V4 7X Series

High Performance Solid Carbide Endmills
I RUREDLRR 2 BRIk )

- Unequal flute spacing for anti-vibration. PM K N[S[H
- Polished flute is good for chip evacuation. o0 OO
- TACO coating for alloy steel and cast iron general milling.

- ANAX smooth coating for stainless steel, super alloy and
alloy steel high efficiency milling.
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VV47B Carbide Endmills for Stainless Steel Variable Pitch - Helix 35° ASIA
i5iMHET] - BRARAHEHE TEDE - 3518 5EA (i)
VP - Helix 35 - TACO |@|O|®
X [Soure VP Heli 35 4R EPSSVB | 35° | @1~@20 04
REDENTHT] - 47 ANAX |@|@]®
VP - Helix 35 - TACO (@|O|®
N ) Sq;";reg VP Helix 35 - 5F EPSSVB | 35° | @6~o16 05
REDEIFHT] - 57 ANAX @ @@
Radius - VP - Heli - 4F TACO |@|O|@
X | |Somer Redus elix 35 EPSSVB | 35° | ©3-220 06
REREELHT] - 47] ANAX @ @®|@®
ius - VP - Helix 35 - TACO |@|O|®
SENN ||ConerRadius | VP Helix 35 - 5F EPSSVB | 35° | 26~016 07
AENEESHET] - 57 ANAX @ @®|®
V47C Carbide Endmills for Stainless Steel Variable Pitch - Helix 38° ASIA
SiHHET]) - BRARAHEHE TEDE - 38°125EA (i)
VP - Helix 38 - TACO (@|O|@
Ay (e VP Helx 38 4R EPSSVC | 38° | @1-025 08
REDEITFHT] - 4 7] ANAX @ @®|@®
- VP - Helix 38 - 5F
= ?;a;ﬁﬁﬁne";?;? ° EPSSVC | 38° | @6~216 | ANAX 09
REE 9 EI 4 .
2 < Square - VP - Helix 38 - 7F
N EPSSVI ° |@10~216| ANAX 1
'K%%Wiﬁﬂ'?ﬂ SsvC | 38° |@10~@16 o|e|o 0
Square - VP - Helix 38 - Necked - 4F N 9
- RIS - W - 43) EPSUVC | 38° | @6~@16 | ANAX |@|@|® 11
Square - VP - Helix 38 - Roughing & Finishing - 4F . 9
- ) RS BT - A8 - 43) EPSRVC | 38° | @6~@16 | ANAX |@|@|® 12
Square - VP - Helix 38 - Long Shank - 5F
s s | EPSLVC | 38° | @6~@12 | ANAX 13
l REDEIFHT] - RWFEL - 57] o060
ius - VP - Heli . TACO |@(O|@®
s__] Co;g\r;adzs VP - Helix 38 - 4F EPSSVC 38> | ga~a@2s5 14
FEREERHT] - 47] ANAX @ @®|®
=N ;";;‘g;j;m‘f 'SH;“X 38 5F EPSSVC | 38° | @6~016 | ANAX |@|@|@ 15
— Radius - VP - Helix 38 - 7F
Koxy T ?;”gﬁu:;m 7;"‘ 38 EPSSVC | 38° |@10~220| ANAX |O|@|O 16
REHEIESHT] -
Corner Radius - VP - Helix 38 - Necked - 4F N
| e iR gl EPSUVC | 38° | @6~016 | ANAX (@ |@|@ 17
Corner Radius - VP - Helix 38 - Long Shank - 5F . 5
= ) REAEEAST) - EARE - 5 3] EPSLVC | 38° | @6~@12 | ANAX |@|@|® 18
s ?Lh;;f‘f%\;; H?K;’;"‘L} EPBSVC | 38° | 24~016 | ANAX |@|®|@ 19
REHEITREET] - 1A -
DIN
(Metric)
L - B ?;aﬁjgj;;;e"g?"w E1M3VC | 38° | @4-220 | ANAX |@|@|@ 20
NSFTE b :
| ;2‘;;}:;7\7” ;H;"X %47 E133VC | 38° | @4~@20 | ANAX @@ @ 21
ANSI
(Inch)
Square - VP - Helix 38 - 4F (Inch)
b R | i il 38° | @1/8"~1" | UNICO 22
s R T - 45 (55 o0
Corner Radius - VP - Helix 38 - 4F (Inch)
= |- p - 38° | @1/8"~1" | UNICO 24
8 | xenaimst - 47 (s01) il
Ball Nose - VP - 2F (Inch)
(v — ] ) - EPBIiV | 38° | @1/8"~58" [ UNICO 26
] REDEIBKEEET] - 2 7] (M) o0
P Ball Nose * VP - 4F (Inch)
& s e EPBIV | 38° | 1/8™-58" | UNICO 27
R pammsng - 49 (z01) o0
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Solid End Milling : Carbide Endmills % $55f5%;7]
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Appearance Name Code No. | Helix [ Diameter | Coating Page
SN 218 4RES Bhem| MR ZE =1
V47D Carbide Endmills for Stainless Steel Variable Pitch - Helix 43° or Helix 45° ASIA
$580EET] - BRAR T TEDE - 43°% 45°125EA (e
Square - VP - Helix 45 - 4F
S 5 T ey EPSSVD | 45° | @4~@16 | ANAX 28
] TEDEITFHT] - 47] ° *
Square - VP - Helix 43 - 5F
oomessemsmsstoueme - EPSSVD 43° | @6~016 | ANAX 29
B l REDETFHT] - 57 o g
Square - VP - Helix 43 - 7F
o500 R | e EPSSVD | 43° |@10~@16| ANAX 30
) RERENTFHT] - 77] g
Square - VP - Helix 43 - Long Flute - 5F
“ - EPSCVD 43° | @6~016 | ANAX 31
) RERETHT] - RIIE -57) o o
Square - VP - Helix 43 - Long Flute - 7F
NN EPSCVD | 43° |@10~216| ANAX 32
l RERETHT] - RIIE - 7] o
. Square -VP - Helix 43 - Chip Breaker - 5F
P " ) EPSSVH 43° | @6~@16 | ANAX 33
= Rz pnmen - B - 55 ° d
——— Square - VP - Chip Breaker - Helix 43 - Long Flute - 5F
- e . EPSCVH | 43° | 36~016 | ANAX 34
| Rgsnwsn - wEENR 57 o ®
Corner Radius - VP - Helix 45 - 4F .
~ RS EBELT] - 4] EPSSVD | 45° | @6~@16 | ANAX |@ ®| 35
Corner Radius - VP - Helix 43 - 7F N .
.—_i FEAEBST] - 75 EPSSVD 43° |910~12| ANAX ®| 36
Corner Radius - VP - Helix 43 - Long Flute - 5F
~— EPSCVD 43° | @6~012 | ANAX 37
] TEDEESHT] - RIIE -57] o i
Corner Radius - VP - Helix 43 - Long Flute - 7F
NN ° ~
) REARERLT - ETE - 75 EPSCVD 43° |910~016| ANAX [ J 38
V47E Carbide Endmills for Stainless Steel Variable Pitch - Helix 52° ASIA
$5808E7] - BRI HIE RERE - 52°12 ke (IS,
Corner Radius - VP - Helix 52 - 5F N
R AT ERLT] - 5T EPSSVE | 52° | @8~@16 | ANAX o 39
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Solid End Milling : Carbide Endmills = i5ifi#57]
V47B - Square - VP - Helix 35 - 4F

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.
« For alloy steel, cast iron and stainless steel roughing to finishing.

» V47B with TACO (AITiN) coating for general milling.

» V47BX with ANAX (AITiCrN) smooth coating for high efficiency milling.

ASIA
(Metric)

Order No. Dia. Chamfer CL OAL Shank Flutes
V47B V47BX (d) ©) (L) L) (D) 2
EPSSVB EPSSVB4410000T EPSSVB4410000A 1 - 3 50 4 4
EPSSVB4415000T EPSSVB4415000A 15 - 4 50 4 4
EPSSVB4420000T EPSSVB4420000A 2 - 5 50 4 4
EPSSVB4425000T EPSSVB4425000A 2.5 - 6 50 4 4
vare | @|O0|@ EPSSVB4430000T EPSSVB4430000A 3 - 8 50 4 4
V47EX | @ | @ | @ oo EPSSVB4435000T EPSSVB4435000A 3.5 - 9 50 4 4
EPSSVB4440000T EPSSVB4440000A 4 - 10 50 4 4
EPSSVB4050000T EPSSVB4050000A 5 - 13 50 6 4
EPSSVB4060000T EPSSVB4060000A 6 - 15 50 6 4
EPSSVB4060011T EPSSVB4060011A 6 0.10 15 50 6 4
EPSSVB4080000T EPSSVB4080000A 8 - 20 60 8 4
EPSSVB4080011T EPSSVB4080011A 8 0.15 20 60 8 4
EPSSVB4100000T EPSSVB4100000A 10 - 25 75 10 4
EPSSVB4100011T EPSSVB4100011A 10 0.15 25 75 10 4
EPSSVB4120000T EPSSVB4120000A 12 - 30 75 12 4
EPSSVB4120021T EPSSVB4120021A 12 0.20 30 75 12 4
EPSSVB4140000T EPSSVB4140000A 14 - 30 75 14 4
EPSSVB4160000T EPSSVB4160000A 16 - 35 100 16 4
EPSSVB4160021T EPSSVB4160021A 16 0.25 35 100 16 4
EPSSVB4160040T EPSSVB4160040A 16 - 40 100 16 4
EPSSVB4200000T EPSSVB4200000A 20 - 45 100 20 4
AR T EPSSVB4200031T EPSSVB4200031A 20 0.30 45 100 20 4
D (h6)
VY fz (mm/z)
‘@’ ‘@’ ‘@’ Lg’ Working Material Aoplicati aexd apxd VC.
pplication (m/min) | 4mm | 6mm | 8mm | 10mm | 12mm | 16mm
" ‘@’ " S Slot milling 1 05~1.0 | 80~145 |0.025 | 0030 | 0.040 | 0.050 | 0.060 | 0.080
(el Eesle) Side milling 01~03 | 0.7~15 | 130~225 | 0.030 | 0.036 | 0.048 | 0.06 | 0.072 | 0.096
Alloy steel / Slot milling 1 05~1.0 | 65~130 | 0022 | 0027 | 0.036 | 0.047 | 0.056 | 0.074
SKTOSOCI?'?/:egIKD) Side milli 01~03 | 07~15 | 90~180 | 0.026 | 0.032 | 0.043 | 0.056 | 0.067 | 0.089
[:E (SK, ) ide milling . . . . ! ) . ! ) I
35° B 50 Stainless steel | Slot milling 1 0.3~06 | 50~100 | 0015|0020 | 0.030 | 0.035 | 0.040 | 0.056
(SUS304,
— i T°'erange~ — SUS316) Side milling | 0.1~0.2 | 07~15 | 80~130 | 0018 | 0.024 | 0.036 | 0.042 | 0.048 | 0.067
6<ds12 0~-0.03 Slot milling 1 02~04 | 30~60 | 0015|0020 | 0.025 | 0.030 | 0.035 | 0.048
d>12 0~-0.04 Hardened steel
(rlNEa0=8y) Side milling | 0.05~0.1 [ 0.7~1.5 | 65~100 | 0.018 | 0.024 | 0.030 | 0.036 | 0.042 | 0.058
Iap d = tool diameter If the machine not stable, please reduce the feed about 20%.

04




Solid End Milling : Carbide Endmills % $55f5%;7]
V47B - Square - VP - Helix 35 - 5F

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.

« For alloy steel, cast iron and stainless steel roughing to finishing.

» V47B with TACO (AITiN) coating for general milling.
» V47BX with ANAX (AITiCrN) smooth coating for high efficiency milling.

o)

WINSTAIR

REHEITHT] - 5 7]

ASIA
(Metric)

Order No. Dia. CL OAL Shank Flutes
V47B V47BX (d) (L) (L) (D) (2)
EPSSVB EPSSVB5060000T EPSSVB5060000A 6 15 50 6 5
EPSSVB5080000T EPSSVB5080000A 8 20 60 8 5
EPSSVB5100000T EPSSVB5100000A 10 25 75 10 5
P . K 'N EPSSVB5120000T EPSSVB5120000A 12 30 75 12 5
vae @10\ @ EPSSVB5160000T EPSSVB5160000A 16 35 100 16 5
V47BX | @ | @ | @ ® O
L
v 3
D (h6)
‘@’ ‘@’ ‘@’ ‘ Working Material aexd apxd Ve f2 (mm/z)
Application (m/min) | 4mm | 6mm | 8mm | 10mm | 12mm | 16mm
" ‘@’ " Carbon steel Slot milling 1 05~1.0 | 80~145 | 0.025 | 0.030 | 0.040 | 0.050 | 0.060 | 0.080
(S45C  S85C) | gige miling | 0.1~03 | 07~15 | 130~225 | 0.030 | 0.036 | 0.048 | 0.06 | 0.072 | 0.096
ANAX Alloy steel / Slot milling 1 05~1.0 | 65~130 |0.022 | 0.027 | 0.036 | 0.047 | 0.056 | 0.074
Ve Tool steel
(SK, SCM, SKD) |  side milling | 0.1~0.3 | 0.7~15 | 90~180 | 0.026 | 0.032 | 0.043 | 0.056 | 0.067 | 0.089
TACO LHRC
35 50 Stainless steel | Slot milling 1 0.3~06 | 50~100 | 0015|0020 | 0.030 | 0.035 | 0.040 | 0.056
(SUS304,
£ izlraine: SUS316) Side milling | 0.1~0.2 | 07~15 | 80~130 | 0018 | 0.024 | 0.036 | 0.042 | 0.048 | 0.067
d<6 0~-0.02
6<ds12 0~-0.03 Slot milling 1 02~04 | 30~60 | 0015|0020 | 0.025 | 0.030 | 0.035 | 0.048
d>12 0~-0.04 Hardened steel
(HRC40~50) | gjge milling | 0.05~0.1 | 07~15 | 65~100 |0.018 | 0.024 | 0.030 | 0.036 | 0.042 | 0.058
Iap d = tool diameter XIf the machine not stable, please reduce the feed about 20%.
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Solid End Milling : Carbide Endmills = i5ifi#57]
V47B - Corner Radius - VP - Helix 35 - 4F

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.
« For alloy steel, cast iron and stainless steel roughing to finishing.

