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Abundant lineup! Adapt various machining from roughing to finishing.

I/'/TOW7 SUS DU_X“@#g_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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03 57T EBMF YL It TEEFEILOR.E [Ersw

Improving chipping-resistance & wear-resistance by double-eccentric relief face.

04 SEBNETERRICEDRAL—EYID<FHEL [EPsw] 11

Smooth chip evacuation by optimized flute geometry

05 PNI—F42J(CkBMEEFEMDIE L [EPsF]EPSM][EPSW]

Improving wear-resistance and tool life by PN Coating.

ﬂﬂIFﬁE Applications EPSF-PN : ¢3~¢1 2 [367:;“(57_'1\]
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PN Coating
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) IR 45~55HRC  55~65HRC _ . - =
Copper  Carbonsteel  Stainless steel  Pre-hardened  Hardened steel Hardened steel FmE flm B FiAd @A R ~AUAIL  ELD EPSW-PN: ¢4~¢20 (62 l“;.(sT 4]
Alloy steel Tool steel steel 45-55HRC 55-65HRC Planing Side cutting Slotting  Die-sinking Profiing  Radius Helical ~ Spot facing

EPSM-PN: ¢1~¢20 [642Zm'sfj_'1\]

o IZI'\O“/ 7SUS:/ U—Za){§b \ﬁt'f Overview of Epoch SUS Series
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Realization of high geometrical precision & surface quality even in thin wall machining.
Epoch SUS Finish 9ng P quality 9

iRt 2P| RRG; R Roughing ~ Fiishing ST IH Y HRICEOMFyEY It - HEEMER LS,
o W SEEETHEEDILKREMENMNIZREIR,
Im‘yg Versatility in both roughing and finishing applications. Realization of long-tool-life &
Epoch SUS Multi m stable machining by double-eccentric relief face.
7)/1M ;] Roughing WEDS T4V IIRICLDYHIRANMERL. BT V0I5 T

o ' REOZBVINITICHELWTHEEUDAEWLII I ZER.
Imlyg Cutting force is reduced by roughing type.

Realization of less chatter machining even in low-rigidity situations including spindle,

Epoch SUS Wave m clamping, parts geometry.

o IZI'\O‘V 7SUS:/|)—10)547j"7 7o Line-ups of Epoch SUS series

Ya—hH |LFaS5—F | ZF«7LR| OVIRA |OYJYv2o| EF3DC | B F5DC

HFRAR FE£1.6DC | IR25DC | HEADC J{EDC | I&E1.5DC | FIK1.5DC | IEK1.5DC
Al U EiEEs Short Regular Medium Lon Long shank | Under neck 3DC | Under neck 5DC

g
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

Ao EPSF-PN |EPSFM-PN |EPSFL-PN
EpochSUSFinish |25 noay $3~012 | ¢3~012 | 63~012
[ EPSF-PN INEW] 7 13 tems @HD| 13 items 10 items
R, EPSMS4-PN |[EPSM4-PN |EPSMM4-PN | EPSML4-PN EPSMLS4-PN |EPSM4-3DC-PN | EPSM4-5DC-PN
7s) MESENDS | 01~020 | 91~020 | 03~020 | 66~020 | 63~617 | 61~620 ®1~620
At 5% =127 ttems @D | 217 items GEID| 12 tems GHEED| 15 tems GHID|13 items GHEB |31 items G| 31 items
"EPSM-PN| ST — EPSM4-CR-PN EPSML4-CR-PN EPSM4-50C-CR-PN
4 $1~920 $6~020 ®1~¢20
é(‘r M- 82 items GHP) 32 items 82 items
= Ro| o 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| 79 25 ltems D 15 items (G¥AD 11 items 11 tems D
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Features Unequal pitch geometry Dramatically suppressing vibration

ae

TERIK : ROIT7 A T square type @8XANT, REI#F Workmaterial : SUS304, [EIEGEY Rotation: n=2100min-1,
IEDIRE Feed rate :vi=230mMmM/min, apXae=6.4X8mm, I—3S/ cCoolant : AN wet /|

r BUEIER | f=
Cuttlng force i |n slotting
f RS
Broken during cutting
¥ EPSM NEDEIRIR e EPSM(TREZHEIRAR) | HESRR (B9 E)) |

EPSM Unequal pitch geometry EPSM (Unequal pitch) Conventional (Equal pltch)

BE 02 PES T v/ (BN vN) ZL— TN THEE

Features Double Gash Smooth chip evacuation

" - . 255:‘—:'\"‘7:/1 Double Gash ?E;E 1 EQ:F"\"“J:JJ Conventional single gash
FryoalFIERRMHE | 1
Rl DRER

1st gash for high rigidity !

Frva2iEb L FHEhE
DFERR

2nd gash for stable chip evacuation !

MEEU<T HEHEEMIL U2 F v 2R DB SHEEH - fitxl) &KR!

“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

ST IFtEVEAEDEEERFRT DEEDIC,
BEFEEINSINZ D,

Double-eccentric relief face realize a small wear when guaranteeing
higher cutting edge rigidity.

EQE I=F1ZJI~'J vIHRIFE

2nd eccentric relief face

o SUS3041§“E‘{7H ﬁ“‘fga)ﬂ ?E*ﬁl !fi:lk"..\ Wear status after SUS304 side milling
ﬁE;E}J ?Eﬁ.%% Traditional relief face

9 7 } IJI::Ft / Double-Eccentric

¥ r b
=Ft’JI~'J 23315
?(L‘E -- 'St eccemrlc reliefface SR E
Rake face r
; PCBREIF IRy ¥EIFE
: t‘nd eccentric relief face

7‘]5‘5 Cutting edge

Cross section
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Rake face !
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) ; L _ ) Flank wear extended to the dotted line.
Wear is restricted by first eccentric relief face.
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Features
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Optimized Flute geometry Smooth chip evacuation

EPSWOsEHNENBRIR R TERREAZAR
EPSW Optimized flute geometry Conventional flute geometry

] EPSWOREEHKSHEDOEVST TERL—XICHIEHTES,

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

ﬁ% 05 PNO—7+>/7 mEgsnL

PN Coating Improving wear-resistance and tool life

O ##Et*%ﬁ% Features and characteristics

QAISHEDREICKD. KBRS EOEFEICENCMAI—T Y IMETY,
OJSAFYIEREDTENDBENECOPITUMEDYHICHULT. RELFYHIFNZERLET,

HPM-MAGICZ(EUSELIZTUN\—RVEE, 5R5REl. &8, SUSSR. SKD61. SKD11EDYHINITREM T,
i) ATEOPNI—F/JFZOME L. BEEMEV . BESTOTERIEERBEZERAOBICIBERTZSV,

- 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.

PNO—5« 2T DEBFEME Adnesion of PN Coating

ERI—-FT1vI @

Conventional coating

B4 : BEAS Substrate: Carbide alloy PNd— 7_-’{ > 903 &ﬂﬁﬁﬁﬁﬁﬁ t #é'ﬁ

Cross-sectional structure and characteristics of PN Coating membrane
PNI—-512J

PN Coating Improved adhesion strength OEERENE L
FIEE L

*u o g r 1 , FBEHE& Coating structure /
DL e e e ! OBl ER LU
= Ry iy - - ERE
{ : .
g B L ¥ Membrane surface with improved
PR o T ' lubrication characteristics
I | ey = Superior
- adhesion
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Coating is peeling.
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) ) HEFH Carbide
#IRVDI3 198#84&(CE D < 5T * Evaluation based on German VDI3198 standard
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Cutting force comparison by cutting depth amount (when performing side cutting with 8mm tool)

B IRvoSUSTILF fIbiAx&EE IR

Epoch SUS Multi ap & ae

ae(mm) ?ﬁ#—bejﬂ 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 |®=Ub:2%

3 362 527 714 879 1071 1214 1364 |t otont

2 381 511 606 745 830 951

1 273 340 408 484 539

1 2 3 4 5 6 7 g8 L@
EPSM4080-24-PN 2500N~ BB ETHIETNDENZERUET
HIHIHE wor matera : SUS304 |7 2000~2500N  *¥Zie8 COMTERMCL R
n=2400min"' (vv=60m/min) 1500~2000N Eig—?r(a MTBECShE TR
vi=380mm/min(fz=0.04mm/1) ap _ TLIEE L,
HSKGBA ﬂ_]» 1 000 .I 500N % Value indicates total cutting force.
5—S N Coolant © A Wet 500~ 1000N B e e
~ 500N adﬁjst according to us)t/ar's own cuninbpsituation.

B ITiKvosusyz—7 brxsEEE IEETR

Epoch SUS Wave ap & ae

| ae(mm) | A /I 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 |HEIDA:

3 309 | 456 | 604 | 699 | 864 | 995 | 1144 |*nner

2 308 | 412 | 495 | 598 | 679 | 781

1 221 269 | 314 | 367 | 427

1 2 3 4 5 6 7 g8 { @ o |
EPSW4080-24-PN o ggggN;mom
*ﬁ‘ﬁu*z Work material = SU8304 -~
n=2400min” (ve=60m/min) 1500~2000N ALY I'Jﬂ]UaM}
vi=380mm/min(fz=0.04mm/t) a 1000~ 1500N | ,
HSKB3A
J—5 2/ Coolant © ZKGEME wet 500~ T1000N v
~B500N ‘

J:ﬁ%*']ﬁﬁ b'Ct)JDﬂa&ﬂttﬂﬁuiﬁiﬁo)ktﬁb\ﬁjﬁ'ét3'0 This table can be reference data for comparing cutting force

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

YVIEBEHED/INEVNESIHEE LI IHEEETT . to more stable machining.
FUEH : DP8 apXae=7Xx3mm THIIH CETWVREM CTap% 4mm IC Example. In the case of same cutting situation,
brci%ﬁ\ aelztSmm%‘G‘GﬁnlitﬂﬁUﬁﬁla*lﬁl LAV TCHD. @If ®8 endmill with ap=7mm & ae=3mm can lead to a machining. Cutting force
— = N e e of ap=4mm & ae=5mm could be same level.
®|§|§1¢®%3‘ 'jsI—7(3(7““/9::):0{7):]?“}5;)173‘15‘(/\0 @in tr:)e same parameter, EPSW has lower cutting force than EPSM.
@E.‘ lJUJD(g-HFHjE—C;E\apb"J\Z_\—L\HD‘UJQU}EHDWE(U%‘) ®)In the case of same metal removal rate, lower ap causes lower cutting force.
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Epoch SUS Finish

SV BIELIEISEY General Side milling conditions *+++++++++** P.29
fwﬁﬁ:k[j’tﬂﬁu%ﬁ: Side finishing conditions “=*==x=*x=xxeseeee P.30

0 2
IvZeail ' g
Atype APMX_ |20 ‘ e
LF
43 W 2
4 Flutes
' Bs47 8] 12
B type APMX e
LF
3
s e 2517547 03~012 () (PN ] [ [ 5 e
é' léj E Ps F4 - P N D#Jj_ﬂ Square type — Hm E&} E& L e
% z( T_]' 5£ Size(mm)
= mmI—k = oz IE R ypvok | R | B2IGHmE )
= 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 8,090
EPSF4035-PN o 3.5 8.8 56 6 A 9,180
EPSF4040-PN o 4 10 56 6 A 8,530
EPSF4045-PN o 4.5 11.3 56 6 A 10,250
EPSF4050-PN o 5 12.5 56 6 A 9,520
EPSF4055-PN o 5.5 13.8 56 6 A 11,220
EPSF4060-PN o 6 15 56 6 B 10,370
EPSF4070-PN o 7 17.5 63 8 A 12,870
EPSF4080-PN o 8 20 63 8 B 12,870
EPSF4090-PN o 9 22.5 74 10 A 17,460
EPSF4100-PN o 10 25 74 10 B 17,460
EPSF4110-PN o 11 27.5 86 12 A 21,700
EPSF4120-PN o 12 30 86 12 B 21,700

