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Solid Carbide Endmills = $&5f#k7] WINSTAR
Index £

S910 Series Modular Endmills for Deep Milling

- ISO M thread, diameter 10~32mm.

+ Carbide adapters max. lengths 300mm.

+ More economical & flexible deep cutting solution.
* ANAX smooth coating.

1BE4B1E#ET] , BRFEINL
- ISOM ZFE&5t » 124 10~32mm SME
- IEHIETIRRERAA 300mm
- BB REIN T AR
- BWERERE

Appearance Name Code No. | Diameter [ Helix |Coating Page
SN 18 4RES SME | BhEA | EfE B

S910 Series Modular Endmills - Deep Milling 18481685 7] - S&INT

Square Solid Head - 4F

EEETISE - 4]

Square Solid Head (Unequal spacing) - 4F

AEDEITHIME (HEIMA) - 47

Square Solid Head (Unequal spacing) - 3F

AEDETHIE (82 ) - 3

Ball Nose Solid Head - 2F

BREMETIEE - 2 7)

Corner Radius Solid Head - 4F

BISRHETIEE - 4]

Chamfer Solid Head - 4F / 6F
FIBTIEE - 47]/67]

EHSWH | @10~020 | 45° SNAX (@O @ O|@| B202

EPSWV [ @12~@20  38° ANAX @ (@®|® O|@| B202

L

i

ENSWV | @12~@20 | 40° - ([ J B203

/v/:/_
N

EHBWH | @10~@20 | 30° SNAX (@O @ O|@®| B203

EHCWH | ©10~@20 | 30° SNAX (@O @ O|®@| B204

QM

EHFWH |@10~316| 0° ANAX @ @®|® O]O]| B204

B0O08



Solid Carbide Endmills = $Ef#%7] WINSTAR
S910 - Modular Endmills - Solid Head WR4H1E#%T] - ALBETIEE

EHSWH Square Solid Head (for hardened steel) 258 #t7J5E ( SEHHA )

5 & ® 05

:[-[-I T

Order No. Dia. CL ND M Flutes
STEBARES (d) (L1) (D) (M) @
EHSWH410000A 10 10 6.5 M6 4
EHSWH412000A 12 12 6.5 M6 4
EHSWH416000A 16 16 8.5 M8 4
EHSWH420000A 20 20 10.5 M10 4

EPSWYV Square Solid Head, Unequal spacing (for Exotic) 28T 4715 , FENE (#IHIH7E)

5 &® 05

@ i:}% ve fanax XX JJLHRC
Unequal 38° 55

Order No. Dia. CL ND M Flutes
STEBARES (d) (L1) (D) (M) (]
EPSWV410000A 10 10 6.5 M6 4
EPSWV412000A 12 12 6.5 M6 4
EPSWV416000A 16 16 8.5 M8 4
EPSWV420000A 20 20 10.5 M10 4

% For screw-in type adapter, please refer to Tooling System RBE#HFXTIR > FFLETIERMK

B202



Solid Carbide Endmills = $Ef#%7] WINSTAR
S910 - Modular Endmills - Solid Head WR4H1E#%T] - ALBETIEE

ENSWYV Square Solid Head, Unequal spacing (for non-ferrous) 245847158 , =92 (FFEEER )

= . Y5 ® 605

y
d <=2 I ve N\JJLHEC
Unequal 40° 20

Order No. Dia. CL ND M Flutes
STEBARES (d) (L1) (D) (M) @
ENSWV310000 10 10 6.5 M6 3
ENSWV312000 12 12 6.5 M6 3
ENSWV316000 16 16 8.5 M8 3
ENSWV320000 20 20 10.5 M10 3

EHBWH Ball Nose Solid Head (for hardened steel) %5 Eki i 7)%8 ( SHEHF )

of-1-I-E1=

Order No. Radius Dia. CL ND M Flutes
STRBARES (R) (d) (L) (D) (M) (]
EHBWH210000A 5R 10 10 6.5 M6 2
EHBWH212000A 6R 12 12 6.5 M6 2
EHBWH216000A 8R 16 16 8.5 M8 2
EHBWH220000A 10R 20 20 10.5 M10 2

