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V470 Series

« For carbon steel, alloy steel & cast iron.
+ High efficiency cutting, HRC < 48
- Unequal flute spacing for anti-vibration.

+ TACO coating.
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Coating Page
il 8%

BRNE a2l B4 - R - FF0E

(o)

WINSTAIR

Square - Unequal Spacing - Standard - 4F
e e . EPSSVB | @4~316 | 35° TACO B085
N0 | [Rennmen  men 49 o ce
Square - Unequal Spacing - Standard - 4F
‘“— . . EPSSVC | @1~@25 38° TACO B086
) TEDEITFHT] - RER - 47) e cle

B004



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

V470B - Square - Unequal Spacing - Standard - 4F REDEIFHRT] - 1RER - 47)

» Unequal flute spacing for anti-vibration.
+ 35° helix angle design for alloy steel and cast iron slot milling and side roughing.
» TACO coating (Al, Ti, N) provide superior wear resistance.
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Order No. Dia. CL OAL  Shank R Flutes
STRBARTS (d) (L1) (L) (3)) (2)
EPSSVB EPSSVB4440000T 4 10 50 4 - 4
EPSSVB4060000T 6 15 50 6 : 4
EPSSVB4080000T 8 20 60 8 - 4
EPSSVB4080052T 8 16 60 8 0.5R 4
e Cle EPSSVB4080102T 8 16 60 8 1R 4
EPSSVB4080152T 8 16 60 8 1.5R 4
EPSSVB4100000T 10 25 75 10 - 4
EPSSVB4100052T 10 20 75 10 0.5R 4
EPSSVB4120000T 12 30 75 12 - 4
EPSSVB4120052T 12 24 75 12 0.5R 4
EPSSVB4160000T 16 35 100 16 - 4
EPSSVB4160102T 16 32 100 16 1R 4

Cutting conditions : Page B260

Unequal
35°

d Tolerance
d<6 0 ~-0.02
6<d<12 0~-0.03
d>12 0~-0.04
R Tolerance
R | +0.020
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Solid Carbide Endmills = $Ef#%7] WINSTAR

V470C - Square - Unequal Spacing - Standard - 4F REDEIFHRT] - 1RER - 47)

» Unequal flute spacing for anti-vibration.
+ 38° helix angle design for alloy steel and cast iron slot milling and side roughing.
» TACO coating (Al, Ti, N) provide superior wear resistance.

Order No. Dia. CL OAL Shank CorR Flutes
ST B4R (d) (L1) (L) (D) 2)
EPSSVC EPSSVC4410000T 1 3 50 4 - 4
EPSSVC4420000T 2 5 50 4 - 4
EPSSVC4430000T 3 8 50 4 - 4
EPSSVC4030000T 3 8 50 6 - 4
e Ole EPSSVC4440000T 4 10 50 4 - 4
EPSSVC4440052T 4 8 50 4 0.5R 4
EPSSVC4040000T 4 10 50 6 - 4
EPSSVC4050000T 5 13 50 6 = 4
EPSSVC4060000T 6 15 50 6 - 4
EPSSVC4060011T 6 15 50 6 0.10C 4
EPSSVC4060032T 6 12 50 6 0.3R 4
EPSSVC4060052T 6 12 50 6 0.5R 4
EPSSVC4060102T 6 12 50 6 1R 4
EPSSVC4080000T 8 20 60 8 = 4
EPSSVC4080011T 8 20 60 8 0.15C 4
EPSSVC4080052T 8 16 60 8 0.5R 4
EPSSVC4080102T 8 16 60 8 1R 4
EPSSVC4080152T 8 16 60 8 15R 4
EPSSVC4100000T 10 25 75 10 - 4
EPSSVC4100003T 10 30 75 10 = 4
EPSSVC4100011T 10 25 75 10 0.15C 4
EPSSVC4100052T 10 20 75 10 0.5R 4
EPSSVC4100102T 10 20 75 10 1R 4
EPSSVC4100202T 10 20 75 10 2R 4
EPSSVC4120000T 12 30 75 12 - 4
EPSSVC4120021T 12 30 75 12 0.20C 4
EPSSVC4120052T 12 24 75 12 0.5R 4
‘@‘ ‘@’ ‘@’ ‘ EPSSVCA4120102T 12 24 75 12 1R 4
EPSSVC4120202T 12 24 75 12 2R 4
‘ = EPSSV(C4140000T 14 30 75 14 = 4
EPSSVC4160000T 16 35 100 16 - 4
EPSSVC4160021T 16 35 100 16 0.25C 4
f;’; Radius EPSSVC4160102T 16 32 100 16 1R 4
Ureaia EPSSVC4160202T 16 32 100 16 2R 4
EPSSVC4160302T 16 32 100 16 3R 4
38° B 55 EPSSVC4200000T 20 45 100 20 = 4
EPSSVC4250000T 25 45 100 25 - 4
d Tolerance
<6 0~-002 Cutting conditions : Page B260
6<d=<12 0~-0.03
d>12 0~-0.04
R Tolerance
R | +0.020
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Recommended Cutting Conditions BRI 28

