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A363
Cutting Conditions
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Medium Long

Carbide Helix angle
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D
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Side Cutting Semi
Finishing

Finishing

Long Shank

Item code Item codeStock StockTool
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Excellent�chip�removal�enables�high�ef𿿿ciency. Please refer to page A265 for Radius



Square End M
ills

Carbide End M
ills

A359

Short

Note
Down-cutting is recommended.
Use generally dry (air-blow) or oil-mist coolant, especially at the high-speed machining.
Oil base coolant is recommended for machining stainless steels and heat-resistant alloys.
Use a machine tool with rigidity and rigid set-up, to machine stably.
When the revolution speed is not enough, reduce the revolution speed and table speed at the same ratio.
Adjust the revolution speed and table speed, according to cutting conditions such as machining shape, rigidity of machine tool, over-hang and so on.

ap

ae

Recommended cutting conditions

Carbon steel
Alloy steel

Pre-hardened
steel

Stainless
steel

Titanium alloy
Heat-resistant

alloy

Aluminum 
alloy

Copper
alloy

Hardened steel

Applicable work material of EPPM, EPPL, EPPLS

Item code Outer dia. (mm) End (mm)

Re-grinding compatibility range

G
en

er
al

n 
(min-1)

v f
(mm/min)

Cast irons

 
Depth of cut

(mm)

Work material 
Carbon steels Alloy steels Stainless steels, Tool steels

DC
Tool dia.

(mm)

Side milling

Hi
gh

 s
pe

ed

ap 1.5DC
ae 0.1DC

ap 1.5DC
ae 0.1DC

ap 1.5DC
ae 0.1DC

ap 1.5DC
ae 0.1DC

Pre-hardened steels

ap 1.5DC
ae 0.1DC

Hardened steels

ap 1.5DC
ae 0.05DC

Titanium alloys Super heat-resistant alloys

ap 1.5DC
ae 0.05DC

ap 1.5DC
ae 0.05DC

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)



A360

Epoch Power Mill

Note
Use generally dry (air-blow) or oil-mist coolant, especially at the high-speed machining.
Oil base coolant is recommended for machining stainless steels and heat-resistant alloys.
Use a machine tool with rigidity and rigid set-up, to machine stably.
When the revolution speed is not enough, reduce the revolution speed and table speed at the same ratio.
Adjust the revolution speed and table speed, according to cutting conditions such as machining shape, rigidity of machine tool, over-hang and so on.

ap

ae

Short

G
en
er
al

n 
(min-1)

v f
(mm/min)

 
Depth of cut

(mm)

DC
Tool dia.

(mm)

ap 1DC
ae 1DC

ap 1DC
ae 1DC

ap 1DC
ae 1DC

ap 0.5DC
ae 1DC

ap 0.5DC
ae 1DC

ap 0.2DC
ae 1DC

ap 0.2DC
ae 1DC

ap 0.2DC
ae 1DC

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

Cast irons

 
Depth of cut

(mm)

Work material 
Carbon steels Alloy steels Stainless steels, Tool steels

DC
Tool dia.

(mm)

Slotting

Hi
gh

 s
pe

ed

ap 0.5DC
ae 1DC

ap 0.5DC
ae 1DC

ap 0.5DC
ae 1DC

ap 0.2DC
ae 1DC

Pre-hardened steels

ap 0.2DC
ae 1DC

Hardened steels Titanium alloys Super heat-resistant alloys

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)



Square End M
ills

Carbide End M
ills

A361

Regular

Note
Down-cutting is recommended.
Use generally dry (air-blow) or oil-mist coolant, especially at the high-speed machining.
Oil base coolant is recommended for machining stainless steels and heat-resistant alloys.
Use a machine tool with rigidity and rigid set-up, to machine stably.
When the revolution speed is not enough, reduce the revolution speed and table speed at the same ratio.
Adjust the revolution speed and table speed, according to cutting conditions such as machining shape, rigidity of machine tool, 

   over-hang and so on.

ap

ae

G
en

er
al

n 
(min-1)

v f
(mm/min)

Cast irons

 
Depth of cut

(mm)

Work material 
Carbon steels Alloy steels Stainless steels, Tool steels

DC
Tool dia.