OF | iZEEEMRCYI. @ : Stocked ltemss.
0]
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Epoch SUS Finish

(ﬁUEH:J:D”GJJ‘ﬁU%{fF Side finishing conditions

=
As17 8] * |13
Atype APMX /200 . ‘ e
= ' 517 8l 1z
B type APMX c
LF
e, — Edium AIIT7HAT p3~012 [ﬁﬁﬁ] [PA’] a0n43°] [-8ois| [ B2 %5 ] FEog
E PS F M 4 ': . . - P N =71 TL\E Square type — Hm Eﬁ !}E ! e p:ch
AEmad—R f£E i1 SR TR | HB)\GEmE (M)
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 9,640
EPSFM4035-PN [ J 3.5 14 56 6 A 11,150
EPSFM4040-PN o 4 16 56 6 A 10,240
EPSFM4045-PN [ J 4.5 18 70 6 A 12,350
EPSFM4050-PN [ J 5 20 70 6 A 11,370
EPSFM4055-PN o 5.5 22 70 6 A 13,590
EPSFM4060-PN @ 6 24 70 6 B 12,490
EPSFM4070-PN o 7 28 75 8 A 15,290
EPSFM4080-PN o 8 32 80 8 B 15,290
EPSFM4090-PN o 9 36 100 10 A 20,490
EPSFM4100-PN o 10 40 100 10 B 20,490
EPSFM4110-PN o 1 44 120 12 A 25,850
EPSFM4120-PN @ 12 48 120 12 B 25,850
I’T(_‘JWQW EPS FL (ﬁ'JEH:J:U’GJJHU%{iF Side finishing conditions =+++**==****==* P.31 )

Epoch SUS Finish

=

As47 8l ‘ B

Atype APMX 20 a
LF J

# RN .. it

B type APMX =

LF
S 25T T ST ¢3~012 (e (o) [ e ] 5 e
E Ps FL4 LAA - P N Ovo3 Square type — Hm E&} Eﬁ ! e
& size(mm)
AmmI—R f£E S IR 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 14,490
EPSFL4040-PN o 4 20 70 6 A 15,180
EPSFL4050-PN o 5 25 70 6 A 16,930
EPSFL4060-PN o 6 30 70 6 B 18,370
EPSFL4070-PN o 7 35 80 8 A 23,030
EPSFL4080-PN o 8 40 80 8 B 23,030
EPSFL4090-PN o 9 45 100 10 A 30,970
EPSFL4100-PN o 10 50 100 10 B 30,970
EPSFL4110-PN o 1 55 120 12 A 37,990
EPSFL4120-PN o 12 60 120 12 B 37,990
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Epoch SUS Multi

LA fBIETIEISE{E General Side milling conditions
%JE 15“@@_]%“%{4: High speed Side milling conditions
;ﬂﬁﬁ ;ﬁtﬂﬁu%ﬁ: General Slotting conditions
ﬁUE{iJ:U't)JE'U%#F Side finishing conditions

R 3 . 2 2
4K W 8] B 2 g 2
4 Flutes APMX | 200 . ‘ e APMX . e
AZAT Atype | B4 7 Biype
Short s —=10 0
EPSMS4: " :-PN 25T7547 01~020 (1) (PN (R [ s | S | e
quare type — S e =
& size(mm) - & size(mm) N .
BRIt SVE | IR | 28 boog PR BRI mRI—K  E SVE | UR | 28 ootk BRI
Item code Stock -Ic;(i):.l nggﬁ] ?gﬁé?# SQ%‘?k Shape| Suggested Item code Stock Eti)a(l).l Ig:\ugtﬁw Cl)gr?gr?rlrl S(rzl‘iaar.1k Shape| Suggested
DC |APMX| LF |DCONMS Cellpreets DC |APMX| LF |DCONMS .
EPSMS4010-PN || 1 15| 56 6 | A - EPSMS4050-PN (1| 5 75| 56 6| A -
EPSMS4011-PN |1 1.1 | 1.7 | 56 6 | A = EPSMS4051-PN |[]| 5.1 7.7 56 6 | A =
EPSMS4012-PN |[]| 1.2 | 1.8 | 56 6 | A - EPSMS4052-PN |[]| 5.2 | 7.8| 56 6| A -
EPSMS4013-PN |[]| 1.3 | 2 56 6 | A - EPSMS4053-PN |[]| 5.3 | 8 56 6 | A =
EPSMS4014-PN |[]1| 1.4 | 2.1 | 56 6 | A - EPSMS4054-PN |[]| 5.4 | 8.1| 56 6 | A -
EPSMS4015-PN |[]| 1.5 | 2.3 | 56 6 | A - EPSMS4055-PN |[1| 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 |[]| 5.7 | 8.6| 56 6 | A =
EPSMS4018-PN ([ ]| 1.8 | 2.7 | 56 6 | A - EPSMS4058-PN |[]| 5.8 | 8.7| 56 6| A -
EPSMS4019-PN |[]| 1.9 | 2.9 | 56 6 | A = EPSMS4059-PN |[]| 5.9 | 8.9| 56 6 | A =
EPSMS4020-PN |[]| 2 3 56 6 | A - EPSMS4060-PN |[1]| 6 9 56 6 | B -
EPSMS4021-PN |[]| 2.1 | 3.2 | 56 6 | A - EPSMS4061-PN |[1| 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 ([ ]| 2.5 | 3.8 | 56 6 | A = EPSMS4065-PN |[]| 65| 9.8 63 8 [ A =
EPSMS4026-PN |[]| 2.6 | 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 |[]| 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 | 4.8 | 56 6 | A - EPSMS4072-PN |[]| 7.2 |10.8| 63 8 | A -
EPSMS4033-PN |[]| 3.3 | 5 56 6 | A = EPSMS4073-PN |[]| 7.3 | 11 63 8 [ A =
EPSMS4034-PN ([ ]| 3.4 | 6.1 | 56 6 | A - EPSMS4074-PN |[]| 7.4 |11.1| 63 8 [ A -
EPSMS4035-PN ([ ]| 3.5 | 6.3 | 56 6 | A - EPSMS4075-PN |[]| 7.5 |11.3| 63 8 [ A =
EPSMS4036-PN ([ ]| 3.6 | 6.4 | 56 6 | A - EPSMS4076-PN |[1| 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 | 6.9 | 56 6 | A = EPSMS4079-PN |[]| 7.9 |11.9| 63 8 [ A =
EPSMS4040-PN |[]| 4 6 56 6 | A - EPSMS4080-PN |[1| 8 12 63 8B -
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 |[]| 8.2 123 74| 10 | A -
EPSMS4043-PN ([ 1| 4.3 | 6.5 | 56 6 | A - EPSMS4083-PN |[]| 83 125 74| 10 | A =
EPSMS4044-PN |[]1| 4.4 | 6.6 | 56 6 | A - EPSMS4084-PN |[ ]| 8.4 |12.6| 74 | 10 | A -
EPSMS4045-PN |[]| 45| 6.8 | 56 6 | A - EPSMS4085-PN |[]| 8.5 (12.8| 74 | 10 | A =
EPSMS4046-PN ([ ]| 46 | 6.9 | 56 6 | A - EPSMS4086-PN |[]| 8.6 (129 74 | 10 | A -
EPSMS4047-PN |[]| 4.7 | 7.1 | 56 6 | A = EPSMS4087-PN |[]| 8.7 |13.1| 74 | 10 | A =
EPSMS4048-PN ([ ]| 4.8 | 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 (13.4 74| 10 | A =

CIED : BERIBIEEECY . BHAERABREGELIEEL,
[] : Stocked by specified distributor. Contact with our sales department.



Short

.~PN Smepe #1920

EPSMS4:

T_f SZ-E Size(mm) . ﬁ‘:gl_]\FE- T_I' 5£ Size(mm) . ﬁtgl_]\ﬁ

mma—k [ SR | UK | 2 s et mea—k [ e | Ok | 28 pboosPR BE
Tool Flute | Overall | Shank Tool Flute | Overall | Shank

Item code Stock| dia. length | length dia.  |Shape S{“?QE{Stei Item code Stock| dia. length | length dia.  |Shape Stggge?lei

DC |APMX| LF [pconmg| | ©®'Pe® DC |APMX| LF |bcoNMg| | ®'Priee®

EPSMS4090-PN
EPSMS4091-PN
EPSMS4092-PN
EPSMS4093-PN
EPSMS4094-PN
EPSMS4095-PN
EPSMS4096-PN
EPSMS4097-PN
EPSMS4098-PN
EPSMS4099-PN
EPSMS4100-PN
EPSMS4101-PN
EPSMS4102-PN
EPSMS4103-PN
EPSMS4104-PN
EPSMS4105-PN
EPSMS4106-PN
EPSMS4107-PN
EPSMS4108-PN
EPSMS4109-PN
EPSMS4110-PN
EPSMS4111-PN
EPSMS4112-PN
EPSMS4113-PN
EPSMS4114-PN
EPSMS4115-PN
EPSMS4116-PN
EPSMS4117-PN
EPSMS4118-PN
EPSMS4119-PN
EPSMS4120-PN
EPSMS4125-PN
EPSMS4130-PN
EPSMS4135-PN
EPSMS4140-PN
EPSMS4145-PN
EPSMS4150-PN
EPSMS4155-PN
EPSMS4160-PN
EPSMS4165-PN

- EPSMS4170-PN
= EPSMS4175-PN
- EPSMS4180-PN
= EPSMS4185-PN
- EPSMS4190-PN
= EPSMS4195-PN
- EPSMS4200-PN

17 |125.5| 110 20
17.5/26.3| 110 | 20
18 |27 | 110] 20
18.5/27.8| 110 | 20
19 |28.5|110| 20
19.5/29.3| 110 | 20
20 |30 | 110] 20

