Advanced . : s

Engineering H ITACH I

[Hltachl Tool] S A A 2 . '- Inspire the Next [ /

6 Ailling A

, +Ml:n:!ular' Series '_ i ¢ L T,

A P Pohsh il Verttcal T_:.f ;_fFe
'_M.dular &r Bore T'ypes £z

u e . s e T -
£ ] ot C P
o L P o 4
Bl e

for bottom 8 vemca! vva// f/msh/n
g l) f ? fr es '

siBielalols

www._ hioh-epeed-cuttino.com



HITACHI

Inspire the Next

" +M6duléﬁ Series

Indexable Milling Tools

ASPVY Polish Mill V-Type
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FEATURES

Ideal cutter for applications finishing structural parts of bottom,
side, etc.

Multi-flute specifications enable higher feed rates for more
efficient finishing.

Vertical machining in which cutting feed is in the direction of
the machine’s main axis can also be performed.

Comprehensive lineup of insert materials enables machining of
a wide range of materials from carbon steel to quenched steel,
as well as aluminium, etc.

For small machines, use in combination with weak spindles
creates a high-rigidity system and improves machining
stability.

Use in combination with a carbide shank improves machining
accuracy when machining with long overhangs.

In addition to improving durability by using special steel in the
cutter body, a PVD coating is applied to the modular type and
bore type holder to improve abrasion resistance.

BESONDERHEITEN

Das ideale Werkzeug zum Schlichten von Flachen an
Werkstiicken (Boden, Seiten, usw.).

Mehrschneidige Ausflihrung erméglicht héhere Vorschubraten
und effizienteres Schlichten.

Vertikalbearbeitung mit Vorschub in Richtung der
Maschinenhauptachse mdglich.

Umfangreiche Schneidplatten-Auswahl fur die Bearbeitung
eines breiten Materialspektrums von Carbonstahl tber
verguteten Stahl bis hin zu Aluminium, usw.

Hochstabile Bearbeitung selbst mit kleinen Maschinen und
schwécheren Spindeln.

Schaftfréshalter aus Vollhartmetall bieten héhere
Bearbeitungsgenauigkeit bei groBen Auskragléngen.
Zusatzlich zur Verwendung von Spezialstahl sind die Frashalter
PVD-beschichtet fir noch héhere VerschleiBfestigkeit.

Flute tip has 3 cutting edges:

Fraser mit 3 Schneidkanten:

3°

Cutting edge for
reciprocating machining
Used as the cutting

edge when performing

machining.

reciprocating finishing vertical

Feed direction:
Vorschubrichtung:

Schneidkante fiir
oszillierende Bearbeitung
Fur vertikale Schlicht-
operationen mit
wechselnder Richtung.

@ Peripheral cutting edge

machining.

A

Used as the peripheral cutting
edge when performing side

AuBere Schneidkante
Fir die Seitenbearbeitung.

machining.

3. Face cutting edge
Used when bottom finishing.
Used as the reciprocating cutting
edge when performing vertical

MPHWO0603..ZEL 0.5
MPHWO0603..ZEL 1.5

MPHWO0603..ZEL

3. Stirnschneidkante
Zum Schlichten der Bodenflachen.
Schneidkante flr vertikales
Schlichten mit wechselnder
Richtung.

Insert with supplementary
cutting edge:
For increased feed rates

Schneidplatte mit zusétzlicher
Schneidkante:
Flr héhere Vorschubraten.

Insert without supplementary cutting edge:
For bottom machining, suitable for long overhang
(L/Dc =5 or more) machining or for handling low
rigidity in main axis direction.

For vertical machining, inserts without
supplementary cutting edge are recommended.

Schneidplatte ohne zusatzliche Schneidkante:
Fur die Bearbeitung der Bodenflachen, geeignet
fur groBe Auskraglangen (L/Dc=5 und mehr) oder
bei geringer Stabilitét in der Hauptachse.

Fur Vertikalbearbeitung sind diese Schneidplatten
besonders geeignet.
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ASPVM | Polish Mill V-Type / Modular

Mill-@ tolerance
for master insert|

N/ VAVAY, No. of =
AA Teath @ - BT
Air Hole Roughing Finishing 62 2.6 - — J -0.1
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— A Torque on screw:
. 1.1 Nm

Modular Type

ID Code | Item Code |Flutes| oD | H | @d; | M | Inserts

FH161 | ASPVM-2016R-2-M8 2 | 16 | 25| 85 | M8 | 12.8 17 | 8 | 10

FH162 | ASPVM-2020R-3-M10 8 |20 [0 106 [Mi0] 17.8 | 65 [ 19 | [ 15 MPHWOS....

FH163 | ASPVM-2025R-4-M12 4 | 25 | 35| 125 |Mi12] 20.8 22 17 _

FH164 | ASPVM-2032R-5-M16 5 | 32 6

FH165 | ASPVM-2035R-5-M16 35 | 40| 17 [M16| 288 | 6 | 23 | 12 | 22

FH166 | ASPVM-2042R-6-M16 6 | 42

ASPVB | Polish Mill V-Type / Bore Type

No. of for masior maor
Teeth w ‘\ ':—i‘ 0
Air Hole Roughing Finishing 62 6.8 | B2 [ o4

@D

Dd:
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Sl P
= ]
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. (
v AN H
//// \\\\
/7 AN
\ 77 ANY
v/ ad, \
i o
L
oD Torque on screw:
1.1 Nm
Bore Type
ID Code |ltem Code |Flutes| D | H | @d, | @d. | M | oD, | A
FH157 | ASPVB-2042RM-6-16 6 42 | 40 18 |18k | B Il & | 84 | 8618 18 MPHWOS....
FH158 | ASPVB-2052RM-7-22 . 52 22 17 | M10| 40 | 104 | 63 | 20
FH159 | ASPVB-2052RM-7-27 50 45
FH160 | ASPVB-2066RM-8-27 8 66 4 20 S 60 R 7 P2

Note: Arbor screw is not included.
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INSERTS ASPV | Polish Mill V-Type
MPHW0603..ZEL/ZFL

oo 0.

