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Excellent chip removal enables high efficiency.
Size (mm Size (mm)

Item Code Stock
ool Dia.

Flute Overall Shank
Length Iength Dia.

Item Code Stock
ool Dia.

Flute Overall Shank
Length Iength Dla

EPP4020 6 EPP4100 )

EPP4025 |:| 2.5 8 60 6 EPP4110 ° 11 22 1oo 12
EPP4030 ® [3 8 60 6 EPP4120 ® |12 26 100 12
EPP4035 O |35 10 60 6 EPP4130 ® |13 26 100 12
EPP4040 ® |4 11 60 6 EPP4140 ® | 14 26 110 16
EPP4045 O | 45 11 60 6 EPP4150 ® |15 26 110 16
EPP4050 ® |5 13 60 6 EPP4160 ® |16 32 110 16
EPP4055 O |55 13 60 6 EPP4170 e | 17 32 110 16
EPP4060 ® |6 13 60 6 EPP4180 ® |18 32 125 20
EPP4065 O |66 16 70 8 EPP4190 ® |19 32 125 20
EPP4070 e |7 16 70 8 EPP4200 ® | 20 38 125 20
EPP4075 o |75 16 70 8 EPP4210 o | 21 38 125 20
EPP4080 ® |38 19 75 8 EPP4220 O | 22 38 125 20
EPP4085 O |85 19 80 10 EPP4230 O |23 45 140 25
EPP4090 ® |o 19 80 10 EPP4240 O | 24 45 140 25
EPP4095 O |95 19 80 10 EPP4250 O | 25 63 140 25

@ : Stocked Items. [ : Stocked by specified distributor. Contact with our sales department.
ae

Recommended cutting conditions

| EPP_ | :

Side Milling

Work material Condition | Depth of cut Cutting Dc Tool Dia. (mm)

Condons @3 [ @4 | ©5 | 06 | 08 | 010 | 012 [ 016 | 020 |
Cast Iron High Speed ap=1.5Dc |min’ 12,700 9,550/ 7,640/ 6,370| 4,770| 3,820 3,180| 2,390 1,910
(150 ~ 200HB) ae=0.1Dc |mm/min 1,020 1,150| 1,220 1,270] 1,340] 1,220] 1,140 960 920
FC250 General |2p=15Dc_|min’ 10,600 7,960| 6,370| 5310] 3,980 3,180/ 2,650 1,990 1,590

ae=0.15Dc |mm /min 850 960/ 1,020/ 1,060 1,110 1,020 950 800 760

Carbon Steels High Speed ap=1.5Dc |min" 12,700 9,550/ 7,640| 6,370/ 4,770 3,820 3,180] 2390 1,910
(180 ~ 2201B) ae=0.1Dc |mm/min 1,020 1,150| 1,220 1,270| 1,340] 1,220] 1,140 960 920
$5400. S50C General L2=1:5Dc_|min” 10,600 7,690| 6,370] 5310/ 3,980 3,180 2,650] 1,990 1,590

ae=0.1Dc |mm/min 850 960| 1,020/ 1,060 1,110] 1,020 950 800 760

Allo Stesls High Speed ap=1.5Dc_|min" 10,600 7,960| 6,370] 5,310] 3,980 3,180/ 2,650] 1,990 1,590
(203/ - 250HB) ae=0.1Dc |mm/min 850 960/ 1,020/ 1,060 1,110] 1.020 950 800 760
SCM440, SNCM General |20=1:5Dc_|min” 8,490| 6,370| 5090 4240] 3,180 2550 2,120/ 1,590 1,270

ae=0.1Dc |mm/min 680 790 810 850 890 820 760 640 610

Stainless Steels, High Speed ap=1.5Dc_|min" 8,490 6,370| 5090 4240] 3,180 2550 2,120/ 1,590 1,270
Tool Steels ae=0.1Dc |mm/min 510 640 710 680 640 610 590 540 510
(25 ~ 35HRC) 5 | [ap=1.5Dc_|min” 6,370 4,770| 3,820 3,180 2,390 1,910/ 1,590] 1,190 950
SUS304, SKD eneral  ae=0.1Dc |mm/min 380 480 530 510|  480]  460|  450|  400| 380

) ap=1.5Dc |min’' 8,490| 6,370| 5090 4240 3.180] 2550 2,120/ 1,590 1,270

(Psrg'l*jgd:é‘g‘: Sl Hioh Speed o 6 1p6 [mm/min 510 640|710 eso|  640] 610 590 540|510
HPM1. NAKS5 General |2P=1:5Dc_|min” 6,370 4,770| 3,820 3,180] 2,390] 1,910/ 1,590 1,190 950
ae=0.1Dc |mm/min 380 480 530 510 480 460 450 400 380
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Work material c Depth of Cutting

Conditions -mm
Hardened Stels High Speed | 22=1:8Dc_[min" 6,370| 4,770| 3,820] 3,180 2390 1,910 1,590 1,190

