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* For stainless steel, high temperature alloy & alloy steel.
+ High efficiency cutting.
+ Unequal flute spacing for anti-vibration.
+ ANAX smooth coating.
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Appearance Name Code No. | Diameter [ Helix |Coating m
SNER £y RIS SME | 12Nl | g =t
V47X Series for Exotic Material - Anti-Vibration - Unequal Spacing  BRFHEN/ 5862 - 1E - 759E
;s frf‘:i}a;;%ui;%’al ;p;gg f;}andard"": EPSSVC | 01-025 | 38° | ANAX |@|@|@| |®|O| B157
S if%aggui;;%‘a' ;p;‘:;g ;_)S‘;ja”dard'SF EPssvC |g6~z16 | 38° | ANax |@|@|@| |@|O] Biss
_ 92 if;raﬁr}e%ui;;%a' ;p;aggg 'A"\;C"ed"": EPSUVC | g6~016 | 38° | ANAX (@|@|@| |@|O| Bise
- | ;fg;gi‘;‘:; ‘fﬁg‘%i‘;;g?i;mismng'ﬁ EPSRVC | @6-016 | 38° | ANAX |@|@|®| |@|O| B160
15 . ;\“%a;gui;;%’a' ;p;zg ;‘S;ja”dard"w EPSSVD |@4~016 | 45° | ANAX |@|@|@®| |@|®| B161
|| ifg%ui;;%al ;p;gg '&.)S;Jandard'SF EPSSVD | @6-016 | 43° | ANAX |@|@|®@| |®|®]| B162
= if%a;ggﬁ;;%‘a' :;;‘;Eg 'YS;ja"dard'ﬂ: EPSSVD |@10~@16| 43° | ANAX |@|®@|®| |@|®| Bi63
| i}%a;gi;;%’a' ;p;gg_ '5";”9 Flute*SF | epscvp | ge-o16 | 430 | anax |@|@|@| |@|@] B16s
--———qgggﬁggﬂﬁwmw|mwomw6m°mmo.. ®|®| Biss
“—] i_qf;; i;:;‘j’a' :;;gg f;}a"dard"": EPSSVE |w@8~g16 | 520 | aNax |O|@|O| |@|e®]| Bies
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Solid Carbide Endmills % &%)

V47X - Tools selection TIEIEERES

o

WINSTAIR

Series Series Number Helix Tool Type @ @ @
Z5) ZEIIETE Angle| gz | Slotmiling |Side roughing| Side finishing
Rhef BT | BISMEMT | AIBKSIT
38° [Chamfer fIC v v v o0 ® O
Standard Z#5Y Radius /)R
EPSSVC
' Square 7]
o 38° v v v o0 L J[®
Radius /R
lb Standard 1Z#:5!
V47XC
‘ Square 7]
EPSUVC o 38° v v v o0 ® O
“%’ Radius /\R
Necked #%85Y
EPSRVC . 38° [Chamfer #IC v v o0 _ 11@]
Roughlnlnlshlng THREE
ANAX 43° [Chamfer fIC v v L 2 J L JY
] Radius /\R
EPSSVD 43° | Square F7J v v o0 o0
—_ Square F7J)
V47XD 43° v ( 2 J (Y
& %% AN Chamfer fC
Standard 245!
KNSNA Seuare ]
DBB || kaus in M
Long Flute =S Akt
EPSCVD
AN
Square F7]
2 430 |9 i v o0 oo
Radius /'R
V47XE | EPSSVE 52° | Radius /'R v | 11@)] o0
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Solid Carbide Endmills = $Ef#%7] WINSTAR

V47XC - Square - Unequal Spacing - Standard - 4F REDEIFHRT] - 1RER - 47)

» Unequal flute spacing for anti-vibration.
+ 38° helix angle design for exotic materials slot and side milling.
» ANAX smooth coating (Al, Ti, Cr, N) provides a superior wear resistance and extend tool life.

