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Thread milling of high-hardness steels of 45HRC or higher is possible!
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You can create NC programs on our website!

Epoch D Thread Mi

No pilot hole needed!
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Left-hand cutting edge so reverse rotation of spindle should be used.
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+ Tough and strong edge design provides threading of \"7
hardened steels. ;ﬁ nt l‘a m‘r pe -
- Tip shape that reduees cutting resistance suppresses o ¥
tool bending. I R
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New coatlng with excellent adhesion and wear resust&ﬁce
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Adhesion of PN coating giﬁtrééﬁgrnbif alloy Cross-sectional structure and characteristics of PN coating layer.
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Membrane
surface
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adhesion
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- This single tool can perferm both drilling and .ﬂIT/‘}L
threading simultaneously: - , \ b * g

- High-strength edge shape design suppresses
edge tip breakage in severe machining ; po pIIOt hole
environme on hardened steels.
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ATH coating further improves the hardness and oxidation resistance of the previous TH coating.

New PVD Nano Technology OTHI—5 1V J DBEELMEILEZE T SICENE. SEEMOITLT
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Epoch Super Coating ATH @Hardness and oxidation resistance of TH coatings is further improved. Enables longer life

and higher efficiency when cutting high-hardness materials.
| 455F Pat.No. 5639341365 | Hardness: 3800HV; Oxidation temperature: 1200°C

(Si nano composite coating with finer crystal particles)
@Exhibits performance in ultra high-efficient cutting.
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Reduces the risk of breaking off inside!
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By using a tool with a diameter smaller than the inside diameter of the thread and also breaking the cutting chips
into smaller bits, cutting chip removal is improved and the risk of the tool breaking off inside is reduced.
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One tool can do various types of thread milling!
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Right-hand thread milling, left-hand thread milling, and fine thread milling can be performed by just changing the NC program.
The nominal diameters of the coarse threads and fine threads that can be processed with the same tool are different. (Example: For ET-1.25-16-PN, coarse thread is M8 x P1.25 and fine thread is M10 x P1.25)
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Cutting conditions can be freely set!
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Unlike when using taps, synchronizing the rotation and feed rates is not necessary, so these tools can be used in
the same manner as end mills and cutting conditions can be set according to the processing environment.
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Processing is possible with various types of machines!
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Since the load is smaller than when using taps, these tools can be used even with machines having low-powered
spindle. In addition, special tooling such as tapping holders is not necessary.
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Provides good processed surfaces!
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Interrupting cutting suppresses gouging to provide good processed surfaces.
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Minimal incomplete crests enable thread milling to be performed to the bottom of the hole!
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Epoch Thread Mills are designed with no incomplete crests and Epoch D Thread Mills have only one incomplete crest,
making them ideal for when you want to perform thread milling to the bottom of shallow holes.
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1.Startup

2.Positioning for starting point of machining

3.Entry (gradually cutting in)

4.Threading

5.Release (gradually detaching from cutting)
6.Ending
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Epoch D Thread Mill can perform boring simultaneously.
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NC programs can be easily created! http://www.hitachi-tool.co.jp/j/products/new/et/et.html

