁm'*ﬁlnﬁmﬂulﬁﬁ$jii LJ P4-| 20

Grade for machining pre-hardened or hardened materials

(o] ##E Features
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- Employs a fine carbide substrate with an excellent balance between wear resistance and toughness and the new "AJ

Coating" to provide improved wear resistance and chipping resistance.
+ Highly versatile with excellent wear resistance and chipping resistance when machining steel materials with hardnesses of 30 to

50 HRC.
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BEDE stong fields

2 —77 Work material - P21(40HRC)

® 30~50HRCOTUN\—RV$H - BEANEEDLIEIIN TICBWVTENTIEI4REZERIBLE T, TR 100 : ASRT5063R-4
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- Exhibits excellent cutting performance when machining pre-hardened or hardened steels with hardnesses of 30 to 50 HRC. apXae=1X44mm
- Exhibits excellent wear resistance even on difficult-to-cut diecast tool steel or precipitation-hardened stainless steels, or for gL oy
finishing. E—FTNNT single-flute cutting

PVD Technology /4 AT /L AHl>R#4 24 L 471 JM4A4160

Grade for machining stainless-steel materials

o #%E Features ’ YHIEBE cutting performance
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- Employs a carbide substrate with high toughness and the new "AJ Coating" to improve wear resistance and chipping fgh 0-2
resistance when machining stainless-steel materials. E
- Employs AJ Coating with excellent welding resistance to reduce the welding to work material that occurs when machining =
stainless steel materials. "‘_RJ 0
IR 4 8 12

YIHIRER# cutting length (M)
T —7 work material : SUS304

REDE  stong fields FEFITE oo - ASRS2032R-5
— s A ean : EPMTOG03EN-BLF
@ AT VUAHRMEIDINTEMRICHNTREFMZERIELET . t]J;'IJ%# Cuting condiions :

ve=180m/min  fz=0.5mm/t
apXae=0.8X21mm

FEICIT wet

EB—FHNTL single-fiute cutting

+ Provides long tool life for general processing of stainless steel materials
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PVD Technology

Grade o mchi JP4 105

high-hardness materials

o :ﬁE Features
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- Employs an ultra-fine cemented carbide substrate and the new "AJ Coating" to improve wear resistance.
+ Excellent wear resistance when machining high hardness materials of 50HRC or higher.

o f‘% §ﬁ2§ Strong fields

@ EANM(50~60HRC):SKD11,85KD61,SKH,SUS420%%
- Hardened steels (50 to 60 HRC): SKD11, SKD61, SKH, SUS420, etc.

m-ENIBHE 54045

(o) :F#E Features
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PVD Technology

PIEIEEE Cutting

performance ‘

@ HICEXNITICBVLTRESRDENE T,

- JS4045 adopts heat resistant layer, reduces the crater wear by high-efficiency cutting.
« JS4045 adopts heat resistant substrate, reduces the wear and improves tool life.
- Especially improves tool life on dry cutting.
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EDHIZERE Cutting length (M)
T —2 Work material - SKD11(6THRC)
fEATE o0 : ASRS2032-5
AP —B inset : EPNWO603TN-8
BIHIZRAEF cuting conditions *
ve=80m/min fz=0.2mm/t
apXae=0.5X21mm
BRI oy ¥EBE—FNIL single-fute cutting
REO#E#E JSa—74,20
Layer structure JS Coating
&;Eﬁﬁ iCoating stru::ture m%ﬁ(:@hf:
R a—F427
i L Heat resistant layer
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Wear resistant layer
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Heat resistant substrate
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- continuous and light interrupted cutting of less than 35HRC dry cutting.

