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Threading / Chamfering Tools
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Chamfering Tool for Hardened Steels
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Epoch Super Hard Tap

IRYIR=I\—=I\—F5vT

ZELTIMT!

Stably machines tempered materials with hardnesse

of 50HRC or more!

o

BIK - Tk

Dimensions

DEEANHE |

#Ds #Ds #Ds
—Ho, —r—he. TIDe,
B ) |2k | + ¢ . |2k + L . — *
AT AT AType B% 1 7 B Type CH A7 cType
ESHT :-M: - -TH ST
o By . N .
BRO—K [0 B | L |t say| B (BUS| SR (Sr0f BB R |, | Sl
Item Code Stock | Size P CREFBE(+) No. of Thread | Overall Shank HE ) e Suggested retail
Tolerance zone | Threads | Length | Length Dia. price ()
a ESHT5-M3-0.5-TH ® M3 |05 55~40 5 1" 46 5 4 | A4 7! 10,510
8] | ESHT5-M4-0.7-TH ® M4 | 0.7 60~40 5 13 52 5.5 4 | A |45 7| 10,920
%] ESHT5-M5-0.8-TH ® M5 |08 60~40 5 16 60 6 4 | A |45 7] 11,330
% ESHT5-M6-1.0-TH ® M6 |1 60~40 5 19 62 6.2 5 B |5 8| 12,450
M | ESHT5-M8-1.25-TH ® M8 | 1.25| 80~60 5 22 70 7 5 | C|5bb| 8| 15,300
ESHT5-M10-1.5-TH ® M10|1.5 80~60 5 24 75 8.5 5 | C |65 9| 20,610
ESHT5-M12-1.75-TH | @ |M12 | 1.75 | 80~60 5 30 82 | 105 51 C |8 |11 26,520

RFFEER | YV ITRMEEEE(LOFFEE~TOFEE | BIum)ZRLET,

d2 tolerance zone : The pitch diameter tolerance to tap is shown from upper tolerance to lower tolerance by um.

%5 v TOREEIEHRUBEEZRIATDEDTIEHD I A,

Tap accuracy does not guarantee thread accuracy.

O %;—Etﬂ ﬁﬂ%ﬁ:i Recommended cutting conditions

*ﬁﬁu*ﬁ Work material tJJE'UEfEGJEsz General criteria for cutting speed
IEANER Hardened steel (BO~55HRC) 2~5m/min
EATNER Hardened steel (55~B60HRC) 1~3m/min

[EE] omsim MTRRICEDE T B —SYNEERL TR,
QT DIFEYHIRMRIFVIHIRHDOERZR T BDTY . REEOIMITIRIINIIAR. B8, ERAEMEICIDRMZREEL TIEE,
[Note] (DUse the appropriate coolant for the work material and machining shape.
(@These Recommended Cutting Conditions indicate only the rule of a thumb for the cutting conditions. In actual machining,

the condition should be adjusted according to the machining shape, purpose and the machine type.

O : FEEERTI,

F2

@ : Stocked items.



Epoch Hard Tap

IRy IIN\—=RIYYvD

ZENMLbhAlHE!

Enables stable machining of tempered materials with ha

of 35 to S0HRC.

DHEANHD

O ﬁ?’lﬁ ¢ Tj—if Dimensions

¢Ds ¢Ds $Ds
=y ©, =1 O, | @,
L s & £ Lk, * Lk, +
L L ¢ L
AT A Type BY17J B Type Cy1~7 C Type
ST ST T T i
EHT: -M: =000 -TH R
o RUBHEE = . oy AR S 2 =
o mEE | WU |7 | moasaanay | S | RUR) SRV oBBRBR| |, | SR
Item Code Stock Size P d2§$§%ﬁ(+) No. of Thread Overall Shank utes e Sugge_sted retail
Tolerance zone | Threads | Length | Length Dia. price (¥)

EHT3-M3-0.5-TH ( J 3 10,510
EHT5-M3-05-TH | @ | M2 |08 | 96~a0 g T 1 db 154 A T4 1 70 510 B
EHT3-M4-0.7-TH o 3 10,920 g
EHT5-M4-0.7-TH ° M4 | 0.7 60~40 5 13 52 1) 4 A |45 7 10.920 %
EHT3-M5-0.8-TH [ 3 11,330 | B

EHT5-M5-0.8-TH ° M5 | 0.8 60~40 5 16 60 6 4 A |45 7 11.330

EHT3-M6-1.0-TH [ ) 3 12,450

EHT5-M6-1.0-TH | @ | Mo |° 00~40 5 19 | B2 | 621 4 | B 5 | 8, 180

EHT3-M8-1.25-TH [ J 3 15,300

EHT5-M8-1.25-TH ° M8 | 1.25| 80~60 5 22 70 7 4 C |55 8 15.300

EHT3-M10-1.5-TH [ J 3 20,610

EHT5-M10-1.6-TH ° M10 | 1.5 80~60 5 24 75 85 4 C |65 9 20.610

EHT3-M12-1.75-TH | @ 3 26,520

EHT5-M12-1.75-TH | ® M12 | 1.75 | 80~60 5 30 82 10.5 4 C |8 11 26.520

BEFEELE | TV TRMEEEE(LOFFEE~TOFEE | BiIum)ZRLET,

d2 tolerance zone : The pitch diameter tolerance to tap is shown from upper tolerance to lower tolerance by um.

X5y TDIEEIFHRUIBEZFIAET DEDTIFHD FB A Tap accuracy does not guarantee thread accuracy.

O *?%L%tﬂ ﬁ“%ﬁ:i Recommended cutting conditions

HEI#1 Work material YIHIEREDHEZ General criteria for cutting speed
V) \—R_/ll Pre-hardened steel (35~45HRC) 3~6m/min
IREANER Hardened steel (45~50HRC) 2~4m/min

[GEE] omEm. MIFRICEDE T B —S Y NeBRL T RS,
QT DIFEYHIKHRIFUIHISRHOERZRIBDTY . REEOIM I TIKINTIRAR. B8, ERBHEICKIDREZR/EL TIEEL,
[Note] (DUse the appropriate coolant for the work material and machining shape.
(@These Recommended Cutting Conditions indicate only the rule of a thumb for the cutting conditions. In actual machining,

the condition should be adjusted according to the machining shape, purpose and the machine type.
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Epoch Thread Mill

IRVvIALYR=E

#itWebd&kUNCTOS 7Lx0){'ﬂiﬁh‘1=\‘¥3'o
You can create NC programs on our website!
www.moldino.com/technical/nc-et/

EADHEEEE T EAL S

Left-hand cutting edge so reverse rotation of splndle should be used.

® =

I

TV TR TTIEDRAHVRIZER (T

Jé‘% 2 (3 YouTube

2 EIVNGLS

Reduces risk of breaking off inside compared to the tap

Left hand edge

TUWE)

w{.ﬁg: T

AWFA TR L
4 flutes No incomplete thread
.. .. .. h5
ET- “ PN
-l -t $1J mm  Unit: mm c Cutting Conditio
BRI—R HE| BORD | EvF | %D | BTR | 2RL PvyoR Mb ﬁ‘;’::ﬁ.;éwiﬂfﬁ@?
ltem Code Stock | Thread Dia. P Tool Dia. 22 Overall S o | Tl seimrraionms)
Under Neck Length eng Shank Dia. Qil Hole |\ specified distributor suggested retail price.
ET-0.4-4-PN O M2 0.4 T4 4 50 6 - (12,350)
ET-0.45-4.4-PN 0 M2.2 045 | 1.6 44 | 50 6 | - (12.350)
Zobk @l | ET0.45-5-PN 0 M2.5 0.45 | 18 5 50 6 - (12,350)
BETE ET-0.5-6-PN o M3 0.5 2.4 6 50 6 = 9,200
D1Xx2{& | ET-0.7-8-PN D M4 0.7 3.1 8 50 6 - 9,390
For Metric threads ET'0.8°1 O'PN . M5 0.8 38 1 O 50 6 - 9,680
Unce2o 0P, i | ET-1.0-12-PN D M6 1 46 12 50 6 - 9,880
S "9 TET-1.26-16-PN D M8 1.25 6.2 16 70 10 - 15,410
ET-1.5-20-PN ® M10 15 75 20 70 10 - 16,020
ET-1.75-24-PN D M12 1.75 9 24 80 10 - 17,140
ET-2-32-PN O M16 2 115 32 100 12 - (32,640)
ET-2.5-36-PN O M18 25 14 36 135 16 0 (61,410)
ET-2.5-40-PN O M20 2.5 15 40 135 16 O (61,410)
. ET-0.4-5-PN 0 M2 0.4 T4 5 50 6 - (12,350)
ET-0.45-5.56-PN 0 M2.2 045 | 1.6 55 50 6 | - (12.350)
2k k@l T ET-0.45-6.25-PN 0 M2.5 0.45 | 1.8 6.5 | 50 6 N (12,350)
BTR ET-0.5-7.5-PN ® M3 0.5 2.4 7.5 50 6 - 9,200
D1X2.5¢Z | ET-0.7-10-PN D M4 0.7 3.1 10 50 6 - 9,390
For Metric threads | ET-0.8-12.5-PN [ ) M5 0.8 3.8 12.5 50 6 - 9,680
unad00ee .| ET-1.0-15-PN D M6 1 4.6 15 50 6 - 9,880
) o xDr 0| ET-1.25-20-PN D M8 1.25 6.2 20 70 10 - 15,410
tL;j ET-1.5-25-PN ® M10 15 75 25 70 10 - 16,020
h ET-1.75-30-PN D M12 1.75 9 30 80 10 - 17,140
I ET-2-40-PN [ M16 2 15 40 100 12 - (32,640)
Cl ET-2.5-45-PN 0 M18 2.5 14 45 135 16 O (61,410)
ET-2.5-50-PN 0 M20 2.5 15 50 135 16 0 (61,410)
. ET-0.5-9-PN D M3 0.5 2.4 9 55 6 B 10,120
ET-0.7-12-PN D M4 0.7 3.1 12 55 6 - 10,330
ET-0.8-15-PN ® M5 0.8 3.8 15 60 6 - 10,650
BTER ET-1.0-18-PN D M6 1 4.6 18 60 6 - 10,870
D1X3f& [ ET-1.25-24-PN D M8 1.25 6.2 24 80 10 - 16,950
PO e e | ET-1.5-30-PN 0 M10 1.5 7.5 30 80 10 - 17,620
Under neck length:| ET-1.75-36-PN D M12 1.75 9 36 95 10 - 18,850
3> Dn ET-2-48-PN o M16 2 115 48 120 12 - 22,990
. ET-0.5-10.5-PN ® M3 0.5 2.4 105 55 6 - 10,120
ET-0.7-14-PN D M4 0.7 3.1 14 55 6 - 10,330
. ET-0.8-17.5-PN D M5 0.8 3.8 175 60 6 - 10,650
BTFER ET-1.0-21-PN D M6 1 46 21 60 6 - 10,870
D1x3.5 & | ET-1.25-28-PN ® M8 1.25 6.2 28 80 10 - 16,950
o D yne ~° |_ET-1.5-35-PN O M10 1.5 7.5 35 80 10 - 17,620
Under neck length: | ET-1.75-42-PN D M12 1.75 9 42 95 10 - 18,850
3.5 Dr ET-2-56-PN D M16 2 115 56 120 12 - 22,990

¥TERMEICDOVTEF12, F148ZSRULTLEEL,

For information about tool diameter correction, refer to F12, F14.

