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Abundant lineup! Adapt various machining from roughing to finishing.

I/—/Toy7 SUS 9U—X'U)#§E Features of Epoch SUS series
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Suppressing vibration by unequal pitch geometry.
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Smooth chip evacuation by double gash
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Improving chipping-resistance & wear-resistance by double-eccentric relief face. i
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Smooth chip evacuation by optimized flute geometry

PNI—5« IR DMEEFEME DM L [EPSF][EPSM|[EPSW]

Improving wear-resistance and tool life by PN Coating.

bﬂIFﬁﬁ Applications
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EPSF-PN : ¢3~¢12 [367|’I;E57_'.L\]

PN J—51>5
PN Coating

EPSM-PN: ¢1~¢20 [642Zm'sfj_'la]

2l R AFULZRE TIUN-KUH BAKE BANH
e I8 45~55HRC  55~65HRC _ . =
Copper C;Ilscn steel Stainless steel Pre-hardened Hardened steel  Hardened steel TEH @UE / FBJAaf BBE R ~UA F(D EPSW PN N ¢4~¢20 [62 I|,;E57-L\]
Alloy steel Tool steel steel 45-55HRC 55-65HRC Planing Side cutting Slotting  Die-sinking Profiling  Radius

Helical ~ Spot facing

O 17.'-‘0“/ 7SUS:/U_10){§L \‘53‘('1 Overview of Epoch SUS Series
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Epoch SUS Finish
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Realization of high geometrical precision & surface quality even in thin wall machining.

Roughing ~ Finishing
Iikwo US Z/UE

Epoch SUS Multi
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Versatility in both roughing and finishing applications. Realization of long-tool-life &
stable machining by double-eccentric relief face.

ﬁ?JI]IFH Roughing
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Epoch SUS Wave Em
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Cutting force is reduced by roughing type.

Realization of less chatter machining even in low-rigidity situations including spindle,
clamping, parts geometry.

O IXy 7SUS:/U_10) FAFy 7 Line-ups of Epoch SUS series

L Ya—hA |LFaS5—F|ZF«7LH| OVIH |OvFvvro| BT 3DC | T 5DC
ﬂﬁﬁﬁlk HE£1.5DC | AR2.5DC AE4DC AE£5DC H&1.5DC | AK1.5DC | I&K1.5DC
Al P e Short Regular Medium Long Long shank | Under neck 3DC | Under neck 5DC
Flute length 1.5DC | Flute length 2.5DC | Flute length 4DC | Flute length 5DC | Flute length 1.5DC | Flute length 1.5DC | Flute length 1.5DC
Re EPSF-PN (EPSFM-PN |EPSFL-PN
Epoch SUS Finish g% M ?3~012 ¢3~012 $3~012
[ EPsF-PN INEW] 7° 13 tems @HD| 13 items 10 items
Zo EPSMS4-PN | EPSM4-PN |EPSMM4-PN | EPSML4-PN [EPSMLS4-PN |EPSM4-3DC-PN| EPSM4-5DC-PN
75 SENEN= | 01020 | 91~620 | 03~020 | #6~020 | $3~¢17 | 61~620 ®1~620
S - b =127 ttems @D | 217 items GHID| 12 items GHEED| 15 tems GHID|13 items GHEB |31 items GHID| 31 items
poc ulti
= R EPSM4-CR-PN EPSML4-CR-PN EPSM4-50C-CR-PN
E=E 23 m‘-— ®1~020 ®6~$20 ®1~¢20
& . 82 items GHEP) 32 items 82 items
= Aol EPSW-PN EPSWL-PN EPSW-3DC-PN| EPSW-5DC-PN
Epoch SUS Wave 73| T $4~20 $6~20 $4~$20 | ¢4~¢20
| EPSW-PN | 7 25 tems (D 15 items (G¥AD 11 items 11 tems (¥
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Features Unequal pitch geometry Dramatically suppressing vibration

IEHZJ* . 1717947 Square type ¢8X4NT, ?ﬁﬁu*ﬁ’ Work material - SU8304, @Eﬁ& Rotation : n=2 1 OOmin", Qe
IEDTRE Feedrate :vf=230mMmM/min, apXae=6.4X8mm, J—3>/k Coolant : AGEM wet
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Cutting force i in slottlng
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Broken during cutting

8 EPSV RS EAR s EPSM(FF7EIRN) mem | GERS (ZNE) )

EPSM Unequal pitch geometry EPSM (Unequal pitch) Conventional (Equal pitch)
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Features Double Gash Smooth chip evacuation

B - - . 2B+ v/ pouble Gash EER 1 ERF v/ conventional single gash
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1st gash for high rigidity !
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2nd gash for stable chip evacuation !

MEEYU<T HEHEERIL U2 F vy 2R DB I SHEEH - fitxl) &2KR!

"Double Gash” achieves perfect balance with rigidity and chip evacuation! It guarantees high performance in vertical and horizontal milling!
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Features Introduction of Double-eccentric relief face Improving chipping-resistance & wear-resistance

1 EQEI*E?"UWQ%ITE 1st eccentric relieffa:_.
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2nd eccentric relief face Double-eccentric relief face realize a small wear when guaranteeing
higher cutting edge rigidity.

(o] SUS3041§"E{7}J ﬁﬂ?ﬁ@ﬂ?&ﬁ%ﬁﬁﬁ?\ Wear status after SUS304 side milling
fE;E}J 5‘5*5;%:%7% Traditional relief face

9 7 } IJI=Ft / Double-Eccentric

: BEIF YNy HTE
?(L\E --_ 15t ecantrlc relief,face s
Rake face 5
; EEzEI4='IZJI~UJ71_Eb‘E
} Kfnd eccentric relief face

3‘35’5 Cutting edge

Cross section

EFEN BB I /Ny IHETET
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Rake face /

RIRBBE CTITNERNETLTVD

) : L . ) Flank wear extended to the dotted line.
Wear is restricted by first eccentric relief face.



salnjeay

Km

E

R

Features

| B

Features

04

Optimized Flute geometry Smooth chip evacuation

EPSW D@ EHEAIR

EPSW Optimized flute geometry

SEN BN BN 2L—Zg0<

HER T EMRERAR

Conventional flute geometry

] EPSWOEREEHKEHDOENINST TERL—XICHIETES,

EPSW optimized flute geometry dramatically improves disposal even for small chips.
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05

PN Coating Improving wear-resistance and tool life

O :I%Et%ﬁ% Features and characteristics
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HPM-MAGICZ($UEUIZTUN\—RV8, 55REE. G&il. SUSHR. SKDB1. SKD11EDYHINTITRER T .
i) FTEBOPNI—F/JFZONE L. BEENMEV Y. BESROTERIEEBZEROBRICIBERT S,

- A heat-resistant coating material with excellent adhesion to the carbide substrate was achieved by optimizing the Al content.
- Exhibits excellent cutting life for cutting materials such as plastic molds, etc. where tool seizure often occurs.

Provides the long life in cutting processing of materials starting with HPM-MAGIC and including prehardened steel, carbon steel, alloy steel, SUS, SKD61, SKD11, etc.
Note) This product obtains less electric conductivity. Therefore, Please caution of using electric transmitted measuring systems.

PN3 _7_"{ 77@’&"%’&5 Adhesion of PN Coating
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Conventional coating

B4 | BREEAE Substrate: Carbide alloy

PNI—5«12Y

PN Coating
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- -, No peeling

Coating is peeling. L -} Bl R, i r’ Superior

j————— Sy E " 2 adhesion
d—T4VIRIBHD 2T e A B
¥y # {5 T ]

#JhVDI3 1984R#EICE D < 5 * Evaluation based on German VDI3198 standard

PN —35« & DRZARERE S & 45 1%

Cross-sectional structure and characteristics of PN Coating membrane

[ o N ]
Improved adhesion strength QZEEE O E L

, RIE#83& Coating structu(;{{

KBIERM Carbide
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Membrane surface with improved
lubrication characteristics
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Cutting force comparison by cutting depth amount (when performing side cutting with @8mm tool)

B ITRvoSUSvILF tIhaxsER IR

Epoch SUS Multi ap & ae

| ae(mm) | IRE /I Total cutting force (N)

7 331 683 | 1053 | 1431 [ 1799 | 2156 | 2513 | 2844
6 302 | 626 | 955 | 1275 | 1612 | 1926 | 2227 | 2538
5 265 | 543 | 824 | 1105 | 1370 | 1662 | 1922 | 2174
4 | 215 | 461 689 | 914 | 1125 | 1382 | 1569 | 1777 |FRbas
3 362 | 527 | 714 | 879 | 1071 | 1214 | 1364 [*P"'
2 381 511 606 | 745 | 830 | 951
1 273 | 340 | 408 | 484 | 539
1 2 3 4 5 6 7 s 4
EPSM4080-24-PN 2500N~ SHBIFIEIERDENERLET .
HHIAE Work material : SUS304 s 2000~2500N  *#XE98 TOMTERIC SR
Cf:—%g%%ﬂ?;q(i‘ﬁ;(i%ngﬂ;n%/t) I ﬂ 1500~2000N E}fci—gl_géﬂqﬂ;%ﬁlcﬁbﬂﬁﬂﬁ
HéKBSA e ® 1000~1500N /oot cuting orce
=S5 Coolant © ACEHE wet 500~ 1000N e oy o oo, e
500N e e on

B IRvosusyz—7 gbadsEE IEETE

Epoch SUS Wave ap & ae

| ae(mm) | IS Total cutting force (N)

7 320 604 928 | 1231 | 1476 | 1802 | 2094 | 2420

6 305 556 824 | 1081 | 1342 | 1640 | 1883 | 2140

5 258 481 713 932 | 1124 | 1399 | 1599 | 1814 |

4 | 208 | 406 | 589 | 778 | 916 | 1151 | 1300 | 1489 |HEDA:

3 309 456 604 699 864 995 | 1144 |[dertnofeut

2 308 412 495 598 679 781

1 221 269 314 367 427

1 2 3 4 5 6 7 s 4
EPSW4080-24-PN i ggggNESOON
*&‘ﬁu*z Work material = SU8304 -~
n=2400min" (ve=60m/min) i 1500~2000N ADVz1A) I‘JiilJU;AaB
vi=380mm/min(fz=0.04mm/t) a 1000~ 1500N | 7 |
HSKB3A
27—/ Coolant : AGATE wet 500~ 1000N \/
~500N

J:?E’E*UFH lJ'CtJJDQJ}EU'GtDﬁUIRﬁmttis‘zb‘Ejﬁgtog-o This table can be reference data for comparing cutting force

based on different ap & ae. Lower cutting force could lead

VIHBEHEDNEVNESIHEE LI IHAEETT . to more stable machining.
FIEH : DP8 apXae=7X3mm THIHCE Tk CapE4mm IS Example. In the case of same cutting situation,
bﬁ:ié%i%\ ael 5mm¥'Cta§1’lIa*t)JHUE\':ml$ﬁ LRIV TCH Do @If ®8 endmill with ap=7mm & ae=3mm can lead to a machining. Cutting force
QRRHDBA. I1—JTEVLFSOTHIEADEL. @i e same paramoter, EPSW has lower cting force thn EPS
®|§.| me(?EFtﬂ%tEap 73\/.]\KL\HD\{ZU%MRHD\{E\,<U%% ®)In the case of same metal removal rate, lower ap causes lower cutting force.



] /ﬂ,ﬁﬁ 15“@@%“%@5 General Side milling conditions *********** P.29
I’T\wgm m [ fwﬁﬁ:j(j’tﬂﬁu%ﬁ: Side finishing conditions “=+==x=sxsxeseeee PBO]

Epoch SUS Finish

o 2
vz il , g
Atype APMX \420, ‘ [a}
LF
43 W 2
4 Flutes
' Bs47 8] 1z
Btype APMX e
LF
T
g;g egar 1917947 ¢3~¢ -I 2 [EEE] [PN] nbM?f —80‘{ —802\ %—3 ) $§ﬁ§]
é' léj E Ps F4 LA - P N L¥a15—% Square type — Hm E&} Eﬁ ! e
% 2( T_]' 5£ Size(mm)
% g ﬁ I:IEI':I :l_I\\‘ E]‘E? 9‘”% 3‘] E %E 9‘\7‘/7?% ﬂ;qﬁ ﬁtzgd \ﬁﬁﬂi’fﬁ(ﬂ)
= Item code Stock Tool dia. Flute length Overall length Shank dia. Shape Suggested retail price(¥)
DC APMX LF DCONMS
EPSF4030-PN o 3 7.5 56 6 A 8,900
EPSF4035-PN ([ J 3.5 8.8 56 6 A 10,1700
EPSF4040-PN o 4 10 56 6 A 9,390
EPSF4045-PN o 4.5 11.3 56 6 A 11,280
EPSF4050-PN @ 5 12.5 56 6 A 10,480
EPSF4055-PN o 5.5 13.8 56 6 A 12,350
EPSF4060-PN [ J 6 15 56 6 B 11,410
EPSF4070-PN o 7 17.5 63 8 A 14,160
EPSF4080-PN [ J 8 20 63 8 B 14,160
EPSF4090-PN o 9 22.5 74 10 A 19,210
EPSF4100-PN @ 10 25 74 10 B 19,210
EPSF4110-PN @ 1 27.5 86 12 A 23,870
EPSF4120-PN @ 12 30 86 12 B 23,870

OF | iZEEEMRCYI. @ : Stocked ltemss.
04



Tiws W EEEE (BB EIFEHISE side fishing conitons -+ P.31 )
Epoch SUS Finish 2
RS i
Atype APMX /a0 . ‘ e
” ' 7 8 N 3
B type APMX e
LF
e, — edium AIIT7IAT p3~012 [ﬁﬁﬁ] [PA’] 10n437] [-8ois| [ 8.2 %5 ] FEog
E PS F M 4 L - P N =71 7-L\ﬂ Square type — Hm Eﬁ E}E L e ,:ch
AmI—R £ i1 SR AR | FE)\GEHERS ()
Item code Stock Tool dia. Flute length Overall length Shank dia. Shape Suggested retail price(¥)
DC APMX LF DCONMS
EPSFM4030-PN o 3 12 56 6 A 10,610
EPSFM4035-PN o 3.5 14 56 6 A 12,270
EPSFM4040-PN o 4 16 56 6 A 11,270
EPSFM4045-PN o 4.5 18 70 6 A 13,590
EPSFM4050-PN o 5 20 70 6 A 12,510
EPSFM4055-PN o 5.5 22 70 6 A 14,950
EPSFM4060-PN [ J 6 24 70 6 B 13,740
EPSFM4070-PN o 7 28 75 8 A 16,820
EPSFM4080-PN o 8 32 80 8 B 16,820
EPSFM4090-PN o 9 36 100 10 A 22,540
EPSFM4100-PN o 10 40 100 10 B 22,540
EPSFM4110-PN o 1 44 120 12 A 28,440
EPSFM4120-PN @ 12 48 120 12 B 28,440
Imwgm EPSFL (fﬁﬂﬁ&ilftﬂﬁu%ﬁ: Side finishing conditions *+++++++++=+++ P.31 )
Epoch SUS Finish g
P RIS 12
Atype APMX ~/ 20 ‘ Q
LF |
=
2 NN S £
B type APMX °
LF
Lon RIITILT p3~012 [EEE] [PN] 43| [-8.01s | [ -8.02 %5 ] Reag
E P s F L4 ':»,_,.:' ':,._,.:' ':,._,.:' - P N Square type — Hm Eﬁ E}E I e
& size(mm)
AmmI—R £E S SR AR | FE2)\GEES ()
Item code Stock Tool dia. Flute length Overall length Shank dia. Shape Suggested retail price(¥)
DC APMX LF DCONMS
EPSFL4030-PN o 3 15 56 6 A 15,940
EPSFL4040-PN [ J 4 20 70 6 A 16,700
EPSFL4050-PN o 5 25 70 6 A 18,630
EPSFL4060-PN [ J 6 30 70 6 B 20,210
EPSFL4070-PN ® 7 35 80 8 A 25,340
EPSFL4080-PN o 8 40 80 8 B 25,340
EPSFL4090-PN [ J 9 45 100 10 A 34,070
EPSFL4100-PN o 10 50 100 10 B 34,070
EPSFL4110-PN [ J 1 55 120 12 A 41,790
EPSFL4120-PN o 12 60 120 12 B 41,790
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;FLm fﬂ”ﬁtﬂﬁU%ﬁ- General Side milling conditions ************ P.23
Imwgm m %E 1%@%%“%14: High speed Side milling conditions®******* P.24

Epoch SUS Multi NEE BYIHISRM General Slotting conditions *+++++++++++++++++2+ P.25
@IJE{:I:J:U'@J%U%{# Side finishing conditions *«*xx=xx=sseeee P.30
e 2 2
AH W ] B 1z 8l 2
4 Flutes APMX | 208 ‘ a APMX e
LF | LF
A947 Atype 8947’ B type
Short s e I ) 0
EPSMS4 " :-PN 207517 01~020 (15 N S N | [ 5] 2
e e e quare type Carbide Helixangle ¢1~¢6 ¢6.1~$20 ¢6~¢12 $16,620 Unequal pich
& size(mm) . & size(mm) il o
mREO—K g S | IR | 28 pooaR BRI mREO—K |8 SV | IR | 28 e BRI
9:\; Item code Stock E(i)g.l Igll'\ug‘fh ?é/:g;ztw scrj]iaar.]k Shape Su_gge_sted Item code Stock -5?:.' |§L‘gﬁ1 olgr?é?llwl Sgi%r.}k Shape| Suggested
2's DC |APMX| LF _|DCONMS| | ™@'Pee® DC_|APMX| LF_|DCONMS| | ™@'Prieet®
Bl1) EPSMS4010-PN [(J[1 [15] 86| 6 [A] - EPSMS4050-PN [(J| 5 | 75/ 56| 6 |A] -
§—§- EPSMS4011-PN || 1.1 | 1.7 | 56 6 | A = EPSMS4051-PN |[1| 5.1 | 7.7| 56 6 | A =
)1 EPSMS4012-PN |[J| 1.2 | 1.8 | 56 6 | A - EPSMS4052-PN ([]| 5.2 | 7.8 56 6 | A -