HBIEEH carbide

SCM440 (32HRC) DYNHIERBRFER Wear graph after cutting SCM440 (32HRC) ‘

P20 (32HRC) MOENAIEHER#E R wear graph after cutting P20 (32HRC)

Cutting conditions
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Coolant Dry cutting Single-flute cutting Coolant

m—-WMTAHE GX2140

CVD Technology
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4 | P20(32HRC)
B | ASRS2016R-2

EPNWOB03TN-8
Ve = 180m/min
fz=1.5mm/t

# | apxae = 0.5 X 13mm
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Single-flute cutting
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+ Smooth surfaced a-Al20s coating with improved chipping / welding resistance brings less sudden-tool-edge-chipping.
+ Machining efficiency is improved for high-speed,high-feed-rate rough machining by using the hard-layer with fine columnar
structure.

o i%§ﬁ¥$ Strong fields
@SS#,SCM#,35HRCKED TEHD IR TICHE VT BNl EFEERZERELETT

+ Exhibits superior wear resistance when cutting mild steel, carbon steels, alloy steels and tool steel use with hardnesses of
less than 35HRC.

yer structure

GX Coating

RS
Coating structure

RETFE - FEa-AlO:E

Smooth surface and thick a-AlOs layer
TR - TSt

Improved welding resistance and heat resistance

T L H—FRALOSEE TR

New anchor-effect Al20s bonding layer

ALOSENEE SR E

Improved adhesion to Al:Os layer

LA KRR E

Hard layer with fine columna: structure|
MHEEFEME - it F v E U S

Improved wear resistance and chipping resistance

BEEH

Carbide

R RER

Tough substrate
MBI - Fo TR E

Improved high toughtness thermal chipping resistance

’ S50C (220HB) DHIAEIZKER#ER Wear graph after cutting S50C(220HB) ‘

P20 (30HRC) DYHIIERABRAER Wear graph after cutting P20(30HRC)

E 05 - - - YIBISRH Cutting conditions E\ 05 f T EDBISRHF cuting conditions
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W 02f------4 R P2 SR L e Insert Model W o02f--------b- AL EEEE s e e T Insert Model

{ah ! ! ) Bl & & | ve = 180m/min i3 ! ) W & | ve = 140m/min

(RN, sdehd R | A Cutting Speed I ooq|P? e | N Cutting Speed

L ! ' i 1RLDORE | fz = 2.0mm/t o ' i 1NUDORE | fz = 1.4mm/t

X | 1 ] Speed per iute 2 ! | Speed per flute

H; % 100 200 300 q00 PP F|apxae=1x44mm Hé % 30 60 50 20 FD2H | Epxae=1x43mm
KIZEHE (m)  Cutting length ) Bl 5@ A | Drysl T &—3040H) JHIERE (m)  Cutting length DBl R | DryT  &—0tH)