@ IFEEBERTI,
@ : Stocked items.
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HEEABBEEGEL LTV

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



ET-U: =300 -PN O N ED
AR e e B BAfi7 :mm  Unit: mm camde Cutting Conditions
m@aI— R 7/ FUED1 EvF | #@Dc | BMR |SRL|[Vryo&] A0 Z2IFEE)
ltem Code Stock Thread Dia. P Tool Dia. 02 f"ef‘#" Ds =)L (ﬁ%ﬁiﬁﬁ%gd\ﬁfﬁﬁ)
Under Neck Length eng Shank Dia. | Oil Hole | \Speifid distibutor suggested retail price)
= | ET-U64-3.7-PN | [] [No.1-64UNC | 1.854] 0.397 | 1.4 3.7 50 6 - (12,450)
ET-U56-4.4-PN | (] |No.2-56UNC | 2.184| 0.454 | 165 44 | 50| 6 | - | (12.450)
ET-U48-5-PN [] |No.3-48UNC | 2.515] 0.529 | 1.9 5 50 6 - (12,450)
BETE ET-U40-5.7-PN [] [No.4-40UNC | 2.845| 0.635 | 2.1 5.7 50 6 = (12,450)
D1X2{Z | ET-U32-7-PN [] |No.6-32UNC | 3.505| 0.794 | 2.55 7 50 6 - (12,750)
For Unified threads | ET-U36-8.3-PN_ | [] |No.8-36UNF | 4.166| 0.706 | 3.3 8.3 50 6 = (12,750)
Unde2oolPe n: LET-U24-9.7-PN | [] [No.10-24UNC| 4.826| 1.058 | 3.5 9.7 70 6 - (14,080)
2xp 0 [ ET-U20-12.7-PN | [ |14-20UNC 6.35 | 1.27 4.75 12.7 70 6 - (14,180)
ET-U28-12.7-PN | [ |%-28UNF 6.35 | 0.907 | 5 12.7 70 6 - (14,080)
ET-U18-15.9-PN | [ |%s-18UNC 7.938] 1.411 | 6 15.9 80 10 = (22,040)
ET-U16-19.1-PN | [] |%-16UNC 9.525| 1.588 | 6.7 19.1 80 10 - (22,440)
ET-U14-22.2-PN | [ |%-14UNC [11.112] 1.814 | 7.7 22.2 80 10 - (22,750)
ET-U13-25.4-PN | [] |%-13UNC 12.7 1954 | 92 25.4 80 10 - (23,160)
ET-U12-28.6-PN | [] |%-12UNC  |14.288| 2.117 | 105 28.6 | 100 12 - (31,520)
ET-U11-31.8-PN | [ |%-11UNC 15.875| 2.309 | 11.4 31.8 | 100 12 - (31,620)
~ | ET-U64-4.6-PN | [J [No.1-64UNC | 1.854] 0.397 | 1.4 46 50 6 - (12,450)
ET-U56-5.5-PN | [] | No.2-56UNC | 2.184| 0.454 | 1.65 55 | 50| 6 | - (12.450)
c ET-U48-6.3-PN | [] |No.3-48UNC | 2.515| 0.529 | 1.9 6.3 50 6 - (12,450)
BTER ET-U40-7.1-PN [J |No.4-40UNC | 2.845| 0.635 | 2.1 7.1 50 6 - (12,450)
D1x2.5{Z | ET-U32-8.8-PN | [] |No.6-32UNC | 3.505| 0.794 | 2.55 8.8 50 6 = (12,750)
For Unified threads | ET-U36-10.4-PN | [ |N0.8-36UNF | 4.166| 0.706 | 3.3 10.4 50 6 - (12,750) =
Ung 2B pe o | ET-U24-121-PN | [1 [No.10-24UNC| 4.826| 1.058 | 35 12.1 70 6 - (14,080) g
o5xD1 0| ET-U20-15.9-PN | [J |%-20UNC 6.35 | 1.27 4.75 15.9 70 6 - (14,180) g
ET-U28-15.9-PN | [] |4-28UNF 6.35 | 0.907 | 5 15.9 70 6 - (14,080) g
ET-U18-19.8-PN | [ |%s-18UNC 7.938] 1.411| 6 19.8 80 10 - (22,040) &
ET-U16-23.8-PN | [] |%-16UNC 9.525| 1.588 | 6.7 23.8 80 10 - (22,440)
ET-U14-27.8-PN | [] |%-14UNC  [11.112] 1.814 | 7.7 27.8 80 10 - (22,750)
ET-U13-31.8-PN | [] |%%-13UNC 12.7 1954 | 92 31.8 80 10 - (23,160)
ET-U12-35.7-PN | [ |%-12UNC  |14.288| 2.117 | 10.5 35.7 | 100 12 - (31,520)
ET-U11-39.7-PN | [] [%-11UNC 15.875| 2.309 | 11.4 39.7 | 100 12 = (31,620)

F5



Epoch D Thread Mill
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You can create NC programs on our website!
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EADHEEPEETERLIESL

Left-hand cutting edge so reverse rotation of splndle should be used.

@

=

& @ YouTube

2 EIVNGLS

1ARDQTETFRERUYIDEBFINTHEEE

This single tool can perform both drilling and threading simultaneously.

E Left hand edge

tDDCI

——

4¥A AsEILER: 110 “
4 flutes 1 incomplete thread and
2 complete threads
- $1LL cmm  Unit: mm “Geee Cutting Conditions.
B@I— K 7 TEUYED: yF | sHEDc | BFR | 2BLIVeyoR 200 | BRITEEC
ltem Code Stock Thread Dia. P Tool Dia. et Nezcﬁ Longih ?gﬁé?ﬂ Shae)ksDia. IO|\I i (ﬁ;ﬁﬁiﬁ%& Eg:i:ﬁ@@
. EDT-0.4-4-TH ] M2 0.4 1.4 4 50 6 - (13,570)
EDT-0.45-4.4-TH | [ M2.2 045 | 16 44 | 50| 6 - (13.570)
ek @Y | £DT-0.45-5-TH 0 M2.5 0.45 | 1.8 5 50 6 - (13,570)
BTER EDT-0.5-6-TH ® M3 0.5 2.4 6 50 6 - 10,110
D1x2f& | EDT-0.7-8-TH o M4 0.7 3.1 8 50 6 - 10,310
For Metric threads | EDT-0.8-10-TH ([ ) M5 0.8 3.8 10 50 6 - 10,610
Undo DedPe n:| EDT-1.0-12-TH ® M6 1 4.6 12 50 6 - 10,820
2% Dt EDT-1.25-16-TH ® M8 1.25 6.2 16 70 | 10 - 16,940
EDT-1.5-20-TH ® M10 15 75 20 70 | 10 O 17,650
EDT-1.75-24-TH ® M12 1.75 9 24 80 | 10 O 18,870
EDT-2-32-TH O] M16 2 115 32 100 | 12 O (35,810)
EDT-2.5-36-TH O] M18 25 14 36 135 | 16 O (67,530)
EDT-2.5-40-TH ] M20 2.5 15 40 135 | 16 O (67,530)
. EDT-0.4-5-TH W M2 0.4 1.4 5 50 6 B (13,570)
EDT-0.45-5.5-TH | [J M2.2 045 | 16 56 | 50| 6 - (13.570)
EEA®N | €DT-0.45-6.25-TH | [ M2.5 0.45 | 1.8 6.25 | 50 6 - (13,570)
BTER EDT-0.5-7.5-TH [ M3 0.5 2.4 7.5 50 6 - 10,110
D1X%2.5{& | EDT-0.7-10-TH ® M4 0.7 3.1 10 50 6 - 10,310
For Metric threads | EDT-0.8-12.5-TH [} M5 0.8 3.8 12.5 50 6 - 10,610
Una 22048 v | EDT-1.0-16-TH ® M6 1 46 15 50 6 - 10,820
el 2.5 % D1 EDT-1.25-20-TH ® M8 1.25 6.2 20 70 | 10 - 16,940
,GL)JJ EDT-1.5-25-TH o M10 15 75 25 70 | 10 O 17,650
H EDT-1.75-30-TH ® M12 1.75 9 30 80 | 10 O 18,870
I EDT-2-40-TH [ M16 2 15 40 100 | 12 O (35,810)
B EDT-2.5-45-TH O] M18 2.5 14 45 135 | 16 O (67,530)
EDT-2.5-50-TH ] M20 2.5 15 50 135 | 16 O (67,530)
EDT-3.0-60-TH ] M24 3 15 60 135 | 16 O (76,430)
. EDT-0.5-9-TH ® M3 0.5 2.4 9 55 6 B 11,120
EDT-0.7-12-TH ® M4 0.7 3.1 12 55 6 - 11,340
EDT-0.8-15-TH ® M5 0.8 3.8 15 60 6 11,670
BETR EDT-1.0-18-TH ® M6 1 46 18 60 6 11,900
D1x3f8 | EDT-1.25-24-TH o M8 1.25 6.2 24 80 | 10 - 18,630
For N o 2%® | EDT-1.5-30-TH 0 M10 1.5 7.5 30 80 [ 10 O 19,420
Under neck length: | EDT-1.75-36-TH ® M12 1.75 9 36 95 | 10 O 20,760
3xDr EDT-2-48-TH ® M16 2 115 48 120 12 O 25,220
. EDT-0.5-10.5-TH ® M3 0.5 2.4 10.5 55 6 B 11,120
"3‘5'5“;,*3{‘5.5 EDT-0.7-14-TH ® M4 0.7 3.1 14 55 6 . 11,340
. EDT-0.8-17.5-TH ® M5 0.8 3.8 17.5 60 6 - 11,670
B TR EDT-1.0-21-TH o M6 1 46 21 60 6 11,900
D1x3.5{8 EDT-1.25-28-TH ® M8 1.25 6.2 28 80 | 10 - 18,630
PO D yne 2%° | EDT-1.5-35-TH o M10 1.5 7.5 35 80 | 10 @) 19,420
Under neck length: | EDT-1.75-42-TH ® M12 1.75 9 42 95 | 10 O 20,760
3.5 Dr EDT-2-56-TH ® M16 2 115 56 120 | 12 O 25,220

X TERMIECDOWVTEF12, F148ZS8RULTLIEEN

For information about tool diameter correction, refer to F12, F14.
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[] : Stocked by specified distributor. Contact with our sales department.