EE@TE@EEEEEE!ﬁEFﬁ(E‘E LY Left-hand cutting so reverse rotation of spindle should be used.
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Left-hand edge
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Item Code Stock Thread dia. P Tool Dia. |No.of flutes I e Egr?é?# ShanSDia. EI:({IL/ ngécjig" (ﬁ%ﬁgﬁﬁfﬁ@@m
— | ET-0.4-4-PN W M2 0.4 14 | 4 4 50] 6 | - | 004 | (12,100
ET-0.45-4.4-PN | [ M2.2 045 | 16 | 4 44 | 50| 6 | - | 004 | (12,100)
RUEE | ET-0.45-5-PN 0 M2.5 045 | 18 | 4 5 50| 6 | - | 005 | (12,100
D1x2{Z | ET-0.5-6-PN ) M3 0.5 24 | 4 6 50 6 | - | 006 9,010
For Motric fraads | ET-0.7-8-PN ° M4 0.7 31 | 4 8 50| 6 | - | 008 9,200
Thread depth: | ET-0.8-10-PN D) M5 0.8 38 | 4 10 500 6 | - | 0.1 9,490
2xDr ET-1.0-12-PN ) M6 1 46 | 4 12 50| 6 | - | 011 9,680
ET-1.25-16-PN | @ M8 125 | 62 | 4 16 70| 10 | - | 015 | 15,100
ET-1.5-20-PN ° M10 15 75 | 4 20 70| 10 | - | 018 | 15,700
ET-1.75-24-PN | @ M12 175 | 9 4 24 80| 10 | - | 022 | 16,800
ET-2-32-PN 0 M16 2 15 | 4 32 |100] 12 | - | 029 | (32,000
ET-2.5-36-PN O M18 25 | 14 4 36 |135| 16 | O | 032 | (60,200
ET-2.5-40-PN O M20 25 | 15 4 40 | 135] 16 | O | 0.36 | (60,200
| ET-0.4-5-PN 0 M2 0.4 14 | 4 5 501 6 | - | 004 | (12,100)
ET-0.45-55-PN | L] M2.2 045 | 16 | 4 55 | 50| 6 | - | 004 | (12.100)
RUZES | ET-0.456.25-PN | ] M2.5 045 | 18 | 4 625| 50| 6 | - | 005 | (12,100)
D1x2.5(& | ET-05-75PN | @ M3 0.5 24 | 4 75 | 50 6 | - | 006 9,010
o Mot rrons | ET-0.7-10-PN ° M4 0.7 31 | 4 10 50/ 6 | - | 008 9,200
Throad depth | ET-0.8-125-PN | @ M5 0.8 38 | 4 126 | 50| 6 | - | 0.1 9,490
25xD1 | ET-1.0-15-PN ) M6 1 46 | 4 15 50| 6 | - | 0.1 9,680
ET-1.25-20-PN | @ M8 125 | 62 | 4 20 700 10 | - | 015 | 15,100
ET-1.5-25-PN ° M10 15 75 | 4 25 700 10 | - | 018 | 15,700
ET-1.75-30-PN | @ M12 176 | 9 4 30 80| 10 | - | 022 | 16,800
ET-2-40-PN 0 M16 2 15 | 4 40 | 100 12 | - | 029 | (32,000
ET-2.5-45-PN 0 M18 25 | 14 4 45 | 135] 16 | O | 0.32 | (60,200
ET-2.5-50-PN 0 M20 25 |15 4 50 | 135] 16 | O | 0.36 | (60,200
ET-U64-3.7-PN | [] |No.1-64UNC | 1.854 0.397 | 1.4 | 4 37 | 50 6 | - | 004 | (12,200)
ET-U56-4.4-PN | [] |No.2-56UNC | 2.184] 0.454 | 1.65 | 4 44 | 50| 6 | - | 005 | (12,200)
Uz | ET-U48-5-PN ] |No.3-48UNC | 2.515| 0.529 | 19 | 4 5 50| 6 | - | 006 | (12,200)
D1x2f& | ET-U40-57-PN | (] [No.4-40UNC | 2.845/0.635 | 2.1 | 4 57 | 50| 6 | - | 007 | (12,200)
or Unifen tread_ET-U32-7-PN ] |No.6-32UNC | 3.505| 0.794 | 255 | 4 7 50| 6 | - | 008 | (12,500
Throad dopth. | ET-U36-8.3-PN__| [ |No.8-36UNF | 4.166] 0.706 | 3.3 | 4 83 | 50| 6 | - | 009 | (12,500
2 Di ET-U24-9.7-PN | [] |No.10-24UNC | 4.826 1.058 | 3.5 | 4 97 | 70| 6 | - | 041 | (13,800)
ET-U20-12.7-PN | [] |1/4-20UNC | 6.35 | 1.27 | 475 | 4 127 | 70| 6 | - | 045 | (13,900)
ET-U28-12.7-PN | [] |1/4-28UNF | 6.35 | 0.907 | 5 4 127 | 70| 6 | - | 015 | (13,800
ET-U18-15.9-PN | [] |5/16-18UNC | 7.938| 1.411 | 6 4 169 | 80| 10 | - | 0418 | (21,600
ET-U16-19.1-PN | [] |3/8-16UNC | 9.525 1.588 | 6.7 | 4 194 | 80| 10 | - | 022 | (22,000
ET-U14-22.2-PN | [] |7/16-14UNC |11.112| 1.814 | 7.7 | 4 222 | 80| 10 | - | 025 | (22,300)
ET-U13-25.4-PN | [] |1/2-13UNC |12.7 |1.954 | 9.2 | 4 254 | 80| 10 | - | 029 | (22,700)
ET-U12-28.6-PN | [] |9/16-12UNC |14.288| 2.117 | 10.5 | 4 286 |100| 12 | - | 032 | (30,900)
ET-U11-31.8-PN | [] |5/8-11UNC |15.875 2.309 | 11.4 | 4 31.8 | 100 12 | - | 035 | (31,000
ET-U64-4.6-PN | [] |No.1-64UNC | 1.854] 0.397 | 1.4 | 4 46 | 50] 6 | - | 004 | (12,200)
ET-U56-5.5-PN | [] |No.2-56UNC | 2.184) 0.454 | 1.65 | 4 55 | 50| 6 | - | 005 | (12,200
faUZEx | ET-U48-6.3-PN | [ [No.3-48UNC | 2515/ 0529 | 1.9 | 4 63 | 50| 6 | - | 006 | (12,200
D1x2.5@ |ET-U40-7.1-PN | (] [No4-40UNC | 2.845/0.635 | 2.1 | 4 71 | 50| 6 | - | 007 | (12,200)
o Unig i [ ET-U32-8.8-PN_ | (] [No6-32UNC | 3.505]0.794 | 255 | 4 88 | 50| 6 | - | 008 | (12,500)
Thven dopte - |_ET-U36-10.4-PN_| (1 |No.8-36UNF | 4.166| 0.706 | 33 | 4 104 | 50| 6 | - | 009 | (12,500
25xD: | ET-U24-121-PN | [] |No.10-24UNC | 4.826| 1.058 | 3.5 | 4 121 | 70] 6 | - | 011 | (13,800
ET-U20-15.9-PN | [] |1/4-20UNC | 6.35 | 1.27 | 475 | 4 159 | 70| 6 | - | 015 | (13,900
ET-U28-15.9-PN | [] |1/4-28UNF | 6.35 | 0.907 | 5 4 159 | 70| 6 | - | 015 | (13,800
ET-U18-19.8-PN | [] |5/16-18UNC | 7.938) 1.411 | 6 4 198 | 80| 10 | - | 018 | (21,600
ET-U16-23.8-PN | [] |3/8-16UNC | 9.525| 1.588 | 6.7 | 4 238 | 80| 10 | - | 022 | (22,000)
ET-U14-27.8-PN | [] |7/16-14UNC |11.112| 1.814 | 7.7 | 4 278 | 80| 10 | - | 025 | (22,300)
ET-U13-31.8-PN | [] |1/2-13UNC |12.7 |1.954 | 9.2 | 4 31.8 | 80| 10 | - | 029 | (22,700)
ET-U12-35.7-PN | [] |9/16-12UNC |14.288| 2.117 | 105 | 4 3.7 | 100| 12 | - | 032 | (30,900
ET-U11-39.7-PN | (] |5/8-11UNC |15.875) 2.309 | 11.4 | 4 39.7 (100 12 | - | 035 | (31,000)

