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Epoch TH Power Mill
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Added TH Power Mill series
Short, medium, long flute and corner radius are added into new line-up,
and appropriate to cut all hardened steels.
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Features of EPP-TH L]
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Abundant variations! - LI f
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18 short flute, 9 medium flute, 6 long flute and 35 corner radius new items are added into -
new line-up, and can handle all demands in slotting, side cutting and plunging.

02 SEEHEOSEIH ! ks
High speed cutting of hardened steel is achievable! [: .

B L EICEBNICTHI—FT 4 J ORATHRICTUIN—R 2V
(35HRC LLE) hSEANBOEEE CRIAIZEFRELE T,

The tool shows its performance in various materials especially from pre-hardened
steels (35HRC) to hardened steels.
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Efficient chip evacuation!
EBNREZED/N\T—Z)VERKR THREDOUID S FHHMZRIEL
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Power Mill design gives efficient chip evacuation.

04 SHEEStEFNT !
Highly accurate finish cutting is achievable!
SR TR EMEREDOSVI—TrVIICIDEEERT L
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With the highly rigid design and coating layer highly accurate finish machining is achievable.

< EPPS-TH  03~020 [18714F Lyens ]
L
Az O

Ll %M JUN-KFVE BALES BEATEE | Applications | ey — e | EBBI TR A0 T i
45~55HRC  55~B5HRC TRIBHE

Copper Alloy steel Pre-hardened Hardened steel Hardened steel N "
45-55HRC 55-65HRC Mold making Parts processing

'EPP-CR-TH ¢3~ 020 [3574 5 Latems ]

e TRwvIR—)\—A—74>7 TH

Features Epoch Super Coating TH

: T/ﬁEEEH:—;"fV7“ Nano-composite coating 02 Eiﬁfgﬁﬁ (:HEE;@. Suitable for hardened steels

T/ R 512 FHERREZRDERAIC LD, ?;‘EEEICHL\ TUN—=RVHD SEANGDEEIH] - SRERMTICIREF
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TAVIMBTY, This coating shows extraordinary performance in high speed cutting and

The new Nano-composite coating material offers extraordinary heat high efficient machining of hardened steels.

resistance and hardness due to its new composite layer consisting of
Nano-crystal material.

03 E% ap ° I—Jnngbﬂl Long tool life, High accuracy machining 04 ‘ Ehf:b?‘fﬂ]ﬁﬂﬁﬁ‘é Excellent for dry machining

AN (45~60HRC) : SKD11. SKD61. SKH, SUS420% PIEIMNTIE CH T 2R EDMEL RSAYEIICEELF T,
JUJ\—FR2$ : CENAT. NAK8O Generates less heat during cutting and is therefore well suited to dry
EFT. Rk&in - SmEMIHEEETT, machining conditions.

Ensures long tool-life and good performance in hardened steel materials

(45~60HRC): SKD 11, SKD 61, SKH and SUS 420 type steels. also
pre-hardened steels: CENA1, NAK8O0 etc.
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Cutting Performance

O SREH (50HRC) DAy MEVILFINT

Pocket expanding of Hardened Steel (50HRC)

I’-ﬁ‘ygTH}\c _E}l/ I./=\=:L§—7~J ¢8 Epoch TH Power Mill -Regular EPP4-TH

TE IRyITHIDO—Z)b LFa215—F ¢8
sxaB Tool EPP4080-TH
E 0.2 Conventional N %ﬁ;untgiﬂal SKD61H (50HRC)
= ek A EEES | n=2,000min" (ve=50m/min)

ZEbhiEE | vi=330mm/min (z=0.041mm/t) \U HJUEF
Feed rate vi=450mm/min (fz=0.056mm/t) I

T KA SCEERE
Wear width on the end edge

o1 . | ggp%%ﬂ apBmmXae0.2mm  JILHRE 10mm
IikvOTH
7 o2 |- iy NRD KT 40m (AU LA T>RIENT)
Epoch TH Power Mill IR | OH=30m L7 J0—

Pocket expanding dia. 40mm(Helical cutting—Side milling)
OH=30mm, Air blow

0 é 1‘0 1% Efﬁrﬁkm MEIYY =Pt UH Vertical MC HSK-AB3
I (ﬂﬂ) Number of machined holes

IRYITHIND=Z)b L¥a5—-7 EREmA ERmB

Epoch TH Power Mill -Regular Conventional A Conventional B

EEFENR
(107%6%)

Wear width

(when machining 10 holes)