V470 Seires EPSSVB4, EPSSVC4

Cuttin fz
Working Material . g aexd apxd Vc
Application 4 6 8 10 12 16
Slot milling 1 05~1.0 80 ~ 145 | 0.025 | 0.030 | 0.040 | 0.050 | 0.060 | 0.080

Carbon steel
(S45C » S55C)

Side milling 0.1~03 0.7~15 | 130~225 | 0.030 | 0.036 | 0.048 | 0.06 | 0.072 | 0.096

Alloy steel / Tool steel Slot milling 1 05~1.0 65~130 | 0.022 | 0.027 | 0.036 | 0.047 | 0.056 | 0.074

(SK, SCM, SKD)

Side milling 0.1~0.3 0.7~1.5 90 ~180 | 0.026 | 0.032 | 0.043 | 0.056 | 0.067 | 0.089

. Slot milling 1 0.3~0.6 50~ 100 0.015 | 0.020 | 0.030 | 0.035 | 0.040 | 0.056
Stainless steel

(SUS304, SUS316)

Side milling 0.1~0.2 0.7~1.5 80~ 130 | 0.018 | 0.024 | 0.036 | 0.042 | 0.048 | 0.067

Slot milling 1 02~04 30 ~60 0.015 | 0.020 | 0.025 | 0.030 | 0.035 | 0.048
Hardened steel

(HRC 40 ~ 50)

Side milling | 0.05~0.1 [ 0.7~1.5 65~ 100 | 0.018 | 0.024 | 0.030 | 0.036 | 0.042 | 0.058

ae

iip d = tool diameter

V47X Seires EPSSVC4, EPSSVC5

. . Cutting fz
Working Material L aexd apxd Ve
Application 4 6 8 10 12 16

Slot milling 1 05~1.0 80 ~145 | 0.025 | 0.030 | 0.040 | 0.050 | 0.060 | 0.080
Carbon steel

(S45C » $55C)

Side milling 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 1 05~1.0 | 65~130 | 0.022 | 0.027 | 0.036 | 0.047 | 0.056 | 0.074

(SK, SCM, SKD)

Side milling 0.1~0.3 0.7~2.0 90 ~180 | 0.031 | 0.038 | 0.050 | 0.066 | 0.078 | 0.104

. Slot milling 1 0.3~0.6 50 ~ 100 0.015 | 0.020 | 0.030 | 0.035 | 0.040 | 0.056
Stainless steel

(SUS304, SUS316)

Side milling 0.1~0.2 0.7~2.0 80~ 130 | 0.021 | 0.028 [ 0.042 | 0.049 [ 0.056 | 0.078

Slot milling 1 02~04 30 ~60 0.015 | 0.020 | 0.025 | 0.030 | 0.035 | 0.048
Hardened steel

(HRC 40 ~ 50)

Side milling | 0.05~0.1 | 0.7~2.0 65~ 100 | 0.021 | 0.028 [ 0.035 | 0.042 [ 0.049 | 0.067
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E d = tool diameter

%If the machine not stable, please reduce the feed about 20%. FEHFRISHERTIBE » FAREAETHAIE 20%
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