F EPSMS4013-PN |[]| 1.3 | 2 56 6 | A = EPSMS4053-PN ([]| 5.3 | 8 56 6 | A =
EPSMS4014-PN |[]| 1.4 | 21| 56 6 | A - EPSMS4054-PN (]| 5.4 | 8.1 56 6 | A -
EPSMS4015-PN |[]| 1.5 | 23| 56 6 | A - EPSMS4055-PN (]| 5.5 | 8.3| 56 6 | A =
EPSMS4016-PN |[]| 1.6 | 2.4 | 56 6 | A - EPSMS4056-PN |([]| 5.6 | 8.4 56 6 | A -
EPSMS4017-PN || 1.7 | 2.6 | 56 6 | A = EPSMS4057-PN |[1| 5.7 | 8.6| 56 6 | A =
EPSMS4018-PN |[]| 1.8 | 2.7 | 56 6 | A - EPSMS4058-PN |[1| 5.8 | 8.7| 56 6 | A -
EPSMS4019-PN |[]| 1.9 | 29| 56 6 | A = EPSMS4059-PN ([]| 5.9 | 8.9 56 6 | A =
EPSMS4020-PN |[]| 2 3 56 6 | A - EPSMS4060-PN [[]| 6 9 56 6 | B -
EPSMS4021-PN |[]| 21 | 3.2 | 56 6 | A = EPSMS4061-PN (]| 6.1 | 9.2 63 8 [ A =
EPSMS4022-PN |[]| 2.2 | 3.3 | 56 6 | A - EPSMS4062-PN (]| 6.2 | 9.3 63 8 | A -
EPSMS4023-PN |[]| 2.3 | 3.5 | 56 6 | A - EPSMS4063-PN (]| 6.3 | 9.5| 63 8 | A =
EPSMS4024-PN |[]| 2.4 | 3.6 | 56 6 | A - EPSMS4064-PN ([]| 6.4 | 9.6 63 8 | A -
EPSMS4025-PN |[]| 25 | 3.8 | 56 6 | A - EPSMS4065-PN |[1| 6.5 | 9.8| 63 8 | A =
EPSMS4026-PN |[]| 26 | 3.9 | 56 6 | A - EPSMS4066-PN |([]| 6.6 | 9.9 63 8 | A -
EPSMS4027-PN || 2.7 | 4.1 | 56 6 | A = EPSMS4067-PN (]| 6.7 |10.1| 63 8 A =
EPSMS4028-PN |[]| 2.8 | 4.2 | 56 6 | A - EPSMS4068-PN ([ ]| 6.8 |10.2| 63 8 | A -
EPSMS4029-PN |[]| 29 | 4.4 | 56 6 | A = EPSMS4069-PN (]| 6.9 |10.4| 63 8 [ A =
EPSMS4030-PN |[]| 3 45 | 56 6 | A - EPSMS4070-PN [[1]| 7 10.5| 63 8 | A -
EPSMS4031-PN |[ ]| 3.1 | 4.7 | 56 6 | A - EPSMS4071-PN (]| 7.1 |10.7| 63 8 | A =
EPSMS4032-PN |[]| 3.2 | 48| 56 6 | A - EPSMS4072-PN ([]| 7.2 |10.8| 63 8 | A -
EPSMS4033-PN |[1| 3.3 | 5 56 6 | A = EPSMS4073-PN [[]| 7.3 | 11 63 8 | A =
EPSMS4034-PN |[]| 3.4 | 5.1 | 56 6 | A - EPSMS4074-PN (]| 7.4 111 63 8 | A -
EPSMS4035-PN |[]| 3.5 | 5.3 | 56 6 | A = EPSMS4075-PN (]| 7.5 |11.3| 63 8 A =
EPSMS4036-PN |[]| 3.6 | 5.4 | 56 6 | A - EPSMS4076-PN |([]| 7.6 |11.4] 63 8 | A -
EPSMS4037-PN |[]| 3.7 | 5.6 | 56 6 | A - EPSMS4077-PN (]| 7.7 |11.6| 63 8 [ A =
EPSMS4038-PN |[]| 3.8 | 5.7 | 56 6 | A - EPSMS4078-PN (]| 7.8 |11.7| 63 8 | A -
EPSMS4039-PN |[]| 3.9 | 59| 56 6 | A - EPSMS4079-PN ([]| 7.9 |11.9| 63 8 | A =
EPSMS4040-PN ([ ]| 4 6 56 6 | A - EPSMS4080-PN |[]| 8 12 63 8 | B -
EPSMS4041-PN |[]| 41 | 6.2 | 56 6 | A = EPSMS4081-PN [[]| 8.1 |[12.2| 74 | 10 | A =
EPSMS4042-PN |[]| 4.2 | 6.3 | 56 6 | A - EPSMS4082-PN |[]| 8.2 |12.3| 74| 10 | A -
EPSMS4043-PN |[]| 4.3 | 6.5 | 56 6 | A = EPSMS4083-PN |[]| 83 125 74| 10 | A =
EPSMS4044-PN |[]| 44| 6.6 | 56 6 | A - EPSMS4084-PN ([ ]| 8.4 |12.6| 74 | 10 | A -
EPSMS4045-PN |[]| 45| 6.8 | 56 6 | A - EPSMS4085-PN |[]| 85 (12.8| 74| 10 | A =
EPSMS4046-PN |[]| 46 | 6.9 | 56 6 | A - EPSMS4086-PN ([ ]| 8.6 |12.9| 74| 10 | A -
EPSMS4047-PN |[]| 4.7 | 7.1 | 56 6 | A - EPSMS4087-PN || 8.7 |13.1| 74 | 10 | A =
EPSMS4048-PN |[]| 48 | 7.2 | 56 6 | A - EPSMS4088-PN |[]| 8.8 |13.2| 74 | 10 | A -
EPSMS4049-PN |[]| 49 | 7.4 | 56 6 | A = EPSMS4089-PN |[]| 89 134 74| 10 | A =

CIED - WEREBEREETY . BHERADREGELIEST L,

[ : Stocked by specified distributor. Contact with our sales department.



EPSMS4.

Short

PN St wpe #1920

EmI—R

Item code

T_" 5£ Size(mm) 5 T_]' 5£ Size(mm)
4 sz LR BI\55 . P s e AR LBI\5E
uE AE | IE | 28 [vrsER EE(JF;JI)J ERI—R HE VB | NE | 28 [wnosPik E; (inlf
Tool Flute | Overall | Shank &l Tool Flute | Overall | Shank &l
Stock| dia. length | length dia. |Shape| Suggested Item code Stock| dia. length | length dia. |Shape| Suggested

DC |APMX| LF |DCONMS I DC |APMX| LF |DCONMS e L

EPSMS4090-PN

9 [185| 74| 10 - EPSMS4170-PN 17 1255|110 20

EPSMS4091-PN

9.1(13.7] 74| 10 - EPSMS4175-PN 17.5/26.3| 110 | 20

EPSMS4092-PN

DI SNS ‘suojsuawIq

9.2(138| 74| 10 - EPSMS4180-PN 18 |27 | 110 20

EPSMS4093-PN

N
B
S
U
S
4
)|V
}

9.3/14 741 10 = EPSMS4185-PN 18.5|27.8| 110 | 20

EPSMS4094-PN

9.4(141| 74| 10 - EPSMS4190-PN 19 285|110 20

EPSMS4095-PN

9.5(14.3| 74| 10 - EPSMS4195-PN 19.5/29.3| 110 | 20

EPSMS4096-PN

O\ooooos
@ > > > > > >
[

9.6/14.4| 74| 10 - EPSMS4200-PN 20 130 | 110] 20

EPSMS4097-PN

9.7/14.6| 74| 10

EPSMS4098-PN

9.8(14.7| 74| 10

EPSMS4099-PN

9.9/14.9| 74| 10

EPSMS4100-PN

10 |15 741 10

EPSMS4101-PN

10.1]15.2| 86| 12

EPSMS4102-PN

10.2/15.3| 86| 12

EPSMS4103-PN

10.3/15.,5| 86| 12

EPSMS4104-PN

10.4/15.6| 86| 12

EPSMS4105-PN

10.5/15.8| 86| 12

EPSMS4106-PN

10.6/15.9| 86| 12

EPSMS4107-PN

10.7/16.1| 86| 12

EPSMS4108-PN

10.8/16.2| 86| 12

EPSMS4109-PN

10.9/16.4| 86| 12

EPSMS4110-PN

11 |16.5| 86| 12

EPSMS4111-PN

11.1]16.7| 86| 12

EPSMS4112-PN

11.2/16.8| 86| 12

EPSMS4113-PN

11.3/17 86 | 12

EPSMS4114-PN

11.4/17.1] 86| 12

EPSMS4115-PN

11.5/117.3| 86| 12

EPSMS4116-PN

11.6/17.4| 86| 12

EPSMS4117-PN

11.7/17.6| 86| 12

EPSMS4118-PN

11.8/17.7| 86| 12

EPSMS4119-PN

11.9/17.9| 86| 12

EPSMS4120-PN

12 |18 86| 12

EPSMS4125-PN

12.5/18.8| 100 | 16

EPSMS4130-PN

13 [19.5/ 100 | 16

EPSMS4135-PN

13.5/20.3| 100 | 16

EPSMS4140-PN

14 |21 | 100 ] 16

EPSMS4145-PN

14.5/21.8| 100 | 16

EPSMS4150-PN

16 225|100 | 16

EPSMS4155-PN

15.6/23.3| 100 | 16

EPSMS4160-PN

16 |24 | 100 16

EPSMS4165-PN

O\O|O0ogoUgoUodgogoooooUgou oo oooooo oo oo oo oo os
> 0> > > > > > > 0> >>>>>>>> > > > > > > > > 0> > > > > > > > > >
[

16.5/24.8| 110 | 20




PRR:E tﬁlJﬁtJJ‘E'lJ%ﬁ: General Side milling conditions *=*«******* P.23
EE 1ﬂuﬁwﬁu%f¢ High speed Side milling conditions******** P24

Two GUSYER IEE

i LA FBUIHISEE General Siotting conditions = ++++++++++++++++- P.25
EPOCh SUS Multi RIEt_EIFUIEIZREF side finishing conditions *=«=«=«=*===eee P.30
—- = s s
4¥8H mﬂ-—-—é 8] | . | g 8] | g
4 Flutes , p—— APMX | 207 ‘ e APMX e
LF | LF
AT AT Atype B% 17 Btype
Regular v u0nd0°f [-8.o1s| [ -802 | [ h5 ) [ h6
EpMa -PN @D 72+ o (VR B )
quare type Carbide Helixangle ¢1~¢6 $6.05~¢20 ¢6~p12 $16,$20 Unequal pich
T_f 5£ Size(mm) i LA\ ? 5f Size(mm) R A=
BRIt | SVE | IR | 28 Dotk BRI BRI—1  E OE | IR | 28 Dotk BRI
Tool Flute | Overall | Shank Tool Flute | Overall | Shank
Iltem code Stock| dia. length length dia.  |Shape reSt:ﬁg?isct:((i) Item code Stock| dia. length length ia.  |Shape reSt:ﬁg?isct:((i)
DC |APMX| LF |DCONMS P DC |APMX| LF [DCONMS P
EPSM4010-PN @1 25| 56 6 | A| 8250 EPSM40375-PN |[1]3.75| 9.5| 56 6 | A -
o ) EPSM40105-PN | [ ]| 1.05| 2.8 | 56 6 | A - EPSM4038-PN []]3.8 9.5| 56 6 | A -
g S EPSM4011-PN 141 28 | 56 6 | A - EPSM40385-PN |[]]3.85| 9.8| 56 6 | A -
g =)  EPSM40115-PN _ [[]]1.15] 3 56 6 | A - EPSM4039-PN []]3.9 9.8| 56 6 | A -
o g EPSM4012-PN (112 | 3 56 6 | A - EPSM40395-PN [[]]| 3.95| 10 56 6 | A -
2’7 EPSM40125-PN | [1]1.25| 3.3 | 56 6 | A = EPSM4040-PN @ 4 10 56 6 | A| 8,680
971 EPSM4013-PN (1113 | 33| 56 6 | A - EPSM40405-PN [ ]| 4.05|10.3| 56 6 | A -
=l EPSM40135-PN []]1.35| 35| 56 6 | A - EPSM4041-PN []]4.1 [10.3| 56 6 | A -
EPSM4014-PN (114 | 35| 56 6 | A - EPSM40415-PN [ 1] 4.15[/10.5| 56 6 | A -
EPSM40145-PN [111.45| 3.8 | 56 6 | A - EPSM4042-PN (1142 |10.5| 56 6 | A -
EPSM4015-PN []]15 | 38| 56 6 | A - EPSM40425-PN |[]] 4.25|/10.8| 56 6 | A -
EPSM40155-PN [111.55| 4 56 6 | A - EPSM4043-PN (1143 [10.8| 56 6 | A -
EPSM4016-PN (1116 | 4 56 6 | A - EPSM40435-PN |[]| 4.35| 11 56 6 | A -
EPSM40165-PN [1]1.65| 43| 56 6 | A = EPSM4044-PN (1144 |11 56 6 | A -
EPSM4017-PN L111.7 43| 56 6 | A - EPSM40445-PN |[])| 4.45|11.3| 56 6 | A -
EPSM40175-PN []]1.75| 45| 56 6 | A = EPSM4045-PN (1145 [11.3]| 56 6 | A -
EPSM4018-PN (1118 | 45| 56 6 | A - EPSM40455-PN |[ 1] 4.55|11.5| 56 6 | A -
EPSM40185-PN | [1]|1.85| 4.8 | 56 6 | A - EPSM4046-PN (1146 |11.5| 56 6 | A -
EPSM4019-PN (1119 | 48| 56 6 | A - EPSM40465-PN [ ]| 4.65|11.8| 56 6 | A -
EPSM40195-PN | [1|1.95| 5 56 6 | A - EPSM4047-PN []1]14.7 [11.8| 56 6 | A -
EPSM4020-PN @ 2 5 56 6 | A| 8250 EPSM40475-PN | []]| 4.75 |12 56 6 | A -
EPSM40205-PN | [1]2.05| 5.3 | 56 6 | A - EPSM4048-PN [1]148 |12 56 6 | A -
EPSM4021-PN 21 5.3 | 56 6 | A - EPSM40485-PN [ 1] 4.85|12.3| 56 6 | A -
EPSM40215-PN [1]12.15| 55| 56 6 | A - EPSM4049-PN (1149 [12.3]| 56 6 | A -
EPSM4022-PN []]22 | 55| 56 6 | A - EPSM40495-PN |[]]4.95|12.5| 56 6 | A -
EPSM40225-PN [1]12.25| 58| 56 6 | A - EPSM4050-PN @5 12.5| 56 6 | Al 9710
EPSM4023-PN []]23 | 5.8 | 56 6 | A - EPSM40505-PN |[]| 5.05|12.8| 56 6 | A -
EPSM40235-PN [11235]| 6 56 6 | A - EPSM4051-PN (1151 [12.8]| 56 6 | A -
EPSM4024-PN (1124 | 6 56 6 | A - EPSM40515-PN |[ ]| 5.15|13 56 6 | A -
EPSM40245-PN []]2.45| 6.3 | 56 6 | A - EPSM4052-PN (1152 |13 56 6 | A -
EPSM4025-PN []125 | 63| 56 6 | A - EPSM40525-PN |[]]| 5.25|13.3| 56 6 | A -
EPSM40255-PN []]255| 6.5 | 56 6 | A - EPSM4053-PN (1153 [13.3]| 56 6 | A -
EPSM4026-PN []126 | 65| 56 6 | A - EPSM40535-PN |[]]5.35/13.5| 56 6 | A -
EPSM40265-PN | [1]|2.65| 6.8 | 56 6 | A - EPSM4054-PN []] 54 |13.5| 56 6 | A -
EPSM4027-PN [1]2.7 | 6.8 | 56 6 | A - EPSM40545-PN |[]]5.45|/13.8| 56 6 | A -
EPSM40275-PN (11275 7 56 6 | A - EPSM4055-PN []] 55 |13.8| 56 6 | A -
EPSM4028-PN (1128 | 7 56 6 | A - EPSM40555-PN | []| 5.55| 14 56 6 | A -
EPSM40285-PN []]2.85| 7.3 | 56 6 | A = EPSM4056-PN (1156 |14 56 6 | A -
EPSM4029-PN (1129 | 73| 56 6 | A - EPSM40565-PN |[ ]| 5.65|14.3| 56 6 | A -
EPSM40295-PN []1]1295| 75| 56 6 | A = EPSM4057-PN [1]5.7 [14.3]| 56 6 | A -
EPSM4030-PN ® 3 7.5 | 56 6 | A| 8250 EPSM40575-PN  |[ ]| 5.75|14.5| 56 6 | A -
EPSM40305-PN [1/38.05| 7.8 | 56 6 | A = EPSM4058-PN (1158 [145]| 56 6 | A -
EPSM4031-PN [1]3.1 7.8 | 56 6 | A - EPSM40585-PN |[]| 5.85|14.8| 56 6 | A -
EPSM40315-PN [113.15]| 8 56 6 | A - EPSM4059-PN (1159 [14.8| 56 6 | A -
EPSM4032-PN [1]3.2 8 56 6 | A - EPSM40595-PN [[]| 5.95]| 15 56 6 | A -
EPSM40325-PN | [1|3.25| 83 | 56 6 | A - EPSM4060-PN ® 6 15 56 6 | B| 10,580
EPSM4033-PN (1133 | 83| 56 6 | A - EPSM40605-PN [ ]| 6.05|15.3| 63 8 | A -
EPSM40335-PN | [1]3.35| 85 | 56 6 | A - EPSM4061-PN []16.1 [15.3]| 63 8 | A -
EPSM4034-PN (1134 | 85| 56 6 | A - EPSM40615-PN [ ]| 6.15]15.5| 63 8 | A -
EPSM40345-PN | [1]3.45| 88 | 56 6 | A - EPSM4062-PN []/6.2 |[15.5| 63 8 | A -
EPSM4035-PN []/]35 | 88| 56 6 | A - EPSM40625-PN [ ]| 6.25|15.8| 63 8 1A -
EPSM40355-PN | []]|3.55| 9 56 6 | A - EPSM4063-PN []16.3 |15.8| 63 8 | A -
EPSM4036-PN (1136 | 9 56 6 | A - EPSM40635-PN [[]]| 6.35| 16 63 8 1A -
EPSM40365-PN [113.65| 9.3 | 56 6 | A - EPSM4064-PN (1164 |16 63 8 | A -
EPSM4037-PN []137 | 93| 56 6 | A - EPSM40645-PN |[]) 6.45]16.3| 63 8 A -

CIED - HERIBEREETY ., BHERABASELETV

] : Stocked by specified distributor. Contact with our sales department.

O {EEFEERCTY,
@ : Stocked Items.