OF | IREEBERTI, [ HERBETECT, BHEENSHEEREN. *TERFECOVTE. FEALDEERDIER (P.11) #8RULTLEE0,

@ : Stoked ltems. [ Stocked by specified distributor. Contact with our sales department. For information about tool diameter correction, refer to the item in "Cautions on use" on p. 11.
?E%Hh‘ﬁ*’é(szO 1 3354% iﬁ&s Jﬁ%%%ﬂiif@%ﬁ%%ﬁbtb‘bi?o Prices listed are as of April 2013, and are unit prices excluding consumption tax.
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" 58k - PRl cast Iron, Carbon steels T B8 Tool steels TYUJ\—R/8f Pre-hardened steels
WA 150 ~ 200HB 25 ~ 35HRC 35 ~ 45HRC
Work material FC250,550C SCM440, HPM7 HPM-MAGIC,CENA1
YIEILRE ve (M/min) 80~ 85 ~90 70~75~80 60~ 65~ 70
HUR D1 SEDc(mm) | EERE N | EDRE vi | TXDE 2 | EEH n | EZDRE vi | 1EDEfz | EEEH 0 | XDRE vi | 1EDE 2
Thread dia. Tool dia.(mm) (min1) (mm/min) (mm/t) (min") (mm/min) (mm/t) (min") (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 S15) 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
e U@E—t\-)kﬂflﬂ Hardened Steels iﬁiknﬂﬂ Hardened Steels ﬁ%iknﬂﬂ Hardened Steels
#HIM 45 ~ 55HRC 55 ~ 62HRC 62 ~ 66HRC
Work material SKD61,HPM38 SKD11,YXR3 SKH51,HAP40
YIELRE ve (M/min) 50~ 55 ~60 40~ 45 ~50 30~35~40
U D1 SEDc(mm) | EEEE n | EDRE vi | 1TEDE | EEEH n | EDRE vi | 1UXDE R | BEEEn | EDRE vi | TIEDE 12
Thread dia. Tool dia.(mm) (min) (mm/min) | (mm/t) (min1) (mm/min) | (mm/t) (min1) (mm/min) | (mm/t)
M2 1.4 12,500 105 0.007 10,200 73 0.006 8,000 58 0.006
M2.2 1.6 10,900 107 0.009 9,000 69 0.007 7,000 58 0.007
M2.5 1.8 9,700 109 0.01 8,000 72 0.008 6,200 56 0.008
M3 2.4 7,300 82 0.014 6,000 53 0.011 4,600 40 0.011
M4 3.1 5,600 96 0.019 4,600 62 0.015 3,600 49 0.015
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.2-56UNC 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 59 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 S15 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 5) 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

ZOMDOMBICOEF U TIFEHERT (&, TU—5 1 PILEilEE @8 0120-134159 FTHELGHELIEE L,

For other materials, please ask our local sales office or call the toll-free Technical Support line at 0120-134159.
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1.Epoch Thread Mill is a only for tapping the inside of holes.

2.The above cutting conditions are for the nominal diameters stated in the table. Cutting conditions for other nominal diameters should be calculated taking into consideration the Cautions Regarding Use (p. 11).
3.The machinery should be a machining center equipped with NC (numerical control) equipment having a helical interpolation function.

4.The feed rate stated in the above conditions table is the feed rate at the tool center during tapping. In addition, the per-tooth feed rate is the numerical value at the cutting point.

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

6.Use the appropriate coolant for the work material and machining shape.

7.These conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual machine conditions.

[Note]
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EE Left-hand edge
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— | EDT-0.4-4-TH 0] M2 0.4 14 | 4 4 50 | 6 | - | 004 | (13,300)
EDT-0.45-4.4-TH | [J M2.2 045 | 16 | 4 44 | 50| 6 | - | 004 | (13,300)
fAUEE | EDT-0.45-5-TH 0 M2.5 045 | 1.8 | 4 5 50| 6 | - | 005 | (13,300)
D1x2{Z | EDT-0.5-6-TH D) M3 0.5 2.4 4 6 50 6 - 0.06 9,910
For Mot frongs | EDT-0.7-8-TH ) M4 0.7 31 | 4 8 50| 6 | - | 008 | 10,100
Thread depth. | EDT-0.8-10-TH ) M5 0.8 38 | 4 | 10 50 6 | - | 0. 10,400
2xDr EDT-1.0-12-TH ° M6 1 46 | 4 | 12 50| 6 | - | 011 | 10,600
EDT-1.25-16-TH | @ M8 125 | 62 | 4 | 16 70] 10 | - | 015 | 16,600
EDT-1.5-20-TH ° M10 15 75 | 4 | 20 70| 10 | O | 048 | 17,300
EDT-1.75-24-TH | @ M12 1.7 | 9 4 | 24 80 10 | O | 022 | 18,500