EDT-U <, = 5=TH R

Cutting Conditions

A= I e IEOEDs EyF [si@nc | BTR [2EL w0 210 | BRIAEEE)

Item Code Stock Thread Dia. P Tool Dia. Unde,Ngcf,_engm E’Q’%ﬁq ShankSDia. ’o|\| Hole @Zﬁﬁ%ﬁﬁ%ﬁﬁﬁ)
EDT-U64-3.7-TH No.1-64UNC | 1.854] 0.397 | 1.4 3.7 50 6 - (13,670)
EDT-U56-4.4-TH No.2-56UNC | 2.184| 0.454 | 1.65 | 44 | 50 | 6 | - (13.670)
Vb k@l EDT-U48-5-TH No0.3-48UNC | 2.515| 0.529 | 1.9 5 50 6 - (13,670)
B TR EDT-U40-5.7-TH No.4-40UNC | 2.845| 0.635 | 2.1 5.7 50 6 - (13,670)
D1X2{& | EDT-U32-7-TH No.6-32UNC | 3.505| 0.794 | 255 7 50 6 - (14,080)
For Unified threads | EDT-U36-8.3-TH No.8-36UNF | 4.166] 0.706 | 3.3 8.3 50 6 - (14,080)
el 0%, | EDT-U24-9.7-TH No.10-24UNC| 4.826] 1.058 | 3.5 9.7 70 6 - (15,510)
2o EDT-U20-12.7-TH 14-20UNC 6.35 | 1.27 475 | 127 70 6 - (15,610)
EDT-U28-12.7-TH 14-28UNF 6.35 | 0.907 | 5 12.7 70 6 - (15,510)
EDT-U18-15.9-TH 54-18UNC 7938 1.411| 6 15.9 80 | 10 = (24,180)
EDT-U16-19.1-TH 3%-16UNC 9.525| 1.588 | 6.7 19.1 80 | 10 (24,690)

EDT-U14-22.2-TH
EDT-U13-25.4-TH
EDT-U12-28.6-TH
EDT-U11-31.8-TH

76-14UNC 11.112] 1.814| 7.7 22.2 80 10 O (25,100)

¥2-13UNC 12.7 1954 | 9.2 25.4 80 10 @) (25,400)

%6-12UNC 14.288| 2.117 | 10.5 28.6 100 12 @) (34,680)
©)

%-11UNC 165.875| 2.309 | 11.4 31.8 100 12 (34,790)

(B} o

EDT-U64-4.6-TH No.1-64UNC | 1.854] 0.397 | 1.4 4.6 50 6 (13,670)
12:575';*}%“ EDT-U56-5.5-TH No.2-56UNC | 2.184| 0.454 | 1.65 5.5 50 6 - (13,670)
- EDT-U48-6.3-TH No.3-48UNC | 2.515| 0.529 | 1.9 6.3 50 6 - (13,670)
BTR EDT-U40-7.1-TH No.4-40UNC | 2.845| 0.635 | 2.1 7.1 50 6 - (13,670)
D1X2.5{% | EDT-U32-8.8-TH No.6-32UNC | 3.505| 0.794 | 2.55 8.8 50 6 - (14,080)
For Unified threads | EDT-U36-10.4-TH No.8-36UNF | 4.166| 0.706 | 3.3 10.4 50 6 - (14,080) =
Undgr-f]'gctkyﬁgngm: EDT-U24-12.1-TH No.10-24UNC| 4.826] 1.058 | 3.5 12.1 70 6 - (15,510) g
2.5 % D1 EDT-U20-15.9-TH 14-20UNC 6.35 | 1.27 4.75 15.9 70 6 - (15,610) g
EDT-U28-15.9-TH 14-28UNF 6.35 | 0.907 | 5 15.9 70 6 - (15,510) g
EDT-U18-19.8-TH 516-18UNC 7.938] 1.411] 6 19.8 80 10 - (24,180) )
EDT-U16-23.8-TH %-16UNC 9525| 1.588 | 6.7 23.8 80 10 - (24,690)
EDT-U14-27.8-TH 76-14UNC  |[11.112| 1.814| 7.7 27.8 80 10 O (25,100)
EDT-U13-31.8-TH %-13UNC _ [12.7 | 1.954| 9.2 31.8 80 10 O (25,400)
EDT-U12-35.7-TH %-12UNC  |14.288] 2.117 | 10.5 35.7 | 100 12 O (34,680)
EDT-U11-39.7-TH 5%-11UNC___ |15.875| 2.309 | 11.4 39.7 | 100 12 @ (34,790)
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Epoch Thread Mill, Epoch D Thread Mill

IRYIAVYREI, IRV IDALVYREI)N

O %'—Etﬂ ﬁﬂ%ﬁ:i Recommended cutting conditions ET-PN

. ek - R AT VU8 T B8 Tool steels TUJ\—R/4fl Pre-hardened steels
Y] Cast Irons, Carbon steels Stainless steels 25 ~ 35HRC 35 ~ 45HRC
Work material 1560~200HB FC250,S50C SUS304 SCM440, HPM7 HPM-MAGIC,CENA1
SIEIEE ve (M/min) 80~85~90 70~75~80 60~65~70
IFUR D1 TERZDc(mm) | EE#Hn | EOEE vi | 1HEDE | EEHn | EDEE vi [ 1HEDE | BEHn | EDEE v | 1TEDE f2
Thread Dia. Tool Dia.(mm) (min1) (mm/min) (mm/1t) (min") (mm/min) (mm/t) (min1) (mm/min) (mm/t)
M2 1.4 19,300 208 0.009 17,100 164 0.008 14,800 142 0.008
M2.2 1.6 16,900 203 0.011 14,900 163 0.01 12,900 141 0.01
M2.5 1.8 15,000 202 0.012 13,300 164 0.011 11,500 142 0.011
M3 2.4 11,300 154 0.017 9,900 127 0.016 8,600 103 0.015
M4 3.1 8,700 188 0.024 7,700 152 0.022 6,700 127 0.021
M5 3.8 7,100 198 0.029 6,300 163 0.027 5,400 130 0.025
M6 4.6 5,900 204 0.037 5,200 170 0.035 4,500 134 0.032
M8 6.2 4,400 198 0.05 3,900 165 0.047 3,300 128 0.043
M10 7.5 3,600 216 0.06 3,200 179 0.056 2,800 148 0.053
M12 9 3,000 216 0.072 2,700 184 0.068 2,300 145 0.063
M16 11.5 2,400 235 0.087 2,100 194 0.082 1,800 154 0.076
M18 14 1,900 171 0.101 1,700 144 0.095 1,500 117 0.088
M20 15 1,800 184 0.102 1,600 154 0.096 1,400 125 0.089
No.1-64UNC 1.4 19,300 170 0.009 17,100 134 0.008 14,800 116 0.008
No.2-56UNC 1.65 16,400 176 0.011 14,500 156 0.011 12,500 122 0.01
No.3-48UNC 1.9 14,200 181 0.013 12,600 148 0.012 10,900 117 0.011
No.4-40UNC 2.1 12,900 203 0.015 11,400 167 0.014 9,900 135 0.013
No.6-32UNC 2.55 10,600 208 0.018 9,400 174 0.017 8,100 141 0.016
No.8-36UNF 3.3 8,200 170 0.025 7,200 144 0.024 6,300 115 0.022
No.10-24UNC 3.5 7,700 228 0.027 6,800 187 0.025 5,900 149 0.023
1/4-20UNC 4.75 5,700 218 0.038 5,000 181 0.036 4,400 146 0.033
1/4-28UNF 5 5,400 184 0.04 4,800 155 0.038 4,100 122 0.035
5/16-18UNC 6 4,500 211 0.048 4,000 176 0.045 3,400 139 0.042
3/8-16UNC 6.7 4,000 256 0.054 3,600 214 0.05 3,100 173 0.047
7/16-14UNC 7.7 3,500 267 0.062 3,100 221 0.058 2,700 179 0.054
1/2-13UNC 9.2 2,900 237 0.074 2,600 198 0.069 2,200 155 0.064
9/16-12UNC 10.5 2,600 221 0.08 2,300 183 0.075 2,000 148 0.07
5/8-11UNC 11.4 2,400 235 0.087 2,100 192 0.081 1.800 154 0.076
" BBE AN Hardened steels BEANED Hardened steels JEATLE Hardened steels
eHltt 45 ~ 55HRC 55 ~ 62HRC 62 ~ 66HRC
Work material SKD61,HPM38 SKD11,YXR3 SKH51,HAP40
SIBLERE ve (M/min) 50~55~60 40~45~50 30~35~40
U D1 TEZEDc(m) | EE#n | EOEE vi | 1HXDE | E&E#Hn | EDEE vi [ 1UEDE | BEHn | EDEE v | 10XDE 12
Thread Dia. Tool Dia.(mm) (min") (mm/min) (mm/t) (min) (mm/min) (mm/t) (min1) (mm/min) (mm/t)
f M2 1.4 12,500 105 0.007 10,200 73 0.006 8,000 58 0.006
G M2.2 1.6 10,900 107 0.009 9,000 69 0.007 7,000 53 0.007
] M2.5 1.8 9,700 109 0.01 8,000 72 0.008 6,200 56 0.008
b M3 2.4 7,300 82 0.014 6,000 53 0.011 4,600 40 0.011
T M4 3.1 5,600 96 0.019 4,600 62 0.015 3,600 49 0.015
8 M5 3.8 4,600 102 0.023 3,800 66 0.018 2,900 50 0.018
M6 4.6 3,800 106 0.03 3,100 67 0.023 2,400 52 0.023
M8 6.2 2,800 101 0.04 2,300 64 0.031 1.800 50 0.031
M10 7.5 2,300 113 0.049 1,900 72 0.038 1,500 57 0.038
M12 9 1,900 112 0.059 1,600 72 0.045 1,200 54 0.045
M16 11.5 1,500 120 0.071 1,200 74 0.055 1,000 62 0.055
M18 14 1,300 95 0.082 1,000 56 0.063 800 45 0.063
M20 15 1,200 100 0.083 1,000 64 0.064 700 45 0.064
No.1-64UNC 1.4 12,500 86 0.007 10,200 60 0.006 8,000 47 0.006
No.2-566UNC 1.65 10,600 93 0.009 8,700 60 0.007 6,800 47 0.007
No.3-48UNC 1.9 9,200 90 0.01 7,500 59 0.008 5,900 46 0.008
No.4-40UNC 2.1 8,300 104 0.012 6,800 64 0.009 5,300 50 0.009
No.6-32UNC 2.55 6,900 113 0.015 5,600 67 0.011 4,400 53 0.011
No.8-36UNF 3.3 5,300 88 0.02 4,300 57 0.016 3,400 45 0.016
No.10-24UNC 3.5 5,000 121 0.022 4,100 77 0.017 3,200 60 0.017
1/4-20UNC 4.75 3,700 116 0.031 3,000 73 0.024 2,300 56 0.024
1/4-28UNF o) 3,500 98 0.033 2,900 62 0.025 2,200 47 0.025
5/16-18UNC 6 2,900 110 0.039 2,400 70 0.03 1,900 56 0.03
3/8-16UNC 6.7 2,600 136 0.044 2,100 85 0.034 1,700 69 0.034
7/16-14UNC 7.7 2,300 141 0.05 1,900 91 0.039 1,400 67 0.039
1/2-13UNC 9.2 1.900 126 0.06 1,600 81 0.046 1,200 61 0.046
9/16-12UNC 10.5 1,700 117 0.065 1,400 74 0.05 1,100 58 0.05
5/8-11UNC 11.4 1.500 118 0.07 1.300 79 0.054 1.000 61 0.054

55HRCZ#8Z I DIZS. B TFR3D-3.5D¥ 1 TORAIMILIFESIE2.5DLA FEHRWLELET .