siinwpu3g apiqied pijos -

Order No. Dia. CL OAL Shank CorR Flutes
ST B4R (d) (L1) (L) (D) 2)
EPSSVC EPSSVC4410000A 1 3 50 4 - 4
EPSSVC4420000A 2 5 50 4 - 4
EPSSVC4430000A 3 8 50 4 - 4
EPSSVC4030000A 3 8 50 6 - 4
EPSSVC4440000A 4 10 50 4 - 4
EPSSVC4440052A 4 8 50 4 0.5R 4
EPSSVC4040000A 4 10 50 6 - 4
EPSSVC4050000A 5 13 50 6 = 4
EPSSVC4060000A 6 15 50 6 - 4
EPSSVC4060011A 6 15 50 6 0.10C 4
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 15R 4
EPSSVC4100000A 10 25 75 10 - 4
EPSSVC4100003A 10 30 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
EPSSVC4100202A 10 20 75 10 2R 4
EPSSVC4120000A 12 30 75 12 - 4
EPSSVC4120021A 12 30 75 12 0.20C 4
EPSSVC4120052A 12 24 75 12 0.5R 4
‘@‘ ‘@’ ‘@’ ‘ EPSSVC4120102A 12 24 75 12 1R 4
EPSSVC4120202A 12 24 75 12 2R 4
‘ = EPSSVC4140000A 14 30 75 14 = 4
EPSSVC4160000A 16 35 100 16 - 4
EPSSVC4160021A 16 35 100 16 0.25C 4
@i Radius EPSSVC4160102A 16 32 100 16 1R 4
Ureaia EPSSVC4160202A 16 32 100 16 2R 4
EPSSVC4160302A 16 32 100 16 3R 4
38° B 55 EPSSVC4200000A 20 45 100 20 = 4
EPSSVC4250000A 25 45 100 25 - 4
d Tolerance i .
d<6 0~-002 Cutting conditions : Page B260
6<d=<12 0~-0.03
d>12 0~-0.04
R Tolerance
R | +0.020

B157



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

V47XC - Square - Unequal Spacing - Standard - 5F REDEIFRT] - 1REE -57)

» Unequal flute spacing for anti-vibration.
+ 38° helix angle design for exotic materials side milling.
» ANAX smooth coating (Al, Ti, Cr, N) provides a superior wear resistance and extend tool life.

Order No. Dia. CL OAL  Shank R Flutes
STRBARTS (d) (L1) (L) (3)) 2)
EPSSVC EPSSVC5060000A 6 15 50 6 - 5
EPSSVC5060032A 6 12 50 6 0.3R 5
EPSSVC5060052A 6 12 50 6 0.5R 5
H:m EPSSVC5080000A 8 20 60 8 : 5
oje¢e 00 EPSSVC5080052A 8 16 60 8 0.5R 5
g EPSSVC5080102A 8 16 60 8 1.0R 5
L R EPSSVC5100000A 10 25 75 10 - 5
EPSSVC5100052A 10 20 75 10 0.5R 5
EPSSVC5100102A 10 20 75 10 1.0R 5
L1 EPSSVC5100202A 10 20 75 10 2.0R 5
EPSSVC5120000A 12 30 75 12 - 5
EPSSVC5120052A 12 24 75 12 0.5R 5
EPSSVC5120102A 12 24 75 12 1.0R 5
EPSSVC5120202A 12 24 75 12 2.0R 5
- EPSSVC5160000A 16 35 100 16 - 5
EPSSVC5160102A 16 32 100 16 1.0R 5
EPSSVC5160202A 16 32 100 16 2.0R 5
EPSSVC5160302A 16 32 100 16 3.0R 5
D (h6)

5 )& &

Cutting conditions : Page B260
9 9

Unequal
38°

d Tolerance
d<6 0 ~-0.02
6<d=<12 0~-0.03
d>12 0~-0.04

Radius

R Tolerance
R | +0.020
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Solid Carbide Endmills = $&5f#k7] WINSTAR

V47XC - Square - Unequal Spacing - Necked - 4F REREF#KT] - FEHE - 47)

» Unequal flute spacing for anti-vibration.

+ 38° helix angle design for exotic materials slot and side milling.

» Necked design is able to increase feed rate.

