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Advanced Engineering

EPBTS-TH
Epoch TH Harecl Ball Stroneg

Micro Grain Solid Carbide End Mill

EPBTS | Epoch TH Hard Ball Strong | Recommended Cutting Conditions

Epoch TH Hard Ball Strong oD1 r‘ gD2
Workpiece EN DYl L | D F] | [y Dl [P | D8] | [y
Material Standard [ — Standard High Speed Standard High Speed Standard High Speed
V. |(m/min) 190 190 190 190 250 350 270| 380
Carbon Steels  |n_(min) 60,000 60,000] 60,000 60,000|| 39,800 55,700| 43,000| 60,000
| |Alloy Steels f, mmiooth) | 0020 0032] 0017| 0017|| o0040] 0064 0034] 0.034
Cast iron V; |(mm/min) 2400| 3840| 2,040 2040|| 3,180] 7,130 2.920| 4,080
(180~250HB) |3 |(mm) 0.125| 0.100 0.07 0.07|| 0250| 0.200 0.1 0.1
a, |(mm) 0500 o0.400] 007] o007|| 1.000] 0.800 0.1 0.1
V. |(m/min) 190 190 190 190 210| 280 230] 350
n |(min) 60,000 60,000] 60,000 60,000|| 33,400 44,600| 36,600| 55,700
| %‘g?’;x' f, [(mmiootn) | 0018] 0029] 0016| 0016|| 0036 0058 0032 0032
(25~ 35HRC) V; |(mm/min) 2160| 3460 1,920] 1,.920|| 2400] 5140 2340| 3,560
a, |(mm) 0120| o0.100| 007] o007|] 0240] 0.200 0.1 0.1
a, |(mm) 0480 0400/ 007] o007|| 0960 0.800 0.1 0.1
V. |(m/min) 185 190 190 190 185| 240 200] 300
n |(min) 58,000 60,000] 60,000 60,000|| 29,400| 38,200| 31,800| 47,700
" %‘)‘g?’;zﬁ' f, [mmiooth) | 0015| 0024| 0014] 0014|| 0030 0048 0028 0028
(35~ 45HRC) V; |(mm/min) 1,770| 2,880 1,680 1,680|| 1,760| 3.670| 1,780 2,670
a, |(mm) 0110| 0090 007] o007|] 0200 o0.180 0.1 0.1
a, |(mm) 0440| 0360 007] o007|| 0880| 0.720 0.1 0.1
V. |(m/min) 155 190 170 190 155 190 170|250
n |(min) 49,300| 60,000] 54,100 60,000|| 24,700| 30,200 27,100| 39,800
v ?:;f;’;?:tee's f, [(mmiooth) | 0012] 0019] 0014] 0014|| 0024 0038 0028 0028
(45~ 55HRC) V; |(mm/min) 1,180| 2,300 1,510| 1,680|| 1,990 2,320| 1,520 2,230
a, |(mm) 0100 0075 007] o007|] 0200 0.150 0.1 0.1
a. |(mm) 0400 0300 007] o007|| 0800 0.600 0.1 0.1
V. |(m/min) 125 160 140 190 125 160 140] 200
n |(min) 39,800| 50,900 44,600| 60,000|| 19,900| 25,5500| 22,300| 31,800
v ?:;f:t’;?:tee's f, [(mmiootn) | 0010| 0016| 0013] 0013|| 0020 0032 0026 0026
(55~ 65HRC) V; |(mm/min) 8oo| 1,630 1,160| 1,560 goo| 1,630 1,160 1,650
a, |(mm) 0080 0050 007] o007|] o0.160] 0.100 01 0.1
a, |(mm) 0320| 0200/ 007] o007|| 0640 0.400 0.1 0.1
V. |(m/min) 75 110 110 160 75 110 110 160
n |(min) 23,000| 35,000| 35,000| 50,900|| 11,900| 17,500| 17,500| 25,500
v ngg’ir(‘)‘fs ditresetta . [(mmitootn) | 0.008| 0012| 0012| 0012|| 0016] 0023] o0024| 0024
65 72HRC) | (mm/min) 380|  810| 840| 1,220 380| 810 840| 1,220
a, |(mm) 0070| 0040| 007] 007|] o0.140| 0.080 0.1 0.1
a, |(mm) 0280 o0.160] 007] o007|| 0560 0.320 0.1 0.1

1. The use of a machining
centre and toolholder

2. All components —
including machine and
controller — are of the

Modification if too high:
e Keep f, stable.

The values in these

tables are only recom-
mended under the
following conditions:

with highest precision,
concentricity and
rigidity.

latest technology.

