- Unequal flute spacing for anti-vibration
- 4,5,7 flutes, positive rake angle and high rigidity design
- Good chip evacuation

- ARCO coating for general milling
- ANAX smooth coating for high temperature alloy
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EPSSVC41 OOOOA (21 0mm/4Z)
Work Material : S45C

Vc =200 m/min  fz=0.12 mm/t
ap =20mm ae =2mm
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Solid Carbide Endmills
V470 - Tools selection T K 3 )LDiER

WINSTAIR

Series Series Number il Tool Type @ : @ : @
= SY—ES Angle |\, " £2= |Slot milling|Side roughing | Side finishing
FILAE BT | MESMT |BELLFNT
u Square X7I7
38° |Chamfer CEED| v v v |ele|e| [O|O
Standard 12#5Y Radius ROd—7-
2
EPSSVC Fege
Square X7I7
8|S v v v |olelo| |e|o
. Radius RI—7+—
.& Standard 248!
V470C e
Square X7I7
EPSUVC cd 38° v v v eo®® (OO
Radius #—7—
Necked #w 7 {F&
Page 4
EPSRVC 38 |Chamfer CERD| v v elele| OO
Roughing/Finishing 3 / ft £If
Page 5
” Square XU I7
45°  |Chamfer CEHD v v |elele| |@O
Standard 12#£8! Radius Rd—+—
Page 6
EPSSVD | [ K A% 43° |Square ¥ T7 v v o000 OO
‘‘‘‘‘‘‘‘ AX
Standard 1Z#£8!
Page 7
Square XV I7
V470D Ld % e 43 C:amfer CEEmD Y . o
Standard 1Z#8!
Page 8
Square XV L7
L4 &4 43> |2 ’ /v |elele| |e|e
Long Flute 0V v% Radius R3-7-
Page 9
EPSCVD
Square XV L7
S v o | |o|®
Long Flute 0v49vv% Radius R3-7-
Page 10
V470E | EPSSVE | E:1 K3 6% 52° |Radius RI—7- v o o0
Standard 1Z#E%Y
Page 11
Square XJI7
EPSSVB o 35° v v o0 O
v470B _ Radius RJ—+—
Standard 1Z#E%Y
Page 12




Solid Carbide Endmills

V470C - Unequal Flute Spacing - 4F REZERA TR I)L
- REDEREICED ~EEDZIMFITZ0T £ENEREMEIEET

- Unequal flute spacing for anti-vibration.

- 38° helix angle design for alloy steel and stainless

steel slot and side milling.

- ARCO coating with Al, Ti, Cr, N elements provide

WINSTAIR

F 38R LAERFIIEEH s X7 L BN TR OAIE
MIICELTWVWEY
- ARCO O—7« >Z (A, Ti,Cr,N) KD EBIhIMEFEE R

superior wear resistance and extend tool life. EmEiRMLET
0®e® OO0
EPSSVC Order No. Dia. cL OAL  Shank o Flutes
AXES (d) (L1) (L) (D) 2)
e B = EPSSVC4410000A 1 3 50 4 : 4
Unequal EPSSVC4420000A 2 5 50 4 - 4
EPSSVC4430000A 3 8 50 4 - 4
EPSSVC4430001A 3 8 50 4 0.05C 4
EPSSVC4440000A 4 10 50 4 - 4
EPSSVC4440001A 4 10 50 4 0.05C 4
EPSSVC4440052A 4 8 50 4 0.5R 4
gp— EPSSVC4050000A 5 13 50 6 - 4
@ EPSSVC4060000A 6 15 50 6 - 4
— EPSSVC4060011A 6 15 50 6 0.10C 4
(7 EPSSVC4060032A 6 12 50 6 0.3R 4
— EPSSVC4060052A 6 12 50 6 0.5R 4
@ EPSSVC4060102A 6 12 50 6 1R 4
— EPSSVC4080000A 8 20 60 8 - 4
EPSSVC4080011A 8 20 60 8 0.15C 4
— EPSSVC4080052A 8 16 60 8 0.5R 4
EPSSVC4080102A 8 16 60 8 1R 4
= ’ EPSSVC4080152A 8 16 60 8 1.5R 4
— EPSSVC4100000A 10 25 75 10 - 4
@ EPSSVC4100011A 10 25 75 10 0.15C 4
— EPSSVC4100052A 10 20 75 10 0.5R 4
: @ EPSSVC4100102A 10 20 75 10 1R 4
o E— EPSSVC4100202A 10 20 75 10 2R 4
D (h6) | EPSSVC4120000A 12 30 75 12 5 4
EPSSVC4120021A 12 30 75 12 0.20C 4
d Tolerance EPSSVC4120052A 12 24 75 12 0.5R 4
d<6 0~-0.02 EPSSVC4120102A 12 24 75 12 1R 4
6<ds<12 0~-0.03 EPSSVC4120202A 12 24 75 12 2R 4
d>12 0~-0.04 EPSSVC4140000A 14 30 75 14 - 4
EPSSVC4160000A 16 35 100 16 s 4
EPSSVC4160021A 16 35 100 16 0.25C 4
EPSSVC4160102A 16 32 100 16 1R 4
EPSSVC4160202A 16 32 100 16 2R 4
EPSSVC4160302A 16 32 100 16 3R 4
EPSSVC4200000A 20 45 100 20 - 4
EPSSVC4250000A 25 45 100 25 - 4
Working Material Cutting Application Aexd Apxd Ve fz
I NI IS MIF YIBIRE 4 6 8 10 12 16
Carbon steel Slot milling &L 1 0.5~1.0 80~145 | 0.025 | 0.030 | 0.040 | 0.050 | 0.060 | 0.080
(S45C » S55C)
i Side milling fIEMNT | 0.1~0.3 0.7~2.0 130~225 | 0.035 | 0.042 | 0.056 | 0.070 | 0.084 | 0.112
Alloy steel / Tool steel |  slot milling /0T 1 05~1.0 65 ~ 130 0.022 | 0.027 | 0.036 | 0.047 | 0.056 | 0.074
(SK, SCM, SKD)
i Side milling {AIE 0T 0.1~0.3 0.7~20 90 ~ 180 0.031 | 0.038 | 0.050 | 0.066 | 0.078 | 0.104
Stainless steel Slot milling 311 T 1 0.3~0.6 50~100 | 0.015 | 0.020 | 0.030 | 0.035 | 0.040 | 0.056
(SUS304, SUS316)
27V LR Side milling #IE T 0.1~0.2 0.7~20 80~130 | 0.021 | 0.028 | 0.042 | 0.049 | 0.056 | 0.078
Hardened steel Slot milling ;&1 T 1 02~04 30 ~ 60 0.015 | 0.020 | 0.025 | 0.030 | 0.035 | 0.048
(HRC 40 ~ 50)
=TEREE Side milling #IEMNT | 0.05~0.1 0.7~20 65~100 | 0.021 | 0.028 | 0.035 | 0.042 | 0.049 | 0.067