» V47B with TACO (AITiN) coating for general milling.

» V47BX with ANAX (AITiCrN) smooth coating for high efficiency milling.

ASIA
(Metric)

Order No. Dia. Radius CL OAL Shank Flutes
V47B V47BX (d) (R) (L) L) (D) 2
EPSSVB EPSSVB4430022T EPSSVB4430022A 3 02R 6 50 4 4
EPSSVB4430052T EPSSVB4430052A 3 05R 6 50 4 4
EPSSVB4440032T EPSSVB4440032A 4 03R 8 50 4 4
P . K N EPSSVB4440052T EPSSVB4440052A 4 05R 8 50 4 4
v47B (@ |O|@
EPSSVB4060032T EPSSVB4060032A 6 03R 12 50 6 4
V47eX 1@ | @ | @ O[O EPSSVB4060052T EPSSVB4060052A 6 05R 12 50 6 4
EPSSVB4060102T EPSSVB4060102A 6 1.0R 12 50 6 4
EPSSVB4080052T EPSSVB4080052A 8 05R 16 60 8 4
EPSSVB4080102T EPSSVB4080102A 8 10R 16 60 8 4
EPSSVB4080152T EPSSVB4080152A 8 15R 16 60 8 4
EPSSVB4100052T EPSSVB4100052A 10 05R 20 75 10 4
EPSSVB4100102T EPSSVB4100102A 10 10R 20 75 10 4
EPSSVB4100202T EPSSVB4100202A 10 20R 20 75 10 4
EPSSVB4120052T EPSSVB4120052A 12 05R 24 75 12 4
EPSSVB4120102T EPSSVB4120102A 12 10R 24 75 12 4
EPSSVB4120202T EPSSVB4120202A 12 20R 24 75 12 4
EPSSVB4160102T EPSSVB4160102A 16  1.0R 32 100 16 4
EPSSVB4160202T EPSSVB4160202A 16 2.0R 32 100 16 4
EPSSVB4160302T EPSSVB4160302A 16  3.0R 32 100 16 4
EPSSVB4200102T EPSSVB4200102A 20 1.0R 40 100 20 4
EPSSVB4200302T EPSSVB4200302A 20 3.0R 40 100 20 4
EAE &
D (h6)
ey Ve fz (mm/z)
= ’ Working Material L aexd apxd .
Application (m/min) | 4mm | 6mm | 8mm | 10mm | 12mm | 16mm
" ‘@’ " S Slot milling 1 05~1.0 | 80~145 |0.025 | 0030 | 0.040 | 0.050 | 0.060 | 0.080
(S45C > S55C) | g6 milling | 0.1~03 | 0.7~15 | 130~225 | 0.030 | 0.036 | 0.048 | 0.06 | 0.072 | 0.0%
Alloy steel / Slot milling 1 05~1.0 | 65~130 | 0022 | 0027 | 0.036 | 0.047 | 0.056 | 0.074
Ve Tool steel
(SK, SCM, SKD) | side milling | 0.1~03 | 0.7~15 | 90~180 |0.026 | 0.032 | 0.043 | 0.056 | 0.067 | 0.089
anax  raco [ EEE
35 50 Stainless steel | Slot milling 1 0.3~06 | 50~100 | 0015|0020 | 0.030 | 0.035 | 0.040 | 0.056
(SUS304,
£ izlraine: SUS316) Side milling | 0.1~0.2 | 07~15 | 80~130 | 0018 | 0.024 | 0.036 | 0.042 | 0.048 | 0.067
d<6 0~-0.02
6<ds12 0~-0.03 Slot milling 1 02~04 | 30~60 | 0015|0020 | 0.025 | 0.030 | 0.035 | 0.048
d>12 0~-0.04 Hardened steel
R Tolerance (HRC40~50) | gjge milling | 0.05~0.1 | 0.7~15 | 65~100 | 0.018 | 0.024 | 0.030 | 0.036 | 0.042 | 0.058
R 0.020 =
Iap d = tool diameter XIf the machine not stable, please reduce the feed about 20%.
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Solid End Milling : Carbide Endmills % $55f5%;7]

WINSTAIR

V47B - Corner Radius - VP - Helix 35 - 4F RrEREELE%T] - 47]

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.
« For alloy steel, cast iron and stainless steel roughing to finishing.

« V47B with TACO (AITiN) coating for general milling. ASIA
« V47BX with ANAX (AITICIN) smooth coating for high efficiency milling. (Metric)
Order No. Dia. Radius CL OAL Shank Flutes
V47B V47BX (d) (R) (L1) (L) (D) 2)
EPSSVB EPSSVB5060032T EPSSVB5060032A 6 03R 12 50 6 5
EPSSVB5060052T EPSSVB5060052A 6 05R 12 50 6 5
EPSSVB5080052T EPSSVB5080052A 8 05R 16 60 8 5
P . KN EPSSVB5080102T EPSSVB5080102A 8 10R 16 60 8 5
v47B (@ |0 | @
EPSSVB5100052T EPSSVB5100052A 10 05R 20 75 10 5
V47EX (@@ | @ ® O EPSSVB5100102T EPSSVB5100102A 10 10R 20 75 10 5
EPSSVB5100202T EPSSVB5100202A 10 20R 20 75 10 5
EPSSVB5120052T EPSSVB5120052A 12 05R 24 75 12 5
EPSSVB5120102T EPSSVB5120102A 12 10R 24 75 12 5
EPSSVB5120202T EPSSVB5120202A 12 20R 24 75 12 5
EPSSVB5160102T EPSSVB5160102A 16  10R 32 100 16 5
EPSSVB5160202T EPSSVB5160202A 16 20R 32 100 16 5
EPSSVB5160302T EPSSVB5160302A 16  30R 32 100 16 5
R 4
D (h6)
‘@’ ‘@’ ‘@’ ‘ Working Material aexd apxd Ve f2 (mm/z)
Application (m/min)  4mm | 6mm | 8mm | 10mm | 12mm | 16mm
" ‘@’ " Carbon steel Slot milling 1 05~1.0 | 80~145 | 0.025 | 0.030 | 0.040 | 0.050 | 0.060 | 0.080
(S45C > S55C) | gige miling | 0.1~03 | 0.7~15 | 130~225 | 0030 | 0036 | 0048 | 006 | 0.072 | 0096
Alloy steel / Slot milling 1 05~1.0 | 65~130 | 0.022 | 0.027 | 0.036 | 0.047 | 0.056 | 0.074
Tool steel
(SK, SCM, SKD) |  side milling | 0.1~0.3 | 0.7~15 | 90~180 | 0.026 | 0.032 | 0.043 | 0.056 | 0.067 | 0.089
aax f aco CHAC
35 50 Stainless steel | Slot milling 1 0.3~06 | 50~100 | 0015|0020 | 0.030 | 0.035 | 0.040 | 0.056
(SUS304,
£ izlraine: SUS316) Side milling | 0.1~0.2 | 07~15 | 80~130 | 0018 | 0.024 | 0.036 | 0.042 | 0.048 | 0.067
d<6 0~-0.02
6<ds12 0~-0.03 Slot milling 1 02~04 | 30~60 | 0015|0020 | 0.025 | 0.030 | 0.035 | 0.048
d>12 0~-0.04 Hardened steel
R Tolerance (HRC 40~50) | gige milling | 0.05~0.1 | 07~15 | 65~100 | 0018 | 0024 | 0.030 | 0.036 | 0042 | 0.058
R £0.020 —
Iap d = tool diameter XIf the machine not stable, please reduce the feed about 20%.

07




o)

WINSTAR
REDEITHT] - 437

Solid End Milling : Carbide Endmills = i5ifi#57]
V47C - Square - VP - Helix 38 - 4F

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.

» Sharp geometry design for stainless steel, alloy steel and cast iron high efficiency slot and side milling.
» V47C with TACO (AITiN) coating for general milling.

» V47CX with ANAX (AITiCrN) smooth coating for high efficiency milling.

ASIA
(Metric)

Order No. Dia. Chamfer CL OAL Shank Flutes
V47C V47CX (d) (©) (L) (L) (D) )
EPSSVC EPSSVC4410000T EPSSVC4410000A 1 - 3 50 4 4
EPSSVC4420000T EPSSVC4420000A 2 - 5 50 4 4
EPSSVC4430000T EPSSVC4430000A 3 - 8 50 4 4
EPSSVC4030000T EPSSVC4030000A 8 - 8 50 6 4
v4rc @10 | @ EPSSVC4440000T EPSSVC4440000A 4 - 10 50 4 4
V4rcX | @@ | @ O[O EPSSVC4040000T EPSSVC4040000A 4 - 10 50 6 4
EPSSVC4050000T EPSSVC4050000A 5 - 13 50 6 4
— EPSSVC4060000T EPSSVC4060000A 6 - 15 50 6 4
EPSSVC4060011T EPSSVC4060011A 6 0.10 15 50 6 4
EPSSVC4080000T EPSSVC4080000A 8 - 20 60 8 4
EPSSVC4080003T EPSSVC4080003A 8 - 24 60 8 4
EPSSVC4080011T EPSSVC4080011A 8 0.15 20 60 8 4
EPSSVC4100000T EPSSVC4100000A 10 - 25 75 10 4
EPSSVC4100003T EPSSVC4100003A 10 - 30 75 10 4
L EPSSVC4100011T EPSSVC4100011A 10 0.15 25 75 10 4
EPSSVC4120000T EPSSVC4120000A 12 - 30 75 12 4
EPSSVC4120003T EPSSVC4120003A 12 - 36 75 12 4
EPSSVC4120021T EPSSVC4120021A 12 0.20 30 75 12 4
EPSSVC4140000T EPSSVC4140000A 14 - 30 75 14 4
EPSSVC4160000T EPSSVC4160000A 16 - 35 100 16 4
EPSSVC4160021T EPSSVC4160021A 16 0.25 35 100 16 4
Y — EPSSVC4200000T EPSSVC4200000A 20 - 45 100 20 4
D (h6) EPSSVC4250000T EPSSVC4250000A 25 - 45 100 25 4
‘@’ ‘@’ ‘@’ ‘ Working Material L aexd apxd VC. f2 (mm/z)
Application (m/min) | 4mm | 6mm | 8mm | 10mm | 12mm | 16mm
" ‘@’ " Carbon steel Slot milling 1 05~1.0 | 80~145 | 0.025 | 0.030 | 0.040 | 0.050 | 0.060 | 0.080
[BREE - 55 Side milling 01~03 | 0.7~20 | 130~225 | 0.035 | 0.042 | 0.056 | 0.070 | 0.084 | 0.112
Alloy steel / Slot milling 1 05~1.0 | 65~130 | 0022 | 0027 | 0036 | 0.047 | 0.056 | 0.074
Ve Tool steel
[HRC (SK, SCM, SKD) | Side milling | 0.1~0.3 | 07~2.0 | 90~180 | 0.031 | 0038 | 0.050 | 0.066 | 0.078 | 0.104
38° M 55 Stainless steel | Slot milling 1 0.3~06 | 50~100 | 0015|0020 | 0.030 | 0.035 | 0.040 | 0.056
— d T°'erange~ — (SSSSS:?? g)’ Side milling | 01~02 | 07~20 | 80~130 |0.021| 0028 | 0.042 | 0.049 | 0.056 | 0.078
6<ds12 0~-0.03 Slot milling 1 02~04 | 30~60 | 0015|0020 | 0.025 | 0.030 | 0.035 | 0.048
d>12 0~-0.04 Hardened steel
(FIRE A =5 Side milling | 0.05~0.1 [ 0.7~2.0 | 65~100 | 0.021 | 0.028 | 0.035 | 0.042 | 0.049 { 0.067
Iap d = tool diameter If the machine not stable, please reduce the feed about 20%.
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Solid End Milling : Carbide Endmills % $55f5%;7]
V47C - Square - VP - Helix 38 - 5F

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.

« Suitable for stainless steel, alloy steel and cast iron high efficiency side milling.

o)

WINSTAIR
AEREIFHT] -5

« ANAX (AITiCrN) smooth coating provides a superior wear resistance and extend tool life. ASIA
(Metric)
Dia. CL OAL Shank Flutes
Order No.

(d) (L1) (L) (D) 2)

EPSSVC EPSSVC5060000A 6 15 50 6 5

EPSSVC5080000A 8 20 60 8 5

EPSSVC5100000A 10 25 75 10 5

EPSSVC5120000A 12 30 75 12 5

ALl @O EPSSVC5160000A 16 35 100 16 5

d
L1
L
D (h6)
L ‘ : : Cutting Ve fz (mm/z)
i Working Material . aexd apxd .
‘@‘ ‘@‘ ‘@‘ ¢ Application P (m/min) | 4mm | 6mm | 8mm | 10mm | 12mm | 16mm
= Slot milling 1 05~1.0 80~ 145 | 0.025 | 0.030 | 0.040 | 0.050 | 0.060 | 0.080
@ Carbon steel
[BREIE - 55 Side milling 01~03 | 0.7~20 | 130~225 | 0.035 | 0.042 | 0.056 | 0.070 | 0.084 | 0.112
ANAX Alloy steel / Slot milling 1 05~1.0 | 65~130 |0.022 [ 0.027 | 0.036 | 0.047 | 0.056 | 0.074
Ve Tool steel
@ (SK, SCM, SKD) Side milling 0.1~0.3 07~20 90~ 180 | 0.031 | 0.038 | 0.050 | 0.066 | 0.078 | 0.104
38° M 55 Stainless steel | Slot milling 1 03~06 | 50~100 | 0015|0020 | 0.030 | 0.035 | 0.040 | 0.056
(SUS304,
L LCIiEnes SUS316) Side milling | 01~02 [ 07~20 | 80~130 |0.021| 0028 | 0.042 | 0.049 | 0.056 | 0.078
d<6 0~-0.02
6<ds<12 0~-003 Slot milling 1 02~04 | 30~60 |0015]0020 | 0.025 | 0.030 | 0035 | 0.048
d>12 0~-0.04 Hardened steel
(FIRE A =5 Side milling | 0.05~0.1 [ 0.7~2.0 | 65~100 | 0.021 | 0.028 | 0.035 | 0.042 | 0.049 { 0.067
Iap d = tool diameter XIf the machine not stable, please reduce the feed about 20%.
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Solid End Milling : Carbide Endmills %= i5if#7t7] WINSTAR
V47C - Square - VP - Helix 38 - 7F RERENTHRT] - T

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.
« Suitable for stainless steel, super alloys, alloy steel and cast iron high efficiency milling.