» ANAX smooth coating (Al, Ti, Cr, N) provides a superior wear resistance and extend tool life.
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Order No. Dia. CL EFF-L NeckDiaa. OAL Shank Flutes
STRBHRER (d) (L) (L2) (d1) L) (D) R (2)
EPSUVC EPSUVC4060000A 6 9 15 564 50 6 - 4
EPSUVCA4060052A 6 9 15 564 50 6 050R 4
EPSUVCA4080000A 8 12 20 752 60 8 - 4
EPSUVC4080052A 8 12 20 752 60 8 050R 4
EPSUVC4080102A 8 12 20 752 60 8 100R 4
EPSUVC4100000A 10 15 25 94 75 10 - 4
EPSUVC4100052A 10 15 25 94 75 10 O050R 4
EPSUVC4100102A 10 15 25 94 75 10 100R 4
EPSUVC4100152A 10 15 25 94 75 10 150R 4
EPSUVC4120000A 12 18 30 1128 75 12 - 4
EPSUVC4120102A 12 18 30 1128 75 12 100R 4
EPSUVC4120202A 12 18 30 1128 75 12 200R 4
EPSUVC4160000A 16 24 40 1504 100 16 - 4
EPSUVC4160102A 16 24 40 1504 100 16 1.00R 4
EPSUVC4160202A 16 24 40 1504 100 16 200R 4
EPSUVC4160302A 16 24 40 1504 100 16 3.00R 4

Cutting conditions : Page B261

‘ =
Unequal
38°

d Tolerance
d<6 0 ~-0.02
6<d<12 0~-0.03
d>12 0~-0.04
R Tolerance
R | +0.020

B159



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

V47XC - Square - Unequal Spacing - Roughing & Finishing - 4F RERENTFHT) - HE—HRE - 47)

» Unequal flute spacing for anti-vibration.
+ 38° helix angle design for exotic materials slot milling and side roughing.
» ANAX smooth coating (Al, Ti, Cr, N) provides a superior wear resistance and extend tool life.

Order No. Dia. CL OAL  Shank c Flutes
STRBARTS (d) (L1) (L) (3)) (2)
EPSRVC EPSRVC4060021A 6 15 50 6 0.25C 4
EPSRVC4080031A 8 20 60 8 0.30C 4
EPSRVC4100041A 10 25 75 10 0.40C 4
H:m EPSRVCA4120051A 12 30 75 12 050C 4
/66 60 EPSRVCA4160061A 16 35 100 16 0.60C 4
d L/C
L1
L
D (h6)
Lo/
& 2 @ @
Cutting conditions : Page B261
7 ? ?

Unequal
38°

d Tolerance
d<6 0~-0.02
6<d=s12 0~-0.03
d>12 0~-0.04

B160



Solid Carbide Endmills = $Ef#%7] WINSTAR

V47XD - Square - Unequal Spacing - Standard - 4F REDEIFHRT] - 1RER - 47)

» Unequal flute spacing for anti-vibration.
* 43° helix angle design for exotic materials side milling.
» ANAX smooth coating (Al, Ti, Cr, N) provides a superior wear resistance and extend tool life.

siinwpu3g apiqied pijos -

Order No. Dia. CL OAL Shank . o Flutes
ST HEAR S (d) (L1) (L) (D) (2)
EPSSVD EPSSVD4440000A 4 10 50 4 - 4
EPSSVD4060000A 6 15 50 6 - 4
EPSSVD4060011A 6 15 50 6 0.10C 4
EPSSVD4060052A 6 12 50 6 0.5R 4
EPSSVD4060102A 6 12 50 6 1R 4
EPSSVD4080000A 8 20 60 8 ; 4
EPSSVD4080011A 8 20 60 8 0.15C 4
EPSSVD4080052A 8 16 60 8 0.5R 4
EPSSVD4080102A 8 16 60 8 1R 4
EPSSVD4100000A 10 25 75 10 - 4
EPSSVD4100003A 10 30 75 10 ; 4
EPSSVD4100011A 10 25 75 10  045C 4
EPSSVD4100052A 10 20 75 10 0.5R 4
EPSSVD4100102A 10 20 75 10 1R 4
EPSSVD4100202A 10 20 75 10 2R 4
EPSSVD4120000A 12 30 75 12 - 4
EPSSVD4120021A 12 30 75 12 020Cc 4
EPSSVD4120052A 12 24 75 12 0.5R 4
EPSSVD4120102A 12 24 75 12 1R 4
EPSSVD4120202A 12 24 75 12 2R 4
| EPSSVD4160000A 16 35 100 16 ; 4
T l— EPSSVD4160021A 16 35 100 16 025C 4
D (h6) EPSSVD4160102A 16 32 100 16 1R 4
EPSSVD4160202A 16 32 100 16 2R 4
‘@‘ ‘@’ ’ EPSSVD4160302A 16 32 100 16 3R 4