With cutting materials exceeding 55HRC, the maximum machining depth should not exceed 2.5D for under neck length 3D and 3.5D type tools.

[FE] OTRYIALYRIILEHRUIITEMIETY,
= @ LRVHIRERR. RPOIFUETOBD T I ZOMOIFUROYIEIRAHCELTE. ERALOFEROER (F148) #8RBUL CEBL T RS,
@LEFRERICBWVC EDEEF, HRUIN RO TERDDEDREZRL TV T K, 1 WEDE(FIEIR CORBEZERLTLFE T,
@EEABRICEID K FHADIADBIRMED B BT A A IUih—IUFED TEFTA A IUk—IL7ZERAL T I Z{To TLEE LY,
OHIM I TRARICED R TOBYE I —S UM EERL TS,
O DYIHIRHRISVIHIRGDBERZTR T D T I . REDI L TIHEREIREICKDRMZ/ELTIIEE L,
[NOte] ;:'Eﬁgzgggiﬁgir:\gIlétlji;30?12I)e;rfeo;(::1{}?:?A?Saéhgi;ﬁé?:r:fsg?ézsih the table. Cutting conditions for other thread diameters should be calculated taking into consideration the Cautions on use (F14).
3.The feed rate stated in the above conditions table is the feed rate at the tool center during threading. In addition, the per-tooth feed rate is the numerical value at the cutting point.
4.Since there is a risk of cutting chips getting inside the machine, when using tools equipped with oil holes, be sure to use the oil holes.

5.Use the appropriate coolant for the work material and machining shape.
6.These conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual machine conditions.
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O *%'—Etﬂ ﬁﬂ%ﬁ:i Recommended cutting conditions EDT-TH
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" & - R T E# Tool steels TUJ\—R/4ff] Pre-hardened steels
HREIRE Cast Irons, Carbon steels 25 ~ 35HRC 35 ~ 45HRC
Work material 150 ~200HB FC250,S50C SCM440,HPM7 HPM-MAGIC,CENA1
PIENERE ve (M/min) 80~ 85~90 70~75~80 60~65~70
U D1 TERDc(mm) | EE#Hn | EDRE ve |1XDE | EEEHn | ZOFRE vi [ 1HXDE | EEHn | EDRE v | 1TEDE 2
Thread Dia. Tool Dia.(mm) (min1) (mm/min) (mm/t) (min") (mm/min) (mm/t) (min1) (mm/min) (mm/t)
M2 1.4 19,300 139 0.006 17,100 123 0.006 14,800 107 0.006
M2.2 1.6 16,900 129 0.007 14,900 114 0.007 12,900 99 0.007
M2.5 1.8 15,000 134 0.008 13,300 119 0.008 11,500 103 0.008
M3 2.4 11,300 99 0.011 9,900 87 0.011 8,600 76 0.011
M4 3.1 8,700 117 0.015 7,700 104 0.015 6,700 90 0.015
M5 3.8 7,100 123 0.018 6,300 109 0.018 5,400 93 0.018
M6 4.6 5,900 127 0.023 5,200 112 0.023 4,500 97 0.023
M8 6.2 4,400 123 0.031 3,900 109 0.031 3,300 92 0.031
M10 7.5 3,600 137 0.038 3,200 122 0.038 2,800 106 0.038
M12 9 3,000 135 0.045 2,700 122 0.045 2,300 104 0.045
M16 11.5 2,400 149 0.055 2,100 130 0.055 1,800 111 0.055
M18 14 1,900 106 0.063 1,700 95 0.063 1,500 84 0.063
M20 15 1,800 115 0.064 1,600 102 0.064 1,400 90 0.064
M24 15 1,800 115 0.043 1,600 102 0.043 1,400 90 0.043
No.1-64UNC 1.4 19,300 113 0.006 17,100 100 0.006 14,800 87 0.006
No.2-56UNC 1.65 16,400 112 0.007 14,500 99 0.007 12,500 86 0.007
No.3-48UNC 1.9 14,200 111 0.008 12,600 99 0.008 10,900 85 0.008
No.4-40UNC 2.1 12,900 122 0.009 11,400 107 0.009 9,900 93 0.009
No.6-32UNC 2.55 10,600 127 0.011 9,400 113 0.011 8,100 97 0.011
No.8-36UNF 3.3 8,200 109 0.016 7,200 96 0.016 6,300 84 0.016
No.10-24UNC 3.5 7,700 144 0.017 6,800 127 0.017 5,900 110 0.017
1/4-20UNC 4.75 5,700 138 0.024 5,000 121 0.024 4,400 106 0.024
1/4-28UNF 5 5,400 115 0.025 4,800 102 0.025 4,100 87 0.025
5/16-18UNC 6 4,500 132 0.03 4,000 117 0.03 3,400 100 0.03
3/8-16UNC 6.7 4,000 161 0.034 3,600 145 0.034 3,100 125 0.034
7/16-14UNC 7.7 3,500 168 0.039 3,100 148 0.039 2,700 129 0.039
1/2-13UNC 9.2 2,900 147 0.046 2,600 132 0.046 2,200 112 0.046
9/16-12UNC 10.5 2,600 138 0.05 2,300 122 0.05 2,000 106 0.05
5/8-11UNC 11.4 2,400 146 0.054 2,100 128 0.054 1,800 110 0.054
- WA Hardened steels JEANEH Hardened steels JREANE Hardened steels AT~/ LA
1A 45 ~ 55HRC 55 ~ 62HRC 62~B6HRC Stainess sioels
Work material SKD61,HPM38 SKD11,YXR3 SKH51,HAP40 SUS304
IHERE ve (M/min) 50~ 55 ~60 40~45~50 30~35~40
[EUR D1 TERDc(mm) | EE#Hn | EORE v | 1XDEL| DEHn | ZORE vi [ 1HAEXDE | EEHn | EDRE vi | 1TEDE 2
Thread Dia. Tool Dia.(mm) (min") (mm/min) (mm/t) (min1) (mm/min) (mm/t) (min1) (mm/min) (mm/t)
M2 1.4 12,500 90 0.006 10,200 73 0.006 8,000 58 0.006
M2.2 1.6 10,900 83 0.007 9,000 69 0.007 7,000 53 0.007
M2.5 1.8 9,700 87 0.008 8,000 72 0.008 6,200 56 0.008
M3 2.4 7,300 64 0.011 6,000 53 0.011 4,600 40 0.011
M4 3.1 5,600 76 0.015 4,600 62 0.015 3,600 49 0.015
M5 3.8 4,600 79 0.018 3,800 66 0.018 2,900 50 0.018
M6 4.6 3,800 82 0.023 3,100 67 0.023 2,400 52 0.023
M8 6.2 2,800 78 0.031 2,300 64 0.031 1,800 50 0.031
M10 7.5 2,300 87 0.038 1,900 72 0.038 1,500 57 0.038
M12 9 1,900 86 0.045 1,600 72 0.045 1,200 54 0.045
M16 11.5 1,500 93 0.055 1,200 74 0.055 1,000 62 0.055
M18 14 1,300 73 0.063 1,000 56 0.063 800 45 0.063
M20 15 1,200 77 0.064 1,000 64 0.064 700 45 0.064
M24 15 1,200 77 0.043 1,000 64 0.043 700 45 0.043
No.1-64UNC 1.4 12,500 73 0.006 10,200 60 0.006 8,000 47 0.006
No.2-56UNC 1.65 10,600 73 0.007 8,700 60 0.007 6,800 47 0.007
No.3-48UNC 1.9 9,200 72 0.008 7,500 59 0.008 5,900 46 0.008
No.4-40UNC 2.1 8,300 78 0.009 6,800 64 0.009 5,300 50 0.009
No.6-32UNC 2.55 6,900 83 0.011 5,600 67 0.011 4,400 53 0.011
No.8-36UNF 3.3 5,300 71 0.016 4,300 57 0.016 3,400 45 0.016
No.10-24UNC 3.5 5,000 93 0.017 4,100 77 0.017 3,200 60 0.017
1/4-20UNC 4.75 3,700 89 0.024 3,000 73 0.024 2,300 56 0.024
1/4-28UNF 5 3,500 74 0.025 2,900 62 0.025 2,200 47 0.025
5/16-18UNC 6 2,900 85 0.03 2,400 70 0.03 1,900 56 0.03
3/8-16UNC 6.7 2,600 105 0.034 2,100 85 0.034 1,700 69 0.034
7/16-14UNC 7.7 2,300 110 0.039 1,900 91 0.039 1,400 67 0.039
1/2-13UNC 9.2 1,900 96 0.046 1,600 81 0.046 1,200 61 0.046
9/16-12UNC 10.5 1,700 90 0.05 1,400 74 0.05 1,100 58 0.05
5/8-11UNC 11.4 1,500 91 0.054 1,300 79 0.054 1,000 61 0.054

55HRCZ#BAS#MHEIMDIES. B FR3D:3.5D5 1 JOFRANMIREE2.5DA FEHRNLET,

With cutting materials exceeding 55HRC, the maximum machining depth should not exceed 2.5D for under neck length 3D and 3.5D type tools.

[(EE] OTRyZDALYRILEHRLITEATETY.,

@ _LECVIHIRMHRIG RADFURTDEHD T I, TDHOFUEDUIHISKACRUTIE. EALOFRRDIEE (F148) ZSHUCERUTIEE,

@ LEERHRICBVCTEDREEIF. HRUNMITRD TERODEDEREZRLCVET e, 1 NERDEFIHIRTOREZRLTVET,
@RMAERICEID L FHADADBIREN G DI A A IUiN—ILSED T RIS T A )Lik—)LZERLUTINTZ{ToTLEE L,

OB I THRARICEDE T BT —S U MeERAL T EEL,
OZDYHIRARIFEHIFRAHDERZRT HDTI KEDIN L TIHMEREMEFICLORMZRELTIEE L,

[Note]

1.Epoch D Thread Mill is capable of simultaneous boring and threading.
2.The above cutting conditions are for the thread diameters stated in the table. Cutting conditions for other thread diameters should be calculated taking into consideration the Cautions on use (F14).

