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V470 & V520 High Efficiency Solid Varix Endmills
BRI sEsNanmEist/]

e Unequal flute spacing for anti-vibration.
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e Suitable for superalloy machining.
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e High removal rate for steel and stainless steel machining.
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e Low cutting force and burr prevention.
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Excellent chip evacuation
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Solid Endmills WINSTAR

V470 - Varix - Square - 4F VATO SREIMERFRET) - 4 7]

- Unequal flute spacing for anti-vibration.

- High removal rate for steel and alloy steel machining.
- Low cutting force and burr prevention.

- UNICO coating includes Al, Ti, Cr, N elements.

Work Material /1T ##}

Carg;;ﬁ%teel AIIgyﬁSﬁ%eel Hardened Steel F&EESH Stainjl%%;ﬁSteel Cast Iron Sy_peralloy
EPSSV (S45C, S55C)  (SK, SCM) ~HRC 40 ~HRC 45 ~HRC 55  (SUS304, 316) wi BiRE
o o o o o o o
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EPSSV444000U 4 10 50 4 4
EPSSV403000U 3 8 50 6 4
EPSSV404000U 4 10 50 6 4
EPSSV406000U 6 15 50 6 4
EPSSV408000U 8 20 60 8 4
EPSSV410000U 10 25 75 10 4
EPSSV412000U 12 30 75 12 4
EPSSV416000U 16 35 100 16 4
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ad = 12 0~-0.02
@d = 12 0~-0.03

Tolerance




Solid Endmills WINSTAR

V520 - Varix - Square - 4F V520 SREIMERFRETI - 4 7]

- Unequal flute spacing for anti-vibration.

- High removal rate for alloy steel and stainless steel machining.
- Low cutting force and burr prevention.

- SICO coating includes Al, Ti, Si, N elements.

Work Material /1T ##}

Carg;;ﬁ%teel AIIgyﬁSﬁ%eel Hardened Steel F&EESH Stainjl%%;ﬁSteel Cast Iron Sy_peralloy

(S45C, S55C)  (SK, SCM) ~HRC 40 ~HRC 45 ~HRC 55  (SUS304, 316) wi BiRE
o o o o le) o o le)

Dia. CL OAL Shank Flutes
Order No. @ L) o) ©) (F)

EMSSV444000S 4 10 50 4 4
EMSSV403000S 3 8 50 6 4
EMSSV404000S 4 10 50 6 4
EMSSV406000S 6 15 50 6 4
EMSSV408000S 8 20 60 8 4
EMSSV410000S 10 25 75 10 4
EMSSV412000S 12 30 75 12 4
EMSSV416000S 16 35 100 16 4
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ad = 12 0~-0.02
@d = 12 0~-0.03

Tolerance
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Solid Endmills WINSTAR
V520 - Varix - Square - 5F V520 SREIMERF8E ) - 57

- Unequal flute spacing for anti-vibration.

- Suitable for superalloy machining.

- Low cutting force and outstanding finishing for mold & die.
- SICO coating includes Al, Ti, Si, N elements.

Work Material 1T #1#}
Carbon Steel Alloy Steel Hardened Steel EELH Stainless Steel

e P T G e Sdrry

(S45C, S55C)  (SK, SCM) ~HRC 40 ~HRC 45 ~HRC 55  (SUS304, 316) - e

o (@) (@) o (@) @) (@) (@)
Dia. CL OAL Shank Flutes

Order No. @ L) L ©) F)
EMSSV506000S 6 15 50 6 5
EMSSV508000S 8 20 60 8 5
EMSSV510000S 10 25 75 10 5
EMSSV512000S 12 30 75 12 5
EMSSV516000S 16 35 100 16 5
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ad = 12 0~-0.02
@d = 12 0~-0.03
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Solid Endmills WINSTAR

V520 - Varix - Long Flute - Square - 5F V520 sEHMERFREHT) - 57)

- Unequal flute spacing for anti-vibration.

- Suitable for superalloy machining.

- Low cutting force and outstanding finishing for mold & die.
- SICO coating includes Al, Ti, Si, N elements.

Work Material /1T ##}

Carbon Steel Alloy Steel Hardened Steel EELH Stainless Steel
e a4 T Ca;tigon S:ﬁgflloy

EMSCV (S45C, S55C)  (SK, SCM) ~HRC 40 ~HRC 45 ~HRC 55  (SUS304, 316) = BmS

o o o o ) o o )
Dia. CL OAL Shank Flutes
Order No.

00 00 (d) (L (L) (D) (F)
EMSCV506000S 6 24 75 6 5
d L EMSCV508000S 8 32 75 8 5
Ew -, kB EMSCV510000S 10 40 100 10 5

7/

,/ EMSCV512000S 12 48 100 12 5
EMSCV516000S 16 64 110 16 5
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ad = 12 0~-0.02
@d = 12 0~-0.03

Tolerance




Solid Endmills WINSTAR

V520 - Varix - Square - 7F V520 SREIMERFREH - 77

- Unequal flute spacing for anti-vibration.

- Suitable for superalloy machining.

- Low cutting force and outstanding finishing for mold & die.
- SICO coating includes Al, Ti, Si, N elements.