Coolant Dry cutting Single-flute cutting Coolant Dry cutting Single-flute cutting
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100-175 - 100-212 100-176 100177
R(-) Wf%’f ‘J?*j/rx' Internal diameter inch size
wEI—K |7 U8 St & Size () B |k Ty | @R y— | BRI
temcode | Stock | A [DCX | DC | LF |[CBDP[KWW| b [DCONMS| DCCB |[DHUB| o' | shape ot I Siggestd
ead bol retail pricel
ASF5063R | @ | 4| 63| 43| 50 | 19 | 8.4 5 [22.225| 17 | 60] 0.65 %) 71,100
ASF5080R | ®@ | 4| 80| 60| 63 | 32 |12.7| 831.75 | 26 | 70| 1.35|Fig.1 . 92,800
ASF5100R | @ | 5 /100| 80| 63 | 32 [12.7] 8 (31.75 | 26 | 90| 2.26] | wfe¥ss) spnwisos | 127.860
ASF5125R | @ | 6|125|105| 63 | 32 [12.7| 831.75 | 26 | 100| 4.38 ZDTN-R15 | 143,110
ASF5160R-6 6|160| 140| 63 | 38 [19.1] 11 [50.8 69 | 105 | 4.60|Fig.2 M 8 s —
ASF5160R | @ | 8|160| 140| 63 | 38 [19.1] 11 |50.8 69 | 105 | 4.60 SDMT1505 | 182,990
ASF5200R-8 8200|180 | 63 | 38 [25.4| 14 |47.625 105 | 150 | 7.62] |mgp—n| ZOTN-R/CIS|—
ASF5200R | @ | 10200 180 63 | 38 |25.4 14 |47.625| 105 |150 | 7.62 _ | B8 | Efhewss | 266,800
ASF5250R-9 9250 230| 63 | 38 |25.4| 14 47.625 140 | 200 [13.44] O o SDEWIS0S 77
ASF5250R | @ | 12| 250 230| 63 | 38 |25.4| 14 |47.625| 140 | 200 |13.44 314,370
ASF5315R 14 | 315| 295| 63 | 38 |25.4| 14 |47.625 220 | 265 |20.77|Fig.4 —
ASF5 RM(- ) ARZVUHB A X Internal diameter mm size
BRIk | O S K size () EE i | e oy | BRAE
ltem code | Stock | figes | DCX | DC | LF |CBDP|KWW| b |DCONMS| DCCB [DHUB| ‘(4o | Shape @:gdb.mm e ﬁullg‘;'gste& )
ead bol retail price
ASFS5063RM | @ | 4| 63| 43| 50 |20 [10.4| 6.3| 22 17 | 60| 0.65 MIS25) 71,100
ASF5080RM | @ | 4| 80| 60| 63 |22 [124| 7 | 27 | 20 | 70| 1.35 |Fig.1 [wfi%Cs NG 92,800
ASF5100RM | @ | 5 100| 80| 63 [25.5(144| 8 | 32 | 26 | 90| 2.26 afesss) SpNW1505 | 127860
ASF5125RM | @ | 6| 125| 105| 63 |30 |16.4| 9 | 40 | 32 | 100 4.38 wde%2s|  ZDTN-R15 | 143,110
ASF5160RM-6 6| 160 140| 63 |30 |16.4| 95| 40 | 69 | 105 | 4.60 |Fig.2 M 8B e —
ASF5160RM 8| 160| 140| 63 |30 |16.4| 95 40 | 69 | 105 | 4.60 SDMT1505 —
ASF5200RM-8 8| 200| 180| 63 |32 |25.7|14 | 60 | 105 | 150 | 7.62 -y LOTN-R/CIS
ASF5200RM 10| 200 180| 63 |32 |25.7|14 | 60 | 105 | 150 | 7.62 | | B& | EMedess -
Fig.3 | Commercial | SDEW1505
ASF5250RM-9 9| 250 230| 63 |32 |25.7|14 | 60 | 140 | 200 [13.44 atorpas | S0CS09, | —
ASF5250RM 12| 250 230| 63 |32 |25.7|14 | 60 | 140 | 200 |13.44 —
ASF5315RM 14| 315 295| 63 |32 |25.7|14 | 60 | 220 | 265 |20.77 Fig.4 —

OF [ IZEEBERTY. @ : Stocked Iltems.

LN BILERTI . No Mark : Manufactured upon request only.

[EE] 9125 UTDA Y IAEICIE. 77—/ EDFIFARUMNMIELTUNET . [Note]l The cutter bodies under diameter 125mm include an arbor screw.
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Parts

952700

Clamp screw

HIR—

Locater

& | YR—=5IEHRL | §TIVAIUa—

Locater screw

Ig9E Lo
Wedge Wrench

RUBEAERLLA

Screw anti-seizure agent

512476
BT~
Cutter body

Bt 5215
B0 @
X Suggested

retail price (¥)

2T RN
f (F) ft (F)
Suggested Suggested

retail pice (¥) retailprce (¥)

2% 2% % Al
g @ ) % FER
Suggested Shape

retailprice (¥) B

F2IGE & |F2I%
) 0 0
Suggested Suggested

retail price (¥) retail price (¥)

ASF5063R/RM
~ASF5100R/RM

ASF5125R/RM 555-141

ASF5160R/RM(-6)
~ASF5315R/RM

105-T20 | A

690

351-111

B
VF: BT
7,730 < 100-221 > (950) ( 100-221

Applicable Wrench

176-121 3,420

Applicable Wrench

2,120
P-37

105-T20L| B

2,120

1,010

[FR] 95V TRUIEERRTY  ERREICKDREHRIEELET D TRO DR ESBOBLE T . 5 TRUIEe 1 25F TR FN'2A. ¢ 160D LIZFHIAAMBLE 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.

