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ASM/AHU | Mini | Recommended Cutting Conditions for EDMT Inserts

1. The use of a machining centre || 2. All components - including [k F
; i f egl
The values in these tables are and toolholder with highest machine and controller — ¢
only recommended under the precision, concentricity and are of the latest technology “
following conditions: rigidity o

REQUIRED

Ramping with EDMT-type inserts

Ramping Angle
'
\ h
/
= ~
N,

Ramping Helical Milling

Insert  Cutting edge D (mm) D12 | D16 | D20 | D25 |
EDMT Ramping Angle ° 6.4 6.6 4.1 2.2 14 1 0.8
Helical Milling / Hole Dia. (mm) 10~15 13~19 17~23 25~31 33~39 43~49 57~63
1. The ramp angle should be set within the ranges listed above. Use at ramp 1. Der Rampenfraswinkel sollte innerhalb der oben aufgelisteten Bereiche sein.
angles of 0.5° is recommended. Empfohlen wird ein Winkel von 0,5°.
2. For hole diameters outside the ranges listed above, a pilot hole should be drilled 2. Fur Bohrungen mit einem gréBeren Durchmesser als oben aufgefiihrt sollte vor
before milling. dem Helikalfrasen eine Startbohrung durchgefiihrt werden.
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Mg~ ASM/AHU Mini

Indexable Milling Tools

EDMT | Recommended Cutting Conditions | Empfohlene Schnittwerte

| Following values are recommended in stable situation. Please adjust V., f. & a, as necessary.

Side milling standard
Low cutting depth,
high feed rate
e | @ & & & & & &
Side miling Side miling Side miling Side miling Side miling Side miling Side miling
m/min
min”!
' mm/t b ! d
I i’"z'ggl:e;' V,_mm/min 4770 7640 9550 9550 9550 9170 9550
a |mm 03 03 0.3 03 03 03 03
a |mm 3 5 7 10 11 17 22
Q_[cm¥min 43 115 20.1 287 315 46.8 63.0
V. [m/min 180 180 180 180 180 180 180
M4060 e[ e[eln [min’ 7160 5730 4770 3580 2860 2290 1790
Carbon-Steel 020 | e lf, |mmt 0.6 06 0.6 0.6 0.6 06 0.6
Il |Alloy-Steel V, [mm/min 4300 6880 8590 8590 8590 8250 8590
<30HRC a |mm 03 03 0.3 03 03 03 0.3
a_|mm 3 5 7 10 11 17 22
Q_|cm¥min 3.9 10.3 18.0 25.8 28.3 421 56.7
V. [m/min 150 150 150 150 150 150 150
JP4020 e[ e[eln [min’ 5970 4770 3980 2980 2390 1910 1490
Alloy-Steel JX1020 o |f, |mmit 05 05 05 05 05 05 05
I |Tool-Steel el e eV, [mm/min 2980 4770 5970 5970 5970 5730 5970
30~40HRC a |mm 0.25 0.25 0.25 0.25 0.25 0.25 0.25
a |mm 3 5 7 10 11 17 22
Q_[cm¥min 2.2 6.0 10.4 14.9 16.4 24.4 32.8
V. [m/min 120 120 120 120 120 120 120
JP4020 e[ e[ eln [min' 4770 3820 3180 2390 1910 1530 1190
Hardened JX1020 o |f, [mmit 05 05 05 05 05 05 05
IV [steel V, [mm/min 2390 3820 4770 4770 4770 4580 4770
40~50HRC a |mm 0.2 0.2 0.2 0.2 0.2 0.2 0.2
a_|mm 3 5 7 10 11 17 22
Q_|cm¥min 1.4 3.8 6.7 95 10.5 15.6 21.0
V. [m/min 150 150 150 150 150 150 150
Sl M4060 e[ e[eln [min’ 5970 4770 3980 2980 2390 1910 1490
e P4020 oo off mm/tl 0.5 0.5 0.5 0.5 0.5 0.5 0.5
Vet V; [mm/min 2980 4770 5970 5970 5970 5730 5970
condition)” a |mm 03 03 03 03 03 03 03
a |mm 3 5 7 10 11 17 22
Q_[cm¥min 2.7 7.2 125 17.9 19.7 29.2 394
V. [m/min 180 180 180 180 180 180 180
M4060 e[ e[eln [min’ 7160 5730 4770 3580 2860 2290 1790
Cast-Iron 020 | o |f, [mmit 06 0.6 0.6 06 06 0.6 0.6
VI |GG V, [mm/min 4300 6880 8590 8590 8590 8250 8590
EN-GJL la, |mm 03 03 03 03 03 03 03
a, |mm 3 5 7 10 11 17 22
Q_|cm¥min 3.9 10.3 18.0 25.8 28.3 421 56.7
V. [m/min 150 150 150 150 150 150 150
e JP4020 e[ el eln [min' 5970 4770 3980 2980 2390 1910 1490
oae JX1020 o |f, |mmit 04 04 04 04 04 04 04
VIl s V; [mm/min 2390 3820 4770 4770 4770 4580 4770
oy a |mm 03 03 03 03 03 03 03
a |mm 3 5 7 10 11 17 22
Q_[cm¥min 2.2 5.7 10.0 14.3 15.7 234 315
V. [m/min 60 60 60 60 60 60 60
mmm e[ e[ eln [min’ 2390 1910 1590 1190 950 760 600
f, [mmit 0.25 0.25 0.25 0.25 0.25 0.25 0.25
VI | Titanium Recommend: Sharp type V, [mm/min 602 950 1190 1190 1190 1150 1190
(EDMT070220R) [, [mm 0. 03 03 03 03 03 03
2, [mm 3 5 7 10 1 17 22
Y I Q_[cm¥min 04 14 25 36 39 5.9 7.9
V. [m/min 40 40 40 40 40 40 40
JP4020 e[ e[ eln [min’ 1590 1270 1060 800 640 510 400
Inconel f, [mmit 0.12 0.12 0.12 0.12 0.12 0.12 0.12
IX |Heat . V; [mm/min 190 310 380 380 380 370 380
resistant alloy “e"‘}'E“I;:,‘I*T":,':z";O’,"’)‘V"e a, |mm 03 0.3 03 03 03 0.3 03
a, [mm 3 5 7 10 1 17 22
I I Q_[cm¥min 02 05 08 1.1 1.3 1.9 25

