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Epoch Aero Power Mill

EAP-TH
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Suitable for difficult-to-cut materials such as
super heat-resistant alloys and titanium alloys.
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Features of EAP-TH
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EAP4-TH

EAP6-CR-TH

for Titanium alloy . for Super . for heat-resistant
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Optimal cutting geometry for super alloy
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High rigity geometry
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Vibration-suppression unequal pitch geometry
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Newly developed Aero TH Coating
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Multi-functional end mill Available in 4 and 6 flutes
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Optimaized Carbide Substrate
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heat-resistant alloy ! steel, etc

Mold making Parts processing
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Features, Field data
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Features Aero TH coating
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Evolved Aero TH Coating improves adhesion strength,layer hardness
and oxidization-resistance by adopting Multi-layer structure.
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Fine tuning of TH Coathing for super alloy
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High hardness and oxidation resistant
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Superior roughness of coating surface
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Optimized layer thickness for reducing welding
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% Aero TH Coating is specially designed for heat-resistance material, not suitable for cutting high hardness work.
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Unequal pitch for reducing vibration

#EI+1 Work material © />~ 32&JL7 18(42HRC) Inconel718 TEYAX Toolsize : ¢ 10XAKH 4 flutes
n=2230min-! (vC:70m/min) vi=356mm/min 7J<}§'|*5E7—5‘/I~ Water soluble coolant
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Field data
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High accuracy can be achieved even cutting thin wall work

HHEI# Work material © F&¥ VE3E Ti-6AI-4V

TEY A X Toolsize : ¢ 10XBH 6flutes

n=1000min" (vv=30mM/min) vi=114mm/min
apXae=15X%X0.Tmm

IKBET —S >/ b Water solvable coolant =R

Cutting form
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Long tool life even in super alloys machining

P Ha(zt%ﬁﬂ:i’ajt* RzIFERABE Ra:Roughness Average, Rz:Roughness Max

HE#4 Work material : >/ JIL7 18 (42HRC) Inconel718 TEH A X Tool size:¢p 1 OXAHA 4 flutes

n=2230min!(ve=70m/min) vi=356mm/min A EYIDIAHFEXEA[YIDAHFE= 6X0.5mm
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Epoch Aero Power Mill Conventional A Conventional B
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Cutting length Cutting length
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4*&” ® 17 Iy 4 flutes, Square