EE$EE 0.09mm

Wear width Wear width

Wearwidth I

=iEE# (50HRC) DEMT

Slotting of hardened steel (50HRC)

IRyITHINDO—=Z)U ¥3—bH ¢8 Epoch TH Power Mill -Short  Aiitat=tamlln

0.07
I= TRYITHINT—Z)L Ya—h5 ¢8
0.06 | kA Too EPPS4080-TH
— onventional 5 'I )
B¥osl {RiHEL | DAC(S0HRO)
Ee s B EEH | =2 500min” (ve=63m/min)
Conventional S
0041 XDEE | ,—410mm/min (:=0.041mm/t)

Jggp?]%\i{ ap1.6mm X ae8mm

gIElA | BT, OH=20mm. IT7J0O—

TiliwOTH Cutting method | - Sjotting, OH=20mm, Air-blow
/(T—=/b N .
Epoch TH Power Mil Ecﬁjrﬁ%m FBIRYZVTEUH Vertical MC

0 5 10 15 20
j]uIlg%&({@) Number of machined slots
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Wear width on the end edge
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IRYITHINDO—S )L va—bF iEEmA iERmB
Epoch TH Power Mill -Short Conventional A Conventional B
- B e L e R o
EEFENE 5
(15mEF)
Wear width

(when cutting steel 15m long)

s 0.06m FExEi - 0105mn

Wear width Wear,width
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Cutting Performance

O &ME# (50HRC) DAREBH LIF

Inside radius finishing of hardened steel (50HRC)

TiRyOITHIND—S)L OV5 A ¢8

Epoch TH Power Mill -Long

BITRZAR wachining shape T= TRYSTHID—S)L OV57 98
Tool EPPL4080-TH
#HIFE | DAC (50HRC)
BERE | p=1,400min" (ve=35m/min)
KMI%tEOM EDEE | y=210mm/min (f,=0.038mm/t)
‘LMachlnlng depth g)_e'}p?]%gi apeomm % an_OBmm
yIEA=s | @EMI. OH=30mm. IT7JO—
Cutting method | Side Milling, OH=30mm, Air-blow
- R6
BB ot point BERRRR | SRvy =259 Vertical MC
‘:I —TEBIH]IE Cutting surface in corner radius
IRyITHIND—=)V OVIA ER@A ERmB

Epoch TH Power Mill -Long

Conventional A

Conventional B

No vibration

EEYIN

Vibration

’:I —TEBﬂUIE*EéttEE Comparison of cutting surface roughness in corner radius

IRYITHIND—=)L OVIA

Epoch TH Power Mill -Long

o gy

HERmA

Conventional A

ERmB

Conventional B

R e o
s m e RFLMIE
5 S 5

o ——
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PN Tal

Maximum hight: RZ 4' 7” m

PNl

== Rz 11.1um

RARE

s

.

TRy STHNT—S LIREEUDTONREOH EFITT. BHERELET, |

Epoch TH Power Mill can greatly suppress the vibration in inside corner finishing machining.

Maximum hight: Rz 5 L 6“ m
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EPPS4065-TH
EPPS4070-TH

6.5 9.8 70
7 10.5 70

17,520 EPPS4160-TH
17,520 EPPS4200-TH

16 24 110 16 | 63,230
20 30 125 20 | 92,330

NERE TR v I ORRE h6
Tolerance on tool dia. :Below table Tolerance on shank dia.
EPPS4: .
. T_f 5£ Size(mm) ﬁ‘é—élj\ﬁ . T_f 5£ Size(mm) ﬁt—é,‘]\%
BRI—F TR gz [ s | 28 [veoos|BEE) BRI-F TR sz [ we | 28 [veom/iEED)
fomoods |stook| Tool | Fle | Oueral | Shank | Rt fomCode  |stock| ool | e | Overal | Shank | e
EPPS4030-TH | @ 3 4.5 60 6 10,420 EPPS4075-TH | @ 75| 11.3 75 8 19,530
EPPS4035-TH | @ 3.5 5.3 60 6 10,940 EPPS4080-TH | @ 8 12 75 8 16,160
EPPS4040-TH | @ 4 6 60 6 10,940 EPPS4085-TH | @ 8.5 | 128 80 10 22,440
EPPS4045-TH | @ 4.5 6.8 60 6 | 12,240 EPPS4090-TH | @ 9 13.5 80 10 | 22,440
EPPS4050-TH | @ 5 7.5 60 6 12,240 EPPS4095-TH | @ 9.5 | 143 80 10 25,810
EPPS4055-TH | @ 5.5 8.3 60 6 13,140 EPPS4100-TH | @ | 10 15 80 10 21,770
EPPS4060-TH | @ 6 9 60 6 13,140 EPPS4120-TH | @ | 12 18 100 12 27,490
° 8 °
° 8 °

I/:FJE_EE Regular

PO —

NERE TR Vv ORRE ' h6
Tolerance on tool dia. :Below table Tolerance on shank dia.

