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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.
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Circular-arc-shaped,
high-rigidity cutting flute

Features
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(@ Poly Crystalline Diamond end mill suitable for finishing of cemented carbide.
(@ High-rigidity circular-arc-shaped cutting flute enables the maintenance of machining accuracy.
(3 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. Flutes retail price (¥)
EPCDS4001 o 0.1 0.01 0.1 3 1.3 40 4 4 70,400
EPCDS4002 o 0.2 0.02 0.2 3 1.3 40 4 4 70,400
EPCDS4003 L] 0.3 0.04 0.3 3 1.3 40 4 4 60,400
EPCDS6004 o 0.4 0.04 0.4 3 1.3 40 4 6 60,400
EPCDS6005 o 0.5 0.05 0.5 3 1.3 40 4 6 60,400
EPCDS6006 o 0.6 0.07 0.6 3 1.3 40 4 6 50,300
EPCDS6008 [ 0.8 0.1 0.8 3 1.3 40 4 6 50,300
EPCDS6010 [ 1.0 0.1 1.0 3 1.3 40 4 6 50,300
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Recommended
cutting conditi
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WHEIT BEaE
Work material Cemented carbide
S42Dc [CIER#4 n EDIRE ve YhAHE ap
Tool dia. (mm) min-! mm/min mm
0.1 40,000 10~30 0.0005~0.001
0.2 40,000 10~30 0.0005~0.001
0.3 40,000 10~30 0.0005~0.001
0.4 40,000 20~50 0.0005~0.002
0.5 40,000 20~50 0.0005~0.002
0.6 40,000 20~50 0.0005~0.002
0.8 40,000 20~80 0.0005~0.002
1 40,000 20~80 0.0005~0.002
[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)

fEFTE : EPCDSB6010(¢1mm)

Tool

TR : n=40,000min” (ve=125.6m/min)
Cutting conditions -, e=50mm/min (fz=0.0002mm/t)

apXae=0.0005X0.02mm
ISR : 40min.

Cutting time
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Coolant : Water base coolant
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Amount of residual material is small.

HIDFZUL HIDFZULX

Amount of residual material is large.

i Hl # :BESE (91HRA)

Work material : Cemented carbide (91HRA)

fEATE : EPCDS6010(¢1mm)

Tool

IR © n=40,000min' (ve=125.6m/min)
Cutting conditions -, e=50mm/min (fz=0.0002mm/t)

apXae=0.0005X0.02mm
INLEERY : 120min.

Cutting time
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Coolant : Water base coolant
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Magnified view
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Streaks on machined surface are few and the
machined surface is uniform without unevenness.
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Ra:0.01 um Rz0.07um

i
Ra: Less than/0.01um Rz:0.03um
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There are many streaks and much
unevenness on the machined surface.
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1. Cautions regarding handling

¢l >Ii!§:— ;((15 ))g;;bgl\mjgﬁﬂu TEDORUHELEFICTERLIN BT T ETEpEDE (1) When removing the tool from its case (packaging), be careful that the tool does not pop out or is
B ATEE dropped. Be particularly careful regarding contact with the tool flutes.
@) BREINER T2 TREMBOMRISE TN HERF TEEM ALV LITERL L, (2) When handling tools with sharp cutting flutes, be careful not to touch the cutting flutes directly with
2. BB DR TREIO IR,
(1 )Jﬁﬁ aut_ IEI OfF - BNEOHNBRERET O TV ZE, ALy F vV EAOMHIZFERIC 2. Cautions regarding mounting
. 1) Before use, check the outside appearance of the tool for scratches, cracks, etc. and that it is firml
() CRRRRC. R RBS IR LBAL, EECBHARLESET, ZORBOREsR R, (1) B0 use,check he autside app Sl
TKrEdLY, (2) If abnormal chattering, etc. occurs during use, stop the machine immediately and remove the cause
3. FERAEDNTEE of the chattering.
£ IES DEMEIL, L DI EFDER ZF Lo ‘1_7%7)" WSEL (1) Before use, confirm the dimensions and direction of rotation of the tool and milling work material.
*&W(D”“ P INSVB & BB R AT T ORI ml/_(tflﬁ” FHEEEICEHEL T (2R (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,
(3 WJﬁUI BHHEEEOMHTT, ‘-@ﬁﬁ*‘vW;EbTEk”ﬁT%zA”W)iTO Ero, GIUCTHTE the rigidity of the machine being used is low, or according to the conditions of the work material.
B§2ZEnD Ui?’ogt.hbmﬁi%ﬁ%% IEREEESE, KI5 ﬁ&hjﬁtiﬁl cA-TaE Sﬁé’& (3) Cutting tools are made of a hard material. During use, they may break and fly off. In addition, cutting
ﬁgg%ﬁ%mizTgwf?ﬁ‘%{%fggﬁ?ﬁiﬁ' CRENN—EBAI, REDHDEORELEER chips may also fly off. Since there is a danger of injury to workers, fire, or eye damage from such
R , A e o P . ,, flying pieces, a safety cover should be attached when work is performed and safety equipment such
(4) HIRICSEE T BNAED, W*E“*,??é?f"? WS IEBEIN-KRDOBEDBYET BN as safety goggles should be worn to create a safe environment for work.
5%‘7)7‘@?55&—51‘“§mb BT, RKBMGE R CERESN BB EIPIA (4) There is a risk of fire o inflammation due to sparks, heat due to breakage, and cutting chips. Do not
REBTITRTRE use where there is a risk of fire or explosion. Please caution of fire while using oil base coolant, fire
(5) TEEARDBHRIHNC T ERICAS BV TRE, prevention is necessary.
4. EFSIBEOSE (5) Do not use the tool for any purpose other than that for which it is intended.
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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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@ 03-6858-2201 FAX 03-6858-2231
@ +81-3-6858-2203 FAX +81-3-6858-2228
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http:/www.mmc-hitachitoolcojp  Fsi 0120-134159
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1+ B # B&03-6858-2202 FAX03-6858-2231 BNERAES B 03-6858-2203 FAX03-6858-2228 58
RREHFPT 0368582211 FAX03-6858-2231  ZHEEHA B 052-857-5001 FAX052-857-5006

RibEZPT 0222085100 FAX022-2085102  ABREZFT @ 06-7711-2200 FAX06-7711-2204

e ®0258-29-3039 FAX0258-29-3092  FRIMEZFT @& 082-536-2001 FAX082-536-2003

REIREXRA B0294-38-8330 FAX0294-38-8335  HMEZFT @ 0922897010 FAX092-289-7012

REEFEM ®026821-3700 FAX0268-21-3711  HefuMiHaRAT @& 093-434-2640 FAX093-434-6846

JtRERERmT ®0276-59-6001 FAX0276-569-6005
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B 046-228-1300

FAX046-228-1302

3-0v/{/MMC Hitachi Tool Engineering Europe GmbH [Itterpark 12, 40724 Hilden, Germany. TEL : +49-(0)2103-24820, FAX : +49-(0)2103-248230
o E/EZANTIE(LE)BERAF HiE200003+E LEMEEXERER288S (BIEERTD11012) TEL:+86-(0)21-3366-3058, FAX:+86-(0)21-3366-3050
% A /Hitachi Metals (Thailand) Ltd. 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

BEMAKIOEBBIRZOEMERTLTHIET,
FEL YR BEDOLDICARERT TP HIET,

Specifications for the products listed in this catalog are subject to change without notice due to replacement or modification.
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