Two spare clamp screws are provided for ¢125 or less, and four for ¢160 or more.

(FU—HftE)
(With breaker)

ﬁlﬁ Carbon steels | H H . w 95
I —RREIHI - SR
SUS% SUS, etc. . gneral cutting, First recommended
FC-FCD castirons | H N C - —AReAl - S5 SR
E.__‘—ﬁ@g*j- T - General cutting, Second recommended
7 D A > 5 \55
@ .Eg ne| N2 lsg’ B sﬁgesqe\é é@f*ﬁiﬁﬁ%
= 8 L& L8 1'g |Tg|ne &
. #e| o8 ool S L8| 1€ :
EmI—R 8 22 |35 82 |8o|hs Size (mm) AJ,GX,
Item code s JS
Bilslglglelelglals 1-54v4| CY250 | CH550
SAEEEEERE: it
oatin
L% 25(84\6|5/ RS | ° ?
SDNW1505ZDTN-R15 [(N# | @ @ @@ ® @ @ 1,900 | 1,730 | —
SOMTISOSZOTNRIS [vis e @ @ @ @@ | | | | [1e0 — | —
S O b 1,900 | 1,730 | 1,340
SDEW1505ZDTN-R15 | Ef& [ ] 3,000 2,720 | —

[(FE] GX O—F+«v. JS O—F+4 VI I3HEE

#1EVY7 (35HRCKFHDH4)

Grade map for less than 35HRC

AFYEV I Chipping resistance

JS4045

EREIE Wear resistance P

..........................

GEXINT wet cutting

LilT Dry cutting P

C__JS4045

P77 @EDIEE I SA4 RAZRELVCSERVELcHD., SHltEERY
Arbors are specilized with high-ridgity for ASF.

BRYYyF VY —([CRIRLEFBADTTERLIEE L,

[Note] Please note that the GX Coating and JS Coating do not cause a reaction in conductive touch sensors.

*ﬁﬁ“ﬁﬂ“?ﬁﬁﬁ&?‘yj Grade map for work materials

Unstable | j&+
machining H:f\'ﬂmﬂ

Stable
macl

HE

HHEI#T8EE work Hardness HREIAATERE Work Hardness [ #REIFTERE work Hardness
{EEL) Low =18 KLY Low 1AW KL Low igh L\
'J'S'Zit'iiié'{ "
LR GX2140
JS4045 P
S JP4105 JP4120 JP4120
GX2140
—REEMN | RS2l | REE-SEM KA AN A7 VU AR i
(200HBELT) | (BOHRCUT) (30~45HRC) (50~60HRC) SuUs FC,FCD
Mild Steels Carbon steels, Alloy steels | Cart els Har Hardened steels Stainless steel materials Castirons
(200HB or less) (30HRC or less) AIIDy ek

_} (Ta_o

DCONWS | —#=

THSZWS

LB1

BREREES
Parts No.
(I7 =74 with ai

100-174

24| F==

annE’? 100-213

(I?—ﬁﬁ With air hole)

AmI1—k & Size (mm) | BB 7RG gEpys | BEIR

ltem code THSZWS|LBABD1| (KD |semrerrazer. | Cuterbody |, AECED)
BT50-22.225- 50-63| @ [ 50] 4.8 54,200
BT50-22.225-150-63 | @ [150] 7 | 12 66.280
BT50-22.225-200-63| @ 200] 60 | 8.1 (T7—7HY) |ASFE063R| 77,080
(@7 —rett wnoiroe) | BT50-22.225-250-63 | @ 250] g.3| (viharhok) 87.750
BT50-22.225-350-63 | @ 35 1.5 110,620
BT50-31.75- 7-80 | @ 7] 4.2 51,620
BT50-31.75- 80-80 | @ 80| 6.8 100013 56,780
BT50-31.75-130-80 | @ 130] o | 8.5] 190213 ' 1ASF5080R | 67,110
BT50-31.75-180-80 | @ 180 /° [10.2| (T7—7M) | Asr5100R|_68.750
BT50-31.75-260-80 | @ 1260] [12.9] Wiarhol) 83,870
BT50-31.75-330-80 | @ 33 15.4 109,450
BT50-31.75- 7-100| @ 7] 4.2 51,620
BT50-31.75- 80-100| @ 80| 8.3 56.780
BT50-31.75-130-100 130] g [11.1] 100-218 | il —
BT50-31.75-180-100 | @ 180] %6 [13.9 (T7—71) 74,960
BT50-31.75-260-100 | @ [260]  [18.4] (heirhoe) 91,860
BT50-31.75-330-100 | @ 330 [22.4 110,620