R TJ 5£ Size(mm) ﬁgél] \ﬁ . TJ ;f Size(mm) ﬁtssgd \%
BEI—F  HERE am | uE | 28 |vevo| W) BEmd—F  EE am [ R | 28 |vevo|mE)
ftomCode |Stook| ool | fe | Ouerall | Shank | e femCode |stock| ool | e | Qveral | Sank | BEEC
EPP4030-TH [ ] 3 8 60 6 10,940 EPP4120-TH o 12 26 100 12 28,960
EPP4040-TH [ ] 4 11 60 6 11,470 EPP4130-TH o 13 26 100 12 34,380
EPP4050-TH @ 5 13 60 6 12,800 EPP4140-TH o 14 26 110 16 52,440
EPP4060-TH [ ] 6 13 60 6 14,030 EPP4150-TH o 15 26 110 16 55,720
EPP4070-TH [ ] 7 16 70 8 18,410 EPP4160-TH o 16 32 110 16 66,640
EPP4080-TH (] 8 19 75 8 17,180 EPP4170-TH o 17 32 110 16 90,680
EPP4090-TH [ ] 9 19 80 10 23,570 EPP4180-TH ([ 18 32 125 20 88,220
EPP4100-TH @ 10 22 80 10 23,130 EPP4190-TH o 19 32 125 20 (109,810
EPP4110-TH [ ] 1" 22 100 12 31,200 EPP4200-TH ([ J 20 38 125 20 97,250

B IRy ITHIND—Z)VDIMEIZERR Tolerance on tool dia. - Epoch TH Power Mill

(mm)
I RZILAHE (DC) HENE
Tool dia. Tolerance on tool dia.
0
3<DC= 6 _8015
0
6<DC=20 002

@ [ IZETEERTY ., @ : Stocked items.
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HNEBERE I RE
Tolerance on tool dia. :Next Page

EPPM4.

IV ORRE h6

Tolerance on shank dia.

o . T_T prey Size(mm) ZLE)\55 o . TI priy Size(mm) L)\
BREI-F TR sz [ we | 28 [veom/bEE) BEI—F TR oz | s | 28 [veoos|iRE)
Item code Stock T(;ci)ao.l IQ::;& (I)efgr:']" sgiaar_‘k reSt:i?gﬁrs:tee(gé) Item code Stock L?:I I;ugt; %":&3}" Sggr.\k re?:i?gﬁzs:tee(i)
EPPM4030-TH | @ 3 15 60 6 13,080 EPPM4100-TH | @ 10 33 80 10 27,830
EPPM4040-TH | @ 4 17 60 6 | 13,930 EPPM4120-TH | @ 12 37 100 12 35,020
EPPM4050-TH | @ 5 20 60 6 15,490 EPPM4160-TH | @ 16 47 110 16 79,770
EPPM4060-TH | @ 6 20 60 6 16,960 EPPM4200-TH | @ 20 55 125 20 (116,600
EPPM4080-TH | @ 8 25 75 8 20,760
-
|:| ) dﬂ E Long
SRNE kB Vv ORREh6
Tolerance on tool dia. :Next Page Tolerance on shank dia.
o . T_T 5£ Size(mm) ﬁtséd \J% o . T_f ;f Size(mm) ﬁtzgl_] \)='T=.
BEI—F EE am [ e [ 2R [vroom/ RE) BRI—F | EE sz [ s | 2R [veos|DEE)
Item code Stock L?:' |£ng31 %fgrtarll Sgér.‘k re?:i?gﬁitee(gé) Item code Stock L?:l I;ngﬁw (I)e"rgtah” Sgiaa".‘k re?:i?gﬁzt:(gé)
EPPL4060-TH | @ 6 25 70 6 | 24,920 EPPL4120-TH | @ 12 55 120 12 51,620
EPPL4080-TH ( 8 35 90 8 31,310 EPPL4160-TH [ 16 65 135 16 |120,820
EPPL4100-TH | @ 10 45 100 10 | 42,080 EPPL4200-TH | @ 20 75 155 20 [175,950

@ IZEEERTY ., @ : Stocked items.