* Reduce rpm to set best
result on non-HQ
machines.
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EPBTS-TH ;

Epoch TH Hard Ball Strong
Micro Grain Solid Carbide End Mill

EPBTS | Epoch TH Hard Ball Strong | Recommended Cutting Conditions

oD3 r oD4 r oD5

ﬁ> u /II*U ﬁ> u /II*U ﬁ> u //I*H ﬁ> u //I*U ﬁ> u /II*U ﬁ> u /II*U

standard |8 High Speed MM Standard [ High Speed standard [BM High Speed [l Standard M High Speed standard |8 M High Speed I Standard [l High Speed
250 350 270 380 250 350 270 380 250 350 270 380
26,500 37,100| 28,600| 40,300|| 19,900| 27,900| 21,500| 30,200|| 15,900 22,300| 17,200| 24,200
0.061 0.098 0.052 0.052 0.083 0.133 0.071 0.071 0.104 0.166 0.088| 0.088
3,240 7,270 2,980 4,190 3,310 7,430 3,040 4,270 3,310 7,420 3,040 4,280
0.375 0.300 0.12 0.12 0.500 0.400 0.14 0.14 0.625 0.500 0.16 0.16
1.500 1.200 0.12 0.12 2.000 1.600 0.14 0.14 2.500 2.000 0.16 0.16
210 280 230 350 210 280 230 350 210 280 230 350
22,300 29,700| 24,400 37,100|| 16,700| 22,300| 18,300| 27,900|| 13,400 17,800| 14,600| 22,300
0.055 0.088 0.049 0.049 0.075 0.120 0.067 0.067 0.094 0.150 0.083 0.083
2,460 5,230 2,390 3,630 2,500 5,340 2,440 3,710 2,510 5,330 2,430 3,710
0.360 0.300 0.12 0.12 0.480 0.400 0.14 0.14 0.600 0.500 0.16 0.16
1.440 1.200 0.12 0.12 1.920 1.600 0.14 0.14 2.400 2.000 0.16 0.16
185 240 200 300 185 240 200 300 185 240 200 300
19,600| 25,500| 21,200| 31,800|| 14,700| 19,100| 15,900| 23,900|| 11,800| 15,300| 12,700| 19,100
0.046 0.073 0.043 0.043 0.062 0.100 0.058 0.058 0.078 0.125 0.073 0.073
1,800 3,750 1,820 2,720 1,830 3,810 1,850 2,780 1,840 3,820 1,850 2,780
0.330 0.270 0.12 0.12 0.440 0.360 0.14 0.14 0.550 0.450 0.16 0.16
1.320 1.080 0.12 0.12 1.760 1.440 0.14 0.14 2.200 1.800 0.16 0.16
155 190 170 250 1565 190 170 250 155 190 170 250
16,400 20,200| 18,000| 26,500|| 12,300| 15,100| 13,500| 19,900 9,900 12,100| 10,800| 15,900
0.037 0.059 0.043 0.043 0.050 0.080 0.058 0.058 0.062 0.100 0.073 0.073
1,200 2,370 1,540 2,270 1,230 2,410 1,570 2,320 1,240 2,420 1,570 2,320
0.300 0.225 0.12 0.12 0.400 0.300 0.14 0.14 0.500 0.375 0.16 0.16
1.200 0.900 0.12 0.12 1.600 1.200 0.14 0.14 2.000 1.500 0.16 0.16
125 160 140 200 125 160 140 200 125 160 140 200
13,300 17,000| 14,900| 21,200 9,900 12,700| 11,100| 15,900 8,000 10,200 8,900 12,700
0.031 0.049 0.040 0.040 0.042 0.067 0.054 0.054 0.052 0.083 0.068 0.068
810 1,660 1,190 1,690 820 1,690 1,200 1,720 830 1,700 1,200 1,720
0.240 0.150 0.12 0.12 0.320 0.200 0.14 0.14 0.400 0.250 0.16 0.16
0.960 0.600 0.12 0.12 1.280 0.800 0.14 0.14 1.600 1.000 0.16 0.16
75 110 110 160 75 110 110 160 75 110 110 160
8,000 11,700| 11,700| 17,000 6,000 8,800 8,800 | 12,700 4,800 7,000 7,000| 10,200
0.024 0.085 0.037 0.087 0.083 0.048 0.050 0.050 0.042 0.060 0.062 0.062
390 820 860 1,250 400 840 880 1,270 400 840 870 1,270
0.210 0.120 0.12 0.12 0.280 0.160 0.14 0.14 0.350 0.200 0.16 0.16
0.840 0.480 0.12 0.12 1.120 0.640 0.14 0.14 1.400 0.800 0.16 0.16

