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ltem code Stock| Tool Flute Overall Shank Stu%;gqsted ltem code Stock| Tool Flute Overall Shank Suggested
dia. length length dia. |retail price(¥) dia. length length dia. |retail price(¥)
EPPM4030 [ ] 3 15 60 6 | 13,090 EPPL4030 O 3 18 65 6 -
EPPM4040 [ ] 4 17 60 6 | 13,920 EPPL4040 | 4 20 65 6 -
EPPM4050 [ ] 5 20 60 6 | 15440 EPPL4050 O 5 25 70 6 -
EPPM4060 [ J 6 20 60 6 | 16,920 EPPL4060 [ ] 6 25 70 6 | 24,950
EPPM4070 O ? 23 75 8 - EPPL4070 0 7 35 90 8 -
EPPM4080 [ ] 8 25 75 8 | 20,750 EPPL4080 [ ] 8 35 90 8 | 31,370
EPPM4090 O 9 30 80 10 - EPPL4090 O 9 45 | 100 10 -
EPPM4100 ® 10 33 80 10 | 27,780 EPPL4100 ® 10 45 | 100 10 | 42,100
EPPM4110 O 1 33 | 100 12 - EPPL4110 o 1" 55 | 120 12 -
EPPM4120 ® 12 37 | 100 12 | 35,060 EPPL4120 @ 12 55 | 120 12 | 51,610
EPPM4130 0] 18 43 | 100 12 - EPPL4130 0| 138 55 | 120 12 -
EPPM4140 0| 14 43 | 110 16 = EPPL4140 ] 14 55 | 125 16 =
EPPM4150 O] 15 47 | 110 16 - EPPL4150 0] 15 65 | 135 16 -
EPPM4160 ® 16 47 | 110 16 | 79,750 EPPL4160 ® 16 65 | 135 16 120,400
EPPM4170 0| 17 47 | 110 16 - EPPL4170 0| 17 65 | 145 | 20 -
EPPM4180 ] 18 556 | 125 | 20 = EPPL4180 O 18 65 | 145 | 20 -
EPPM4190 0] 19 55 | 125 | 20 - EPPL4190 O] 19 75 | 155 | 20 -
EPPM4200 ® 20 55 | 125 | 20 116,660 EPPL4200 ® 20 75 | 155 | 20 [175,490
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ERI—R |[fEE— Tj’}f Size (mm) ﬂ/iﬁ TE|\TE ERI—R |7E _Lii Size (mm) ik HERI\GE
ftomcode S D& APMX_ DN | LU ng: DCONIS| 1% el ) temcode %% be APﬁ/lx LE Do 7P et presty
EPPLS4030 ®| 3| 45/ 29| 105 80, 6 | A |13,220( |EPPLS4120 @ | 12| 18 | 160| 11 | B 39,260
EPPLS4040 ®| 4| 6 |38 14 80| 6 | A|13,920| |EPPLS4130 @ | 13| 18 | 160| 12 | B 46,460
EPPLS4050 @ 5| 7.5/ 48| 175 100 6 | A |16,670| |EPPLS4140 (1| 14| 18 160 13 | B -
EPPLS4060 @, 6| 9 = — [120] 5 | B |18,900| [EPPLS4150 | (1| 15| 22180 14 | B =
EPPLS4070 @ 7| 9 - - |120| 6 | B [18,900| [EPPLS4160 ® 16 24180 15 | B /86,600
EPPLS4080 @ 6 8 |12 = — |135| 7 | B |23,340| [EPPLS4170 @ 17 24 |180| 16 | B |86,600
EPPLS4090 @ 9 |12 - — |135| 8 | B |23,340| [EPPLS4180 | 1| 18| 27180 16 | B -
EPPLS4100 @ | 10 |15 — | — 150, 9 | B |31,240| |EPPLS4190 ]| 19| 30 200 18 | B =
EPPLS4110 @ | 11 |15 — | — 1150 10 | B |31,240| |EPPLS4200 /(] 20| 30 /200 20 | C -
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HHEX Iy =i AFVUZAETEH TUN—RVER | RANGE FYVER Bmaas | 2