» ANAX (AITiCrN) smooth coating provides a superior wear resistance and extend tool life. ASIA
(Metric)
Dia. Chamfer CL OAL Shank  Flutes

Order No. @ © L) ) © @
EPSSVC EPSSVC7100000A 10 - 25 75 10 7
EPSSVC7100011A 10 0.15 25 75 10 7
EPSSVC7120000A 12 - 30 75 12 7
H:m EPSSVC7120021A 12 0.20 30 75 12 7
@O ® 0 EPSSVC7160000A 16 - 35 100 16 7
EPSSVC7160021A 16 0.25 35 100 16 7

—

D (h6)

= : : Cutting Ve fz (mm/z)
=
{@‘ ‘@‘ ‘@‘ “ Working Material Application aexd apxd (m/min)

10mm 12mm 16mm
Carbon steel Slot milling 1 05~1.0 | 80~145 0.050 0.060 0.080
(el Eesle) Side milling | 0.1 ~0.3 | 0.7 ~2.0 (130 ~ 225 0.070 0.084 0.112

ANAX Alloy steel / Slot milling 1 05~1.0 | 65~130 | 0.047 0.056 0.074
Ve Tool steel

ﬁ [:E (SK, SCM, SKD) | Side milling | 0.1~0.3 [ 0.7~2.0 | 90 ~ 180 0.066 0.078 0.104
38° 55

Stainless steel Slot milling 1 0.3~0.6 | 50 ~100 0.035 0.040 0.056
(SUS304,
o) Uofziaines SUS316) Side milling | 0.1~0.2 | 0.7~2.0 | 80~130 | 0.049 0.056 0.078
d<6 0~-0.02

6=d<12 0~-003 Slot milling 1 02~04 | 30~60 | 0.030 0.035 0.048

d>12 0~-0.04 Hardened steel
(FIRE A =5 Side milling [0.05~0.1] 0.7~2.0 | 65~ 100 0.042 0.049 0.067

Iap d = tool diameter XIf the machine not stable, please reduce the feed about 20%.
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Solid End Milling : Carbide Endmills %= i5if#7t7] WINSTAR

V47C - Square - VP - Helix 38 - Necked - 4F RERENTEHT] - FEEE - 47)

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.
« Suitable for stainless steel, alloy steel and cast iron, high efficiency slot and side milling.

* Necked design is able to increase feed rate. ASIA
« ANAX (AITiCrN) smooth coating provides a superior wear resistance and extend tool life. (Metric)
Dia. CL EFF-L NeckDia. OAL Shank Flutes
Order No.

(d) (L) (L2) (d1) (L) ()] @

EPSUVC EPSUVC4060000A 6 9 15 5.64 50 6 4

EPSUVC4080000A 8 12 20 7.52 60 8 4

EPSUVC4100000A 10 15 25 9.4 75 10 4

EPSUVC4120000A 12 18 30 11.28 75 12 4

o0 o|o EPSUVC4160000A 16 24 40 15.04 100 16 4

d

D (h6)
He’ Working Material Cutting aexd apxd Ve fz (mm/z)
Application (m/min) | 4mm | 6mm | 8mm | 10mm | 12mm | 16mm
’ @ - Slot milling 1 05~1.0 | 80~145 | 0030 | 0036 | 0.048 | 0.060 | 0.072 | 0.096
Carbon steel

(S45C > S55C) Side milling | 0.1~0.3 | 0.7~1.2 | 130~225 | 0.042 | 0.050 | 0.067 | 0.084 | 0.101 [ 0.134

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

[FRC (SK, SCM, SKD) | Side milling | 0.1~03 | 0.7~12 | 90~180 | 0037 | 0.046 | 0.060 | 0.079 | 0.094 | 0.125
38° M 55 Stainless steel | Slot milling 1 03~06 | 50~100 | 0018|0024 | 0.036 | 0.042 | 0.048 | 0.067
(SUS304,
e P SUS316) Side milling | 01~02 | 07~12 | 80~130 |0.025| 0034 | 0.050 | 0.059 | 0.067 | 0.094
d<6 0~-002
6<ds12 0~-0.03 Slot milling 1 02~04 | 30~60 | 0018|002 | 0030 | 0.036 | 0.042 | 0.058
d>12 0~-0.04 Hardened steel
(HRC 40 ~ 50)

Side milling | 0.05~0.1 [ 0.7~1.2 | 65~100 | 0.025 | 0.034 | 0.042 | 0.050 | 0.059 | 0.080

ae.
<>

Iap d = tool diameter XIf the machine not stable, please reduce the feed about 20%.
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Solid End Milling : Carbide Endmills %= i5if#7t7] WINSTAR

V47C - Square - VP - Helix 38 - Roughing & Finishing - 4F AZE9E|1FEHT] - HE—EE - 47

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.
« Suitable for stainless steel, alloy steel and cast iron, high efficiency slot milling and side roughing.

« ANAX (AITiCrN) smooth coating provides a superior wear resistance and extend tool life. ASIA
(Metric)
Dia. Chamfer CL OAL Shank Flutes
Order No.

(d) (©) (L1) (L) (D) (2)

EPSRVC EPSRVC4060021A 6 0.25 15 50 6 4

EPSRVC4080031A 8 0.30 20 60 8 4

EPSRVC4100041A 10 0.40 25 75 10 4

EPSRVC4120051A 12 0.50 30 75 12 4

EPSRVC4160061A 16 0.60 35 100 16 4

D (h6)
= " fz (mm/z)
& ‘ ‘ ‘ Working Material Cu'ttlng aexd apxd b

@J ‘@‘ @ 9 Application P (m/min) | 4mm | 6mm | 8mm | 10mm | 12mm | 16mm

= 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 01~04 [ 0.7~15 | 130~225 | 0.035 | 0.042 | 0.056 | 0.070 | 0.084 [ 0.112

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

(SK, SCM, SKD) | Side milling | 0.1~0.4 | 0.7~15 | 90~180 | 0031|0038 | 0.050 | 0.06 | 0.078 | 0.104
ANAX LHRC
. 38° M 55 Stainless steel | Slot milling 1 03~06 | 50~100 | 0015|0020 | 0.030 | 0.035 | 0.040 | 0.056

(SUS304,
d Tolerance SUS316) Side milling | 0.1~03 | 0.7~1.5 | 80~130 |0.021 | 0028 | 0.042 | 0.049 | 0.056 | 0.078
d<6 0~-0.02
6<d<12 0~-0.03 Hardened steel | S'otmiling 1 02~04 | 30~60 |0.015 0020 | 0025 | 0030 | 0.035 | 0.048
d>12 0~-0.04 (HRC 40 ~ 50)

Side milling | 0.05~0.2 [ 0.7~15 | 65~100 | 0.021 | 0.028 | 0.035 | 0.042 | 0.049 | 0.067

ae.
<>

Iap d = tool diameter XIf the machine not stable, please reduce the feed about 20%.
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Solid End Milling : Carbide Endmills %= i5if#7t7] WINSTAR

V47C - Square - VP - Helix 38 - Long Shank - 5F REREIFRT] - RIFE - 57]

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.
« Suitable for stainless steel, alloy steel and cast iron high efficiency side milling.

« ANAX (AITiCrN) smooth coating provides a superior wear resistance and extend tool life. ASIA
(Metric)
Order No. Dia. CL OAL Shank Flutes
(d) (L1) (L) (D) (2)
EPSLVC EPSLVC5060000A 6 15 75 6 5
EPSLVC5080000A 8 20 75 8 5
EPSLVC5100000A 10 25 100 10 5
EPSLVC5120000A 12 30 100 12 5
L
D (h6)
g ‘ . : Cutting Ve fz (mm/z)
i Working Material . aexd apxd .
‘@‘ ‘@‘ ‘@‘ ¢ Application P (m/min) | 4mm | 6mm | 8mm | 10mm | 12mm | 16mm

= 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 | 0.1~0.3 | 0.7~2.0 | 130~225 | 0.035 | 0.042 | 0.056 | 0.070 | 0.084 [ 0.112

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

K @ (SK, SCM, SKD) | Side milling 01~03 | 0.7~2.0 [ 90~180 | 0.031 | 0.038 | 0.050 | 0.066 | 0.078 | 0.104
38° 55

Stainless steel Slot milling 1 0.3~0.6 | 50~100 | 0.015 | 0.020 | 0.030 | 0.035 | 0.040 | 0.056
(SUS304,
£ lalglie 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
d<6 0~-0.02
6<d=12 0-~-0.03 Slot milling 1 02~04 | 30~60 | 0015|0020 | 0.025 | 0.030 | 0.05 | 0048
d>12 0~-0.04 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.
<>

Iap d = tool diameter XIf the machine not stable, please reduce the feed about 20%.
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WINSTAIR
FEREESEET - 47]

Solid End Milling : Carbide Endmills = i5ifi#57]
V47C - Corner Radius - VP - Helix 38 - 4F

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.

» Sharp geometry design for stainless steel, alloy steel and cast iron high efficiency slot and side milling.
» V47C with TACO (AITiN) coating for general milling.

» V47CX with ANAX (AITiCrN) smooth coating for high efficiency milling.

ASIA
(Metric)

Order No. Dia. Radus CL OAL Shank Flutes
Vv47C V47CX (d) R®) (L) (L) (D) @)
EPSSVC EPSSVC4440052T EPSSVC4440052A 4 05R 8 50 4 4
EPSSVC4060032T EPSSVC4060032A 6 0.3R 12 50 6 4
EPSSVC4060052T EPSSVC4060052A 6 0.5R 12 50 6 4
P . KN EPSSVC4060102T EPSSVC4060102A 6 1.0R 12 50 6 4
va7e (@0 | @
EPSSVC4080052T EPSSVC4080052A 8 0.5R 16 60 8 4
V47cx | @ | @ | @ oo EPSSVC4080102T EPSSVC4080102A 8 1.0R 16 60 8 4
EPSSVC4080152T EPSSVC4080152A 8 1.5R 16 60 8 4
EPSSVC4100052T EPSSVC4100052A 10 0.5R 20 75 10 4
EPSSVC4100102T EPSSVC4100102A 10 1.0R 20 75 10 4
EPSSVC4100202T EPSSVC4100202A 10 2.0R 20 75 10 4
EPSSVC4120052T EPSSVC4120052A 12 0.5R 24 75 12 4
EPSSVC4120102T EPSSVC4120102A 12 1.0R 24 75 12 4
EPSSVC4120202T EPSSVC4120202A 12 2.0R 24 75 12 4
EPSSVC4160102T EPSSVC4160102A 16 1.0R 32 100 16 4
L EPSSVC4160202T EPSSVC4160202A 16 2.0R 32 100 16 4
EPSSVC4160302T EPSSVC4160302A 16 3.0R 32 100 16 4
EPSSVC4200052T EPSSVC4200052A 20 0.5R 40 100 20 4
EPSSVC4200102T EPSSVC4200102A 20 1.0R 40 100 20 4
EPSSVC4200302T EPSSVC4200302A 20 3.0R 45 100 25 4
EPSSVC4250052T EPSSVC4250052A 25 0.5R 45 100 25 4
] EPSSVC4250102T EPSSVC4250102A 25 1.0R 45 100 25 4
D (h6)
=] Working Material Cutting aexd apxd Ve = ()
@ @ @ Application (m/min) | 4mm | 6mm | 8mm | 10mm | 12mm | 16mm
@ Carbon steel Slot milling 1 05~1.0 80 ~145 | 0.025 | 0.030 | 0.040 | 0.050 | 0.060 | 0.080
=l L (S45C + S55C) | w
Side milling 01~03 | 0.7~20 | 130~225 | 0.035 | 0.042 | 0.056 | 0.070 | 0.084 | 0.112
@ % R MG Alloy steel / Slot milling 1 05~1.0 | 65~130 | 0.022 [ 0.027 | 0.036 | 0.047 [ 0.056 | 0.074
VP Tool steel
(SK, SCM, SKD) Side milling 0.1~0.3 07~20 90 ~180 | 0.031 | 0.038 | 0.050 | 0.066 | 0.078 | 0.104
anax l taco IR LHRC , -
38° 55 Stainless steel Slot milling 1 0.3~0.6 | 50~100 | 0.015 | 0.020 | 0.030 | 0.035 | 0.040 | 0.056
(SUS304,
d Tolerance SUS316) Side milling 0.1~0.2 07~20 80 ~130 | 0.021 | 0.028 | 0.042 | 0.049 [ 0.056 | 0.078
d<6 0~-0.02
6<d=<12 0~-0.03 Slot milling 1 02~04 30~60 0.015 | 0.020 | 0.025 [ 0.030 | 0.035 | 0.048
Hardened steel
d>12 0~-0.04 (HRC 40 ~ 50)
R Tolerance Side milling | 0.05~0.1 [ 0.7~2.0 | 65~100 | 0.021 | 0.028 | 0.035 | 0.042 | 0.049 { 0.067
R +0.020 125,
Iap d = tool diameter %If the machine not stable, please reduce the feed about 20%.
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Solid End Milling : Carbide Endmills %= i5if#7t7] WINSTAR

V47C - Corner Radius - VP - Helix 38 - 5F RrERE|EL8T] - 57

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.
« Suitable for stainless steel, alloy steel and cast iron high efficiency side milling.