% For screw-in type adapter, please refer to Tooling System RBE#HFXTIR > FFLETIERMK

B203
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Solid Carbide Endmills = $Ef#%7] WINSTAR

S910 - Modular Endmills - Solid Head WR4H1E#%T] - ALBETIEE

EHCWH Corner Radius Solid Head (for hardened steel) Z#58E £ #5758 (SHEHHA )
., B5YE S &S

[-I-[E[=

R L1
Order No. Dia. Radius CL ND M Flutes

STREARIS (d) (R) (L1) (D) (M) 2)
EHCWH410005A 10 0.5R 10 6.5 M6 4
EHCWH410010A 10 1.0R 10 6.5 M6 4
EHCWH412005A 12 0.5R 12 6.5 M6 4
EHCWH412010A 12 1.0R 12 6.5 M6 4
EHCWH412020A 12 2.0R 12 6.5 M6 4
EHCWH412030A 12 3.0R 12 6.5 M6 4
EHCWH416010A 16 1.0R 16 8.5 M8 4
EHCWH416020A 16 2.0R 16 8.5 M8 4
EHCWH416030A 16 3.0R 16 8.5 M8 4
EHCWH420010A 20 1.0R 20 10.5 M10 4
EHCWH420020A 20 2.0R 20 10.5 M10 4
EHCWH420030A 20 3.0R 20 10.5 M10 4

EHFWH Chamfer Solid Head (for universal) 258|788 (52 )

o

o

| | =7
-’
d
E @
55
L1
Order No. Dia. CL @® ND M Flutes

S FEARTS (d) (L1) (D) (M) (2)
EHFWH410090A 10 5 45° 6.5 M6 4
EHFWH412090A 12 6 45° 6.5 M6 4
EHFWH610090A 10 5 45° 6.5 M6 6
EHFWH612090A 12 6 45° 6.5 M6 6
EHFWH616090A 16 8 45° 8.5 M8 6

% For screw-in type adapter, please refer to Tooling System REH#HFRTIIZ > FFLETIERM

B204



Solid Carbide Endmills % &%)

S910 - Modular Endmills - Solid Head

WINSTAIR

1R¥B{E8%T] - SLERTIER

Recommended Cutting Conditions 75114 £

EHSWH4, EHCWH4 (Square Head - 4F, Corner Radius Head - 4F)
Shoulder Milling L/D <3 (Reference L/D ratio table, reduce vc, fz and ae value)

