
AOX445

B173B

Face Milling Cutter for High Efficiency Machining of Cast Irons

The way for a new age of machining
for gray cast iron is cleared by AOX cutter 
used octagonal negative inserts dedicated
coated CBN grade.
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Face Milling Cutter for High Efficiency Machining of Cast Irons

Features

Cutting performance

y

y

aHigh machining efficiency can be achieved with the use high 
cutting speeds, 800-1500m/min  for gray cast iron by 
employing dedicated coated solid CBN grade.

aAOX can be used for rough through to finish machining by 
employed no cartridge attachment and tough CBN grade 
insert designed high accuracy.

Achieving high machining efficiency for 
gray cast iron with high speed conditions

aAchieving high cost performance with the octagonal 
negative insert, offer the use of 16 corners.

   (when the depth of cut is under 3mm. When the depth of 
cut is over 3mm to 8mm can use 8 corners.)

aEmploying the new coated solid CBN grade BC5030.
  It combines wear resistance with fracture toughness 

required for high-efficient machining with high cutting 
speed, and it can be easily placed used corner.

Unique octagonal negative insert offer the use 
of 16 corner

*Single cutting edge

Work material
Cutting speed
Feed per Tooth
Depth of Cut
Axial Depth of Cut
Dry cutting

 : JIS FC300
 : 1500m/min
 : 0.15mm/tooth
 : 2.0mm
 : 100mm

Exhibiting long tool life under the high cutting speed 
conditions, ex. 1500m/min.

Cutting length (m)

Competitor A

Competitor B

Competitor B

Fracture

Normal wear / Machining possible

Large thermal cracks / Machining stop
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Tensile
Strength

Cutting Speed
(m/min)

Feed per Tooth
(mm/tooth)

Arbor type

Light Alloy Cast Iron Stainless Steel

Fig.1 Fig.3Fig.2

Order Number
Dimensions (mm)

(kg) (min-1)

: Non stock, produced to order only.r

Right hand tool holder shown.

Right hand tool holder shown.

Order Number
Dimensions (mm)

(kg) (min-1)

Work Material Insert Grade

Gray cast iron
<200MPa

Inserts Recommended Cutting Conditions

GeometryOrder Number

250─350
MPa

Spare Parts

Clamp Screw Wrench

Order Number

Wedge

*

* Clamp Torque (N • m) : LS15T=8.0

Shank type

CBN

Note) Offer the use of 16 corners  (when the depth of cut is under 3mm)
          The cut up to max. 8mm is possible when machining variable cutting depth like the pouring gate.

Note) Offer the use of 16 corners  (when the depth of cut is under 3mm)
          The cut up to max. 8mm is possible when machining variable cutting depth like the pouring gate.

Note) Please be sure to use AOX under dry condition.

: Inventory maintained. (10 inserts in a case)a
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MMC METAL SINGAPORE PTE LTD

8th Floor Regent House Building, 183 Rajdamuri Road, Lumpin, Pathumwan, Bangkok 10330, Thailand
Tel : +66-2651-9800    Fax : +66-2651-9803

Bangkok Representative Office

10,Arumugam Road #04-00,Lion Industrial Building A,409957, Singapore
Tel : +65-6743-9370    Fax : +65-6749-1469    E-mail : mmcmetal@mms.com.sg
Mitsubishi Carbide Home Page or contact our regional distribution centres below.
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<0.04mm <0.04mm <0.04mm

Axial Depth of Cut

Table Feed

Feed per Tooth

Cutting Speed

Radial Depth of Cut

AOX445R10008D
JIS FC250 JIS FC250JIS FC250

AOX445R10008DAOX445R08006C

Housing case Cylinder blockMission valve

Roughing : 0.22
Finising    : 0.1
Roughting : 5600
Finishing   : 2546
Roughting : 2.0
Finishing   : 0.4

(m/min)

Application Examples

Work material

(mm)

(mm)

(mm/tooth)

(mm/min)

(mm)

Dry DryDry

Increase in efficiency (table feed increase of 4 
times)
Tool life increase by 10 times 
Present tool has std inserts & wiper, AOX one 
insert geometry easier tool management.

Present tool had to run 2 passes by rough and finish, 

AOX can bring together that 2 operation.

Increase in efficiency (table feed increase of  4 times)

Tool life increase by 8 times more at finish.

Present tool has std inserts & wiper, AOX one insert 

geometry easier tool management.

I nc rease i n e f f i c i ency ( t ab le f eed 
increase of 2.4 times)
Tool l i fe increase by 6 t imes, No. of 
cutting edges increased by 2 times

Face Milling Cutter for High Efficiency Machining of Cast Irons

●Please consult these case example, and adjust cutting condition in tune with machine tool and work cramping.
●For achieving high-efficient machining, recommend using the machine with high spindle power.
  ex; the machine from 11 to 22kW of spindle power when using 100mm of diameter of AOX cutter.

Coolant

Results
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Mitsubishi Carbide Home page : 
(Tools specifications subject to change without notice.)

For Your Safety
aDon't handle inserts and chips without gloves. aPlease machine within the recommended application range and exchange expired tools with new ones in advance of breakage. aPlease use safety 
covers and wear safety glasses. aWhen using compounded cutting oils, please take fire precautions. aWhen attaching inserts or spare parts, please use only the correct wrench or spanner. aWhen using 
rotating tools, please make a trial run to check run-out, vibration and abnormal sounds etc.