[ER] Ay BRSO 7 — /AR U,

7=NICBHHBLTLET,

[Note] Bolts are also equiped with arbors.
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Cutting performance

777 BEDIEE I 54 X ASFHIS.
FacBXRERMIZRENCLET,

Super Face Mill ASF proposes you
tremendous high-efficiency machining.

_ 1000 BRI LCRRER
£ Our proposal for high-efficient machining.
o€ 338
> E 300 \/
B 200 u
He 7177 BEDIEE I 51 A ASFH
o » T 2 00| sk [CRBIMT M
\ 1 d < Rc Conventional \  Cutting conditions by ASF
£ 50
3 40
10
1 L L L L L L L
6] 0.5 1 1.5 2 25 3 35

—HHDDIED fz

Feed rate(mm/t)

o :I%E Features

Unique R shaped insert

01 Tv¥—bIBBORYIMIK

02 PUKTHEMEZRLLERELEF TR vb

Large chip pocket for smooth chip-flow

FHEHDAELT A VY—RE40—
FEATEX T K. RAUIDIAH

3-0

\:..\ ')

{

APMX=3.0

FEEIEZAPMX=3.0mmZETHHEET

Economical four-edge insert with max.
depth of cut APMX=3.0mm

AELRWWIDKFHTHEBIDINT TH YD FHITFEEFHT S
CEFLBNID S BN DD E T

When big and long chips are created, it is superior chip-removability without
interference of chips on the wedges.

D FE oMt F
Clogged chips

2 % I
. Z Inserts

YIb<FIFEDORR

ASF 1O THEHHERYF !

ASF : Superior chip-removal

fERER

Conventional : Chips are clogged

03 TERBICHBL.2~5ENMTEEFT v 7 H TE I TEFREEHE. N TBHIE, TEXT,

Machining time and machining cost are reduced with 2-5 times higher efficiency compared with conventional face mill.

CEATNDINTHEMEDBESICKD. BUEHODYID THHEQ

$H'1,000~2,000cme/miné&. BEWFLEEETULED,

(fE£sk:Q=200~400cms/min)

Superior higher production speed:Q=1,000-2,000cm*min

(conventional: Q=200-400cm®/min)

EE INTEESR (X£Z) Milling Efficiency (X times)
EEISAA
Conventional
Face Mill

777 EnEbD
EHISAA
ASF
Face Mill ASF

04

ﬁ%&ﬁ&ﬂitﬂ] ﬁ“iﬁ’)ﬁ;g Extraordinary High-feed

1 HHODZEDIF. FiED (#lLIEfz=0.2~3.5mm/t. H#kLIHI:fz=0.8~4.0mm/t) TEATE N THEMOZEDEENZRARICSIEH

JIENTEFTT,

Cutting with high feed rate is applicable which maximizes the processing machine capability (Steel milling:fz=0.2-3.5mm/t, Cast iron milling:fz=0.8-4.0mm/t)

05 Eﬂf:ﬁﬁﬂ]ﬁﬂﬁﬁﬁ Superior Interruptted performance

NDfeLEHWVIEHULLEETIEIT
B IERMD KX IFHEDRIEDFL .
128U EDRELFRNSDET .
In case of heavy interruptted machining of
work with many holes, it is not chipped at
the beginning of cutting as conventional
face mill, and shows 12 times longer tool
life.

itk 2.6min E
SYPZII j :
Conventional radius mill L ,;._

TUEP8
Hole diameter

AP —bHE  GX21404854

Grade: Material equivalent to GX2140

»