?EHUH' Cast irons Carbon steels Alloy steels Stainless steels, Tool steels| Pre-hardened steels Hardened steels Titanium alloys  [Super heat-resistant alloys @®
Work material | (150~200HB)|(180~220HB)|(200~250HB)| (25~35HRC) | (35~45HRC) | (45~55HRC) | Ti-BAI-4V Inconel E
FC250 SS400.S50C |SCM440,SNCM[ SUS304,SKD | HPM1,NAK55 | SKDB1,SKT4 Hasteloy =
;’JJQJ} ap=1.5DC ap=1.5DC ap=1.5DC ap=1.5DC ap=1.5DC ap=1.5DC ap=1.5DC ap=1.5DC 5
e‘(ﬁr‘;‘ff‘" ae=0.1DC ae=0.1DC ae=0.1DC ae=0.1DC ae=0.1DC ae=0.05DC ae=0.05DC ae=0.05DC
SMEDC | [OlEn%y |EDEE | DEnsy |XDIRE | Rk | XDRE | EER [XDEE | [In |XOEE | MR | XDEE | OEdy EOEE | Oy | EDEE
Tool dia. n v n v n v n v 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| 1,270(15,900, 1,270{12,700| 1,020|{10,600| 640(10,600) 640| 8,490 340| 8,490] 340| 3,180 130
~| ®4 (11,900 1,430|11,900| 1,430| 9,550| 1,150| 7,960, 800| 7,960, 800| 6,370 510| 6,370| 510| 2,390| 190
% ¢5 9,550/ 1,530| 9,550| 1,530| 7,640 1,220| 6,370 890| 6,370| 890| 5,090, 610( 5,090, 610f 1,910, 230
ﬁ ¢6 7,960/ 1,590| 7,960 1,590| 6,370| 1,270| 5,310 850| 5,310| 850| 4,240 590( 4,240, 590 1,590, 220
- | ¢8 5,970/ 1,670| 5,970| 1,670| 4,770| 1,340 3,980, 800| 3,980, 800| 3,180, 570( 3,180 570| 1,190 210
ﬁi ¢10 | 4,770| 1,530| 4,770| 1,530( 3,820| 1,220| 3,180| 760| 3,180 1760| 2,550 560| 2,550 560 950 210
% $12 | 3,980 1,430| 3,980 1,430( 3,180 1,140| 2,650| 740| 2,650 740| 2,120| 510| 2,920] 510, 800/ 190
$16 | 2,980 1,190| 2,980 1,190 2,390, 960| 1,990 680| 1,990/ 680| 1,590 450| 1,590 450| 600 170
¢20 | 2,390| 1,150] 2,390| 1,150 1,910 920| 1,590, 640| 1,590, 640( 1,270 410| 1,270] 410] 480 150
$3 (12,700 1,020(12,700, 1,020{10,600) 850| 8,490| 510| 8,490/ 510| 6,370] 250| 6,370] 250| 2,650 110
94 9,550/ 1,150| 9,550| 1,150| 7,960 960| 6,370 640| 6,370| 640| 4,770 380| 4,770 380 1,990, 160
| @5 7,640 1,220| 7,640 1,220| 6,370| 1,020| 5,090, 710| 5,090 710| 3,820, 460( 3,820| 460( 1,590, 190
g ¢6 6,370/ 1,270| 6,370 1,270| 5,310| 1,060| 4,240 680| 4,240 680| 3,180, 450| 3,180 450 1,330 190
* ¢8 4,770 1,340( 4,770| 1,340| 3,980| 1,110| 3,180, 640( 3,180, 640 2,390, 430| 2,390, 430{ 990 180
% ¢10 | 3,820 1,220| 3,820 1,220( 3,180 1,020| 2,550 610 2,550/ 610| 1,910] 420| 1,910] 420| 800 180
& | ¢12 | 3,180| 1,140| 3,180| 1,140| 2,650 950| 2,120| 590( 2,120, 590| 1,590, 380| 1,590| 380 660, 160
®16 | 2,390 960| 2,390, 960( 1,990, 800| 1,590| 540| 1,590/ 540| 1,190| 330| 1,190| 330 500 140
920 | 1,910] 920| 1,910, 920f 1,590, 760| 1,270] 510 1,270/ 510] 950, 300| 950, 300| 400 130
3=
OHIFERK. FDVHy hTERLEEL,