9 [135| 741 10
9.1113.7| 74| 10
9.2(138| 74| 10
9.3/ 14 74 1 10
9.4(141| 74| 10
9.5(143| 74| 10
9.6/144| 74| 10
9.7/146| 74| 10
9.8(14.7| 74| 10
9.9/149| 74| 10
10 |15 741 10
10.1/15.2] 86| 12
10.2/156.3| 86| 12
10.3/15,5| 86| 12
10.4/15.6| 86| 12
10.5/15.8| 86| 12
10.6/15.9| 86| 12
10.7/16.1| 86| 12
10.8/16.2] 86| 12
10.9/16.4| 86| 12
11 |165] 86| 12
11.1]16.7| 86| 12
11.2/16.8| 86| 12
11.3]17 86| 12
11.4/171] 86| 12
11.5/17.3| 86| 12
11.6/17.4| 86| 12
11.7/17.6| 86| 12
11.8/17.7| 86| 12
11.9/117.9] 86| 12
12 |18 86| 12
12.5/18.8| 100 | 16
13 119.5/ 100 | 16
13.5/20.3| 100 | 16
14 |21 | 100 | 16
14.5/21.8| 100 | 16
15 122.5/ 100 | 16
15.5/23.3| 100 | 16
16 |24 | 100 | 16
16.5/24.8| 110 ] 20
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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 1 -PN @D 72+ o [ PVREI I 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 | SV | IR | 28 Dotk BRI BRO—<  E OE | IR | 28 Dot 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| 7,500 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 | Al 7,890
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| 7,500 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 | A| 8,820
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| 7,500 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| 9,610
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 ootk 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 |A|11910 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 | 10 | B | 16,160
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 | 20,090
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] 11,910 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 | 20,090
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 | 45,050
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 | 16,160 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 | 65,460
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
e =77 5T 51~020 [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 | | smsmsm)
Item code Stock Tool dia. Conerradius | Flute length | Overall length | Shank dia. No. of Shape Suggested retail price(¥)
= DC RE APMX LF__ |DCONMS| ™
§;£ EPSM4010-R0.1-PN @ 1 0.1 2.5 56 6 4 A 10,830
é' 8 EPSM4020-R0.1-PN o 2 0.1 5 56 6 4 A 10,830
gg EPSM4020-R0.2-PN @ 0.2 5 56 6 4 A 10,830
E)L EPSM4030-R0.2-PN o 3 0.2 7.5 56 6 4 A 10,830
¥F EPSM4030-R0.5-PN o 0.5 7.5 56 6 4 A 10,830
EPSM4040-R0.2-PN o 0.2 10 56 6 4 A 11,150
EPSM4040-R0.5-PN o 4 0.5 10 56 6 4 A 11,150
EPSM4040-R1.0-PN @ 1 10 56 6 4 A 11,150
EPSM4050-R0.2-PN o 0.2 12.5 56 6 4 A 12,350
EPSM4050-R0.5-PN o 5 0.5 12.5 56 6 4 A 12,350
EPSM4050-R1.0-PN @ 1 12.5 56 6 4 A 12,350
EPSM4060-R0.3-PN o 0.3 15 56 6 4 B 13,140
EPSM4060-R0.5-PN o 6 0.5 15 56 6 4 B 13,140
EPSM4060-R1.0-PN o 1 15 56 6 4 B 13,140
EPSM4060-R1.5-PN o 1.5 15 56 6 4 B 13,140
EPSM4070-R0.3-PN o 0.3 17.5 63 8 4 A 15,380
EPSM4070-R0.5-PN o 7 0.5 17.5 63 8 4 A 15,380
EPSM4070-R1.0-PN @ 1 17.5 63 8 4 A 15,380
EPSM4080-R0.3-PN o 0.3 20 63 8 4 B 15,380
EPSM4080-R0.5-PN o 0.5 20 63 8 4 B 15,380
EPSM4080-R1.0-PN o 8 1 20 63 8 4 B 15,380
EPSM4080-R1.5-PN o 1.5 20 63 8 4 B 15,380
EPSM4080-R2.0-PN @ 2 20 63 8 4 B 15,380
EPSM4090-R0.3-PN o 0.3 22.5 74 10 4 A 19,870
EPSM4090-R0.5-PN o 9 0.5 22.5 74 10 4 A 19,870
EPSM4090-R1.0-PN @ 1 22.5 74 10 4 A 19,870
EPSM4100-R0.3-PN o 0.3 25 74 10 4 B 19,870
EPSM4100-R0.5-PN o 0.5 25 74 10 4 B 19,870
EPSM4100-R1.0-PN o 10 1 25 74 10 4 B 19,870
EPSM4100-R1.5-PN o 1.5 25 74 10 4 B 19,870
EPSM4100-R2.0-PN @ 2 25 74 10 4 B 19,870
EPSM4110-R0.3-PN o 0.3 27.5 86 12 4 A 23,910
EPSM4110-R0.5-PN o 1 0.5 27.5 86 12 4 A 23,910
EPSM4110-R1.0-PN o 1 27.5 86 12 4 A 23,910
EPSM4120-R0.3-PN o 0.3 30 86 12 4 B 23,910
EPSM4120-R0.5-PN o 0.5 30 86 12 4 B 23,910
EPSM4120-R1.0-PN o 1 30 86 12 4 B 23,910
EPSM4120-R1.5-PN o 12 1.5 30 86 12 4 B 23,910
EPSM4120-R2.0-PN o 2 30 86 12 4 B 23,910
EPSM4120-R2.5-PN o 2.5 30 86 12 4 B 23,910
EPSM4120-R3.0-PN @ 3 30 86 12 4 B 23,910
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 e Towe] ae ] aE [ | PP | s T ()
Item code Stock Tool dia. Conerradius | Flute length | Overall length | 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 48,100
EPSM4160-R1.0-PN o 1 40 110 16 4 B 48,100
EPSM4160-R1.5-PN o 16 1.5 40 110 16 4 B 48,100
EPSM4160-R2.0-PN o 2 40 110 16 4 B 48,100
EPSM4160-R3.0-PN @ 3 40 110 16 4 B 48,100
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 68,630
EPSM4200-R1.0-PN o 1 50 125 20 4 B 68,630
EPSM4200-R1.5-PN o 20 1.5 50 125 20 4 B 68,630
EPSM4200-R2.0-PN o 2 50 125 20 4 B 68,630
EPSM4200-R3.0-PN o 3 50 125 20 4 B 68,630
EPSM4200-R5.0-PN @ 5 50 125 20 4 B 68,630
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(/ﬂ:ﬁﬁ 15']@’6)]‘#]"]%14: General Side milling conditions *******

Epoch SUS Multi S g

AYALT DI y | 3

Atype APMX VR ‘ a

LF |
a i i %
4 Ft%?g mﬂ BY1T 8I ]§
B type APMX
LF
Medium T [0 0
s ubnd0°] [-8.015f | -8.02 [[ h5 | [ h6
v — 2517547 ¢3~020 (i) |PN] [ R3] ] | K| s
EPSM M4 -PN ~T47bﬂ Square type 03~¢ — Hm E&} E}; — NIZ — wi o
T_]' 5£ Size(mm) Jr| F s T_f if Size(mm) Jir| Ee)\es
meEI—K [ AE | Uk | 2R g PR TR meEI—K [ AE | R | 2R g PR e
Tool Flute | Overall | Shank G Tool Flute | Overall | Shank G
Item code Stock| dia. length length dia.  |Shape reia%gprice(!é) Iltem code Stock| dia. length length dia.  |Shape retaﬁgprice(¥)
DC |APMX| LF |DCONMS DC |APMX| LF |DCONMS

EPSMM4030-PN (@| 3 | 12 | 56 6 | A| 8,930 EPSMM4090-PN (@| 9 | 36 | 100| 10 | A|18,970
EPSMM4040-PN (@ | 4 16 | 56 6 | A| 9,490 EPSMM4100-PN (@ | 10 | 40 | 100| 10 | B |18,970
EPSMM4050-PN (@| 5 20 | 70 6 | A|10,530 EPSMM4110-PN |@| 11 44 | 120 | 12 | A 23,910
EPSMM4060-PN |@| 6 24 | 70 6 | B |11,570 EPSMM4120-PN (@ | 12 | 48 | 120 | 12 | B |23,910
EPSMM4070-PN (@ | 7 28 | 75 8 | A|14,150 EPSMM4160-PN (@ | 16 | 64 | 135| 16 | B | 54,430
EPSMM4080-PN | @| 8 32 | 80 8 | B |14,150 EPSMM4200-PN (@ | 20 | 80 | 155| 20 | B | 79,540

o TUTIER

(iﬂﬁﬁ AIETLDEISRF General Side milling conditions .

Epoch SUS Multi 5 g
N ) C‘I y 18
Atype APMX AVESR ‘ e
LF
4 Flutes z
= . 547 8 IE
B type APMX e
LF
. . Lon w0nd0°[ [-8.01s| [ 802 | [ W5 | [ h6
EPSML4 ":'PN m AIITI1T p6~¢20 |EE§|lPNI SN %I] I] 558
R Square type Carbide Helix angle 6 $7~¢20 §6~¢p12 $16,$20 Unequal pitch
T_f /f Size(mm) . = T_T /ﬁ Size(mm) s =
BRIk EE SE | AR | 28 ol B2 BRIk [ SE | UE | 28 R EE
Tool Flute | Overall | Shank Suggested Tool Flute | Overall | Shank Suggested
Item code Stock| dia. length length 8. |Shape|  retal prica(¥) 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| 16,270 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| 20,200 EPSML4160-PN (@ | 16 | 80 |135 | 16 | B | 76,610
EPSML4090-PN (1| 9 | 45 |100 | 10 | A = EPSML4170-PN |[1| 17 | 85 [135 | 20 | A =
EPSML4100-PN (@| 10 | 50 | 100 | 10 | B | 27,490 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| 34,120 EPSML4200-PN (@ | 20 |[100 | 155 | 20 | B | 111,320
EPSML4130-PN |[]| 13 | 65 |130 | 16 | A -

O  EETEER T,
@ : Stocked Items.

LD - HEREEREETY ., BHERABBSELESTL,

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



(lﬂam 15']@’@‘#]"]%{41 General Side milling conditions *«*****=**** PES)

o US 2/l

Epoch SUS Multi

=
= NN %7 :
4 Flutes ype APMX
LF
Long —a v 1u0n40°] | -B.015] [ ~8.02 %)]%6]
. FN W D4 ~ o
EPSML4: PN 277 oe-020 (1) PN S ) i 5 5 | v
~ & size(mm) . & size(mm) "

BRI-R |60 |[1—7| IE | R RN BRI BRI—K R |1=F | V| 2R R BRI

Tool |42 | Flute |Overall | Shank i (F) Tool |12 | Fiute |Overall | Shank filiE (F3)

Item code Stock|  dia. Comer | length | fength | “dia.  (Shape restgﬁgperisctga) Item code Stock|  dia. Comer | length | fength | “dia." |Stape rggﬂgﬁ_sctg& ;

DC | RE |APMX| LF |DCONMS DC | RE |APMX| LF |DCONMS

EPSML4060-R0.3-PN |[] 03| 30, 70| 6 |B - EPSML4120-R1.0-PN |[] 1 60|120| 12 | B =
EPSML4060-R0.5-PN |[] 6 05| 30| 70| 6 |B - EPSML4120-R1.5-PN |[] 15| 60(120| 12 |B =
EPSML4060-R1.0-PN |[J 1 30| 70| 6|B - EPSML4120-R2.0-PN (]| 12 | 2 60|120| 12 | B =
EPSML4060-R1.5-PN |[] 15| 30| 70| 6 |B - EPSML4120-R2.5-PN |[] 25| 60|120| 12 | B =
EPSML4080-R0.3-PN |[] 03| 40 80| 8 |B = EPSML4120-R3.0-PN |[] 3 60|120| 12 | B =
EPSML4080-R0.5-PN |[] 05| 40 80| 8 |B = EPSML4160-R0.5-PN |[] 05| 80|135| 16 | B -
EPSML4080-R1.0-PN (]| 8 |1 40| 80| 8 |B = EPSML4160-R1.0-PN |[] 1 80|135| 16 | B -
EPSML4080-R1.5-PN |[J 15| 40| 80| 8 |B = EPSML4160-R1.5-PN (]| 16 |1.5| 80|135| 16 |B -
EPSML4080-R2.0-PN |[] 2 40| 80| 8 |B = EPSML4160-R2.0-PN |[] 2 80|135| 16 | B -
EPSML4100-R0.3-PN |[J 0.3| 50/100| 10 | B - EPSML4160-R3.0-PN |[] 3 80|135| 16 | B -
EPSML4100-R0.5-PN |[J 05| 50/100| 10 | B - EPSML4200-R0.5-PN |[] 0.5(100|155| 20 | B =
EPSML4100-R1.0-PN (]| 10 | 1 50|100| 10 | B - EPSML4200-R1.0-PN |[] 1 |100(155| 20 |B =
EPSML4100-R1.5-PN |[J 1.5| 50(100| 10 |B - EPSML4200-R1.5-PN |[] 20 1.5/100(155| 20 | B =
EPSML4100-R2.0-PN |[] 2 50|100| 10 | B - EPSML4200-R2.0-PN |[] 2 [100|155| 20 | B =
EPSML4120-R0.3-PN |[] 12 03| 60/120| 12 | B = EPSML4200-R3.0-PN |[] 3 [100/155| 20 | B =
EPSML4120-R0.5-PN |[] 05| 60|120| 12 | B = EPSML4200-R5.0-PN |[] 5 [100|155| 20 | B =