Regular

W 25T754T ¢1~p20
EPSM4: ;. :-PN S 2 017
T_r 5£ Size(mm) . A== T_f 5£ Size(mm) - A=
mRI—t | SV | I | 28 boog PR BELE BRI | SV | IR | 28 Dotk BELT
Tool Flute | Overall | Shank i Tool Flute | Overall | Shank H
Item code Stock | dia. length length ia.  |Shape rest:i?g?iitee(i) Iltem code Stock| dia. length length ia.  |Shape restal:ligligfi?:t:(i)
DC |APMX| LF |DCONMS i DC |APMX| LF |DCONMS i
EPSM4065-PN (1165 |16.3| 63 8 | A - EPSM40925-PN | [])/9.25/233| 74| 10 | A -
EPSM40655-PN |[]] 6.55| 16.5| 63 8 | A - EPSM4093-PN (1193 | 233| 74| 10 | A -
EPSM4066-PN (]| 6.6 |16.5| 63 8 |A - EPSM40935-PN | []]/9.35/235| 74| 10 | A -
EPSM40665-PN | [1] 6.65| 16.8| 63 8 | A - EPSM4094-PN (1194 235 74| 10 | A -
EPSM4067-PN (]| 6.7 16.8| 63 8 |A - EPSM40945-PN | []|/9.45/238| 74| 10 | A -
EPSM40675-PN | [1] 6.75| 17 63 8 |A = EPSM4095-PN [1/95 238 74| 10 | A -
EPSM4068-PN (168 |17 63 8 | A - EPSM40955-PN | [ ]| 9.55| 24 741 10 | A -
EPSM40685-PN |[1]6.85|17.3| 63 8 [A - EPSM4096-PN []1]9.6 |24 741 10 | A -
EPSM4069-PN (169 [17.3| 63 8 |A - EPSM40965-PN | [])/9.65/ 243, 74| 10 | A -
EPSM40695-PN |[1]6.95|17.5| 63 8 A = EPSM4097-PN [119.7 [243| 74| 10 | A -
EPSM4070-PN @ 7 17.5| 63 8 |A13,110 EPSM40975-PN | []/9.75/245| 74| 10 | A -
EPSM40705-PN |[1]| 7.05| 17.8| 63 8 |[A - EPSM4098-PN (1198 [245] 74| 10 | A -
EPSM4071-PN 0] 71 [17.8| 63 8 |A - EPSM40985-PN | [])/9.85/ 248, 74| 10 | A -
EPSM40715-PN |[1] 7.15)| 18 63 8 A - EPSM4099-PN [119.9 248 74| 10 | A -
EPSM4072-PN (1172 |18 63 8 |A - EPSM40995-PN | []| 9.95| 25 741 10 | A -
EPSM40725-PN |[]] 7.25| 18.3| 63 8 |A - EPSM4100-PN @®| 10 |25 74 1 10 [ B | 17,780
EPSM4073-PN (1|73 [18.3| 63 8 | A - EPSM4101-PN (11101253 8 | 12 | A -
EPSM40735-PN |[]] 7.35| 18.5| 63 8 | A - EPSM4102-PN [1110.2/255| 86| 12 | A -
EPSM4074-PN (]| 7.4 185| 63 8 |A - EPSM4103-PN [(]1110.3/258| 8 | 12 | A -
EPSM40745-PN |[]] 7.45| 18.8 | 63 8 |A - EPSM4104-PN [1/10.4] 26 86| 12 | A -
EPSM4075-PN (1|75 18.8| 63 8 |A - EPSM4105-PN (11105263 86| 12 | A -
EPSM40755-PN | [1] 7.55| 19 63 8 |A = EPSM4106-PN (11106265 86| 12 | A -
EPSM4076-PN (1,76 |19 63 8 |A - EPSM4107-PN []110.7/26.8| 86| 12 | A -
EPSM40765-PN |[1| 7.65| 19.3| 63 8 |A = EPSM4108-PN []]10.8]| 27 86| 12 | A -
EPSM4077-PN (1] 7.7 119.3| 63 8 |A - EPSM4109-PN (11109273 8| 12 | A -
EPSM40775-PN  |[1]| 7.75|19.5| 63 8 A - EPSM4110-PN ® 11 [275] 86 | 12 | A] 22,100
EPSM4078-PN (]| 7.8 [19.5| 63 8 | A - EPSM4111-PN (11111278 8| 12 | A -
EPSM40785-PN |[1| 7.85| 19.8| 63 8 A - EPSM4112-PN [1]11.2] 28 86| 12 | A -
EPSM4079-PN 1179 [19.8| 63 8 |A - EPSM4113-PN (11113283 8 | 12 | A -
EPSM40795-PN |[1] 7.95| 20 63 8 |A - EPSM4114-PN [1]11.4/285| 86| 12 | A -
EPSM4080-PN @ 8 20 63 8 [B] 13,110 EPSM4115-PN [1111.5/28.8| 8| 12 | A -
EPSM40805-PN |[1]8.05/20.3| 74 | 10 | A - EPSM4116-PN [1/11.6] 29 86| 12 | A -
EPSM4081-PN (1181 (203 74 | 10 | A - EPSM4117-PN []1]11.7/293| 8 | 12 | A -
EPSM40815-PN |[1]8.156/20.5| 74 | 10 | A - EPSM4118-PN [1111.8/ 295 8| 12 | A -
EPSM4082-PN []]|82 [205| 74 | 10 | A - EPSM4119-PN [1111.9/298| 8 | 12 | A -
EPSM40825-PN |[1]8.25/20.8| 74 | 10 | A - EPSM4120-PN ®| 12 |30 86 | 12 [ B | 22,100
EPSM4083-PN (1|83 20.8| 74 | 10 | A - EPSM4125-PN (1125313105 | 16 | A -
EPSM40835-PN |[1]] 8.35| 21 74 | 10 | A - EPSM4130-PN [1/13 |325|105| 16 | A -
EPSM4084-PN (1184 |21 74 1 10 | A - EPSM4135-PN [113.5/33.8| 105 | 16 | A -
EPSM40845-PN |[1]8.45/21.3| 74 | 10 | A - EPSM4140-PN [1/14 |35 |105] 16 | A -
EPSM4085-PN (]85 [21.3| 74 | 10 | A - EPSM4145-PN []1/145/36.3| 110 | 16 | A -
EPSM40855-PN |[1]8.55/215| 74 | 10 | A - EPSM4150-PN [1/15 [3875/110] 16 | A -
EPSM4086-PN [1/86 215 74 | 10 | A - EPSM4155-PN [1/15.5/38.8| 110 | 16 | A -
EPSM40865-PN |[1]/8.65/21.8| 74 | 10 | A - EPSM4160-PN @ /16 |40 | 110 | 16 | B | 49,560
EPSM4087-PN [1/87 218 74 | 10 | A - EPSM4165-PN [116.5/41.3/ 120 | 20 | A -
EPSM40875-PN |[1] 8.75| 22 74 | 10 | A - EPSM4170-PN (1117 (425|120 | 20 | A -
EPSM4088-PN (]88 |22 74 | 10 | A - EPSM4175-PN [1117.5/438| 120 | 20 | A -
EPSM40885-PN |[1]8.85/223| 74 | 10 | A - EPSM4180-PN (1118 |45 |120| 20 | A -
EPSM4089-PN []]89 [223| 74 | 10 | A - EPSM4185-PN [11185/46.3| 1256 | 20 | A -
EPSM40895-PN |[1]8.95|/225| 74 | 10 | A - EPSM4190-PN (1119 1475|125 | 20 | A -
EPSM4090-PN ® 9 225| 74 | 10 | A | 17,780 EPSM4195-PN [1]19.5/48.8| 125 | 20 | A -
EPSM40905-PN | [1]/9.05/22.8| 74 | 10 | A - EPSM4200-PN @ 20 [50 [125] 20 | B| 72,010
EPSM4091-PN [(1]/9.1 [228| 74 | 10 | A -
EPSM40915-PN | [1] 9.15| 23 74 | 10 [ A -
EPSM4092-PN [119.2 |23 74 | 10 | A -
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o ' LA BIEYIEIZEE General Side milling conditions *++++++++** P.23
Imng m =R {BIELIEISES High speed Side milling conditions ™+ P.24

Epoch SUS Multi /ﬂ,ﬁﬁ /ﬁwﬁu%ﬁ: General Slotting conditions =*+*=*+**s==ssx=ees p.25
RIEH LT UIEISREF side finishing conditions *++++++====="** P.30
i —) M APMX | /207 . ‘ M APMX . ‘
Ag’fj Atype 8947’ B type
PR 55777547 §1~020 [ﬁﬁ] [PN] o] [Bee] [Foo] % ] % ] a%14
-R e -PN Radius type — Hm E}} E}E — 0112 p— ®2£ S
N /5 Size(mm # RIS
SR T :—ﬂﬁ?; fJE T 2m [oerr 0| | smmmsm)
Item code Stock Tool dia. Conerradius | Flute length | Overall length | Shank dia. No. of Shape Suggested retail price(¥)
= DC RE APMX LF__ |DCONMS| ™
§7£ EPSM4010-R0.1-PN @ 1 0.1 2.5 56 6 4 A 11,920
é' 8 EPSM4020-R0.1-PN o 2 0.1 5 56 6 4 A 11,920
gg EPSM4020-R0.2-PN @ 0.2 5 56 6 4 A 11,920
E)L EPSM4030-R0.2-PN o 3 0.2 7.5 56 6 4 A 11,920
¥F EPSM4030-R0.5-PN o 0.5 7.5 56 6 4 A 11,920
EPSM4040-R0.2-PN o 0.2 10 56 6 4 A 12,270
EPSM4040-R0.5-PN o 4 0.5 10 56 6 4 A 12,270
EPSM4040-R1.0-PN @ 1 10 56 6 4 A 12,270
EPSM4050-R0.2-PN o 0.2 12.5 56 6 4 A 13,590
EPSM4050-R0.5-PN o 5 0.5 12.5 56 6 4 A 13,590
EPSM4050-R1.0-PN @ 1 12.5 56 6 4 A 13,590
EPSM4060-R0.3-PN o 0.3 15 56 6 4 B 14,460
EPSM4060-R0.5-PN o 6 0.5 15 56 6 4 B 14,460
EPSM4060-R1.0-PN o 1 15 56 6 4 B 14,460
EPSM4060-R1.5-PN o 1.5 15 56 6 4 B 14,460
EPSM4070-R0.3-PN o 0.3 17.5 63 8 4 A 16,920
EPSM4070-R0.5-PN o 7 0.5 17.5 63 8 4 A 16,920
EPSM4070-R1.0-PN @ 1 17.5 63 8 4 A 16,920
EPSM4080-R0.3-PN o 0.3 20 63 8 4 B 16,920
EPSM4080-R0.5-PN o 0.5 20 63 8 4 B 16,920
EPSM4080-R1.0-PN o 8 1 20 63 8 4 B 16,920
EPSM4080-R1.5-PN o 1.5 20 63 8 4 B 16,920
EPSM4080-R2.0-PN @ 2 20 63 8 4 B 16,920
EPSM4090-R0.3-PN o 0.3 22.5 74 10 4 A 21,860
EPSM4090-R0.5-PN o 9 0.5 22.5 74 10 4 A 21,860
EPSM4090-R1.0-PN @ 1 22.5 74 10 4 A 21,860
EPSM4100-R0.3-PN o 0.3 25 74 10 4 B 21,860
EPSM4100-R0.5-PN o 0.5 25 74 10 4 B 21,860
EPSM4100-R1.0-PN o 10 1 25 74 10 4 B 21,860
EPSM4100-R1.5-PN o 1.5 25 74 10 4 B 21,860
EPSM4100-R2.0-PN @ 2 25 74 10 4 B 21,860
EPSM4110-R0.3-PN o 0.3 27.5 86 12 4 A 26,310
EPSM4110-R0.5-PN o 1 0.5 27.5 86 12 4 A 26,310
EPSM4110-R1.0-PN o 1 27.5 86 12 4 A 26,310
EPSM4120-R0.3-PN o 0.3 30 86 12 4 B 26,310
EPSM4120-R0.5-PN o 0.5 30 86 12 4 B 26,310
EPSM4120-R1.0-PN o 1 30 86 12 4 B 26,310
EPSM4120-R1.5-PN o 12 1.5 30 86 12 4 B 26,310
EPSM4120-R2.0-PN o 2 30 86 12 4 B 26,310
EPSM4120-R2.5-PN o 2.5 30 86 12 4 B 26,310
EPSM4120-R3.0-PN @ 3 30 86 12 4 B 26,310
O  FEABERMCTI, [ HEREBEEETYT, BHERANSHGELIEETL,
@ : Stocked ltems. ] : Stocked by specified distributor. Contact with our sales department.



Regular

“=RO-PN 272547 91~920

N VK Size(mm AN
LRI o o] pe ] 2E [ | PP | s T ()
Item code Stock Tool dia. Conerradius | Flute length | Overalllength | Shank dia. No. of Shape Suggested retail price(¥)

DC RE APMX LF___|DCONMS| ™ I
EPSM4130-R0.5-PN O 0.5 32.5 105 16 4 A - ;fg
EPSM4130-R1.0-PN O 1 32.5 105 16 4 A - lsjé
EPSM4130-R1.5-PN O 13 1.5 32.5 105 16 4 A - %g
EPSM4130-R2.0-PN O 2 32.5 105 16 4 A - JUE
EPSM4130-R3.0-PN ] 3 32.5 105 16 4 A - ¥
EPSM4140-R0.5-PN Ol 0.5 35 105 16 4 A =
EPSM4140-R1.0-PN O 1 35 105 16 4 A =
EPSM4140-R1.5-PN | 14 1.5 35 105 16 4 A =
EPSM4140-R2.0-PN O 2 35 105 16 4 A =
EPSM4140-R3.0-PN ] 3 35 105 16 4 A =
EPSM4150-R0.5-PN O 0.5 37.5 110 16 4 A -
EPSM4150-R1.0-PN O 1 37.5 110 16 4 A -
EPSM4150-R1.5-PN Il 15 1.5 37.5 110 16 4 A -
EPSM4150-R2.0-PN O 2 37.5 110 16 4 A -
EPSM4150-R3.0-PN ] 3 37.5 110 16 4 A -
EPSM4160-R0.5-PN o 0.5 40 110 16 4 B 52,910
EPSM4160-R1.0-PN o 1 40 110 16 4 B 52,910
EPSM4160-R1.5-PN o 16 1.5 40 110 16 4 B 52,910
EPSM4160-R2.0-PN o 2 40 110 16 4 B 52,910
EPSM4160-R3.0-PN @ 3 40 110 16 4 B 52,910
EPSM4170-R0.5-PN O 0.5 42.5 120 20 4 A -
EPSM4170-R1.0-PN O 1 42.5 120 20 4 A -
EPSM4170-R1.5-PN Il 17 1.5 42.5 120 20 4 A -
EPSM4170-R2.0-PN O 2 42.5 120 20 4 A -
EPSM4170-R3.0-PN ] 3 42.5 120 20 4 A -
EPSM4180-R0.5-PN O 0.5 45 120 20 4 A =
EPSM4180-R1.0-PN O 1 45 120 20 4 A =
EPSM4180-R1.5-PN ] 18 1.5 45 120 20 4 A =
EPSM4180-R2.0-PN O 2 45 120 20 4 A =
EPSM4180-R3.0-PN ] 3 45 120 20 4 A =
EPSM4190-R0.5-PN O 0.5 47.5 125 20 4 A -
EPSM4190-R1.0-PN O 1 47.5 125 20 4 A -
EPSM4190-R1.5-PN O 19 1.5 47.5 125 20 4 A -
EPSM4190-R2.0-PN O 2 47.5 125 20 4 A -
EPSM4190-R3.0-PN ] 3 47.5 125 20 4 A -
EPSM4200-R0.5-PN o 0.5 50 125 20 4 B 75,500
EPSM4200-R1.0-PN o 1 50 125 20 4 B 75,500
EPSM4200-R1.5-PN o 20 1.5 50 125 20 4 B 75,500
EPSM4200-R2.0-PN o 2 50 125 20 4 B 75,500
EPSM4200-R3.0-PN o 3 50 125 20 4 B 75,500
EPSM4200-R5.0-PN @ 5 50 125 20 4 B 75,500




Likwo SYSSIPEA EE

(AL IETIHIZREE enera side miling conditons

Epoch SUS Multi S g
AZAT OI ¥ | 8
Atype APMX /20 a
LF
a i i %
4F|1:%?J mﬂ BY1T 81 ]§
B type APMX
LF
Medium ] [0 0
e 40°[ |-8.015) | 602 | [ h5 | [ h6
PR - 7 ~ [ﬁﬁﬁ][ ] heed %]% ] ]
EPSMM4::::-PN €28 22727217 #3020 B PN [N N B =1
q yp Carbide Helix angle  ¢$3~¢6 ®7~¢20 ¢6~¢p12  ¢16,20 Unequal pitch
TI 5£ Size(mm) e ﬁfE/J\P—.: T_" 5£ Size(mm) . ﬁ“-ﬁlj\ﬁ
meEI—K [ AE | U | 2R g PR R meEI—K [ AE | R | 2R [hor PR R
Tool Flute | Overall | Shank G Tool Flute | Overall | Shank emesi
Item code Stock| dia. length length dia.  |Shape re1a%gpn'ce(¥) Iltem code Stock| dia. length length dia.  |Shape retaﬁgprice(¥)
DC |APMX| LF |DCONMS DC |APMX| LF |DCONMS
gg EPSMM4030-PN @ 3 | 12| 56| 6 |A| 9,830 EPSMM4090-PN | @| 9 | 36 | 100 10 | A|20,870
is EPSMM4040-PN @ 4 | 16 | 56| 6 | A 10,440 EPSMM4100-PN |@| 10 | 40 | 100 | 10 | B | 20,870
ig EPSMM4050-PN @| 5 | 20 | 70 6 | A 11,590 EPSMM4110-PN (@ | 11 | 44 | 120 | 12 | A | 26,310
Gg EPSMM4060-PN (@ 6 | 24 | 70| 6 | B 12,730 EPSMM4120-PN (@ | 12 | 48 | 120 | 12 | B | 26,310
=z
%lal{ EPSMM4070-PN | @| 7 | 28 | 75 8 | A|15,570 EPSMM4160-PN (@ | 16 | 64 | 135| 16 | B |59,880
EPSMM4080-PN '@ 8 | 32| 80| 8 | B|15570 EPSMM4200-PN |@| 20 | 80 | 155 | 20 | B | 87,500

TwoSUSHER

(ﬂﬁﬁ BIE IS General Side milling conditions

Epoch SUS Multi S g
AT DI y 18
Atype APMX VELR ‘ e
LF
2 NANT——— :
utes =
= . 547 8 IE
B type APMX e
LF
e Lon w6nd0°[ [-8.01s| [ 802 | [ W5 | [ h6
EPSMILA. . -pN @D 2272 oo BRI
- - Square type Carbide Helixangle 96 $7~¢20 ¢6~¢12 $16,620 Unequalpich
T_r /f Size(mm) . = T_r /f Size(mm) . =
mRI—K  EE SE | AR | 28 ol B BRIk [ S | IR | 28 R B
Tool Flute | Overall | Shank Suggested Tool Flute | Overall | Shank Suggested
Item code Stock| dia. length length 8. |Shape|  retal price(¥) Item code Stock| dia. length length ia.|Shape|  retail price(®)
DC |APMX| LF |DCONMS DC |APMX| LF |DCONMS
EPSML4060-PN (@ 6 | 30 | 70 6 | B| 17,900 EPSML4140-PN |[1| 14 | 70 |130 | 16 | A -
EPSML4070-PN |[J| 7 | 35 | 80 8 | A — EPSML4150-PN |[]1| 15 | 75 |130 | 16 | A =
EPSML4080-PN @| 8 | 40 | 80 8 | B| 22,220 EPSML4160-PN @ | 16 | 80 | 135 | 16 | B | 84,280
EPSML4090-PN 1| 9 | 45 |100 | 10 | A = EPSML4170-PN |[1| 17 | 85 [135 | 20 | A =
EPSML4100-PN (@| 10 | 50 | 100 | 10 | B | 30,240 EPSML4180-PN |[1| 18 | 90 [145 | 20 | A -
EPSML4110-PN |[]| 11 | 55 |120 | 12 | A = EPSML4190-PN [[1| 19 | 95 [145 | 20 | A =
EPSML4120-PN (@| 12 | 60 (120 | 12 | B | 37,540 EPSML4200-PN (@ | 20 |100 | 155 | 20 | B | 122,460
EPSML4130-PN |[]| 13 | 65 |130 | 16 | A —

O | EETEER T,
@ : Stocked Items.