6&” ® 1717 6 flutes, Square

Tolerancef%%%_é. :—8_02""11 %\ga\#cgjnggﬁa%k: he Tolerancef%%%_é. :—8_02""11 %\ga\#cgjnigﬁa%k: he
EAPG |
ERI—R 1R ~F 75 Size(mm) BSE ERO— K 1 ~t S5 Size(mm) %
PAxES 2R | IV’ | Noof E 2R | YvVIR| Noof
Item code Stock | Tool dia. | Flute length | Overall length | Shank dia. | flutes ltem code Stock | Tool dia. | Flute length | Overall length | Shank dia. | flutes
EAP4060-TH @) 6 15 60 6 4 EAP6060-TH © 6 15 60 6 6
EAP4080-TH O 8 20 75 8 4 EAP6080-TH ©) 8 20 75 8 6
EAP4100-TH ©) 10 25 80 10 4 EAP6100-TH ©) 10 25 80 10 6
EAP4120-TH @] 12 30 100 12 4 EAP6120-TH O 12 30 100 12 6
EAP4160-TH @) 16 40 110 16 4 EAP6160-TH O 16 40 110 16 6
EAP4200-TH © 20 45 125 20 4 EAP6200-TH O 20 45 125 20 6
4*&” o :_j- R'ﬂi 4 flutes, Corner radius 6&2 o1 _j- F“qli 6 flutes, Corner radius
Tolerar?cﬁ%ﬁ)% :—8_02["[" %\Za%:eaj:n‘x:;ﬁa%k: he Tolerar?cﬁ%ﬁ)% :—8_02["[" %\Za%:eaj:n‘x:;ﬁa%k: he
EAP6 =TH
[ N T_" 5£ Size(mm) O e T_r 5£ Size(mm)
mEIE R e & 778 oo A e =T 28 [/ oo
Item code Stock | Comerradius | Tool dia. | Flute length | Overall length| Shank dia. | flutes Item code Stock | Comer radius | Tool dia. | Flute length | Overalllength | Shank dia. | flutes
EAP4060-05-TH| O | 0.5 6 15 60 6 4 EAP6060-05-TH| © | 0.5 6 15 60 6 6
EAP4060-10-TH| O | 1 6 15 60 6 4 EAP6060-10-TH| O | 1 6 15 60 6 6
EAP4080-05-TH| © | 0.5 8 20 75 8 4 EAP6080-05-TH| © | 0.5 8 20 75 8 6
EAP4080-10-TH | O | 1 8 20 75 8 4 EAP6080-10-TH | © | 1 8 20 75 8 6
EAP4080-15-TH| O | 1.5 8 20 75 8 4 EAP6080-15-TH| © | 1.5 8 20 75 8 6
EAP4100-05-TH| O | 0.5 10 25 80 10 4 EAP6100-05-TH| © | 0.5 10 25 80 10 6
EAP4100-10-TH| O | 1 10 25 80 10 4 EAP6100-10-TH| O | 1 10 25 80 10 6
EAP4100-15-TH| O | 1.5 10 25 80 10 4 EAP6100-15-TH| O | 1.5 10 25 80 10 6
EAP4100-20-TH| O | 2 10 25 80 10 4 EAP6100-20-TH| O | 2 10 25 80 10 6
EAP4120-05-TH| O | 0.5 12 30 | 100 | 12 4 EAP6120-05-TH| © | 0.5 12 30 | 100 | 12 6
EAP4120-10-TH| O | 1 12 30 | 100 12 4 EAP6120-10-TH| © | 1 12 30 | 100 12 6
EAP4120-15-TH| O | 1.5 12 30 | 100 12 4 EAP6120-15-TH| © | 1.5 12 30 | 100 12 6
EAP4120-20-TH| O | 2 12 30 | 100 12 4 EAP6120-20-TH| © | 2 12 30 | 100 12 6
EAP4160-10-TH| O | 1 16 40 | 110 16 4 EAP6160-10-TH| O | 1 16 40 | 110 16 6
EAP4160-15-TH| O | 1.5 16 40 | 110 16 4 EAP6160-15-TH| O | 1.5 16 40 | 110 16 6
EAP4160-20-TH| O | 2 16 40 | 110 16 4 EAP6200-10-TH| © | 1 20 45 | 125 | 20 6
EAP4160-30-TH| O | 3 16 40 | 110 16 4 EAP6200-15-TH| © | 1.5 20 45 | 125 | 20 6
EAP4200-10-TH| O | 1 20 45 | 125 | 20 4
EAP4200-15-TH| O | 1.5 20 45 | 125 | 20 4
EAP4200-20-TH| O | 2 20 45 | 125 | 20 4
EAP4200-30-TH| O | 3 20 45 | 125 | 20 4
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© : Manufacturer stocked items. Contact with our sales department.
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Recommended Cutting Conditions
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Epoch Aero Power Mill -4Flutes

<1E\IJEUJ ‘E’IJ> Side milling

EAP4-TH | EAP4-CR-TH

SEi] ATVUAM - M | F5Y - FIVEER BHASE BEA N
Pzl Alloy steels Stainless steels, Titanium Super heat resistant alloys Hardened steels
Work material Heat resistant steels Titanium alloys (45~55HHC)
SCM, SNCM SUS, SUH Ti-BAI-4V Inconel718 SKD61,SKT4
iA ap=1.5D ap=1D ap= 1D ap= 1D
BEpefen 2e<0.1D 2e<0.05D 2e<0.05D 2e<0.05D
bAES [ClEREL EDRE [ElEREL EDRE [EEREL EDRE [EERE EORE
D n Vi n % n vi n v
Tool dia.(mm) (min™") (mm/min) (min’") (mm/min) (min’") (mm/min) (min’") (mm/min)
6 5,300 | 1,060 3,700 590 3,700 590 2,100 230 BLTLEEA
8 4,000 | 1,110 2,800 560 2,800 560 1,600 220 | high haviness materil.
®10 3,200 1,020 2,200 540 2,200 540 1,300 200
®12 2,700 960 1,900 520 1,850 520 1,100 170
®16 2,000 800 1,400 450 1,400 450 800 130
®20 1,600 760 1,100 450 1,100 450 640 100
ae
7ED
GBYIHD sioting
Se 2FUUAE TR | 75> - FIUAS BRES BT
R Alloy steels Stainless steels, Titanium Super heat resistant alloys Hardened steels
Work material Heat resistant steels Titanium alloys (45~55HRC)
SCM, SNCM SUS, SUH Ti-BAI-4V Inconel718 SKDB1,SKT4
UliAdy ap<1D ap=0.5D ap=0.2D ap=0.2D
Doy ot ae=1D ae=1D ae=1D ae=1D
42 [E1E 75 EDRE [E1E 75 EDRE [E1E 575 EDRE [EIE 55 EORE
DC n vi n vi n vi n vi
Tool dia.(mm) (min-") (mm/min) (min-') (mm/min) (min‘") (mm/min) (min") (mm/min)
¢6 2,650 420 2,400 380 2,100 340 1,000 100 BLTWEEA
8 2,000 400 1,800 360 1,600 320 720 90 | high hardinces material.
¢10 1,600 380 1,450 340 1,300 310 600 85
®12 1,300 370 1,200 330 1,050 300 500 70
?16 1,000 320 900 290 800 250 360 50
®20 800 320 700 290 650 250 290 40