XIf the machine not stable, please reduce the feed about 20%.

BRARE LB VBEE B0 EH 20085 LT LT W
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Solid Carbide Endmills WINSTAR

V470C - Unequal Flute Spacing - 5F RZERE TR I)L

- Unequal flute spacing for anti-vibration. - REDEREICED ~EEDZIMFITZ0T £ENEREMEIEET
- 38° helix angle design for alloy steel and stainless -3V LAERIEEHE AT YL AMAAMIICELTVEY
steel side milling. « ARCO ZL—ZRO—F+ >4 (Al Ti,Cr,N) & b BN 7-fitE

- ANAX smooth coating with Al, Ti, Cr, N elements EMrESGETEMLET
provide superior wear resistance and extend tool life.
0|0|0] 10|10
EPSSVC Order No. Dia. cL OAL  Shank R Flutes
ANES (d) (L1 (L) (D) @
Pl ve e EPSSVC5060000AX 6 15 50 6 . 5
Unequal EPSSVC5060032AX 6 12 50 6 0.3R )
ANAX m @ EPSSVC5060052AX 6 12 50 6 0.5R 5
AX 38° 55 EPSSVC5080000AX 8 20 60 8 - o)
EPSSVC5080052AX 8 16 60 8 0.5R 5
J d R EPSSVC5080102AX 8 16 60 8 1.0R 5
3 EPSSVC5100000AX 10 25 75 10 - 5
EPSSVC5100052AX 10 20 75 10 0.5R 5
L1 EPSSVC5100102AX 10 20 75 10 1.0R 5
EPSSVC5100202AX 10 20 75 10 2.0R 5
. EPSSVC5120000AX 12 30 75 12 - 5
@ EPSSVC5120052AX 12 24 75 12 0.5R 5
— EPSSVC5120102AX 12 24 75 12 1.0R 5
L @ EPSSVC5120202AX 12 24 75 12 2.0R 5
— EPSSVC5160000AX 16 35 100 16 - 5
@ EPSSVC5160102AX 16 32 100 16 1.0R 5
— EPSSVC5160202AX 16 32 100 16 2.0R 5
27
L= ’ EPSSVC5160302AX 16 32 100 16 3.0R 5
D (h6)
d Tolerance
d<6 0~-0.02
6<ds<12 0~-0.03
d>12 0~-0.04
Working Material Cutting Application Aexd Apxd Ve fz
A MIAE NIt IS LIHIEE 4 6 8 10 12 16
Carbon steel Slot milling &N T 1 05~1.0 80~145 | 0.025 | 0.030 | 0.040 | 0.050 | 0.060 | 0.080
(S45C » S55C)
ot Side milling {8IE 0T 01~0.3 0.7~20 130~225 | 0.035 | 0.042 | 0.056 | 0.070 | 0.084 | 0.112
Alloy steel / Tool steel | Slot milling &1L 1 05~1.0 65 ~ 130 0.022 | 0.027 | 0.036 | 0.047 | 0.056 | 0.074
(SK, SCM, SKD)
=i Side milling {8IE 0T 0.1~0.3 0.7~20 90 ~ 180 0.031 | 0.038 | 0.050 | 0.066 | 0.078 | 0.104
Stainless steel Slot milling ;&I T 1 0.3~0.6 50 ~ 100 0.015 | 0.020 | 0.030 | 0.035 | 0.040 | 0.056
(SUS304, SUS316)
27> L Rl Side milling &I T 0.1~0.2 0.7~2.0 80~130 | 0.021 | 0.028 | 0.042 | 0.049 | 0.056 | 0.078
Hardened steel Slot milling ;&1L 1 02~04 30 ~60 0.015 | 0.020 | 0.025 | 0.030 | 0.035 | 0.048
(HRC 40 ~ 50)
= HE FE £ Side milling &L | 0.05~0.1 0.7~2.0 65~100 | 0.021 | 0.028 | 0.035 | 0.042 | 0.049 | 0.067