:_j- R'qi Corner Radius

SRy

Iy VORRE h6

ShEovE TR

Tolerance on tool dia. :Below table

Tolerance on shank dia.

EPP4: -TH
o . ~ & size(mm) B\ == e ~ K size(mm) tE)\=
mEIE B e | e | 28 ook ﬁﬁdﬁﬁ AN a9k | 28 [ R
tomoode [tk Conet | e | v | v | o™ |l ) temeote [30%] Comer ] e | e | v | St |t et
EPP4030-02-TH | @ | 0.2 3 8 | 60 6 | 15,960 EPP4100-05-TH | @ | 05| 10| 22 80 | 10 | 33,550
EPP4030-05-TH | @ | 0.5 3 8 | 60 6 | 15,960 EPP4100-10-TH ([ @ | 1.0 | 10| 22 80 | 10 | 33,550
EPP4040-02-TH | @ | 0.2 4| 11 60 6 | 16,720 EPP4100-15-TH | @ | 15| 10| 22 80 | 10 | 33,550
EPP4040-05-TH | @ | 0.5 4| 11 60 6 | 16,720 EPP4100-20-TH | @ | 20| 10| 22 80 | 10 | 33,550
EPP4040-10-TH | @ | 1.0 4| 11 60 6 | 16,720 EPP4120-05-TH | @ | 0.5| 12| 26 | 100 | 12 | 42,080
EPP4050-02-TH | @ | 0.2 5| 13| 60 6 | 18,640 EPP4120-10-TH | @ | 1.0 | 12| 26 | 100 | 12 | 42,080
EPP4050-05-TH | @ | 0.5 5| 13| 60 6 | 18,640 EPP4120-15-TH | @ | 1.5 | 12| 26 | 100 | 12 | 42,080
EPP4050-10-TH | @ | 1.0 5| 13| 60 6 | 18,640 EPP4120-20-TH | @ | 2.0 | 12| 26 | 100 | 12 | 42,080
EPP4060-03-TH | @ | 0.3 6| 13| 60 6 | 20,430 EPP4120-30-TH | @ | 3.0 | 12| 26 | 100 | 12 | 42,080
EPP4060-05-TH | @ | 0.5 6| 13| 60 6 | 20,430 EPP4160-10-TH | @ | 1.0 | 16| 32 | 110 | 16 | 96,550
EPP4060-10-TH | @ | 1.0 6| 13| 60 6 | 20,430 EPP4160-15-TH | @ | 15| 16 | 32 | 110 | 16 | 96,550
EPP4060-15-TH | @ | 1.5 6| 13| 60 6 | 20,430 EPP4160-20-TH | @ | 2.0 | 16 | 32 | 110 | 16 | 96,550
EPP4080-03-TH | @ | 0.3 8| 19| 75 8 | 25,030 EPP4160-30-TH | @ | 3.0 | 16| 32 | 110 | 16 | 96,550
EPP4080-05-TH | @ | 0.5 8| 19| 75 8 | 25,030 EPP4200-10-TH | @ | 1.0 | 20| 38 | 125 | 20 (140,760
EPP4080-10-TH | @ | 1.0 8| 19| 75 8 | 25,030 EPP4200-15-TH | @ | 1.5 | 20| 38 | 125 | 20 |140,760
EPP4080-15-TH | @ | 1.5 8| 19| 75 8 | 25,030 EPP4200-20-TH | @ | 2.0 | 20| 38 | 125 | 20 |140,760
EPP4080-20-TH | @ | 2.0 8| 19| 75 8 | 25,030 EPP4200-30-TH | @ | 3.0 | 20| 38 | 125 | 20 |140,760
EPP4100-03-TH | @ | 0.3 | 10| 22 | 80 | 10 | 33,550

IRy ITHIND—Z)LDONRIZESR Tolerance on tool dia. - Epoch TH Power Mill

(mm)
I RSLSHE (DC) NENE
Tool dia. Tolerance on tool dia.
0
3=DC= 6 —_0015
0
6<DC=20 _8.02
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Recommended Cutting Conditions