3.The feed rate stated in the above conditions table is the feed rate at the tool center during threading. In addition, the per-tooth feed rate is the numerical value at the cutting point.
4.Since there is a risk of cutting chips getting inside the machine, when using tools equipped with oil holes, be sure to use the oil holes.
5.Use the appropriate coolant for the work material and machining shape.

6.These conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual machine conditions.
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Epoch D Thread Mill for PT, NPT Threads e 3 YouTube

rr
2 EIVNGLS

IRvIDAVYRZI) PT-NPTRUR &=

Bt WebkUNCTOTSLDIEENTEF T, EIDHEMEETITERLLEEL,
You can create NC programs on our website! Left-hand cutting edge so reverse rotation of spindle should be used.
www.moldino.com/technical/nc-et/

@ Left-hand edge
lHn
m—
(bDCJ:M}DS

W TR |
2 compplete threads BE8T—/ E Neckangle On 1 1.7°
MEDT-PTT(NPT1)-45-ATH OEBIEAR— b (6n=0") T,
K . ~.: The neck angle (6n) of EDT-PT1(NPT1)-45-ATH is 0° (straight neck). E-a m g‘
- -ATH gfﬁ mm  Unit: mm Gree . I Cutting Cnne
OGN C. O D g |EENE ETR | 2R SrYUE 2L BUSRER B2
—_ = = wF Dc 22 L Ds iK—=Jb D2 4% (F9)
EmI—R Stock —IT_DII \jrlg -F/P\I%‘% (—F/ \dh:) P Reference | Under neck | Overall | Shank Dia. | Oil Hole | Thread diameter | Suggested
Item code ot Peq‘ﬁrid (pillgt ol a?g#l';?er) Dia. length length ion value| retail price(¥)
EDT-PT1/16-18-ATH | @ | P17528 | PT-28004LD) | 09071 | 48 | 18 70 6 | — | 0029 | 22,040
EDT-PT1/8-19-ATH | @ | %28 - 09071 | 57 | 19 70 6 | - | 0029 | 22,040
EDT-PT1/4-28-ATH | @ | RS | PT%-1908MLE) | 43368 | 79 | 28 80 | 10 | - | 0043 | 32240
EDT-PT3/8-28-ATH | @ | (L&Y - 13368 | 96 | 28 80 | 10 | - | 0043 | 32240
PTVe-14 | PTY-14(#8ELE)

EOT-PT1/2-35-ATH | @ | DU 14008 18143| 115 | 35 | 110 | 12 | - | 0058 | 46,410
EDT-PT1-45-ATH o - PTI-1IGIOE) | 23001 | 154 | 45 | 135 | 16 | — | 0074 | 89,560
WIEL - PO D L |BENE| BT | 28 [V 0B 210 [FURAER) BRI
— = —a wF Dc 22 L Ds ik—Jb D2 A% (F9)
mmd— R Sizats -F./ NO3 7 \.M\E (-F/ VE) P Reference | Under neck | Overall Shank Dia. | Oil Hole | Thread diameter | Suggested
(i Gole mft"?e‘qrh‘?'éd “F;i'}g} halg g‘}“gr‘;]'g?gr) Dia. length length o value| retail price(¥)
EDT-NPT1/16-18-ATH | @ | NETLE-27 | NPTUZT0OAE) | 09407 | 48 | 18 70 6 | - | 003 | 22,040
EDT-NPT1/8-19-ATH | @ | NTJ 227 = 09407 | 57 | 19 70 6 | - | 003 | 22,040
EDT-NPT1/4-28-ATH | @ | NPTUrl8 | NPTI8(OBLLEY g 4190 | 79 | 28 80 | 10 | - | 0045 | 32240

a L .
8 | ot-NPT3/8-28-ATH | @ Tl - 14111 | 96 | 28 80 | 10 | — | 0045 | 32,240

NPT/-14 | NPT%-14(g8LLE) _

Pl | eoT-neT1/2-35-ATH | @ | M) i1a 08 18143 | 115 | 35 | 110 | 12 0.058 | 46,410
o] | eoT-nPT1-45-ATH (@ | - |NPTTULS(I0BE) 55087 | 154 | 45 | 135 | 16 | — | 0071 | 89,560

OF] | IZEEERTY. @ : Stocked ltems.
TIUWMEBEOHURIE. SEEEMLEOAETTOTIDEFEFNEINITEERRA

Thread diameter which requires pilot hole can not be used without larger pilot hole than the values shown in the table.

m . NC7°I:| 75!—\&1?5&:5“6 I%o)ii,:énﬁ“ Cautions when creating NC program for PT, NPT threads
e BEENRDcEFEmINME D DR D). [FURD ZMIELTCTIOI ST TS
i BENGDET. FUED: BHRUOEORER (5 TDBER) [ESLET,
Y taper line passing through the apx read ridge
— , 0= EDT-PT1/4-28-ATH T PT%RUHIbIIT

FURE D1+ HURMIEE D2 = SREWUE
13.157 + 0.043 = 132
RERHRED NC TOU'S LIFFUERIER D2 2550 UL TBDET

E#EHR Dc - Since the reference diameter Dc and the tool tip diameter Dc' are different, it is necessary to correct the thread
Reference Dia. Dc diameter D1 and program. The thread diameter D1 corresponds to the reference diameter of the groove of the
] H"i — 1 internal thread (reference diameter of the tap).
& == 1 o
- el IEELEEE PT1/4 thread milling with EDT-PT1/4-28-ATH
ﬁﬁﬁ"ﬁ?ﬁ% Dc’ Thread diameter D1+ compensation value D2 = setup thread diamter
Tip Dia. Dc' 13.157 + 0.043 = 13.2

*The NC program provided by MOLDINO already incorporates the D2 thread diameter compensation value.

EESNEDe | 1 ILEDREIERUEICSITDHHZE
FeimsNEDe’: TEEMAIBCHITDHE

Reference Dia. Dc: diameter at the virtual crest position of the first thread
Tip Dia. Dc': diameter at the tool tip position
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O %'—E‘tﬂﬁu%1¢§ Recommended cutting conditions EDT-PT-ATH EDT-NPT-ATH

- Hik - R T B8 Tool steels TV J\—R/4fi] Pre-hardened steels
il Cast Irons, Carbon steels o5 ~ 35HRC 35 ~ 45HRC
Work material 150 ~200HB FC250,S50C SCM440,HPM7 HPM-MAGIC,NAK80
EIEERE ve (M/min) 80~85~90 70~75~80 60~65~70
IFUR D1 BESNZEDc(m)| DR n | EDRE vi | 1UEDE L | DEREn | EDRE vi | IUXDE | OERE n | EDERE vi | 1TXDE 12
Thread Dia. Reference Dia.(mm) (min) (mm/min) (mm/t) (min1) (mm/min) (mm/t) (min") (mm/min) (mm/t)
PT'%-28 4.8 5,600 146 0.024 5,000 131 0.024 4,300 112 0.024
PT5-28 5.7 4,700 181 0.029 4,200 162 0.029 3,600 139 0.029
PT-19 7.9 3,400 167 0.04 3,000 148 0.04 2,600 128 0.04
PT%-19 9.6 2,800 192 0.048 2,500 171 0.048 2,200 150 0.048
PTY2-14 11.5 2,400 204 0.055 2,100 179 0.055 1,800 153 0.055
PT%-14 11.5 2,400 278 0.055 2,100 243 0.055 1,800 208 0.055
PT1-11 15.4 1,800 231 0.065 1,600 206 0.065 1,300 167 0.065
NPT46-27 4.8 5,600 156 0.024 5,000 140 0.024 4,300 120 0.024
NPT"s-27 5.7 4,700 202 0.029 4,200 180 0.029 3,600 155 0.029
NPT"-18 7.9 3,400 182 0.04 3,000 160 0.04 2,600 139 0.04
NPT%:-18 9.6 2,800 200 0.048 2,500 179 0.048 2,200 157 0.048
NPT'2-14 11.5 2,400 209 0.055 2,100 183 0.055 1,800 157 0.055
NPT%:-14 11.5 2,400 279 0.055 2,100 244 0.055 1,800 209 0.055
NPT1-11.5 15.4 1.800 231 0.065 1.600 205 0.065 1.300 167 0.065
?&ﬁﬂﬁ *ﬁlﬂﬂﬂ Hardened steels &%)\ﬂﬂﬂ Hardened steels &%lﬂﬂﬁ Hardened steels Za‘-‘/blﬂﬂ
) 45 ~ 55HRC 55 ~ 62HRC 62~66HRC Stalnlsssistesls
e SKD61,HPM38,STAVAX SKD11,YXR3 SKH51,HAP4A0  SUS304
BIEERE ve (M/min) 50~ 55~60 40~ 45 ~50 30~35~40
IFUR D1 BENZDc(m)| EEREn | EDRE v | 1UEDE L | D0 | EDRE vi | 1UXDE R | BEEEH n | EDRE vi | 1TXDE 12
Thread Dia. Reference Dia.(mm) (min) (mm/min) (mm/t) (min-") (mm/min) (mm/t) (min) (mm/min) (mm/t)
PT"%-28 4.8 3,600 94 0.024 3,000 78 0.024 2,300 60 0.024
PT5-28 5.7 3,100 120 0.029 2,500 96 0.029 2,000 77 0.029
PT"2-19 7.9 2,200 108 0.04 1,800 89 0.04 1,400 69 0.04
PT3%-19 9.6 1,800 123 0.048 1,500 103 0.048 1,200 82 0.048
PT2-14 11.5 1,500 128 0.055 1,200 102 0.055 1,000 85 0.055
PT%-14 11.5 1,500 174 0.055 1,200 139 0.055 1,000 116 0.055
PT1-11 15.4 1,100 141 0.065 900 116 0.065 700 90 0.065
NPT"46-27 4.8 3,600 101 0.024 3,000 84 0.024 2,300 64 0.024
NPT"s-27 5.7 3,100 133 0.029 2,500 107 0.029 2,000 86 0.029
NPT"-18 7.9 2,200 118 0.04 1,800 96 0.04 1,400 75 0.04
NPT3-18 9.6 1,800 129 0.048 1,500 107 0.048 1,200 86 0.048
NPT'2-14 11.5 1,500 131 0.055 1,200 105 0.055 1,000 87 0.055
NPT3%:-14 11.5 1,500 174 0.055 1,200 139 0.055 1,000 116 0.055
NPT1-11.5 15.4 1.100 141 0.065 900 116 0.065 700 90 0.065

[HE) DIKy/DRALYRSILEHRUNIEAIATT.
@_LECIHIRHRF RRDOFUERTDHD TI, ZDMDIFORDIEIEMCRALTIE EA LOEEROEE (F148) Z28RUCERUTEE W,
@ LELFEMHRICEV T EDZES. HRUIMNTEO T BHODEDREZRL CVET Fie. 1 AXDEIFEIR COMEZRLCLET .
@ORMAERICEID S FHADADBIRIED GBI A A UK=L EDT RIS TA A ILk—ILZERLUTINTZ{ToCLIEE L,
OHEIM M TRRICED R OBV -5/ heERLTLIEE L, ) )
O DYRIRGRIFVHIFHDERZRT HDTY REDI L TIFERAEMECKDRMEREL TS,
[Note 1.Epoch D Thread Mill is capable of simultaneous boring and threading.
2.The above cutting conditions are for the thread diameters stated in the table Cutting conditions for other thread diameters should be calculated taking into consideration the Cautions on use (F14).
3.The feed rate stated in the above conditions table is the feed rate at the tool center during threading. In addition, the per-tooth feed rate is the numerical value at the cutting point.
4.Since there is a risk of cutting chips getting inside the machine, when using tools equipped with oil holes, be sure to use the oil holes.