Work Material /1T ##}

Cargi?% ﬁ%teel AII%y ﬁSﬁfﬁeel Hardened Steel F&EESH Stainjl%%;ﬁSteel Casgt lron S:Tp SE" oy
EMSSV (S45C, S55C)  (SK, SCM) ~HRC 40 ~HRC 45 ~HRC 55  (SUS304, 316) wi BmS
0 o o o o o o o

— OrdorNo, DB L OAL Shank g Fltes

EMSSV710000S 10 25 75 10 - 7
d  Chamfer EMSSV710051S 10 25 75 10 0.5C 7
- EMSSV712000S 12 30 75 12 - 7
EMSSV712051S 12 30 75 12 0.5C 7
EMSSV716000S 16 35 100 16 - 7
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Tolerance

ad = 12 0~-0.02
@d = 12 0~-0.03




Solid Endmills WINSTAR

V520 - Varix - Long Flute - Square - 7F V520 sEHMERFRHT) - 7 7]

- Unequal flute spacing for anti-vibration.

- Suitable for superalloy machining.

- Low cutting force and outstanding finishing for mold & die.
- SICO coating includes Al, Ti, Si, N elements.

Work Material /1T ##}

Carbon Steel Alloy Steel Hardened Steel EELH Stainless Steel
e a4 T Ca;tigon S:ﬁgflloy
EMSCV (S45C, S55C)  (SK, SCM) ~HRC 40 ~HRC 45 ~HRC 55  (SUS304, 316) = BmS
o o) o) o o o) le) o
Dia. CL OAL Shank Flutes
Order No.
O|0|0| | e|e (d) (L (L) (D) (F)
EMSCV710000S 10 50 100 10 7
d L EMSCV712000S 12 60 110 12 7
i/ﬁf = EMSCV716000S 16 80 150 16 7
'
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ad = 12 0~-0.02
@d = 12 0~-0.03
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Solid Endmills WINSTAR
Cutting Conditions EEtHIZHE

Bl Recommended Cutting Conditions E:&tIHIZ#

XIf the machine not stable, please reduce the feed about 20%.
B REBRTETE - BEREHRE 20%

Worki
mZtrelr?agi Cutting application ae ap Ve fz{mm/z)
T A Tz (mm) (mm) (m/min) 4mm  6mm  8mm  10mm | 12mm 16mm
Slot milling i&#t 1xd 0.5~1.0xd 80 ~ 145 0.025 | 0.030 | 0.040 | 0.050 | 0.060 | 0.080
Carbon steel
(S45C) Side roughing #8{8I$% 0.4~009%d | 0.7 ~1.0xd 90 ~ 160 0.030 | 0.035 | 0.050 | 0.060 | 0.075 | 0.100
kR
Side finishing #5185t 0.1~0.3xd | 0.7 ~1.5xd 130 ~ 225 0.020 | 0.025 | 0.035 | 0.045 | 0.055 | 0.072
Slot milling &% 1xd 0.5~ 1.0xd 70~130 0.025 | 0.030 | 0.040 | 0.050 | 0.060 | 0.080
Carbon steel
(S50C) Side roughing #8185k 04~09xd | 0.7 ~1.0xd 80 ~ 145 0.030 | 0.035 | 0.050 | 0.060 | 0.075 | 0.100
S g
Side finishing #&51fIg% 0.1~0.3xd | 0.7 ~1.5xd 95~ 180 0.020 | 0.025 | 0.035 | 0.045 | 0.055 | 0.072
Slot milling &8t 1xd 0.5~ 1.0xd 65~ 110 0.020 | 0.025 | 0.035 | 0.045 | 0.055 | 0.072
Tool steel
(SKD) Side roughing #8185k 0.4~0.9%xd | 0.7 ~1.0xd 70~130 0.030 | 0.035 | 0.045 | 0.055 | 0.070 | 0.088
TEE
Side finishing #5185t 0.1~0.3xd | 0.7 ~1.5xd 90 ~ 160 0.020 | 0.025 | 0.035 | 0.040 | 0.050 | 0.064
Hardened steel Slot milling &#% 1xd 0.5~ 1.0xd 30 ~ 60 0.015 | 0.020 | 0.025 | 0.030 | 0.035 | 0.048
&
Superalloy Side roughing #&18lgsk 04~09xd | 0.7 ~1.0xd 50 ~ 90 0.015 | 0.020 | 0.030 | 0.035 | 0.040 | 0.056
HEESEN &
=N Pa
HREE Side finishing #&1HIg% 0.1~0.3xd | 0.7 ~1.5xd 65~ 120 0.020 | 0.025 | 0.035 | 0.040 | 0.050 | 0.064
Slot milling &% 1xd 0.5~1.0xd 50 ~ 65 0.015 | 0.020 | 0.030 | 0.035 | 0.040 | 0.056
Stainless steel
(SUS304, . Sy
SUS316) Side roughing #8185k 0.4~0.9%xd | 0.7 ~1.0xd 65~ 100 0.020 | 0.025 | 0.035 | 0.045 | 0.055 | 0.072
Side finishing #5185t 0.1~0.3xd | 0.7 ~1.5xd 80 ~ 110 0.020 | 0.025 | 0.035 | 0.040 | 0.050 | 0.064
:ae= ae
A A
ap ap
Y \A
—*ae
Slot milling Side roughing Side finishing Trochoidal
pi- £ FEBIEE L ElE B®EmT

WINSTAR CUTTING TECHNOLOGIES CORP.
EEENNHAKRRGERLQ T

No. 10, Gongye 6th Road, Tainan Technology Industrial Park,

Tainan City 709, Taiwan

TEL : +886-6-3840386
@ www.winstarcutting.com

FAX : +886-6-3840387
X info@winstarcutting.com



