Epoch High Feed Radius
O +% m—— I\
IRYITINAT4—R5IT R
P NV S PP RRED A IbEd Straight neck, Corner radius |

VY )xwo - I—FRGE | Pencil neck, Corner radius

Dle'smlll;g Profiling Radius  Roughing Flfwesm‘ng D\erslnk;; Profiling ::% Roughing F\E\Zm'ng
[ REZAZ o
B +0015 = By +0015 = -
RE tolerance. (mm) RE tolerance (mm) %
=
T _— =
3HH SHA v =
3Flutes 3Flutes =

MEWMTHEL Without neck recess
_\15°

RE ® RE 2 RE  BHTA2 o0° 2 RE BHTAZ, 2 £
pc] T L [Z oc] [ 13 pcl | B A 3 S
aewx | 8 APMX 8 aewx| w g e LU 8 3

LF LF LF LF =

AT AT Atype B#& A 7 Btype AT AT Atype B#& A 7 Btype .2-

[72]

-

unds| B 0457 G

o 0 2 o ) P e M

Carbide Helixangle  Cutting Conditions Carbide Helixangle  Cutting Conditions a'

& size (mm) o —— 1% size (mm) L =

7% NE |ETR 8 bk X BEI—F R amrrm e EreEeE a8 vvE | S

Tool Corner | Flute |Underneck| Overall | Shank Tool | Corner | Flute |Underneck Neck | Overall | Shank Shape =

ltem code Stock |_dia. radius | length | length | length dia. Shape ltem code Stock dia. radius | length length angle | length dia. E‘

DC | RE |APMX| LU | LF [pconwms| >"aP DC | RE |APMX| LU [BHTA2| LF |DCONMS g

EPR3020-05 0 21 0.5 4 6! 70 6| A EPRPN3020-12-05 | [ 3 12 10 701 6/A] 3
EPRPN3020-16-05 | [] 2|05 3 16| 1 70 6| A
EPR3030-08 0| 3|08 6| 9/ 70| 6| A EPRPN3020-20-05 | [J 3 | 20 1°| 70| 6] A
EPR3040-10 0 411.0 8 121 70 6| A EPRPN3030-18-08 | [] 45| 18 1° 80 6 A
EPRPN3030-24-08 | [] 3/08 | 45| 24| 1 80 6 A
EPR3050-12 0| 5[1.2),10)| 15| 70| 6| A EPRPN3030-30-08 | [J 25| 30| 1° | 80| 6] A
EPR3060-15 0 6115 12 - 90 6| B EPRPN3040-24-10 | [] 6 24 1o 90 6 A
EPRPN3040-32-10 | [] 4/1.0 6 32| 1 90 6 A
EPR3080-20 0| 8[20) 16| —|100| 8 B EPRPN3040-40-10 | [ 6 | 40| 1° | 90| 6| A
EPR3100-20 0] 10/2.0l 20| -1110| 10| B EPRPN3050-30-12 | [ 75| 301 1°) 90| 6| A
EPRPN3050-40-12 | [] 51.2 75| 40| 1 100 8| A
EPR3120-20 0] 12(20) 24, —|120| 12| B EPRPN3050-50-12_| [ 75 50| 1° [110] 8| A
EPR3160-30 (0] 16130 32| —|140| 16| B EPRPN3060-40-15 | [ 9 401 1" [100 8 A
EPRPN3060-55-15 | [] 615 9 55| 1 110 8| A
EPR3200-30 0] 20/3.0 40, —1150] 20 B EPRPN3060-67-15 | [ 9 | 67 1" [125] 8|8
EPRPN3080-55-20 | [] 12 55| 1° 110 10 A
W, EPRPN3080-70-20 | [] 820 [12 70/ 1° 1130 10| B
O EPR. EPRPN® X #% Hl 4 EPRPN3080-90-20 | [ 12 | 90| 1° [145] 12| A

Applicable work material of EPR, EPRPN EPRPN3100-73-20 | [] 15 73] 1° |135] 12| B
ST ST = = ol e = EPRPN3100-95-20 |[]| 10|2.0 |15 95| 1° [150| 16 | A
B | T\~ o 7> |\Foveg| @ag | 7S | [EPRPN3100-115-20 [ 15 [ 115] 1° [170] 16 | A
=Ry herdened e LAl \mEew ) | &% | [FPRPN3120-80-20 | [ 18 | 80| 1° [135] 16| A
aroon steel re-naraene >45HRC >55HRC >65HRC inless [l nluma oy opper uminum 12 2.0 7
Alloy steel steel it | e steel Heatarue:\stanl alloy alloy EPRPN3120-105-20| [] 18 105 1 160 16 | A