IRyITHINDO—=)L Ya—hAR EPPS4-TH
Epoch TH Power Mill -Short

<5§tﬂﬁu > Slotting

y A4 A4 TUN—R8E AT
Wi *%EM? | Alloy steels Alloy steels Pre-hardened steels Hardened steels
ork materia (200~250HB) (25~35HRC) (35~45HRC) (45~55HRC)
SKD61,SKD1 1 SCM440 NAK80 SKD61,SKT4
S IR eSS [P Si PNEESES (Sl Sts PNEESES RS eSS
Cutting range High speed General High speed General High speed General High speed General
2% | ap=05DC a=1DC a=0.2DC a=0.5DC a=0.2DC a=0.5DC 2=0.2DC
Fomy 2:=1DC 2.=1DC 2:=1DC 2:=1DC a:=1DC a:=1DC a:=1DC
SMEDC C#En%y EDRE | EERE XDEE| EEH XDEE| R | EDFRE | EER XDEE | EEH XOEE| B |[EDRE | B XDEE
Tool dia. n vi n vi n vi n vi n vi n vi n vi n vi
(mm) (min?) | (mm/min) | (min") | (mm/min)| (min?) | (Mm/min)| (min") | (mm/min)| (min?) | (mm/min) | (min) | (mm/min)| (min') | (mm/min)| (min) | (mm/min)
*3 15,900 | 1,260 | 11,100 900 | 9,600 570 | 7,950 480 ( 9,280 550 | 7,690 460 3,990 200
o4 11,940 | 1,440| 8,250 | 1,005| 7,200 720 | 6,000 600 [ 6,960 700 | 5,800 580 3,000 240
@5 9,540 | 1,530| 6,840| 1,050| 5,700 810 | 4,800 690 5,510 780 | 4,640 670 2,430 300
@6 7,980 | 1,590| 5,760| 1,110 4,800 750 | 3,900 630 | 4,640 730 | 3,770 610 1,950 330
*8 5,940 | 1,650 | 4,320 1,170| 3,600 720 | 3,000 600 [ 3,480 700 | 2,900 580 1,500 300
®10 4,800 | 1,530| 3,420| 1,050 2,850 690 | 2,400 570 2,760 670 | 2,320 550 1,200 270
12 3,750 | 1,410| 2,850 990 | 2,400 660 | 1,950 540 2,320 640 | 1,890 520 1,020 240
16 3,000 | 1,200| 2,100 840( 1,800 600 | 1,500 510| 1,740 580 | 1,450 490 750 210
$20 2,340 | 1,140| 1,650 780 | 1,500 570 | 1,200 480 [ 1,450 550 | 1,160 460 600 180

ae

ap

< BIELIEN > side miling

u a2 £ TUN— RS AT
o *{Lﬁjﬁj I Alloy steels Alloy steels Pre-hardened steels Hardened steels
orkmerena (200~250HB) (25~35HRC) (35~45HRC) (45~55HRC)
SKD61,SKD1 1 SCM440 NAK80 SKD61,SKT4
S IR PIEESES IR PANEESES [l St PN ESES RS P eSS
Cutting range High speed General High speed General High speed General High speed General
2% a=1.5DC a=1.5DC a=1.5DC a=1.5DC a=1.5DC a=1.5DC a=1.5DC a=1.5DC
e 2=0.1DC 2=0.1DC 2:=0.1DC a:=0.1DC a:=0.1DC a:=0.1DC 2=0.05DC 2=0.05DC
SMEDC ElERE (EDRERE | DR (EZDRERE | R EDERE | IR EXDRE | BERE EDRE | IR XDRE | R EDRE | CERE EDRE
Tool dia. n vi n vi n vf n vf n vf n vf n vf n vf
(mm) (min?) | (mm/min) | (min") | (mm/min)| (min?) |(Mm/min)| (min") | (mm/min)| (min?) | (mMm/min)| (min?) | (mm/min)| (min"") | (mm/min)| (min?) | (mm/min)
#3 19,100 | 1,530 15,900 | 1,280 17,400 960 | 12,500 780 [ 15,900 900 | 10,400 650 | 12,700 600 | 9,560 440
b4 14,300 | 1,730| 11,900 | 1,440|13,000| 1,200 | 9,600 960|12,000| 1,140 | 7,920 740 | 9,560 810| 7,160 570
@5 11,500 | 1,830| 9,600| 1,530|10,400| 1,350 | 7,500| 1,050| 9,560 | 1,280 6,300 780 | 7,640 920 | 5,730 690
@6 9,560 | 1,910 7,970| 1,590| 8,700 | 1,280| 6,600| 1,020 7,970 1,190| 5,220 800| 6,360 890 | 4,770 680
#8 7,960 | 2,010 5970| 1,650| 6,480 | 1,200 | 4,950 960 5,970| 1,140| 3,960 870| 4,770 860 | 3,590 650