EDT-2-32-TH 0 M16 2 M5 | 4 | 32 [100] 12 | O | 029 | (35100

EDT-2.5-36-TH 0 M18 25 |14 4 | 36 [135] 16 | O | 032 | (66,200

EDT-2.5-40-TH 0 M20 25 | 15 4 | 40 135 ] 16 | O | 036 | (66,200

| EDT-0.45-TH 0 M2 0.4 14 | 4 5 501 6 | - | 004 | (13,300)
EDT-0.45-55-TH | ]|  M2.2 045 | 16 | 4 55 | 50| 6 | - | 004 | (13.300)
faUEsx | EDT-0.45-6.25-TH | ] M2.5 045 | 18 | 4 625 50| 6 | - | 0.05 | (13,300)
D1X2.5( | EDT-05-2.5-TH | ® M3 0.5 24 | 4 756 | 50| 6 | - | 006 9,910
o Moo oy | EDT-0.7-10-TH ° M4 0.7 31 | 4 | 10 50| 6 | - | 008 | 10,100
Throad depth | EDT-0.8-125-TH | @ M5 0.8 38 | 4 | 126 | 50| 6 | - | 0 10,400
25xDi | EDT-1.0-15-TH ) M6 1 46 | 4 | 15 50 6 | - | 011 | 10,600
EDT-1.25-20-TH | @ M8 1256 | 62 | 4 | 20 70 10 | - | 015 | 16,600
EDT-1.5-25-TH ° M10 1.5 76 | 4 | 25 70 10 | O | 018 | 17,300
EDT-1.75-30-TH | @ M12 176 | 9 4 | 30 80| 10 | O | 022 | 18,500

EDT-2-40-TH 0 M16 2 M5 | 4 | 40 [100] 12 | O | 029 | (35100

EDT-2.5-45-TH 0 M18 25 | 14 4 | 45 [135] 16 | O | 032 | (66,200

EDT-2.5-50-TH 0 M20 25 |15 4 | 50 [135] 16 | O | 036 | (66,200
EDT-U64-3.7-TH | L] |No.1-64UNC | 1.854] 0.397 | 1.4 | 4 37 | 50 6 | - | 0.04 | (13,400)
EDT-U56-4.4-TH | [] |No.2-56UNC | 2.184] 0.454 | 1.65 | 4 44 | 50| 6 | - | 005 | (13,400)
fUiES | EDT-U48-5-TH [ IN0.3-48UNC | 2515 0.529 | 19 | 4 5 50| 6 | - | 006 | (13,400)
D1x2f | EDT-U40-5.7-TH | [ |No.4-40UNC | 2845[ 0.635 | 2.1 | 4 57 | 50| 6 | - | 007 | (13.400)
or Unifed trangsl EDT-U32-7-TH [ |No.6-32UNC | 3505| 0.794 | 255 | 4 7 50| 6 | - | 008 | (13,800
Throad deptr | EDT-U36-8.3-TH | [] |No.8-36UNF | 4.166| 0.706 | 3.3 | 4 83 | 50| 6 | - | 0.09 | (13,800)
2xD; EDT-U24-9.7-TH | [ |No.10-24UNC| 4.826| 1.058 | 35 | 4 97 | 70| 6 | - | 011 | (15200
EDT-U20-12.7-TH | [J |1/4-20UNC | 635 |1.27 | 476 | 4 | 127 | 70| 6 | - | 015 | (15,300)
EDT-U28-12.7-TH | (] |1/4-28UNF | 635 | 0.907 | 5 4 | 127 | 70| 6 | - | 015 | (15200)
EDT-U18-15.9-TH | [ |5/16-18UNC | 7.938| 1.411 | 6 4 | 169 | 80| 10 | - | 0418 | (23.700)
EDT-U16-19.1-TH | [J |3/8-16UNC | 9525 1.588 | 6.7 | 4 | 191 | 80 | 10 | - | 022 | (24,200
EDT-U14-22.2-TH | [ |7/16-14UNC |11.112]1.814 | 7.7 | 4 | 222 | 80| 10 | O | 0.25 | (24,600)
EDT-U13-25.4-TH | [J |[1/2-13UNC |12.7 | 1.954 | 92 | 4 | 254 | 80| 10 | O | 029 | (24,900)
EDT-U12-28.6-TH | [] |9/16-12UNC |14.288 2.117 | 105 | 4 | 286 | 100 | 12 | O | 0.32 | (34,000)
EDT-U11-31.8-TH | [ 5/8-11UNC (15875 2.309 | 114 | 4 | 31.8 100 | 12 | O | 035 | (34,100
EDT-U64-4.6-TH | ] [No.1-64UNC | 1.854] 0.397 | 1.4 | 4 46 | 50| 6 | - | 004 | (13,400)
EDT-U56-5.5-TH | [] |N0.2-56UNC | 2.184] 0.454 | 1.65 | 4 55 | 50| 6 | - | 005 | (13,400
falEs | EDT-U4B-63-TH | [ [No.3-48UNC | 2515[ 0529 | 1.9 | 4 63 | 50| 6 | - | 006 | (13.,400)
D1x2.5f |EOT-U40-7.1-TH | [ No4-40UNC | 2845/ 0.635 | 2.1 | 4 71 | 50| 6 | - | 007 | (13.400)
s et [EDT-US2-8.8-TH | (1 [No.6-32UNC | 3.505[ 0.794 | 2.55 | 4 88 | 50| 6 | - | 008 | (13,800)
Thvant dopt | EDT-U36-10.4-TH | (1 No.8-36UNF | 4166/ 0.706 | 3.3 | 4 | 104 | 50 | 6 | - | 0.09 | (13,800)
25xD1 | EDT-U24-12.1-TH | [] [No.10-24UNC| 4.826/ 1.058 | 35 | 4 | 121 | 70| 6 | - | 011 | (15200
EDT-U20-15.9-TH | [ |1/4-20UNC | 635 | 1.27 | 475 | 4 | 1659 | 70| 6 | - | 015 | (15,300
EDT-U28-15.9-TH | [ |1/4-28UNF | 6.35 | 0.907 | 5 4 | 159 | 70| 6 | - | 015 | (15,200
EDT-U18-19.8-TH | (] |5/16-18UNC | 7.938| 1.411 | 6 4 | 198 | 80| 10 | - | 018 | (23,700
EDT-U16-23.8-TH | [] |3/8-16UNC | 9525 1.588 | 67 | 4 | 238 | 80| 10 | - | 022 | (24,200)
EDT-U14-27.8-TH | [ |7/16-14UNC |11.112| 1.814 | 7.7 | 4 | 278 | 80| 10 | O | 025 | (24,600
EDT-U13-31.8-TH | [ |[1/2-13UNC_[127 |1.954 | 92 | 4 | 318 | 80| 10 | O | 029 | (24,900)
EDT-U12-35.7-TH | [ |9/16-12UNC |14.288| 2117 | 105 | 4 | 367 | 100 | 12 | O | 032 | (34,000)
EDT-U11-39.7-TH | [ |5/8-11UNC_|15.875 2.309 | 11.4 | 4 | 397 | 100 | 12 | O | 0.35 | (34,100)