RN BERIEEEECY . BHERABREE TV,

[] : Stocked by specified distributor. Contact with our sales department.



Imwgw EPSML_CR (;FUEH {IELIEISE I General Side milling conditions ************ PES)

Epoch SUS Multi

IR0 S S O L — GIN 1
4 Flutes APMX

LF

DCONMS

L s ] [0 0
EPSMLA " -R . -PN 22717 06~020 (2 PN [ ) | 51 5|

Carbide Helixangle 6 $8~¢20 $6~p12 $16,$20 Unequal pich

<~ & Size(mm) . S ~ & Size(mm) . R

BRI—K R [1=F | IR | 28 prrrh| BRI BRI—R 8 [ NE| 2B BEIE

Tool =|=1§ Flute |Overall | Shank ﬁiﬁ*%(Fq) Tool =|=1:|: Flute |Overall | Shank ﬁﬂﬁ%(m)

Item code Stock|  dia. Colg_ner length | length | dia. |Shape restggi]lgperiscf&) Item code Stock| dia. Co(;_ner length | length | dia. |Shape rStl;%g:riSct:&)
DC | RE |APMX| LF _|DCONMS DC | RE _|APMX| LF |DCONMS

EPSML4060-R0.3-PN 0.3 30| 70| 6 - EPSML4120-R1.0-PN 1 60|120| 12

EPSML4060-R0.5-PN 6 05| 30| 70| 6 - EPSML4120-R1.5-PN 15| 60|120| 12 = <t
EPSML4060-R1.0-PN 1 30| 70| 6 - EPSML4120-R2.0-PN 12 | 2 60|120| 12 - &3
EPSML4060-R1.5-PN 1.5 30| 70| 6 — EPSML4120-R2.5-PN 25| 60|120| 12 - szg
EPSML4080-R0.3-PN 0.3| 40| 80| 8 - EPSML4120-R3.0-PN 3 60/120| 12 = S¢
EPSML4080-R0.5-PN 0.5 40| 80| 8 - EPSML4160-R0.5-PN 0.5| 80|135| 16 - ;T,g
EPSML4080-R1.0-PN 8 |1 40| 80| 8 = EPSML4160-R1.0-PN 1 80|135| 16 - F
EPSML4080-R1.5-PN 15| 40| 80| 8 EPSML4160-R1.5-PN 16 |1.5| 80|135| 16

EPSML4080-R2.0-PN
EPSML4100-R0.3-PN
EPSML4100-R0.5-PN
EPSML4100-R1.0-PN
EPSML4100-R1.5-PN
EPSML4100-R2.0-PN
EPSML4120-R0.3-PN
EPSML4120-R0.5-PN

2 40| 80| 8
0.3| 50/100]| 10
0.5| 50(100| 10
10 1 50100 10
1.5| 50/100| 10
2 50/100| 10
0.3| 60(120] 12
0.5| 60120 12

= EPSML4160-R2.0-PN
- EPSML4160-R3.0-PN
- EPSML4200-R0.5-PN
- EPSML4200-R1.0-PN
— EPSML4200-R1.5-PN
— EPSML4200-R2.0-PN
= EPSML4200-R3.0-PN
= EPSML4200-R5.0-PN

2 80|135| 16
3 80/135| 16
0.5 100|155 20
1 ]100]155| 20
1.5]/100|155| 20
2 |100|155| 20
3 |100|155]| 20
5 1100/155]| 20

20

12

U0ogo oo oooo) o /g)o
00 |0|00|00|00|00|00|C0|0|W0|00|03|00|m| 0| W@
|
OoogoO)oogogo oo oo
00 |00 |0 | 00|00 |00|00|00|C0|00|00|m| 0| 0| m@
|

Imwgw EPSMLS (ﬂﬁﬁ {AIETSIEISEAF General Side milling conditions -+ P.26)

Epoch SUS Multi pvqs 8] 2 || | |2
Atype APMX " ~/ 20 ‘ a
LF

=

it N } 7 81 B

B type APMX " ‘ a

Long shank ) e [0 0
EPSMLS4  :-PN GEEEZED) 272727 oa~or7 () oy [ ] e 31 ) o
""""" quare type Carbide Helixangle 93~96 _ $7~@17 DC3~5 _DCi6~17 _Unequal pitch
BRI~ AR e Ee T eE e 28 | PR | smimmeco
Item code ock Tool dia. Flute length  |Under neck length Neck dia. Overall length Shank dia. flutes Suggested retail price(¥)
DC APMX LU DN LF DCONMS

EPSMLS4030-PN o 3 4.5 10.5 2.88 80 6 4 A 11,240
EPSMLS4040-PN o 4 6 14 3.7 80 6 4 A 11,790
EPSMLS4050-PN o 5 7.5 17.5 4.6 100 6 4 A 14,210
EPSMLS4060-PN [ J 6 9 - - 120 5 4 B 16,050
EPSMLS4070-PN o 7 9 - - 120 6 4 B 19,890
EPSMLS4080-PN o 8 12 - — 135 7 4 B 19,890
EPSMLS4090-PN o 9 12 - - 135 8 4 B 26,550
EPSMLS4100-PN [ 10 15 = = 150 9 4 B 26,550
EPSMLS4110-PN o 11 15 - - 150 10 4 B 33,330
EPSMLS4120-PN o 12 18 - - 160 11 4 B 33,330
EPSMLS4130-PN o 13 18 - - 160 12 4 B 39,510
EPSMLS4160-PN o 16 24 - - 180 15 4 B 73,560
EPSMLS4170-PN o 17 24 - - 180 16 4 B 73,560
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o f LA BIETYIEIZEE General Side milling conditions -+ P.23
Imwgw m ',;_LE }Edggzd;ﬁ High speed Side msiglling conditions******* P.24
Epoch SUS Multi N FBYIHISEMF General Siotting conditions +++++++++++++++++- P.25

LEIJE{:I:J:U't)JﬁU%ﬁ: Side finishing conditions *«=*x==xx=seeeee P.30
=
ﬁtglrj SI APMX %] 1 | ]g
— e 20°
- ﬁ " = \< LF ‘
hﬁ! ~ g
By17 8 8] |2
B type APMX_ W a
LF
Under neck 3DC | [0 0
EPSMA: = PN CREDI® 277517 o1~o20 (1) (PN [ [ e 5] 55 o]
quare type Corbids Foage #1908 965320 0372 776920 Uneqwapin
o I size(mm) e
AmI—R FE | AR AR B IR BHiE 2B |vro’| D = | PR FE8)| GRS (F)
ltem code Stock Tool dia. Flute length Umlj:r:gr:ﬁ(:k Neck dia. Cl)‘;/:;?r:l Shank dia. '}I‘;-‘ef’sf Shape Suggested retail price(¥)
DC APMX LU DN LF DCONMS
EPSM4010-3-PN o 1 1.5 3 0.96 56 6 4 A 8,250
EPSM4015-4.5-PN ] 1.5 2.3 4.5 1.44 56 6 4 A -
EPSM4020-6-PN o 2 3 6 1.92 56 6 4 A 8,250
EPSM4025-7.5-PN Ol 2.5 3.8 7.5 2.4 56 6 4 A -
EPSM4030-9-PN o 3 4.5 9 2.88 56 6 4 A 8,250
EPSM4035-10.5-PN O] 3.5 5.3 10.5 3.35 56 6 4 A =
EPSM4040-12-PN o 4 6 12 3.7 56 6 4 A 8,680
EPSM4045-13.5-PN Ol 4.5 6.8 13.5 415 56 6 4 A -
EPSM4050-15-PN o 5 7.5 15 4.6 56 6 4 A 9,710
EPSM4055-16.5-PN ] 5.5 8.3 16.5 5.05 56 6 4 A -
EPSM4060-18-PN o 6 9 18 5.5 56 6 4 B 10,580
EPSM4065-19.5-PN ] 6.5 9.8 19.5 5.95 63 8 4 A -
EPSM4070-21-PN o 7 10.5 21 6.4 63 8 4 A 13,110
EPSM4075-22.5-PN O] 7.5 1.3 22.5 6.85 63 8 4 A -
EPSM4080-24-PN o 8 12 24 7.3 63 8 4 B 13,110
EPSM4085-25.5-PN O] 8.5 12.8 25.5 7.8 74 10 4 A =
EPSM4090-27-PN o 9 135 27 8.3 74 10 4 A 17,780
EPSM4095-28.5-PN Ol 9.5 14.3 28.5 8.7 74 10 4 A -
EPSM4100-30-PN o 10 15 30 9.1 74 10 4 B 17,780
EPSM4105-31.5-PN Ol 10.5 15.8 31.5 9.65 86 12 4 A -
EPSM4110-33-PN o 1 16.5 33 10.2 86 12 4 A 22,100
EPSM4115-34.5-PN ] 11.5 17.3 34.5 10.6 86 12 4 A -
EPSM4120-36-PN o 12 18 36 11 86 12 4 B 22,100
EPSM4130-39-PN ] 13 19.5 39 11.7 105 16 4 A -
EPSM4140-42-PN O 14 21 42 12.7 105 16 4 A -
EPSM4150-45-PN Ol 15 22.5 45 13.6 110 16 4 A -
EPSM4160-48-PN o 16 24 48 14.5 110 16 4 B 49,560
EPSM4170-51-PN O] 17 25.5 51 15.4 120 20 4 A =
EPSM4180-54-PN ] 18 27 54 16.3 120 20 4 A -
EPSM4190-57-PN O 19 28.5 57 17.3 125 20 4 A -
EPSM4200-60-PN o 20 30 60 18.2 125 20 4 B 72,010
O  FEABERCI, [ FERBEEEECT, BHERANBHEGELEEL,
@ : Stocked Items. [] : Stocked by specified distributor. Contact with our sales department.



e OIS USZ2/UFN EPSM

Epoch SUS Multi

;ﬂm 1?”@13)_]!%“7%1&# General Side milling conditions ************ P.26
;ﬂ,ﬁﬁ /ﬁwﬁu%ﬁ: General Slotting conditions ***
fBIE T _EIFUIEISEE side finishing conditions

S
as17 8L 8] 12
. Atype apwx| 20° ‘ e
=
857 8 5 13
B type APMX | " a
LF
Under neck 5DC gy I 0
"=PN GEEDS g\OIT”M?’ ¢1~¢20 [ﬁﬁﬁ] [PN] ‘ﬂ\"& SIS %r’ﬂ %61] T248)
- quare type Carbide Helixangle ~ ¢1~¢6 $6.5~¢20 ¢6~¢12 $16,$20 Unequal pitch
o IE size(mm) .
E@mI—R TE| A® HE BHTE B 28 |vwom| TH | BER F5B))\F5{AE (M)
ltem code Stock Tool dia. Flute length Un:i:r:'gr:ﬁck Neck dia. Cl)z;/:;rlwl Shank dia. ’\f‘ﬁ't:; Shape Suggested retail price(¥)
DC APMX LU DN LF DCONMS
EPSM4010-5-PN o 1 1.5 5 0.96 68 6 4 A 9,090
EPSM4015-7.5-PN L] 1.5 2.3 7.5 1.44 68 6 4 A -
EPSM4020-10-PN o 2 3 10 1.92 68 6 4 A 9,090
EPSM4025-12.5-PN ] 2.5 3.8 12.5 2.4 68 6 4 A -
EPSM4030-15-PN [ J 3 4.5 15 2.88 68 6 4 A 9,090
EPSM4035-17.5-PN [l 3.5 5.3 17.5 856 68 6 4 A =
EPSM4040-20-PN [ 4 6 20 3.7 68 6 4 A 9,560
EPSM4045-22.5-PN [l 4.5 6.8 22.5 4.15 68 6 4 A -
EPSM4050-25-PN o 5 7.5 25 4.6 68 6 4 A 10,690
EPSM4055-27.5-PN L] 5.5 8.3 27.5 5.05 68 6 4 A =
EPSM4060-30-PN o 6 9 30 5.5 68 6 4 B 11,620
EPSM4065-32.5-PN L] 6.5 9.8 32.5 5.95 80 8 4 A -
EPSM4070-35-PN [ J ? 10.5 35 6.4 80 8 4 A 14,460
EPSM4075-37.5-PN ] 7.5 11.3 37.5 6.85 80 8 4 A -
EPSM4080-40-PN o 8 12 40 7.3 80 8 4 B 14,460
EPSM4085-42.5-PN [l 8.5 12.8 42.5 7.8 94 10 4 A =
EPSM4090-45-PN [ 9 13.5 45 8.3 94 10 4 A 19,520
EPSM4095-47.5-PN [l 9.5 14.3 47.5 8.7 94 10 4 A -
EPSM4100-50-PN o 10 15 50 9.1 94 10 4 B 19,520
EPSM4105-52.5-PN ] 10.5 156.8 52.5 9.65 110 12 4 A =
EPSM4110-55-PN o 11 16.5 55 10.2 110 12 4 A 24,330
EPSM4115-57.5-PN L] 11.5 17.3 575 | 10.6 110 12 4 A =
EPSM4120-60-PN o 12 18 60 11 110 12 4 B 24,330
EPSM4130-65-PN L] 13 19.5 65 11.7 125 16 4 A -
EPSM4140-70-PN ] 14 21 70 12.7 125 16 4 A -
EPSM4150-75-PN ] 15 22.5 75 13.6 135 16 4 A -
EPSM4160-80-PN o 16 24 80 14.5 135 16 4 B 54,470
EPSM4170-85-PN [l 17 25.5 85 15.4 145 20 4 A -
EPSM4180-90-PN L] 18 27 90 16.3 145 20 4 A -
EPSM4190-95-PN ] 19 28.5 95 17.3 155 20 4 A -
EPSM4200-100-PN @ 20 30 100 18.2 155 20 4 B 79,240
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Tikwo STVTSIUER BRI

Epoch SUS Multi

:
_ o AP

JLFE TBYEISEE General Slotting conditions ++++++++++++++ p.27
{BIE L _EIFEIEISRAF side finishing conditions «+++++++++++++- P.30

PAR:E 1?“@17)]‘!5“%14: General Side milling conditions ************ P.EBJ

JINGEE
27 L .

DCONMS

LU

LF
Under neck 5DC ] [0 0
U -PN GERED® 2772547 01~620 [E_EJ [PN] e iy sy %Sﬂ %’ﬂ 248
lus type Carbide Helixangle ¢1~¢6 ¢7~¢20 ¢6~¢p12 $16,620 Unequal pich
- TI ;f Size(mm) 2‘ \ A\
I EE e oy R | &R | 82 | 28 v || BeD
Item code Stock | Tool dia. Coner radius | Flute length |Under neck length| Neck dia. |Overall length | Shank dia. | No. of | Shape Suggested
.7 DC RE | APMX | LU DN LF__|DCONMS| ™= e
3 & EPSM4010-5-R0.1-PN o 1 0.1 1.5 5 0.96 68 6 4 | A 13,090
é' 8 EPSM4020-10-R0.1-PN o 2 0.1 3 10 1.92 68 6 4 | A 13,090
%g EPSM4020-10-R0.2-PN o 0.2 3 10 1.92 68 6 4 | A 13,090
EIL EPSM4030-15-R0.2-PN o 3 0.2 4.5 15 2.88 68 6 4 | A 13,090
7 EPSM4030-15-R0.5-PN o 0.5 4.5 15 2.88 68 6 4 | A 13,090
EPSM4040-20-R0.2-PN [ ) 0.2 6 20 3.7 68 6 4 | A 13,450
EPSM4040-20-R0.5-PN o 4 0.5 6 20 3.7 68 6 4 | A 13,450
EPSM4040-20-R1.0-PN o 1 6 20 3.7 68 6 4 | A 13,450
EPSM4050-25-R0.2-PN [ ) 0.2 7.5 25 4.6 68 6 4 | A 14,950
EPSM4050-25-R0.5-PN [ 5 0.5 7.5 25 4.6 68 6 4 | A 14,950
EPSM4050-25-R1.0-PN [ ) 1 7.5 25 4.6 68 6 4 | A 14,950
EPSM4060-30-R0.3-PN [ J 0.3 9 30 5.5 68 6 4 B 15,930
EPSM4060-30-R0.5-PN o 6 0.5 9 30 5.5 68 6 4 B 15,930
EPSM4060-30-R1.0-PN [ ) 1 9 30 5.5 68 6 4 B 15,930
EPSM4060-30-R1.5-PN o 1.5 9 30 5.5 68 6 4 B 15,930
EPSM4070-35-R0.3-PN [ ) 0.3 10.5 35 6.4 80 8 4 | A 18,660
EPSM4070-35-R0.5-PN [ 7 0.5 10.5 35 6.4 80 8 4 | A 18,660
EPSM4070-35-R1.0-PN o 1 10.5 35 6.4 80 8 4 | A 18,660
EPSM4080-40-R0.3-PN [ ) 0.3 12 40 7.3 80 8 4 B 18,660
EPSM4080-40-R0.5-PN o 0.5 12 40 7.3 80 8 4 B 18,660
EPSM4080-40-R1.0-PN o 8 1 12 40 7.3 80 8 4 B 18,660
EPSM4080-40-R1.5-PN o 1.5 12 40 7.3 80 8 4 B 18,660
EPSM4080-40-R2.0-PN [ ) 2 12 40 7.3 80 8 4 B 18,660
EPSM4090-45-R0.3-PN o 0.3 13.5 45 8.3 94 10 4| A 24,070
EPSM4090-45-R0.5-PN o 9 0.5 13.5 45 8.3 94 10 4 | A 24,070
EPSM4090-45-R1.0-PN o 1 13.5 45 8.3 94 10 4 | A 24,070
EPSM4100-50-R0.3-PN o 0.3 15 50 9.1 94 10 4 B 24,070
EPSM4100-50-R0.5-PN () 0.5 15 50 9.1 94 10 4 B 24,070
EPSM4100-50-R1.0-PN [ ) 10 1 15 50 9.1 94 10 4 B 24,070
EPSM4100-50-R1.5-PN o 1.5 15 50 9.1 94 10 4 B 24,070
EPSM4100-50-R2.0-PN o 2 15 50 9.1 94 10 4 B 24,070
EPSM4110-55-R0.3-PN [ J 0.3 16.5 55 10.2 110 12 4 | A 28,890
EPSM4110-55-R0.5-PN o 1 0.5 16.5 55 10.2 110 12 4 | A 28,890
EPSM4110-55-R1.0-PN [ J 1 16.5 55 10.2 110 12 4 | A 28,890
EPSM4120-60-R0.3-PN [ J 0.3 18 60 11 110 12 4 B 28,890
EPSM4120-60-R0.5-PN [ ) 0.5 18 60 11 110 12 4 B 28,890
EPSM4120-60-R1.0-PN [ J 1 18 60 11 110 12 4 B 28,890
EPSM4120-60-R1.5-PN () 12 1.5 18 60 11 110 12 4 B 28,890
EPSM4120-60-R2.0-PN o 2 18 60 11 110 12 4 B 28,890
EPSM4120-60-R2.5-PN o 2.5 18 60 11 110 12 4 B 28,890
EPSM4120-60-R3.0-PN o 3 18 60 11 110 12 4 B 28,890
O : IZEAEBERTY, [ HEREBETECT. BHEEABEGELLLEELY,
@ : Stocked Items. [] : Stocked by specified distributor. Contact with our sales department.