» ANAX (AITiCrN) smooth coating provides a superior wear resistance and extend tool life. ASIA
(Metric)
Order No. Dia. Radius CL OAL Shank Flutes

(d) (R) (L) (L) (D) 2)

EPSSVC EPSSVC5060032A 6 0.3R 12 50 6 5

EPSSVC5060052A 6 0.5R 12 50 6 5

EPSSVC5080052A 8 0.5R 16 60 8 5

H:m EPSSVC5080102A 8 1.0R 16 60 8 5

o0 @0 EPSSVC5100052A 10 0.5R 20 75 10 5

EPSSVC5100102A 10 1.0R 20 75 10 5

EPSSVC5100202A 10 2.0R 20 75 10 5

- EPSSVC5120052A 12 0.5R 24 75 12 5

EPSSVC5120102A 12 1.0R 24 75 12 5

EPSSVC5120202A 12 2.0R 24 75 12 5

EPSSVC5160102A 16 1.0R 32 100 16 5

EPSSVC5160202A 16 2.0R 32 100 16 5

EPSSVC5160302A 16 3.0R 32 100 16 5

L
D (h6)
=t Working Material Cu'tting aexd apxd Vc. = ()

‘@‘ ‘@‘ ‘@‘ ‘ g Application P (m/min) | 4mm | 6mm | 8mm | 10mm | 12mm | 16mm
Carbon steel Slot milling 1 05~1.0 | 80~145 [ 0.025|0.030 | 0.040 | 0.050 | 0.060 | 0.080
(Rl 7 Eite) Side milling 01~03 | 0.7~2.0 | 130~225 | 0.035 | 0.042 | 0.056 | 0.070 | 0.084 | 0.112

e % R MG Alloy steel / Slot milling 1 05~1.0 | 65~130 | 0.022 | 0.027 | 0.036 | 0.047 | 0.056 | 0.074
VP Tool steel

(SK, SCM, SKD) | Side milling 01~03 | 0.7~2.0 [ 90~180 | 0.031 | 0.038 | 0.050 | 0.066 | 0.078 | 0.104

anax IR CHRC
3s° fl 55 Stainless steel | Slot milling 1 | 03~06 | 50~100 | 0015 | 0.020 | 0030 | 0.035 | 0.040 | 0.056

(SUS304,
d Tolerance SUS316) Side milling 0.1~02 | 0.7~20 | 80~130 | 0.021|0.028 | 0.042 | 0.049 | 0.056 | 0.078
d<6 0~-0.02
6<d=<12 0~-0.03 Slot milling 1 02~04 30~60 0.015 | 0.020 | 0.025 | 0.030 | 0.035 | 0.048
Hardened steel
d>12 0~-0.04 (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
R Tolerance
R +0.020 18

Iap d = tool diameter %If the machine not stable, please reduce the feed about 20%.
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Solid End Milling : Carbide Endmills %= i5if#7t7] WINSTAR
V47C - Corner Radius - VP - Helix 38 - 7F RrERZEET] - 77

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.
« Suitable for stainless steel, super alloys, alloy steel and cast iron high efficiency milling.

« ANAX (AITiCrN) smooth coating provides a superior wear resistance and extend tool life. ASIA
(Metric)
Dia. Radius CL OAL Shank Flutes
Order No. @ ®R) L) ) © @
EPSSVC EPSSVC7100052A 10 0.5R 20 75 10 7
EPSSVC7120102A 12 1.0R 24 75 12 7
EPSSVC7160202A 16 2.0R 32 100 16 7
7

EPSSVC7200052A 20 0.5R 50 100 20
Ocle|O| |@O

i fz (mm/z

Working Material Cu'ttlng aexd apxd Vc. ( )
Application (m/min) 10mm 12mm 16mm
Carbon steel Slot milling 1 0.5~1.0 | 80~ 145 0.050 0.060 0.080
(1R - 55 Side milling | 0.1 ~0.3 | 0.7 ~2.0 (130 ~ 225 0.070 0.084 0.112

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

(SK, SCM, SKD) | Side milling | 0.1~0.3 | 0.7~2.0 | 90~180 | 0.066 0.078 0.104
. 38° M 55 Stainless steel | Slot milling 1 0.3~0.6 | 50~100 | 0.035 0.040 0.056

(SUS304,
d Tolerance SUS316) Side milling | 0.1~0.2 | 0.7~2.0 | 80~130 | 0.049 0.056 0.078
d<6 0~-0.02

6<d=12 0~-003 Slot milling 1 02~04 | 30~60 | 0.030 0.035 0.048

d>12 0~-0.04 Hardened steel
R Tolerance ARE el =20 Side milling [0.05~0.1] 0.7~2.0 | 65~ 100 0.042 0.049 0.067

R £0.020 —

Iap d = tool diameter XIf the machine not stable, please reduce the feed about 20%.
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Solid End Milling : Carbide Endmills %= i5if#7t7] WINSTAR

V47C - Corner Radius - VP - Helix 38 - Necked - 4F FrERE|ELHT] - FER -4 7]

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.

« Suitable for stainless steel, alloy steel and cast iron, high efficiency slot and side milling.

» Necked design is able to increase feed rate. ASIA
« ANAX (AITiCrN) smooth coating provides a superior wear resistance and extend tool life. (Metric)

Dia. Radius CL EFF-L NeckDiaa. OAL Shank Flutes

Order No. @ ® W w @ o ©® ©

EPSUVC EPSUVC4060052A 6 050R 9 15 564 50 6 4
EPSUVC4080052A 8 050R 12 20 752 60 8 4

EPSUVC4080102A 8  100R 12 20 752 60 8 4

EPSUVC4100052A 10  050R 15 25 9.4 75 10 4

®/®e® OO EPSUVC4100102A 10 100R 15 25 9.4 75 10 4
EPSUVC4100152A 10 150R 15 25 9.4 75 10 4

EPSUVC4120102A 122 100R 18 30 128 75 12 4

1 EPSUVC4120202A 12 200R 18 30 128 75 12 4
EPSUVCA4160102A 16 100R 24 40 1504 100 16 4

EPSUVC4160202A 16 200R 24 40 1504 100 16 4

EPSUVCA4160302A 16 300R 24 40 1504 100 16 4

Y C———
|e—————>

D (h6)

A=t ‘ ] : Cutting Ve fz (mm/z)
‘@‘ ‘@’ ‘@’ L Working Material Application aexd apxd (m/min)

4mm | 6mm | 8mm | 10mm | 12mm | 16mm

L= Slot milling 1 05~1.0 80~ 145 |0.030 | 0.036 | 0.048 | 0.060 | 0.072 | 0.096
BT | e

(S45C > S55C) Side milling | 0.1~0.3 | 0.7~1.2 | 130~225 | 0.042 | 0.050 | 0.067 | 0.084 | 0.101 [ 0.134

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

(SK, SCM, SKD) | Side milling | 0.1~0.3 | 07~12 | 90~180 | 0.037 | 0.046 | 0.060 | 0.079 | 0.094 | 0.125
ANAX [HRC
38" W 55 Stainless steel | Slot milling 1 03~06 | 50~100 |0.018 | 0.024 | 0.036 | 0.042 | 0.048 | 0.067
(SUS304,
d Tolerance SUS316) Side milling | 0.1~0.2 | 0.7~1.2 | 80~130 | 0025 | 0034 | 0050 | 0.059 | 0.067 | 0.094
d<6 0~-0.02

6<ds12 0~-0.03 Slot milling 1 02~04 | 30~60 0018|0024 | 0030 |0.036 | 0042 | 0.058

d>12 0~-0.04 Hardened steel
R Tolerance (HRC 40~50) | gjgq milling | 0.05~0.1 | 0.7~1.2 | 65~100 | 0.025 | 0.034 | 0.042 | 0.050 | 0.059 | 0.080

R +0.020 —

Iap d = tool diameter XIf the machine not stable, please reduce the feed about 20%.
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Solid End Milling : Carbide Endmills %= i5if#7t7] WINSTAR

V47C - Corner Radius - VP - Helix 38 - Long Shank - 5F FrEREESHT] - RWEL - 57]

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.
« Suitable for stainless steel, alloy steel and cast iron high efficiency side milling.

» ANAX (AITiCrN) smooth coating provides a superior wear resistance and extend tool life. ASIA
(Metric)
Order No. Dia. Radius CL OAL Shank Flutes
(d) (R) (L) (L) (D) 2)
EPSLVC EPSLVC5060032A 6 0.3R 12 75 6 5
EPSLVC5060052A 6 0.5R 12 75 6 5
EPSLVC5080052A 8 0.5R 16 75 8 5
EPSLVC5080102A 8 1.0R 16 75 8 5
o0 ® 0 EPSLVC5100052A 10 0.5R 20 100 10 5
EPSLVC5100102A 10 1.0R 20 100 10 5
J.L. R EPSLVC5100202A 10 2.0R 20 100 10 5
EPSLVC5120052A 12 0.5R 24 100 12 5
EPSLVC5120102A 12 1.0R 24 100 12 5
L1 EPSLVC5120202A 12 2.0R 24 100 12 5
L
D (h6)‘
=7 : . i fz (mm/z)
‘@‘ ‘@‘ ‘@‘ ‘ Working Material Ag)lljité;?on aexd apd (m)lnciin) 4mm | 6mm | 8mm | 10mm | 12mm | 16mm

= 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 | 0.1~0.3 | 0.7~2.0 | 130~225 | 0.035 | 0.042 | 0.056 | 0.070 | 0.084 [ 0.112

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

(SK, SCM, SKD) | Side milling | 0.1~0.3 | 0.7~20 | 90~180 | 0031|0038 | 0.050 | 0.06 | 0.078 | 0.104
ANAX LHRC
38° M 55 Stainless steel | Slot milling 1 03~06 | 50~100 | 0015|0020 | 0.030 | 0.035 | 0.040 | 0.056
(SUS304,
L LCIiEnes SUS316) Side milling | 01~02 | 07~20 | 80~130 |0.021| 0028 | 0.042 | 0.049 | 0.056 | 0.078
d<6 0-~-002
6<ds<12 0~-003 Slot milling 1 02~04 | 30~60 |0.015]0020 | 0.025 | 0.030 | 0.035 | 0.048
d>12 0~-0.04 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.
<>

Iap d = tool diameter XIf the machine not stable, please reduce the feed about 20%.

18
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Solid End Milling : Carbide Endmills %= i5if#7t7] WINSTAR

V47C - Ball Nose - VP - Helix 38 - 4F REDEKEET] - 4]

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.
« Suitable for stainless steel, alloy steel and cast iron, high efficiency profile milling.

« ANAX (AITiCrN) smooth coating provides a superior wear resistance and extend tool life. ASIA
(Metric)
Radius Dia. CL OAL Shank  Flutes
Order No. ®R) @ L) ) © @
EPBSVC EPBSVC4440000A 2R 4 8 50 4 4
EPBSVC4060000A 3R 6 12 50 6 4
EPBSVC4080000A 4R 8 16 60 8 4
EPBSVC4100000A 5R 10 20 75 10 4
o oo ® 0 EPBSVC4120000A 6R 12 24 75 12 4
EPBSVC4160000A 8R 16 32 100 16 4

Y —

D (h6)

. . Cutting Ve fz (mm/z)
‘@‘ ‘@‘ ‘@’ Working Material Application aexd apxd (mimin)

4mm | 6mm | 8mm | 10mm | 12mm | 16mm

Slot milling 0.5 05~1.0 80 ~ 145 | 0.025 | 0.030 | 0.040 | 0.050 | 0.060 | 0.080
Carbon steel

(S45C > S55C) Side milling | 0.1~0.3 | 0.7~1.0 | 130~225 | 0.035 | 0.042 | 0.056 | 0.070 | 0.084 [ 0.112

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

[HRC (SK, SCM, SKD) | Side milling | 0.1~03 | 0.7~1.0 | 90~180 | 0031 | 0.038 | 0.050 | 0.066 | 0.078 | 0.104
38° M 55 Stainless steel | Slotmiling | 04~05 | 03~1.0 | 50~100 | 0015 | 0.020 | 0.030 | 0.035 | 0.040 | 0.056
(SUS304,
2 lelines SUS316) Side milling | 0.1~03 | 07~1.0 | 80~130 | 0.021 | 0028 | 0.042 | 0.049 | 0.056 | 0.078
R<3 £0.015
R>3 £0.020 SUpegta”Oy Slot milling | 04~05 | 03~05 | 30~60 | 0015|0020 |0.025 | 0030 | 0.035 | 0.048

Hardened steel ] o
(HRC 40 ~ 50) Side milling 0.1~0.3 0.7~1.0 65~100 | 0.021 | 0.028 | 0.035 | 0.042 | 0.049 | 0.067

ap

‘m d = tool diameter  xif the machine not stable, please reduce the feed about 20%.
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WINSTAIR
REDEIFHT] - 47

Solid End Milling : Carbide Endmills % $55f5%;7]
V47C - Square - VP - Helix 38 - 4F

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.

» Neck design increases depth of cut.

* Manufactured according to DIN 6527.
» ANAX (AITiCrN) smooth coating provides a superior wear resistance and extend tool life.