@—fett, ELICEERTAIF. X (T7T0-) FBAAIVIA I =5V MCTTREALEE L.
ORT VU AHBFLUBMHASEIC &, TKBEELIEIHD TEANELTNET .
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®MIRAR, EORBIE, TREEREHUEE, CEADKRCKD, THMEEmMET—TIVXDFEEDRBZETOTILE,

[Note]

(@ Down-cutting

is recommended.

(2) 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.

(4 Use a machine tool with rigidity and rigid set-up, to machine stably.
(5 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.

O EPPM. EPPL. EPPLS M3t #% Al #1 O AHEX WS EE R

Applicable work material of EPPM, EPPL, EPPLS

Re-grinding compatibility range

RERME | TUN\— = ATV |FHVEER| HEE | FIL= @I — R item code SV outer dia. (mm) T2/ K End (mm)
P K8 Hardened steel [/Zfﬂ miﬂcﬁﬁ aﬁ
Carbon steel Preardened| , 4SHRC | > SSHRC | > 65HRC | Si2inisss |Tianiumaloy) Copper | Aluminum EPPM 6~20 5720
< 45HRC | S 55HRC | < 65HRC ally
© © O O O O O O EPPL 6~20 5720
EPPLS 6~ 20 8~20
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% ik PREREH = i ATVVAE-TES TUN—RVE | RANGE FYVEE Em#RaE
T *ﬁﬁu*zr Cast irons Carbon steels Alloy steels Stainless steels, Tool steels| Pre-hardened steels Hardened steels Titanium alloys Super heat-resistant alloys|
>/ |Workmaterial | (150~200HB)|(180~220HB)|(200~250HB) | (25~35HRC) | (35~45HRC) | (456~55HRC) | Ti-BAI-4V Inconel
E FC250 SS400.S50C [SCM440,SNCM| SUS304.SKD [ HPM1,NAK55 | SKDB1,SKT4 Hasteloy
}TJ thiddr ap=0.5DC ap=0.5DC ap=0.5DC ap=0.2DC ap=0.2DC
oo | ae=1DC ae=1DC ae=1DC ae=1DC ae=1DC
SMEDC | BEREL | XDIRE | [DEREY | XDEE | EERE |XDRE | [DEREY |X0RE | [EERE | EDEE | [EERE XDk | DR | EDEE | CERE | EDRE
Tool dia. n v n vi n v 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) [ (minT?) | (mm/min) | (min") | (mm/min) | (min™) | (mm/min)
§ ¢3 6,370 510|12,700| 1,020(10,600| 850| 6,370, 380( 6,370| 380
f'q‘; L 4,770, 570| 9,550| 1,150| 7,960 960| 4,770| 480 4,770| 480
5 | @5 3,820 610| 7,640 1,220| 6,370 1,020| 3,820| 530| 3,820/ 530
3| @6 3,180, 640| 6,370| 1,270| 5,310| 1,060| 3,180 510 3,180 510
%’ ¢8 2,390 670| 4,770| 1,340| 3,980| 1,110| 2,390, 480 2,390| 480
®10 | 1,910] 610| 3,820/ 1,220| 3,180| 1,020| 1,910] 460| 1,910] 460
$12 | 1,590 570| 3,180| 1,140| 2,650| 950| 1,590 450| 1,590 450
$16 | 1,190| 480| 2,390/ 960| 1,990| 800| 1,190| 400| 1,190| 400
$20 950, 460 1,910 920| 1,590| 760 950/ 380 950/ 380
LA ap=1DC ap=1DC ap=1DC ap=0.5DC ap=0.5DC ap=0.2DC ap=0.2DC ap=0.2DC
ot {|  @e=1DC ae=1DC ae=1DC ae=1DC ae=1DC ae=1DC ae=1DC ae=1DC
SYEDC | EEREY |IXDEE | [EEnE | XDEE | IR XDEE | DEn# | XDRE | EEndy | EXOEE | DlEnE) | XDRE | ClEnsy | XDERE | IR | XDEE
Tool dia. n v n v 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)
% (K] 5,310/ 420| 8,490/ 680| 7,430 590| 5,310] 320| 5,310, 320( 2,650, 110| 4,240 170| 2,120 85
£| o4 3,980, 480| 6,370 760| 5,570| 670( 3,980| 400( 3,980, 400( 1,990, 160| 3,180, 250| 1,590/ 130
@ @5 3,180 510| 5,090 810| 4,460, 710| 3,180 450 3,180, 450( 1,590, 190| 2,550, 310] 1,270/ 150
§ ¢6 2,650/ 530| 4,240| 850| 3,710| 740| 2,650/ 420| 2,650/ 420|( 1,330 190( 2,120, 300( 1,060, 150
3| ¢8 1,990/ 560| 3,180, 890| 2,790, 780| 1,990/ 400| 1,990| 400| 990, 180| 1,590] 290| 800 140
¢10 | 1,590] 510| 2,550, 820| 2,230/ 710| 1,590| 380| 1,590 380| 800, 180| 1,270] 280| 640 140
$12 | 1,330] 480| 2,120/ 1760| 1,860/ 670| 1,330] 370| 1,330] 370| 660 160| 1,060 250| 530 130
16 990| 400 1,590 640( 1,390| 560( 990/ 340( 990, 340| 500, 140| 800, 220| 400/ 110
¢20 800, 380f 1,270, 610| 1,110, 530{ 800/ 320| 800| 320] 400, 130| 640] 200| 320/ 100
(=