*Comments: We recommend to increase V. 30% more in dry condition
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Advanced Engineering

gModular-Seﬂiee ASM/AHU MinJ

Indexable Milling Tools

JDMT | Recommended Cutting Conditions | Empfohlene Schnittwerte

| Following values are recommended in stable situation. Please adjust V., f. & a, as necessary.

18
e || @ & & | & | & & &
Side miling Side miling Side miling Side miling Side miling Side miling Side miling
m/min
min”!
Mikiste! mm/t 0.07 0.07 0.07 0.07 0.07 0.07 0.07
I Vi |mm/min 700 1110 1390 1390 1390 1340 1390
a, [mm 2 2 2 2 2 2 2
a. [mm 3 4 5 6 8 10 12
Q_[cm¥min 4.2 8.9 139 16.7 222 26.8 334
V. |m/min 200 200 200 200 200 200 200
e[ e[ eln [min 7960 6370 5310 3980 3180 2550 1990
Carbon-Steel o[ ol elf, [mmit 0.06 0.06 0.06 0.06 0.06 0.06 0.06
I |Alloy-Steel Vi |mm/min 480 760 950 950 950 920 950
<30HRC a, [mm 2 2 2 2 2 2 2
2, |[mm 3 4 ) 6 8 10 12
Q_[cm¥min 2.9 6.1 95 11.4 15.2 18.4 22.8
V. |m/min 160 160 160 160 160 160 160
JP4020 e[ e[ efn [min 6370 5090 4240 3180 2550 2040 1590
Alloy-Steel JX1020 o [f, [mmit 0.06 0.06 0.06 0.06 0.06 0.06 0.06
1 | Tool-Steel Vi [mm/min 380 610 760 760 760 730 760
30~40HRC a, [mm 2 2 2 2 2 2 2
a. [mm 3 4 5 6 8 10 12
Q_[cm¥min 2.3 4.9 7.6 9.1 122 14.6 18.2
V. |m/min 120 120 120 120 120 120 120
| JP4020 | e[ e[ eln [min’ 4770 3820 3180 2390 1910 1530 1190
Hardened f, |mmst 0.05 0.05 0.05 0.05 0.05 0.05 0.05
IV |steel Vi |mm/min 240 380 480 480 480 460 480
40~50HRC a, [mm 2 2 2 2 2 2 2
2, |mm 8 4 6] 6 8 10 12
Q_[cm¥min 14 3.0 48 5.8 77 9.2 115
V. |m/min 150 150 150 150 150 150 150
Stainfess JM4060 e[ e[ efn [min 5970 4770 3980 2980 2390 1910 1490
Steel JP4020 o[ ofelf, mmt_ 0.06 0.06 0.06 0.06 0.06 0.06 0.06
v (et Vi [mm/min 360 570 720 720 720 690 720
condition)* a, |[mm 2 2 2 2 2 2 2
a. [mm 3 4 5 6 8 10 12
Q_[cm¥min 2.2 46 7.2 8.6 115 13.8 17.3
V. |m/min 180 180 180 180 180 180 180
m! e[ e[ eln [min 7160 5730 4770 3580 2860 2290 1790
Cast-Iron ool elf, [mmi 0.07 0.07 0.07 0.07 0.07 0.07 0.07
VI (GG Vi |mm/min 500 800 1000 1000 1000 960 1000
EN-GL la, [mm 2 2 2 2 2 2 2
a, [mm 8 4 6] 6 8 10 12
Q_[cm¥min 3.0 6.4 10.0 12.0 16.0 19.2 24.0
V. |m/min 150 150 150 150 150 150 150
Castron JP4020 e[ e[ efn [min 5970 4770 3980 2980 2390 1910 1490
660 JX1020 o [f, [mmit 0.06 0.06 0.06 0.06 0.06 0.06 0.06
LA Vi [mm/min 360 570 720 720 720 690 720
EN-JS a, |[mm 2 2 2 2 2 2 2
a. [mm 3 4 5 6 8 10 12
Q_[cm¥min 2.2 46 7.2 8.6 15 13.8 17.3