(iﬁﬁ {BIEILIBIZE1S: General Side milling conditions **++++*+* P.26 )

Two STYETDER

Epoch SUS Multi pvqs 8] 2l || ik
Atype APMX " \(QCL); ‘ e
a0 ———— )
B type APMX . ‘ a
Long shank ) 0l [0 0 h5)(hé6
Y 7 3~¢17 [ﬁﬁﬁ [ ] ’{JLMO‘ o015 | L002 % ] % ] REng
EPS M I-S4 ...... _ - PN D J 7 P4 17 J 7 éq%are} t)?r);fj 0 0 rorrroed PN H:}; E&} E}) Dcsg DC:M{ et
O—_ . 3 & Size(mm/) — Eﬁﬂ ﬁqu ks
E]::a:clodel\ ?S’j‘_:‘iii Tﬁ{i, Flute length  |Under neck length N%j%a, Overall length stgiggﬁ zﬁ'ezf Shepe ﬁsﬁgt\;ﬁigﬁ‘i:)
DC APMX LU DN LF DCONMS
EPSMLS4030-PN [ J 3 4.5 10.5 2.88 80 6 4 A 10,210
EPSMLS4040-PN o 4 6 14 3.7 80 6 4 A 10,710
EPSMLS4050-PN [ 5 7.5 17.5 4.6 100 6 4 A 12,910
EPSMLS4060-PN o 6 9 - = 120 5 4 B 14,590
EPSMLS4070-PN o 7 9 - - 120 6 4 B 18,080
EPSMLS4080-PN [ J 8 12 = = 135 7 4 B 18,080
EPSMLS4090-PN o 9 12 - - 135 8 4 B 24,130
EPSMLS4100-PN o 10 15 = = 150 9 4 B 24,130
EPSMLS4110-PN o 11 15 - - 150 10 4 B 30,300
EPSMLS4120-PN [ 12 18 - - 160 11 4 B 30,300
EPSMLS4130-PN [ J 13 18 - - 160 12 4 B 35,910
EPSMLS4160-PN [ J 16 24 - — 180 15 4 B 66,870
EPSMLS4170-PN [ J 17 24 — — 180 16 4 B 66,870
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o i LA BIEEISEE General Side milling conditiong *********** P.23
Imwgw m =R 1%@@%“%14: High speed Side milling conditions®******* P.24

Epoch SUS Multi A FBYIBISEMF General Siotting conditions +++++++#+++++++++- P.25
LEIJE{:I:J:U'@JEIU%ﬁ: Side finishing conditions *««sx=xsesseeee P.30
=
ﬁtglrj 8I APMX E] } |‘]7§
- yp W \421 ‘
hﬁi - ] g
Byq 8l 8] E
B type APMX_ W Q
LF
Under neck 3DC ] [0 0
EPSM4 =i, -PN GIE® 2717517 91~020 () (o) [ A | 555 e
R - - Carbide Helix angle  ¢1~¢6 $6.5~¢20 ¢6~¢p12 $16,020 Unequal pitch
oI size(mm) e
-3 mRI—K wE| sE | AR | BTR | 2R | 2R |[vvwoE 08 | PR e wmem
: e ltem code Stock |  Tool dia. Flute length Untli:nrgr:ﬁck Neck dia. cl)gr?;:l Shank dia. ’\f‘|°i°f Shape | SUgoested retai price)
iy DC APMX LU DN LF_ |DCONMS|
g% EPSM4010-3-PN [ ) 1 1.5 3 0.96 56 6 4 A 7,500
%’9[:’ 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 7,500
EPSM4025-7.5-PN O 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 7,500
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 7,890
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 8,820
EPSM4055-16.5-PN L] 5.5 8.3 16.5 5.05 56 6 4 A =
EPSM4060-18-PN [ ) 6 9 18 5.5 56 6 4 B 9,610
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 11,910
EPSM4075-22.5-PN [l 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 11,910
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 16,160
EPSM4095-28.5-PN O 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 16,160
EPSM4105-31.5-PN L] 10.5 15.8 31.5 9.65 86 12 4 A =
EPSM4110-33-PN [ ] 11 16.5 33 10.2 86 12 4 A 20,090
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 20,090
EPSM4130-39-PN Ol 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 O 15 22.5 45 13.6 110 16 4 A =
EPSM4160-48-PN o 16 24 48 14.5 110 16 4 B 45,050
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 Ol 19 28.5 57 17.3 125 20 4 A =
EPSM4200-60-PN o 20 30 60 18.2 125 20 4 B 65,460

O REABERTI ., [ HFERBEEEECT ., BHERABEGE LTV,
@ : Stocked ltems. ] : Stocked by specified distributor. Contact with our sales department.
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;ﬂ;ﬁﬁ /ﬁtﬂﬁu%ﬁ: General Slotting conditions *««==*=xesseseeseees .
fBIE T _EIFUIEISEE side finishing conditions

Tiwo TUSIEA IEETR

Epoch SUS Multi

=
ast7 8l 8] 12
. Atype APMX_ " 20° ‘ o
E ;! E E ] l LF |
=
857 8] N 8 18
B type APMX | " a
LF
Under neck 5DC e | 0 0
EPSM4: PN CRENI 2227517 01~020 (12 (PN [ [N | | 5 | e
- - quare type Carbide Helixangle @1~¢6 ¢6.5~p20 @6~p12 16,620 Unequal pich
I IE size(mm) .
AmI—R | s IE BTE BE 28 |vmooz| PH | R F18) | GS{IAE (F) go
ltem code Stock Tool dia. Flute length Under neck Neck dia. Overall Shank dia. N Shape Suggested retail price(¥) ‘. §
length length flutes S z!
DC APMX LU DN LF DCONMS Ui
EPSM4010-5-PN o 1 1.5 5 0.96 68 6 4 A 8,260 %§
EPSM4015-7.5-PN U] 1.5 2.3 7.5 1.44 68 6 4 A = }al__’%
EPSM4020-10-PN o 2 3 10 1.92 68 6 4 A 8,260
EPSM4025-12.5-PN Ol 2.5 3.8 12.5 2.4 68 6 4 A -
EPSM4030-15-PN o 3 4.5 15 2.88 68 6 4 A 8,260
EPSM4035-17.5-PN ] 3.5 5.3 17.5 3.35 68 6 4 A -
EPSM4040-20-PN [ J 4 6 20 3.7 68 6 4 A 8,690
EPSM4045-22.5-PN O 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 9,710
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 10,560
EPSM4065-32.5-PN U] 6.5 9.8 32.5 5.95 80 8 4 A =
EPSM4070-35-PN o 7 10.5 35 6.4 80 8 4 A 13,140
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 13,140
EPSM4085-42.5-PN ] 8.5 12.8 42.5 7.8 94 10 4 A =
EPSM4090-45-PN o 9 13.5 45 8.3 94 10 4 A 17,740
EPSM4095-47.5-PN | 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 17,740
EPSM4105-52.5-PN L] 10.5 15.8 52.5 9.65 110 12 4 A =
EPSM4110-55-PN o 11 16.5 55 10.2 110 12 4 A 22,110
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 22,110
EPSM4130-65-PN ] 13 19.5 65 11.7 125 16 4 A =
EPSM4140-70-PN O 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 49,510
EPSM4170-85-PN | 17 25.5 85 15.4 145 20 4 A -
EPSM4180-90-PN ] 18 27 90 16.3 145 20 4 A -
EPSM4190-95-PN O 19 28.5 95 17.3 155 20 4 A =
EPSM4200-100-PN o 20 30 100 18.2 155 20 4 B 72,030
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Epoch SUS Multi

:
_ e AP

LR TBYEISEE General Slotting conditions +++++++=++++++ p.27
RIEH LT UIEISREF side finishing conditions *++++++======""* P.30