5.Use the appropriate coolant for the work material and machlmng shape.
6.These conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual machine conditions.
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o PT ° N PT?& LHEI : §$&1i IE o) EE] ?Ei ﬁiﬁ Reference diameter position adjustment procedure for PT, NPT threads

ALYRIIVTT—/(ORUZEINT S HEICIE. BEDOYYTERED, TEEMFIEICIDORURZRBIDILT. BERUBEZ
AELIT, FIZRIFTROKISEFEE. IE?%@E(E(&TEE@%T%ECIC&D%Hz‘.“'ﬂiﬁ'o

For the machining of tapered internal threads using a thread mill, in contrast to conventional taps, the reference diameter position is adjusted by adjusting the internal thread diameter with
tool diameter correction. In the example shown in the following diagram, the tool diameter correction value is calculated as follows:

== 8 EDT-PT1/4-28-ATH T PTYatab¥IbilL PT1/4 thread milling with EDT-PT1/4-28-ATH

(IE@E&&M Dc =+ E_E LL§;F_|§SZE' X 1/15) -2 (:’: [L;ﬁé) (Reference Dia. Dc + reference diameter position adjustment amount x 1/16) + 2 (conversion to radius)
¢ 79 = 2 xVe) +2=3.8875 ( ¢ ” 2 x1116)+2 =3.8875

FLTDBEIE TSR ELTDBEEVAFTATEHET B8, COBEIF2MMBLIFDET . %PT-NPTRLOT—/NUFTT YieT—/ \ERIBTEHSNTBOET,

A positive value indicates shallower cuts; a negative value indicates deeper cuts. In this case, the value will be 2 mm deeper.

BEs—y

Inspection gauge

i B E
ﬁ J:Emm/%ﬁﬁ)\bfcb\ ‘ ] IEJ%@IE Zg?rlecgﬁg_leter %oﬁf:nﬁgnﬂg IE:?%@IE Tool diameter correction
Needs to be inserted 2 mm deeper. 3.95 (7.9+2) correction adjustment 3.8875
TEEMIEEZREL

g 12 o N

HRLAESAY HRUEZILK HRUELAL

Internal thread root Adjust the tool diameter correction value Increase in internal

diameter line to increase the threading diameter. thread diameter

¥ FOMIEFIETESRDEEDNC OIS LDBEDHEIESITY ., * The example above illustrates corrections made using an NC program with a tool center datum.
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Epoch Thread Mill, Epoch D Thread Mill

IRYIAVYREI, IRV IDALVYREI)N

o

TREIWCHONT

About pilot hole dia.

X—=hILRU Metric threads AZT774RU Unified threads
i 2 NS TRTUR
@b@[@u Re_oomme/n\qled 13 lJOJI]?U ;R%ccn:rl::n\d{ed
Thread size PI|0t(fr1T:3rL<:-) dia. Thread size pilot(fr;]orlﬁ)dia.
M2x0.4 1.6 No.1-64UNC 1.51
M2.2x0.45 1.75 No.2-56UNC 1.79
M2.5x%0.45 2.05 No.3-48UNC 2.05
M3x0.5 2.5 No.4-40UNC 2.27
M4 x0.7 3.3 No.6-32UNC 2.77
M5x0.8 4.2 No.8-36UNF 3.51
M6 x1 5 No.10-24UNC 3.83
M8x1.25 6.75 1/4-20UNC 5.12
M10x1.5 8.5 1/4-28UNF 5.47
M12x1.75 10.25 5/16-18UNC 6.57
M16x2 14 3/8-16UNC 7.98
M18x%2.5 15.5 7/16-14UNC 9.35
M20x 2.5 17.5 1/2-13UNC 10.81
AR T URIZIEJIS2HRAL JIS2BRAT Y 9/16-12UNC 12.2
* Recommended pilot hole diameters refer to former JIS Class 2 and 5/8-11UNC 13.6
JIS Class 2B.
TIUNITARVUIVIE. TEeDIBZSERLKEEL,
Please use these tools for pilot hole machining.
ﬁﬁ:% Product Name %E‘:j— I item code %ﬁﬁ Page
L Eﬁﬁ/‘/l?‘yj’ﬂ'\—f—yu—l‘ Carbide Non Step Borer series WHNSB-TH WNSB-TH E22 ’\o_y“"’
e BRERBEOH/ VAT YTIR—S—H o e v o NSBH-ATH EA7 R—~
o {8fE OH = =2 5 J7R—3— Miniature Drill WHMB WHMB-TH EG1RX—I~

O ITREZFEBIEICONT

ALYRZIVCKDRUEIDINITIE. SIHRRHFICKD T BN chdr. HRUEDHING DIchBMENBEIFIZTEDHDET
TERREHLITSEEELFDITH LERFIEBEZRE T DROBREL TSRS L,

Corrections may be needed when threading with thread mill. The internal thread diameter is reduced due to the tool deflection induced by cutting resistance.
The figures in the following tables are provided for reference purposes. Use them as a guide when adjusting tool diameter correction values.

x_h,bnc Metric threads 1:7 7’{ nU Unified threads

About tool diameter correction

MHCSSCS

RU QY AEE RUOIHY HEE
Thread size Ad]ustm(ﬁ%a;mounts Thread size Adjuslm(?rtnij\mounts

M2x0.4 0.026 No.1-64UNC 0.024
M2.2x0.45 0.036 No.2-56UNC 0.026
M2.5x0.45 0.036 No.3-48UNC 0.028
M3x0.5 0.038 No.4-40UNC 0.031
M4 x0.7 0.044 No.6-32UNC 0.035
M5x0.8 0.047 No.8-36UNF 0.034
M6 %1 0.045 No.10-24UNC 0.041
M8x1.25 0.049 1/4-20UNC 0.046
M10x1.5 0.053 1/4-28UNF 0.040
M12x1.75 0.060 5/16-18UNC 0.050
M16x2 0.064 3/8-16UNC 0.054
M18x2.5 0.071 7/16-14UNC 0.058
M20x2.5 0.071 1/2-13UNC 0.062
M24 x3.0 0.075 9/16-12UNC 0.065
5/8-11UNC 0.068

FAREZIHIIS2HHRLE LU JIS2BIRDHRAUICHIT 5. BRFEED

75% ZHRICERELTHDET,

Bl M3x0.5 R JIS2fBEMETAFEE 0~+0.100
0.100x75%+2 (F=Z(CH#E)=0.038

BEHNIEHEIEFARF14RX—IZTSRIEEL

F12

The adjustment amounts are set for an effective diameter tolerance of 75 % with former

JIS Class 2 and JIS Class 2B internal threads.

Example : M3x0.5 former JIS Class 2 effective diameter tolerance 0 ~ +0.100
0.100x75%+2 (conversion to radius) =0.038

Refer to F14 for the specific correction procedure.



|\5 7} IJ:J:L_j__’f 7’)’ Troubleshooting

RUROILX-UEICDLT

Regarding thread diameter expansion/contraction

WHIM P TEEFREICRU T, EETEEMEZTOTIIEE V. TIHEMANDITEREMIE
EOATENICTERLEE L,

Suitable tool diameter correction should be performed according to the work material and tool wear condition. Also, please be careful not
to forget to input the tool diameter correction value into the machine.

NOEISECICONTTHEBEHEN(EINTLS)

Dimensional accuracy worsens when moving toward the bottom of the hole (deflection)

AVYRIEMIGEDFE E. NOKISECICONTEDENHGARELEDET,
ENDOAEVERELRUZINTLT 2ICF. EOhYMREBRIEENHDET,

A characteristic of the thread milling method is that tool deflection increases as the tool progresses toward the bottom of the hole.
It may be necessary to perform zero cutting in order to perform high-accuracy thread milling with low deflection.

TEIEICONT

Regarding tool breakage

PERREVCIEEDEREZ NI THNIIDEMRNTY . Ko, MUTTREPAXEYIDSEF
HREETDEEE, IDSFHEIDICLDITIENEZSNET T, ZDHSIFYIHEEZ LIFTMNT

I3E IDLFHHINK TS NIESNDTEDHDET .

As a countermeasure against tool breakage, performing processing with a reduced feed rate is effective. In addition, when processing
with tool extended or when large rough cutting chips are produced, breakage due to chip clogging should be considered. In such cases,
if processing is performed with a higher cutting speed, the cutting chips will be broken into smaller bits which may improve conditions.

IELREDEVNICKDTIDS TIREDOZEE ERMDING (T +RaUtIDREIFIMI(M8XP1.25)

Changes in cutting chip conditions due to different cutting speeds; Simultaneous boring and thread milling (M8 x P 1.25) of carbon steel
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Cutting Speed

BNCTOIS LERY IREDIERENANCTOI S LHERICENELEN

The NC program created using MOLDINO's NC program creation software doesn't work properly.

CEATNIHEMICKOTITOISZI VI I-RDELEDIHEEDHDE T,
BFHCTIDHEBA—H—(CEFERZEBEVEDELEEL,

There are differences in the programming code for the machine being used. Please contact the machine manufacturer for details.