33~40min -

it
ASF

MU wor - SCM440 V oo

BSR4 © cutting conditions

New ASF

I ve=150m/min (n=380min~")

10 15
HIHIR L Cutting Length(m)

20 fz=1.5mm/t (vi=540mm/min)
apXae=1.0X90mm. Dry, B—Xt]JH| single-flute cutting

06 1iJ:(!1E*ﬂé Surface finish

dA—F4VJA4VY—KTRz12.5
T —Xvr(CH550) Tl3.
Rz6.3LATFDEEEFDET M E
EHSZEER/INSINIICEY—
Xy (CHB550)ZTERTEL.

Coated carbide inserts:under Rz12.5,
Cermet inserts:under Rz6.3. Cermet
(CH550) is recommended for better
surface finish.

fERA Y —h Inserts

HIHISELE Cutting conditions £ EIFEEREAIERSSR Surface roughness

ve=200m/min itk -'1' e 1L Rz=9.5um
SDNW1505ZDTN-R15 (n=510min"") A LEE T Y 1r g
Q=F4vI1vY—1) vi=920mm/min | e
Coting inserts (fz=0.3mm/t)
ap=0.3mm
SDMT1505ZDTN-C15 ve=250m/min Rz=4.8um
Y —AyrCH550 (n=640min-")
Cermet vi=570mm/min o T e i

(FL—h. 21)\—)
(With breker & wiper)