Cutting conditions : Page B262

Radius

%ﬁi
Unequal
DR=E

d Tolerance
d<6 0 ~-0.02
6<d=<12 0~-0.03
d>12 0~-0.04

R Tolerance
R | +0.020

B161



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

V47XD - Square - Unequal Spacing - Standard - 5F AEDEIFHRT] - 1REE -57)

» Unequal flute spacing for anti-vibration.
* 43° helix angle design for high temperature alloy, stainless steel and alloy steel side milling.
» ANAX smooth coating (Al, Ti, Cr, N) provides a superior wear resistance and extend tool life.

Order No. Dia. CL OAL Shank  Flutes
STRBARTS (d) (L1) L) ((3)) (2)
EPSSVD EPSSVD5060000A 6 15 50 6 5
EPSSVD5080000A 8 20 60 8 5
EPSSVD5100000A 10 25 75 10 5
H:m EPSSVD5120000A 12 30 75 12 5
o0 oo EPSSVD5160000A 16 35 100 16 5

d
e
l |
T
D (h6)

& @

%%
Unequal
N\\\QJrHRC
43° 55

&

Cutting conditions : Page B262

d Tolerance
d<6 0~-0.02
6<d=s12 0~-0.03
d>12 0~-0.04

B162



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

V47XD - Square - Unequal Spacing - Standard - 7F AEDEIFHRT] - RER -TT)

» Unequal flute spacing for anti-vibration.
+ 43° helix angle design for exotic materials side milling.
» ANAX smooth coating (Al, Ti, Cr, N) provides a superior wear resistance and extend tool life.

Order No. Dia. CL OAL Shank . o Flutes
STRBARTS (d) (L1) (L) (3)) (2)
EPSSVD EPSSVD7100000A 10 25 75 10 - 7
EPSSVD7100051A 10 25 75 10 0.5C 7
EPSSVD7100052A 10 25 75 10 0.5R 7
H:m EPSSVD7120000A 12 30 75 12 : 7
o6 o0 EPSSVD7120051A 12 30 75 12 0.5C 7
EPSSVD7120052A 12 30 75 12 0.5R 7
] ‘ CorR EPSSVD7160000A 16 35 100 16 - 7

Cutting conditions : Page B262

%%
Unequal
43°

d Tolerance
d<6 0 ~-0.02
6<d<12 0~-0.03
d>12 0~-0.04
R Tolerance
R | +0.020

B163
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Solid Carbide Endmills = $&5f#k7] WINSTAR

V47XD - Square - Unequal Spacing - Long Flute - 5F FEREITFHT] - RIE -57]

» Unequal flute spacing for anti-vibration.
* 43° helix angle design for exotic materials deep side milling.
» ANAX smooth coating (Al, Ti, Cr, N) provides a superior wear resistance and extend tool life.