¢10 5730| 1,830 4,770| 1,530| 5,220 | 1,140 | 3,900 900 4,770| 1,050 | 3,240 800| 3,830 840 | 2,870 630
®12 4,770 | 1,710| 3,750 | 1,440 4,320 | 1,110 | 3,300 870 3,750| 1,020 2,700 720| 3,180 770 | 2,390 570
16 3,590 | 1,440| 2,930| 1,260 3,240 | 1,020 | 2,550 810| 2,930 930 | 1,980 620 | 2,390 680 | 1,790 510
¢20 2,870 | 1,380 2,400 | 1,140| 2,520 960 | 1,950 750 [ 2,400 870 | 1,620 600| 1,910 620 | 1,500 470

[/ ¥ iéj] O TEBEITEMIE. SHEEOEMZE CERLEEL,
M O INITRZKICEDE T BRI —S M ERLTLIEE L,
QT DHHIRHRIGVIHIKFDERZRIT HDTY . REDMT CIFINTAAR. BHY. ERAEHZEICRDRGZR/EL TS,
OO EERMDEDIEVISEEICIE. EEHEXDREZRIUEET I TEEL,
[Note] @usea highly rigid and accurate machine as possible.
(2) Use the appropriate coolant for the work material and machining shape.
(3 These conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual
machine and work-piece conditions.
@ If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
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Epoch TH Power Mill -Regular

TRyITHIN

—=)U O—7FR{g=E

Epoch TH Power Mill -Corner Radius

< ;gtﬂ ‘E’U > Slotting

EPP4-TH
EPP4-CR-TH

de

y A2 A4 FUN\— R AN
- ?ﬁkﬁ”tj - Alloy steels Alloy steels Pre-hardened steels Hardened steels
ork merera (200~250HB) (25~35HRC) (35~45HRC) (45~55HRC)
SKD61,SKD1 1 SCM440 NAK80 SKD61,SKT4
SR RS PNEESES IR eSS IR eSS IR PREESES
Cutting range High speed General High speed General High speed General High speed General
VA a=0.5DC a=1DC a=0.5DC a=0.5DC a=0.2DC
Depth of cut
p(mm) ae=1DC ae=1DC ae=1DC ae=1DC a.=1DC
SH2DC R4y |EDRE | EER XDRE | EE# EORE | EERE | EDEE | [ERH X0EE | D&M EOERE | EER [ EDEE | [ XDEE
Tool dia. n vi n vi n vi n vi vi n vi n vi n vi
(mm) (min) | (mm/min) | (min") | (mm/min)| (min") | (mm/min) | (min?) | (mm/min)| (min") | (mm/min)| (min?) | (mm/min)| (min") | (mm/min)| (min?) | (mm/min)
¢3 8,500 820 | 6,400 490 6,400 440 5,800 360 5,300 240
o4 6,400 920 | 4,800 550 4,800 500 4,400 410 4,000 280
@5 5,100 980 | 3,800 580 3,800 530 3,500 430 3,200 290
¢6 4,200 1,010 3,200 610 3,200 550 2,900 450 2,700 310
¢8 3,200 | 1,090 | 2,400 650 2,400 590 2,200 480 2,000 330
®10 2,500 950 | 1,900 580 1,900 520 1,800 440 1,600 290
12 2,100 880 | 1,600 540 1,600 480 1,500 400 1,300 260
®16 1,600 770 | 1,200 460 1,200 410 1,100 340 1,000 230
$20 1,300 750 | 1,000 460 1,000 420 900 330 800 200
ae
ap
< {AIEEDEI > side milling
Y A% A% FUN\— RS AT
w %ﬁj*tj - Alloy steels Alloy steels Pre-hardened steels Hardened steels
ork merens (200~250HB) (25~35HRC) (35~45HRC) (45~55HRC)
SKD61,SKD1 1 SCM440 CENAT,NAK80 SKD61,SKT4
SRftHi Sl St P ES LS IR P eSS IR pIEESES IR PNEESES
Cutting range High speed General High speed General High speed General High speed General
2% | a=15DC a=1.5DC a=1.5DC a=1.5DC a=1.5DC a=1.5DC a=1.5DC a=1.5DC
e a=0.1DC 2=0.15DC 2=0.05DC 2=0.1DC 2:=0.05DC 2=0.07DC 2=0.02DC 2=0.05DC
SHZDC [CIERY |EDERE | IR XDERE | OER# XOEE | DERs | EDFEE | [IRH XDERE | D XOEE | DR | EDEE | [ [XDiEE
Tool dia. n vf n vf n vf n vi n vi n vi n vi n vi
(mm) (min?) | (mm/min) | (min") | (mm/min)| (min"") | (mm/min) | (min?) | (mm/min)| (min"") | (mm/min)| (min?) |[(mm/min)| (min") | (mm/min)| (min?) |(mm/min)
@3 16,000 | 1,800 | 9,600 860 (14,000 | 1,400 | 9,600 770 (12,000 1,100| 8,500 610 | 11,000 860 | 7,400 460
¢4 12,000 | 1,900| 7,200 920 10,000 | 1,400 | 7,200 830 | 8,800| 1,700 6,400 660 | 8,000 900 | 5,600 500
5 9,600 | 2,00| 5,700 1,000( 8,300| 1,600| 5,700 900 ( 7,000| 1,200| 5,100 720 | 6,400 990 | 4,500 550
¢6 8,000 2,200 4,800| 1,080| 6,900 | 1,700 | 4,800 970 ( 5,800| 1,300| 4,200 750 | 5,300 | 1,040 3,700 580
¢8 6,000 | 2,400 3,600| 1,950| 5,200 | 1,900 | 3,600| 1,040 | 4,400| 1,400 | 3,200 820 ( 4,000 1,120| 2,800 630
¢10 4,800 | 2,200 2,900| 1,070| 4,100 | 1,700 | 2,900 960 [ 3,500| 1,300| 2,500 740 | 3,200| 1,030 | 2,200 570
@12 4,000 2,900| 2,400| 1,000 3,500| 1,600| 2,400 900 ( 2,900| 1,200| 2,100 700 | 2,700 980 | 1,900 550
16 3,000 1,700 | 1,800 810( 2,600| 1,300| 1,800 730 2,200| 1,000| 1,600 570 | 2,000 780 | 1,400 440
$20 2,400 | 1,400 | 1,400 670| 2,100 | 1,100 | 1,400 600 | 1,800 860 | 1,300 500 ( 1,590 670 1,110 370
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Recommended Cutting Conditions