Under neck 5DC

=37 ~
=ROC-PN G 22725,(7 01020
- TI 5f Size(mm) 2\ s B
I EE e oy WE | &R | 82 | 28 vvea || BED
Item code Stock | Tool dia. Coner radius | Flute length |Under neck length| Neck dia. |Overall length | Shank dia. | No. of | Shape Suggested
DC RE_ | APMX | LU DN LF__|DCONMS]| ™t reatoreet?
EPSM4130-65-R0.5-PN (] 0.5 19.5 65 11.7 125 16 4 | A -
EPSM4130-65-R1.0-PN ] 1 19.5 65 11.7 125 16 4 | A -
EPSM4130-65-R1.5-PN UJ 13 1.5 19.5 65 11.7 125 16 4| A -
EPSM4130-65-R2.0-PN (] 2 19.5 65 11.7 125 16 4 | A -
EPSM4130-65-R3.0-PN L] 3 19.5 65 11.7 125 16 4| A —
EPSM4140-70-R0.5-PN ] 0.5 21 70 12.7 125 16 4 | A -
EPSM4140-70-R1.0-PN [ 1 21 70 12.7 125 16 4 | A =
EPSM4140-70-R1.5-PN L] 14 1.5 21 70 12.7 125 16 4 | A -
EPSM4140-70-R2.0-PN [ 2 21 70 12.7 125 16 4 | A -
EPSM4140-70-R3.0-PN L] 3 21 70 12.7 125 16 4 | A —
EPSM4150-75-R0.5-PN [ 0.5 22.5 75 13.6 135 16 4 | A -
EPSM4150-75-R1.0-PN (] 1 22.5 75 13.6 135 16 4 | A -
EPSM4150-75-R1.5-PN U] 15 1.5 22.5 75 13.6 135 16 4 | A -
EPSM4150-75-R2.0-PN (] 2 22.5 75 13.6 135 16 4 | A -
EPSM4150-75-R3.0-PN L] 3 22.5 75 13.6 135 16 4| A —
EPSM4160-80-R0.5-PN [ ] 0.5 24 80 14.5 135 16 4 | B 58,220
EPSM4160-80-R1.0-PN [ 1 24 80 14.5 135 16 4 | B 58,220
EPSM4160-80-R1.5-PN ([ 16 1.5 24 80 14.5 135 16 4 | B 58,220
EPSM4160-80-R2.0-PN o 2 24 80 14.5 135 16 4 | B 58,220
EPSM4160-80-R3.0-PN o 3 24 80 14.5 135 16 4 | B 58,220
EPSM4170-85-R0.5-PN (] 0.5 25.5 85 15.4 145 20 4 | A -
EPSM4170-85-R1.0-PN U] 1 25.5 85 15.4 145 20 4 | A -
EPSM4170-85-R1.5-PN ] 17 1.5 25.5 85 15.4 145 20 4| A -
EPSM4170-85-R2.0-PN ] 2 25.5 85 15.4 145 20 4 | A -
EPSM4170-85-R3.0-PN L] 3 25.5 85 15.4 145 20 4| A —
EPSM4180-90-R0.5-PN ] 0.5 27 90 16.3 145 20 4 | A -
EPSM4180-90-R1.0-PN Ul 1 27 90 16.3 145 20 4 | A —
EPSM4180-90-R1.5-PN [ 18 1.5 27 90 16.3 145 20 4 | A -
EPSM4180-90-R2.0-PN ] 2 27 90 16.3 145 20 4 | A =
EPSM4180-90-R3.0-PN L] 3 27 90 16.3 145 20 4 | A —
EPSM4190-95-R0.5-PN [ 0.5 28.5 95 17.3 155 20 4 | A -
EPSM4190-95-R1.0-PN L] 1 28.5 95 17.3 155 20 4| A -
EPSM4190-95-R1.5-PN ] 19 1.5 28.5 95 17.3 155 20 4| A -
EPSM4190-95-R2.0-PN ] 2 28.5 95 17.3 155 20 4 | A -
EPSM4190-95-R3.0-PN U] 3 28.5 95 17.3 155 20 4| A -
EPSM4200-100-R0.5-PN [ ] 0.5 30 100 18.2 155 20 4 | B 83,110
EPSM4200-100-R1.0-PN [ 1 30 100 18.2 155 20 4 | B 83,110
EPSM4200-100-R1.5-PN [ 20 1.5 30 100 18.2 155 20 4 | B 83,110
EPSM4200-100-R2.0-PN o 2 30 100 18.2 155 20 4 | B 83,110
EPSM4200-100-R3.0-PN () 3 30 100 18.2 155 20 4 | B 83,110
EPSM4200-100-R5.0-PN o 5 30 100 18.2 155 20 4 | B 83,110
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Epoch SUS Wave

[}Fl,ﬁﬁ LEUE{:)JEU%{¢ General Side milling conditions ************ P.23

/ﬂ,ﬁﬁ /ﬁwﬁu%ﬁ: General Slotting conditions

g
as17 8l B 2
- Atype APMX | N/ 20° B ‘ e
- - Byc 8l 12
B type APMX . °
Regular - [0
e e — " 60n30°| | -8.05 | [ h5 ][ h6
Py W 575547 pa~020 (i) (PN| [ [ ] | s
EPSW 'PN l/q=:|-7 ﬂ Roughing type ¢ ¢ — Hm I @5%112 mwi oo
TJ' 5£ Size(mm)
T HE| gy 98 | o8 | veom| 37 | 2B | B | R2iEmEE
Item code Stock Tool dia. Flute length Overall length Shank dia. Ecﬂybmﬁ No. of Shape Suggested retail price(¥)
orner flutes
DC APMX LF DCONMS | "3
EPSW3040-PN o 4 10 56 6 0.3 3 A 11,760
EPSW3045-PN ] 4.5 11.3 56 6 0.3 3 A -
EPSW3050-PN o 5 12.5 56 6 0.3 3 A 13,230
EPSW3055-PN ] 5.5 13.8 56 6 0.3 3 A =
EPSW4060-PN o 6 15 56 6 0.4 4 B 14,340
EPSW4065-PN ] 6.5 16.3 63 8 0.4 4 A =
EPSW4070-PN o 7 17.5 63 8 0.4 4 A 16,670
EPSW4075-PN [l 7.5 18.8 63 8 0.4 4 A =
EPSW4080-PN o 8 20 63 8 0.5 4 B 16,670
EPSW4085-PN ] 8.5 21.3 74 10 0.5 4 A =
EPSW4090-PN o 9 22.5 74 10 0.5 4 A 19,020
EPSW4095-PN ] 9.5 23.8 74 10 0.5 4 A -
EPSW4100-PN o 10 25 74 10 0.5 4 B 19,020
EPSW4105-PN ] 10.5 26.3 86 12 0.5 4 A -
EPSW4110-PN o 1 27.5 86 12 0.5 4 A 23,210
EPSW4115-PN ] 11.5 28.8 86 12 0.5 4 A =
EPSW4120-PN o 12 30 86 12 0.5 4 B 23,210
EPSW4130-PN ] 13 32.5 105 16 0.7 4 A =
EPSW4140-PN ] 14 35 105 16 0.7 4 A -
EPSW4150-PN ] 15 37.5 110 16 0.7 4 A =
EPSW4160-PN o 16 40 110 16 0.7 4 B 52,010
EPSW4170-PN ] 17 42.5 120 20 0.7 4 A -
EPSW4180-PN ] 18 45 120 20 0.7 4 A -
EPSW4190-PN U 19 47.5 125 20 0.7 4 A -
EPSW4200-PN @ 20 50 125 20 0.7 4 B 75,630

O | EEEERTY,
@ : Stocked Items.

CIED - WEREBEEETY . BHERABHSELLEE L,

[] : Stocked by specified distributor. Contact with our sales department.




e 0 O5IS USIT T o0 =7 EPSWL

(;ﬂ,m 1?”@13)_]!%“%1&# General Side milling conditions ************ P28)

Epoch SUS Wave UI E
A5A4T © v 3
Atype APMX /20 ‘ e
LF |
=
""-E EE E 857 8l E
B type APMX °
LF
Long _ . ] [0 h5)(h6
- " < 8~d20 [ﬁﬁﬁ] [ ] nbn30‘ 0.05\ % ] % ] REng
EPSWL " -PN GBZED 77577 #6~*20 B8 1PN lny | N 1| =1 [
& size(mm) T8
mmId—k TE| sz TE L2E SR E?HY_DjIEE IR | FER\GEAE (F)
Item code Stock Tool dia. Flute length Overall length Shank dia. G B No. of Shape Suggested retail price(¥)
DC | APMX LF _ |DCONMS| “mgme | ™
EPSWL4060-PN o 6 30 70 6 0.4 4 B 24,330
EPSWL4070-PN Ol 7 35 80 8 0.4 4 A -
EPSWL4080-PN o 8 40 80 8 0.5 4 B 28,400
EPSWL4090-PN Ol 9 45 100 10 0.5 4 A -
EPSWL4100-PN o 10 50 100 10 0.5 4 B 32,360
EPSWL4110-PN L] 1 55 120 12 0.5 4 A -
EPSWL4120-PN o 12 60 120 12 0.5 4 B 39,510
EPSWL4130-PN ] 13 65 130 16 0.7 4 A -
EPSWL4140-PN O 14 70 130 16 0.7 4 A -
EPSWL4150-PN Ol 15 75 130 16 0.7 4 A =
EPSWL4160-PN o 16 80 135 16 0.7 4 B 88,400
EPSWL4170-PN Ol 17 85 135 20 0.7 4 A -
EPSWL4180-PN U] 18 90 145 20 0.7 4 A -
EPSWL4190-PN ] 19 95 145 20 0.7 4 A -
EPSWL4200-PN @ 20 100 155 20 0.7 4 B 128,530

TrwoSUSEEs—E/ IEE

Epoch SUS Wave

;ﬂm ,ﬁtﬂﬁu%ﬁ: General Slotting conditions

[}J‘Lﬁﬁ 15!”@’&7]‘?1“%{4: General Side milling conditions ***«******** PEBJ

s
As47 8L S 12
Atype APMX W /20 e

LF
s
= O §
B type APMX e

LU
LF
Under neck 3DC () e [0
EPSW PN CEEES 227517 o1-oc0 (a2 ) 2 ) )
R e ROUghmg type LCarbide‘ Helix angle $6~¢12 $16,020 Unequal pitch
T_]' 525 Size(mm) }J%ﬂ
BmI1—k TE| s BTE =124 2R |yvvoR| =7 TR | FER/ g ()
Item code Stock | Tool dia. plitellength Un?:r:g’:ﬁc" flsckldiey ?e":;"r']' Shanidiz Ecﬂg?erma r\tl]z.' ec:sf Shape | Suggested retail price(¥)
DC__ | APMX | LU DN LF__ [DCONMS| “wimn

EPSW3040-12-PN [ 4 6 12 3.7 56 6 0.3 3 A 11,760
EPSW3050-15-PN @ 5 7.5 15 4.6 56 6 0.3 S A 13,230
EPSW4060-18-PN o 6 9 18 5.5 56 6 0.4 4 B 14,340
EPSW4070-21-PN (] 7 10.5 21 6.4 63 8 0.4 4 A 16,670
EPSW4080-24-PN [ 8 12 24 7.3 63 8 0.5 4 B 16,670
EPSW4090-27-PN (] 9 13.5 27 8.3 74 10 0.5 4 A 19,020
EPSW4100-30-PN [ 10 15 30 9.1 74 10 0.5 4 B 19,020
EPSW4110-33-PN o 11 16.5 33 10.2 86 12 0.5 4 A 23,210
EPSW4120-36-PN [ 12 18 36 11 86 12 0.5 4 B 23,210
EPSW4160-48-PN (] 16 24 48 14.5 110 16 0.7 4 B 52,010
EPSW4200-60-PN [ 20 30 60 18.2 125 20 0.7 4 B 75,630

BABA\ SNS ‘suoisuswiq
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Line up, Re-grinding

e DLISUSITT =) EPSW

[;ﬂ,ﬁﬁ 1“@%%“%14: General Side milling conditions **=******** PEGJ

N BYIEISRE ceneral Slotting conditions =+++*==+sxreeeeeees p.27
Epoch SUS Wave 2
as17 8L 8 Ig

Atype

APMX 20°
LU

hﬁ - -
- By 8L 8|

—
DCONMS

B type APMX
LU
LF
Under neck 5DC ] [-2
EPSW: = 1PN CREED]®) 27477517 04~620 (o) ] [ 5 )5 ]
et e e ROUghmg type Carbide Helix angle $6~¢12  ¢16,020 Unequal pitch
. TJ' 5£ Size(mm) }Jﬁ .
R I—F TR sz [ wE | BTR | B8R | 2R [vwoom| J-F FEAR | IS (D)
Item code Stock Tool dia. Flute length | Under neck length Neck dia. Overall length | Shank dia. EHYDW% No. of Shape | Suggested retail price(¥)
DC_| APMX | LU DN LF__[DCONMS |shamsring wian| _"*°®

EPSW3040-20-PN [ 4 6 20 3.7 68 6 0.3 3 A 12,970
EPSW3050-25-PN | @ 5 7.5 25 4.6 68 6 0.3 8 A 14,580
EPSW4060-30-PN [ ] 6 9 30 5.5 68 6 0.4 4 B 15,810
EPSW4070-35-PN [ J 7 10.5 89 6.4 80 8 0.4 4 A 18,400
EPSW4080-40-PN [ J 8 12 40 7.3 80 8 0.5 4 B 18,400
EPSW4090-45-PN | @ 9 13.5 45 8.3 94 10 0.5 4 A 20,870
EPSW4100-50-PN [ ] 10 15 50 9.1 94 10 0.5 4 B 20,870
gg EPSW4110-55-PN (] 11 16.5 55 10.2 110 12 0.5 4 A 25,570
29 EPSW4120-60-PN [ 12 18 60 11 110 12 0.5 4 B 25,570
@ g EPSW4160-80-PN (] 16 24 80 14.5 135 16 0.7 4 B 57,170
§ g EPSW4200-100-PN | @ 20 30 100 18.2 155 20 0.7 4 B 83,230

o ﬁﬁﬁ%*‘ﬂﬁ\ﬁﬁ@ _%i Re-grinding compatibility range table

SAUrv7 EEEREE N ISR S (nm)

if_ E Amd—R PR S () iRV Ré-grinding compatibilly range

é‘ Item Code Product Name Line up tool dial Shape y»“gj Outer Dia. Iyl\‘ End

"= M EPSF-PN SRS e 3~12| N 6~12 | 4~12
EPSFM-PN [EiNcprratmd et 3~12| NN ~12 | 4~12
EPSFL-PN [Eiipehraimi ity 3~12 | MDIPE—— 6~12 | 2~12
EPSMS-PN [Esutei A e e 1~20 M | 6~20 | 4~20
EPSM-PN [ Al aera 1~20| SENEN=———=|6-20| 4~20
EPSMM-PN [Exiii oAttt 3~20 | MES@EE===———= 5.0 | 4~20
EPSML-PN [ viaf it 6~20 | NEBEESFT——— | 6~20 | 6~20
EPSMLS-PN [Eiidi vttt ot 3~17 | re—— | 517 | 4~17
EPSM-3DC-PN [t 1~20| DS ——— | 6~20 | 4~20
EPSM-5DC-PN [Fiip oM 1~20 | HEE— — | 6~20 | 4~20
EPSW-PN [ v i 4~20 Amae-R——— | 520 | 4~20
EPSWL-PN [t 6~20 | MENENENF———= | 5-20 | 6~20
EPSW-3DC-PN [l L 4a~20| IR —— | 6~20 | 4~20
EPSW-5DC-PN it el Lo 4~20| M ————| 6~20 | 4~20
EPSM-CR-PN [Ei s i o 1~20 | W= |6-20 | 4~20
EPSML-CR-PN [t 6~20 | WMSBESF————  6~20 | 6~20
EPS-50C-CR-PN [ttt I A 1~20 | M == | 6~20 | 4~20

O | IREEERTY,

@ : Stocked Items.
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Recommended Cutting Conditions

