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Helix angleCarbide

Epoch CS Power Mill 3flutes

3Flutes

Item code Stock Tool
dia.

Flute
length

Overall
length

Shank
dia.

Size (mm)

EPP3 -CS

Slotting Die-sinking Helical Spot FacingSide CuttingPlaning FinishingSemi
Finishing

Roughing

Cutting Conditions

A329

Regular
3-Àute�multi-function�end�mill.�Uses�CS�Coating�for�long�life.

Dia.tolerance

Suggested
retail price( )

Applicable work material

Carbon steel
Alloy steel

Pre-hardened
steel

Stainless
steel

Titanium alloy
Heat-resistant

alloy

Aluminum 
alloy

Copper
alloy

Hardened steel

Re-grinding compatibility range

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

Stocked items. Stocked by specified distributor. Contact with our sales department.
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Slotting Side milling

 Use a highly rigid and accurate machine as possible.
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.
 For the stainless steel and heat resistant alloys please use cutting fluid. (Please provide adequate fire prevention.)

For slotting, please refer to above table with depth of cut for slotting. 
For side milling, please increase Revolution Speed to 1 1.3 times and Feed Rate to 1 1.5 times of above table.
When the rpm generally used for slotting is used for spot facing, just lower the feed rate by about 20%.

Note

Recommended cutting conditions


