Screw-on type TAC Mills j i -
T/EPW13 L (. c0) BEMKN

For square shoulder milling of general steels,
Fore iy Sy stainless steels, cast irons and non-ferrous metals
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Fig.A Fig.B Mill body fixing screw
ap(Max depth of cut) - 10mm Right hand (R} shown.

b

B TPWA13 (Fig-A)

S |58 Dimensions (mm) h . Mill body | Mounting
21|93 le| . -
nI2E g Lt fixing screw details
TPW13R050M22.0-03 @ | 3 | 50 22 20 40 6 10 0.3 With
TPW13R063M22.0-04 | @ |4 | 63 | 22 | 20 | 40 | 6 | 10 | 05 | wip |CMOXS0H 91448
§ | TPW13R080M25.4-04 |@ [ 4 [ 80 | 254 [ 26 50 6 9.5 0.8 With |CM12X30H
S | TPW13R100M31.7-05 @ |5 | 100 | 31.75| 38 50 8 12.7 1.2 with [TMBA-MIBH o
£ | TPW13R125M38.1-06 @ |6 | 125 | 381 | 38 63 | 10 | 159 | 24 With |[TMBA-M20H
S | TPW13R160M50.8-08 @® | 8 | 160 | 508 | 38 63 | 11 19 4 | without =
TPW13R200M47.6-10 | @ |10| 200 |47.625 38 63 | 14 | 254 | 7.4 |without - S
TPW13R250M47.6-12 12| 250 |47.625 38 63 | 14 | 254 | 126 |without = -
TPW13R050M22.0-04 @ |4 | 50 22 20 40 6 10 0.3 With
TPW13R063M22.0-05 @ |5 | 63 22 20 40 6 10 0.4 e e
= | TPW13R080M25.4-06 ® |6 | 80 | 254 | 26 50 6 9.5 0.8 With |CM12x30H
3 | TPW13R100M31.7-07 @ | 7 | 100 | 31.75| 38 50 8 127 | 12 With |TMBA-M16H
% | TPWI3R125M38.1-08 @ |8 | 125 | 381 | 38 | 63 | 10 | 159 | 24 | win [TvBA-Mon O 1448
O | TPW13R160M50.8-12 @ [12| 160 | 50.8 | 38 63 | 11 19 4 | Without —
TPW13R200M47.6-16 16| 200 [47.625 38 63 | 14 | 254 | 7.4 |without - A
[ TPW13R250M47.6-18 18| 250 |47.625 38 63 | 14 | 254 | 12.7 |without — i
= = | TPW13R050M22.0-05 5| 50 22 20 40 6 10 0.3 With
5 g TPW13R063M22.0-06 6| 63 22 20 40 6 10 0.4 With CWGXSOH_ S
< % | TPW13R080M25.4-08 8| 80 | 254 | 26 50 6 9.5 0.8 With |CM12x30H
S | TPW13R100M31.7-10 10| 100 [31.75| 38 50 8 [127 | 1.2 with [TMBAMIGH o
£ | TPW13R125M38.1-12 12| 125 | 381 | 38 63 | 10 | 159 | 25 With [TMBA-M20H
4 | TPW13R160M50.8-15 15| 160 | 50.8 | 38 63 | 11 19 4 |without -
B EPW1 3 (Fig.B, shank-type spec)
No. of Dimensions (mm) _
i oDc Air hole
EPW13R025M25.0-01 1 25 25 80 35 115 | 04 With
€ | EPW13R032M32.0-02 ® 2 32 32 80 35 115 0.6 With
S | EPW13R040M32.0-03 ® 3 40 32 80 35 115 0.7 With
£ | EPW13R050M32.0-03 & 3 50 32 80 40 120 0.9 With
8 | EPW13R063M32.0-04 M 4 63 | 32 80 40 120 | 1 With
EPW13R080M32.0-04 -] 4 80 32 80 40 120 | 13 With
o= | EPW13R050M32.0-04 ® 4 50 | 32 80 40 120 | 09 With
E% EPW13R063M32.0-05 ) 5 63 32 80 40 120 1 With
s EPW13R080M32.0-06 ® 6 80 32 80 40 120 0.8 With
@ : Stocked in Japan.
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I Replacement parts