ﬂ]ﬁtﬂﬁu%ﬁ: General Side milling conditions

™
I
EPSMS*] EPSM_|EPSM-CR|EPSM-3DC| EPSW |EPSW-3DC .
Ya—hAR LF¥a>5—A& V¥15-FIR-I-FRfIE BTF3DCHAT  LFa5—-AR-574¥5 BRDCHA1T 57405
Short Regular Regular, Corner radius Under neck 3DC Regular, Roughing Under neck 3DC, Roughing
Rl - G - HEk | T8 - TUN\—RVE ATV FEYVEE BMASE
(~30HRC) (30~40HRC)
9*?% Carbon steels, Alloy steels Tool steels, Stainless steels Titanium alloys Super heat-resistant alloys
DC Cast irons Pre-hardened steels
T?ﬁwlr‘rj]i)a' ap=1DC, ae=0.5DC ap=1DC, ae=0.5DC ap=1DC, ae=0.5DC ap=1DC, ae=0.1DC ap=1DC, ae=0.05DC
EEEHn | XO®E vi| EEEMn | Z0EE v | EEMn | XOEE v| EEMn | Z0EE v| BESn | E0EE v
min! mm/min min-! mm/min min-! mm/min min! mm/min min-! mm/min
31,800 760 22,300 360 19,100 310 12,700 150 9,500 76
1.5 21,200 780 14,900 370 12,700 310 8,500 160 6,400 79
2 15,900 810 11,100 380 9,500 320 6,400 160 4,800 82
2.5 12,700 830 8,900 390 7,600 330 5,100 170 3,800 83
3 10,600 860 7,400 400 6,400 350 4,200 170 3,200 86
3.5 9,100 880 6,400 410 5,500 350 3,600 170 2,700 87
4 8,000 910 5,600 430 % 4,800 360 * 3,200 180% 2,400 91 %
4.5 7,100 930 5,000 440% 4,200 370 % 2,800 180 2,100 92
5 6,400 960 * 4,500 450 % 3,800 380 2,500 190 1,900 95
5.5 5,800 960 * 4,100 450 % 3,500 380 * 2,300 190%* 1,700 93
6 5,300 950 3,700 440 3,200 380 2,100 190 1,600 96
6.5 4,900 960 3,400 440 2,900 380 2,000 200 1,500 97
7 4,500 940 3,200 450 2,700 380 1,800 190 1,400 98
7.5 4,200 940 3,000 450 2,500 370 1,700 190 1,300 97
8 4,000 960 2,800 450 2,400 380 1,600 190 1,200 96
8.5 3,700 940 2,600 440 2,200 370 1,500 190 1,100 93
9 3,500 940 2,500 450 2,100 380 1,400 190 1,100 99
9.5 3,400 970 2,300 440 2,000 380 1,300 190 1,000 95
10 3,200 960 2,200 440 1,900 380 1,300 200 1,000 100
10.5 3,000 920 2,100 430 1,800 370 1,200 180 900 92
11 2,900 910 2,000 420 1,700 360 1,200 190 900 94
11.5 2,800 890 1,900 400 1,700 360 1,100 170 800 85
12 2,700 870 1,900 410 1,600 350 1,100 180 800 86 ")Jg
13 2,400 820 1,700 390 1,500 340 1,000 170 700 80 é']g
14 2,300 840 1,600 390 1,400 340 900 160 700 85 %g
15 2,100 810 1,500 390 1,300 340 800 150 600 77 4=
16 2,000 820 1,400 380 1,200 330 800 160 600 82
17 1,900 800 1,300 370 1,100 310 700 150 600 85
18 1,800 800 1,200 350 1,100 320 700 150 500 74
19 1,700 780 1,200 370 1,000 310 700 160 500 77
20 1,600 770 1,100 350 1,000 320 600 140 500 80

¥ 94.04.5.05.05.5 D EPSW (TiRvISUSDI—T) [E3WADIcH. EDREDIHE 75%ICEREL TS,
¥o FRIGLF1S—ARUIDCHA TDOYHIEHGRTI . Va—hNZTEADBEEEN-EDEREZ 1.1 {HIEEZBR(CRELTIEEL,

¥ Please reduce feed rate to 75% because EPSW with dia. 4, 4,5, 5 and 5.5 are 3 flutes type.
%2 The table above indicates cutting parameter for regular type and 3DC type, please reduce both rotation and feed rate to 1.1 times when using short type.

[EE] ATEOPNI—F/v I3 Z0OHE b BEEMEL ) SBESROTERIFERBZEADECIEHERLTIZEL,
HWHIA INIRAKICEDE T @8I —S VN EERLTLIEE L,
TEBEIIEMIE. SBEOEMRUFryoZERLTEEL,
COFEVHIRERGVEIRHEDOBERZETR T HDTI . REDINITIE. IR BHY. ERAEHEICKDREZR/ELTIEE L,
EEVUPREIREIDFRE T DG TR ZR/EL TIIEE,
[Note] PN Coating is less electro conductive. Therefore, electric transmitted measuring systems may not work.
Use the appropriate coolant for the work material and machining shape.
Use the high-rigidity and high accuracy machine as possible.
These Recommended Cutting Conditions indicate only the rule of a thumb for the cutting conditions. In actual machining, the condition should be adjusted according to

the machining shape, purpose and the machine type.
Please adjust it if chatter or abnormal vibration occurs.
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Recommended Cutting Conditions

uopipuod Bumng

]
Hl
S
&

ﬁ“ﬁﬂ]ﬁu%ﬁ: High speed Side milling conditions

[EPSMS*:] EPSM_| EPSM-CR|

EPSM-3DC

Y3—h AR L¥a5—AR U¥15-IR-I-FRIE EHF3DCHAT
Short Regular Regular, Corner radius Under neck 3DC
R - S - Sk | T2 - TU/\—RVE AT VUV FYVER BASE

(~30HRC) (30~40HRC)
91‘?% Carbon steels, Alloy steels Tool steels, Stainless steels Titanium alloys Super heat-resistant alloys

DC Cast irons Pre-hardened steels
Tc(:glrgi)a. ap=1DC, ae=0.5DC ap=1DC, ae=0.5DC ap=1DC, ae=0.5DC ap=1DC, ae=0.1DC ap=1DC, ae=0.05DC

B8 n | EOEE | @SS n | EOEE | @S0 | EOEE | @I n | EOEE v | @EEHn | EOEE w
min-! mm/min min-! mm/min min-! mm/min min-! mm/min min-! mm/min

41,400 990 31,800 510 28,600 460 19,100 230 15,900 127
1.5 27,600 1,020 21,200 520 19,100 470 12,700 230 10,600 130
2 20,700 1,060 15,900 540 14,300 490 9,500 240 8,000 136
2.5 16,600 1,080 12,700 550 11,500 500 7,600 250 6,400 139
3 13,800 1,120 10,600 570 9,500 510 6,400 260 5,300 143
3.5 11,800 1,140 9,100 590 8,200 530 5,500 270 4,500 145
4 10,300 1,170 8,000 610 7,200 550 4,800 270 4,000 152
4.5 9,200 1,200 7,100 620 6,400 560 4,200 270 3,500 153
5 8,300 1,250 6,400 640 5,700 570 3,800 280 3,200 160
5.5 7,500 1,240 5,800 640 5,200 570 3,500 290 2,900 160
6 6,900 1,240 5,300 640 4,800 580 3,200 290 2,700 162
6.5 6,400 1,250 4,900 640 4,400 570 2,900 280 2,400 156
7 5,900 1,240 4,500 630 4,100 570 2,700 280 2,300 161
7.5 5,500 1,240 4,200 630 3,800 570 2,500 280 2,100 158
8 5,200 1,250 4,000 640 3,600 580 2,400 290 2,000 160
8.5 4,900 1,250 3,700 630 3,400 580 2,200 280 1,900 162
9 4,600 1,240 3,500 630 3,200 580 2,100 280 1,800 162
9.5 4,400 1,250 3,400 650 3,000 570 2,000 280 1,700 162
10 4,100 1,230 3,200 640 2,900 580 1,900 290 1,600 160
10.5 3,900 1,190 3,000 610 2,700 550 1,800 270 1,500 153
11 3,800 1,190 2,900 610 2,600 540 1,700 270 1,400 146
11.5 3,600 1,140 2,800 590 2,500 530 1,700 270 1,400 148
12 3,400 1,100 2,700 580 2,400 520 1,600 260 1,300 140
13 3,200 1,100 2,400 550 2,200 500 1,500 260 1,200 137
14 3,000 1,100 2,300 560 2,000 490 1,400 260 1,100 134
15 2,800 1,080 2,100 540 1,900 490 1,300 250 1,100 142
16 2,600 1,060 2,000 540 1,800 490 1,200 240 1,000 136
17 2,400 1,020 1,900 540 1,700 480 1,100 230 900 127
18 2,300 1,020 1,800 530 1,600 470 1,100 240 900 133
19 2,200 1,020 1,700 520 1,500 460 1,000 230 800 123
20 2,100 1,010 1,600 510 1,400 450 1,000 240 800 128

o ERELVF15—ANUIDCHA TDYHIRHRTT . Va—bHZESEADBEOEN-XDEEZ 1.1 BREEZERICARLTLIZEL,

#*2 The table above indicates cutting parameter for regular type and 3DC type, please reduce both rotation and feed rate to 1.1 times when using short type

[EE] ATEOPNI—F« VY RZ0OME L BEENMELD. BEARD T ERAIEEBREHADKICIEHERLTIREL,
W I TRRICEDE TOBYRI—S U NEERL T EE L,
TEBRIIERIME. SREEDEHRUF vy EERL TS0,

COEEERHRBEREOERERT DO TT . FEOMI TR INT R B EREMEC KDREEREL TS,
EEURREIRENRE T DIBSIFREEREL TS,

[Note]

PN Coating is less electro conductive. Therefore, electric transmitted measuring systems may not work.

Use the appropriate coolant for the work material and machining shape.
Use the high-rigidity and high accuracy machine as possible.
These Recommended Cutting Conditions indicate only the rule of a thumb for the cutting conditions. In actual machining, the condition should be adjusted according to the
machining shape, purpose and the machine type.

Please adjust it if chatter or abnormal vibration occurs.



5%13)_]%“%14: General Slotting conditions
EPSMS-| EPSM_| EPSM-CR

Ya—hAR

LFa5—AR

Short Regular

LU¥a15-AR I—FRffE

Regular, Corner radius

B R3DCHAT

ae

EPSM-3DC|] EPSW |EPSW-3DC

L¥a5—AK-571vJ EFDCILT 57405

Under neck 3DC

Regular, Roughing

Under neck 3DC, Roughing

R - S - K | T2 - TU/\—RVE ATV FYVER BAGE
(~30HRC) (30~40HRC)
7”% Carbon steels, Alloy steels Tool steels, Stainless steels Titanium alloys Super heat-resistant alloys
DC Cast irons Pre-hardened steels
Tzzg:rgi)a. ap=1DC ap=1DC ap=1DC ap=0.5DC ap=0.5DC
EEn | EOEE | EEEEn | EOEE | DEHn | EOEE | EEHn | GEOEE vi| EEEHn | ZOEE w
min-' mm/min min-! mm/min min-! mm/min min-! mm/min min-! mm/min
28,600 360 19,100 190 17,500 130 11,100 60 6,400 19
1.5 19,100 390 12,700 210 11,700 140 7,400 60 4,200 21
2 14,300 430 9,500 230 8,800 160 5,600 70 3,200 23
2.5 11,500 470 7,600 250 7,000 170 4,500 70 2,500 24
3 9,500 500 6,400 270 5,800 180 3,700 80 2,100 26
3.5 8,200 540 5,500 290 5,000 200 3,200 80 1,800 28
4 7,200 580 * 4,800 310% 4,400 210 2,800 90 1,600 31
4.5 6,400 610% 4,200 320 3,900 220 2,500 100% 1,400 32%
5 5,700 640 3,800 340 3,500 240 % 2,200 100 1,300 35%
5.5 5,200 680 3,500 370% 3,200 250 * 2,000 100 1,200 38%
6 4,800 720 3,200 380 2,900 260 1,900 110 1,100 40
6.5 4,400 710 2,900 380 2,700 260 1,700 110 1,000 39
7 4,100 720 2,700 380 2,500 260 1,600 110 900 38
7.5 3,800 710 2,500 370 2,300 260 1,500 110 800 36
8 3,600 720 2,400 380 2,200 260 1,400 110 800 38
8.5 3,400 720 2,200 370 2,100 270 1,300 110 700 36
9 3,200 720 2,100 380 1,900 260 1,200 110 700 38
9.5 3,000 710 2,000 380 1,800 260 1,200 110 700 40
10 2,900 730 1,900 380 1,800 270 1,100 110 600 36
10.5 2,700 690 1,800 370 1,700 260 1,100 110 600 37
11 2,600 680 1,700 360 1,600 250 1,000 100 600 38
11.5 2,500 660 1,700 360 1,500 240 1,000 110 600 38
12 2,400 650 1,600 350 1,500 240 900 100 500 32
13 2,200 630 1,500 340 1,300 220 900 100 500 34
14 2,000 610 1,400 340 1,300 240 800 100 500 37
15 1,900 610 1,300 340 1,200 230 700 90 400 31
16 1,800 610 1,200 330 1,100 220 700 100 400 33
17 1,700 600 1,100 310 1,000 210 700 100 400 34
18 1,600 590 1,100 320 1,000 220 600 90 400 35
19 1,500 580 1,000 310 900 210 600 90 300 28
20 1,400 560 1,000 320 900 220 600 100 300 29

¥ 04.04.5.05.¢05.5 D EPSW (TRvISUSDI—T) [E3WHADIcsD. EDREDIHE 75%ICREL TS,

o ERIELF15—HANUIDCHA TDUHIRHRTT . Va—hAZESEADBEOEN-XDEEZ 1.1 BREEZERICERLTZEL,

% Please reduce feed rate to 75% because EPSW with dia. 4, 4,5, 5 and 5.5 are 3 flutes type.
%2 The table above indicates cutting parameter for regular type and 3DC type, please reduce both rotation and feed rate to 1.1 times when using short type.

[EE] ATEOPNI—F(VJFZOME FOEERNMEV Y, BEARO T ERAIEEBEEROBCIEHERLTIZEL,
WEIM N IRARICEDE T OB —S U NEERL TS,
TEZEITEMINL. SEEDOEMAUFrvIZERLTIEE 0,
C DY HIRGRISVHISREDOEZZR I BD TI . KRNI TIE AT BH. EREMECRDREZFRL TIEEL,
EEUPEEIRBNFELE I DIBTIFSEMZEEL TIEE L,
EEEDIN L7217 IRRIC EDEEZBRAD 1/5(C, 0.0 1 DCORT Y IICEREL TLIEE LY,
TEFREAN T Z1TIRICEARBEZS AT GXDREZBRMHD70%EDICREL TLIEE L,

[Note]

PN Coating is less electro conductive. Therefore, electric transmitted measuring systems may not work.
Use the appropriate coolant for the work material and machining shape.
Use the high-rigidity and high accuracy machine as possible.
These Recommended Cutting Conditions indicate only the rule of a thumb for the cutting conditions. In actual machining, the condition should be adjusted according to
the machining shape, purpose and the machine type.
Please adjust it if chatter or abnormal vibration occurs.
Please setup feed 1/5 that of slotting parameter and step 0.01DC for drilling application.
Please setup feed 70% of slotting parameter and ramping angle 3° for ramping application.
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Recommended Cutting Conditions

1EUE{7JJ$U%1¢ General Side milling conditions

ae

EPSMLS*| EPSM-5DC]EPSM-5DC-CRJEPSW-5DC
22 Vi B N5DCHA7  BFSDCHA7-I-FRfiE BEFSDCHYMT 57425 &
Long shank Under neck 5DC Under neck 5DC, Corner radius Under neck 5DC, Roughing
R - Sl - HEk | TEM - TU/\—RV AT VUV FYVER BASE
(~30HRC) (30~40HRC)
9’H§ Carbon steels, Alloy steels Tool steels, Stainless steels Titanium alloys Super heat-resistant alloys
DC Cast irons Pre-hardened steels
T‘z%'rﬂi)a- ap=0.5DC, ae=0.25DC ap=0.5DC, ae=0.25DC ap=0.5DC, ae=0.25DC ap=0.5DC, ae=0.1DC ap=0.5DC, ae=0.05DC
B8 n | EOEE | @ | EOEE v | @EEEHn | EOEE v | EEMn | EOEE | @EEHn | EOEE v

min-! mm/min min-! mm/min min-! mm/min min-! mm/min min-! mm/min
28,600 690 19,100 310 15,900 250 12,700 150 9,500 76
1.5 19,100 710 12,700 320 10,600 260 8,500 160 6,400 80
2 14,300 730 9,500 320 8,000 270 6,400 160 4,800 82
25 11,500 760 7,600 330 6,400 280 5,100 170 3,800 84
3 9,500 770 6,400 350 5,300 290 4,200 170 3,200 86
3.5 8,200 800 5,500 360 4,500 290 3,600 180 2,700 88

4 7,200 820% 4,800 360 4,000 300 3,200 180 2,400 91 *
4.5 6,400 850 4,200 370 3,500 310 2,800 190 2,100 93

5 5,700 860* 3,800 380 3,200 320% 2,500 190% 1,900 95 *
5.5 5,200 860 3,500 390 2,900 320 2,300 190 1,700 94
6 4,800 860 3,200 380 2,700 320 2,100 190 1,600 96
6.5 4,400 860 2,900 380 2,400 310 2,000 200 1,500 98
7 4,100 860 2,700 380 2,300 320 1,800 190 1,400 98
7.5 3,800 860 2,500 380 2,100 320 1,700 190 1,300 98
8 3,600 860 2,400 380 2,000 320 1,600 190 1,200 96
8.5 3,400 870 2,200 370 1,900 320 1,500 190 1,100 94
9 3,200 860 2,100 380 1,800 320 1,400 190 1,100 99
9.5 3,000 860 2,000 380 1,700 320 1,300 190 1,000 95
10 2,900 870 1,900 380 1,600 320 1,300 200 1,000 100
10.5 2,700 830 1,800 370 1,500 310 1,200 190 900 93
11 2,600 820 1,700 360 1,400 290 1,200 190 900 94
115 2,500 800 1,700 360 1,400 300 1,100 180 800 86
gw 12 2,400 780 1,600 350 1,300 280 1,100 180 800 86
g Ll 13 2,200 760 1,500 350 1,200 280 1,000 170 700 81
%";% 14 2,000 740 1,400 340 1,100 270 900 170 700 86
4 15 1,900 740 1,300 340 1,100 280 800 150 600 77
16 1,800 730 1,200 330 1,000 270 800 160 600 82
17 1,700 730 1,100 310 900 260 700 150 600 86
18 1,600 720 1,100 330 900 270 700 160 500 75
19 1,500 690 1,000 310 800 250 700 160 500 77
20 1,400 670 1,000 320 800 260 600 140 500 80

% @4.¢05 D EPSW (TRy2oSUSTI—T) [FBWHDcs. EDREDIHZ 75%ICERELTLEE

¥a ERIEEDCHA TEKIUBEDCREUBRDYIRISEMRTT . IE%‘&.‘:HLJEILJ:D*#%;HEUCQLESL\

% Please reduce feed rate to 75% because EPSW with dia. 4, and 5 are 3 flutes type.