DIN
(Metric)

Order No. Order No. Dia. Chamfer CL  OAL Shank Flutes

[ weidon ¢ @ @©@ L o o @

E113VC E113VC404001A - 4 010 M 57 6 4

E113VC406001A E113VC406001AW 6 0.15 13 57 6 4

E113VC408001A E113VC408001AW 8 0.15 19 63 8 4

H:m E113VC410002A E113VC410002AW 10 0.20 22 72 10 4

o0 ® O E113VC412002A E113VC412002AW 12 0.20 26 83 12 4

E113VC416003A E113VC416003AW 16 0.30 32 92 16 4

E113VC420004A E113VC420004AW 20 0.40 38 104 20 4

D (h6)
ﬁ’ Working Material d g | Ve e o)
Z2 orking Materia L aex apx .
d Application P (m/min) | 4mm | 6mm | 8mm | 10mm | 12mm | 16mm
Slot milling 1 05~1.0 | 80~145 |0.025 | 0.030 | 0.040 | 0.050 | 0.060 | 0.080
Carbon steel
(BA8E 0 2T Side milling 01~03 | 0.7~20 | 130~225 | 0.035 | 0.042 | 0.056 | 0.070 | 0.084 | 0.112
Alloy steel / Slot milling 1 05~1.0 65~ 130 |0.022 | 0.027 | 0.036 | 0.047 | 0.056 | 0.074
Tool steel
(SK, SCM, SKD) | Side milling | 0.1~0.3 | 0.7~2.0 | 90~180 | 0031 [ 0.038 | 0.050 | 0.066 | 0.078 | 0.104
Stainless steel Slot milling 1 0.3~0.6 | 50~100 | 0.015 | 0.020 | 0.030 | 0.035 | 0.040 | 0.056
(SUS304,
SUS316) Side milling 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 02~04 | 30~60 |0015 | 0020 0025|0030 0035|0048
(FIRE A =5 Side milling | 0.05~0.1 [ 0.7~2.0 | 65~100 | 0.021 | 0.028 | 0.035 | 0.042 | 0.049 { 0.067
Iap d = tool diameter XIf the machine not stable, please reduce the feed about 20%.
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V47C - Corner Radius - VP - Helix 38 - 4F

Solid End Milling : Carbide Endmills % $55f5%;7]

WINSTAIR

FAEQEESRHET] - 47]

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.

» Neck design increases depth of cut.

* Manufactured according to DIN 6527.
» ANAX (AITiCrN) smooth coating provides a superior wear resistance and extend tool life.

DIN
(Metric)

Order No. Order No. Dia. Radius CL  OAL Shank Flutes
[ Weldon { @ ® wW O O @
E133VC E133VC404005A - 4 05R 11 57 6 4
E133VC406005A E133VC406005AW 6 0.5R 13 57 6 4
E133VC408005A E133VC408005AW 8 0.5R 19 63 8 4
E133VC408010A E133VC408010AW 8 1.0R 19 63 8 4
E133VC410005A E133VC410005AW 10 0.5R 22 72 10 4
E133VC410010A E133VC410010AW 10 1.0R 22 72 10 4
E133VC412005A E133VC412005AW 12 0.5R 26 83 12 4
E133VC412010A E133VC412010AW 12 1.0R 26 83 12 4
E133VC412020A E133VC412020AW 12 2.0R 26 83 12 4
E133VC416005A E133VC416005AW 16 0.5R 32 92 16 4
E133VC416010A E133VC416010AW 16 1.0R 32 92 16 4
E133VC416030A E133VC416030AW 16 3.0R 32 92 16 4
E133VC420010A E133VC420010AW 20 1.0R 38 104 20 4
E133VC420030A E133VC420030AW 20 3.0R 38 104 20 4

D (h6)
He’ Working Material Cu'tting aexd apxd VC. f2 (mm/z)

Application (m/min) | 4mm | 6mm | 8mm | 10mm | 12mm | 16mm

Carbon steel Slot milling 1 05~1.0 | 80~145 | 0025 | 0.030 | 0.040 | 0.050 | 0.060 | 0.080

(el Eesle) Side milling 01~03 | 0.7~20 | 130~225 | 0.035 | 0.042 | 0.056 | 0.070 | 0.084 | 0.112

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

Tool steel
(SK, SCM, SKD) | Side miling | 0.1~03 | 07~2.0 | 90~180 | 0031 [ 0.038 | 0.050 | 0.066 | 0.078 | 0.104
Stainless steel Slot milling 1 0.3~0.6 | 50~100 | 0.015 | 0.020 | 0.030 | 0.035 | 0.040 | 0.056
(SUS304,

SUS316) Side milling 0.1~0.2 07~20 80 ~130 | 0.021 | 0.028 | 0.042 | 0.049 [ 0.056 | 0.078

Hardened steel | Sot milling 1 02~04 | 30~60 |00150.020 | 0025|0030 | 0.035 | 0.048

(rlNEa0=8y) Side milling | 0.05~0.1 [ 0.7~2.0 | 65~100 | 0.021 | 0.028 | 0.035 | 0.042 | 0.049 { 0.067

Iap d = tool diameter If the machine not stable, please reduce the feed about 20%.
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Solid End Milling : Carbide Endmills %= i5if#7t7] WINSTAR

V47C - Square - VP - Helix 38 - 4F (Inch) REDENFEET] - 4 7] (=0 )

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.
« High removal rate for steel and alloy steel machining.

» Low cutting force and burr prevention. ANSI
« UNICO (TiAIN) coating provides superior wear resistance. (Inch)
Dia. Chamfer CL OAL Shank  Flutes

Order No. @ © L) ) © @

EPF2V40120210U 1/8 .010C 1/4 1172 18 4

EPS2V40120200U 1/8 - 1/4 11/2 1/8 4

EPS4V40120500U 1/8 - 172 2 1/8 4

EPF4V40120510U 1/8 .010C 172 2 1/8 4

EPS9V40120500U 1/8 - 172 2112 1/8 4

EPF2V40180310U 3/16 .010C 5/16 212 3/16 4

EPS7V40180300U 3/16 - 5/16 212 3/16 4

EPF3V40180610U 3/16 .010C 5/8 212 3/16 4

EPS8V40180600U 3/16 - 5/8 212 3/16 4

EPS2V40250300U 1/4 - 3/8 2 1/4 4

EPF2V40250315U 1/4 .015C 3/8 2 1/4 4

EPF3V40250715U 1/4 .015C 3/4 2172 1/4 4

EPS3V40250700U 1/4 - 3/4 212 1/4 4

EPS4V40251000U 1/4 - 1 3 1/4 4

EPS5V40251200U 1/4 - 11/4 3 1/4 4

EPF2V40310515U 5/16 .015C 172 212 5/16 4

EPS2V40310500U 5/16 - 112 2112 5/16 4

EPF2V40310715U 5/16 .015C 3/4 212 5/16 4

EPS2V40310700U 5/16 - 3/4 212 5/16 4

EPS4V40311200U 5/16 - 11/4 3 5/16 4

7 EPF2V40370820U 3/8 .020C 7/8 212 3/8 4

T EPS2V40370800U 3/8 - 7/8 212 3/8 4

D (h6) EPS3V40371000U 3/8 - 1 3 3/8 4

EPS4V40371500U 3/8 - 11/2 4 3/8 4

‘@’ ‘@‘ ‘@‘ “ EPF1V40430620U 7/16 020C 5/8 2 3/4 7116 4

EPS1V40430600U 7116 - 5/8 23/4 7116 4

EPF2V40430820U 7/16 .020C 7/8 23/4 7116 4

EPS2V40430800U 7116 - 718 23/4 7116 4

EPS2V40501000U 112 - 1 3 112 4

@ EPF2V40501020U 112 .020C 1 3 1/2 4

EPF3V40501220U 112 .020C 11/4 3 112 4

K@ EPS3V40501200U 172 - 11/4 3 172 4

EPF3V40501520U 172 .020C 11/2 4 112 4

d Tolerance EPS3V40501500U 112 - 11/2 4 112 4

d | 000~ -002 EPS4V40502000U 1/2 - 2 4 1/2 4

EPS2V40621200U 5/8 - 11/4 312 5/8 4

EPF2V40621220U 5/8 .020C 11/4 3112 5/8 4

(continued)
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Solid End Milling : Carbide Endmills %= i5ifi#5;7] WINSTAR

V47C - Square - VP - Helix 38 - 4F (Inch) REDENFEET] - 4 7] (=0 )

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.
« High removal rate for steel and alloy steel machining.

» Low cutting force and burr prevention. ANSI
« UNICO (TiAIN) coating provides superior wear resistance. (Inch)
Order No. Dia. Chamfer CL OAL Shank  Flutes
(d) (©) (L) (L) (D) 2)
EPF2V40751520U 3/4 .020C 11/2 4 3/4 4
EPS2V40751500U 3/4 - 11/2 4 3/4 4
EPF2Vv41002020U 1 .020C 2 5 1 4
EPS2Vv41002000U 1 - 2 5 1 4
EPS2Vv41002200U 1 - 21/4 5 1 4
EPF2Vv41002220U 1 .020C 21/4 5 1 4
Cutti fz (inch/z
Working Material u. '”9 aexd apxd SFM ( )
Application 1/8 1/4 | 5/16 | 3/8 1/2
Slot milling 1 05~1.0 | 260~475 | .0008 | .0012 | .0016 | .0019 | .0025
Carbon steel . .
(S45C, S55C) Side roughing [ 0.4~0.9 | 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
P ‘ Slot milling 1 0.5~1.0 | 230~430 | .0007 | .0011 | .0015 | .0018 | .0024
D (h6) g7 Side roughing | 0.4~0.9 | 0.7~1.0 | 260~475 | .0008 | .0014 | .0019 | .0022 | .0030

(SK, SCM)

Side finishing | 0.1~0.3 | 0.7~1.5 | 310~590 | .0005 | .0009 | .0013 [ .0016 | .0022

‘@‘ ‘@‘ ‘@‘ ‘-l |‘ Slot milling 1 0.5~1.0 | 215~360 | 0006 | 0010 | 0014 | 0017 | .0023

Tool Steel | 46 roughing | 0.4~0.9 | 0.7~1.0 | 230~430 | 000 | 0015 | 0018 | 0021 | 0020

— (SKD)
Side finishing | 0.1~0.3 | 0.7~1.5 | 295~525 | .0006 | .0010 | .0014 [ .0015 [ .0021

Slot milling 1 05~1.0 | 165~215 | .0005 | .0008 | .0012 | .0013 | .0017

% ) Stainless steel
v 45 MG (SUS304, Side roughing | 0.4~0.9 | 0.7~1.0 | 215~330 | .0006 | .0010 | 0014 | 0017 | .0023
SUS316)

Side finishing | 0.1~0.3 | 0.7~1.5 | 260~360 | .0006 | .0010 | .0014 [ .0015 [ .0021
ONICO LHRC
38° 55

Slot milling 1 0.5~1.0 | 100~200 | .0005 | .0008 | .0010 | .0011 | .0015

Hardened steel
d Tolerance (HRC = 45)

d | .000 ~ -.002" Side finishing | 0.1~0.3 | 0.7~1.5 | 215~395 | .0006 | .0010 | .0014 | .0015 | .0021

Side roughing | 0.4~09 | 0.7~1.0 | 165~300 | .0005 | .0008 | .0012 | .0013 | .0017

l2¢,)
|EE d = tool diameter XIf the machine not stable, please reduce the feed about 20%.
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Solid End Milling : Carbide Endmills %= i5if#7t7] WINSTAR

V47C - Corner Radius - VP - Helix 38 - 4F (Inch) RERZEE8KT] - 4T (=N )

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.
« High removal rate for steel and alloy steel machining.

» Low cutting force and burr prevention. ANSI
« UNICO (TiAIN) coating provides superior wear resistance. (Inch)
Dia. Radius CL OAL Shank  Flutes

Order No. @ ®) L) ) © @

EPC2V40120215U 1/8 015R 1/4 2112 18 4

EPC4V40120515U 1/8 015R 112 2 18 4

EPC2V40180315U 3116 015R 5/16 2112 3116 4

EPC8V40180615U 3116 015R 5/8 2112 3116 4

EPC8V40180630U 3116 .030R 5/8 2112 3116 4

EPC2V40250330U 1/4 .030R 3/8 2 1/4 4

EPC3V40250715U 1/4 015R 3/4 2112 1/4 4

EPC3V40250730U 1/4 .030R 3/4 2112 1/4 4

EPC3V40250760U 1/4 .060R 3/4 2112 1/4 4

EPC4V40251015U 1/4 015R 1 3 1/4 4

EPC5V40251215U 1/4 015R 11/4 3 1/4 4

EPC5V40251230U 1/4 .030R 11/4 3 1/4 4

EPC2V40310530U 5/16 .030R 112 2112 5/16 4

EPC2V40310715U 5/16 015R 3/4 2112 5/16 4

EPC2V40310730U 5/16 .030R 3/4 2112 5/16 4

EPC2V40310760U 5/16 .060R 3/4 2112 5/16 4

EPC4V40311230U 5/16 .030R 11/4 3 5/16 4

EPC2V40370815U 3/8 015R 7/8 2112 3/8 4

EPC2V40370830U 3/8 .030R 7/8 2112 3/8 4

EPC2V40370860U 3/8 .060R 7/8 2112 3/8 4

‘ EPC2V40370890U 3/8 .090R 7/8 2112 3/8 4

Tl EPC3V40371015U 3/8 015R 1 3 3/8 4

D (h6) EPC3V40371030U 3/8 .030R 1 3 3/8 4

EPC3V40371060U 3/8 .060R 1 3 3/8 4

‘@‘ ‘@‘ ‘@‘ “ EPCA4V40371530U 3/8 030R 1112 4 3/8 4

EPC4V40371560U 3/8 .060R 11/2 4 3/8 4

EPC7V40372530U 3/8 .030R 2112 4 3/8 4

EPC7V40372560U 3/8 .060R 2112 4 3/8 4

EPC2V40501030U 112 .030R 1 3 112 4

EPC2V40501060U 1/2 .060R 1 3 112 4

EPC3V40501215U 172 015R 11/4 3 172 4

EPC3V40501230U 1/2 .030R 11/4 3 112 4

EPC3V40501260U 172 .060R 11/4 3 112 4

d Tolerance EPC3V40501290U 1/2 .090R 11/4 3 112 4

d | 000~ -002 EPC3V405012C0U 1/2 A20R 11/4 3 1/2 4

EPC3V40501530U 1/2 .030R 1172 4 112 4

EPC3V40501560U 172 .060R 1172 4 112 4

(continued)
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Solid End Milling : Carbide Endmills %= i5ifi#5;7] WINSTAR