OF | IFEEBERTI, [ HERBETECT, BHEEABBHEEREV. xTERFECOVTE. EHALOFEADIES(P.11) #8BLTLLE0,
@ : Stoked ltems. [ Stocked by specified distributor. Contact with our sales department. For information about tool diameter correction, refer to the item in "Cautions on use" on p. 11.

BEMiE201 3E4BIRE. 5ﬁg#ﬁﬁi®$fﬁ%§fbtﬁbigo Prices listed are as of April 2013, and are unit prices excluding consumption tax.



Eﬁmﬁjﬂ.'q: Recommended O I o L —
*H—Q I N cutting conditions .'ﬁ'.‘i'i;\i%jﬂ/'\,‘ ill'f?ji— -\‘j"‘# Epoch D Thread Mill
" 58X - BeZRifl cast Iron, Carbon steels T B8 Tool steels TYUJ\—R/8 Pre-hardened steels
WA 150 ~ 200HB 25 ~ 35HRC 35 ~ 45HRC
Work material FC250,550C SCM440,HPM7 HPM-MAGIC,CENAT1
YIELEE ve (M/min) 80~ 85 ~90 70~75~80 60~ 65~70
O D SHZDc(mm) | EEE N | EXDRE vi | 1IXDE 2 | BERE 0 | EDERE vi | ITUEDE L | EEEn | EDRE v | 1HEDE f2
Thread dia. Tool dia.(mm) (min") (mm/min) (mm/t) (min1) (mm/min) (mm/t) (min") (mm/min) (mm/1t)
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 11 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
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) 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 515, 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 ) 5,400 115 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
e ‘Xﬁilnﬂﬂ Hardened Steels milnﬂ Hardened Steels iﬁilnﬂ Hardened Steels
WA 45 ~ 55HRC 55 ~ 62HRC 62 ~ B6HRC
Work material SKD61,HPM38 SKD11,YXR3 SKH51,HAP40
YIHLERE ve (m/min) 50~55~60 40~45 ~50 30~35~40
O D SHEDc(mm) | EEE n | EDRE vi | 1IEDE 2 | BEREH n | EDERE v | ITUEDE | [EEE 0 | EDRERE vi | 1TEDE f2
Thread dia. Tool dia.(mm) (min1) (mm/min) (mm/1t) (min1) (mm/min) (mm/t) (min") (mm/min) (mm/1t)
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 7/ 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
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 2255 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

ZOMOMBICDOEXU TIFEHERT (&, TU—F 1 PILEiiE @80 120-134 159 FTHBMULEH ELEEL,

For other materials, please ask our local sales office or call the toll-free Technical Support line at 0120-134159.

OIRYZDRALYRILIFHRUIMTIEATIETY, ‘

@ LECYIHISRHERIG, RADIFURETOHD TY . ZDDIFURDYIEISAICBIL TS FERALOFERDIRE (P11 ZSRUCERU TS,
@I IHEEIANUALFERIBERE DI U ENC (BUBRIHEE) ZEH U CV\AN Y Z VI b/ 5= SERLKIES L),

@ EERSRERICBV T EDRE(F . HRUNIEO TEROOEDEEERL TVET F/. | IEDBEEIMIN COMBEERLTOET.
OREMAEBICID FHADRADBIREN GBI A A IUIR—)USED T EE T 1 IUR—ILZERU T I ZTo TS0,

®#EIE I TRIRCEDE TSI -5/ MeERLTLIEE W, . i

O DYIHIRERIFVRISRED B R ZR T BDT I - REDIN L TIEREMEICRDRMERREL T EE ),

1.Epoch D Thread Mill is a only for tapping the inside of holes.

2.The above cutting conditions are for the nominal diameters stated in the table. Cutting conditions for other nominal diameters should be calculated taking into consideration the Cautions Regarding Use (p. 11).
3.The machinery should be a machining center equipped with NC (numerical control) equipment having a helical interpolation function.

4.The feed rate stated in the above conditions table is the feed rate at the tool center during tapping. In addition, the per-tooth feed rate is the numerical value at the cutting point.

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

6.Use the appropriate coolant for the work material and machining shape.
7.These conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual machine conditions.