XIf the machine not stable, please reduce the feed about 20%.
BEMALZELBWVBEIFE~EDZH20% S5 LTIEETWL




Solid Carbide Endmills WINSTAR

V470C - Unequal Flute Spacing - Neck : 4F AZFHRE Ry IHIITVRII)

- RERERHICED  EEDEISTEOT  £ENRZR LS T
3RV LABERHASE X7V L AENTIROEENTICELTVET
RV INEIVRIILEEDREE EIFRENTEEY

- ARCO J—F+ >4 (A, Ti,Cr,N) & h BNI-TREEML L &

- Unequal flute spacing for anti-vibration.

- 38° helix angle design for alloy steel and stainless
steel slot and side milling.

- Necked design is able to increase feed rate.

- ARCO coating with Al, Ti, Cr, N elements provide EHEEHLET
superior wear resistance and extend tool life. H:m
o0ee OO0
EPSUVC Order No. Dia. CL EFF-L NeckDa OAL Shank Flutes
AXES (d) (L1) (L2) (d1) (L) (D) ()]
ﬁ‘; @ EPSUVC4060000A 6 9 15 5.64 50 6 - 4
Unegual EPSUVC4060052A 6 9 15 5.64 50 6 0.50R 4
ARCO m [:E EPSUVC4080000A 8 12 20 7.52 60 8 - 4
A 38° 55 EPSUVC4080052A 8 12 20 7.52 60 8 0.50R 4
EPSUVC4080102A 8 12 20 7.52 60 8 1.00R 4
EPSUVC4100000A 10 15 25 9.4 75 10 - 4
3 — EPSUVC4100052A 10 15 25 9.4 75 10 0.50R 4
@ EPSUVC4100102A 10 15 25 9.4 75 10 1.00R 4
— EPSUVC4100152A 10 15 25 9.4 75 10 1.50R 4
@ EPSUVC4120000A 12 18 30 11.28 75 12 - 4
— EPSUVC4120102A 12 18 30 11.28 75 12 1.00R 4
@ EPSUVC4120202A 12 18 30 11.28 75 12 2.00R 4
— EPSUVC4160000A 16 24 40 15.04 100 16 - 4
2
L EPSUVC4160102A 16 24 40 15.04 100 16 1.00R 4
— EPSUVC4160202A 16 24 40 15.04 100 16 2.00R 4
==
la’ EPSUVC4160302A 16 24 40 15.04 100 16 3.00R 4
T =
D (h6)
d Tolerance
d<6 0~-0.02
6<ds<12 0~-0.03
d>12 0~-0.04
Working Material Cutting Application Aexd Apxd Ve fz
REI mIA% INTiE IS PIHIERE 4 6 8 10 12 16
Carbon steel Slot milling &N T 1 05~1.0 80~145 | 0.030 | 0.036 | 0.048 | 0.060 | 0.072 | 0.096
(S45C » S55C)
R Side milling {8l 0T 0.1~0.3 07~1.2 130 ~225 | 0.042 | 0.050 | 0.067 | 0.084 | 0.101 | 0.134
Alloy steel / Tool steel | Slot milling &1L 1 05~1.0 65 ~ 130 0.026 | 0.032 [ 0.043 | 0.056 | 0.067 | 0.089
(SK, SCM, SKD)
=] Side milling {8IE 0T 0.1~0.3 07~12 90 ~ 180 0.037 | 0.046 | 0.060 | 0.079 | 0.094 | 0.125
Stainless steel Slot milling ;&I T 1 0.3~0.6 50 ~ 100 0.018 | 0.024 | 0.036 | 0.042 | 0.048 | 0.067
(SUS304, SUS316)
27> L Rl Side milling &I T 0.1~0.2 07~1.2 80~130 | 0.025 | 0.034 | 0.050 | 0.059 | 0.067 | 0.094
Hardened steel Slot milling ;&1L 1 02~04 30 ~60 0.018 | 0.024 | 0.030 | 0.036 | 0.042 | 0.058
(HRC 40 ~ 50)
= HE FE £ Side milling &L | 0.05~0.1 07~1.2 65~100 | 0.025 | 0.034 | 0.042 | 0.050 | 0.059 | 0.080

XIf the machine not stable, please reduce the feed about 20%.
BEMALZELBWVBEIFE~EDZH20% S5 LTIEETWL




Solid Carbide Endmills WINSTAR

V470C - Unequal Flute Spacing - Roughing & Finishing - 4F RZE225V /T EFIMTAIEFSIL

- RERERHICED  EEDEISTEOT  £ENRZR LS T

C3QRTLHESHZALE X7 L RIENTROAEIE
ENTICELTVWEY

- ARCO J—F+ >4 (A, Ti,Cr,N) & h BNI-TREEML L &

- Unequal flute spacing for anti-vibration.