IRYITHND—Z) =547 LIAR

Epoch TH Power Mill -Medium

<{BIEEIHEI> side miling

EPPM4-TH

ae

ap

"| (=i =k TUIN\— R4 BEANH
WEJ;M Alloy steels Alloy steels Pre-hardened steels Hardened steels
Work material (200~250HB) (25~35HRC) (35~45HRC) (45~55HRC)
SKD61,SKD11 SCM440 NAKS80 SKD61,SKT4
2% a=2.5DC a,=2.5DC a=2.5DC a=2.5DC
oo 2=0.02DC 2=0.02DC 2=0.02DC 2=0.01DC
SMZEDC [ElEREL EDRE [E[Tms EDRE ElELEL EDRE [ElELE1 EDRE
Tool dia. n vi n vi n vi n vi
(mm) (min-") (mm/min) (min-") (mm/min) (min"") (mm/min) (min") (mm/min)
¢3 8,730 730 7,920 590 6,210 370 3,500 170
¢4 6,480 760 5,940 620 4,680 390 2,950 240
@5 5,220 850 4,770 690 3,690 420 2,300 300
¢6 4,320 880 3,960 720 3,060 440 1,600 310
¢8 3,240 960 2,970 790 2,340 490 1,450 300
®10 2,610 890 2,340 710 1,890 450 1,200 300
@12 2,160 840 1,980 690 1,530 420 900 270
16 1,620 680 1,530 580 1,170 350 750 200
¢20 1,260 540 1,170 450 900 270 600 180
TRyITHIND—=)V OVIIAR EPPL4-TH
Epoch TH Power Mill -Long R
ap
<1EIJEtJJi‘=]'|J > Side milling
u A%l A%l TUN— RV AN
?ﬁﬁ]*ﬁ X Alloy steels Alloy steels Pre-hardened steels Hardened steels
Werk material (200~250HB) (25~35HRC) (35~45HRC) (45~55HRC)
SKD61,SKD1 1 SCM440 NAK80 SKD61,SKT4
UliA a=3DC a=3DC a=3DC a=3DC
Do " :=0.02DC 2:=0.02DC 2:=0.02DC 2:=0.01DC
S12DC [ElER#1 EDRE [ElER# EDRE [ElER#] EDRE ClER# EDRE
Tool dia. n % n % n vt n vi
(mm) (min'") (mm/min) (min) (mm/min) (min-") (mm/min) (min’") (mm/min)
¢6 3,840 740 2,940 530 2,400 380 1,590 230
¢8 2,880 700 2,200 500 1,800 350 1,200 220
910 2,280 690 1,750 480 1,400 330 960 210
@12 1,920 640 1,500 450 1,200 320 800 200
®16 1,440 550 1,100 420 900 300 600 170
920 1,200 500 900 380 700 250 500 150