[£=]

[Note



E ﬂﬁ E *4 Technical Data

TR ZZ L= epoch Thread Mil
® SERHDRUYIDIIT (M4XPO.7)

Threading of hardened steels (M4XP0.7)

I/ Cutting conditions

tHHEI44 work material : SKD11(60HRC)

fEFRTE 100l : ET-0.7-8-PN

n=4,620min"! (ve=45m/min) vi=62mm/min fz=0.015mm/t
1 UNN IS Threading depth : 8mm LEZE D 7T Blind hole

TIUR X TIGEL Pilot hole dia. XPilot hole depth ¢ 3.4 X 12mm

29—S>/ N coolant : T77—JE— Air-blow

IRvIAV WSV 507N T#

e 107UNTE
Epoch Thread Mill after threading 50 holes

Conventional after threading 10 holes.

@ HFRINAZADRUYIDIIL (M4XP0.7)

SO07CHI L% & kit (E A nl de!

Machining up to 50 holes. NOT reached tool life.

Iikwo
AVYEF=EY
Epoch

Thread Mill

TR

Conventional

10BRIE

Damaged on 10th hole
* L RR-C
7RBRIE 3 2EE
Damaged on 7th hole The second
10 20 30 40 50

MTARUIE OV

Threading hole count (holes)

Threading of sintered HSS material (M4XP0.7)

I/ Cutting conditions

tHEI$4 work material : HAP40(64HRC)

{EATIE 100 : ET-0.7-8-PN

n=4,620min" (ve=45m/min) vi=47mm/min fz=0.025mm/t
RUNMNILFES Threading depth : 7MmMm BEiEN Through hole

TIUR X TIGEL Pilot hole dia. X Pilot hole depth : ¢ 3.4 X 7mm

27— b coolant : KA Water-base

Provides machining even
on sintered HSS material! 0

20NN ik &k e fE AR HE!

Machining up to 20 holes. NOT reached tool life.

Iikwo

AVYESW |

Epoch
Thread Mill

[
BENTIE
ML ATEE!

0=
N 2EE

The second

|

® JUN\—RYHORUEIDINIT (M12XP1.75)

10

20

I"]I@bﬂ%l (ﬂ) Threading hole count (holes)

Threading of Pre-hardened steel (M12XP1.75)

I/ Cutting conditions

HEl#2 Work material : CENA1(40HRC)

fEFRTE 100l : ET-1.75-24-PN

n=3,537min"(ve=100m/min) vi=311mm/min fz=0.088mm/t
RUINTES Threading depth : 22MmM 1EZE D I Blind hole

TIUR X TIGEL Pilot hole dia. XPilot hole depth : @ 10.5X28mm

27—5 2 B coolant : KA Water-base

3007THN L ik & e {E A n] AE!

Machining up to 300 holes, NOT reached tool life.

TRy ALwR=)L 400 7UNT#OITERE
Epoch Thread Mill after threading 400 holes.




El-ﬁ & gfgi,‘ !L}%’F:__‘J ,‘Wf Epoch D Thread Mill

@ SEEMHONGIF+RUYIDREEINLI (M8XP1.25)

Simultaneous threading and drilling on hardened steels (M8XP1.25)

// Cutting conditions 30W”"I&6ﬁﬁﬁmﬂﬁg!

Machining up to 30 holes.
#EEIAE Work material : SKD11 () (62HRC) Interrupted cutting is possible.
fEETE 100 : EDT-1.25-16-TH
n=2,060min"(ve=40m/min) vi=47mm/min fz=0.025mm/t
A UINIES Threading depth © 15mm 1EZE D X Biind hole Iiﬁwqg
2—5>/ N coolant : T77—J— Air-blow AVwE=EY
Epoch D
Thread Mill
IRyIDALYRI L30T TR DT ERAE
Tool condition of Epoch D Thread Mill after machining 30 holes - T.Ih I'E(E
] Y ° > = '~ 2 @R
o FUELIRRIAGLL i
EFIKEERIF! x
Wear condition is good with no 0 10 20 30
chipping or damage!

AITAUTEE (J) Threading hole count (holes)

@ HEEANMDING(T + RUYIDEKINLI (M8XP1.25)

Simultaneous threading and drilling on hardened steels (M8XP1.25)

LIEIRAF // Cutting conditions

#EI# work material : SKD61(45HRC)

{EFATE 100 : EDT-1.25-16-TH

n=2,820min"" (vv=55m/min)

vi=75mm/min fz=0.03mm/t

A UINTIRE Threading depth © 16mm LEZE D JX Blind hole
27—5 >/ I coolant : T77—JO— Air-blow

IRy IDALYRZIL 1507 UIT# DT EIRRE
Epoch D Thread Mill after threading 150 holes.

1507ChI Lk &t A n] 6E!

Machining up to 150 holes, NOT reached tool life.

® JUN—-FRVHD]R&BIF + RUYIDEMI (M4XP0.7)

Simultaneous threading and drilling on pre-hardened steels (M4XP0.7)

// Cutting conditions

R Work material : U/\—R /4l Pre-harneded steel(40HRC)
fEATE 100 : EDT-0.7-10-TH

n=5,650min"' (vv=55m/min)
vi=75mm/min fz=0.015mm/t

RUNINIERS Threading depth : 10mm 1E3E D 7T Blind hole
2 —52 I coolant : T77—J— Air-blow

IRy DALYRZIL 4007 U T # DT EIREE
Epoch D Thread Mill after threading 400 holes.

4007CHN L% &k {E A n] 6E!

Machining up to 400 holes, NOT reached tool life.



Qs A

S 7“1.:/1_7_'4' i) Troubleshooting
RUZEDILK-INHEICDOWNT

Regarding thread diameter expansion/contraction

WHIAM P TEEFRECIHU T, BYETEEMIEZITOTIIEE L BN DTEEMMHEIE
EQANTSNCTERLEE L,

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

NOEISESICONTHEBEHBV(EINTNSD)

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

ALYRIIVIFIMNIGEDRE L. NOKISESICONTEDRENDAELIEDET,
ENOMEVESHBELFRUZEINLT 5(CE. EOAYMIRETIZEHHDOET,

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.

