EESENLRAZEREY 1 TEV/RIVRI

MOL.DINO

The Edge To Innovation

Poly Crystalline Diamond end mill
for cemented carbide cutting
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Poly Crystalline Diamond and a flute shape that increases flute rigidity
enables a shiny machined surface and the maintenance of machining accuracy.

EPCDS @#%E Features of EPCDS

01 BESEOMLINTICELIESIERANE
YALVYEVRIVRZITY,
Poly Crystalline Diamond end mill suitable for finishing of cemented carbide.
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High-rigidity circular-arc-shaped cutting flute enables the maintenance of
machining accuracy.
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The multiple-flute effect realizes long tool life.
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Tool dia. Flute length | Effective length | Under neck length Neck dia. Overall length Shank dia. Elutes restgigll%)?iit:[(j\‘)
DC LCF LB1 LB3 BD3 LF  |DCONMS
EPCDS4001 o 0.1 0.01 0.1 3 1.3 40 4 4 75,410
EPCDS4002 o 0.2 0.02 0.2 3 1.3 40 4 4 75,410
EPCDS4003 [ ] 0.3 0.04 0.3 3 1.3 40 4 4 64,700
EPCDS6004 o 0.4 0.04 0.4 3 1.3 40 4 6 64,700
EPCDS6005 o 0.5 0.05 0.5 3 1.3 40 4 6 64,700
EPCDS6006 o 0.6 0.07 0.6 3 1.3 40 4 6 53,880
EPCDS6008 ] 0.8 0.1 0.8 3 1.3 40 4 6 53,880
EPCDS6010 o 1.0 0.1 1.0 3 1.3 40 4 6 53,880
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Recommended cutting conditions
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L2 CLk (i) min i mm @EH THIBISIM I DS, EMDEAIBIEE DMIBIFIEEE
0.1 40,000 10~30 0.0005~0.001 BLTHBITLTLEEL,
0.2 40,000 10~30 0.0005~0.001  QOEMOEEMHEOENMES(E. FTeEEME T — T ILEDE
0.3 40,000 10~30 0.0005~0.001 @Eil‘iﬁﬁgﬁifgﬁ@wmrm&ruﬂ
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08 40,000 20~50 0.0005~0.002 & ¢ sz il B PIHIERIA T EOINTIC it
0.5 40,000 20~50 0.0005~0.002 ENBESIC/ TV DB EBELTEE L,
0.6 40,000 20~50 0.0005~0.002 @z OYEIEHERIEFTEIEGEOERERT DT, REOMT
0.8 40,000 20~80 0.0005~0.002 TIEM TR, AR DRI F S ERAD NS, SEADRK
1 40,000 20~80 0.0005~0.002 TICED AHISRHORRZITOTLEE L,

[Note] 1) Tool rotation runout should be minimized, since it could lead to reduced cutting accuracy or tool chipping or breakage.
2) For extremely detailed cutting, the machinery characteristics such as machinery displacement, etc. should be understood before performing cutting.
3) If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
4) Non-water-soluble cutting fluid or water-soluble cutting fluid is recommended.
5) To suppress chip clogging, adjust the cutting fluid nozzle so that the cutting fluid is supplied to the tool cutting flutes.
6) These conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual machine and work-piece conditions.
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Work material : Cemented carbide (91HRA) " in " -‘.
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IITEFE : 40min. I
Cutting time
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Coolant : Water base coolant
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Magnified view
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#w El # : BEFESE (91HRA) €352 Conventional

Work material : Cemented carbide (91HRA)

fATE : EPCDSB010(¢1mm)

Tool

MIZE : n=40,000min' (ve=125.6m/min)

Cutting conditions |, +=B5,0mMm/min (fz=0.0002mm/t)
apXae=0.0005X%0.02mm

INTEFR : 120min.

Cutting time
H—SUN | ACEIEYIEIR
Coolant : Water base coolant
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Streaks on machined surface are few and the There are many streaks and much
machined surface is uniform without unevenness. unevenness on the machined surface.
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The diagrams and table data are examples of test results, and are not guaranteed values.
“MOLDINO’ is a registered trademark of MOLDINO Tool Engineering, Ltd.
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Attentions on Safety
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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.

2. 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.

3. 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 large,
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 addition, cutting
chips may also fly off. Since there is a danger of injury to workers, fire, or eye damage from such
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.

4. 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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3—0v/\,/MOLDINO Tool Engineering Europe GmbH Itterpark 12, 40724 Hilden, Germany. TEL : +49-(0)2103-24820, FAX : +49-(0)2103-248230
o1 [/ MOLDINO Tool Engineering, (Shanghai) Ltd. Room 2604-2605, Metro Plaza, 555 Loushanguan Road, Changning Disctict, Shanghai, 200051, CHINA TEL:+86-(0)21-3366-3058, FAX:+86-(0)21-3366-3050
7 X1 73,/ 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
A%< /MMC METAL DE MEXICO, S.A. DE C.V. Av. La Cafiada No.16, Parque Industrial Bernardo Quintana, EI Marques, Querétaro, CP 76246, México TEL : +52-442-1926800
JSY)b./ MMC METAL DO BRASIL LTDA. Rua Cincinato Braga, 340 13° andar.Bela Vista ~ CEP 01333-010 Sao Paulo - SP., Brasil TEL : +55(11)3506-5600 FAX : +55(11)3506-5677
4 A /"MMC Hardmetal (Thailand) Co.,Ltd. MOLDINO Division 622 Emporium Tower, Floor 22/1-4, Sukhumvit Road, Klong Tan, Klong Toei, Bangkok 10110, Thailand TEL:+66-(0)2-661-8175 FAX:+66-(0)2-661-8176
A~ R/ NNC Hardmetal India Pvt Ltd. H.0.: Prasad Enclave, #118/119, 1st Floor, 2nd Stage, 5th main, BBMP Ward #11, (New #38), Industial Suburb, Yeshwanthpura, Bengaluru, 560 022, Kamataka, India. Tel : +91-80-2204-3600
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Specifications for the products listed in this catalog are subject to change without notice due to
replacement or modification.
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