V47C - Corner Radius - VP - Helix 38 - 4F (Inch) REREEE8%T] - 4 7] ( 3=0Y)

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.
« High removal rate for steel and alloy steel machining.
* Low cutting force and burr prevention. ANSI

« UNICO (TiAIN) coating provides superior wear resistance. (Inch)
Order No. Dia. Radius CL OAL Shank  Flutes
(d) (R) (L1) (L) (D) (2)
EPC4V40502030U 12 .030R 2 4 1/2 4
EPC4V40502060U 1/2 .060R 2 4 1/2 4
EPC2V40621230U 5/8 .030R 11/4 31/2 5/8 4
EPC2V40621260U 5/8 .060R 11/4 31/2 5/8 4
AL AL o|o EPC2V40621290U 5/8 .090R 11/4 31/2 5/8 4
EPC2V406212C0U 5/8 .120R 11/4 31/2 5/8 4
EPC2V40751530U 3/4 .030R 11/2 4 3/4 4
B EPC2V40751560U 3/4 .060R 11/2 4 3/4 4
EPC2V40751590U 3/4 .090R 11/2 4 3/4 4
EPC2V41002230U 1 .030R 21/4 5 1 4
EPC2Vv41002260U 1 .060R 21/4 5 1 4
L
Cutti fz (inch/z
Working Material u. '”9 aexd apxd SFM ( )
Application 1/8 1/4 | 5/16 | 3/8 1/2
Slot milling 1 0.5~1.0 | 260~475 | .0008 | .0012 | .0016 | .0019 | .0025
Carbon steel . .
(S45C, S55C) Side roughing [ 0.4~0.9 | 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
D Slot milling 1 0.5~1.0 | 230~430 | .0007 | .0011 | .0015 | .0018 | .0024
D (h6) g7 Side roughing | 0.4~0.9 | 0.7~1.0 | 260~475 | .0008 | .0014 | .0019 | .0022 | .0030

(SK, SCM)

Side finishing | 0.1~0.3 | 0.7~1.5 | 310~590 | .0005 | .0009 | .0013 [ .0016 | .0022

‘@‘ ‘@‘ ‘@‘ ‘-l |‘ Slot milling 1 05~1.0 | 215~360 | .0006 | .0010 | 0014 | 0017 | 0023

Tc’(%'KS[t;e' Side roughing | 0.4~0.9 | 0.7~1.0 | 230~430 | 0009 | .0015 | 0018 | 0021 | .0020

Side finishing | 0.1~0.3 | 0.7~1.5 | 295~525 | .0006 | .0010 | .0014 [ .0015 [ .0021

. Slot milling 1 05~1.0 165~215 | .0005 .0008 | .0012 .0013 | .0017
Stainless steel

(SUS304, Side roughing | 04~0.9 | 0.7~1.0 | 215~330 | .0006 | .0010 | .0014 | .0017 | .0023
SUS316)

Side finishing | 0.1~0.3 | 0.7~1.5 | 260~360 | .0006 | .0010 | .0014 [ .0015 [ .0021

Slot milling 1 0.5~1.0 | 100~200 | .0005 | .0008 | .0010 | .0011 | .0015

Hardened steel
d Tolerance (HRC = 45)

d | .000 ~ -.002" Side finishing | 0.1~0.3 | 0.7~1.5 | 215~395 | .0006 | .0010 | .0014 | .0015 | .0021

Side roughing | 0.4~09 | 0.7~1.0 | 165~300 | .0005 | .0008 | .0012 | .0013 | .0017

l2¢,)
|EE d = tool diameter XIf the machine not stable, please reduce the feed about 20%.
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Solid End Milling : Carbide Endmills %= i5ifi#5;7] WINSTAR

V47C - Ball Nose - VP - Helix 38 - 2F (Inch) REFEIIKEERT] - 2 7] ( 3EN )

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.
« High removal rate for steel and alloy steel machining.

» UNICO (Ti, Al, N) coating provides superior wear resistance. ANSI
(Inch)
Order No. Radius Dia. CL OAL Shank Flutes
(R) (d) (L) (L) (D) 2)
EPBi:V EPB4V20120500U 116 1/8 1/2 2 1/8 2
EPB3V20180600U 3/32 3/16 5/8 21/2 3/16 2
EPB3V20250700U 1/8 1/4 3/4 21/2 1/4 2
EPB2V20310700U 5/32 5/16 3/4 21/2 5/16 2
EPB2V20370800U 3/16 3/8 7/8 21/2 3/8 2
EPB2V20430800U 7/32 7/16 7/8 2 3/4 7116 2
EPB2V20501000U 1/4 1/2 1 3 1/2 2
EPB2V20621200U 5/16 5/8 11/4 31/2 5/8 2
D (h6)
: . Cuttin fz (inch/z)
‘@’ ‘@‘ ‘ Working Material Applicat?on pfxd apxd SFM = o T | a6 >
Slot milling 0.5 0.5~1.0 | 260~475 | .0008 | .0012 | .0016 [ .0019 | .0025

Carbon steel - -
(S45C, S55C) Side roughing [ 0.3~0.6 | 0.6~1.0 | 295~525 | .0009 [ .0015 | .0020 | .0023 | .0031
Side finishing | 0.1~0.3 | 0.7~1.0 | 425~740 | .0006 | .0010 | .0014 [ .0017 | .0023

Slot milling 0.5 0.5~1.0 | 230~430 | .0007 | .0011 | .0015 [ .0018 | .0024
L9 e Alloy steel
P Y Side roughing | 0.3~0.6 | 0.6 ~1.0 | 260~475 | .0008 | .0014 | .0019 | .0022 | .0030

(SK, SCM)
NN (G Side finishing | 0.1~03 | 0.7~1.0 | 310~500 | 0005 | 0009 | 0013 | 0016 | .0022
3 B 55 Slot milling 05 |05~10|215~360 | 0006 | 0010 | 0014 | 0017 | .0023
T"(‘;'Ksrt;e' Side roughing | 0.3~0.6 | 0.6~1.0 | 230~430 | .0009 | .0015 | .0018 | .0021 | .0029
d Tol
- |° e Side finishing | 0.1~0.3 | 0.7~1.0 | 205~525 | 0006 | .0010 | 0014 | .0015 | 0021
' ' Stainless steel | Slotmiling | 0.4~05 | 03~1.0 | 165~215 | .0005 | 0008 | 0012 | 0013 | 0017
R Tolerance . (SUS304, | Side roughing | 0.3~0.6 | 0.5~1.0 | 215~330 | .0006 | .0010 | .0014 | 0017 | .0023
R | 000~ -001 SUS316) — - - -
Side finishing | 0.1~03 | 0.7~1.0 | 260~360 | 0006 | 0010 | .00t4 | 0015 | .0021
Superalloy Slot miling | 0.4~05 | 0.3~05 | 100~200 | .0005 | .0008 | .0010 | 0011 | .0015
& Side roughing | 0.3~0.6 | 05~1.0 | 165~300 | .0005 | .0008 | .0012 | .0013 | 0017

Hardened steel

Side finishing | 0.1~0.3 | 0.7~1.0 | 215~395 | .0006 | .0010 | .0014 [ .0015 | .0021

ap

‘m d = t00| diameter X If the machine not stable, please reduce the feed about 20%.
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Solid End Milling : Carbide Endmills %= i5ifi#5;7] WINSTAR

V47C - Ball Nose - VP - Helix 38 - 4F (Inch) REDEIIKEERT] - 4 7] ( 3EN )

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.
« High removal rate for steel and alloy steel machining.

» UNICO (Ti, Al, N) coating provides superior wear resistance. ANSI
(Inch)
Order No. Radius Dia. CL OAL Shank Flutes
(R) (d) (L) (L) (D) 2)
EPBi:V EPB4V40120500U 116 1/8 1/2 2 1/8 4
EPB3V40180600U 3/32 3/16 5/8 21/2 3/16 4
EPB3V40250700U 1/8 1/4 3/4 21/2 1/4 4
EPB2V40310700U 5/32 5/16 3/4 21/2 5/16 4
EPB2V40370800U 3/16 3/8 7/8 21/2 3/8 4
EPB2V40430800U 7/32 7/16 7/8 2 3/4 7116 4
EPB2V40501000U 1/4 1/2 1 3 1/2 4
EPB2V40621200U 5/16 5/8 11/4 31/2 5/8 4
D (h6)
: . Cuttin fz (inch/z)
‘@’ ‘@‘ ‘ Working Material Applicat?on pfxd apxd SFM = o T | a6 >
Slot milling 0.5 0.5~1.0 | 260~475 | .0008 | .0012 | .0016 [ .0019 | .0025

Carbon steel - -
(S45C, S55C) Side roughing [ 0.3~0.6 | 0.6~1.0 | 295~525 | .0009 [ .0015 | .0020 | .0023 | .0031
Side finishing | 0.1~0.3 | 0.7~1.0 | 425~740 | .0006 | .0010 | .0014 [ .0017 | .0023

Slot milling 0.5 0.5~1.0 | 230~430 | .0007 | .0011 | .0015 [ .0018 | .0024
L9 e Alloy steel
P Y Side roughing | 0.3~0.6 | 0.6 ~1.0 | 260~475 | .0008 | .0014 | .0019 | .0022 | .0030

(SK, SCM)
NN (G Side finishing | 0.1~03 | 0.7~1.0 | 310~500 | 0005 | 0009 | 0013 | 0016 | .0022
3 B 55 Slot milling 05 |05~10|215~360 | 0006 | 0010 | 0014 | 0017 | .0023
T"(‘;'Ksrt;e' Side roughing | 0.3~0.6 | 0.6~1.0 | 230~430 | .0009 | .0015 | .0018 | .0021 | .0029
d Tol
- |° e Side finishing | 0.1~0.3 | 0.7~1.0 | 205~525 | 0006 | .0010 | 0014 | .0015 | 0021
' ' Stainless steel | Slotmiling | 0.4~05 | 03~1.0 | 165~215 | .0005 | 0008 | 0012 | 0013 | 0017
R Tolerance . (SUS304, | Side roughing | 0.3~0.6 | 0.5~1.0 | 215~330 | .0006 | .0010 | .0014 | 0017 | .0023
R | 000~ -001 SUS316) — - - -
Side finishing | 0.1~03 | 0.7~1.0 | 260~360 | 0006 | 0010 | .00t4 | 0015 | .0021
Superalloy Slot miling | 0.4~05 | 0.3~05 | 100~200 | .0005 | .0008 | .0010 | 0011 | .0015
& Side roughing | 0.3~0.6 | 05~1.0 | 165~300 | .0005 | .0008 | .0012 | .0013 | 0017

Hardened steel

Side finishing | 0.1~0.3 | 0.7~1.0 | 215~395 | .0006 | .0010 | .0014 [ .0015 | .0021

ap

‘m d = t00| diameter X If the machine not stable, please reduce the feed about 20%.
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o)

Solid End Milling : Carbide Endmills %= i5if#7t7] WINSTAR
V47D - Square - VP - Helix 45 - 4F REREITEHT - 47

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.
« Suitable for stainless steel, alloy steel and cast iron high efficiency side milling.

» ANAX (AITiCrN) smooth coating provides a superior wear resistance and extend tool life. ASIA
(Metric)
Order No. Dia. Chamfer CL OAL Shank Flutes
(d) (©) (L1) (L) (D) 2)
EPSSVD EPSSVD4440000A 4 - 10 50 4 4
EPSSVD4060000A 6 - 15 50 6 4
EPSSVD4060011A 6 0.10 15 50 6 4
EPSSVD4080000A 8 - 20 60 8 4
hdhdl.d Ldhd EPSSVD4080011A 8 0.15 20 60 8 4
EPSSVD4100000A 10 - 25 75 10 4
EPSSVD4100003A 10 - 30 75 10 4
EPSSVD4100011A 10 0.15 25 75 10 4
EPSSVD4120000A 12 - 30 75 12 4
EPSSVD4120021A 12 0.20 30 75 12 4
EPSSVD4160000A 16 - 35 100 16 4
EPSSVD4160021A 16 0.25 35 100 16 4
D (h6)
=7 : . i fz (mm/z)
‘@‘ ‘@’ " Working Material AFg)Tité;?O” aexd apd (m)lnciin) 4mm | 6mm | 8mm | 10mm | 12mm [ 16mm

Slot milling 0.1~0.3 07~15 80 ~125 |0.035 | 0.042 | 0.056 | 0.070 | 0.084 | 0.112
Carbon steel

(S45C > S55C) Side milling | 0.05~0.2 [ 0.7~1.5 | 120~ 180 | 0.039 | 0.046 | 0.062 | 0.077 | 0.092 | 0.123

. Alloy steel / Slot milling 01~03 | 0.7~15 | 70~105 | 0.031 | 0.038 | 0.050 | 0.066 | 0.078 | 0.104
Ve Tool steel

(SK, SCM, SKD) | Side milling [ 0.05~0.2 | 0.7~1.5 | 100~ 150 [ 0.034 | 0.042 | 0.055 | 0.073 | 0.086 | 0.114
A [:E
45°

55 Stainless steel | Slotmilling | 01~03 | 07~15 | 60~90 | 0021|0028 | 0.042 | 0.049 | 0.056 | 0.078
(SUS304,
— dT°'era“Ze — SUS316) Side milling | 0.05~02 [ 0.7~15 | 85~130 |0.023 | 0031 | 0.046 | 0.054 | 0.062 | 0.086
< ~-0.
6<ds12 0~-0.03 Slotmilling | 0.1~03 | 07~15 | 45~70 | 0021 | 0.028 | 0.035 | 0.042 | 0.049 | 0.067
d>12 0~-0.04 Superalloy

Side milling | 0.05~0.2 | 0.7~1.5 65~ 100 | 0.023 | 0.031 | 0.039 | 0.046 | 0.054 | 0.074

Iap d = tool diameter XIf the machine not stable, please reduce the feed about 20%.