(mm)

Side milling

Hi
gh

 s
pe

ed

ap 1.5DC
ae 0.1DC

ap 1.5DC
ae 0.1DC

ap 1.5DC
ae 0.1DC

ap 1.5DC
ae 0.1DC

Pre-hardened steels

ap 1.5DC
ae 0.1DC

Hardened steels

ap 1.5DC
ae 0.05DC

Titanium alloys Super heat-resistant alloys

ap 1.5DC
ae 0.05DC

ap 1.5DC
ae 0.05DC

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)



A362

Epoch Power Mill

Note Use generally dry (air-blow) or oil-mist coolant, especially at the high-
speed machining.
Oil base coolant is recommended for machining stainless steels and 
heat-resistant alloys.
Use a machine tool with rigidity and rigid set-up, to machine stably.
When the revolution speed is not enough, reduce the revolution speed 
and table speed at the same ratio.
Adjust the revolution speed and table speed, according to cutting 
conditions such as machining shape, rigidity of machine tool, over-hang
and so on.

ap

ae

Regular

G
en
er
al

n 
(min-1)

v f
(mm/min)

 
Depth of cut

(mm)

DC
Tool dia.

(mm)

ap 1DC
ae 1DC

ap 1DC
ae 1DC

ap 1DC
ae 1DC

ap 0.5DC
ae 1DC

ap 0.5DC
ae 1DC

ap 0.2DC
ae 1DC

ap 0.2DC
ae 1DC

ap 0.2DC
ae 1DC

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

Cast irons

 
Depth of cut

(mm)

Work material 
Carbon steels Alloy steels Stainless steels, Tool steels

DC
Tool dia.

(mm)

Slotting

H
ig

h 
sp

ee
d

ap 0.5DC
ae 1DC

ap 0.5DC
ae 1DC

ap 0.5DC
ae 1DC

ap 0.2DC
ae 1DC

Pre-hardened steels

ap 0.2DC
ae 1DC

Hardened steels Titanium alloys Super heat-resistant alloys

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)



Square End M
ills

Carbide End M
ills

A363

n 
(min-1)

v f
(mm/min)

Cast irons

 
Depth of cut (mm)

Work material 
Carbon steels Alloy steels Stainless steels, Tool steels

DC
Tool dia.

(mm)

Side milling

ap=2.5DC
ae=0.02DC

ap=2.5DC
ae=0.02DC

ap=2.5DC
ae=0.02DC

ap=2.5DC
ae=0.02DC

Pre-hardened steels

ap=2.5DC
ae=0.02DC

Hardened steels

ap=2.5DC
ae=0.01DC

Titanium alloys Super heat-resistant alloys

ap=2.5DC
ae=0.01DC

ap=2.5DC
ae=0.01DC

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

Cast irons

 
Depth of cut (mm)

Work material 
Carbon steels Alloy steels Stainless steels, Tool steels

DC
Tool dia.

(mm)

Side milling

ap 3DC
ae 0.02DC

ap 3DC
ae 0.02DC

ap 3DC
ae 0.02DC

ap 3DC
ae 0.02DC

Pre-hardened steels

ap 3DC
ae 0.02DC

Hardened steels

ap 3DC
ae 0.01DC

Titanium alloys Super heat-resistant alloys

ap 3DC
ae 0.01DC

ap 3DC
ae 0.01DC

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

Cast irons

 
Depth of cut (mm)

Work material 
Carbon steels Alloy steels Stainless steels, Tool steels

DC
Tool dia.

(mm)

Side milling

ap 1.5DC
ae 0.1DC

ap 1.5DC
ae 0.1DC

ap 1.5DC
ae 0.1DC

ap 1.5DC
ae 0.1DC

Pre-hardened steels

ap 1.5DC
ae 0.1DC

Hardened steels

ap 1.5DC
ae 0.05DC

Titanium alloys Super heat-resistant alloys

ap 1.5DC
ae 0.05DC

ap 1.5DC
ae 0.05DC

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

n 
(min-1)

v f
(mm/min)

ap

ae

ap

ae

ap

ae

Medium

Note Down-cutting is recommended.
Use generally dry (air-blow) or oil-mist coolant, especially at the high-
speed machining.
Oil base coolant is recommended for machining stainless steels and 
heat-resistant alloys.
Use a machine tool with rigidity and rigid set-up, to machine stably.
When the revolution speed is not enough, reduce the revolution speed 
and table speed at the same ratio.
Adjust the revolution speed and table speed, according to cutting 
conditions such as machining shape, rigidity of machine tool, 
over-hang and so on.

Long

Long Shank