#*4 The above table shows cutting conditions for 5DC type tools with a 5DC overhang. Adjust conditions according to the tool overhang amount.

[FE] ATEOPNI—F4V I3 ZOME £ BEENMEL 2, BEARO T ERATEBEERAOBRICIHERLTZE N,
WEIM I IRRICEDE TOBUE I —SUNEERL T LT
TEDRITEANE. SEEOEMNR O T vy o2 ERL TS0
COREYHIRERIIVHIRGOBZZER T HDTI . REEOINITTIE IR BB, ERABMEICRDRMERFEL T LT,
EEUPLEBIREINFEE T DIBTIFRMZREL TLIEEL,
[Note] PN Coating is less electro conductive. Therefore, electric transmitted measuring systems may not work.
Use the appropriate coolant for the work material and machining shape.
Use the high-rigidity and high accuracy machine as possible
These Recommended Cutting Conditions indicate only the rule of a thumb for the cutting conditions. In actual machining, the condition should be adjusted

according to the machining shape, purpose and the machine type.
Please adjust it if chatter or abnormal vibration occurs.



/Etﬂﬁu%fq: General Slotting conditions

Under neck 5DC

B 5DCH17  &T5DCHA7-0—FRftE BFSDCHMT 5745
Under neck 5DC, Corner radius ~ Under neck 5DC, Roughing

ae

ap

R - G2 - K | T2 - TU/\—RVE ATV FIVER BAGE
(~30HRC) (30~40HRC)
9“% Carbon steels, Alloy steels Tool steels, Stainless steels Titanium alloys Super heat-resistant alloys
DC Cast irons Pre-hardened steels
T ap=0.5DC ap=0.5DC ap=0.5DC ap=0.25DC ap=0.25DC
EEHn | EOFEE | B n | EOEE | EEHn | ZOEE | EEHn | GEOERE | EEHn | ZOEE w
min-! mm/min min-! mm/min min-! mm/min min-! mm/min min-! mm/min
25,500 320 15,900 160 14,300 110 9,500 50 4,800 14
1.5 17,000 350 10,600 170 9,500 120 6,400 50 3,200 16
2 12,700 380 8,000 190 7,200 130 4,800 60 2,400 17
2.5 10,200 410 6,400 210 5,700 140 3,800 60 1,900 19
3 8,500 450 5,300 220 4,800 150 3,200 70 1,600 20
3.5 7,300 480 4,500 240 4,100 160 2,700 70 1,400 22
4 6,400 510 4,000 260%* 3,600 170 2,400 80 1,200 23 %
4.5 5,700 550 3,500 270 3,200 180 2,100 80 1,100 25
5 5,100 570% 3,200 290 2,900 200 1,900 90* 1,000 27 %
5.5 4,600 600 2,900 300 2,600 200 1,700 90 900 28
6 4,200 630 2,700 320 2,400 220 1,600 100 800 29
6.5 3,900 630 2,400 310 2,200 210 1,500 100 700 27
7 3,600 630 2,300 320 2,000 210 1,400 100 700 29
7.5 3,400 640 2,100 320 1,900 210 1,300 100 600 27
8 3,200 640 2,000 320 1,800 220 1,200 100 600 29
8.5 3,000 640 1,900 320 1,700 220 1,100 90 600 31
9 2,800 630 1,800 320 1,600 220 1,100 100 500 27
9.5 2,700 640 1,700 320 1,500 210 1,000 100 500 29
10 2,500 630 1,600 320 1,400 210 1,000 100 500 30
10.5 2,400 620 1,500 310 1,400 220 900 90 500 31
11 2,300 600 1,400 290 1,300 200 900 90 400 25
115 2,200 590 1,400 300 1,200 190 800 90 400 26
12 2,100 570 1,300 280 1,200 190 800 90 400 26
13 2,000 580 1,200 280 1,100 190 700 80 400 28
14 1,800 550 1,100 270 1,000 180 700 90 300 22
15 1,700 550 1,100 280 1,000 190 600 80 300 23
16 1,600 540 1,000 270 900 180 600 80 300 24
17 1,500 540 900 260 800 170 600 90 300 26
18 1,400 520 900 270 800 180 500 70 300 27
19 1,300 500 800 250 800 180 500 80 300 28
20 1,300 520 800 260 700 170 500 80 200 19

¥4, 05 O EPSW (IRyoSUSDT—T) [F3WHDIctd. EDREDHZ 75%ICERELTIEEL,
¥ Please reduce feed rate to 75% because EPSW with dia. 4, and 5 are 3 flutes type.

[EE] ATEOPNI—F1VEZOME L SBEENMEV . BESRO TERAEEBEERDIEICIEHEEL T REL,
wWEIE N TRRICEDE T OB —SUNEFERL TR,
TEZRIIEBIE. SREOEHRUF vy EERALTIRE,

COEEEIRURIITEREOBRER T OO TY . EEOMT Tl T, B8, EREMHZIC KD REERREL TS0,

[Note]

EEUPEBIRBNFELE T DB ZREL TIEE L,

EERON T =T OBRIC EDEREZERMD 1/5(C.0.0 1 DCORT Y IICRELTLEE LY,

RFREAN T ZTIMRICEABEZS LUT . XDREZBSRMD70%XD(C

PN Coating is less electro conductive. Therefore, electric transmitted measuring systems may not work.
Use the appropriate coolant for the work material and machining shape.

Use the high-rigidity and high accuracy machine as possible
These Recommended Cutting Conditions indicate only the rule of a thumb for the cutting conditions. In actual machining, the condition should be adjusted

according to the machining shape, purpose and the machine type.

Please adjust it if chatter or abnormal vibration occurs.
Please setup feed 1/5 that of slotting parameter and step 0.01DC for drilling application.
Please setup feed 70% of slotting parameter and ramping angle 3° for ramping application.
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Recommended Cutting Conditions

tﬂUE’G)J‘l‘:]'IJ%# General Side milling conditions

ST47LAR

Medium

ae

ap

R - S - Sk | T2 - TU/\—RVE ATV FYVER BASE
(~30HRC) (30~40HRC)
9’{-{% Carbon steels, Alloy steels Tool steels, Stainless steels Titanium alloys Super heat-resistant alloys
DC Cast irons Pre-hardened steels
oo | _ap=2.5DC, 2e=0.05DC | ap=2.5DC, 2e=0.05DC | ap=2.5DC, 2e=0.05DC | ap=2.5DC, 2e=0.03DC | ap=2.5DC, ae=0.02DC
EEn | XORE vi| B0 | EOEE v | EESn | EORE vi| EEMn | EOEE v | B | EOEE v
min-' mm/min min-! mm/min min-' mm/min min-’! mm/min min-! mm/min
3 7,400 600 5,300 290 4,500 240 3,000 120 2,100 57
4 5,600 640 4,000 300 3,400 260 2,200 120 1,600 61
5 4,500 670 3,200 320 2,700 270 1,800 130 1,300 65
6 3,700 660 2,600 310 2,300 270 1,500 130 1,100 66
7 3,200 670 2,200 310 2,000 280 1,300 130 900 63
8 2,800 670 2,000 320 1,700 270 1,100 130 800 64
9 2,500 670 1,700 310 1,500 270 1,000 130 700 63
10 2,200 660 1,600 320 1,400 280 900 130 600 60
11 2,000 630 1,400 290 1,200 250 800 120 600 63
12 1,800 580 1,300 280 1,100 240 750 120 500 54
16 1,400 570 1,000 270 850 230 550 110 400 54
20 1,100 530 800 260 650 210 450 110 300 48
fEUEtﬂEu%ﬁ: General Side milling conditions
ae
EPSML |EPSML-CR] EPSWL
OvJAR OVJAR -O—FREAE OVIAR-ZT4VT ap
Long Long, Corner radius Long, Roughing
ol W - A - %tk | TEM - JU/\—RUH 25U FovaS BMAEE
2Hl (~30HRC) (30~40HRC)
§ <2 9”% Carbon steels, Alloy steels Tool steels, Stainless steels Titanium alloys Super heat-resistant alloys
a3 DC Cast irons Pre-hardened steels
8] e | ap=3DC, ae=0.05DC ap=3DC, ae=0.05DC ap=3DC, ae=0.05DC ap=3DC, 2e=0.02DC ap=3DC, 2e=0.01DC
I n | EOEE vi| EEHn | EOEE vi| EEH N | ZEDEE | EEHn | ZEDEE | EEthn | EOEE v
min-! mm/min min-! mm/min min-! mm/min min-! mm/min min-! mm/min
6 2,700 490 1,900 230 1,600 190 1,100 100 800 48
8 2,000 480 1,400 220 1,200 190 800 100 600 48
10 1,600 480 1,100 220 1,000 200 600 90 500 50
12 1,300 420 900 190 800 170 500 80 400 43
16 1,000 410 700 190 600 160 400 80 300 1
20 800 380 600 190 500 160 300 70 200 32

[EE] ATEOPNI—F1v 3 ZDME . EEMEHEV . BESRO TEEAEEBEERORICIHEELTRE L,

[Note]

WEIM I IRRICEDE TOBUE I —S U NEERL TS,

TEDRITEANE. SBEOEBROT vy o= AL TIEE L,
C ORISR RISEISRHDOE R ZR I HDTY . REROIMITIE. TR BH. EREMEFICKDREZH/EBL TIEE0,
EEUPEEIREDFRLE T DIBGIFFMEZRFEL TS,

PN Coating is less electro conductive. Therefore, electric transmitted measuring systems may not work.
Use the appropriate coolant for the work material and machining shape.
Use the high-rigidity and high accuracy machine as possible
These Recommended Cutting Conditions indicate only the rule of a thumb for the cutting conditions. In actual machining, the condition should be adjusted

according to the machining shape, purpose and the machine type.

Please adjust it if chatter or abnormal vibration occurs.



ﬁUEtﬂﬁu%ﬁ: General Side milling conditions

LFa15—AR

Regular

ae

R - S - Sk | T2 - TU/\—RVE ATV FYVER BASE
(~30HRC) (30~40HRC)

9’{»?% Carbon steels, Alloy steels Tool steels, Stainless steels Titanium alloys Super heat-resistant alloys

DC Cast irons Pre-hardened steels
T‘zﬂrﬂi)a' ap=1.0DC, ae=0.2DC ap=1.0DC, ae=0.1DC ap=1.0DC, ae=0.1DC ap=1.0DC, ae=0.05DC ap=1.0DC, ae=0.05DC
EEEn | EOEE | EEE#n | EOEE | DEEn | ZOEE | EEHn | GEOEE v | @EEHn | ZOEE w
min-! mm/min min-! mm/min min-! mm/min min-! mm/min min-! mm/min

3 9,000 850 6,900 470 6,400 430 5,300 140 4,200 85
3.5 7,700 850 5,900 460 5,500 430 4,500 140 3,600 85
4 6,800 900 5,200 490 4,800 460 4,000 150 3,200 91
4.5 6,000 900 4,600 490 4,200 450 3,500 150 2,800 90
5 5,400 950 4,100 510 3,800 480 3,200 160 2,500 94
5.5 4,900 940 3,800 520 3,500 480 2,900 160 2,300 95
6 4,500 950 3,400 510 3,200 480 2,700 160 2,100 95
7 3,900 960 3,000 530 2,700 470 2,300 160 1,800 95
8 3,400 950 2,600 520 2,400 480 2,000 160 1,600 96
9 3,000 950 2,300 520 2,100 470 1,800 160 1,400 95

10 2,700 950 2,100 530 1,900 480 1,600 160 1,300 98

11 2,500 910 1,900 500 1,700 440 1,400 150 1,200 94

12 2,300 870 1,700 460 1,600 430 1,300 140 1,100 89

[FE] ATEOPNI—FUJ3Z0OME LOBEMMEL 2D BEARO T ERAEEEZEROBICIHIRLTIREL.
WHIA I TRARICEDLE T BYIEI—S VNEERUL T EE L,
COYHIFERISVHISMMOBEZZTR T DD T . REDOIMNITIE NI BN EREMEICRDREZRRBL TS,

[Note]

PN Coating is less electro conductive. Therefore, electric transmitted measuring systems may not work.
Use the appropriate coolant for the work material and machining shape.

These Recommended Cutting Conditions indicate only the rule of a thumb for the cutting conditions. In actual machining, the condition should be adjusted according to the
machining shape, purpose and the machine type.
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Recommended Cutting Conditions

ﬁUE{:tJ:U'tJJﬁIJ%{q: Side finishing conditions

ae

| EPSF |EPSMS*| EPSM |EPSM-CR]EPSM-3DC|EPSM-5DC*|EPSM-5DC-CR*
L¥a15—A& Ya—hIE LF¥a5—HAR UF15-IrI-FRiEE EBEF3DCHAT B ’5DCHAT ET5DCH/7-I-FRfFE *
Regular Short Regular Regular, Corner radius Under neck 3DC Under neck 5DC  Under neck 5DC, Corner radius
R - Sl - Hik | TEM - TU/\—RV ATV FHYVER BMASE
(~30HRC) (30~40HRC)
9’{?% Carbon steels, Alloy steels Tool steels, Stainless steels Titanium alloys Super heat-resistant alloys
DC Cast irons Pre-hardened steels
T‘zg:rgi)a' ap=1DC, 2e=0.001DC~0.02DC | ap=1DC, ae=0.001DC~0.02DC | ap=1DC, ae=0.001DC~0.02DC | ap=1DC, ae=0.001DC~0.02DC | ap=1DC, ae=0.001DC~0.02DC
EEEE n | EDEE v | EEHn | EOEE vi| EEE N | EZOEE | EEEn | EDEE v| EEHn | EOEE v
min~' mm/min min! mm/min min-! mm/min min! mm/min min-! mm/min
45,500 980 35,000 500 31,500 450 21,000 230 17,500 130
1.5 30,300 1,010 23,300 520 21,000 460 14,000 230 11,700 130
2 22,800 1,050 17,500 540 15,800 480 10,500 240 8,800 130
2.5 18,200 1,070 14,000 550 12,600 490 8,400 250 7,000 140
3 15,200 1,110 11,700 570 10,500 510 7,000 260 5,800 140
3.5 13,000 1,130 10,000 580 9,000 520 6,000 260 5,000 140
4 11,400 1,170 8,800 600 7,900 540 5,300 270 4,400 150
4.5 10,100 1,190 7,800 610 7,000 550 4,700 280 3,900 150
5 9,100 1,230 7,000 630 6,300 570 4,200 280 3,500 160
5.5 8,300 1,230 6,400 630 5,700 560 3,800 280 3,200 160
6 7,600 1,230 5,800 630 5,300 570 3,500 280 2,900 160
6.5 7,000 1,230 5,400 630 4,800 560 3,200 280 2,700 160
7 6,500 1,230 5,000 630 4,500 570 3,000 280 2,500 160
7.5 6,100 1,240 4,700 630 4,200 570 2,800 280 2,300 160
8 5,700 1,230 4,400 630 3,900 560 2,600 280 2,200 160
8.5 5,400 1,240 4,100 630 3,700 570 2,500 290 2,100 160
9 5,100 1,240 3,900 630 3,500 570 2,300 280 1,900 150
9.5 4,800 1,230 3,700 630 3,300 560 2,200 280 1,800 150
10 4,600 1,240 3,500 630 3,200 580 2,100 280 1,800 160
10.5 4,300 1,180 3,300 600 3,000 550 2,000 270 1,700 160
11 4,100 1,160 3,200 600 2,900 550 1,900 270 1,600 150
11.5 4,000 1,140 3,000 570 2,700 510 1,800 260 1,500 140
12 3,800 1,110 2,900 560 2,600 510 1,800 260 1,500 150
13 3,500 1,080 2,700 560 2,400 490 1,600 250 1,300 130
14 3,300 1,090 2,500 550 2,300 500 1,500 250 1,300 140
15 3,000 1,040 2,300 530 2,100 490 1,400 240 1,200 140
16 2,800 1,030 2,200 540 2,000 490 1,300 240 1,100 130
17 2,700 1,030 2,100 530 1,900 480 1,200 230 1,000 130
18 2,500 1,000 1,900 500 1,800 480 1,200 240 1,000 130
19 2,400 1,000 1,800 500 1,700 470 1,100 230 900 120
20 2,300 990 1,800 520 1,600 460 1,100 240 900 130

3 ERIFLUF2S—FINU IDCHA TDYHEIRHRTT . Va—bIZSHEADBEELOEE-EDREZ 1.1 {BEEZERICHAEL T EE,
BDCHA TZERDBEFEEL - XDEREZ70%ZBERICAELTLIEEL,
$%3 The table above indicates cutting parameter for regular type and 3DC type, please reduce both rotation and feed rate to 1.1 times when using short type,
please reduce both rotation and feed rate to 70% when using 5DC type

Xz

[FE] 2TBOPNI—F/UH3ZOME L EEHHEL D BEAROT EEAEEBEERAOBICIEERLTIZEW,
Wb N TRRICEDE T OBIEI—SUNEERL T T,
TEZRIIEBIE. SREOBMRUF vy EERALTIREL,

COEBEYMIRERIIEREOERERT DO TT  EEOMTI Tld. TR, B, EREHEIC KO REERZEL TS0,
EEUDREIRENRET IBAFREEFEL TR,

[Note]

PN Coating is less electro conductive. Therefore, electric transmitted measuring systems may not work.

Use the appropriate coolant for the work material and machining shape.
Use the high-rigidity and high accuracy machine as possible.
These Recommended Cutting Conditions indicate only the rule of a thumb for the cutting conditions. In actual machining, the condition should be adjusted according to the
machining shape, purpose and the machine type.

Please adjust it if chatter or abnormal vibration occurs.