O—figtr, EL[CERTENIG. R (T7TO-) FEBFMIVIARI—3FY MITTERLEEL,
ORT VU AMB LUBMHRSEICE. TKBETIHEBBOSERMELTVE T,
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[Note]

(D 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.
(3 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.

(5) Adjust the revolution speed and table speed, according to cutting conditions such as machining shape, rigidity of machine tool, over-hang and so on.
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< BIEDEI> side miling
ik PRERH =i ATVVAE-TEH TUN—RVEH [ BEATER FYVEE E#RGSE
?&ﬁuﬂ' Cast irons Carbon steels Alloy steels Stainless steels, Tool steels| Pre-hardened steels Hardened steels Titanium alloys Super heat-resistant alloys|
Work material | (1 50~200HB)|(180~220HB)|(200~250HB) | (25~35HRC) | (35~45HRC) | (45~65HRC) | Ti-BAl-4V Inconel
FC250 SS400,S50C [SCM440,SNCM| SUS304, SKD [ HPM1,NAK55 | SKDB1,SKT4 Hasteloy
thiAdr ap=1.5DC ap=1.5DC ap=1.5DC ap=1.5DC ap=1.5DC ap=1.5DC ap=1.5DC ap=1.5DC
Do ae=0.1DC ae=0.1DC ae=0.1DC ae=0.1DC ae=0.1DC ae=0.05DC ae=0.05DC ae=0.05DC
NEDC | [EREL | XDRE | [EERY | EDEE | BERE [XDRE | [MERE | XDEE | BERE | XD | [EERE |XDEE | [MERRY | EDEE | BERE | EDRE
Tool dia. n v n v n v n vi n v 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 (12,700 1,020(12,700, 1,020{10,600) 850| 8,490| 510| 8,490/ 510| 6,370] 250| 6,370] 250| 2,650 110
= | ¢4 9,550/ 1,150| 9,550| 1,150| 7,960 960| 6,370| 640| 6,370| 640| 4,770, 380| 4,770 380( 1,990, 160
% ¢5 7,640| 1,220| 7,640 1,220| 6,370| 1,020| 5,090, 710| 5,090 710| 3,820| 460| 3,820| 460( 1,590, 190
ﬁ ¢6 6,370/ 1,270| 6,370 1,270| 5,310 1,060| 4,240 680| 4,240/ 680| 3,180, 450| 3,180 450 1,330, 190
- | @8 4,770 1,340( 4,770| 1,340| 3,980| 1,110( 3,180, 640( 3,180, 640 2,390, 430| 2,390, 430{ 990 180