- 38° helix angle design for alloy steel and stainless
steel slot milling and side roughing.

- ARCO coating with Al, Ti, Cr, N elements provide

superior wear resistance and extend tool life. EoEEHLET
000 |00
EPSRVC Order No. Dia. cL OAL  Shank c Flutes
AXES (d) (L1) (L) (D) 2)
@‘; EPSRVC4060021A 6 15 50 6 0.25C 4
Unegqual EPSRVC4080031A 8 20 60 8 0.30C 4
ARCO E [HRC EPSRVC4100041A 10 25 75 10 0.40C 4
A 38° 55 EPSRVC4120051A 12 30 75 12 0.50C 4
EPSRVC4160061A 16 35 100 16 0.60C 4
[y
L1
L e
: %
D (h6)
d Tolerance
d<6 0~-0.02
6<ds<12 0~-0.03
d>12 0~-0.04
Working Material Cutting Application Aexd Apxd Ve fz
HHEIA I A% INTiE MIE IR E 4 6 8 10 12 16
Carbon steel Slot milling &1L 1 05~1.0 80~145 | 0.025 | 0.030 | 0.040 | 0.050 | 0.060 | 0.080
(S45C » S55C)
SRR Side milling &ML | 0.1~04 07~15 130~225 | 0.035 | 0.042 | 0.056 | 0.070 | 0.084 | 0.112
Alloy steel / Tool steel | Slot milling &1L 1 05~1.0 65 ~ 130 0.022 | 0.027 | 0.036 | 0.047 | 0.056 | 0.074
(SK, SCM, SKD)
=] Side milling {8IE 0T 0.1~0.4 07~15 90 ~ 180 0.031 | 0.038 | 0.050 | 0.066 | 0.078 | 0.104
Stainless steel Slot milling &N T 1 0.3~0.6 50 ~ 100 0.015 | 0.020 | 0.030 | 0.035 | 0.040 | 0.056
(SUS304, SUS316)
27> L Rl Side milling &I T 0.1~0.3 07~15 80~130 | 0.021 | 0.028 | 0.042 | 0.049 | 0.056 | 0.078
Hardened steel Slot milling ;&1L 1 02~04 30 ~ 60 0.015 | 0.020 | 0.025 | 0.030 | 0.035 | 0.048
(HRC 40 ~ 50)
= e E 1 Side milling fIEMNLI | 0.05~0.2 07~15 65~100 | 0.021 | 0.028 | 0.035 | 0.042 | 0.049 | 0.067

XIf the machine not stable, please reduce the feed about 20%.

EMARE LB VBER  EDEH 20%H5 LT TV



Solid Carbide Endmills WINSTAR

V470D - Unequal Flute Spacing - 4F REZERI TV R I)L
- REDEREICED ~EEDZIMFITZ0T £ENEREMEIEET

- 45 RYLAERHIAEE 27V L ABAENTICEL TV ET
" ARCO RL—=2 =7+ 27 (AL, Ti,Cr,N) & D BN IHE

- Unequal flute spacing for anti-vibration.

- 45° helix angle design for alloy steel and stainless
steel side milling.

- ANAX smooth coating with Al, Ti, Cr, N elements EMrESGETEMLET
provide superior wear resistance and extend tool life.
EPSSVD Order No. Dia. cL OAL  Shank . _ o  Flutes
ANES (d) (L1 (L) (D) 2)
ﬁ‘; Radie EPSSVD444000AX 4 10 50 4 - 4
Unequal EPSSVD444001AX 4 10 50 4 0.05C 4
ve BAnax K [HRC EPSSVD406000AX 6 15 50 6 - 4
AX 45° 55 EPSSVD406011AX 6 15 50 6 0.10C 4
EPSSVD406052AX 6 12 50 6 0.5R 4
d
J L/C orR EPSSVD406102AX 6 12 50 6 1R 4
* - EPSSVD408000AX 8 20 60 8 - 4
EPSSVD408011AX 8 20 60 8 0.15C 4
EPSSVD408052AX 8 16 60 8 0.5R 4
L1 EPSSVD408102AX 8 16 60 8 1R 4
EPSSVD410000AX 10 25 75 10 - 4
EPSSVD410011AX 10 25 75 10 0.15C 4
EPSSVD410052AX 10 20 75 10 0.5R 4
L EPSSVD410102AX 10 20 75 10 1R 4
S EPSSVD410202AX 10 20 75 10 2R 4
@ EPSSVD412000AX 12 30 75 12 S 4
— EPSSVD412021AX 12 30 75 12 0.20C 4
@ EPSSVD412052AX 12 24 75 12 0.5R 4
— EPSSVD412102AX 12 24 75 12 1R 4
2/
h (=f ’ EPSSVD412202AX 12 24 75 12 2R 4
- "“" — EPSSVD416000AX 16 35 100 16 - 4
D (h6) EPSSVD416021AX 16 35 100 16 0.25C 4
EPSSVD416102AX 16 32 100 16 1R 4
d Tol
oerance EPSSVD416202AX 16 32 100 16 2R 4
d<6 0~-0.03
c<d<i2 0~ 004 EPSSVD416302AX 16 32 100 16 3R 4
d>12 0~-0.05
Working Material Cutting Application Aexd Apxd Vc fz
REI mIA% INTiE IS PIHIERE 4 6 8 10 12 16
Carbon steel Side milling &I LT 0.1~0.3 0.7~15 80 ~ 125 0.035 | 0.042 | 0.056 | 0.070 | 0.084 | 0.112
(S45C » S55C)
ot Side finishing @&t LIFMT| 0.05~0.2 07~15 120 ~180 | 0.039 | 0.046 | 0.062 | 0.077 | 0.092 | 0.123
Alloy steel / Tool steel | Side milling {80 T 0.1~0.3 0.7~15 70 ~ 105 0.031 | 0.038 | 0.050 | 0.066 | 0.078 | 0.104
(SK, SCM, SKD)
=] Side finishing fIE L(FINT| 0.05~0.2 07~15 100 ~ 150 | 0.034 | 0.042 | 0.055 | 0.073 | 0.086 | 0.114
Stainless steel Side milling A& T 0.1~0.3 07~15 60 ~ 90 0.021 | 0.028 | 0.042 | 0.049 | 0.056 | 0.078
(SUS304, SUS316)
27> L Rl Side finishing fIE L(FIT| 0.05~0.2 07~15 85~ 130 0.023 | 0.031 | 0.046 | 0.054 | 0.062 | 0.086
Side milling RIE/NT 0.1~0.3 07~15 45~70 0.021 | 0.028 | 0.035 | 0.042 | 0.049 | 0.067
Superalloy
A
BoE Side finishing @@t £FINT| 0.05~0.2 07~15 65~100 | 0.023 | 0.031 | 0.039 | 0.046 | 0.054 | 0.074