Regarding tool breakage

IERREVTIIEDEEZ NFTIMNL T DEMRNTT . Fie, BUTARRELHEXZYIOLL T
HRETDHGIE. VIDSFEXDICKDITMENEZISNE T, ZDHSEIRIEREZ LIF TN
9L, PIDKFHHlDN KT NIE NS ENHDET,

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.

IELEEDEWVICLDUIDSTIREOZE(E REHDINGHIF +RUEIDERINT(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

) Hl & =

Cutting Speed

BNCO OIS LERY TR EDIERENSHNCT OIS LHIERICEHELITN

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

CEASNAEMICKIOTIETOISZVI - ROREDIGEDHDET,
BFHCTI DX —D—(CFFHEZBBEVEHELEE L,

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

IIOTEEISIFEUED LBRICDWT

Regarding upper limit on machinable thread diameters.

IRy DALYRZIVIENG T INTZBEICITI/8. SHEDcD1.68EZB R HEDRLLID
MR TEFBADTTERLEEV. TIRYIRADYRI)IVIEEEIC ERIESHDFE Ao

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.

10



Em J:@ii% rce%lgli'ginnsg use /

BTITEDEDIZEEICDULT About tool feed rate

AURIRREICE RO T TlE. TIEIAA YN COEDE
B RME DT TR OEDEE RS, . TS =X 7X N X D1-Dc
RO DEDEE D BRERUET Vi=1zXZX N D

When performing thread milling by helical interpolation, the cutting point
feed rate should be multiplied by a coefficient to determine the tool center

feed rate. The equation for calculating the tool center feed rate is shown vi © T—TJ)iEDIRE Feed rate (mm/min)
at right. fz 1 HIEDEE Feed per tooth (mm/t)
: TE No. of flutes
. [BIEREY Rotation (minT")
D1 : FFEUE Thread dia. (mm)
Dc : 942 Tool diameter (mm)

BT ERMIFICDULT About tool diameter correction

ANUAIAAEICKDRUTIDINITIE. #HHEI#OEVWPT EEREC L DYHIERDEXRICIDMENUERIFIZEDHDET,
BHNCTOTS LMERY TREDIERENAHNCTOIS LR, TERBENFEIEROEATI .

When performing thread milling by helical interpolation, it may be necessary to compensate for increased cutting resistance due to differences in work materials or
tool wear condition. In the NC programs created using Hitachi Tool's NC program creation software, tool diameter compensation is in radius designation format.

= - Correction example :
ﬁIEﬁ“ ﬁﬁ;g&mo)nbtﬂbﬂul (MBXP1 25) Tr?re(:iir?g zf :argeened material (60HRC) (M8XP1.25)

#EI# Work material - SKD11(B0HRC) TR 1o : ET-1.25-20-PN (TER¢6.2) TIUEXTIURE Pilot hole dia. X Pilot hole depth - (08.8X25mm
n=2,060min1 (vv=40m/min) wv=56mm/min £=0.03mm/t 1RUIIES Threading depth : 20mm  LEZEDJT Biind hole

A @ 0 | 20 | w0 | 40 m) ERERE
3.04

TEEMIEE (mm) | 309 3.08 3.06 NOT reached tool life.

Tool dia. correction value (mm)

WO —5> FMCDULT About coolant

- O=SUNSBANICT7 TO—ZHRLE T, KAMIHIRIT—ERDHHI
PN IERUOE EICELTWES  HETIEIRIFTID S FHRHIENERL
BULTWEE A,

- RV —DTNEBDEVRIICY v IB D DREHUBE Y v IRED 1~
2fETIERFL. I—SUMNOEX THICBMUBICT—S UM/ X)VERE
LTLIZEWV, FeO—SVNERYIDLTHEFHEND K IICTERLTLE
TV BENBVGERVIDKTHEDICKD N BB T ENEZSIERIT
RN BDE T,

—

- BAAERICEID K FHADIAD BRI D B DTcs. A ILik—ILdEDITE YR
[FRATFH A IUIR—)LZERU TN T Z{ToTLIEE LY, D1 ~2
[=]

* For coolant, in general an air blower is recommended. Water-soluble cutting fluids are 1to 2 times

suitable for some work materials or improving the grade of processed surfaces. Oil-based shank diameter

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 1 to 2 times the shank diameter. The coolant nozzle should
then be positioned so that the coolant will reach the bottom of the hole. In addition,
coolant pressure should be adjusted so that it removes cutting chips. If the setting is bad,
cutting chip clogging may lead to flute tip damage or tool breakage.

« Since there is a risk of cutting chips getting inside the machine, when using tools equipped
with oil holes, be sure to perform processing using the oil holes.
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Be sure to contact Hitachi Tools for questions regarding direct cutting of high-hardness steel

EEXEBIBFHSD—F o

Comments from your salesperson

K. REDT—Y [FHBRERDO—HFITHD (RIAMETIFHB D F Ao The diagrams and table data are examples of test results, and are not guaranteed values.
A R2LDTEE Atentionson SEIEY

1. BB EDTEE . 1. Cautions regarding handling
(N IEZ7—X (1) PSR TRRIE. TEORUHLETICTEBLLZSV HICTE AREDiE (1) When removing the tool from its case (packaging), be careful that the tool does not pop out or is