;ﬂ;ﬁﬁ tﬁlJﬁ’G)J‘E'lJ%ﬁ- General Side milling conditions ************ PEBJ

JINGIE
i }Su |

DCONMS

LU

LF
Under neck 5DC — ] [0 0
o -PN ERED® 2772547 01~620 [EE] [PN] RUIFRIRR gﬂ] %’ﬂ 208
ius type Corbide Helxangle _$1~96 _ $7~920 _$6~@12 _ $16,620 _Unequalpitch
. & size(mm) IR i
= EE e oy WR | &tk | 82 | 28 voE || 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| ™ e
3 & EPSM4010-5-R0.1-PN o 1 0.1 1.5 5 0.96 68 6 4 | A 11,900
é' 8 EPSM4020-10-R0.1-PN o 2 0.1 3 10 1.92 68 6 4 | A 11,900
%% EPSM4020-10-R0.2-PN o 0.2 3 10 1.92 68 6 4 | A 11,900
E) EPSM4030-15-R0.2-PN [ ) 3 0.2 4.5 15 2.88 68 6 4 | A 11,900
7 EPSM4030-15-R0.5-PN o 0.5 4.5 15 2.88 68 6 4| A 11,900
EPSM4040-20-R0.2-PN [ ) 0.2 6 20 3.7 68 6 4 | A 12,220
EPSM4040-20-R0.5-PN [ ) 4 0.5 6 20 3.7 68 6 4 | A 12,220
EPSM4040-20-R1.0-PN o 1 6 20 3.7 68 6 4 | A 12,220
EPSM4050-25-R0.2-PN [ ) 0.2 7.5 25 4.6 68 6 4 | A 13,590
EPSM4050-25-R0.5-PN o 5 0.5 7.5 25 4.6 68 6 4| A 13,590
EPSM4050-25-R1.0-PN o 1 7.5 25 4.6 68 6 4 | A 13,590
EPSM4060-30-R0.3-PN [ ) 0.3 9 30 5.5 68 6 4 B 14,480
EPSM4060-30-R0.5-PN o 6 0.5 9 30 5.5 68 6 4 B 14,480
EPSM4060-30-R1.0-PN [ ) 1 9 30 5.5 68 6 4 B 14,480
EPSM4060-30-R1.5-PN o 1.5 9 30 5.5 68 6 4 B 14,480
EPSM4070-35-R0.3-PN o 0.3 10.5 35 6.4 80 8 4 | A 16,960
EPSM4070-35-R0.5-PN o 7 0.5 10.5 35 6.4 80 8 4| A 16,960
EPSM4070-35-R1.0-PN o 1 10.5 35 6.4 80 8 4 | A 16,960
EPSM4080-40-R0.3-PN o 0.3 12 40 7.3 80 8 4 B 16,960
EPSM4080-40-R0.5-PN o 0.5 12 40 7.3 80 8 4 B 16,960
EPSM4080-40-R1.0-PN o 8 1 12 40 7.3 80 8 4 B 16,960
EPSM4080-40-R1.5-PN o 1.5 12 40 7.3 80 8 4 B 16,960
EPSM4080-40-R2.0-PN o 2 12 40 7.3 80 8 4 B 16,960
EPSM4090-45-R0.3-PN o 0.3 13.5 45 8.3 94 10 4 | A 21,880
EPSM4090-45-R0.5-PN o 9 0.5 13.5 45 8.3 94 10 4 | A 21,880
EPSM4090-45-R1.0-PN [ ) 1 13.5 45 8.3 94 10 4 | A 21,880
EPSM4100-50-R0.3-PN o 0.3 15 50 9.1 94 10 4 B 21,880
EPSM4100-50-R0.5-PN o 0.5 15 50 9.1 94 10 4 B 21,880
EPSM4100-50-R1.0-PN [ ) 10 1 15 50 9.1 94 10 4 B 21,880
EPSM4100-50-R1.5-PN o 1.5 15 50 9.1 94 10 4 B 21,880
EPSM4100-50-R2.0-PN o 2 15 50 9.1 94 10 4 B 21,880
EPSM4110-55-R0.3-PN o 0.3 16.5 55 10.2 110 12 4 | A 26,260
EPSM4110-55-R0.5-PN o 1 0.5 16.5 55 10.2 110 12 4 | A 26,260
EPSM4110-55-R1.0-PN [ J 1 16.5 55 10.2 110 12 4 | A 26,260
EPSM4120-60-R0.3-PN o 0.3 18 60 11 110 12 4 B 26,260
EPSM4120-60-R0.5-PN [ ) 0.5 18 60 11 110 12 4 B 26,260
EPSM4120-60-R1.0-PN o 1 18 60 11 110 12 4 B 26,260
EPSM4120-60-R1.5-PN () 12 1.5 18 60 11 110 12 4 B 26,260
EPSM4120-60-R2.0-PN [ ) 2 18 60 11 110 12 4 B 26,260
EPSM4120-60-R2.5-PN o 2.5 18 60 11 110 12 4 B 26,260
EPSM4120-60-R3.0-PN o 3 18 60 11 110 12 4 B 26,260
O : IZEAEBERTY, [ HEREBEEEECT. BHEREABEGELLLEEL,
@ : Stocked Items. ] : Stocked by specified distributor. Contact with our sales department.



Under neck 5DC

“PN GEEI® 2772517 91~¢20
ype
DS - A sizem) | R | w2
NE O+ IR B R B &R |vVOR lie={())
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]| ™ e
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 [ 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 [] 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 [] 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 UJ 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 52,920
EPSM4160-80-R1.0-PN ] 1 24 80 14.5 135 16 4 | B 52,920
EPSM4160-80-R1.5-PN [ 16 1.5 24 80 14.5 135 16 4 | B 52,920
EPSM4160-80-R2.0-PN [ ] 2 24 80 14.5 135 16 4 | B 52,920
EPSM4160-80-R3.0-PN [ ] 3 24 80 14.5 135 16 4 | B 52,920
EPSM4170-85-R0.5-PN (] 0.5 25.5 85 15.4 145 20 4 | A -
EPSM4170-85-R1.0-PN (] 1 25.5 85 15.4 145 20 4 | A -
EPSM4170-85-R1.5-PN U] 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 (] 1 27 90 16.3 145 20 4 | A =
EPSM4180-90-R1.5-PN L] 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 (] 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 L] 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 75,550
EPSM4200-100-R1.0-PN [ 1 30 100 18.2 155 20 4 | B 75,550
EPSM4200-100-R1.5-PN ([ 20 1.5 30 100 18.2 155 20 4 | B 75,550
EPSM4200-100-R2.0-PN o 2 30 100 18.2 155 20 4 | B 75,550
EPSM4200-100-R3.0-PN [ 3 30 100 18.2 155 20 4 | B 75,550
EPSM4200-100-R5.0-PN o 5 30 100 18.2 155 20 4 | B 75,550
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Epoch SUS Wave

[;ﬂ:ﬁﬁ @Uﬁtﬂﬁu%{¢ General Side milling conditions ************ P.23

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

o 2
AT DI | y | [8
- Atype APMX | N/ 20° B ‘ e
g
- - 8yc7 8L 12
B type APMX . °
Regular - [0
— . 60n30°| | -8.0s [ h5 |[ h6
e o547 pamoz0 () (PN e 5 51
EPSW 0 -PN (EEER) <iixi. 7 *47 %= DN giBi T
T_" 5£ Size(mm) }J%ﬂ
BmmI—k = Sz IE 2E TR d—7 IR | BRGEEAE (H)
Item code Stock Tool dia. Flute length Overall length Shank dia. Ecﬂybmﬁ No. of Shape Suggested retail price(¥)
orner flutes
DC APMX LF  |DCONMS| "
EPSW3040-PN o 4 10 56 6 0.3 3 A 10,690
EPSW3045-PN ] 4.5 11.3 56 6 0.3 8 A =
EPSW3050-PN o 5 12.5 56 6 0.3 3 A 12,020
EPSW3055-PN ] 5.5 13.8 56 6 0.3 3 A =
EPSW4060-PN o 6 15 56 6 0.4 4 B 13,030
EPSW4065-PN Ol 6.5 16.3 63 8 0.4 4 A =
EPSW4070-PN o 7 17.5 63 8 0.4 4 A 15,150
EPSW4075-PN Ol 7.5 18.8 63 8 0.4 4 A =
EPSW4080-PN o 8 20 63 8 0.5 4 B 15,150
EPSW4085-PN Ol 8.5 21.3 74 10 0.5 4 A =
EPSW4090-PN o 9 22.5 74 10 0.5 4 A 17,290
EPSW4095-PN ] 9.5 23.8 74 10 0.5 4 A =
EPSW4100-PN o 10 25 74 10 0.5 4 B 17,290
EPSW4105-PN ] 10.5 26.3 86 12 0.5 4 A =
EPSW4110-PN o 1 27.5 86 12 0.5 4 A 21,100
EPSW4115-PN ] 11.5 28.8 86 12 0.5 4 A =
EPSW4120-PN o 12 30 86 12 0.5 4 B 21,100
EPSW4130-PN Ol 13 32.5 105 16 0.7 4 A =
EPSW4140-PN ] 14 35 105 16 0.7 4 A -
EPSW4150-PN Ol 15 37.5 110 16 0.7 4 A =
EPSW4160-PN o 16 40 110 16 0.7 4 B 47,280
EPSW4170-PN Ol 17 42.5 120 20 0.7 4 A =
EPSW4180-PN ] 18 45 120 20 0.7 4 A -
EPSW4190-PN L] 19 47.5 125 20 0.7 4 A =
EPSW4200-PN @ 20 50 125 20 0.7 4 B 68,750

O | EEEERTY,
@ : Stocked ltems.

CIED - WERBEEETY . BHERABRESELLEE L,

[ : Stocked by specified distributor. Contact with our sales department.
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(;ﬂ,m 15”@13)_]!%“%145 General Side milling conditions ************ P28)

=
Epoch SUS Wave s 81 v z
Atype APMX /20 ‘ e
LF |
=
""—'E' & E 857 8 E
B type APMX °
LF
Long ] [0
" S04 ~ ; ] [ ] a1 | o2z %5 ] %’ ] 548
EPSWL " -PN GEZED 227227 06~o20 () PN R a5 | =51 o
& size(mm) T4
mmi—k TE| sz E 2B P IIR E?HY_DjFEE R | HBRIGEEE ()
Item code Stock Tool dia. Flute length Overall length Shank dia. it & No. of Shape Suggested retail price(¥)
DC | APMX LF _ |DCONMS| “amgme | ™
EPSWL4060-PN o 6 30 70 6 0.4 4 B 22,110
EPSWL4070-PN O] 7 35 80 8 0.4 4 A -
EPSWL4080-PN o 8 40 80 8 0.5 4 B 25,810
EPSWL4090-PN ] 9 45 100 10 0.5 4 A -
EPSWL4100-PN o 10 50 100 10 0.5 4 B 29,410
EPSWL4110-PN L] 1 55 120 12 0.5 4 A -
EPSWL4120-PN o 12 60 120 12 0.5 4 B 35,910
EPSWL4130-PN Ol 13 65 130 16 0.7 4 A =
EPSWL4140-PN Ol 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 80,360
EPSWL4170-PN Ol 17 85 135 20 0.7 4 A -
EPSWL4180-PN O 18 90 145 20 0.7 4 A -
EPSWL4190-PN O 19 95 145 20 0.7 4 A -
EPSWL4200-PN o 20 100 155 20 0.7 4 B 116,840

s WS USITT o=l EPSW

Epoch SUS Wave

;ﬂ,m ;ﬁtﬂﬁu%ﬁ: General Slotting conditions

[;ﬂ;ﬁﬁ ﬁ”ﬁtﬂﬁu%ﬁ: General Side milling conditions ***«******* PEBJ

g
a7 8L S 12
Atype APMX \420" =

L LF
g
m_ ] Byq7 8L Gl E
B type APMX a

LU
LF
) L Underneck3DC _ (nye | usn30°f | -, h5 ][ h6
EPSW. = 1-PN G 221377217 o4~o20 (52 PN [ 5 3 o
e 4 et othmg type Carbide Helix angle $6~¢12  $16,020 Unequal pitch
T_]' 5£ Size(mm)
BRI HE A =TE | &2z | 28 |lvvoom 0—7 | PH | | m2ocsmiEr)
N Stock | Tooldia. | Flute lengtn Un?ergr:ﬁck Neck dia. Olveé'?rlll Shank dia. ECHYDWE No.of | Shape | Suggested retal prico)
en len orner flutes
DC | APMX | LU DN LF__ |DCONMS| "

EPSW3040-12-PN (] 4 6 12 3.7 56 6 0.3 3 A 10,690
EPSW3050-15-PN [ ) 5 7.5 15 4.6 56 6 0.3 3 A 12,020
EPSW4060-18-PN [ ) 6 9 18 5.5 56 6 0.4 4 B 13,030
EPSW4070-21-PN [ ) 7 10.5 21 6.4 63 8 0.4 4 A 15,150
EPSW4080-24-PN o 8 12 24 7.3 63 8 0.5 4 B 15,150
EPSW4090-27-PN () 9 13.5 27 8.3 74 10 0.5 4 A 17,290
EPSW4100-30-PN [ ) 10 15 30 9.1 74 10 0.5 4 B 17,290
EPSW4110-33-PN [ ) 11 16.5 33 10.2 86 12 0.5 4 A 21,100
EPSW4120-36-PN [ ) 12 18 36 11 86 12 0.5 4 B 21,100
EPSW4160-48-PN [ ) 16 24 48 14.5 110 16 0.7 4 B 47,280
EPSW4200-60-PN [ ) 20 30 60 18.2 125 20 0.7 4 B 68,750
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Line up, Re-grinding