I AEERFFURICDNT

Regarding upper limit on machinable thread diameters

IRy DALYRIIVIFNGIF I T ZRES 1T 578, SHEDcD1.68BZB R HEDRUYID
MIEFTEFRBADTTERLIEEV . TiRvIALYRZ VIS EBRIFHDFE R Ao
Fle SA VY ITRICGGEHU TLVDFUBREIDBINEEY A XDRUZENMNIUIISE . RURZIAIC
REGHFRET HAREENHDIcHTEFRLIEEL,
Bl : ET-2-40-PN (M16XP2 A) T M14xP2 ZjlL

Please note that since the Epoch D Thread Mill performs boring simultaneously, it cannot perform thread milling for diameters of more
than 1.68 times the tool diameter Dc. There are no particular similar limitations on using the Epoch Thread Mill.
Also, please be aware that if screws of a size smaller than the thread diameter described in the line-up table are processed, there is a

possibility of malfunctioning the screw shape.
Example) Threading M14xP2 with ET-2-40-PN (designed for M16xP2)

) F13




Epoch Thread Mill, Epoch D Thread Mill

IRYIAVYREI, IRV IDALVYREI)N

IRvIAVYRZEI / TiRvIDALVYRZ EAHALDFER

Cautions regarding use for Epoch Thread Mill/Epoch D Thread Mill

o Iﬂo)ii")iifi’ll’.)b"( About tool feed rate

ANUBDIVHEEICKDRUEIDIIITlE. SIRIRA VN TOREDEEICHREZENFTTEFDD
EDEEZROETT, Alc. TEFDDEDEEDSERZERLET,

D1-Dc

PT - NPT QUADEEMEIRAE. MITEERARS (B TR) [CHIIBIFUR Dr a5 Vi=fzx zx nx D
[CEHULTLET, 1
— T " — S . :
BYEDT-PTI/E10ATH CdR PTARUAONT vt F—TIEDRE Fecarate (mm/min)
1’'=9, 1) — yT— =0o. B . =
1® fz © 1 HIEDE Feed per tooth (mm/t)
When performing thread milling by helical interpolation, the cutting point feed rate should be 5
multiplied by a coefficient to determine the tool center feed rate. z @ ¥ No. of flutes
The equation for calculating the tool center feed rate is shown at right. 0 — . P
The standard cutting conditions for PT and NPT threads are calculated based on the thread diameter W o @ﬁﬁ%ﬂ Rotation (mln )
D+' at the machinable maximum depth (neck length) . D1 WO?% Thread diameter (mm)
Example) Thread milling PT%s with EDT-PT1/8-19-ATH p
D1'=9.728 (D1) -19 (under neck length) x ¥, (thread taper angle) = 8.5405 Dc: %f% Tool diameter (mm)

O I Eef%*ﬁIE (: 20 ‘-( About tool diameter correction

ALYRZIVTIIUebRUDINTEIF. TEDfchH P TEEFEICKD. fi#/\T e DBEDNREFSEDHDET, TDHEIF. F128[CEEEHD
AEE ZTERFHEMECIMEUINTIZTOIET. MIRZREETDIENTRETT,

The internal thread machining diameter with thread mill may need to be adjusted if reduced by wear and tool deflection.
In such cases, the machining diameter can be adjusted by considering the adjustment amounts™1 described on Page F12 to the tool diameter correction value.

“ EDT-1.75-30-TH T M12x1.75011T TEHRLEEDNCTOIS L THEEROES

Example: Machining an M12 x 1.75 thread with EDT-1.75-30-TH when tool centerline datum NC program prompts a radius
9“% Tool Dia. : Dc=9.0. IE?%?‘@IE“E Tool diameter correction value : 4.5 Ig?i*ﬁIEﬂE(DEEJEE Adjustment amount of tool diameter correction value 0.060

Y ~ Ry ~ NIz N 4 =} ¥ iy . iy -~ By )
INTEFE RIVK, BOY — D S@ERT TEEMIEE=RE " MI@BHLK IV, BOY—UiEETHE
Machined diameter contraction, Bolt or go gauge doesn't pass through Adjust tool diameter correction value2 Increased machining diameter, Enables bolt and go gauge to pass through
TEZEMIEE : 45 TERHMIEE: 4.5—0.060=4.44 TEZHMIEE : 444
Tool diameter correction value Tool diameter correction value Tool diameter correction value

NVY

“p3
k— MT®oDRsE— '

Internal thread diameter actually machined
TEEFEDEST - tIHIRDEX
Progress of tool wear and increase in cutting resistance

1 FRBEBESHITSEB/ELCTHRALEEL, FAEERIBIS2HRHRALS LV JIS2BIHEHRLICEIFD. BHRFEED75%ZERICRELCHDET,
%2 TERWIEEZREE. BURILS, @O —IENERTT Lol a(d. BEAEEZENMKL CIEE,

*1: Use these adjustment amounts only as guidelines. The adjustment amounts are set for an effective diameter tolerance of 75 % with former JIS Class 2 and JIS Class 2B internal threads.
*2: Make further adjustments if the bolt or go gauge still doesn't pass through after adjusting the tool diameter correction value.

O 7_57|‘ ‘:j v ‘-( About coolant

- RICRIFE—HEDI—SUMREIESHDIENSEACT, MTHRUZELT
BiHGIKBEEIRDER T I mEIHERIFID S FHHHEDBEBLTOE B Ao

IRV — DN EBDEVKSICO v IE D DREHUEBZE Vv IRD 1~ 28 THER
U I—SVMDRDEZ THBDMUBICT—S UM/ XIVEREL TLIEE W e o —
SUNERIDLFHEIHEND K SICHARL TSV REDBVEGEIDTEE
[CRBDAFEEE O T RIS =S ISR IR NHDE T,

- ERAERICEID < FHADRALBIRMEN S DT A IUik—ILED T EIFMTAA)IL
R—ILEERL T I Z{T TS,

|

* The first recommended coolant shown in the table tends to have the superior tool life. When priority is given to | i
|
|

MHCSSCS

finished surface quality, water-soluble cutting fluids are effective. Oil-based cutting fluids are not suitable because

they degrade chip removal characteristics.

* The holder should grip the tool shank so that the holder does not block the hole and the shank projection amount is \ + :J-\vya?i
1 to 2 times the shank diameter. The coolant nozzle should then be positioned so that the coolant will reach the — v
bottom of the hole. In addition, coolant pressure should be adjusted so that it removes cutting chips. If the setting ! 0)1 ""2 {l=l
is bad, cutting chip clogging may lead to flute tip damage or tool breakage. | 1to 2 times

+ Since there is a risk of cutting chips getting inside the machine, when using tools equipped with oil holes, be sure shank diameter
to perform processing using the oil holes. =

) ET EDT
Work material T 70— Arblow | KA Water-base | 77 01— Air-blow | KA water-base
IRANSE - TUIN\—R8H
TE3M - #58% - ool o o o A

Hardened steel, Pre-hardened steel
Tool steel, Cast iron, Carbon steel

AT VDA

Stainless steel

BMEHAGE - FYVEE
Super heat resistant alloy, Titanium alloy

7IL=55% - 5E - #liE

Aluminium alloy, Copper alloy, Resin

© O: B5—H#E3R  First recommended
(@) X @) O: 8832 Second recommended

A FFE{E TMEM  Tendency to decrease tool life
© X . JEHEEE  Not recommended

X
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Chamfering Tool for Hardened Steels

EiEEHMNLIHAERDIR

BE R

;; Yo uTuhe]

RACHEDOER
Max C chamfering length

]

au
i

Joifif
Tip length
—>

— S _
®Dc 90°§><‘m ®Ds

CERDLAMER
C chamfering pitch diameter
D

- -

RARERRRERS

Max available depth

D1 —DC/4(5‘Eiﬁ"ﬁ%¢90 )

Tip angle

DN2HC: " -ATH OmMB V=)D
~ & Size (mm) {EFHRIEERE Usable length (mm) S

BRO—K  |aE| BE | GHE | GHE | BE | 2R |vruoE BARA| BAC | CEMD | a0
Item code Stock Dc D1 ) £ L Ds FIREAR | EROR E%EE ?;{gﬁi,?}ﬁ;’

| AR | e | e | st | Spark | e (oo G games | ()

DN2HC0300-ATH | @ 3 | 07 1.3 9 45 3 1.2 | 1.1 |0.758X 3%&| 8000
DN2HCO0400-ATH | @ 4 | 095 | 1.7 | 12 50 4 16 | 1.5 |1 BX 4%& 9100
DN2HC0600-ATH | @ 6 | 1.4 26 | 15 66 6 | 24 | 22 |15 18X 6K& 11500
DN2HC0800-ATH | @ 8 | 1.9 34 | 20 74 8 | 32 | 3.0 |2 18X 8K 13,800
DN2HC1000-ATH | @ | 10 | 2.4 43 | 24 84 | 10 | 41 3.7 |25 BA10K#E| 16,700
DN2HC1200-ATH | @ | 12 | 29 5.1 28 95 | 12 | 49 | 45 |3 #BA12%&E| 19,200
DN2HC1600-ATH | @ | 16 | 3.9 68 | 35 | 113 | 16 | 66 | 6.0 |4 BAI6KE 34700

O T ,Ee 9&1“% ’&BG) § % #;f Reference sizes of tool tip

HEICIGUTIITOIS5 LADEE P CAMTO I ERRERICTERALIEELY,

Use it for creating machining programs and defining tool shapes in CAM as needed.
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BZET3E Reference size (mm)
B B#De [ wmoSuhg | ZRSHER
ltem code Tool dia. Tip flat Correction for
diameter Z-depth

¥s e DN2HC0300-ATH 3 0.4 0.2
ns — \/ DN2HC0400-ATH 4 0.6 0.3
ey N DN2HC0600-ATH 6 0.8 0.4
DN2HC0800-ATH 8 1.2 0.6
i DN2HC1000-ATH 10 1.4 0.7
B} DN2HC1200-ATH | 12 1.8 0.9
B eI DN2HC1600-ATH | 16 2.4 1.2

o ﬁﬁﬁ iﬂf% f@ Re-grinding compatibility range

BRI — K item code E1Z Tool dia. (mm)

T I End (mm)

@  FEFEBERTI,
@ : Stocked items.