siinwpu3g apiqied pijos -

Material Pre-Hardened Steels Hardened Steels Hardened Steels
NAK80 CENA1 SKD61,SKD11 SKD11,SKH51
Hardness HRC 35~45 HRC 40~55 HRC 55~65
VC 90 ~ 150(m/min) 80 ~ 120 (m/min) 70 ~ 100 (m/min) ap
fz a fz 74
i p ae ap ae ap ae ?
Bis RPM | o | om | omy | RPMEL O] oy | oomy | RPM 80 ) | om) S
10mm 3820 | 0.05 8.0 2.0 | 3190 | 0.05 8.0 1.5 | 2390 | 0.05 8.0 1.0
12mm 3190 | 0.05 9.6 2.4 2650 | 0.05 9.6 1.8 2000 | 0.05 9.6 1.2
16mm 2390 | 0.06 12.8 3.2 2000 | 0.06 12.8 2.4 1500 | 0.06 12.8 1.6
20mm 1910 | 0.06 | 16.0 | 4.0 | 1600 | 0.06 | 16.0 3.0 | 1190 | 0.06 | 16.0 2.0
Slot MiIIing L/D < 3 (Reference L/D ratio table, reduce vc and fz value)
Material Pre-Hardened Steels Hardened Steels Hardened Steels
NAK80 CENA1 SKD61,SKD11 SKD11,SKH51
Hardness HRC 35~45 HRC 40~55 HRC 55~65
VC 60 ~ 100(m/min) 50 ~ 90 (m/min) 40 ~ 80 (m/min)
Dia RPM (mm1/:tzooth) (ﬁg) RPM (mm%oth) (gg) RPM (mm%om) (gg) v
10mm 2550 0.02 4.0 2390 0.02 4.0 1900 0.02 4.0 ap
12mm 2120 0.02 4.8 2000 0.02 4.8 1590 0.02 4.8 *
16mm 1590 0.03 6.4 1490 0.03 6.4 1190 0.03 6.4 ad
20mm 1275 0.03 8.0 1190 0.03 8.0 950 0.03 8.0
EHBWH2 (Ball Nose Head - 2F)
L/D < 3 (Reference L/D ratio table, reduce vc and fz value)
Material Pre-Hardened Steels Hardened Steels Hardened Steels
NAK80 CENA1 SKD61,SKD11 SKD11,SKH51
Hardness HRC 35~45 HRC 40~55 HRC 55~65
VvC 100 ~ 190(m/min) 90 ~ 160 (m/min) 70 ~ 140 (m/min)
Dia rReM | e | a0 | ae | rpm | & | @ | e |rem | W& | a@p | ee
tooth) (mm) (mm) tooth) (mm) (mm) tooth) (mm) (mm)
10mm 4620 0.1 0.7 2 3980 | 0.05 0.4 1.5 3345 | 0.02 0.2 1.0
12mm 3850 0.1 0.84 24 3320 | 0.05 0.5 1.8 2790 | 0.02 0.2 1.2 A\
16mm 2885 [ 0.15 1.12 3.2 2485 | 0.075 | 0.64 2.4 2090 | 0.03 0.3 1.6 = “ap
20mm 2300 0.2 14 4.0 2000 0.1 0.8 3.0 1670 | 0.04 0.4 2.0

How to set cutting conditions on different overhang length
MEREARFERBRENTIHZS S

The recommended cutting condition is depended by the L/D factor.

L/D ratio table : EX:
Tool : @d=12mm Square Head
L/D VC (m/min)| fz (mm/t) | ae (mm) Overhang length : 50mm
o L/D :50/12=4.16
2~3 100% 100% 100% 3 Material HRC : 35 ~ 45
g Application : Shoulder Milling
4~5 70% 80% 50% C%
a Cutting condition is recommended as :
6~7 50% 70% 30% = Ve = 120*70% = 84 m/min
fz = 0.05*80% = 0.04 mm/t
8~9 40% 60% 20% [ ap =9.6 mm
Diameter max ae = 2.4*50% = 1.2 mm
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Indexable Milling &%= 8t7] WINSTAR

Carbide Adapter - ISO M Threads SHMETIR (1ISOM BUTF )- BAREY

SWMEA - Carbide Adapter (Straight)

P 2

Straight
Order No. Dimensions (mm)

STRRARDS d2 d L D M
ISWMEA10075050 10 55 75 10 M5
ISWMEA10100050 10 55 100 10 M5
ISWMEA10150050 10 55 150 10 M5
ISWMEA10100060 10 55 100 10 M6
ISWMEA10150060 10 55 150 10 M6
ISWMEA11100060 1 6.5 100 1 M6
ISWMEA11150060 1 6.5 150 1 M6
ISWMEA12075060 12 6.5 75 12 M6
ISWMEA12100060 12 6.5 100 12 M6
ISWMEA12150060 12 6.5 150 12 M6
ISWMEA12200060 12 6.5 200 12 M6
ISWMEA15100080 15 8.5 100 15 M8
ISWMEA15150080 15 8.5 150 15 M8
ISWMEA15200080 15 8.5 200 15 M8
ISWMEA16100080 16 8.5 100 16 M8
ISWMEA16150080 16 8.5 150 16 M8
ISWMEA 16200080 16 8.5 200 16 M8
ISWMEA 16250080 16 8.5 250 16 M8
ISWMEA20100100 20 10.5 100 20 M10
ISWMEA20150100 20 10.5 150 20 M10
ISWMEA20200100 20 10.5 200 20 M10
ISWMEA20250100 20 10.5 250 20 M10
ISWMEA20300100 20 10.5 300 20 M10
ISWMEA25100120 25 12.5 100 25 M12
ISWMEA25150120 25 12.5 150 25 M12
ISWMEA25200120 25 12.5 200 25 M12
ISWMEA25250120 25 125 250 25 M12
ISWMEA25300120 25 12.5 300 25 M12
ISWMEA32200160 32 17.0 200 32 M16
ISWMEA32300160 32 17.0 300 32 M16