1EUE1iJ:U't)J‘ﬁU%1¢ Side finishing conditions

STATVLAR

Medium

ae

R - G - ik | T2 - TUN\—RVE AT VUV FYVER BASE
(~30HRC) (30~40HRC)
9*?% Carbon steels, Alloy steels Tool steels, Stainless steels Titanium alloys Super heat-resistant alloys
DC Cast irons Pre-hardened steels
T‘Z%‘:}i)a- ap=2.5DC, ae=0.001DC~0.01DC | ap=2.5DC, ae=0.001DC~0.01DC | ap=2.5DC, ae=0.001DC~0.01DC | ap=2.5DC, ae=0.001DC~0.01DC | ap=2.5DC, ae=0.001DC~0.01DC
EEfn | EOEE | EEEtn | EOEE w| EEHn | EOEE v| OEHn | EDERE | EEHn | EOEE v
min-! mm/min min-! mm/min min-! mm/min min-! mm/min min-! mm/min
3 7,070 480 4,060 250 4,830 290 4,830 180 2,940 71
4 5,320 510 3,080 260 3,640 310 3,640 190 2,240 77
5 4,200 530 2,450 280 2,870 320 2,870 190 1,750 79
6 3,500 530 2,030 270 2,380 320 2,380 190 1,470 79
7 3,010 530 1,750 280 2,100 330 2,100 200 1,260 79
8 2,660 530 1,540 280 1,820 330 1,820 200 1,120 81
9 2,380 540 1,330 270 1,610 330 1,610 200 980 79
10 2,100 530 1,260 280 1,470 330 1,470 200 910 82
11 1,890 490 1,120 260 1,330 310 1,330 190 840 79
12 1,750 470 1,050 260 1,190 290 1,190 170 770 75
{AIEE _EIFtDEISES  side finishing conditions
ae
EPSFL
OvoRR *
Long
Rl - B - ik | T2 - TUN\—RVE ATV FHYVER BASE

(~30HRC) (30~40HRC)
9*?% Carbon steels, Alloy steels Tool steels, Stainless steels Titanium alloys Super heat-resistant alloys
DC Cast irons Pre-hardened steels
T‘z%'r?]i)a- ap=3DC, ae=0.001DC~0.01DC | ap=3DC, ae=0.001DC~0.01DC | ap=3DC, ae=0.001DC~0.01DC | ap=3DC, ae=0.001DC~0.01DC | ap=3DC, ae=0.001DC~0.01DC
BEtn | EOFEE | EEn | EOEE w| EEHn | EOEE | EEHn | EOERE | EEHn | EOEE v
min-! mm/min min-! mm/min min-' mm/min min-! mm/min min-! mm/min
3 5,050 340 2,900 180 3,450 210 3,450 130 2,100 51
4 3,800 360 2,200 190 2,600 220 2,600 130 1,600 55
5 3,000 380 1,750 200 2,050 230 2,050 140 1,250 56
6 2,500 380 1,450 200 1,700 230 1,700 140 1,050 57
7 2,150 380 1,250 200 1,500 240 1,500 140 900 57
8 1,900 380 1,100 200 1,300 230 1,300 140 800 58
9 1,700 380 950 190 1,150 230 1,150 140 700 57
10 1,500 380 900 200 1,050 240 1,050 140 650 59
11 1,350 350 800 190 950 220 950 130 600 56
12 1,250 340 750 180 850 210 850 120 550 58

[FE] ATE0OPNI—FJ3Z0OME FOBEMMEL 2D BEARO T ERATEEEZEROBICIEHERLTIRZEL,

[Note]

WHEIA I TRARCEDLE T @8I —S VN EERUL T EE L,
COVHISRERIFTHIFEDOERZER T D TY . REDINTTIE MNITHRM. BEY. EAEHEICKDRMZRELTILEEL,

PN Coating is less electro conductive. Therefore, electric transmitted measuring systems may not work.
Use the appropriate coolant for the work material and machining shape.

These Recommended Cutting Conditions indicate only the rule of a thumb for the cutting conditions. In actual machining, the condition should be adjusted according to the
machining shape, purpose and the machine type.
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Field data

O HALMIZRALLIEISH

Cutting example for various cutting process.

tHEI#1 - SUS304  work material:SUS304

fEATE 1o | Ik SUSZU—X Epoch SUS series ,

100mm

WJF]"J%#F] Cutting conditions

T—S 2N coolant © IKBHE wet

mnr&oo—o
Work after milling

{BIETDE] side miling
TRwZ SUS ¥ )LF Epoch SUS Multi
d10XANT

EPSM4100-30-PN

n=2,900min" (vv=90m/min),
vi=B80mm/min (=0.05mm/1),
apXae=10X5mm,

IITEERS Cutting time =443 min.

{BIEEFHDE side ramping
T7RwZ SUS ¥ )LF Epoch SUS Multi
d10X4ANT

EPSM4100-30-PN

n=1,900min" (ve=60mM/min),
vi=300mm/min (£=0.04mm/t)
apXae=10X3mm, {EFIAEE Ramping angle=5",

/5 E
DI IEFRE Cutting time =443 min. NI ITE X5k

Cutting edge after, milling

E TELIEI Siotting
=l T 7R SUS™ T—TJ Epoch SUS wave
d10X4NT

EPSW4100-30-PN

n=1,600min" (ve=50m/min),
vi=230mm/min (£=0.036mm/t)
aane=1 0OXx1 Omm,

SN Cutting time =343 min.

FERR I BN Thin wall pocketing
T 7RwZ SUS ™ T—T Epoch SUS wave
d10XANT

EPSW4100-30-PN

n=1,900min" (ve=60m/min), ;
vi=380mm/min (%=0.05mm/t) bl
apXae=10X4mm, HKIZE Thickness =2mm, S T TEX

=<t Depth =25mm, HITHFR Cutting time =2043" min. cd{tingj]g(;gg%ﬂemimig

ZEZBEMIZSERETITIORHITEZET !

High efficiency machining for various situation

O FEAMROYEIES

Cutting example of thin wall work geometry.

fEl#4 : SUS304  work material:SUS304

TERIK : T4 54T wave-form type @8XANT, n=2,400min"' (ve=60m/min),
vi=380mm/min (£=0.04mm/t), apXae=8X4mm,
29—/ coolant : 7}(7’3'[‘& wet ﬂuIH%Fﬂﬁ Cutting time =50ﬁ min.

EAL ENEAEL T — 7R OWHEIC
HFVLWTEHFREEMT A AIRE!!

Stable & high efficiency, even in poor-clamping &
thin-wall work geometry situations.

HIIRE Depth= 20mm
WE Thickness= 2MmM



o) FryriIOFMELEE

Comparison of tool life by pocketing.

HEI%4 : SUS304  work material:SUS304

TERR : ST I 54T Waveform type @8XANT,  n=5,000min’! (ve=125m/min), J—2IH A X Work size
vi=B00mm/min (£=0.04mm/t), apXae=8X3mm, OH=24mm, ®16mm
{EFEREABERE ramping angle =5°,  T—S /I coolant  ZKGATE wet

I 2 B R SO
Tool Result : i
EPSW4080-24-PN MITHESET complete machining ;________ ! 1amm
R A Conventional A AUAJUINIH33E broken during helical milling A 4
&3R5 B Conventional B AUF)UINTH4HE broken during helical milling
€3 C Conventional C AUAJVINIHHTIE broken during helical milling

(o) HmtElick3HFEamRT—4

Tool life date by side milling.

tHEI4t - SUS304  work material:SUS304

TERIR : RAOIT7 I AT square type P8XANT, £=0.04mm/t, apXae=8X3mm, OH=24mm,
T—S 2/ coolant © ZKFBE wet

0.15
% —— vc=45m/min —&— vc=60m/min
IF ve=85m/min —s— vc=125 m/min ||
H &
F5 o1
ﬁ 5 EPSM4080-24-PN
= 2
7
g & = -
- EPSMISEEFMEFICHENTS

0.05 O
m R#Hn
~ EPSM can achieve long life machining even in

high speed milling.
0 Il Il Il Il Il Il
0 27 54 81 108 135 162 189

tIEIEERE Cutting distance (M)

ejeq [BOIUYD |

5%
fila
o
I
4

(o) Bl E Y E DY EI =5

Cutting example by side milling.

tRHI$1 : SUS304  work material:SUS304

TERIR : ROITP I AT square type P8XANT, n=2,400min! (vv=60m/min), vi=380mm/min (fz=0.04mm/1),
apXae=8X3mm, OH=24mm, ZT—32/k coolant : KB wet

EPSM4080-24-PN

tﬂﬁﬂﬁﬁ%ﬁ Cutting distance 405m . ap
(ﬁ?"] 1 SHﬁFEﬂ About 18 hours)
EEFENE wear wiath VD=0.088mm
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Field data

O HEIHOEHILE

Comparison of tool life by side milling.

?E'H"J*Z A 3aXRIV718 (46HRC) Work material : Inconel-718 (46HRC)

TERIR: ROT 759147 Square type Q8XANT 0.16 w
n=1,200min" (vv=30M/min),

vi=140mm/min (fz=0.03mm/t) 0.14
apXae=8X0.3mm, OH=24mm

R

—S Uk Coolant : ACEME wet % § 0.12 / A ks
8e | gg o \ Epoch SUS Multi
1 |2 Y0 o0 EPSM4080-24-PN
@ 0.04

0 5 10 15 20
IEIEESE Cutting distance (M)

@Bl DT
O s
?ﬁEUH *ﬁﬂjﬁi‘t$17 Ume 15-5PH (40HRC) Work material : 15-5PH

TERIK : ROITP I A square type P8X4NT, n=3,200min"' (vv=80m/min), v=500mm/min (fz=0.04mm/t),
apXae=3X1mm, OH=24mm, J—S/I coolant : B wet

EPSM4080-24-PN 1.5 B5REI(ER®R

After 1.5hour use

INEELR AT LADYRICEWNTSE. hEL
ERBETINIHTE. BICERAT S EHATEE

After 1.5 hours milling end mill still can be used for further
application. Even in 15-5PH cutting.

ap
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& Y] El
golﬂrgoﬁcj)fotzcﬁfe bfgfmllling.

#HEI# : SUS304 work material : SUS304 ey Conventional ©

0.15
TERIR : ST4VT 59147 ¢8XANT, :
Wave-form type iﬁ
n=5000min"' (v=125m/min), %
vi=800mm/min (fz=0.04mm/1t), T oo Comventional A EPSW4080-24-PN
apXae=8x3mm, OH=24mm, = G sz A )
— s EE
22— Coolant : KB wet =
&
de Vb i
A . 0.05
m :
~ Epoch SUS Wave
7 | #wﬂSUS or—=>7

20

10
tJJEUftE%E Cutting distance (m)




BYUIBIOERELE
o lC%mgﬁsjon ofiﬁvﬁar;ﬁyslotting.

HEI$1 : SUS304 work material : SUS304

TEMRK : ROTITF 54T ¢8XANT,

Square type
n=4,200min" (v=108m/min),
vi=230mm/min (fz=0.014mm/t), GERSA
apXae=6.4X8mm, OH=24mm, EPSM4080-PN B Convent?onnal A
27—/ coolant : AGAME wet, E. = W i, L
YIEIEER cutting distance : 4m

dae

v

o

O AYRIOEmILR
Comparison of tool life wear by slotting.

RHI$1 : SUS304 work material : SUS304 ’ -

IERER
TEfHR | SYTRA5AT 68XRE] Iikvo EPSM4080-R1.0-PN o
n=2,200min"" (ve=55m/min), I-F5I72 HBTYIRIRIGE
vi=260mm/min (fz:O Smm/t) (E:poch SRU?fMum Interrupted cutting is possible
o , orner Radius
apXae=8X8mm
I—S U coolant : ZKBME wet fEE A

Conventional A

ihid

Broken

ek B

Conventional B

fiesk C

Conventional C

IS Cutting distance (M)

ejeq [BoIUY2S |

5%
fila
>
I
4

(FINTOHERE
o gclsrr:!):ari-z’ojr{[!)f finish%;?:rftolr:mﬁce

RHI$1 : SUS304 work material : SUS304

al a
TERIR : RIIT I AT square type (LF 15— Reguiar) @6X4ANT n=3,500min"' (ve=66m/min),
vi=480mm/min (fz=0.034mm/1), apXae=9X0.1Tmm ZI—S/K coolant : KB wet
m]IEtBE Comparison of surface DUIE*H?SHSE Comparison of surface roughness
14 mEEE ]
EPSF4060-PN Conventional 12 |- E&Egaecuon
—_ XD 5
= 1 Feed direction
2 os
T 06
0.4
LFEON\UDEL BIF : e - 02

Excellent machined surface with few burrs on top

EPSF ?E;Eﬁ': Conventional



MOLDINO

The Edge To Innovation

K. XEDT—FIFHBRERD—HFITHD (FRAHETIEH D FH Ao
[MOLDINO] %Xt MOLDINODESFEIZETY,

The diagrams and table data are examples of test results, and are not guaranteed values.
“MOLDINO’ is a registered trademark of MOLDINO Tool Engineering, Ltd.

A 2LDC Attentions on Safety

oy
1. R EOTER . B N 1. Cautions regarding handling
(1)Ta E%’r—x(@g)ﬁ*aﬁ#}ﬂji‘@l;\ TADRUHL. 5 [E2ANS ~L=JH (1) When removing the tool from its case (packaging), be careful that the tool does not pop out or is
ﬁﬂl ‘3+ *’F LE dropped. Be particularly careful regarding contact with the tool flutes.
(2) When handling tools with sharp cutting flutes, be careful not to touch the cutting flutes directly with
3 your bare hands.
B0 BhEOHREREToTVELE, dby v IE g EIC 2. Cautions regarding mounting
(1) Before use, check the outside appearance of the tool for scratches, cracks, etc. and that it is firmly
mounted in the collet chuck, etc.
(2) If abnormal chattering, etc. occurs during use, stop the machine immediately and remove the cause
EE of the chattering.
ITE 5B IFHIM O i BED T, HOHUHIEBL THLI TS, 3. Cautions during use
IRAEGIHI AR D3 &ﬁ‘i *ﬁbb‘flﬁ¥@—uﬂ7®§§t IS ) RENGE (1) Before use, confirm the dimensions and direction of rotation of the tool and milling work material.
fﬁﬁ%ﬁi@””"iﬁ‘ IEVZEHDVHIN T DRI (2) The numerical values in the standard cutting conditions table should be used as criteria when starting
. R e oA . new work. The cutting conditions should be adjusted as appropriate when the cutting depth is large,
(3)t7JHUI EAFHIBEE DML ﬁfﬁ‘*erﬁfﬁbfm’éﬁ?'z’iﬁé\ﬁ\@')ij"n 7z, P<THTR the rigidity of the macgh\ne being used is low, of' according to the conditions of the wgrk material. ¢
BIaZEnHIET, ZhH0 M%%tiﬂi%_%‘%tmﬁét‘ Afiﬁéh\lsﬁl_],\:»’(ﬁfﬁét‘ém (3) Cutting tools are made of a hard material. During use, they may break and fly off. In addition, cutting
I HIET DT, TE FERATIIZOERICREN/N—EIM . REDH LEDRELEER chips may also fly off. Since there is a danger of injury to workers, fire, or eye damage from such

LTREAEE T COMEEE BFAVVELE fiying|pi fet hould be)attached whi K is performed and|safet & tistch
v S N " ying pieces, a safety cover shoul e attached when work Is performed and safety equipment suci
(4) IR CSEE TBNIE D, BIRICEBRA, HIUSTICEBEIN KR DBBRDHUET, 5K as safety goggles should be worn to create a safe environment for work.

}55&0)1‘@0)55&_7; REEFLAVWTLIEE K BEIRIAE SRS BB R EPRS (4) There is a risk of fire or inflammation due to sparks, heat due to breakage, and cutting chips. Do not

728y use where there is a risk of fire or explosion. Please caution of fire while using oil base coolant, fire
<5)Iﬁu< o)aajum TR ES BTSN, Drsarioa]aiecasse) g d ¥

(5) Do not use the tool for any purpose other than that for which it is intended.
SHLTHEET AN BT SBAN BUET, BEL TEETRT 50, BifEIE 4. Cautions regarding regrinding

- (1) If regrinding is not performed at the proper time, there is a risk of the tool breaking. Replace the tool
l’g‘;t*ﬁﬁé ELET, BIHIRICEZORBEICR 2/ —EB 1, RiED with one in good condition, or perform regrinding.

IR L fsméhf* AN RUZDER LA MDE iﬂf\ﬂi’é’ ERMIZED (2) Grinding dust will be created when regrinding a tool. When regrinding, be sure to attach a safety

[
= 7 cover over the work area and wear safety clothes such as safety goggles, etc.
UDI%théiﬁ ‘ﬂ%ﬂ:‘{ HREE TR LRI o7 Ei?&h‘%b?( (3) This product contains the specified chemical substance cobalt and its inorganic compounds. When

HNEUS | TV—F 1 VIV | N performing regrinding or.similar propessing, bg sure to handle the procgssing in gccordance with

thelocal laws and regulations regarding prevention of hazards due to specified chemical substances.

** ﬂé*i M O L D I N O htt s:o.com 7_5”("")

. - =a0120-134159
MOLDINO Tool Engineering, Ltd.

Att T130-0026 EREEEREHEA-31-11(E 21—V oHEL LK) TR#&EE7—5~—2 [TOOL SEARCH]

2@ 03-6890-5101 FAX 03-6890-5134
International Sales Dept.: & +81-3-6890-5103 FAX +81-3-6890-5128

%ma#ﬁﬁ ®036890-5110 FAX03-68905133  g#fd=E2ErAr 2 054-273-0360 FAX054-273-0361
StEZRT 0222085100 FAX022-208-5102  #EEE%A & 0526879150 FAX052-687-9144
FBEER B025887-1224 FAX0258-87-1168  AFREZFF ®0676680190 FAX06-7668-0194
REREEM ®0294-88-9430 FAX0294-88-9432  rRUEZFT B 082-536-2001 FAX082-536-2003
REEZEM ®0268-21-3700 FAX0268-21-3711  AMEZRT T 092-289-7010 FAX092-289-7012
IEEERR ®0276-569-6001 FAX0276-59-6005

W) E%m  B®046-400-9429 FAX046-400-9435

3-0 MOLDINO Tool Engineering Europe GmbH Itterpark 12, 40724 Hilden, Germany. TEL : +49-(0)2103-24820, FAX : +49-(0)2103-248230
Vo 7J MITSUBISHI MATERIALS U.S.A. CORPORATION 41700 Gardenbrook Road, Suite 120, Novi, MI 483751320 U.S.A. TEL : +1(248)308-2620, FAX :+1(248)308-2627
XF MMC METAL DE MEXICO, S.A. DE C.V. Av. La Cafiada No.16, Parque Industrial Bermardo Quintana, EI Marques, Querétaro, CP 76246, México TEL : +52-442-1926800
MMC METAL DO BRASIL LTDA. Rua Cincinato Braga, 340 13° andar Bela Vista - CEP 01333-010 S40 Paulo - SP ., Brasil TEL : +55(11)3506-5600
MMC Hardmetal (Thailand) Co.,Ltd. MOLDINO Divi 622 Emporium Tower, Fl -4, Sukhumvit Road, Klongton, Klony angkok 10110, Thailand T
</ MNC Hardmetal India Pyt Ltd. H.0.: Prasad Er 19, 15t Floor, 2nd Stage, 5th main, BBMP Ward #11, (! Industrial Suburb, Yestwanthpura, Bengaluru,

Bk TiI32024 5 12A2ERERDOERBUIRE O BEMERRL THIET, FERHR - BEOLDICHBREE TP BIET . ?
Vi
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