Part Cat. No.
TPW13R050M22.0-03
~TPW13R250M47.6-12 EPW13R050M32.0-03
No Fiogh TPW13RO050M22.0-04 | EPW13R025M25.0-01 ~EPW13R080M32.0-04
~TPW13R250M47.6-18 | ~EPW13R040M32.0-03 EPW13R050M32.0-04
TPW13R050M22.0-05 ~~EPW13R0B0OM32.0-06
~TPW13R160M50.8-15
I {1}| Shim screw DTS5-3.5588 = DTS5-3.588
ez @ |Shim FSSP1102 = FSSP1102
Shim seram - \l("% (3 | Clamping screw CSPB-3.5 CSPB-3.5 CSPB-3.5
et — | Wrench P-3.5 e P-3.5
Right hand (R) shown. | — | Wrench IP-15D IP-15D IP-15D
O Standard cutting conditions .
O
g _ Houghing (Dep'th of cut: :_-__1.0_mn1}_ Light cuttir_lg to f_inish_i_ng [I.‘_.l_epth _uf cut: ¢ 1.0 mm) =z
Work materials :::es Cutting speed Feed per tooth fz (mm/t) Feed per tooth fz (mm/t) %
& Vve(mmin)  MJ ML MS Ad MJ ML MS Ad
AH120 = = o = = 5 - = —
Firstohole | 100270 0.05~025 0.05~02 0.05~02 |0.05~0.18 |
Mild & Low carbon steels T3130-T3030
T : 150~300 | 0.05~0.25 — - - 0.05~0.2 - - -
(IS $5400, $25C, etc.) | 1o "Rma;’gs‘stm
e Briority on imiach esitance | 80180 | 0.05~0.25 - 0.05~0.2 - 0.05~0.2 - 0.05~0.18 -
NS740 N = = - = = = o -
Prcrty o Sation qualty | 100300 | 0.05~0.15 | 0.05~0.12 |
AH120 = - = = o 7 = = =
melel 100~230  0.05~02  0.05~015 0.05~0.18 | 0.05~0.12
Carbon & alloy steels | T3130-T3030 150~280  0.05~0.2 = - - 0.05~0.18 = = =
(IS S50C, SCMa40, etc) ooy "Rﬁ?ﬁ;’gs'm"w
< 300 HB Priority on impact resistance | et | e | B B B Ede B B | B
NS740 " o _ _ _ . _ _ D
Priority on surface quality 100230 | 0.05~0.13 0.05~0.12
Die steels Figtth%(i]ce 100~180 | 0.05~0.15 0.05~0.12 = - 0.05~0.12 | 0.05~0.1 S =
(UIS SKD11, SKDB1, etc.) (— e s 20 ee s
<30 HRG Pifoiy o st pibtaees | 100180 f005~045| - - = 0.05-0.12 - e
Stainless steels Fi&HMO 80~200 0.06~0.2 - |o05~0.18 - 0.05~0.18 - 0.05~0.15 -
choice
(JIS SUS304, SUS316, etc.) i
<250 HB Priotty on e msistance | 150250 | 0.05~02 | 0.05~0.15 = - 0.05~0.18 | 0.05~0.12 = —
Gray and ductile cast Irons |:ir-;|,-,.o;I (?Josice_ | H-es0) Dfe-02 ] — - - 0.05~0.18 - = =
JIS FC250, FCD400,stc. AH120 i = s = i s e s —
i J Prioity onlimpuet sisance | 100250 | 005~02 | 0.05~0.15 0.05~0.18 | 0.05~0.12
Aluminum alloys KSO5F o = = _ o - _ e =
(112 %) sl E 300~-1000 0.05~0.2 0.05~0.2
Aluminum alloys KSO5F H_ _ _ _ I _ _ _ e
(Si > 13%) T - 80~300 0.05~0.2 | 005~02
Copper alloys 2O 200~500 = = - 0.05~0.2 = = = 0.05~0.2

Notes: ® When cutting at a large depth of cut or a large cutting width, the cutting speed (Vo) and feed (fz)

should be set to the lower side of the values shown in the above table.
* Dry cutting (or air-blowing) is generally recommended. But, when chips tend to excessively adhere to the cutting edges such as when
machining stainless steel, use a water soluble cutting fluid.

* When wet machining mild steels, carbon steels, and alloy steels, use T3130 at lower cutting conditions.
* TPW13 type TAC mills can not be used for axial-feed cutting such as ramping, plunging, and drilling.

|® : Stocked in Japan. |
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