Order No. Dia. CL OAL Shank R Flutes
STREARIS (d) (L1) L) (D) (2)
EPSCVD EPSCVD5060000A 6 24 75 6 - 5
EPSCVD5060102A 6 24 75 6 1.0R 5
EPSCVD5080000A 8 32 75 8 - 5
H:m EPSCVD5080102A 8 32 75 8 1.0R 5
o0 oo EPSCVD5100000A 10 40 100 10 - 5
g EPSCVD5120000A 12 48 100 12 - 5
J'—'L/R EPSCVD5120202A 12 48 100 12 2.0R 5
i B EPSCVD5160000A 16 55 110 16 - 5
L1
L :
Y l
D (h6)

&8

Unequal
ANAX [HRC
43° fl 55

d Tolerance
d<6 0~-0.03
6<d=<12 0 ~-0.04
d>12 0~-0.05

&)

Cutting conditions : Page B262

R Tolerance
R | +0.020

B164



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

V47XD - Square - Unequal Spacing - Long Flute - 7F FEREIFHRT - BRI -77)

» Unequal flute spacing for anti-vibration.
* 43° helix angle design for exotic materials deep side milling.
» ANAX smooth coating (Al, Ti, Cr, N) provides a superior wear resistance and extend tool life.

Order No. Dia. CL OAL  Shank R Flutes
STRBARTS (d) (L1) (L) (3)) (2)
EPSCVD EPSCVD7100000A 10 50 100 10 - 7
EPSCVD7100052A 10 50 100 10 0.5R 7
EPSCVD7120000A 12 60 110 12 - 7
H:m EPSCVD7120052A 12 60 110 12 0.5R 7
oo o0 EPSCVD7160000A 16 80 150 16 - 7
EPSCVD7160052A 16 80 150 16 0.5R 7

L1

=Y e

D (h6)

&8

&)

Cutting conditions : Page B262

Unequal
ANAX [HRC
43° ll 55

d Tolerance
d<6 0~-0.03
6<d=<12 0 ~-0.04
d>12 0~-0.05

R Tolerance
R | +0.020

B165
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Solid Carbide Endmills = $&5f#k7] WINSTAR

V47XE - Square - Unequal Spacing - Standard - 4F REDEIFHRT] - 1RER - 47)

» Unequal flute spacing for anti-vibration.
+ 52° helix angle design with low cutting force and outstanding side finishing for exotic materials.
» ANAX smooth coating (Al, Ti, Cr, N) provides a superior wear resistance and extend tool life.

Order No. Dia. CL OAL  Shank R Flutes
STRBARTS (d) (L1) (L) (3)) (2)
EPSSVE EPSSVE4080052A 8 16 60 8 0.5R 4
EPSSVE4100102A 10 20 75 10 1.0R 4
EPSSVE4120102A 12 24 75 12 1.0R 4
4

EPSSVE4160152A 16 32 100 16 1.5R
OO ee

Cutting conditions : Page B263

ple]-
Unequal
52°

d Tolerance
d<6 0 ~-0.02
6<d=<12 0~-0.03
d>12 0~-0.04

R Tolerance
R | +0.020

B166
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Solid Carbide Endmills = $Ef#%7] WINSTAR

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

ae
<>

E d = tool diameter

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

B260
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Solid Carbide Endmills = $Ef#%7] WINSTAR

Recommended Cutting Conditions BRI 28

V47X Seires EPSUVC4

Cuttin fz
Working Material . g aexd apxd Vc
Application 4 6 8 10 12 16
Slot milling 1 05~1.0 80~ 145 | 0.030 | 0.036 | 0.048 | 0.060 | 0.072 [ 0.096

Carbon steel
(S45C » S55C)

Side milling 0.1~03 0.7~1.2 | 130~225 | 0.042 | 0.050 | 0.067 | 0.084 ([ 0.101 | 0.134

Alloy steel / Tool steel Slot milling 1 05~1.0 65~130 | 0.026 | 0.032 | 0.043 | 0.056 | 0.067 | 0.089

(SK, SCM, SKD)

Side milling 0.1~0.3 0.7~1.2 90 ~180 | 0.037 | 0.046 | 0.060 [ 0.079 | 0.094 | 0.125

. Slot milling 1 0.3~0.6 50 ~ 100 0.018 | 0.024 | 0.036 | 0.042 | 0.048 | 0.067
Stainless steel

(SUS304, SUS316)

Side milling 0.1~0.2 0.7~1.2 80~ 130 | 0.025 | 0.034 | 0.050 | 0.059 [ 0.067 | 0.094