S 45HRC | = = Y EPRPN3160-105-30| [J 24 [105] 1° [160] 20| A
o o o o O 0 0 O O EPRPN3160-140-30 ]| 16/3.0 [24 T140] 1° [200] 20 B
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IUJ‘&B‘#ECIQ?'&EH:‘ btb$ Relation between the depth of cut and overhung.
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&l Cast irons, Carbon steels, Alloy steels Tool steels Pre-hardened steels Hardened steels = \ - e~ 3
Work materal | (150~250H (25~35HRC) (35~45HRC (@o~55HRC) | VR L
FC, S50C, SCM SUS304, SKD NAKS80, CENA1 SKD61,5KT4 DR DS ot C RS oL, Z4)
sEDCx | EERsy | 1% [0 | EE [ 1505%0 [20m@E | mE | 105%0 | Z0®E | OEs [ 1020 [E0RE | AHMESUIAG (BRE 1) EL. COBDED
J—F¥&ERE| n fz Vi n. fz vi n fz Vi n fz Vi RE(F EEERHRD70~B0%ICRIFTLEEL,
Tool dia.(mm)| (min") (mm/t) (mm/min) | (min) (mm/t) (mm/min) [ (min") (mm/t) (mm/min) | (min") (mm/t) (mm/min) BT DYMIRUXRIFTHZEDOERETRTEDTT,
2xRE0.5[12,000] 0.11 | 3,960[11,000] 0.1 | 3,300[10,000] 0.08 | 2,400| 8,000/ 0.08 | 1,920 %%8*:]]ﬁﬂﬂﬁﬁil:&btﬂﬁﬂ%ﬁ@%@%’iﬁot<
[aral A M
3xRE0.8| 8,000 0.19 | 4,560 7,400 0.17 | 3,770| 6,900] 0.13 | 2,690| 5300 0.13 | 2,070| qmoii-ssmtimbisrittr=ro MG
4xRE1 | 6,000( 0.27 | 4,860| 5600] 0.25 | 4,200| 5200] 0.19 | 2960| 4,000 0.19 | 2280 JO—GHB)EHBELFT, _ N
5xRE1.2| 4,800] 033 | 4750| 4,500] 0.3 | 4,050| 4,100 0.24 | 2,950| 3,200 0.24 | 2,300| ®CTAFIBME SHEORMECEBIE.
6XRE1.5| 4,000] 0.42 | 5040 3,700] 0.38 | 4,220| 3,500] 0.3 | 3,150 2,700] 0.3 | 2,430 Inihe case of cuting win overhang EAC or over, we'l
8xRE2 | 3,000| 056 | 5040| 2,800] 0.51 | 4,280| 2,600 0.4 | 3,120| 2,000] 0.4 | 2,400 ©Please useZoonsiants down cut inive downcut
10xRE2 | 2400] 0.7 | 5040| 2,200] 0.64 | 4,220 2,100] 05 | 3,150| 1,600 0.5 | 2,400] , and isase down n foc ate 10-60% s above condion.
12xRE2 | 2,000 0.8 | 4,800| 1,900 0.75 | 4,280| 1,700/ 058 | 2,960| 1,300 0.58 | 2,260 ;Wiiiiéfngr”n'é’éié‘fd?ai?Sé’ri?ar . '
16xRE3 | 1,500] 0.85 | 3,830| 1,400/ 0.8 | 3,360| 1,300/ 0.66 | 2,570 1,000] 0.66 | 1,980 (;'(vFvueaseuseAizblowf " Y . o -
20xRE3 | 1,200] 0.85 | 3,060| 1,100] 0.8 | 2,640| 1,000] 0.66 | 1,980 800| 0.66 | 1,580| ° secireey novau o o¢ o machining as much rigicty.

! BREHULE | ap @ ZUHAHE Zpick | TEREHULE | 4, ZEHAHE Z pick
‘ Overhang mm Overhang mm
ap ‘ 5DCLF 0.30XRE 8DC 0.23XRE
i 6DC 0.27 XRE 9DC 0.19XRE
%St 2T WM Step width (@A EIHAH) 7DC 0.25XRE 10DC 0.15XRE
St=JSuhEORE=NE 2-REE 3 148 (45~5E5HRC) DIIT CIEZAMNAH Bark L2k BI0%EENE<BHELTIEEL,

OED : HERIEEEECY . BHERABHGELIEEL.
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In case of hardened steel cutting, please decrease ap 0.7 times as above.

[] : Stocked by specified distributor. Contact with our sales department.
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