;ﬂ,ﬁﬁ 1%@@%“7%14: General Side milling conditions *********** pP.26
I’T%ly QW m [;ﬂ;ﬁﬁ TEYIHISEME General Slotting conditions ++++++++++++++++++ P.27J

Epoch SUS Wave 2
(6] z 4
A51A47 OI DI 18
Atype APMX 20° ‘ =

LU

m_ﬁ . -

s
= By OI ‘31 I8
B type APMX fal

LU

LF

EPSW: = -PN GRE® 27427577 o4~¢20 (] o) [ 51 551 o]

Roughlng type Carbide Helix angle $6~¢12  $16,20 Unequal pitch

R TJ' 5£ Size(mm) 3\]@ .
-k TR oz [ IR | BTR | B& | 28 |veog| J-F FoiR | F) GEfE ()
Item code Stock Tool dia. Flute length | Under neck length Neck dia. Overall length |  Shank dia. EHYDW?H No. of Shape | Suggested retail price(¥)
DC_| APMX | LU DN LF__[DCONMS |shamsrng wian_"**®
EPSW3040-20-PN [ ] 4 6 20 3.7 68 6 0.3 3 A 11,790
EPSW3050-25-PN | @ 5 7.5 25 4.6 68 6 0.3 8 A 13,250
EPSW4060-30-PN [ ] 6 9 30 5.5 68 6 0.4 4 B 14,370
EPSW4070-35-PN (] 7 10.5 35 6.4 80 8 0.4 4 A 16,720
EPSW4080-40-PN [ ] 8 12 40 7.3 80 8 0.5 4 B 16,720
EPSW4090-45-PN | @ 9 138.5 45 8.3 94 10 0.5 4 A 18,970
EPSW4100-50-PN [ ] 10 15 50 9.1 94 10 0.5 4 B 18,970
5’,\% EPSW4110-55-PN (] 11 16.5 55 10.2 110 12 0.5 4 A 23,240
zs EPSW4120-60-PN [ ] 12 18 60 11 110 12 0.5 4 B 23,240
a g EPSW4160-80-PN | @ 16 24 80 14.5 135 16 0.7 4 B 51,970
§ g EPSW4200-100-PN | @ 20 30 100 18.2 155 20 0.7 4 B 75,660
G jly

o ﬁﬁﬁ%iﬁﬂf\ﬁ'ﬁlﬁl _%§ Re-grinding compatibility range table

E BRI—K R Ty R B

é Item Code Product Name Line up tool dial Shape y»“g_l Outer Dia. Iy'\‘ End

“# M EPSF-PN o Srar A T LF27 3~12| NS 6~12 | 4~12
EPSFM-PN [Pttt 3~12| NN 612 | 4~12
EPSFL-PN [EiNcerra ittty 3~12 | MDPPRE———— | 6~12 | 4~12
EPSMS-PN [Exiip oAt 1 ~20 M= | 5~20 | 4~20
EPSM-PN [N At aer 1~20| SENEN=———=|6-20| 4~20
EPSMM-PN [Exiii oA et 3~20 | NENSEEmE====——= | 5.0 | 4~20
EPSML-PN égj’gggbﬁﬂf OvoR 6~20 | INSBEESF————— | 6~20 | 6~20
EPSMLS-PN [Eidi it ot 3~17 | rr— | 517 | 4~17
EPSM-3DC-PN éiﬁigﬂﬁzﬁznfgsm 1~20 3S&=— | 6~20 | 4~20
EPSM-5DC-PN [Eiieh il 1~20 | HfE— — | 6~20 | 4~20
EPSW-PN [ v it 4~20 A= | 520 | 4~20
EPSWL-PN [t 6~20 | MENENENG———= | 520 | 6~20
EPSW-3DC-PN [t e 4a~20| W= ——— | 6~20 | 4~20
EPSW-5DC-PN it el Ao 4~20| S ————— | 6~20 | 4~20
EPSM-CR-PN [Eiievia el e Al b 1~20 | SENEN=——2 | 6-20 | 4~20
EPSML-CR-PN [t 6~20 | WNSBESF———— | 6~20 | 6~20
EPSM-50C-CR-PN [ESiie oAl it 1~20 | M == | 6~20 | 4~20

OF : IEEFEERTI. @ : Stocked Items.
22
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Recommended Cutting Conditions

{BIEILDEISE(S General Side milling conditions

 EPSMS*| EPSM_| EPSM-CR|EPSM-3DC] EPSW_]EPSW-3DC .

UFa5-AR 5745 ET3DCHA1T 57409
Under neck 3DC, Roughing

Ya—hIE

L¥a>5—A&

Short Regular

L¥a25—Fk I—FRiIE

Regular, Corner radius

B r3DC H1~7
Under neck 3DC

Regular, Roughing

ae

KR - S - Bk | TE#H - TU/\—RVH AT VU AS FYVEER 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‘(’%'rﬂi)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
CEE n | FEORE v | EEHn | EORE vi| BEEH N | EDRE vi| EEHn | EDRE vi| BEEEn | EORE v
min! mm/min min-t 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
13 2,400 820 1,700 390 1,500 340 1,000 170 700 80
14 2,300 840 1,600 390 1,400 340 900 160 700 85
15 2,100 810 1,500 390 1,300 340 800 150 600 77
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) [E3WADIc. EDEREDIHE 75%ICERELTLEE,
¥o ERIGLF1S5—ARUIDCHA TDOYRIEHGHRTI . Va—bHNZCERADBEEEN-EDEEZ 1.1 {HIEEZBR(CREL TS,

¥ 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.

[FE] ATEOPNI—F/VH3Z0OME b EBEHENMEL . BEARO T ERAIEEERERADEICIEEEL T T,
WA N TRRCEDE TOBYEI—S U NEERL TS,
TEBRIFERIE. SREDOBHNR U FrvIZERL TS,

COEEEIRURIEREOERERTHDTT . EEOMI Tl TR, B8, EREHEIC KD RUERREL TR,
PEUPREREHFE T DIBAEREERFEL 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.
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Recommended Cutting Conditions

ﬂu&tﬂﬁu%ﬁ: High speed Side milling conditions

ae

EPSMS*-| EPSM | EPSM-CR|EPSM-3DC
e L¥15—NE  L¥a5-IRI-FRifE  BETFIDCHAT *
Short Regular Regular, Corner radius Under neck 3DC
KR - S - Sk | TE# - TU/\—RVH AT VU A FIVEER BAGE

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

DC Cast irons Pre-hardened steels
T‘Zfr:r‘r’]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

EEE n | EORE v | EEHn | EORE vi| BEEHn | EDRE vi| EEHn | EDRE | BEEn | EDRE v
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 1562
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
gw 12 3,400 1,100 2,700 580 2,400 520 1,600 260 1,300 140
TZ Cl 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
4 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 ERIFLVF21S—ANUIDCHA TDYRIRMHERTT . Ya— N ECERADGEEER XDEEZ 1.1 BEEZERICREL CIEEL,
%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—F42 I3 ZONE . BEEMEV ). BESFXO T ERAEEBEEROMICIEHERL TS,

WHEIA I TRARICEDE T BYIET —S UM EERLTLIEE L.

TERRITEME. SEEOEMROF vy oZERALTEEL,

COREHISRARIIVHISRG DB RZETR I BDTY . REEDIN T Tl INTSRMA. BH. ERABMEFICRKDRMZR/EL TS0,

EEUPEBIREIDFRE T DIBTIFRMZHARL 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.



lﬁtﬂﬁu%1¢ General Slotting conditions
_EPSM_| EPSM-CR _EPSW

ae

Ya—hAR LF¥a>—AE V¥15-FR-I-FRfIE BHF3DCHAT  LFa5-AR-574¥5 BFIDCIAT 57407
Short Regular Regular, Corner radius Under neck 3DC Regular, Roughing Under neck 3DC, Roughing
KR - S - Bk | TE#H - TU/\—RVH AT VU A FYVEER HBMAEE
(~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‘(’glrﬂi)a- ap=1DC ap=1DC ap=1DC ap=0.5DC ap=0.5DC
EEE n | FEORE v | EEHn | EORE vi| BEEHn | EDRE vi| EEHn | EODRE vi| BEEEn | EORE v
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

¥ 94.04.5.05.05.5 D EPSW (TiRvISUSDI—T) [E3WADIc. EDEREDIHE 75%ICERELTLEE,

¥ ERIFLF21S—HARUIDCHTA TDUHIKRHMRTT, ¥a— N ECHERADBEOEE-EDEEZ 1.1 {8EEZBRICEBL TS,

¥ 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] AIEOPNI—F4V513ZDME SEEENMEL S BEARO T ERAIEEBEFERADBICIFERL TUEEL,
WHE I TRRICADE T BRI —S U NEERL TR E W,
TEBR B, BREDEHRUOF vy ERL TS,
COREEIRHRBIEREOERERTBDTT . REOMNI T INT M. B EREHECIOREERELTIRE,
EEUPERIREDRE T DRSFREERELTIRE,
EEED I T AT RICEDREABEMD 1/51C.0.0 1 DCORAT Y ACBELTLEE L,
IESHEA N TEIT RIS EAREES LT, EDREEBRED 70%:EDICRELTIRE 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

{AIEtIEISE(Y General Side milling conditions
EPSMLS*|EPSM-5DC| EPSM-5DC-CRJEPSW-5DC

BF5DCHA7-I-FRffE BHTFSDCHAT 57405
Under neck 5DC, Corner radius Under neck 5DC, Roughing

avovvro
Long shank

B F5DCHA1T
Under neck 5DC

ae

Rl - S - HFEk | T2 - TUN\—RVE ATV FYVEE HBASE
(~30HRC) (30~40HRC)
MR Carbon steels, Alloy steels Tool steels, Stainless steels Titanium alloys Super heat-resistant alloys
DC Cast irons Pre-hardened steels
T‘zﬁlr‘r’]i)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
EERSn | X0 vr| EEMn | EOEE v | B | E0EE vi| EEMn | XOEE v | EE#n | EORE 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
2.5 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
?Z Al 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 (IRyISUSTI—T) [F3MHDIctdD. EDEREDHZ 75%ICFREL TS,

¥4 ERIFEDCHA TH KLU EDCRHUIEDIIRISFHERTT . TERBUSICKDRAZRELTEEL,

% 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.

[EE] ATEOPNI—F V513 ZDME ESEBEHEL e BESRO TERAEEBEFERDOEICIEEFEL TS,

REIM INTRARICEDE T OB —S U NEERL T EE L,

TEDREITEMIE. SHEEOEMAUF vy oZERAL TS0,

COREHISRARIIVIEIRG OB RZTR I BDTT . REEOIT Tl INTRMA BH. EABMEFICRDRMZR/EL TS,
EEULEREIREDFELE T DIBFTIEFMGZRHBLTLLIEEL,

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.