BITTE BEACHTEN SIE: 1. Die Verwendung eines 2. Alle Komponenten — Bei zu hohen Werten:
Die Werte in diesen Bearbeitungszentrums einschlieBlich Maschine e Halten Sie f, konstant.
. und Werkzeughalters und Steuerung — sind Reduzi ie di
'(Ij'abefllTn s'zd "gr :pter hochster Prazision, auf dem neuesten Stand * Dfehuzzzllﬁl[eﬂnf I:uclﬁ mit
en folgencen Bedingun- Konzentrizitat und der Technik. Bearbeitungszentren

gen empfohlen. Stabilitat. - "
geringerer Leistung beste
Ergebnisse zu erzielen.
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Advanced Engineering

EPBTS-TH
Epoch TH Harecl Ball Stroneg

GO

Micro Grain Solid Carbide End Mill

EPBTS | Epoch Hard Ball Strong | Recommended Cutting Conditions

Epoch TH Hard Ball Strong oD6 r‘ oD8

xnvorkeiece EN ﬁ> U /II*U ﬁ> u /II*U ﬁ> u //I*U ﬁ> u /II*U
aterial Standard [ — Standard High Speed Standard High Speed Standard High Speed
V. |(m/min) 050 350| 270| 380 250| 350| 270| 380
Carbon Steels  |n_|(min") 13,300| 18,600| 14,300| 20,200|| 9,900| 13,900| 10,700| 15,100
| |Alloy Steels f, mm/itooth) | 0.124| 0.198| 0.105| 0.105|| 0.166] 0265 0.141] 0.141
Cast iron V; |(mm/min) 3290 7,360| 3,000 4240|| 3280 7,370| 3,010| 4,250
(180~250HB) |3 |(mm) 0.750|  0.600 0.18| o0.18|| 1.000] 0.800 0.2 0.2
a, |(mm) 3000| 2400/ 018 o0.18|| 4000 3200 0.2 0.2
V. |(m/min) 210| 280] 230 350 210| 280] 230 350
n |(min) 11,100| 14,900| 12,200| 18,600|| 8400 11,100] 9,200 13,900
| %‘g?’;x' f, [(mmioot) | 0111 0178 0099 0.099|| 0149 0238 0132 0.132
@5-35HRC) Ve |(mm/min 2470 5300| 2410 3680|| 2500] 5290 2440| 3,680
a, |(mm) 0720| 0600 o018 o0.18|] 0960| 0.800 0.2 0.2
a, |(mm) 2880 2400/ 018 o0.18|| 3840] 3200 0.2 0.2
V. |(m/min) 185|  240| 200| 300 185|  240| 200 300
n |(min) 9,800| 12,700| 10,600] 15900|| 7,400| 9,500| 8,000| 11,900
" %‘)‘g?’;zz‘la' f, mmitooth) | 0093| o0.148] 0087 o0087|| 0.124] 0199 o0.116] o0.116
@5-a50Rc) Ve l(mm/min 1,820| 3770| 1,830 2,750|| 1,840| 3780 1,850 2,760
a, |(mm) 0660 0540| 018 o0.18|] o0880] 0.720 0.2 0.2
a, | (mm) 2640| 2.160| 018 o0.18|| 3520 2.880 0.2 0.2
V. |(m/min) 155 190 170|250 156 190 170|250
n |(min) 8200 10,100] 9,000| 13300|| 6,200/ 7,600/ 6,800] 9,900
v ?:;f;’;‘l’:tee's f, [(mmioot) | 0074| 0119 0087 0087|| 0099 0159 0116 0.116
@5~55rRc) Ve l(mm/min 1220 2,400 1560 2300|| 1230 2420 1580 2,300
a, |(mm) 0600 0450 018 o0.18|] 0800 0.600 0.2 0.2
a, |(mm) 2400 1.800] 0.8 o0.18|| 3200 2.400 0.2 0.2
V. |(m/min) 125 160 140|200 125 160 140|200
n |(min) 6,600| 8500| 7,400 10600|| 5000/ 6400 5600/ 8,000
v ?:(;f:t’;‘l’:tee's f, mmitooth) | 0062| 0099] 0080 o0080|| o0083] 0132 o0.108] 0.108
(55-65HRC)  |Ve |(mm/min) 820| 1,680 1,190 1,700 830| 1,700] 1210 1,720
a, |(mm) 0480| 08300] o018 o018|| 0640 0.400 0.2 0.2
a, |(mm) 1920] 1200] o0.18| o0.418|| 2560 1.600 0.2 0.2
V. |(m/min) 75 110 110 160 75 110 110 160
n |(min) 4000 5800| 5800 8500|| 3000 4400 4,400| 6,400
v nggigﬁ d?etresetfm . |(mm/ooth) | 0.049] 0071| 0074| o0074|| 0066 0095 0099 0.099
65 72HRC) | (mm/min) 400|  830| 80| 1,260 400| 840| 870 1270
a, |(mm) 0420 o0240| o0.18] o0.18|] 0560 0.320 0.2 0.2
a. |(mm) 1680| 0960| o0.18| o0.418|| 2240] 1.280 0.2 0.2