XIf the machine not stable, please reduce the feed about 20%.
BEMALZELBWVBEIFE~EDZH20% S5 LTIEETWL




Solid Carbide Endmills
V470D - Unequal Flute Spacing - 5F REZERE TR I)L

- RENRREHTLD  EEDEIHITR0T  EENREZA LI LET

- 432 Y L AEREHIMAGE - % - X7 > L XMAE
MIICELTWETY

* ARCO X L= A—TF 1 > (AL Ti,Cr,N) & D BN TME

WINSTAIR

- Unequal flute spacing for anti-vibration.

- 43° helix angle design for high temperature alloy,
stainless steel and alloy steel side milling.

- ANAX smooth coating with Al, Ti, Cr, N elements

provide superior wear resistance and extend tool life. EMrESHERMLEY
o006 oo
EPSSVD Order No. Dia. cL OAL Shank Flutes
AXES (d) (L1) (L) (D) 2)
%% EPSSVD506000AX 6 15 50 6 5
Unegual AX EPSSVD508000AX 8 20 60 8 5
E [HRC EPSSVD510000AX 10 25 75 10 5
43° 55 EPSSVD512000AX 12 30 75 12 5
EPSSVD516000AX 16 35 100 16 5
d
L1
L
2/
D (h6)
d Tolerance
d<6 0~-0.02
6<ds<12 0~-0.03
d>12 0~-0.04
Working Material Cutting Application Aexd Apxd Ve fz
WHI MIFE TS MIFR LIHIEE 4 6 8 10 12 16
Carbon steel Side milling &I LT 0.1~0.3 0.7~15 80 ~ 125 0.035 | 0.042 | 0.056 | 0.070 | 0.084 | 0.112
(S45C > S55C)
SRR Side finishing @&t LIFMT| 0.05~0.2 07~15 120~180 | 0.039 | 0.046 | 0.062 | 0.077 | 0.092 | 0.123
Alloy steel / Tool steel | Side milling {80 T 0.1~0.3 0.7~15 70 ~ 105 0.031 | 0.038 | 0.050 | 0.066 | 0.078 | 0.104
(SK, SCM, SKD)
=] Side finishing fIE L(FINT| 0.05~0.2 07~15 100 ~ 150 | 0.034 | 0.042 | 0.055 | 0.073 | 0.086 | 0.114
Stainless steel Side milling A& T 0.1~0.3 07~15 60 ~ 90 0.021 | 0.028 | 0.042 | 0.049 | 0.056 | 0.078
(SUS304, SUS316)
27> L Rl Side finishing fIE L(FIT| 0.05~0.2 07~15 85~ 130 0.023 | 0.031 | 0.046 | 0.054 | 0.062 | 0.086
Side milling RIE/NT 0.1~0.3 07~15 45~70 0.021 | 0.028 | 0.035 | 0.042 | 0.049 | 0.067
Superalloy
A
Bag Side finishing @@t £FINT| 0.05~0.2 07~15 65~100 | 0.023 | 0.031 | 0.039 | 0.046 | 0.054 | 0.074

XIf the machine not stable, please reduce the feed about 20%.
BEMALZELBWVBEIFE~EDZH20% S5 LTIEETWL



Solid Carbide Endmills
V470D - Unequal Flute Spacing - 7F RZERE TV R I)L

- Unequal flute spacing for anti-vibration.