*Comments: We recommend to increase V. 30% more in dry condition
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Advanced Engineering

ASM/A HU nini

Indexable Milling Tools

JDMT | Recommended Cutting Conditions | Empfohlene Schnittwerte

| Following values are recommended in stable situation. Please adjust V., f. & a, as necessary.

e | @ & & & & & &
Side miling Side miling Side miling Side miling Side miling Side miling Side miling
JP4020

f, |mm/t 0.05 0.05 0.05 0.05 0.05 0.05 0.05
VIII| Titanium Vi _|mm/min 100 160 200 200 200 190 200
a, |[mm 2 2 2 2 2 2 2
2. |mm 3 4 5 6 8 10 12
Q [cm%min 0.6 13 2.0 2.4 32 3.8 4.8
L V. |m/min 30 30 30 30 30 30 30
B JPa020 | e[ e[ eln [min’ 1190 950 800 600 480 380 300
Inconel f, |mm/t 0.08 0.08 0.08 0.08 0.08 0.08 0.08
IX |Heat Vi |mm/min 100 150 190 190 190 180 190
resistant alloy a, |mm 2 2 2 2 2 2 2
a. |mm 3 4 5 6 8 10 12
Q |cm¥min 0.6 1.2 19 2.3 3.0 3.6 4.6
Ve _|m/min 500 500 500 500 500 500 500
SD5010 elelen |mn’ 19890 15920 13260 9950 7960 6370 4970
Aluminium f. |mm/t 0.08 0.08 0.08 0.08 0.08 0.08 0.08
X |(Wet Vi _|mm/min 1590 2550 3180 3180 3180 3060 3180
condition) a, |mm 2 2 2 2 2 2 2
2. |mm 4 5 6 8 10 12,5 16
Q |cm*min 13 26 38 51 64 77 102
V. _|m/min 450 450 450 450 450 450 450
Cast SD5010 | e/ en |min' 17900 14320 11940 8950 7160 5730 4480
Al f, |mm/t 0.08 0.08 0.08 0.08 0.08 0.08 0.08
(Wet Vi |mm/min 1430 2290 2860 2860 2860 2750 2860
sritiE a, |mm 2 2 2 2 2 2 2
2. |mm 4 5 6 8 10 12.5 16
Q |cm¥min 11 23 34 46 57 69 92
Ve _|m/min 300 300 300 300 300 300 300
SD5010 elelen |min’ 11940 9550 7960 5970 4770 3820 2980
Pure Copper f, mm/t 0.08 0.08 0.08 0.08 0.08 0.08 0.08
(Wet Vi _|mm/min 950 1530 1910 1910 1910 1830 1910
condition) a, |[mm 2 2 2 2 2 2 2
2. |mm 4 5 6 8 10 12,5 16

Q |cm®*/min 8 15 23 31 38 46 61

*Comments: We recommend to increase V. 30% more in dry condition

ASM/AHU | Mini | Recommended Cutting Conditions for JDMT Inserts

1. The use of a machining centre | | 2. All components - including

The values in these tables are and toolholder with highest machine and controller —
only recommended under the precision, concentricity and are of the latest technology
following conditions: rigidity

Ramping with JDMT-type inserts

Ramping Angle
Hole D
]

'

1/

Ramping Helical Milling

Insert Cutting edge D (mm) D12 D16 D20 D25
JDMT Ramping Angle ° 8.3 7.3 5 2.9 2 1.5 1
Helical Milling / Hole Dia. (mm) 10~15 13~19 17~23 25~31 33~39 43~49 57~63
1. The ramp angle should be set within the ranges listed above. Use at ramp 1. Der Rampenfraswinkel sollte innerhalb der oben aufgelisteten Bereiche sein.
angles of 1° is recommended. Empfohlen wird ein Winkel von 1°.
2. For hole diameters outside the ranges listed above, a pilot hole should be drilled 2. Fur Bohrungen mit einem gréBeren Durchmesser als oben aufgefiihrt sollte vor
before milling. dem Helikalfrasen eine Startbohrung durchgefiihrt werden.
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