[Note)



/ﬁtﬂﬁu%ﬁ: General Slotting conditions

Under neck 5DC

B 5DCHAT  BEFSDCHAT-I-FRfGE EFSDCIALT 57405
Under neck 5DC, Corner radius  Under neck 5DC, Roughing

ae

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

T2 ATEOPNI—F VI3 ZFDME FSEEENMEV S SEESRO LERAEREBEFEADEICIHEFEL TS,
HEIR N TRRICEDE TOBYEI—S N EERL TR E L,
TERRIEMIM . SHEEORMR VT vy o ZERLTLEE,
COREETEIRERISTEIREDERETIT D TY . EEOMI Tl TR . EREMEIC KO REERELTIREL,

EEUPEERBINFEE T DIBTIFFMERRBL TS,

EERED I L7217 OMRIC EDRE Z#EFRAD 1/51C.0.0 1 DCORT Y IIERELTLIEE LY,
TERPEAN I ZTIRICEARBEZS LT XDREZERMHD70%EDICREL TLIEE L,

[Note]

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.

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.

Rl - &l - Sk | T2 - TU/N\—RVE ATIUVAER FYVEE BASE
(~30HRC) (30~40HRC)
&H% Carbon steels, Alloy steels Tool steels, Stainless steels Titanium alloys Super heat-resistant alloys
DC Cast irons Pre-hardened steels
s ap=0.5DC ap=0.5DC ap=0.5DC ap=0.25DC ap=0.25DC
ESEHn | EOEE vi| EERMn | EOEE vi| EERMn | XOEE v| EEMn | X0EE v | EESn | E0EE v
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
11.5 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
04,95 @ EPSW (IRwoSUSDI—T) [F3WADIc. EDREDHIH%Z 75%IC LT e,
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Recommended Cutting Conditions

1E|Jﬁtﬂﬁu%1¢ General Side milling conditions

SF4TLAR ap
Medium
KRl - S - Bk | TE#H - TU/\—RVH ATV FYVEER BHAGE
(~30HRC) (30~40HRC)
9’{-?% Carbon steels, Alloy steels Tool steels, Stainless steels Titanium alloys Super heat-resistant alloys
DC Cast irons Pre-hardened steels
ooy |_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, 8e=0.02DC
BEdn | EOEFEE | EEEn | EOEE | EEGHn | ZDEE v| EEHn | EERE | EEHn | 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

1EIJE1:)JE'|J?‘|<1¢ General Side milling conditions

e

OvIAR OVJAR -O—FRf4E OVIAR-5T1VT ap
Long Long, Corner radius Long, Roughing
ol R - A% - %tk | TEM - JU)\—FUE 25 UUAH FoUEe BAaS
2l (~30HRC) (30~40HRC)
§ <z 5714% Carbon steels, Alloy steels Tool steels, Stainless steels Titanium alloys Super heat-resistant alloys
& i< DQ Cast irons Pre-hardened steels
8o oo [ ap=3DC, ae=0.05DC ap=3DC, a¢=0.05DC ap=3DC, 2e=0.05DC ap=3DC, 8e=0.02DC ap=3DC, 2e=0.01DC
EMESn | XOME vi| EEEMn | EOEE vi| B | E0EE vi| EEEMn | XORE v| OESn | EORE 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 1M
20 800 380 600 190 500 160 300 70 200 32

[EE] ATEOPNO—F VY3 ZDOME L BEEDMEV D BEARO T EEAEREEFEADOEICIEHERLTREL,
WHEIA N TRRICEDE TOBYIEI—S VNEERL TR0,
TEBREIIEAE. SREOEMROF vy o ZERLTLEE L,
COEEEIRERIIYEREDOERETRT D TT . EEOMI TS TR B8 EREHEC KD REERELTIEE,

EEUPEREIRSNFHEE T DIBE IR ZHARBL TTEE 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.



1EUE13)JEU%1¢ General Side milling conditions

L¥a5—H&

Regular

e

KRl - Sl - Bk | TE#H - TU/\—RVH ATV FYVEER Bm#EE
(~30HRC) (30~40HRC)
ﬂ?% Carbon steels, Alloy steels Tool steels, Stainless steels Titanium alloys Super heat-resistant alloys
DC Cast irons Pre-hardened steels
T‘(’?r:rf]i)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
EBRfn | EOEE vi| EEMn | XOEE v | EERMn | EOEE vi| EESn | XOEE v| EEMn | EOEE v
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

[EE] ATEOPNI—F+4 3 ZFDHE L SEEENMEV ) SEEA XD IERAEEBEERADERICIFEEELTEE 0,
W I TRARICEDE TOBEI—S Y MEERL T L,
T OISR ERIFEIREDERETRTEODTT . EROIMI Tl IITRE. B, EREHEC KDRUEREL T,

[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

{AlmEt_EIFEDEISRME side finishing conditions

__EPSF_[EPSMS*] EPSM_| EPSM-CR|EPSM-3DC| EPSM-50C*:

EPSM-5DC-CR™

e

ap

LFa>—AR Ya—hIR L¥a5—HAR UHa5-IRI-FRfEE BEF3DCHAT B R’5DCH+(~T ET5DCH4/7-I-FRftE
Regular Short Regular Regular, Corner radius Under neck 3DC Under neck 5DC  Under neck 5DC, Comer radius
KR - S - %k | TE# - TU/\—RVH AT VU A FYVEER HBASE
(~30HRC) (30~40HRC)
7*?% Carbon steels, Alloy steels Tool steels, Stainless steels Titanium alloys Super heat-resistant alloys
DC Cast irons Pre-hardened steels
T‘z‘[ﬂrﬂi)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
EEEn | FEORE v | EEHn | EORE vi| BEEHn | EDRE vi| EEHn | EORE vi| EEn | EDRE 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

s ERIFLF21S—HRU 3DCHTA TDUYJHIRMARTT . ¥a—bHZEERADBEOEN-EDEREZ 1.1 {BEEZRRICHERL TS,
5DCH A JZERDGSIEMER - XOEEZ70%ZBRICAEL TS,

%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

[FE)] ATIBOPNI—F/VJ3ZOHE k. EEHHEL S BEARO T EEAEEBEFERADKICIEBERLTIRE,
wWEIA, N TRRICEDE T BB —S UREERLTL S L,
TEBREISEIE. SBEOBHRUF vy aERL TR,

T OISR R S EIREOERETR T 6D T . REOMTI TlE. NI, BM. EREHEIC KR EERRU TS,
PEUPREREHFLE T DIBAEREEFEL 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.



{AIE{E_EIFEDEISRME  side finishing conditions

STAT7LAR

Medium

ae

ap

K& - S - Sk | TEM - TU/\—RVil AT VU FIVER BM#ASE
(~30HRC) (30~40HRC)
ﬁﬁi Carbon steels, Alloy steels Tool steels, Stainless steels Titanium alloys Super heat-resistant alloys
DC Cast irons Pre-hardened steels
Tc(’fr:rﬁi)a ap=2.5DC, ae=0.001DC~0.01DC | ap=2.5DC, 2e=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
ClERE n | EDORE vi | EEEEn | EXDRE vi| BN | XDRE vi| BE#n | XORE vi| O n | EZDRE v
min-! mm/min min-! mm/min min’! mm/min min-t 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
{(BIE{t _EIFEDEISRME  side finishing conditions
EPSFL 4);
OvJAR ]_ljp
Long
RERM - G2l - Hx | TEM - TU/\—RVil AT VU FIVEER BMEASE
(~30HRC) (30~40HRC)
ﬁﬁ% Carbon steels, Alloy steels Tool steels, Stainless steels Titanium alloys Super heat-resistant alloys
DC Cast irons Pre-hardened steels
Tc(’fr:rcr‘]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
CERE n | EDORE vi | EEEHn | EDRE vi| BEEHn | XDRE vi| BE#n | XORE vi| O n | EZDRE 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 53

[EE] ATEOPNI—F+<V 3 ZFDHE L SEEENMEV ) SEEAXD IERAEEBEFERADRICIFEEELTIIEE 0,
WA I TRARICEDE TOBEI—SVMEERLTLZE L,
COYIEIRGRIFTERGEDOERERT DO TT . EEOMITIF. MNTHRE. B, FERAEMSIC KD REEFAEL TUIEEL,

[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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Field data

o

B2 LmIzRVW/=tRIEH]

Cutting example for various cutting process.

#HEI%F : SUS304  work material:SUS304

{EFRTE 100l : Tk SUSZ/U—X Epoch SUS series ,

100mm

[tﬂﬁﬂz’%ﬁ] Cutting conditions

I—S /N coolant & IKBE wet

MI#DD—o

Work after milling

{BIETEDEN side milling
TiRw2 SUS ¥ )UF Epoch SUS Multi
d10X4ANT

EPSM4100-30-PN

n=2,900min" (v*v=90mMm/min),
vi=580mm/min (=0.05mm/t),
aane=1 O0X5mm,

INIEFRE Cutting time =443 min.

RIEEFHENHE side ramping
TiRw2 SUS ¥ )LF Epoch SUS Multi
d10X4NT

EPSM4100-30-PN

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

g
INTBEERE Cutting time =443 min. el sle SAT

Cutting edge after. milling

G B Stoting
TiRwZSUS™ T—TJ Epoch SUS wave
d10XANT

EPSW4100-30-PN

n=1,600min" (ve=50m/min),
vi=230mm/min (%=0.036mm/t)
apXae=10X10mm,

INTHERE Cutting time =343 min.

BART YNNI Thin wall pocketing
IRvoSUSOI—T Epoch SUS wave
@TOXANT

EPSW4100-30-PN

n=1,900min" (ve=60mM/min),
vi=380mm/min (z=0.05mm/t)
apXae=10X4mm, KIE Thickness =2mm,

“ud .| 4 .E
A5 Depth =25mm,  AILHSA Cutting time =20 min. ML i L2 X5

Cutting edge after milling

ZEESBEMIZSERETITIOEHITEZET !

High efficiency machining for various situation

SERIKDOUEIEH

Cutting example of thin wall work geometry.

{HE41 : SUS304  work material:SUS304

TERIR : ST/ T AT waveform type PSXANT, n=2,400min" (ve=60m/min),

vi=380mm/min (£=0.04mm/t), apXae=8X4mm,
T—S 2/ coolant © IKFBME wet  ANTTBFRE cutting time =50%3 min.

AL ENEREL T — 7 IROTIAIC
FOTEHEREEMI A ATRE!!

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

BT3RS Depth= 20mm
AE Thickness= 2mMm



RrybMIDFan LB
o Comparison of tool life by I:)Ic::cketing.

#HHEI% : SUS304  work material:SUS304

TERIK | S5T459 54T waveform type @8X4ANT, n=5,000min"' (ve=125m/min), '7—7'U’4Z' Work size
v=500mm/min (£=0.04mm/t), apXae=8%X3mm, OH=24mm, ®16mm
{tﬁﬁlhg)\%g ramping angle =5°. 7—5‘/I~ coolant - 7K7§'|S_t wet

I = " R p—— |
Tool Result 1Tt :
EPSW4080-24-PN DITTHZ5ET Complete machining o 5 temm
€35 A Conventional A AUAJVINITHHTE broken during helical milling A 4
&3R5 B Conventional B AUAJUINTH3FH8 broken during helical milling
&R C Conventional C AUFJUINTIHIE broken during helical milling

o) fEmYElicEsEFERT—4

Tool life date by side milling.

tRHI$1 : SUS304  work material:SUS304

TERIKR : ROITIAT squaretype PSXANT, £=0.04mm/t, apXae=8X3mm, OH=24mm,
I—S2 coolant : IKBE wet

0.15
% —— vc=45m/min —8— vc=60m/min
IF ve=85m/min —— vc=125 m/min |l
H &
FE5 o4
25 EPSM4080-24-PN
= __n—N
B | e | EPSMUBEKHIEVLTH
m R¥HFu
~ 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

tIEIZESE cutting distance (M)

ejeq [BOIUYD |

%
i
5’.
I
¢4

(o) {8 i 0 81 o 1) 1) == 451

Cutting example by side milling.