- 43° helix angle design for high temperature alloy,

WINSTAIR

F FERERFHCED  EEDZIPFITH0T  EEHRZM LS EET
C 43T L AERFIIMASE 62 X7V L XMWMAIE

stainless steel and alloy steel side milling. MITICELTVWET
- ANAX smooth coating with Al, Ti, Cr, N elements - ARCO R L—ROA—TF+ > (AL Ti,Cr,N) & D ENIMIE
provide superior wear resistance and extend tool life. EMrESHERMLEY
( ( J(J
EPSSVD Order No. Dia. cL OAL  Shank c Flutes
ANES (d) (L1 (L) (D) @
45°
%@ EPSSVD710000AX 10 25 75 10 - 7
Unequal EPSSVD710051AX 10 25 75 10 0.5C 7
ANAX m [HRC EPSSVD712000AX 12 30 75 12 - 7
AX 43° 55 EPSSVD712051AX 12 30 75 12 0.5C 7
EPSSVD716000AX 16 35 100 16 - 7
d
J C
L1
L
=)
D (h6)
d Tolerance
d<6 0~-0.02
6<ds<12 0~-0.03
d>12 0~-0.04
Working Material Cutting Application Aexd Apxd Ve fz
WHI MIFE Mg MIFR IR 4 6 8 10 12 16
Carbon steel Side milling &I LT 0.1~0.3 0.7~15 80 ~ 125 0.035 | 0.042 | 0.056 | 0.070 | 0.084 | 0.112
(S45C > S55C)
o Side finishing @&t LIFMT| 0.05~0.2 07~15 120 ~180 | 0.039 | 0.046 | 0.062 | 0.077 | 0.092 | 0.123
Alloy steel / Tool steel | Side milling {80 T 0.1~0.3 07~15 70 ~ 105 0.031 | 0.038 | 0.050 | 0.066 | 0.078 | 0.104
(SK, SCM, SKD)
=] Side finishing fIE L(FINT| 0.05~0.2 07~15 100 ~ 150 | 0.034 | 0.042 | 0.055 | 0.073 | 0.086 | 0.114
Stainless steel Side milling A& T 0.1~0.3 07~15 60 ~ 90 0.021 | 0.028 | 0.042 | 0.049 | 0.056 | 0.078
(SUS304, SUS316)
27> L Rl Side finishing fIE L(FIT| 0.05~0.2 07~15 85~ 130 0.023 | 0.031 | 0.046 | 0.054 | 0.062 | 0.086
Side milling RIE/NT 0.1~0.3 07~15 45~70 0.021 | 0.028 | 0.035 | 0.042 | 0.049 | 0.067
Superalloy
P
Bag Side finishing @@t £FINT| 0.05~0.2 07~15 65~100 | 0.023 | 0.031 | 0.039 | 0.046 | 0.054 | 0.074

XIf the machine not stable, please reduce the feed about 20%.
BEMALZELBWVBEIFE~EDZH20% S5 LTIEETWL



o)

Solid Carbide Endmills WINSTAR

V470D - Unequal Flute Spacing - Long Flute - 5F REZERERITVRI)L

- Unequal flute spacing for anti-vibration. - REDEREICED ~EEDZIMFITZ0T £ENEREMEIEET
- 43° helix angle design for high temperature alloy, C 43R T L AERFIIMEAESE c A%l « XT 2L IRV

stainless steel and alloy steel deep side milling. RIEMIICELTWVWET
- ANAX smooth coating with Al, Ti, Cr, N elements - ARCO R L—ROA—TF+ > (AL Ti,Cr,N) & D ENIMIE
provide superior wear resistance and extend tool life. EMrESHERMLEY
000 00
EPSCVD Order No. Dia. cL OAL  Shank R Flutes
ANES (d) (L1 (L) (D) @
%% @ EPSCVD506000AX 6 24 75 6 - 5
Unequal EPSCVD506102AX 6 24 75 6 1.0R 5
anax IS HCERS EPSCVD508000AX 8 32 75 8 - 5
AX 43° 55 EPSCVD508102AX 8 32 75 8 1.0R 5
EPSCVD510000AX 10 40 100 10 - 5
d L/R EPSCVD512000AX 12 48 100 12 s 5
3 - EPSCVD512202AX 12 48 100 12 2.0R 5
EPSCVD516000AX 16 55 110 16 - 5
L1
L
=it
D (h6)
d Tolerance
d<6 0~-0.03
6<ds<12 0~-0.04
d>12 0~-0.05
Working Material Cutting Application Aexd Apxd Ve fz
WHI MIFE Mg MIFR IR 4 6 8 10 12 16
Carbon steel Side milling &I LT 0.1~0.3 0.7~3.0 80 ~ 125 0.028 | 0.034 | 0.045 | 0.056 | 0.067 | 0.090
(S45C > S55C)
K& Side finishing @M L(FiT| 0.05~0.3 07~25 120~180 | 0.031 | 0.037 | 0.050 | 0.062 | 0.074 | 0.098
Alloy steel / Tool steel | Side milling {80 T 0.1~0.3 0.7~3.0 70 ~ 105 0.025 | 0.030 | 0.040 | 0.053 | 0.062 | 0.083
(SK, SCM, SKD)
=] Side finishing fIE L(FINT| 0.05~0.3 07~25 100 ~ 150 | 0.027 | 0.034 | 0.044 | 0.058 | 0.069 | 0.091
Stainless steel Side milling A& T 0.1~0.3 07~25 60 ~ 90 0.017 | 0.022 | 0.034 | 0.039 | 0.045 | 0.062
(SUS304, SUS316)
27> L Rl Side finishing A& L(FNT| 0.05~0.3 0.7~20 85~ 130 0.018 | 0.025 | 0.037 | 0.043 | 0.050 | 0.069
Side milling RIE/NT 0.1~0.3 07~25 45~70 0.017 | 0.022 | 0.028 | 0.034 | 0.039 | 0.054
Superalloy
P
Bag Side finishing @@+ LIFINT| 0.05~0.3 0.7~20 65~100 | 0.018 | 0.025 | 0.031 | 0.037 | 0.043 | 0.059