?-, ¢10 | 3,820| 1,220| 3,820, 1,220( 3,180, 1,020| 2,550| 610| 2,550/ 610| 1,910 420| 1,910| 420| 800| 180
% ¢12 | 3,180 1,140| 3,180 1,140( 2,650, 950| 2,120| 590| 2,120/ 590| 1,590| 380| 1,590| 380| 660 160
$16 | 2,390 960| 2,390, 960( 1,990, 800| 1,590| 540| 1,590/ 540| 1,190] 330| 1,190] 330| 500 140
920 [ 1,910] 920| 1,910, 920f 1,590, 760| 1,270] 510| 1,270/ 510] 950| 300| 950] 300| 400 130
¢3 (10,600, 850(10,600, 850( 8,490, 680| 6,370| 380| 6,370/ 380| 4,240/ 170| 4,240] 170| 2,120 85
o4 7,960/ 960| 7,960, 960| 6,370 760| 4,770| 480| 4,770| 480| 3,180, 250| 3,180 250 1,590, 130
| ¢5 6,370/ 1,020( 6,370 1,020| 5,090, 810| 3,820, 530 3,820, 530( 2,550, 310| 2,550, 310| 1,270| 150
g ¢6 5,310/ 1,060| 5,310 1,060| 4,240, 850| 3,180 510| 3,180| 510| 2,120 300( 2,120| 300 1,060, 150
1f 8 3,980/ 1,110| 3,980| 1,110| 3,180 890| 2,390| 480| 2,390| 480 1,590, 290( 1,590, 290 800, 140
g ¢10 | 3,180 1,020| 3,180 1,020 2,550 820| 1,910| 460| 1,910, 460| 1,270/ 280| 1,270] 280| 640 140
G| 912 | 2,650 950| 2,650/ 950| 2,120| 760| 1,590 450( 1,590, 450| 1,060 250| 1,060] 250/ 530, 130
$16 | 1,990| 800| 1,990, 800( 1,590, 640| 1,190| 400| 1,190/ 400| 800| 220| 800| 220| 400 110
920 | 1,590] 760| 1,590, 760[ 1,270/ 610] 950] 380| 950/ 380| 640 200| 640 200|) 320/ 100
CE=
OVIEIEER. F92Ay FTERLEEL,

@—Mt. ELICERVBI. X (T770-) KeBAAIVZARI—52 MITTERALEEL,
ORF VU AHB IUBMREE(C&E, FAEEIHRADO CEAELTVET,
OREUEIZT S Iz, BItE0EVLERE Yy 7 v TTTERLIEE L,

OEMOEENDE D FVESF. THEHENE T —TJILXDREZRLEETTFTIEE L.
®MIFAR, OBt TEREHUEF, CEADKRICKD . THOEHET—TILED REDRBZT> T IEEL,

[Note]

(O Down-cutting

is recommended.

(2) Use generally dry (air-blow) or oil-mist coolant, especially at the high-speed machining.

(3 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.
(5 When the revolution speed is not enough, reduce the revolution speed and table speed at the same ratio.