DN2HC-ATH 3~16

3~16

F15



Chamfering Tool for Hardened Steels

=EEHMNLIHERDIR

O %&‘tﬂ ﬁll%#i Recommended cutting conditions DN2HC-ATH

- — y SRS - R - a2 FUN—R4
t / 9 U / 7 ) (ﬁ}ii?_\') Strfﬁ\}a@eﬁe@s, Cﬁfi@eelsilloyz@els Pre-hardened steiIE
Work material (~30HRC) (30~40HRC)
Centering {Hardness) 8s SOOC SCM SKDB1
‘ MRS ve (mimin) 50~80~120 40~60~80
wE N\ EE ERL | EORE | XDE | B | EXDEE| 0B
| aworic) Tool dia. n vi f n % f
(mm) (min”") | (mm/min) (mm/rev) (min") | (mm/min) (mm/rev)
, 03 8500| 510 50998 og | 6400 320 |039R oo
0.06 0.05
CHEEXb (V) ¢4 6400| 384 |504~00g| 4800) 240 |40373.07
C Chamfering (Bore) 6 4200 294 | 207 og| 3200| 192 | 208 o
‘ 8 3200| 240 | %0, 0| 2400 144 | 998 oo
~ .05~0. .04~0.
o st 10 2500| 200 |,0208 .. [ 1900| 124 |, %0% o
Work
ki 12 2100| 168 |q298,,| 1600| 104 |, 508
¢16 1600| 192 |32 1 1200) 96 |28,

m S - RS - &2 AIAC
CEHY h ( O j—) ?Evﬁlllrﬁ] (EES) s‘rﬁu’a@iﬂ%, %%?%e)}ls,ﬁlloyzlzels ?5823’%%211 sFt%ll?s
KD61

C Chamfering (Corner) (Hardness) SS SOOC SCM

MHCSSCS

BDEERE ve (m/min) 150~225~300 100~165~250
| B ElERE | XDRE | 1HHDO | BEH | XDRE | 1IHDO
| Tool dia. n vf EDfz n vf be30) 74
(mm) (miny | (mm/min) (mmit) (min) | (mm/min) (mmit)
/ 3 24,000| 1,440 |38 000[17.500| 875 | 9020
©
S g 04 18,000( 1,080 |0 203 [13.100] 655 |02
\ 0.035 0.03
90w RHH ¢6 12000 840 |oop5<noas| 8800 528 |5000-0.040
8 9.000| 675 |, S35 6600 396 |50
0.04 0.0325
@C=DCX20%DEHERDTINIRATT. 10 7:200] 576 |oop5~0085| °300| 340 |00p0~0045
TNZBZ 2B EEMEHEEDREE FFTHBLZE, 12 6,000 480 002%-861055 4,400 286 |, (?2833845
+ C =Dc x 20% is used as a general guideline for cutting conditions. - - . -
Adjust by decreasing the rotation speed and feed rate if C > Dc x 20%. ?16 4,500 540 005%:98070 3,300 264 0 03%:961050

: u SRS - BesRel - A TUN—RS
7%1]'] I ?&ﬁlﬁz (E_L\-) StrIﬁi;lﬁsﬁteﬂjs, Cﬁff@els,ﬁlloy zlzels Pre-hardened steielﬂ
Work material (~30HRC) (Soé\',(%%Hlﬂc)

(Hardness) ss EOOHC SCM

Slotting
= a2
A 100% 100%
BDEIERE ve (m/min) 100~180~260 100~165~230
B ElER# | ZXDRE | 1XZEOD | EERE | XDERE | 1XZHDD
Tool dia. n % EDf n vf %D
(mm) (min) | (mm/min) (mmit) (min) | (mm/min) (mmt)
il 3 19100 | 1146 | 308017500 875 | Q020
Work - - - -
e ¢4 14300 858 |00 90| 13100 655 |50
6 9600| 672 |5 %0%%,c| 8800 528 |10 2% 040
0.0375 0.03
¢8 7200 540 ~ 6600 396 iy
OSEEHICHVTIEL. tIHIEFHREVCHRAERATERSZ1 BT 0.023 0(4){050 o,%z(()) 3%(;40
MITEENEDBOET . RAEATERSLFESEICERSE ¢10 5700 | 456 |qopeco0ss| 5300|345 |ommo-6045
2EICHIFTINLT I DI ER/EELIEE LN, - 0 04' ‘O 032'5
+ For hardened steel, large cutting loads may prevent machining of max available 912 4800 384 0025',\,0 055 4400 286 0 02'O~0 045
depths in a single operation. Make adjustments: for example, machining the groove - - - -
depth in two operations, referring to max available depth ratios. 16 3600 432 005%98070 3300 264 0 03%-’961050

(LDHISRHEDEEICDVT]

@40HRCLIEDBEASE, RFVUAM, PILSEEDMITIE. I—S5V DOERAZE#ELET,

O DIFEYHIFHFIEERZRITEDTY . REOIMI TR, MIFR. BN, ERAEMEEICKDEIEISRAZREZE0.,
OTEXKEDRMEWENOEVNILYMZAL. TEOIRNIE 0.02 mA FTHIR T EE L,

OWHIMIEZER. Tchdr. TEIHHECSENKSICLOMDEREFLTLEE L,

OO THRUTEDFHEAICKDFIE - 5INICTERLLEE L,
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TUN—REf AETEH BEETEHR TR ik - 5051 )ik FZIV=EZUL - i

Pre-hardened steels Cold working tool steels High-speed tool steels  Stainless steels Cast irons, Ductile cast irons Aluminium, Copper
(40~50HRC) (50~60HRC) (60~65HRC)

SKD61 SKD11 SKH sSus FC FCD Al Cu
30~40~50 20~30~40 10~20~30 40~60~100 50~100~150
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0.04 0.04 0.04 0.06 0.06
4200 | 168 |g0p~0.06| 3200 | 128 1503 006| 2100 84 |goz~0.06| 6490 | 384 |g04~0.08[ 1000 660 | 504 008

0.04 0.04 0.04 0.06 0.06
3200 | 128 |ggolgop| 2400 | 96 |gpp~p.06| 1600 | 64 |go2~0.06| 4890 | 288 |pa~p.og| 8900| 480 |g0470.08

0.06 0.06 0.06 0.07 0.07
2100 126 |5 oa~00g| 1600 96 | 90a~00g| 1100 66 |g.0a~0.0g| 3200 224 | 6 050.09| 9300 371 1405=0.09

0.06 0.06 0.06 0.075 0.075
1600 | 96 |gopa~p0s| 1200 72 |goa~0.0s| 899 | 48 |p04~0.08| 2400 | 180 |5o5<gg| 4000 300 |gg5~0.10

0.06 0.06 0.06 0.08 0.08
1300 | 78 |ppa~0.08| 90| 58 |goa~pog| 649| 38 |popa~0.08| 1900 152 |go5p.qq| 3200] 256 105~0.11

0.06 0.06 0.06 0.08 0.08
1100 66 |gps~0.08| 800| 48 |poa~0.08| 539| 32 |p04~0.08| 1600 | 128 |gps~g.qq| 2700 216 |go5-0.11

0.08 0.08 0.08 0.12 0.12
800 | 64 |gog~0.10] 00| 48 |poe~0.10] 490| 32 |goe~0.10] 1200 144 1g10~0.14] 2000 240 |54020.14
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Cold working tool steels High-speed tool steels Stainless steels Cast irons, Ductile cast irons Aluminium, Copper
(50~60HRC) (60~B5HRC)
SKD11 SKH SuUs FC FCD Al, Cu
50~110~180 40~75~120 50~90~160 100~180~260 200~300~400

E#E | XDEE | 1000 | B | EDFE | 10HD0 | @EH | XDOEE | 1ZEO0 | i | EOEE | 10500 | @G | XDEE | 1HHbD
n vi EDfz n ve EDfz n vi EDfz n ve EDfz n vi EDfz

(min"") (mm/min) (mm/t) (min'") (mm/min) (mmit) (min"") (mm/min) (mmit) (min'") (mm/min) (mm/t) (min"") (mm/min) (mmit)

0.02 0.02 0.02 0.03 0.03
12.000] 480 |np1p~p030| 8000 320 go10~p030] 9690 | 384 |go10~0oz0| 19100 | 1.146 |4 0pp~pod0| 32000 1,920 5 000~0040

0.02 0.02 0.02 0.03 0.03
8800 352 |gn1p~0030] 6000 240 |np10~0030| 7290 288 |go1p~0030|14-300| 858 |n0p0~004024000| 1440 |5 000~0040

0.03 0.03 0.03 0.035 0.035
5800 348 |gopppoao| 4000 240 |gop0~po40| 4800 288 |ogpp~godn| 9600 672 goo5-noas| 16:000) 1120 g9~ 0045

0.03 0.03 0.03 0.0375 0.0375
4400 264 |gop0goa0| 3000 180 |gopp~podo| 3600|216 |gopp~p0a0| 7200|540 |ggg5pasof 12:000) 900 | 60550050

0.03 0.03 0.03 0.04 0.04
3500 210 |goppgodo| 2400 144 Inop0~goa0| 2900|174 |goop~g0d0| 2700 456 |ngpeigoss| 9600 768 |g005 0085
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0.03 0.03 0.03 0.04 0.04
2800 174 |gopp~go40] 2000 120 |gop0~pod0| 2400 144 loopp~0040| 4800 384 goprnoss| 8000 640 |g0p5-0055

0.04 0.04 0.04 0.06 0.06
2200 176 |go3p~gosp] 1900 120 |go3p~poso| 1800|144 |go3p~o0s0] 3600 432 |gos0~0070] 6000 720 |o050~0070
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Pre-hardened steels Cold working tool steels High-speed tool steels  Stainless steels Cast irons ﬂﬁ]
(40~50HRC) (50~B0HRC) (60~65HRC) Ductile castirons  Aluminium, Copper
SKD61 SKD11 SKH SuUS FC FCD Al, Cu
90% 70% 50% 100%
100~150~200 50~115~150 30~75~120 100~180~260
EEE | EORE | 1HZHOO | BlERE | EOEE | 10HD0 | BELH | EDRE | 100 | BEH | EORE | 10500
n vi EDfz n v EDfz n vi EDfz n v EDfz
(min’") (mm/min) (mm/t) (min™") (mm/min) (mm/t) (min’") (mm/min) (mm/t) (min™") (mm/min) (mm/t)

0.02 0.02 0.02 0.03
16000 | 640 |gpp~0os0f 12000 480 [np10~g030| 8990 | 320 |no1p~0030] 19100 | 1146 |g000~0040

0.02 0.02 0.02 0.03
12000 | 480 |go1p~0030] 9200 368 [np1p~go30| 6990| 240 |oo10~0030] 14300 | 858 |g0p0~0040

0.03 0.03 0.03 0.035
8000 | 480 |gpppgoso| 6100| 366 |goppgoag| 4000 | 240 Ingpp~goao| 9690 | 672 o006 0045

0.03 0.03 0.03 0.0375
6000 | 360 |ggpp~po40| 4690 | 276 |oopp~0040] 3000 | 180 Igopp~poap| 7200|540 0050050

0.03 0.03 0.03 0.04
4800 | 288 |nopo~poqo| 3790|222 |goppgod0| 2400 144 loop0~go40f 9790|456 |g0p5-0085

0.03 0.03 0.03 0.04
4000 | 240 |gopp~gos0| 3100|186 |gopp~g0d0| 2900 120 Ioopp~goa0f 4890 | 384 |g005-0085

0.04 0.04 0.04 0.06
3000 | 240 |go3p~poso| 2300 | 184 |go3p~ooso| 1900|120 |oogp~posof 3690 | 432 |g0s0~0070

[Setting of cutting conditions]

+ Coolant is recommended for work materials of 40HRC or harder, stainless steel, and aluminium.

+ These recommended cutting conditions are for general guidelines. Adjust cutting parameters for actual machining based on machining shape, purpose, machine used, and other factors.
+ When attaching the tool, use a collet free of scratches or dirt. Keep tool runout to 0.02 mm or less.

+ Secure the work material firmly to prevent deformation, deflection, and vibration.

+ Watch for smoke and fire hazards posed by heated chips or tools.
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