MICRTATEBEBRVOLET, dropped. Be particularl i i
b ly careful regarding contact with the tool flutes.
Q) #M BN FEETITELBIRIBRIE M P ERF CEEMNAVEITERL TEE, (2) When handling tools with sharp cutting flutes, be careful not to touch the cutting flutes directly with

. RIFEOTER your bare hands.
() ZEERRIC, TEOE - ENEONBREBEToCVWEEE AL ubFry 7 EAORAIIEEIC 2. Cautions regarding mounting

%) L{iﬁﬁf‘#t_ E%“ﬁﬂféﬂ%ﬁ‘%ibf 1A EHICERAEL ST, ZORSOEEETRL (1) Before use, check the outside appearance of the tool for scratches, cracks, etc. and that it is firmly

N

TEx, mounted in the collet chuck, etc.
3 fiﬁﬁ.l:&) . (2) If abnormal chattering, etc. occurs during use, stop the machine immediately and remove the cause
b ER of the chattering.
(1) I T B3 A HIM Ot i BIRO A, 55D UBHERRL THL TR, 3. Gautions during use
(2)IZENBIREROHIEE FLMEEDL LT DERELTIFIALEEN, THAAPAZBE, 9

ﬁﬁi&m@ﬂﬂ MBS NSO A 35 B AT T ORI ISC CET IS A iE - SRR T {5 (1) Before use, confirm the dimensions and direction of rotation of the tool and milling work material.

3= (2) The numerical values in the standard cutting conditions table should be used as criteria when starting
(3)47 #IJI BEMREEOME T, JEMh Bl TR T 3B AN Bl ST, £ TIT P new work. The cutting conditions should be adjusted as appropriate when the cutting depth is large,

B A n BET, ChODREME L EAESE. KEHZLEBICA-CAEILIR the rigidity of the machine being used is low, or according to the conditions of the work material.

i HN)ET DT, TRECHERTIZORARICKEHN—EM T, RiEHHP BEDREELER (3) Cutting tools are made of a hard material. During use, they may break and fly off. In addition, cutting

LTRELBE T COEEEBEBEOVALET, chips may also fly off. Since there is a danger of injury to workers, fire, or eye damage from such
(4) TR ICRE T BATER BB IC LB RE P I FICEBBIAN - KK DBRI HBNET, B A flying pieces, a safety cover should be attached when work is performed and safety equipment such

BEDOBROBHZEZATIMERLEVTEIN, RARMTIEEE S FEHIh35A 3B AT as safety goggles should be worn to create a safe environment for work.

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

prevention is necessary.

4. Iféiislzafbg\ REFORES FHOE - ZOMABRSHIELDS | 7U—4 1 VIVEAHTHEER | A (5) Do not use the tool for any purpose other than that for which it is intended.
SRS,

AAh5OJ0 LE HFERIBEEEREGEED2E T IFELLTE D FET, Bttt el Mtat LsEs

Specified dealer stock items marked with [ in this catalog are available from the two companies listed at right.

=l 4y A BirY—IUik—LNX—3 | TU—51 v IUEHiEEk
@ E AL ‘J _) l/**:_ttﬂ*i http:/www.hitachi-tool.co.ip  &550120-1341 5

gﬁ%f‘im") Hitachi Tool Engineering,Ltd. | _ [ ————
_ A i T105-0023 SREHHBRKZH1-2-1 (Y —/\ANSESF) e T S

& 03-6858-2201 FAX 03-6858-2231 | TOOLSEARGH ] =
Overseas Dept.: @ +81-3-6858-2203 FAX +81-3-6858-2228

& B B 0368582202 FAX03-6858-2231 BABRAESR @ 03-6858-2203 FAX03-6858-2228

RREZEM B0368582211 FAX03-6858-2231  ZHEEHFT & 052-857-6001 FAX052-857-50068
sibEZEm B®022-2085100 FAX022-2085102  KBrREZEFT 2T 06-7711-2200 FAX06-7711-2204
FimEskr ®0258-29-3039 FAX0258-29-3092  chiuEZFT & 082-536-2001 FAX082-536-2003
FRERERA T0294-38-8330 FAX0294-38-8335  JuMEZFT @&092-289-7010 FAX092-289-7012
REFESP ®0268-21-3700 FAX0268-21-3711  dbjuiHsRpT & 093-434-2640 FAX093-434-6846
JtEIRERA ®0276:59-6001 FAX0276-59-6005  I-7/JE%t/s- @ 0852-60-56050 FAX0852-60-5055
HHsRPT  ®0285-82-1451 FAX0285-84-3429

#RE%R T046-228-1300 FAX046-228-1302

3—0v/\/Hitachi Tool Engmeerlng Europe GmbH ltterpark 12, 40724 Hilden, Germany. TEL : +49-(0)2103-24820, FAX : +49-(0)2103-248230
F  E/EINE(EEERAE BEC00003HE LEhEaRERAaHee8S BIESMHAN] 1012) TEL:+86-(0)21-3366-3058, FAX:+86-(0)21-3366-3050
7 XU/ Hitachi Metals America, Ltd. 41800 W. Eleven Mile Road, Suite 100 Novi. Michigan, 48375, USA TEL : +1-248-465-6029, FAX :+1-248-465-6020

A/ Hitachi Metals (Thailand) Lid. Unit 138, 13th Floor,Ploenchit Tower, 898 Ploenchit Road, Lumpini, Pathumwan, Bangkok 10330, Thailand TEL : +66-(0)2-263-0892, FAX :+66-(0)2-263-0894
4~ R/ Hitachi Metals (India) Pvt. Ltd. Plot No 94 & 95,Sector 8, IMT Manesar, Gurgaon -122050, Haryana, India TEL : +91-124-4812300, FAX :+91-124-2290015
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