Epoch CS Power Mill 3flutes
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3-flute multi-function end mill. Uses CS Coating for long life.
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ltem code Stock| Tool Flute | Overall | Shank | Suggested
dia. | length | length | dia. | retail price(¥)
EPP3020-CS L] 2 6 60 6 —
EPP3025-CS [l 25| 8 60 6 —
EPP3030-CS o 3 8 60 6 | 12,040
EPP3035-CS [l 35| 10 60 6 —
EPP3040-CS ( 4 11 60 6 | 12,620
EPP3045-CS L] 45| 11 60 6 —
EPP3050-CS [ J 5 13 60 6 | 14,080
EPP3055-CS L] 5.5 13 60 6 —
EPP3060-CS [ J 6 13 60 6 | 15,440
EPP3065-CS [l 6.5 16 70 8 —
EPP3070-CS O 7 16 70 8 —
EPP3075-CS Ol 75| 16 70 8 —
EPP3080-CS o 8 19 75 8 118,900
EPP3085-CS ] 85| 19 80 10 —
EPP3090-CS ] 9 19 80 10 —
EPP3095-CS ] 9.5 19 80 10 —
EPP3100-CS ® 10 22 80 10 | 25,450
EPP3110-CS O 11 22 1100 12 G
EPP3120-CS ® 12 26 100 12 | 31,860
EPP3130-CS 0|13 26 | 100 12 G
EPP3140-CS 0|14 26 110 16 —
EPP3150-CS 11|15 26 110 16 —
EPP3160-CS ® 16 32 110 16 | 73,310
EPP3170-CS |17 32 110 16 —
EPP3180-CS [1]18 32 125 20 —
EPP3190-CS 0|19 32 125 20 —
EPP3200-CS ® 20 38 125 20 106,980
EPP3210-CS 0|21 38 125 20 —
EPP3220-CS 0| 22 38 125 20 —
EPP3230-CS ]| 23 45 140 25 —
EPP3240-CS O | 24 45 1140 25 —
EPP3250-CS 25 63 1140 25 —