28



Solid End Milling : Carbide Endmills % $55f5%;7]
V47D - Square - VP - Helix 43 - 5F

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.

« Suitable for stainless steel, alloy steel and cast iron high efficiency side milling.
» ANAX (AITiCrN) smooth coating provides a superior wear resistance and extend tool life.

EPSSVD

Y —

]

D (h6)

& &

&

e % MG JANAX
A

N\\\J(HRC
43° M 55

o)

WINSTAIR

AEREIFHT] - 57

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

ASIA
(Metric)
Dia. CL OAL Shank Flutes
Order No.
(d) (L1) (L) (D) )
EPSSVD5060000A 6 15 50 6 5
EPSSVD5080000A 8 20 60 8 5
EPSSVD5100000A 10 25 75 10 5
EPSSVD5120000A 12 30 75 12 5
EPSSVD5160000A 16 35 100 16 5
i fz (mm/z
Working Material Cu'ttmg aexd apxd VC. ( )
Application (m/min) | 4mm | 6mm | 8mm | 10mm | 12mm | 16mm
Slot milling 0.1~0.3 07~15 80 ~125 |0.035 | 0.042 | 0.056 | 0.070 | 0.084 | 0.112
Carbon steel
[BREIE - 55 Side milling [ 0.05~0.2 | 0.7~1.5 | 120~180 | 0.039 | 0.046 | 0.062 | 0.077 | 0.092 | 0.123
Alloy steel / Slot milling 01~03 [ 0.7~15 | 70~105 | 0.031 | 0.038 | 0.050 | 0.066 | 0.078 | 0.104
Tool steel
(SK, SCM, SKD) Side milling 0.05~0.2 | 0.7~1.5 | 100 ~150 | 0.034 | 0.042 | 0.055 | 0.073 | 0.086 | 0.114
Stainless steel Slot milling 01~03 | 0.7~15 60~90 | 0.021|0.028 | 0.042 | 0.049 | 0.056 | 0.078
(SUS304,
SUS316) Side milling 0.05~02 | 0.7~15 85~130 |0.023 | 0.031 | 0.046 | 0.054 | 0.062 | 0.086
Slot milling 0.1~0.3 07~15 45~70 0.021 | 0.028 | 0.035 | 0.042 | 0.049 | 0.067
Superalloy
Side milling [ 0.05~02 | 0.7~15 | 65~100 | 0.023 | 0.031 | 0.039 | 0.046 | 0.054 | 0.074
Iap d = tool diameter XIf the machine not stable, please reduce the feed about 20%.
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Solid End Milling : Carbide Endmills % $55f5%;7]
V47D - Square - VP - Helix 43 - 7F

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.

« Suitable for stainless steel, alloy steel and cast iron high efficiency side milling.
» ANAX (AITiCrN) smooth coating provides a superior wear resistance and extend tool life.

EPSSVD

.

DE
s

d
C
L1
—

anax XX JJLHRC
43° 55
d Tolerance
d<6 0~-0.02
6<d=<12 0~-0.03
d>12 0~-0.04

o)

WINSTAIR

REREIFHT] - T7]

ASIA
(Metric)
Dia. Chamfer CL OAL Shank Flutes
Order No.
(d) (C) (L1) (L) (D) (2)
EPSSVD7100000A 10 - 25 75 10 7
EPSSVD7100051A 10 0.5C 25 75 10 7
EPSSVD7120000A 12 - 30 75 12 7
EPSSVD7120051A 12 0.5C 30 75 12 7
EPSSVD7160000A 16 - 35 100 16 7
i fz (mm/z
Working Material Cu'ttmg aexd apxd VC. ( )
Application (m/min) | 4mm | 6mm | 8mm | 10mm | 12mm | 16mm
Slot milling 0.1~0.3 07~15 80 ~125 |0.035 | 0.042 | 0.056 | 0.070 | 0.084 | 0.112
Carbon steel
[BREIE - 55 Side milling | 0.05~0.2 [ 0.7~1.5 | 120~ 180 | 0.039 | 0.046 | 0.062 | 0.077 | 0.092 | 0.123
Alloy steel / Slot milling 01~03 | 0.7~15 | 70~105 | 0.031 | 0.038 | 0.050 | 0.066 | 0.078 | 0.104
Tool steel
(SK, SCM, SKD) Side milling 0.05~0.2 | 0.7~1.5 | 100 ~150 | 0.034 | 0.042 | 0.055 | 0.073 | 0.086 | 0.114
Stainless steel Slot milling 01~03 | 0.7~15 60~90 | 0.021|0.028 | 0.042 | 0.049 | 0.056 | 0.078
(SUS304,
SUS316) Side milling 0.05~02 | 0.7~15 85~130 |0.023 | 0.031 | 0.046 | 0.054 | 0.062 | 0.086
Slot milling 0.1~0.3 07~15 45~70 0.021 | 0.028 | 0.035 | 0.042 | 0.049 | 0.067
Superalloy
Side milling | 0.05~0.2 [ 0.7~1.5 65~ 100 [ 0.023 | 0.031 [ 0.039 | 0.046 | 0.054 | 0.074
Iap d = tool diameter XIf the machine not stable, please reduce the feed about 20%.
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o)

Solid End Milling : Carbide Endmills %= i5if#7t7] WINSTAR
V47D - Square - VP - Helix 43 - Long Flute - 5F REREIFERT] - RIIE - 57]

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.
« Suitable for stainless steel, alloy steel and cast iron high efficiency deep side milling.

» ANAX (AITiCrN) smooth coating provides a superior wear resistance and extend tool life. ASIA
(Metric)
Order No. Dia. CL OAL Shank Flutes

(d) (L1) (L) (D) 2)

EPSCVD EPSCVD5060000A 6 24 75 6 5

EPSCVD5080000A 8 32 75 8 5

EPSCVD5100000A 10 40 100 10 5

H:m EPSCVD5120000A 12 48 100 12 5

o0 LAl EPSCVD5160000A 16 55 110 16 5

Y

D (h6)
g ’ . : Cutting Ve fz (mm/z)
f‘ Working Material . aexd apxd .
‘@‘ ‘@’ ‘ : Application : (m/min)  4mm | 6mm | 8mm | 10mm | 12mm | 16mm

Slot 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

(226G » el Side milling | 0.05~0.3 [ 0.7~2.5 | 120~ 180 | 0.031 | 0.037 | 0.050 | 0.062 | 0.074 { 0.098

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

E [:E (SK, SCM, SKD) | Side milling [ 0.05~0.3 | 0.7~25 | 100 ~150 | 0.027 | 0.034 | 0.044 | 0.058 | 0.069 | 0.091
43° 55

Stainless steel Slot milling 01~03 | 0.7~25 60~90 |0.017 | 0.022 | 0.034 | 0.039 | 0.045 | 0.062

(SUS304,
— 2 T°'efa”ge — SUS316) Side milling | 0.05~0.3 [ 0.7~20 | 85~130 |0.018 | 0025 | 0.037 | 0.043 | 0.050 | 0.069
< ~-0.
6<d<12 0~-0.04 Slotmilling | 0.1~03 | 07~25 | 45~70 | 0017 | 0.022 | 0.028 | 0.034 | 0.039 | 0.054
d>12 0~-0.05 Superalloy

Side milling | 0.05~0.3 [ 0.7~2.0 65~ 100 | 0.018 | 0.025 | 0.031 | 0.037 | 0.043 | 0.059

Iap d = tool diameter XIf the machine not stable, please reduce the feed about 20%.
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Solid End Milling : Carbide Endmills %= i5if#7t7] WINSTAR

V47D - Square - VP - Helix 43 - Long Flute - 7F AEREIFEHRT]) - RIIE - T7)

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.
« Suitable for stainless steel, alloy steel and cast iron high efficiency deep side milling.

« ANAX (AITiCrN) smooth coating provides a superior wear resistance and extend tool life. ASIA
(Metric)
Order No. Dia. CL OAL Shank Flutes
(d) (L) (L) () @
EPSCVD EPSCVD7100000A 10 50 100 10 7
EPSCVD7120000A 12 60 110 12 7
EPSCVD7160000A 16 80 150 16

D (h6)

6% 6 -’7 ‘ : : Cutting Ve fz (mm/z)
’f‘ Working Material . aexd apxd .
‘ H ‘ ’ g Application : (m/min)  4mm | 6mm | 8mm | 10mm | 12mm | 16mm

Slot 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

(226G » el Side milling | 0.05~0.3 [ 0.7~2.5 | 120~ 180 | 0.031 | 0.037 | 0.050 | 0.062 | 0.074 { 0.098

ANAX Alloy steel / Slot milling | 0.1~0.3 | 0.7~3.0 | 70~105 [ 0025 | 0030 | 0.040 | 0.053 | 0.062 | 0.083
Ve Tool steel

E EE (SK, SCM, SKD) | Side milling [ 0.05~0.3 | 0.7~25 | 100 ~150 | 0.027 | 0.034 | 0.044 | 0.058 | 0.069 | 0.091
43° 55

Stainless steel Slot milling 01~03 | 0.7~25 60~90 |0.017 | 0.022 | 0.034 | 0.039 | 0.045 | 0.062

(SUS304,
— dTO'e'a”Ze — SUS316) Side milling | 0.05~0.3 [ 0.7~20 | 85~130 |0.018 | 0025 | 0.037 | 0.043 | 0.050 | 0.069
< ~-0.
6<ds12 0~-0.04 Slotmilling | 0.1~03 | 07~25 | 45~70 | 0017 | 0.022 | 0.028 | 0.034 | 0.039 | 0.054
d>12 0~-0.05 Superalloy

Side milling | 0.05~0.3 [ 0.7~2.0 65~ 100 | 0.018 | 0.025 | 0.031 | 0.037 | 0.043 | 0.059

Iap d = tool diameter XIf the machine not stable, please reduce the feed about 20%.

32



Solid End Milling : Carbide Endmills %= i5if#7t7] WINSTAR

V47D - Square -VP - Helix 43 - Chip Breaker - 5F REFENTET] - EffEE - 53]

» The cutting edges incorporate chip breakers design.
« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.

« Suitable for super alloy, stainless steel, alloy steel and cast iron high efficiency deep side milling. ASIA
« ANAX (AITICrN) smooth coating provides a superior wear resistance and extend tool life. (Metric)
Order No. Dia. CL OAL Shank Flutes

(d) (L) (L) (D) 2)

EPSSVH EPSSVH5060000A 6 15 50 6 5

EPSSVH5080000A 8 20 60 8 5

EPSSVH5100000A 10 25 75 10 5

EPSSVH5120000A 12 30 75 12 5

o el Bk ol d EPSSVH5160000A 16 35 100 16 5

D (h6)
i ‘ , : Cutting Ve fz (mm/z)
= Working Material s aexd apxd .

‘@‘ ‘@‘ d Application P (m/min) | 4mm | 6mm | 8mm | 10mm | 12mm | 16mm

Slot milling 0.1~0.3 07~15 80 ~125 |0.035 | 0.042 | 0.056 | 0.070 | 0.084 | 0.112
Carbon steel

(S45C > S55C) Side milling | 0.05~0.2 [ 0.7~1.5 | 120~ 180 | 0.039 | 0.046 | 0.062 | 0.077 | 0.092 | 0.123

Alloy steel / Slot milling 01~03 | 0.7~15 | 70~105 | 0.031 | 0.038 | 0.050 | 0.066 | 0.078 | 0.104
Ve Tool steel

E I:E (SK, SCM, SKD) | Side milling [ 0.05~0.2 | 0.7~1.5 | 100~ 150 [ 0.034 | 0.042 | 0.055 | 0.073 | 0.086 | 0.114
43° 55

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

(SUS304,
— dTO'e'a”Ze — SUS316) Side milling | 0.05~02 [ 0.7~15 | 85~130 |0.023 | 0031 | 0.046 | 0.054 | 0.062 | 0.086
< ~-0.
6<ds12 0~-0.04 Slotmilling | 0.1~03 | 07~15 | 45~70 | 0021 | 0.028 | 0.035 | 0.042 | 0.049 | 0.067
d>12 0~-0.05 Superalloy

Side milling | 0.05~0.2 | 0.7~1.5 65~ 100 | 0.023 | 0.031 | 0.039 | 0.046 | 0.054 | 0.074

Iap d = tool diameter XIf the machine not stable, please reduce the feed about 20%.
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Solid End Milling : Carbide Endmills %= i5if#7t7] WINSTAR

V47D - Square - VP - Chip Breaker - Helix 43 - Long Flute - 5F FEREFHT] - BrERIE -57]

» The cutting edges incorporate chip breakers design.
« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.

« Suitable for super alloy, stainless steel, alloy steel and cast iron high efficiency deep side milling. ASIA
« ANAX (AITICrN) smooth coating provides a superior wear resistance and extend tool life. (Metric)
Order No. Dia. CL OAL Shank Flutes

(d) (L1) (L) (D) 2)

EPSCVH EPSCVH5060000A 6 24 75 6 5

EPSCVH5080000A 8 32 75 8 5

EPSCVH5100000A 10 40 100 10 5

EPSCVH5120000A 12 48 100 12 5

el Ao ol d EPSCVH5160000A 16 55 110 16 5

D (h6)
71 ‘ , : Cutting Ve fz (mm/z)
= Working Material L aexd apxd .