[EE] O#sm MTRRICEDE T, BEEY—SUNEERALTEE W,
@TEDRIIEANE. BBEORMRUF vy & TERKIZEL,
QT DIEEHIRHRIITHIRGOERERT OO TT . EEUPRRBIRINRE T SRS EREERBL TIREL,

[Note]

(DUse the appropriate coolant for the work material and machining shape.

@Use the high-rigidity and high accuracy machine as possible
(3Cutting parameters in shown table are general recommendation. Please adjust it if chatter or abnormal vibration occurs.
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Epoch Aero Power Mill -6Flutes

<1IE\IJEUJ‘E’|J> Side milling

EAP6-TH ] EAP6-CR-TH

ap

EEi] ATV - TEE | FYY - FIVER BMASE BEANSH
Pzl Alloy steels Stainless steels, Titanium Super heat resistant alloys Hardened steels
Work material Heat resistant steels Titanium alloys (45"-’55HHC)
SCM, SNCM SUS, SUH Ti-6AI-4V Inconel718 SKD61,SKT4
TAd ap=1.5D ap=1D ap= 1D ap= 1D
S 2e<0.1D 2e<0.05D ae<<0.05D 2e<0.05D
PASES [ClEREL EDRE [ElEREL EDRE [EEREL EDRE (B3 EDRE
D n % n v n v n v
Tool dia.(mm) (min’") (mm/min) (min’") (mm/min) (min’") (mm/min) (min") (mm/min)
6 7,950 | 1,910 4,250 920 3,700 800 2,100 320 BLTLEEA
8 6,000 | 1,970 3,200 900 2,800 790 1,600 300 | highhavinees moteril.
®10 4,800 2,010 2,550 760 2,200 670 1,300 260
®12 4,000 1,910 2,100 840 1,850 740 1,100 230
®16 3,000 1,610 1,600 740 1,400 640 800 180
®20 2,400 1,430 1,300 690 1,100 600 640 150
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Cautions

HRWOELE T,
When handling the work with hardness more than 45HRC, please use our CEPR-TH or EPP-TH.
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Coolant is necessary for machining heat resistant materials.
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In the case of slotting in a plate, We recommend using a trochoidal cutting.
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by Adopting EAP4, or using our NSB borer for higher efficiency.
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We recommend to set up width of cut more than 0.1mm.

@ SEEHMOYEICIITETYT . BEHASHRCERBZ 2MEIDIESICIE. CEPR-TH&H 2 LZEPP-TH%E
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When hole machining is needed on heat resistant steels or super heat resistant alloy, we recommend performing a helical boring

O Titzs8 S B AS S OIHICB VTR, TR EEELIEIT 2B & T H2HIC. 0.1mmBlEDREAE

When cutting heat resistant steels or super heat resistant alloy, in order to avoid constant cutting work-hardened layer,

o ﬁﬁﬁgs ﬁ:_ifyﬁ‘(zjb \_( About Re-grinding & Re-coating
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*Re-grinding and re-coating provide extended tool life and high accuracy like new tool.
% Using recycling kills two birds with one stone: Reduces expenses and is good for the environment.

FEEsEI—7 v RN BMOLDINOccEbET .

For re-grinding and re-coating, consult MOLDINO Tool Engineering sales department
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The Edge To Innovation
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The diagrams and table data are examples of test results, and are not gua

ranteed values.

“MOLDINO” is a registered trademark of MOLDINO Tool Engineering, Ltd.
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Attentions on Safety
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2t MOLDINO

MOLDINO Tool Engineering, Ltd.

A4t T130-0026 RREBEHXMEE-31-11(Ea—YvImELE)L8kE)

2@ 03-6890-5101 FAX 03-6890-5134
International Sales Dept.: & +81-3-6890-5103 FAX +81-3-6890-5128
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1. Cautions regarding handling
(1) When removing the tool from its case (packaging), be careful that the tool does not pop out or is
dropped. Be particularly careful regarding contact with the tool flutes.
(2) When handling tools with sharp cutting flutes, be careful not to touch the cutting flutes directly with
your bare hands.