(6 Adjust the revolution speed and table speed, according to cutting conditions such as machining shape, rigidity of machine tool,

over-hang and

so on.
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A
g ik BRERE a2l (Z7VUAETIESE JUN—RVE | BANE FIUEE | BHRaE
I ?EEUH Cast irons Carbon steels Alloy steels Stainless steels, Tool steels| Pre-hardened steels Hardened steels Titanium alloys Super heat-resistant alloys|
; Work material |(150~200HB)|(180~220HB)|(200~250HB) | (25~35HRC) | (35~45HRC) | (45~55HRC) | Ti-BAl-4V Inconel
> FC250 SS400.S50C [SCM440,SNCM| SUS304.,SKD [HPM1.NAK5S5 | SKDB1.5KT4 Hasteloy
E WhAdr | 2p=<0.5DC ap=0.5DC ap=0.5DC ap=0.2DC ap=0.2DC
L oot Y| ae=1DC ae=1DC ae=1DC ae=1DC ae=1DC
SEDC | [MEHY | EDFEE | [EEREL | EDRE | [DEREY | XDRE | EERE | EORE ( [ME5EL | XDEE | EEREY | EDEE | [EERE |XDRE | [E5EY | EDEE
Tool dia. n vi n vi n vi n vi n v n v n v n v
= (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 5,310, 420| 8,490, 680| 7,430, 590| 5,310, 320| 5,310, 320
ﬁ 94 3,980, 480| 6,370| 760| 5,570| 670| 3,980 400| 3,980, 400
3 | @5 3,180, 510| 5,090/ 810| 4,460, 710| 3,180 450| 3,180, 450
3| 96 2,650 530| 4,240| 850) 3,710| 740| 2,650] 420| 2,650 420
E’ ¢8 1,990, 560( 3,180 890f 2,790| 780| 1,990, 400| 1,990| 400
¢10 | 1,590, 510| 2,550/ 820| 2,230, 710| 1,590, 380| 1,590, 380
$12 | 1,330] 480| 2,120, 760] 1,860, 670| 1,330, 370| 1,330, 370
¢16 990| 400| 1,590 640| 1,390| 560| 990| 340 990| 340
¢20 800, 380| 1,270/ 610 1,110, 530{ 800, 320| 800, 320
tAdy ap=1DC ap=1DC ap=1DC ap=0.5DC ap=0.5DC ap=0.2DC ap=0.2DC ap=0.2DC
oo Y| ae=1DC ae=1DC ae=1DC ae=1DC ae=1DC ae=1DC ae=1DC ae=1DC
SNZDC | [OERY |EDRE | [DEnY | EORE | DEnsy |XORE | EEREy | EOEE | EEnsy | Z0EE | [ | XDEE | [EE |XDEE | [ | EDEE
Tool dia. n vi n vi n vi n v n v n v n v n v
(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)
i%l' ¢3 3,180, 250| 7,430, 590| 5,310, 420| 4,240, 250| 4,240, 250| 2,920 85| 3,180 130/ 1,590 65
£| o4 2,390/ 290| 5,570/ 670| 3,980, 480| 3,180, 320| 3,180, 320| 1,590/ 130| 2,390| 190| 1,190 95
| ¢5 1,910/ 310 4,460, 710 3,180 510f 2,550/ 360| 2,550, 360| 1,270/ 150| 1,910] 230{ 950/ 110
Ei ¢6 1,690 320 3,710, 740( 2,650, 530( 2,120| 340| 2,120/ 340| 1,060/ 150| 1,590| 220| 800| 110
S| ¢8 1,990 330f 2,790, 780 1,990, 560( 1,590| 320| 1,590, 320| 800, 140|1,990] 210{ 600/ 110
¢10 950, 300| 2,230] 710| 1,590, 510| 1,270/ 300 1,270| 300| 640 140| 950 210| 480| 110
¢12 800/ 290| 1,860/ 670| 1,330, 480| 1,060f 300| 1,060/ 300| 530/ 130| 800| 190| 400 95
$16 600/ 240| 1,390/ 560| 990, 400{ 800, 270| 800/ 270| 400/ 110 600| 170| 300 85
¢20 480/ 230] 1,110/ 530| 800, 380| 640, 260| 640/ 260| 320/ 100| 480 150] 240 75

EE] O, < ICEmEglE. g (T7J0-) Feldd ML= -5
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[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.

(3) Use a machine tool with rigidity and rigid set-up, to machine stably.