‘@‘ ‘@’ ¢ Application P (m/min) | 4mm | 6mm | 8mm | 10mm | 12mm | 16mm

Slot 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

(226G » el Side milling | 0.05~0.3 [ 0.7~2.5 | 120~ 180 | 0.031 | 0.037 | 0.050 | 0.062 | 0.074 { 0.098

ANAX Alloy steel / Slot milling | 0.1~0.3 | 0.7~3.0 | 70~105 [ 0025 | 0030 | 0.040 | 0.053 | 0.062 | 0.083
Ve Tool steel

K [:E (SK, SCM, SKD) | Side milling [ 0.05~0.3 | 0.7~25 | 100 ~150 | 0.027 | 0.034 | 0.044 | 0.058 | 0.069 | 0.091
43° 55

Stainless steel Slot milling 01~03 | 0.7~25 60~90 |0.017 | 0.022 | 0.034 | 0.039 | 0.045 | 0.062

(SUS304,
— 2 T°'efa”f)e — SUS316) Side milling | 0.05~0.3 [ 0.7~20 | 85~130 |0.018 | 0025 | 0.037 | 0.043 | 0.050 | 0.069
< ~-0.
6<ds12 0~-0.04 Slotmilling | 0.1~03 | 07~25 | 45~70 | 0017 | 0.022 | 0.028 | 0.034 | 0.039 | 0.054
d>12 0~-0.05 Superalloy

Side milling | 0.05~0.3 [ 0.7~2.0 65~ 100 | 0.018 | 0.025 | 0.031 | 0.037 | 0.043 | 0.059

Iap d = tool diameter XIf the machine not stable, please reduce the feed about 20%.
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Solid End Milling : Carbide Endmills %= i5if#7t7] WINSTAR

V47D - Corner Radius - VP - Helix 45 - 4F rERE|ELHT] -47]

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.
« Suitable for stainless steel, alloy steel and cast iron high efficiency side milling.

» ANAX (AITiCrN) smooth coating provides a superior wear resistance and extend tool life. ASIA
(Metric)
Order No. Dia. Radius CL OAL Shank Flutes
(d) (R) (L1) (L) (D) 2)
EPSSVD EPSSVD4060052A 6 0.5R 12 50 6 4
EPSSVD4060102A 6 1.0R 12 50 6 4
EPSSVD4080052A 8 0.5R 16 60 8 4
EPSSVD4080102A 8 1.0R 16 60 8 4
EPSSVD4100052A 10 0.5R 20 75 10 4
EPSSVD4100102A 10 1.0R 20 75 10 4
EPSSVD4100202A 10 2.0R 20 75 10 4
EPSSVD4120052A 12 0.5R 24 75 12 4
EPSSVD4120102A 12 1.0R 24 75 12 4
EPSSVD4120202A 12 2.0R 24 75 12 4
EPSSVD4160102A 16 1.0R 32 100 16 4
EPSSVD4160202A 16 2.0R 32 100 16 4
EPSSVD4160302A 16 3.0R 32 100 16 4
D (h6)
27 : . i fz (mm/z)
‘@‘ ‘@‘ ‘ Working Material Ag)lljité;?on aexd apd (m)lnciin) 4mm | 6mm | 8mm | 10mm | 12mm | 16mm

Slot milling 0.1~0.3 07~15 80 ~125 |0.035 | 0.042 | 0.056 | 0.070 | 0.084 | 0.112
Carbon steel

(S45C > S55C) Side milling | 0.05~0.2 [ 0.7~1.5 | 120~ 180 | 0.039 | 0.046 | 0.062 | 0.077 | 0.092 | 0.123

m Alloy steel / Slot milling 01~03 | 0.7~15 | 70~105 | 0.031 | 0.038 | 0.050 | 0.066 | 0.078 | 0.104
Ve Tool steel

(SK, SCM, SKD) | Side milling | 0.05~0.2 | 0.7~1.5 | 100~ 150 | 0.034 | 0.042 | 0.055 | 0.073 | 0.086 | 0.114
ANAX ﬁ [HRC
45° B 55 Stainless steel | Slotmilling | 01~03 | 07~15 | 60~90 |0.021 | 0.028 | 0.042 | 0.049 | 0.056 | 0.078
(SUS304,
— dT°'era”f)e — SUS316) Side milling | 0.05~02 [ 0.7~15 | 85~130 |0.023 | 0031 | 0.046 | 0.054 | 0.062 | 0.086
< ~.0.
6<d=12 0-~-0.03 Slotmilling | 01~03 | 07~15 | 45~70 | 0021 | 0.028 | 0.035 | 0.042 | 0.049 | 0067
d>12 0~-0.04 Superalloy
R Tolerance Side milling | 0.05~02 | 0.7~15 | 65~100 | 0.023 | 0.031 | 0.039 | 0.046 | 0.054 | 0.074
R +0.020 —
Iap d = tool diameter XIf the machine not stable, please reduce the feed about 20%.
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Solid End Milling : Carbide Endmills %= i5if#7t7] WINSTAR

V47D - Corner Radius - VP - Helix 43 - 7F rERE|ELHT] - 7]

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.
« Suitable for stainless steel, alloy steel and cast iron high efficiency side milling.

« ANAX (AITiCrN) smooth coating provides a superior wear resistance and extend tool life. ASIA
(Metric)
Dia. Radius CL OAL Shank Flutes
Order No.
(d) (R) (L1) (L) (D) (2)
EPSSVD EPSSVD7100052A 10 0.5R 25 75 10 7
EPSSVD7120052A 12 0.5R 30 75 12 7

.

d
R
L1
—

Cutting Ve fz (mm/z)
L aexd apxd .
Application (m/min) | 4mm | 6mm | 8mm | 10mm | 12mm | 16mm

Working Material

Slot milling 0.1~0.3 07~15 80 ~125 |0.035 | 0.042 | 0.056 | 0.070 | 0.084 | 0.112
Carbon steel

(S45C » S55C)

Side milling [ 0.05~0.2 | 0.7~1.5 | 120~180 | 0.039 | 0.046 | 0.062 | 0.077 | 0.092 | 0.123
% Alloy steel / Slot milling 01~03 | 0.7~15 | 70~105 | 0.031 | 0.038 | 0.050 | 0.066 | 0.078 | 0.104
Ve Tool steel

(SK, SCM, SKD) | Side milling | 0.05~0.2 | 0.7~1.5 | 100~ 150 | 0.034 | 0.042 | 0.055 | 0.073 | 0.086 | 0.114

anax IR THRC
43° M 55 Stainless steel | Slotmilling | 0.1~0.3 | 0.7~15 | 60~90 | 0021|0028 | 0.042 | 0.049 | 0.056 | 0078
(SUS304,
— dTO'efange . SUS316) Side milling | 0.05~02 | 0.7~15 | 85~130 | 0.023 | 0.031 | 0.046 | 0.054 | 0.062 | 0.086
6<d=12 0~-0.03 Slotmiling | 04~03 | 0.7~15 | 45~70 |[0021 | 0028 | 0.035 | 0.042 | 0.049 | 0.067
d>12 0~-0.04 Superalloy

Side milling | 0.05~0.2 | 0.7~1.5 65~ 100 | 0.023 | 0.031 | 0.039 | 0.046 | 0.054 | 0.074

Iap d = tool diameter XIf the machine not stable, please reduce the feed about 20%.
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Solid End Milling : Carbide Endmills %= i5if#7t7] WINSTAR

V47D - Corner Radius - VP - Helix 43 - Long Flute - 5F rEREESH®T] - RIE -57]

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.
« Suitable for stainless steel, alloy steel and cast iron high efficiency deep side milling.

» ANAX (AITiCrN) smooth coating provides a superior wear resistance and extend tool life. ASIA
(Metric)
Dia. Radius CL OAL Shank  Flutes
Order No. ) ®R) L) ) © @
EPSCVD EPSCVD5060102A 6 1.0R 24 75 6 5
EPSCVD5080102A 8 1.0R 32 75 8 5
EPSCVD5120202A 12 2.0R 48 100 12 5

Y —

D (h6)
S ’ : : Cutting Ve fz (mm/z)
f‘ Working Material L aexd apxd .
‘@‘ ‘@’ ‘ g Application : (m/min) | 4mm | 6mm | 8mm | 10mm | 12mm | 16mm

Slot 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

(226G » el Side milling | 0.05~0.3 [ 0.7~2.5 | 120~ 180 | 0.031 | 0.037 | 0.050 | 0.062 | 0.074 { 0.098

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

SK, SCM, SKD) | Side milling | 0.05~0.3 | 0.7~25 | 100~150 | 0.027 | 0.034 | 0.044 | 0.058 | 0.069 | 0.091
43" @ 55 Stainless steel | Slotmilling | 01~03 | 07~25 | 60~90 |0.017 | 0.022 | 0.034 | 0,039 | 0.045 | 0.062
(SUS304,
— d T°'era”ge — SUS316) Side milling | 0.05~0.3 | 0.7~2.0 | 85~130 | 0018 | 0.025 | 0037 | 0.043 | 0.050 | 0.069
6<d<12 0~-0.04 Slotmilling | 0.1~03 | 07~25 | 45~70 | 0017 | 0.022 | 0.028 | 0.034 | 0.039 | 0.054
d>12 0~-0.05 Superalloy
R Tolerance Side milling | 0.05~0.3 | 0.7~2.0 | 65~100 | 0018 | 0.025 | 0.031 | 0.037 | 0.043 | 0.059
R £0.020

Iap d = tool diameter XIf the machine not stable, please reduce the feed about 20%.
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Solid End Milling : Carbide Endmills %= i5if#7t7] WINSTAR

V47D - Corner Radius - VP - Helix 43 - Long Flute - 7F rEREESHT] - RIE - 77]

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.
« Suitable for stainless steel, alloy steel and cast iron high efficiency deep side milling.

« ANAX (AITiCrN) smooth coating provides a superior wear resistance and extend tool life. ASIA
(Metric)
Dia. Radius CL OAL Shank  Flutes
Order No. ) ®R) L) ) © @
EPSCVD EPSCVD7100052A 10 0.5R 50 100 10 7
EPSCVD7120052A 12 0.5R 60 110 12 7
EPSCVD7160052A 16 0.5R 80 150 16 7

D (h6)

6 % 6 -” ‘ : . Cutting Ve fz (mm/z)
’f‘ Working Material L aexd apxd .
‘ H ‘ ’ g Application : (m/min) | 4mm | 6mm | 8mm | 10mm | 12mm | 16mm

Slot 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

(226G » el Side milling | 0.05~0.3 [ 0.7~2.5 | 120~ 180 | 0.031 | 0.037 | 0.050 | 0.062 | 0.074 { 0.098

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

(SK, SCM, SKD) | Side milling [ 0.05~0.3 | 0.7~25 | 100 ~150 | 0.027 | 0.034 | 0.044 | 0.058 | 0.069 | 0.091
A @
43°

55 Stainless steel | Slotmilling | 0.1~03 | 07~25 | 60~90 | 0017 | 0022 | 0.034 | 0.039 | 0.045 | 0.062
(SUS304,
— i To'e'a"ge — SUS316) Side milling | 0.05~03 [ 0.7~20 | 85~130 |0.018 | 0025 | 0.037 | 0.043 | 0.050 | 0.069
6<ds12 0~-0.04 Slotmilling | 0.1~03 | 07~25 | 45~70 | 0017 | 0.022 | 0.028 | 0.034 | 0.039 | 0.054
d>12 0~-0.05 Superalloy
R Tolerance Side milling | 0.05~0.3 | 0.7~2.0 | 65~100 | 0018 | 0.025 | 0.031 | 0.037 | 0.043 | 0.059
R £0.020 =

Iap d = tool diameter XIf the machine not stable, please reduce the feed about 20%.
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Solid End Milling : Carbide Endmills %= i5ifi#5;7] WINSTAR

VA47E - Corner Radius - VP - Helix 52 - 4F rERE|ELHT] -47]

« Variable pitch (VP) is unequal flute spacing for anti-vibration machining.
« Low cutting force design for stainless steel, alloy steel and cast iron, outstanding high efficiency side finishing.

« ANAX (AITiCrN) smooth coating provides a superior wear resistance and extend tool life. ASIA
(Metric)
Dia. Radius CL OAL Shank Flutes
Order No.

(d) (R) (L1) (L) (D) (2)

EPSSVE4080052A 8 0.5R 16 60 8 4

EPSSVE4100102A 10 1.0R 20 75 10 4

EPSSVE4120102A 12 1.0R 24 75 12 4

EPSSVE4160152A 16 1.5R 32 100 16 4

Cutting Ve fz (mm/z)

Working Material . aexd apxd .
¢ Application : (m/min)  4mm | 6mm | 8mm | 10mm | 12mm | 16mm

Slot milling 0.1~0.3 07~15 80 ~125 |0.035 | 0.042 | 0.056 | 0.070 | 0.084 | 0.112
Carbon steel

(S45C » S55C)

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

Alloy steel / Slot milling 01~03 | 0.7~15 | 70~105 | 0.031 | 0.038 | 0.050 | 0.066 | 0.078 | 0.104
Tool steel
(SK, SCM, SKD) | Side milling | 0.05~0.2 | 0.7~1.5 | 100 ~150 | 0.034 | 0.042 | 0.055 | 0.073 | 0.086 | 0.114

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

(SUS304,
— d T°'era“39 — SUS316) Side milling | 0.05~0.2 | 0.7~15 | 85~130 | 0023 | 0031 | 0.046 | 0.054 | 0.062 | 0.086
< ~ 0.
6<d=12 0~-0.03 Slotmilling | 0.1~03 | 07~15 | 45~70 | 0021 | 0.028 | 0.035 | 0.042 | 0.049 | 0.067
d>12 0~-0.04 Superalloy
R Tolerance Side milling | 0.05~02 | 0.7~15 | 65~100 | 0.023 | 0.031 | 0.039 | 0.046 | 0.054 | 0.074
R £0.020 —
Iap d = tool diameter XIf the machine not stable, please reduce the feed about 20%.
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