1. The use of a machining
centre and toolholder

2. All components — Modification if too high:

The values in these
tables are only recom-
mended under the
following conditions:

with highest precision,
concentricity and
rigidity.

including machine and
controller — are of the
latest technology.

e Keep f, stable.

* Reduce rpm to set best
result on non-HQ
machines.
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EPBTS~TEH | Atrmost s

Epach TH Hard Ball Strong
Micro Grain Solid Carbide End Mill

EPBTS | Epoch Hard Ball Strong | Recommended Cutting Conditions

: ©D10 z : @D12 z
o= | d | @
Roughing Finishing Roughing Finishing

ﬁ> u /II*H ﬁ> H //I*H ﬁ> U /II*U ﬁ> u /Il*u
Standard High Speed Standard High Speed Standard High Speed Standard High Speed

250 350 270 380 250 350 270 380
8,000| 11,100 8,600| 12,100 6,600 9,300 7,200| 10,100
0.200 0.320 0.170 0.170 0.233 0.372 0.198 0.198
3,200 7,100 2,920 4,110 3,070 6,930 2,850 4,000
1.250 1.000 0.23 0.23 1.500 1.200 0.25 0.25
5.000 4.000 0.23 0.23 6.000 4.800 0.25 0.25
210 280 230 350 210 280 230 350
6,700 8,900 7,300 11,100 5,600 7,400 6,100 9,300
0.180 0.288 0.160 0.160 0.210 0.335 0.186 0.186
2,410 5,130 2,340 3,550 2,350 4,960 2,270 3,460
1.200 1.000 0.23 0.23 1.440 1.200 0.25 0.25
4.800 4.000 0.23 0.23 5.760 4.800 0.25 0.25
185 240 200 300 185 240 200 300
5,900 7,600 6,400 9,500 4,900 6,400 5,300 8,000
0.150 0.240 0.140 0.140 0.175 0.279 0.163 0.163
1,770 3,650 1,790 2,660 1,710 3,580 1,730 2,610
1.100 0.900 0.23 0.23 1.320 1.080 0.25 0.25
4.400 3.600 0.23 0.23 5.280 4.320 0.25 0.25
155 190 170 250 155 190 170 250
4,900 6,000 5,400 8,000 4,100 5,000 4,500 6,600
0.120 0.192 0.140 0.140 0.140 0.223 0.163 0.1683
1,180 2,300 1,510 2,240 1,150 2,230 1,470 2,150
1.000 0.750 0.23 0.23 1.200 0.900 0.25 0.25
4.000 3.000 0.23 0.23 4.800 3.600 0.25 0.25
125 160 140 200 125 160 140 200
4,000 5,100 4,500 6,400 3,300 4,200 3,700 5,300
0.100 0.160 0.130 0.130 0.116 0.186 0.151 0.151
800 1,630 1,170 1,660 770 1,560 1,120 1,600
0.800 0.500 0.23 0.23 0.960 0.600 0.25 0.25
3.200 2.000 0.23 0.23 3.840 2.400 0.25 0.25
75 110 110 160 75 110 110 160
2,400 3,500 3,500 5,100 2,000 2,900 2,900 4,200
0.080 0.115 0.120 0.120 0.093 0.134 0.140 0.140
380 810 840 1,220 370 780 810 1,170
0.700 0.400 0.23 0.23 0.840 0.480 0.25 0.25
2.800 1.600 0.23 0.28 3.360 1.920 0.25 0.25

BITTE BEACHTEN SIE: 1. Die Verwendung eines 2. Alle Komponenten — Bei zu hohen Werten:

Die Werte in diesen Bearbeitungszentrums einschlieBlich Maschine * Halten Sie f, konstant.
A und Werkzeughalters und Steuerung — sind e R ieren Sie di
1d'abef"?" snzd “g" :pter héchster Prazision, auf dem neuesten Stand D?ghuzzz;ﬁleun? I:udclﬁ mit
en folgenden Bedingun- Konzentrizitat und der Technik. Bearbeitfmgszentren
gen empfohlen: Stabilitat.

geringerer Leistung beste
Ergebnisse zu erzielen.
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