Cautions regarding mounting

(1) Before use, check the outside appearance of the tool for scratches, cracks, etc. and that it is firmly
mounted in the collet chuck, etc.

(2) If abnormal chattering, etc. occurs during use, stop the machine immediately and remove the cause
of the chattering.

. Cautions during use

(1) Before use, confirm the dimensions and direction of rotation of the tool and milling work material.

(2) The numerical values in the standard cutting conditions table should be used as criteria when starting
new work. The cutting conditions should be adjusted as appropriate when the cutting depth is larg:
the rigidity of the machine being used is low, or according to the conditions of the work material

(3) Cutting tools are made of a hard material. During use, they may break and fly off. In addi
chips may also fly off. Since there is a danger of injury to workers, fire, or eye damage fr uch
flying pieces, a safety cover should be attached when work is performed and safety equipment such
as safety goggles should be worn to create a safe environment for work.

(4) There is a risk of fire or inflammation due to sparks, heat due to breakage, and cutting chips. Do not
use where there is a risk of fire or explosion. Please caution of fire while using oil base coolant, fire
prevention is necessary.

(5) Do not use the tool for any purpose other than that for which it is intended.

Cautions regarding regrinding

(1) If regrinding is not performed at the proper time, there is a risk of the tool breaking. Replace the tool
with one in good condition, or perform regrinding.

(2) Grinding dust will be created when regrinding a tool. When regrinding, be sure to attach a safety
cover over the work area and wear safety clothes such as safety goggles, etc.

(3) This product contains the specified chemical substance cobalt and its inorganic compounds. When
performing regrinding or similar processing, be sure to handle the processing in accordance with
thelocal laws and regulations regarding prevention of hazards due to specified chemical substances.
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B03-6890-56110
B 022-208-56100
B0258-87-1224
B 0294-88-9430
B0268-21-3700
B 0276-59-6001
B 046-400-9429

FAX03-6890-5133
FAX022-208-5102
FAX0258-87-1168
FAX0294-88-9432
FAX0268-21-3711
FAX0276-569-6005
FAX046-400-9435

B 054-273-0360 FAX054-273-0361
B 0526879150 FAX052-687-9144
& 06-7668-0190 FAX06-7668-0194
B 082-536-2001 FAX082-536-2003
B 092-289-7010 FAX092-289-7012

+49-(0)2103-248230

—| MOLDINO Tool Engineering Europe GmbH Itterpark 12, 40724 Hilden, Germany. TEL : +49-(0)2103-24820, FAX : 0)
th

[E]/MOLDINO Tool Engineering, (Shanghai) Ltd. Room 2604-2605, Metro Plaza, 555 Loushanguan Road, Changning Disctrict, Shanghai, 200051, CHINA TEL:+86-(0)21-3366-3058, FAX:+86-(0)21-3366-3050
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MITSUBISHI MATERIALS U.S.A. CORPORATION 41700 Gardenbrook Road, Suite 120, Novi, MI 48375-1320 U.S.A. TEL : +1(248)308-2620, FAX :+1(248)308-2627

MMC METAL DE MEXICO, S.A. DE C.V. Av. La Caiiada No.16, Parque Industrial Bemardo Quintana, El Marques, Querétaro, CP 76246, México TEL : +52-442-1926800

MMC METAL DO BRASIL LTDA. Rua Cmmnalo Braga, 340 13° andar.Bela Vista - CEP 01333-010 Séo Paulo - SP ., Brasil TEL : +55(11)3!
A/ MMC Hardmetal (Thailand) Co.,Ltd. MOLDINO Diy 622 Emporium Tower, Flo -4, Sukhumvit Road Tan, Klong Toei, Bangkok 10110, Thailand TEL:#
</ MNC Hardmetal India Pt Ltd. H.0.: Prasad Enclave 19, 1st Floor, 2nd Stage, 5th main, BBMP Ward #1 Industrial Suburb, Yeshwanthpura, Bengaluru, 560 0:

BRMARISHBRBIEZORMERTLTHVET, FEL BB BEOLDIHBRERTIEFHIET.
Specifications for the products listed in this catalog are subject to change without notice due to
replacement or modification.

-5600 FAX : +55(11)3506-5677
661-8175 FA)
Kamataka, Inda. Tel: ¢
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