(@ When the revolution speed is not enough, reduce the revolution speed
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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.
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< {BIEIYIEI> side miling

ae

. ek PR =] AFVVAE-TES| JUN—RVEE [ BATER FYVER BmAaE
?&HMZ Cast irons Carbon steels Alloy steels Stainless steels, Tool steels| Pre-hardened steels Hardened steels Titanium alloys  [Super heat-resistant alloys S
Work material | (150~200HB)|(180~220HB)|(200~250HB)| (25~35HRC) | (35~45HRC) | (45~55HRC) | Ti-6AI-4V Inconel g
FC250 SS400,S50C |SCM440,SNCM[ SUS304, SKD | HPM1,NAK55 | SKD61,SKT4 Hasteloy e
HAH ap=2.5DC ap=2.5DC ap=2.5DC ap=2.5DC ap=2.5DC ap=2.5DC ap=2.5DC ap=2.5DC =
Depth of cut (mm)|  @e=0.02DC 2e=0.02DC ae=0.02DC ae=0.02DC ae=0.02DC ae=0.01DC ae=0.01DC ae=0.01DC =
SEDC | OERHY | X0 | [CERE [X0RE | DEn X0RE | MEs | X0RE | R | X0RE | DERH X0RE | D xowE | D | 20| g
Tool dia. n vf n vf n vf n vi n vi n vf n vf n vf
(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) -g)
¢3 7,430 590| 7,430] 590| 5,840 470| 4,240 250 4,240 250( 2,650, 110( 2,650, 110 1,590 65| S
94 5,670 670| 5,570 670| 4,380| 530| 3,180 320 3,180 320( 1,990/ 160f 1,990, 160( 1,190 95| @
¢5 4,460/ 710| 4,460 710| 3,500| 560| 2,550/ 360| 2,550 360[ 1,590/ 190| 1,590| 190| 950/ 110| &
¢6 3,710/ 740| 3,710] 740| 2,920| 580| 2,120| 340| 2,120| 340 1,330 190f 1,330 190 800, 110 ;
¢8 2,790/ 780 2,790/ 780| 2,190 610) 1,590, 320| 1,590 320/ 990, 180| 990| 180( 600 10| =
910 2,230, 710 2,230 710| 1,750| 560| 1,270/ 300| 1,270/ 300/ 800/ 180/ 800/ 180 480, 110| “
®12 1,860, 670| 1,860/ 670| 1,460/ 530| 1,060/ 300| 1,060/ 300| 660 160| 660 160 400 95
916 1,390/ 560| 1,390, 560| 1,090/ 440| 800] 270| 800| 270| 500| 140| 500| 140[ 300 85
¢20 1,110, 530| 1,110, 530| 880 420| 640 260| 640] 260| 400 130] 400| 130f 240 75
ae
EPPL
OvIJAR
Long ap
< {BIEIYIEN> side miling
ik PRERHH =k i ATVVAE-TES| JUN—RVEH [ BATER FYVEE EmRaE
?ﬁﬁu*zr Cast irons Carbon steels Alloy steels Stainless steels, Tool steels| Pre-hardened steels Hardened steels Titanium alloys Super heat-resistant alloys|
Work material | (150~200HB)|(180~220HB)|(200~250HB)| (256~35HRC) | (356~46HRC) | (45~55HRC) | Ti-BAI-4V Inconel
FC250 S5S400,S50C [SCM440,SNCM| SUS304., SKD [ HPM1,NAK55 | SKDB1,SKT4 Hasteloy
YA+ ap=3DC ap=3DC ap=3DC ap=3DC ap=3DC ap=3DC ap=3DC ap=3DC
Depth of cut (mm)|  @e=0.02DC ae=0.02DC ae=0.02DC ae=0.02DC ae=0.02DC ae=0.01DC ae=0.01DC ae=0.01DC
SMEDC | EEn#y |EDEE | EEREY |RDIRE | EERE | XDEE | EERE |XDEE | WIS |X0EE | [EEH | XOEE | [DEE | EOEE | DEnE | EXDEE
Tool dia. n vf n vf n vf n vi n v n vf n vf n vf