Slot milling 1 02~04 30 ~60 0.018 | 0.024 | 0.030 | 0.036 | 0.042 | 0.058
Hardened steel

siinwpu3g apiqied pijos -

(HIRGa= 5] Side milling 0.05~0.1 0.7~1.2 65~ 100 | 0.025 | 0.034 | 0.042 | 0.050 | 0.059 | 0.080
_a_e»
iip d = tool diameter
V47X Seires EPSRVC4
. . 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 » S55C)

Side milling 0.1~04 0.7~1.5 | 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 0.1~04 0.7~1.5 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 0.1~03 0.7~1.5 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 | 0.05~0.2 | 0.7~1.5 65~ 100 | 0.021 | 0.028 [ 0.035 | 0.042 [ 0.049 | 0.067

E d = tool diameter

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

B261
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Solid Carbide Endmills = $Ef#%7] WINSTAR

Recommended Cutting Conditions BRI 28

V47X Seires EPSSVD4, EPSSVD5, EPSSVD7

Cutti fz
Working Material u. '"9 aexd apxd Vc
Application 4 6 8 10 12 16

Side milling 0.1~03 | 0.7~15 | 80~125 | 0.035 | 0.042 | 0.056 | 0.070 | 0.084 | 0.112
Carbon steel

(S45C > S55C)

Side finishing | 0.05~0.2 [ 0.7~1.5 | 120~ 180 | 0.039 | 0.046 | 0.062 | 0.077 [ 0.092 | 0.123

Alloy steel / Tool steel Side milling 0.1~0.3 0.7~1.5 70~105 | 0.031 | 0.038 | 0.050 | 0.066 | 0.078 | 0.104

(SK, SCM, SKD)

Side finishing | 0.05~0.2 [ 0.7~1.5 | 100 ~ 150 | 0.034 | 0.042 | 0.055 | 0.073 | 0.086 | 0.114

) Side milling 01~03 | 0.7~15 60 ~ 90 0.021 | 0.028 | 0.042 | 0.049 | 0.056 | 0.078
Stainless steel

(SUS304, SUS316)

Side finishing | 0.05~0.2 | 0.7~1.5 85~130 | 0.023 | 0.031 | 0.046 | 0.054 | 0.062 | 0.086

Side milling 0.1~0.3 0.7~1.5 45~70 0.021 | 0.028 | 0.035 | 0.042 | 0.049 | 0.067

Superalloy
Side finishing | 0.05~0.2 [ 0.7 ~1.5 65~100 | 0.023 | 0.031 | 0.039 | 0.046 | 0.054 | 0.074

ae

iip d = tool diameter

V47X Seires EPSCVD5, EPSCVD7

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

Side milling 0.1~0.3 0.7~3.0 80~ 125 0.028 | 0.034 | 0.045 | 0.056 | 0.067 | 0.090
Carbon steel

(S45C » $55C)

Side finishing | 0.05~0.3 [ 0.7~2.5 | 120~ 180 | 0.031 | 0.037 | 0.050 | 0.062 | 0.074 | 0.098

Side milling 0.1~0.3 0.7~3.0 70~105 | 0.025 | 0.030 | 0.040 | 0.053 | 0.062 | 0.083
Alloy steel / Tool steel

(SK, SCM, SKD)

Side finishing | 0.05~0.3 | 0.7~2.5 | 100 ~150 | 0.027 | 0.034 | 0.044 | 0.058 | 0.069 | 0.091

. Side milling 0.1~03 | 0.7~25 60 ~ 90 0.017 [ 0.022 | 0.034 | 0.039 | 0.045 | 0.062
Stainless steel

(SUS304, SUS316)

Side finishing | 0.05~0.3 [ 0.7 ~2.0 85~130 | 0.018 | 0.025 | 0.037 | 0.043 | 0.050 | 0.069

Side milling 0.1~0.3 0.7~25 45~70 0.017 | 0.022 | 0.028 | 0.034 | 0.039 | 0.054

Superalloy
Side finishing | 0.05~0.3 | 0.7~2.0 65~ 100 | 0.018 | 0.025 | 0.031 | 0.037 | 0.043 | 0.059

ae
<>

E d = tool diameter

%If the machine not stable, please reduce the feed about 20%. FEHFRISHERTIBE » FAREAETHAIE 20%
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Solid Carbide Endmills = $Ef#%7] WINSTAR