(fz=0.15mm/t)
ap=0.1Tmm




07 ttﬂ] ﬁ'] *Eﬁ Specific cutting resistance
tElEAHpZERDDEDERE __10000¢ ap : A ENAH (MM) Axial cutting depth
EEIBRInKsZERD IS TITRUE NE 9,000 Hp(kW)= apXaeXVvfX Ks ae © BF5TEILIAH (MM) Radial cutting deptn
jo c—:.‘{EﬁﬁH%o)Eftbt(ﬁ?_\fb\o m% 8,000 | GOX'I ,000X1,000Xn(08) vi *DEF(mm/mm) Feed I':tespemrccu“mg
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3. EEESE LFBEELTRBLT  RE 4o
—FZ'SL\ 2 3,000 oA 7')/\—'\2/22]?) Pre-hardened steels (30~40HRC)
Formula of cutting horse power Hp is g 2000 25 == 55%% A(\:na%j:‘esell;‘(?OHRCL,l'F)
shown in the graph with specific cutting @ 1,000 . FC250
resistance Ks. . ] M:OO . =) Cast Irons
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1HZHDDEDE fz  Feed Rate (mmt)
32
t’]ﬁ“;ﬁ“ Field data
o (BzgRe gy | ayziem | [ AR S us
grade Work material ﬁ(%ﬂinf}]")" fzz’;'n’?nw)'" ap x @e:mm Result
P o NS = - NET2E
1| 160 | B, JS4060 v e N O o LA s odriomntl kg
pany (30HRC) . 8e= chipping compared to conventional products.
Cit S50C 200 2560 |ap=0.8 |{ERRICLLN1.EEORE.
2 200 Company C JS4060 (220HB) (320) (0.8) ae=150 | Tool Iifewas1.5timesl,:thatofconventional products.
il 3 M
*ﬁ&ﬂ] ﬁ“%‘*ﬁ Recommended cutting conditions
ae
MIRFIIBE—HEMIETT ap
Red indicates primary recommended grade.
I HEE YIERE —JUhDED $63 (4H Fiutes) | @ TO0(5HH Fiutes) [ 160 (8HH Fiutes) | @200 (104F Fiutes) | 250 (124 Fiutes)
Cutti
Work material | Recommended | ‘Sooed | f2(mm/0 | mgza, [xnmmy| memstn oy | BoRsn |xomey| BEsn [Eomey | EEsn [xomsy
9 ve(mmin) | Feed rate min-! mm/min min-! mm/min min-! mm/min min-! mm/min min-! mm/min
— RS ) 150~ 910 5,460 570 4,300 360 4,320 290 4,350 230 4,140
W ee ) | ox2140 | 200 ve=180m/min f;=1.5mm/t ap=1.5mm ae=0.7DCX
Ed aed | Jeaoa® oo~ | 0720 7810 [ 4860 [ 510 | 3,830 | 320 | 3,840 | 255 | 3830 | 205 | 3,700
et 180 ve=160m/min fz=1.5mm/t ap=1.5mm ae=0.7DCX
- 2l | JP4120 (100 810 [ 4860 | 510 | 3830 | 320 | 3,840 | 255 | 3,830 | 205 | 3,700
Carbon steels, Alloy steels GX21 40 1 0~20 H
(30~40HRC) JS4045 160 ve=160m/min fz=1.5mm/t ap=1.5mm ae=0.7DCX
5% 529 | Jpa120 |so~ 505 [ 1,620 | 320 | 1,280 [ 200 | 1,280 | 160 [ 1,280 [ 127 [ 1,220
GorastRG | Js404s 120| 0408 ve=100m/min z=0.8mm/t ap=1.5mm ae=0.7DCX
_ 455 [ 1,820 | 286 | 1,430 | 180 [ 1,430 | 143 | 1,430 | 115 | 1,400
AT VU ~
Stainless steels JM4160 100 1.0~2.0 ve=90m/min fz=1.0mm/t ap=2.0mm ae=0.7DCX
e GX2140 |40~ 810 [ 6,480 | 510 [ 5100 | 320 | 5100 | 255 | 5100 | 205 | 5,000
Fo. FCD jﬁﬁ?gg 180| 1:0~20 ve=160m/min fz=2.0mm/t ap=1.0mm ae=1.0DCX
A NS JPa120 |80~ 455 | 550 | 286 | 430 | 180 | 430 | 143 | 430 ] 115 | 415
Hardened steels JP4105 0.2~0.4 H
(45~B50HRC) 120 ve=90m/min £z=0.3mm/t ap=1.5mm ae=0.7DCX
fE A NSE JP4105 |50~ 350 | 280 | 220 | 220 | 140 | 220 [ 110 | 220 [ 90 | 210
Hardened steels JP4120 0.05~0.2 _ : — - -
(50~B0HRC) 100 ve=70m/min fz=0.2mm/t ap=1.0mm ae=0.7DCX
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[Note] (/ Use the appropriate coolant for the work material and machining shape.
(@ These conditions are for general guidance; in actual machining conditions adjust the
parameters according to your actual machine and work-piece conditions.
(® Please note that the GX Coating and JS Coating do not cause a reaction in conductive
touch sensors.
@ [JP4105] insert's grade specialized in High hardened steel is not suitable for
Non-heat-treated steel material.

iagrams and table data are examples of test results, and are not guaranteed values.
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1. Attentions regarding handling

(1) When removing the tool from the case (package), be careful not to drop it on your foot or
drop it onto the tips of your bare fingers.

(2) When actually setting the inserts, be careful not to touch the cutting flute directly with
your bare hands.

2. Attentions regarding mounting

(1) When preparing for use, be sure that the inserts are firmly mounted in place and that they
are firmly mounted on the arbor, etc.

(2) If abnormal chattering occurs during use, stop the machine immediately and remove the
cause of the chattering.

3. Attentions during use

(1) Before Iuse, confirm the dimensions and direction of rotation of the tool and milling work
material.

(2) The numerical values in the standard cutting conditions table should be used as criteria when
starting new work. The cutting conditions should be adjusted as appropriate when the cutting
depth is large, the rigidity of the machine being used is low, or according to the conditions of
the work material.

(3) The inserts are made of a hard material. During use, they may break and fly off. In addition,
cutting chips may also fly off. Since there is a danger of injury to workers, fire, or eye damage
from such flying pieces, a safety cover should be installed and safety equipment such as
safety glasses should be worn to create a safe environment for work.

+ Do not use where there is a risk of fire or explosion.
+ Do not use non-water-soluble cutting oils. Such oils may result in fire.
(4) Do not use the tool for any purpose other than that for which it is intended, and do not modify it.
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replacement or modification.
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