Fig. 1
Tole- ATH DLC .
rance | Coated LR Coated S
ID Code| Iltem Code Class | ATHO8M | JX1020 | JX1045 | SD5010 | B [ W | T | h | R | Shape
MPHWO060304ZEL ATHO8M Fig-1
R 0.4|WF189 | MPHWO060304ZEL-0.5 ATHO8M ° 0.5 0.4 | Fig-2
WF190 | MPHW060304ZFL SD5010 o - Fig-1
WF191 | MPHWO060308ZEL ATHOSM . - Fig-1
WF192 | MPHWO060308ZEL JX1020 . - Fig-1
WF193 | MPHWO060308ZEL JX1045 H J 6.35| - |3.18| 3 Fig-1
R 0.8| WF194 | MPHWO060308ZEL-1.5 ATHO8M . 1.5 0.8 | Fig-2
WF195 | MPHWO060308ZEL-1.5 JX1020 [ 1.5 Fig-2
WF196 | MPHWO060308ZEL-1.5 JX1045 o 1.5 Fig-2
WF197 | MPHW060308ZFL SD5010 o - Fig-1
R2 [WF198 | MPHWO060320ZEL ATHO8M o - 2 | Fig-1
Clamp Screw Screw Driver
V4
Cutter body Item-Code Item-Code
Modular ASPVM20..R-. ET175 250-141 ET13 104-T8
Bore Type ASPVB20..RM-.

ASPV | Polish Mill V-Type | Recommended Cutting Conditions

Ramping/Helical Milling

] h d
, \ e \}

Ramping Helical Milling

Inserts | MPHWO0603..ZEL/ZFL
Tool diameter @ (mm) 016 | ©20 | @25 032 035 042 052 066
Maximum ramp angle ° 2.5° 2.5° 2.1° 1.6° 1.4° 1.2° 1° 0.5°
Helical Milling / Hole Dia. (mm) 22~30 30~38 40~48 54~62 60~68 74~82 94~102 122~130
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 2. Fur Bohrungen mit einem gréBeren Durchmesser als oben aufgefiihrt sollte
drilled before milling. vor dem Helikalfrdsen eine Startbohrung durchgefihrt werden.
4 © 2009 Hitachi Tool Engineering Europe GmbH
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ASC ||Carbide Shanks|for Modular Mills

Ls

Ls

L Ly
L | L L Is
\’vl N 11 \\\I [%]»)
[N b = \ *
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a M o
C Type

Carbide Shank

ID Code | Item Code

Friaz [Asote85-140.78| ©° | M® [ies|Tiao| 2° "5 [Hoo| es 45| 1| 195 B | o1
| [Fiias [ASC20-105-220.80| °%| MO o5 00| | S0 80 i7g| 10 | 20 020
wie (TR oS ST e K Y e e e S R R

e {ascszitioote | (ol 2180 | w0 o[ B ] o .12
1. SUPER Lock milling chucks or shrink-fit holders can be used. 1. SL;ZEeII:{ Lock Aufnahmen oder Schrumpffutter kdnnen verwendet

werden.

2. Please note that the dimensions for Ls, Lf, and L, may be different when
attached to other modular-type holders such as ASRM, AHUM, ARPFM, 2. Bitte beachten Sie, dass die MaBe fiir Ls, Lf, und L, abweichen kénnen,
BCFM, ABPFM, etc. wenn andere modulare Aufnahmen verwendet werden, wie z.B. ASRM,

AHUM, ARPFM, BCFM, ABPFM, usw.

AS |[Steel Shanks|for Modular Mills

Ls

Lf Lo Is

F Type T G Type
JQD;

Steel Shank
ID Code | ltem Code |op,| M| Ls | L | Lf| L | Is | @D;| @D.| ©D,| Type| Cutter body
With FH133 | AS16-8.5-95-15 85| M8 | 120| 95 | 25 15 | 40 80 145] 16 | 15.5 F 216
AW FH134 | AS20-10.5-100-20 | 10.5| M10| 130| 100| 30 | 20 | 50 18 | 20 - G @220
1. SUPER Lock milling chucks can be used. 1. SUPER Lock Aufnahmen kdnnen verwendet werden.
2. Please note that the dimensions for Ls, Lf, and L; may be different 2. Bitte beachten Sie, dass die MaBe fir Ls, Lf, und L, abweichen
when attached to other modular-type holders such as ASRM, kénnen, wenn andere modulare Frashalter verwendet werden, wie
AHUM, ARPFM, BCFM, ABPFM, etc. z.B. ASRM, AHUM, ARPFM, BCFM, ABPFM, usw.

Weitere Informationen liber Modulare Werkzeugaufnahmen finden Sie in unserem
AMC Prospekt No. 705.2

HSK 63 MD | DIN 69893 HSK

SK 40 MD | DIN 69871 ii

} For further information about Modular Chucks please see our AMC brochure No. 705.2
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ESM Speed End Mills
EMC Power Dirills
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Milling Chucks

it

Distributed by:

® Hitachi Tool Engineering Europe GmbH
ltterpark 12 - 40724 Hilden - Germany - Phone +49 (0) 21 03 - 24 82-0 - Fax +49 (0) 21 03 - 24 82-30

e-Mail info@hitachitool-eu.com - Internet www.hitachitool-eu.com
© 2009 by Hitachi Tool Engineering Europe GmbH - Printed in Germany

HTT353 0907-ASPV-5.0 BW-DS