WEeE s ae=0.05Dc |mm/min 250 380 460 450 430 420 380 330 soo

SKDS1. SKT# Gonoral | 2=1:5Dc _|min’ 4240 3180 2550] 2,120] 1590 1,270] 1,060 800 640

ae=0.05Dc |mm/min 170 250 310 300 290 280 250 220 200

High Speed | 22=1:80C_[min 6,370] 4,770] 3,820 3,180] 2,390 1,190] 1,590] 1,190 950

ae=0.05Dc |mm/min 250 380 460 450 430 420 380 330 300

Goneral L8P=15Dc_|min’ 4240 3180 2550] 2,120 1,590 1,270] 1,060 800 640

ae=0.05Dc |mm /min 170 250 310 300 290 280 250 220 200

S High Speed | 22=1-80C_[min 2,650 1,990] 1,590 1,330 990 800 660 500 400

Steels ae=0.05Dc |mm /min 110 160 190 190 180 180 160 140 130

Inconel ap=1.5Dc |min”’ 2,120 1,590 1,270 1,060 800 640 530 400 320

Hasteloy General | =0.05Dc |mm /min 85 130 150 150 140 140 130 110 110

[Note]

(D 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 steels.

@ 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.

(® Adijust the revolution speed and table speed, according to cutting conditions such as machining shape, rigidity of machine tool, over-hang and so on.

Recommended cutting conditions

ae

T

Slotting
Tool Dia. (mm)
Work material Condition  |Depth of cut Cutting
(Hardness) Range (mm) Conditions
. ap=0.5Dc |min” 5310 3980 3,180 2,650 1,990] 1,590 1,330
Cast Iron High Speed m
(150 ~ 200HE) ae=1Dc  |mm/min 420 480 510 530 560 510 480 400 380
FC250 Gonoral @PS1Dc__|min’ 3,180 2390 1910/ 1590 1,190 950 800 600 480
ae=1Dc__ |mm/min 250 290 310 320 330 300 290 240 230
Hiah Soeeq | 3°=0:50C_[min’ 8490 6,370] 5090 47240 3,180 2550 2,120] 1,590 1,270
8%’;‘2”22%6:; 9 >Peed ae=1Dc__|mm/min 680  760] 10|  850] 890  820|  760| 640 610
ap<iDc |min’ 7430 5570 4460/ 3710 2,790] 2230 1,860 1,390 1,110
SS400, S50C General "
ae=1Dc__ |mm/min 590 670 710 740 780 710 670 560 530
Hiah Soeed | 8P=0:5DC_[min’ 7430 5570 4460 3710 2790 2230/ 1.860] 1,390/ 1,110
(Az!'(;’g NS‘;;(';_IB) 91 oPeeC [ae=1Dc__|mm /min 590 670|710  740]  780|  710|  670| 560 530
apsiDc__ |min’ 5310 3,980 3,80 2,650 1,990 1,590] 1,330 990 800
SCM440, SNCM General -
ae=1Dc___|mm/min 420 480 510 530 560 510 480 400 380
T — Hiah Speed | @P=0:2Dc_[min’ 5310 3,980 3,80 2650 1,990 1,590| 1,330 990 800
Tool Steels 9N SPeed oe1Dc |mm/min 320]  400]  450]  420]  400] 380] 370] 340] 320
(25 ~ 35HRC) Goneral | 2PS0-5Dc_|min’ 4240] 3,180 2550 2,120 1,590| 1,270] 1,060 800 640
SUS304, SKD ae=1Dc  |mm/min 250 320 360 340 320 300 300 270 260
Hioh Soeeg | 2P=0-2Dc |min 5310 3,980] 3,180] 2,650] 1,990 1,590] 1,330 990 800
(Psrg'f'ig‘;'fgg‘)‘ Rl 9" 9P (oD |mm/min 320 400] 450  420] 400] 380| 370| 340 320
HPM1. NAKSS General | 2PS0-5Dc _|min’ 4240| 3180 2550 2,120 1,5590] 1,270] 1,060 800 640
ae=1Dc__ |mm/min 250 320 360 340 320 300 300 270 260
. ap= min”'
Hardened Steels High Speed |—— i
(45 ~ 55HRC) ae= e
ap=0.2Dc_|min" 2120]  1,590] 1,270] 1,060 800 640 530 400 320
SKD61, SKT4 General -
ae=1Dc mm / min 85 130 150 150 140 140 130 110 100
. ap= min’'
High Speed .
Titanium Alloy 19N >peed e mm/ min
' Gonoral | 80=0:2Dc_|min’ 3,180] 2390 1,910/ 1590 1,190 950 800 600 480
ae=1Dc  |mm/min 130 190 230 220 210 210 190 170 150
. ap= min’'
High Speed ae= mm / min
Gonoral -30=02Dc_|min’ 1,590] 1,190 950 800 600 480 400 300 240
ae=1Dc__|mm/min 65 95 110 110 110 110 95 85 75

[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 steels.
(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.
(® Adjust the revolution speed and table speed, according to cutting conditions such as machining shape, rigidity of machine tool, over-hang and so on.

Designed by JSR GROUP
Copynght © 2018 JSR GROUP, All rights reserved.
M’WNH’{M lNEJLLWTﬂﬂlﬂﬂiUﬂuﬂJ’]l?W’m'V\’NLITI:WI



	12Endmills 115
	12Endmills 116