XIf the machine not stable, please reduce the feed about 20%.
BEMALZELBWVBEIFE~EDZH20% S5 LTIEETWL



o)

Solid Carbide Endmills WINSTAR

V470D - Unequal Flute Spacing - Long Flute - 7F RZERERIIT VR I)L

- Unequal flute spacing for anti-vibration. - REDEREICED ~EEDZIMFITZ0T £ENEREMEIEET
- 43° helix angle design for high temperature alloy, C 43R T L AERFIIMEAESE c A%l « XT 2L IRV

stainless steel and alloy steel deep side milling. RIEMIICELTWVWET
- ANAX smooth coating with Al, Ti, Cr, N elements - ARCO R L—X =7+ > (A, Ti, Cr,N) & D EBNIMTE
provide superior wear resistance and extend tool life. EMrESHERMLEY
( ( J(J
EPSCVD Order No. Dia. cL OAL  Shank R Flutes
AXES (d) (L1 (L) (D) @
%@ @ EPSCVD710000AX 10 50 100 10 - 7
Unegual EPSCVD710052AX 10 50 100 10 0.5R 7
ANAX E [HRC EPSCVD712000AX 12 60 110 12 - 7
AX 43° 55 EPSCVD712052AX 12 60 110 12 0.5R 7
EPSCVD716000AX 16 80 150 16 - 7
d /R EPSCVD716052AX 16 80 150 16 0.5R 7
L1
. v
”
D (h6)
d Tolerance
d<6 0~-0.03
6<ds<12 0~-0.04
d>12 0~-0.05
Working Material Cutting Application Aexd Apxd Ve fz
WHI MIFE TS MIFR LIHIEE 4 6 8 10 12 16
Carbon steel Side milling &I LT 0.1~0.3 0.7~3.0 80 ~ 125 0.028 | 0.034 | 0.045 | 0.056 | 0.067 | 0.090
(S45C > S55C)
K& Side finishing @M L(FiT| 0.05~0.3 07~25 120~180 | 0.031 | 0.037 | 0.050 | 0.062 | 0.074 | 0.098
Alloy steel / Tool steel | Side milling {80 T 0.1~0.3 0.7~3.0 70 ~ 105 0.025 | 0.030 | 0.040 | 0.053 | 0.062 | 0.083
(SK, SCM, SKD)
=] Side finishing fIE L(FINT| 0.05~0.3 07~25 100 ~ 150 | 0.027 | 0.034 | 0.044 | 0.058 | 0.069 | 0.091
Stainless steel Side milling A& T 0.1~0.3 07~25 60 ~ 90 0.017 | 0.022 | 0.034 | 0.039 | 0.045 | 0.062
(SUS304, SUS316)
27> L Rl Side finishing A& L(FNT| 0.05~0.3 0.7~20 85~ 130 0.018 | 0.025 | 0.037 | 0.043 | 0.050 | 0.069
Side milling RIE/NT 0.1~0.3 07~25 45~70 0.017 | 0.022 | 0.028 | 0.034 | 0.039 | 0.054
Superalloy
P
Bag Side finishing @@+ LIFINT| 0.05~0.3 0.7~20 65~100 | 0.018 | 0.025 | 0.031 | 0.037 | 0.043 | 0.059
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XIf the machine not stable, please reduce the feed about 20%.
BEMALZELBWVBEIFE~EDZH20% S5 LTIEETWL



o)

Solid Carbide Endmills WINSTAR

VA470E - Unequal Flute Spacing - 4F REZFREITV R

- Unequal flute spacing for anti-vibration. - REDEREICED ~EEDZIMFITZ0T £ENEREMEIEET

- 52° helix angle design with low cutting force and - 52°2 Y LAERHMETHIR BN et LT RENZHEZTED
outstanding side finishing for high temperature alloy, ME#AGE « 27> Ll O EIFAIEMTICELTVET
stainless steel and alloy steel. « ARCO R Ls—ZA—F+ >4 (A, Ti,Cr,N) & b BN 7-ME