HHI% : SUS304  work material:SUS304

TERIR : RUTIT 5 AT square type 98XANT, n=2,400min' (v*e=60m/min), v=380mm/min (fz=0.04mm/t),
apXae=8X3mm, OH=24mm, 77— coolant : ZKBMH wet

EPSM4080-24-PN

YIEIEEEH cutting distance 405mM g ap
(ffﬂ] 85%[35? About 18 hours)
@%%m% Wear width VBb=0.088mm
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Field data

O MEDMOEGILE

Comparison of tool life by side milling.

?ﬁﬁ']*a‘ AAXRIV718 (46HRC) Work material : Inconel-718 (46HRC)

TEMRIK | ROTT7 54T square type PBXANT 0.16 M
n=1,200min"' (v.=30m/min),

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

tDEIEERE 7mBF
I—S coolant : ZKBME wet il

/ After 7m

\ Epoch SUS Multi
Tikwa SUS 2Z/UVF

0.06 EPSM4080-24-PN

de
PRkt

ap

) S WATEHETR
Flank wear width
o

3
=]

(

0 5 10 15 20
EIHIBERE Cutting distance (M)

t t
O e mare

HHEIM - T (ER ATV LA 15-5PH (40HRC) work material : 15-5PH

TERIR : RO TP I AT square type P8X4ANT, n=3,200min"' (ve=80m/min), vi=500mm/min (fz=0.04mm/1t),
apXae=3X1mm, OH=24mm, J—5>/k coolant : KB wet

EPSM4080-24-PN 1.5 BSREI(ER®R

After 1.5hour use

INHE LR AT LADYRICEN TS, hEL
ERBETMINTE. BICERT S ENRTHE

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

ap

-\m

=

=
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S
=
)
D
o
2
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3 — L

=l
o ?o]rﬂrgoﬁgfatgcﬁfe b)l/:gfmllling.

tREI%E : SUS304 work material : SUS304 YRy Conventional €

0.15
TE®RK : ST1T5147 ¢8XANT, :
Wave-form type ]&
n=5000min’ (ve=125m/min), %
vi=800mm/min (fz=0.04mm/1), Eooq | Comventionsl A EPSW4080-24-PN
. onventiona
apXae=8x3mm, OH=24mm, 1 @D,
_. . B
I —3 b coolant © AGEE wet E<3
B
de Vb [
= 005
mm H
~ Epoch SUS Wave
7 e m-;aSUS or=>7

1
10 20
YIEEERH Cutting distance (m)




BUIEID k
o 6§m£1§sjon o%o%lﬁwgar?yslotting.

HEI# : SUS304 work material : SUS304

TERIK : ROTIFHA4T ¢8XANT,

Square type
n=4,200min" (ve=108m/min),
vi=230mm/min (fz=0.014mm/1), ERDA
apXae=6.4X8mm, OH=24mm, EPSM4080-PN I Conventl?(;:naIA
27—/ Coolant : KA wet, T I . = H,__
YIHIEEEE Cutting distance : 4mM -

- 'l|t-

REIFE
Rellef face

de

//

o

BYIHIDFEdan Lt
o " Comparison of tool life WEF by slotting.

fHEI#4 : SUS304 work material : SUS304 - b —

IERER
TEMR | SYPAIAT GSXRE] Ikvo EPSM4080-R1.0-PN sl
Radius type
n=2,200min"" (ve=55m/min), I—F5U7X fﬁffﬁ?ﬁ/@'ﬁ "
vi=260mm/min (fz=O Smm/t) (E:poch SRuﬁ-M“m Interrupted cutting is possible
. ’ orner Radius
apXae=8X8mm
2J—S coolant : AKGBME wet ek A

Conventional A

tE% B thig
Conventional B Broken
ek C —
Conventional C FYEIIRE
Chipping occured
0 2 4 6 8 10 12 14

YHIER Cutting distance (IM)

ejeq [eoluyos |

%
fii
o
I
4

o) + EFinTOMEEE B

Comparison of finishing performance

fHEI# : SUS304 work material : SUS304

| a
TERIR : RIIT I AT square type (LF 1S5 —F Regular) @6XANT n=3,500min"' (ve=66mM/min),
vi=480mm/min (fz=0.034mm/t), apXae=9X0.1mm I—3/h Coolant : AAEM wet
ﬂulﬁtbﬁ Comparison of surface HHIE*E?_\'JZISES‘E Comparison of surface roughness
1.4 e o
EPSF4060-PN = i 12 T Specon
_ |m %071
E 1 Feed direction
3 os
& 06
0.4
LED/ VIR BiF a gho ok o i - 02
Excellent machined surface with few burrs on top

EPSF ﬁt;Eﬁ': Conventional



MOLDINO

The Edge To Innovation

K. REDT—F FHEBRERD—HFITH D ARHETIFH O F A
[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 B2EOCER

Attentions on Safety

1. RBREDOTER
(1 )_T_E%’r 2 (18 a)b‘bﬁﬂ‘)ﬂi?%l: TEORUHL.ETICTEREV BT TETREDE
B+ TEREBRVL
(2 )muwmm;ﬁmlﬁmmvwz PNTERF CEEMNEVEISEEL T,

2. BT OTER

¢ )/_fﬁﬁ?(ﬁut._ TEOE- EMEONBREREIT>TVEAE, Ly Fry 7SO ISHEEIC
f

(2 )_’;’%ﬁ%ﬂm gﬁ&ﬁﬁ%b‘%&bmﬁﬁi E5ICEREFIESE T ZOREDOEEERIERL

st
3. EALEDIEE

(1) 18I T B &2 EIM O BB, H5HUHIETBL THL TS,

(2) =B R RO HAE S, FUVMEEDTL EFOBRRELTTRIAES, FTHARDAENEE,
@zmﬁém@nwf:\d\éu%Aaﬁmm&bulmm'&w IS THIHIS %8 I (S SR TR

(3 )BJHUIEM*M;E@@MHTTD ZERFRICHIAL TRET BB ANBET, 7o, JIVSKTHITR
B BIEN BYUET . TNODRENE FEEZEYFEL, NFHBVRBICASTEFELBR
WH)ETOT, TEEZERPRZOBRBICRENN—EMH, REDIREDNRELLER
LTRLBBE T COMEEEBRAVVELET,

(4) LR ICRETHNIER FHBICLBRER GPISTICEBE K- KK DD BYET 5| AP
&%wﬁﬂﬁmaét_éruﬁﬁbm\’(otéu AARBHEEESEAINDIHE B A
RELTITHEOTES

(5 )Iﬁix%maaﬁuau_ HEERICEBENTAL,

4. BHHIBOCEE

(1 )Eﬂ%ﬁiﬁfiﬁh‘Kiﬁ%Fﬁétlﬂiﬁ'ﬁ'ﬂé’é’é,’&hh"ﬂ)i% BEATBEEX T 20, BHHIE
iy ==

(2)Ié%ﬁiﬁﬁ”bi?’t%gﬁ‘}éibiﬁ'n BRI ZORBEICREA/N-EMT T, FRED
P REDREEEFAL TS,

) AHMICIFELFMEITIEESN TNV RUZOEEEMN ETNTOET BIFEIZD
MTEMASHEEECPMERE TR AFER)ICTE o ABUREL T,

5. TRICELT. R& LORRES - TN - ZOMMRDBUELS | 7U—F 1 VIV EATHER | ~

RIS,

1. Cautions regarding handling
(1) When removing the tool from its case (packaging), be careful that the tool does not pop out or is
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
your bare hands.

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
of the chattering.

3. Cautions during use

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

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

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

(4) There is a risk of fire or inflammation due to sparks, heat due to breakage, and cutting chips. Do not
use where there is a risk of fire or explosion. Please caution of fire while using oil base coolant, fire
prevention is necessary.

(5) Do not use the tool for any purpose other than that for which it is intended.

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
with one in good condition, or perform regrinding.

(2) Grinding dust will be created when regrinding a tool. When regrinding, be sure to attach a safety
cover over the work area and wear safety clothes such as safety goggles, etc.

(3) This product contains the specified chemical substance cobalt and its inorganic compounds. When
performing regrinding or similar processing, be sure to handle the processing in accordance with
thelocal laws and regulations regarding prevention of hazards due to specified chemical substances.

ket MOLDINO

MOLDINO Tool Engineering, Ltd.

At T130-0026 RREBEHXME4-31-11 (E1—UvImELE)LSkE)

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

h—LaR—Y
https://www.moldino.com

&% 0120-134159
I8EE7—y~—2A [TOOL SEARCH]
[TOOLSEARGH [ & i’i‘)

2XEPEE ®036890-5102 FAX03-68905134  BHEZFEE B03-6890-5103 FAX03-6890-5128
RREZFP @036890-5110 FAX03-6890-6133  E#MEZFT & 0542730360 FAX054-273-0361
RibEZpr 0222085100 FAX022-208-56102  £HEEXA B 052-687-9150 FAX052-687-9144
FREZPT ®0268-87-1224 FAX0258-87-1168  KBRE=E%FT @& 06-7668-0190 FAX06-7668-0194
REPREZEF T@0294-88-9430 FAX0294-889432  rARUEZFT @ 082-536-2001 FAX082-536-2003
REFEZPT ®0268-21-3700 FAX0268-21-3711  AMEZFT ®092-289-7010 FAX092-289-7012
JtEERESF ®0276-59-6001 FAX0276-59-6005

#RlE%m  ®046-400-9429 FAX046-400-9435

5+

3—-0v/{,/MOLDINO Tool Engineering Europe GmbH Itterpark 12, 40724 Hilden, Germany. TEL : +49-(0)2103-24820, FAX : +49-(0)2103-248230
7 X1J 71,/ MITSUBISHI MATERIALS U.S.A. CORPORATION 41700 Gardenbrook Road, Suite 120, Novi, MI 48375-1320 U.S.A. TEL : +1(248)308-2620, FAX :+1(248)308-2627
A% /MMC METAL DE MEXICO, S.A. DE C.V. Av. La Cafiada No.16, Parque Industrial Bernardo Quintana, EI Marques, Querétaro, CP 76246, México TEL : +52-442-1926800
TJSY)L./MMC METAL DO BRASIL LTDA. Rua Cincinato Braga, 340 13° andar.Bela Vista - CEP 01333-010 S&o Paulo - SP ., Brasil TEL : +55(11)3506-5600 FAX : +55(11)3506-5677
5 (/" MMC Hardmetal (Thailand) Co.,Ltd. MOLDINO Division 622 Emporium Tower, Floor 22114, Sukhumvit Road, Klong Tan, Klong Toei, Bangkok 10110, Thailand TEL:+66-(0)2-661-8175 FAX:+66-(0)2-661-8176
A2 R/ MNC Hardmetal India Pvt Ltd, H.0.: Prasad Enclave, #118/119, 1st Foor, 2nd Stage, 5th mein, BBMP Ward #11, (New #38), Industil Subur, Yestwanthpura, Bengaluru, 560 022, Kamatka, India. Tel: +91-80-2204-3600
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Specifications for the products listed in this catalog are subject to change without notice due to
replacement or modification.
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