Customize available.

A147



Indexable Milling &%= 8t7] WINSTAR
Carbide Adapter - ISO M Threads ISHHITETIAR (1ISOM BIZF )- ESEH!

SWMEB - Carbide Adapter (Straight Neck)

e T

Straight Neck

Order No. Dimensions (mm)

ETR AR d2 d L1 L D M
ISWMEB 12100060 1.5 6.5 24 100 12 M6
ISWMEB 12100061 11.5 6.5 40 100 12 M6
ISWMEB 12100062 1.5 6.5 60 100 12 M6
ISWMEB 12150060 1.5 6.5 24 150 12 M6
ISWMEB 12150061 1.5 6.5 100 150 12 M6
ISWMEB 16150082 13.0 8.5 32 150 16 M8
ISWMEB 16150080 15.0 8.5 30 150 16 M8
ISWMEB 16150081 15.0 8.5 100 150 16 VE]
ISWMEB 16200080 15.0 8.5 40 200 16 M8
ISWMEB 16200081 15.0 8.5 120 200 16 V]
ISWMEB20150102 17.0 10.5 40 150 20 M10
ISWMEB20150100 19.0 10.5 40 150 20 M10
ISWMEB20150101 19.0 10.5 100 150 20 M10
ISWMEB20200100 19.0 10.5 40 200 20 M10
ISWMEB20200101 19.0 10.5 120 200 20 M10
ISWMEB25150120 24.0 12.5 48 150 25 M12
ISWMEB25150121 24.0 12.5 100 150 25 M12
ISWMEB25200120 24.0 12.5 48 200 25 M12
ISWMEB25200121 24.0 12.5 100 200 25 M12

Customize available.

A148



Indexable Milling &%= 8t7] WINSTAR

Carbide Adapter - ISO M Threads ISHHITETIAR (1ISO M BIZF )- RITEEY

SWMET - Carbide Adapter (Taper Neck)

K] |
<——1/H4G0
‘ /
[ — (2l M[] ] - -1 3
,4’i
Taper Neck
Order No. Dimensions (mm)
£TREY
AR AR d2 d a L1 L D M
ISWMET12150050 9.8 55 1° 60 150 12 M5
ISWMET12150060 9.8 55 1° 60 150 12 M6
ISWMET16150060 1.8 6.5 1.5° 70 150 16 M6
ISWMET20200080 155 8.5 1.5° 90 200 20 M8
ISWMET25200100 19.8 105 1.5° 90 200 25 M10
ISWMET32200120 245 125 2 90 200 32 M12

Customize available.
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Modular Tools Installation ZEEAEIRT]

How to install the Modular Solid Head tl{aZ 25l TIEEEETIE

1. Screw the adapter to the holder and clean.
RHETIRHETETIIE L

2. Screw the Solid Head to the adapter.
P iEigt T mEEEMETR L

3. Use the spanner to screw the Solid Head.
SRR FHE M)A

4. Complete installation.
TTRLEEE

How to uninstall the Modular Solid Head UN{aliFEI & &ML )58

When uninstall the Solid head, please push the
D spanner lightly for avoiding the neck broken.
‘- IFEN2IGIMEE T ERT » SREEEEIRT - B RTIRERER

Recommended Torque E:EiRFHIE

Suitable Modular Solid Head Diameter Recommended Clamping Torque (N - m)
10mm 10
12mm 10
16mm 12
20mm 12

A150