- ANAX smooth coating with Al, Ti, Cr, N elements EMr ESGTIEMLET
provide superior wear resistance and extend tool life.
( ( J(J
EPSSVE Order No. Dia. cL OAL  Shank R Flutes
AXES (d) (L1) (L) (D) 2)
@ EPSSVE408052AX 8 16 60 8 0.5R 4
Unequal EPSSVE410102AX 10 20 75 10 1.0R 4
ANAX E [HRC EPSSVE412102AX 12 24 75 12 1.0R 4
AX 52° 55 EPSSVE416152AX 16 32 100 16 1.5R 4
D (h6)
d Tolerance
d<6 0~-0.02
6<ds<12 0~-0.03
d>12 0~-0.04
Working Material Cutting Application Aexd Apxd Ve fz
HHEIA I A% INTiE MIE IR E 4 6 8 10 12 16
Carbon steel Side milling &I LT 0.1~0.3 0.7~15 80 ~ 125 0.035 | 0.042 | 0.056 | 0.070 | 0.084 | 0.112
(S45C > S55C)
o Side finishing @&t LIFMT| 0.05~0.2 07~15 120 ~180 | 0.039 | 0.046 | 0.062 | 0.077 | 0.092 | 0.123
Alloy steel / Tool steel | Side milling {80 T 0.1~0.3 07~15 70 ~ 105 0.031 | 0.038 | 0.050 | 0.066 | 0.078 | 0.104
(SK, SCM, SKD)
=] Side finishing fIE L(FINT| 0.05~0.2 07~15 100 ~ 150 | 0.034 | 0.042 | 0.055 | 0.073 | 0.086 | 0.114
Stainless steel Side milling A& T 0.1~0.3 07~15 60 ~ 90 0.021 | 0.028 | 0.042 | 0.049 | 0.056 | 0.078
(SUS304, SUS316)
27> L Rl Side finishing fIE L(FIT| 0.05~0.2 07~15 85~ 130 0.023 | 0.031 | 0.046 | 0.054 | 0.062 | 0.086
Side milling RIE/NT 0.1~0.3 07~15 45~70 0.021 | 0.028 | 0.035 | 0.042 | 0.049 | 0.067
Superalloy
P
Bag Side finishing @@t £FINT| 0.05~0.2 07~15 65~100 | 0.023 | 0.031 | 0.039 | 0.046 | 0.054 | 0.074

XIf the machine not stable, please reduce the feed about 20%.
BEMALZELBWVBEIFE~EDZH20% S5 LTIEETWL
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o)

Solid Carbide Endmills WINSTAR

V470B - Unequal Flute Spacing - 4F RERE TR I)L

- Unequal flute spacing for anti-vibration. - REDEREICED ~EEDZIMFITZ0T £ENEREMEIEET
- 35° helix angle design for alloy steel and stainless - 35T LAERFHEEEME X7V L BN T ROAIE
steel slot milling and side roughing. FITICELTWET

- ARCO coating with Al, Ti, Cr, N elements provide - ARCO J—F+ >4 (A, Ti,Cr,N) & h BNI-TREEML L &

superior wear resistance and extend tool life. EmEiRMLET
(I O
EPSSVB Order No. Dia. cL OAL  Shank R Flutes
ANES (d) (L1) (L) (D) 2)
ﬁ‘; @ EPSSVB444000A 4 10 50 4 - 4
Unegal EPSSVB406000A 6 15 50 6 - 4
ARCO m [:E EPSSVB408000A 8 20 60 8 - 4
A 35° 50 EPSSVB408052A 8 16 60 8 0.5R 4
EPSSVB408102A 8 16 60 8 1R 4
EPSSVB408152A 8 16 60 8 1.5R 4
— EPSSVB410000A 10 25 75 10 - 4
@ EPSSVB410052A 10 20 75 10 0.5R 4
— EPSSVB412000A 12 30 75 12 - 4
@ EPSSVB412052A 12 24 75 12 0.5R 4
— EPSSVB416000A 16 35 100 16 - 4
@ EPSSVB416102A 16 32 100 16 1R 4
&
D (h6)
d Tolerance
d<6 0~-0.02
6<ds<12 0~-0.03
d>12 0~-0.04
Working Material Cutting Application Aexd Apxd Ve fz
A MIAE NIt mIFE PIHIERE 4 6 8 10 12 16
Carbon steel Slot milling &1L 1 05~1.0 80~145 | 0.025 | 0.030 | 0.040 | 0.050 | 0.060 | 0.080
(S45C » S55C)
R Side milling {8l 0T 0.1~0.3 07~15 130 ~225 | 0.030 | 0.036 | 0.048 | 0.06 | 0.072 | 0.096
Alloy steel / Tool steel |  Slot milling ;&1 T 1 05~1.0 65~130 | 0.022 [ 0.027 | 0.036 | 0.047 | 0.056 | 0.074
(SK, SCM, SKD)
=i Side milling {8IE 0T 0.1~0.3 07~15 90 ~ 180 0.026 | 0.032 | 0.043 | 0.056 | 0.067 | 0.089
Stainless steel Slot milling &N T 1 0.3~0.6 50 ~ 100 0.015 | 0.020 | 0.030 | 0.035 | 0.040 | 0.056
(SUS304, SUS316)
27> L Rl Side milling &I T 0.1~0.2 07~15 80~130 | 0.018 | 0.024 | 0.036 | 0.042 | 0.048 | 0.067
Hardened steel Slot milling ;&1L 1 02~04 30 ~ 60 0.015 | 0.020 | 0.025 | 0.030 | 0.035 | 0.048
(HRC 40 ~ 50)
= HE FE £ Side milling &L | 0.05~0.1 07~15 65~100 | 0.018 | 0.024 | 0.030 | 0.036 | 0.042 | 0.058

WINSTAR CUTTING TECHNOLOGIES
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XIf the machine not stable, please reduce the feed about 20%.
RO LE LBRWESIE s EDEL 20% 5 LT TV

www.winstarcutting.com