(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)
¢6 2,650/ 530| 2,650 530| 2,120 420| 1,590 250 1,590, 250( 1,060 150 1,060, 150( 530 75
¢8 1,990/ 560| 1,990, 560| 1,590 450| 1,190] 240| 1,190] 240| 800| 140| 800| 140| 400 70
¢10 1,590, 510| 1,590, 510| 1,270/ 410] 950| 230| 950| 230| 640/ 140| 640 140 320 70
P12 1,330/ 480| 1,330) 480| 1,060/ 380| 800] 220| 800] 220| 530| 130] 530| 130 270 65
916 990| 400/ 990 400| 800| 320 600, 200{ 600/ 200| 400/ 110] 400| 110| 200 55
¢20 800/ 380/ 800 380| 640| 310( 480, 190 480, 190| 320/ 100] 320/ 100| 160 50
ae
EPPLS
avoivvry
Long Shank ap
< {BIEIYIEI> side miling
) ek BURS A28 FUUZEISE JUN\—RVE| BANE | FUAS | Bnas
?&HUH Cast irons Carbon steels Alloy steels Stainless steels, Tool steels| Pre-hardened steels Hardened steels Titanium alloys  [Super heat-resistant alloys
Work material | (150~200HB)|(180~220HB)|(200~250HB)| (25~35HRC) | (35~45HRC) | (45~55HRC) | Ti-BAI-4V Inconel
FC250 SS400,S50C |SCM440,SNCM[ SUS304, SKD | HPM1,NAK55 | SKD61,SKT4 Hasteloy
YA+ ap=1.5DC ap=1.5DC ap=1.5DC ap=1.5DC ap=1.5DC ap=1.5DC ap=1.5DC ap=1.5DC
Depth of cut (mm)|  @e=0.1DC ae=0.1DC ae=0.1DC ae=0.1DC ae=0.1DC ae=0.05DC ae=0.05DC ae=0.05DC
SMEDC | EEnEy |EDRE | EEREY | EDIRE | EERE | EDRE | EERE |EDEE | EIEH |X0EE | EEH | X0RE | [EEE | EOEE | EERE | EDEE
Tool dia. n vf n vf n vf n vi n vi n vf n vf n vf
(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 5,310/ 420| 5,310] 420| 4,240| 340| 3,180 190| 3,180 190| 2,720 85| 2,120 85| 1,060 42
o4 3,980 480| 3,980 480( 3,180 380| 2,390| 240 2,390| 240 1,590, 130 1,590, 130 800 65
¢5 3,180/ 510| 3,180| 510| 2,550| 410| 1,910 270 1,910, 270( 1,270| 150( 1,270, 150 640 75
¢6 2,650 530| 2,650 530( 2,120| 420| 1,590| 250 1,590| 250 1,060, 150( 1,060/ 150 530 75
¢8 1,990/ 560| 1,990, 560| 1,590| 450| 1,190] 240| 1,190] 240| 800| 140| 800| 140| 400 70
910 1,690, 510| 1,590, 510| 1,270| 410] 950| 230| 950| 230| 640 140| 640 140 320 70
®12 1,330/ 480| 1,330/ 480| 1,060/ 380| 800| 220| 800| 220| 530/ 130| 530 130 270 65
916 990/ 400/ 990 400| 800| 320 600, 200f 600, 200| 400/ 110] 400| 110] 200 55
[ ,u\] @t)]ﬁl]ﬁ,f{; Fovhy RCERLIEEL,. [Note] (1) Down-cutting is recommended.
figdt, ELICERYEIE, &R (T7J0—) FlelEAAIEANI—F (2 Use generally dry (air-blow) or oil-mist coolant, especially at the high-

speed machining.
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(3 QOil 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.

(5) When the revolution speed is not enough, reduce the revolution speed
and table speed at the same ratio.

(6 Adjust the revolution speed and table speed, according to cutting

conditions such as machining shape, rigidity of machine tool,
over-hang and so on.