[,i%] O TEBETEMIE. SFEEOMMZE CERLIEEL,
=M O N TRRICEDE T BT —S VN EERL T IEEL,
QT DYIHIRMRISVIHIRADERZETR T D TY . REDIT CIFINTIRAR. B, EREHEICKDRHZREL TLEE W,
@M OEEHHNEDEVSEICIE. EEHEEDEEZRULLETTIFTIEEL,

[Note] @uUsea highly rigid and accurate machine as possible.
(@ Use the appropriate coolant for the work material and machining shape.
(3 These conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual

machine and work-piece conditions.

@ If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
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Re-grinding

o ﬁﬁﬁ%jﬁﬁr\ﬁﬂ_gi Re-grinding compatibility range table

SAVFv7

R B ISV SR (mm)

BRIk R T % i oo
em Code Product Name Line up tool dia. Shape 54 ouvterpa.| T/ End
EPPS-TH el o A e 3~20| ME———————|6~20 | 3~20
EPP-TH o Mt 3~20| AMXEs==——=5-20|3~20
EPPM-TH i ame ittt 3~20 | WS | 6~20 | 3~20
EPPL-TH  EieeAli e ittt 6~20 | iE@88fy——— 6~20 | 6~20
3 X BTl TRYITHNT—S) J—FRffE 3~20 | | 6~20 | 3~20

Epoch TH Power Mill -Corner radius
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MOLDINO

The Edge To Innovation
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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.
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Attentions on Safety

1. BB EDTEE

1. Cautions regarding handling
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(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
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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.
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B/EF—4~—2 [TOOL SEARCH]
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EXrEE 0368905102 FAX03-6890-5134 BHIEZE 0368305103 FAX03-6890-5128
RREFP ®036890-5110 FAX03-6890-5133  Ef@E3pr & 054-273-0360 FAX054-273-0361
RILE%Pr ®022-208-5100 FAX022-208-5102  #HEE%EA & 052-687-9150 FAX052-687-9144
HmE%P B®0258-87-1224 FAX0258-87-1168  KFREZFF @ 06-7668-0190 FAX06-7668-0194
RERER ™0294-889430 FAX0294-88-9432  mhUEZFr & 082-536-2001 FAX082-536-2003
REESRPT ®0268-21-3700 FAX0268-21-3711  FuMNEZEAT @&092-289-7010 FAX092-289-7012
JtEERERpT ®0276-59-6001 FAX0276-59-6005

#RE%m B®046-400-9429 FAX046-400-9435
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3—-0v/{,/MOLDINO Tool Engineering Europe GmbH Itterpark 12, 40724 Hilden, Germany. TEL : +49-(0)2103-24820, FAX : +49-(0)2103-248230
1 [,/ MOLDINO Tool Engineering, (Shanghai) Ltd. Room 2604-2605, Metro Plaza, 555 Loushanguan Road, Changning Discirict, Shanghai, 200051, CHINA TEL:+86-(0)21-3366-3058, FAX:+86-(0)21-3366-3050
7 X173,/ 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
75U/ MMC METAL DO BRASIL LTDA. Rua Cincinato Braga, 340 13° andar.Bela Vista - CEP 01333-010 Séo Paulo - SP ., Brasil TEL : +55(11)3506-5600 FAX : +55(11)3506-5677
5 A/ MMC Hardmetal (Thailand) Co.,Ltd. MOLDINO Division 622 Emporium Tower, Floor 22114, Sukhumvit Road, Klong Tan, Klong Toe, Bangkok 10110, Thailand TEL:+66-{0)2-661-8175 FAX:+66-{0)2:661-8176
A~ R/MNC Hardmetal India Pt Ltd. H.0.: Prasad Enclave, #118/119, st loor, 2nd Stage, 5th main, BBMP Ward #11, (New #38), Industial Suburd, Yeshwaninpura, Bengaluru, 560 022, Kamataka, India. Tl  +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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