Epoch Fine Ball -migaki-
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ltemn code Stock Ballr radius Tool dia. Flute length Neck dia. |Under neck length| Shank length |Overall length| Shank dia. Shape Suggested
RE DC APMX DN LU LS LF DCONMS ° retail price ()
EFB2010 ® 05 1 1 0.95 2.2 39.2 50 4 A 12,380
EFB2015 ® | 0.75 1.5 1.5 1.4 3 39.6 50 4 A 12,970
EFB2020 e | 1 2 2 1.9 4 34.4 50 6 A 12,970
EFB2025 ® | 125 2.5 2.5 2.4 5 34.8 50 6 A 13,920
EFB2030 ® | 15 3 3 2.9 6 55.2 70 6 A 13,920
EFB2040 ® 2 4 4 3.9 8 56 70 6 A 13,920
EFB2050 ® | 25 5 5 4.9 10 66.9 80 6 A 15,570
EFB2060 ® 3 6 6 5.9 12 78 90 6 B 16,430
EFB2070 ® 35 7 7 - - 83 90 6 C 19,020
EFB2080 ® 4 8 8 7.9 16 84 100 8 B 21,490
EFB2100 ® 5 10 10 9.9 20 80 100 10 B 27,540
EFB2120 ® 6 12 12 11.9 24 86 110 12 B 35,440
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<fEEIFII> Finishing
w ﬁ%ﬂﬂ * 7 U } \— I\‘Jﬁlﬂ Alloy steels, Pre-hardened steels Eﬁjﬁﬂﬂ Hardened steels
er%ﬁgje‘rial (30~45HRC) (45~53HRC)
SCM440,HPM1, CENAT, HPM50, NAK55. NAK8O HPM38, STAVAX
SRS Cutting range R High speed SR General RS High speed NS General
£15AJ Depth of cut (mm) ap=0.01DC, a=0.02DC a=0.02DC, 2e=0.03DC a=0.01DC, 2.=0.02DC ap=0.02DC, a=0.03DC
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Ball radius X Tool dia.(mm) (min) (mm/min) (min) (mm/min) (min") (mm/min) (min) (mm/min)
RE0.5x1 30,000 1,800 16,000 960 24,000 1,400 12,800 770
RE1x2 25,000 2,500 16,000 1,600 25,000 2,500 16,000 1,600
RE2X 4 20,000 3,200 12,500 2,000 16,000 2,550 10,000 1,600
RE3x6 16,000 3,200 8,500 1,700 12,800 2,500 6,800 1,350
RE4x8 12,000 2,600 6,400 1,400 9,600 2,000 5,100 1,100
RE5%10 9,500 2,300 5,100 1,200 7,600 1,800 4,000 960
RE6X12 8,000 2,000 4,200 1,050 6,400 1,600 3,400 840
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[Note] (D Use as highly rigid and highly accurate machine as possible.
(2) The cutting depth shown in the above table is just for your guidance. For your actual use, select the most suitable pick feed rate referring to the cusp height of a ball end mill. (Refer p.A141)
@, 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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