o iﬂ"?ﬂléll 1‘71 Applicable work material

o ﬁﬁﬁ Yﬂ"\% g'ﬂ Re-grinding compatibility range

=R | TU/N\— ATV |FIVER| HEE | PIL= B I— R item code 44 outer dia. (mm) T2 R End(mm)
Dﬁﬁ h/ﬁﬂ Hardened steel L/Zﬁﬂ mglAﬁ ﬁ
Rloysoe |~ Siea | > 45HRC | > 55HRC | > 65HRC | SSES" Temicsammt| Caiey | "oy EPP3-CS 6~25 3NT 2~25
< 45HRC | £ 55HRC | £ 65HRC alloy
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@ : Stocked items. [ : Stocked by specified distributor. Contact with our sales department.
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*ﬁﬁ“*?f Aluminum alloy wrought Cast irons Carbon steels Alloy steels Tool steels, Pre-hardened steels| ~ Stainless steels Titanium alloys  [Super heat-resistant alloys
pLoidatenal A7075 (150~200HB)|(180~220HB)|(200~250HB)|(25~40HRC)| SUS304 Ti-6AI-4V Inconel
A5052 FC250 SS400, S50C| SCM, SNCM | SKD, CENAT1 SUS630 Hasteloy
B
e ap=0.5DC ap=0.5DC ap=0.5DC ap=0.5DC
(Slotting) ae=1DC ae=1DC ae=1DC ae=1DC
Dep(t:"?‘f)cut
{RIE
thAH ap=1.5DC ap=1.5DC ap=1.5DC ap=1.5DC
13?&:@}"2&' ae=0.1DC ae=0.1DC ae=0.1DC ae=0.1DC
(mm)
= | SMRDC | OEn%Y |EDEE | DEnEY | EXOIRRE | EEREY | XDERE | EERE | XDOEE | [EIn | XDEE | [ XDEE | [EEd) | EDRE | ERRy | EDEE
[3] | Tool Dia. n v 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)
f'¢< ¢2 |50,000| 2,240| 9,500/ 420(14,000| 630|11,000/ 490
5 | ®3 [37,000) 2,800 6,400| 480| 9,600 860| 7,400 670
3| @4 |28,000] 2,900| 4,800/ 500| 7,200| 860| 5,600 670
% @5 |22,000) 3,200 3,800/ 550| 5,700/ 940| 4,500| 740
¢6 [19,000| 3,500 3,200/ 600| 4,800 1,010{ 3,700/ 780
$8 [14,000) 3,600| 2,400/ 610| 3,600 1,030| 2,800/ 800
¢10 |11,000| 3,300| 1,900/ 570| 2,900| 1,000| 2,200/ 760
9,300 3,700| 1,600 530| 2,400, 900( 1,900, 710
7,000/ 2,600| 1,200] 450| 1,800 760| 1,400 590
5,600/ 2,400| 1,000/ 420| 1,400 650| 1,100| 510
4,460| 2,000/ 760| 340| 1,700| 500( 890/ 400
B
A ap=1DC ap=1DC ap=1DC ap=1DC ap=0.5DC ap=0.5DC ap=0.2DC ap=0.2DC
(Slotting) ae=1DC ae=1DC ae=1DC ae=1DC ae=1DC ae=1DC ae=1DC ae=1DC
ap=1.5DC ap=1.5DC ap=1.5DC ap=1.5DC ap=1.5DC ap=1.5DC ap=1.5DC ap=1.5DC
ae=0.2DC ae=0.2DC ae=0.2DC ae=0.15DC ae=0.1DC ae=0.1DC ae=0.1DC ae=0.05DC
SYEDC | EEREY | ZDERE | EEnE |EDFE | [MInE XOEE | D | XORE | EEE | EORE | DERE | EOEE | DEREy | EDRE | EERE XDEE
:ﬂ, Tool Dia. n v n % n vi n vi n vi n vi n vi n vi
jfﬁ (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)
% | ¢2 (31,800 1,400| 6,400/ 380(11,000/ 660| 8,000 360| 8,000 360| 7,950, 280| 7,950 360 3,180 80
{f $3 [21,000/ 1,600| 4,200/ 320| 7,400/ 560| 5,300| 400| 5,300| 360| 5,300/ 290| 5,300| 360| 2,100 90
§ ¢4 |16,000) 1,700| 3,200, 340| 5,600/ 590| 4,000/ 420| 4,000/ 360| 4,000f 290| 4,000/ 360| 1,600/ 100
& ¢5 [13,000] 1,900| 2,500| 360| 4,500/ 650| 3,200| 460( 3,200/ 400| 3,200/ 320 3,200, 400| 1,300, 110
¢6 [11,000| 2,000( 2,900, 390( 3,700) 690| 2,700, 500| 2,700/ 430| 2,700| 340| 2,700| 430| 1,900] 120
¢8 8,000/ 2,000/ 1,600 410| 2,800 710f 2,000/ 510f 2,000/ 430 2,000/ 340| 2,000/ 430{ 800/ 110
¢10 | 6,400 1,900 1,300, 390| 2,200/ 660| 1,600/ 480| 1,600 410| 1,600 330| 1,600 410 640, 110
$12 | 5,300/ 1,700| 1,700/ 360| 1,900/ 630| 1,300] 430| 1,300] 370| 1,300] 290| 1,300] 370| 530/ 100
¢16 | 4,000/ 1,500 800 300( 1,400| 530| 1,000/ 380( 1,000, 320( 1,000/ 250| 1,000, 320 400 80
¢20 | 3,200/ 1,300 600/ 250| 1,900] 460| 800 340| 800 280| 800 220/ 800| 280 320 70
$25 | 2,550 1,100 510/ 240| 890| 430| 640, 230 640, 230/ 630/ 190 630 250/ 250 60
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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%.
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(@D Use a highly rigid and accurate machine as possible.
(2 These conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual machine and work-piece conditions.
(3) 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.)
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