Recommended Cutting Conditions BRI 28

V47X Seires EPSSVE4

Cuttin fz
Working Material . g aexd apxd Vc
Application 4 6 8 10 12 16
Side milling | 0.1~0.3 [ 0.7~1.5 | 80~125 | 0.035 | 0.042 | 0.056 | 0.070 | 0.084 | 0.112
Carbon steel
(BRkiE 2 223 Side finishing | 0.05~0.2 | 0.7~1.5 120 ~180 | 0.039 | 0.046 | 0.062 | 0.077 | 0.092 | 0.123
Alloy steel / Tool steel Side milling 0.1~0.3 0.7~1.5 70 ~ 105 0.031 | 0.038 | 0.050 | 0.066 | 0.078 | 0.104
(SK, SCM, SKD) Side finishing | 0.06~0.2 | 0.7~1.5 | 100 ~ 150 | 0.034 | 0.042 | 0.055 | 0.073 | 0.086 | 0.114
) Side milling 01~03 | 0.7~15 60~90 | 0.021 | 0.028 | 0.042 | 0.049 | 0.056 | 0.078
Stainless steel
R, SUeile) Side finishing | 0.05~0.2 | 0.7~1.5 85~ 130 0.023 | 0.031 | 0.046 | 0.054 | 0.062 | 0.086
Side milling 0.1~0.3 0.7~1.5 45 ~70 0.021 | 0.028 | 0.035 | 0.042 | 0.049 | 0.067
Superalloy
Side finishing | 0.05~0.2 [ 0.7 ~1.5 65~100 | 0.023 | 0.031 | 0.039 | 0.046 | 0.054 | 0.074
_a_e»
v d = tool diameter
V470 Inch Seires EP: i V4
. . . L fz (inch/z)
Working Material Cutting Application aexd apxd SFM
1/8 1/4 | 5/16 | 3/8 1/2
Slot milling 05~1.0 260 ~ 475 .0008 | .0012 | .0016 | .0019 | .0025
Carbon steel . .
(S45C, S55C) Side roughing 04~0.9 0.7~1.0 295~ 525 [ .0009 | .0015 | .0020 | .0023 | .0031
Side finishing 0.1~0.3 0.7~1.5 425 ~740 | .0006 | .0010 | .0014 | .0017 | .0023
Slot milling 05~1.0 230 ~ 430 .0007 | .0011 | .0015 | .0018 | .0024
Alloy steel . . N - -
(SK, SCM) Side roughing 04~0.9 0.7~1.0 260 ~ 475 .0008 | .0014 | .0019 | .0022 | .0030
Side finishing 0.1~0.3 0.7~15 310 ~590 | .0005 | .0009 | .0013 | .0016 | .0022
Slot milling 0.5~1.0 215~360 | .0006 | .0010 | .0014 | .0017 | .0023
T"(‘é'féje' Side roughing 04~09 | 07~1.0 | 230~430 | .0009 | .0015 | .0018 | .0021 | .0029
Side finishing 0.1~0.3 0.7~15 295~ 525 | .0006 | .0010 | .0014 | .0015 | .0021
Slot milling 05~1.0 165 ~ 215 .0005 | .0008 | .0012 | .0013 | .0017
Stainless steel . .
(SUS304, SUS316) Side roughing 04~09 0.7~1.0 215~ 330 | .0006 | .0010 | .0014 | .0017 | .0023
Side finishing 0.1~03 0.7~1.5 260 ~ 360 [ .0006 | .0010 | .0014 | .0015 | .0021
Slot milling 0.5~1.0 100 ~ 200 .0005 | .0008 | .0010 | .0011 | .0015
Hardened steel ; }
(HRC < 45) Side roughing 04~09 0.7~1.0 165~ 300 | .0005 | .0008 | .0012 | .0013 | .0017
Side finishing 0.1~0.3 0.7~15 215~395 | .0006 | .0010 | .0014 | .0015 | .0021
ae
h .
d = tool diameter

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