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Winstar Cutting Technologies Corp. Is a Taiwanese company that started operations in the year 2008

by Tim Chen following a dream and personal interest in developing solid tools. We are a professional

manufacturer of Cutting Tools and Inserts. Since WINSTAR started it has specialized in the Design and
Manufacture of High-Quality Cutting Tools. Having more than 4,400 different kinds of items and huge

stocks. We are able to meet customer's needs. 90% of our products provide our own brand tools and

10% to do OEM project for world-class cutting group. WINSTAR has become one of the most successful

L . , . . .
companies in Taiwan. We base our company’s success on our long-standing commitment to satisfy our

customers’ needs. By Utilizing the Finest Raw Materials and introducing Innovative Cutting Tools.

Why Winstar?

Your order will receive personal attention from our sales staff.
We offer full technical support for our products and are always
Jjust a phone call away. Your satisfaction is very important to us.
We stock our shelves to support our full product line. This
means we probably have what you need ready to ship today.

Taiwanese made Quality

Your satisfaction is 100% guaranteed! Our complete line
of end mills, drills, holders, and insert will stand-up-to or
out-perform any premium cutting tool brand on the market.

Privacy and Security

We aggressively protect your privacy rights. All transactions are
conducted via our secure, encrypted online system. Your customer
information will never be sold, reproduced, or distributed.

Optimized Carbide Grades
Maximum cutting performance is only achieved when the carbide
grade characteristics ideally fit the specific application needs.

Superior Grinding Quality

Research on better surface quality remains an area of continuous
technological advancement. Since the cutting edge quality
determines the tool life and cutting action, a superior grinding
quality is critical. WINSTAR provides the latest Swiss and
German grinding Technology to get a superior surface finish.

Welcome to WINSTAR Family

W 3

4y

W <

B

Highly Innovative Tool Geometries

Highest cutting action cannot be accomplished by using only the
standard geometries of universal tools. Efficient chip forming
and evacuation is critical for optimal cutting performance. Such
geometries are designed to manage a broad range of cutting
forces and provide the highest cutting action for aerospace
applications. As a recognized provider for “special” tools,
WINSTAR possesses the engineering know-how to design
highly innovative tool geometries for maximum cutting.

Advanced Tool Coating Technology

We are committed to provide our Customers with
Crafted precision and Excellence. Longest tool life
and maximum application performance require the
utilization of advanced coating technology. As this
highly innovative field continues to rapidly change.

Winstar Friends and Family

In WINSTAR CUTTING TECHNOLOGIES Corp. We believe
in partnership and understands that the best way to grow is
together. That is the reason Winstar works as a team, to provide
the customer with a better efficient service. We also have
partnerships around the globe. With this special friends we work
just the same way we work together in WINSTAR. To make bigger
and better alliances so we can grow together as a big family.
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WinMills Solid Carbide Endmills
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WinMills Solid Carbide Endmills WINSTAR

e For hardened steel, HRC ~70. o St@#ENNIHEMA @ ~HRC70 »

e Ultra grain carbide. o SEOBIRHHER] o
e High speed cutting. o ERRSZRMNT -
e SICO, NACO coating. e $Z21it SICO & NACO E[E

e For hardened steel, HRC 50~65. o Si@=#5I0T 2 ' HRC50 ~65 °

e Ultra grain carbide. o EOIBIRSH ISR o
o High precision and high performance. o ERREEERSMEINT
e SICO-TH coating. o 121 SICO-TH E[E -

o For hardened steel, HRC 40~60. o SIEMENITEA ' HRC40 ~60 °
e Ultra grain carbide. o EOmARESHERL o
e SICO, ARCO coating. o 121t SICO, ARCO E[Z

o RERIARGEMINTER BRRHREERE -

e For mold steel, alloy steel &

cast iron, HRC 30~55. S 58+ » HRC30~55 ©
e Micro grain carbide. o EORMIER o
e UNICO coating. o 124t UNICO Z[E -

e High feed &&multiple application, e ZFFESERNIER BRRSEME -
for hardened & pre-hardened steel, S8~ REBSMIOLH » HRC ~ 60 o
Stainless, up to HRC 60. TRiEd AW LA

AN o 5 SAEL

e Tip with small chamfer or small o N \EIfsu BIfRET

radius design.

e UNICO, SICO coating. o 12t UNICO, SICO E[E -




WinMills Solid Carbide Endmills WINSTAR

e For steel, alloy steel, cast iron, o STAMBINITER @ —iixi - 5 -
aluminum alloy (Si>15%), HRC 15~48. &8 ~ $85 -+ » HRC15~48 o
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e Micro grain carbide. o SEORHIER o
e UNICO coating. o 12t UNICO E[Z o

o For stainless steel, o RimHH ~ HUIEIMER

difficult-to-cut material, HRC 20~50. HRC20~50 °
e Mold steel finishing. o IEEMIEIBA o
e ARCO coating. o 21t ARCO EJE o

“ e For Graphite. o GEREM -
1 e Micro grain carbide. o EORMIER o
e DIA diamond coating. o IZfit DIA SBGEE o

e For non-ferrous, aluminum, o EHERE IR  NEM -

aluminum alloy, copper, HRC<18. HRC<18

e Micro grain carbide. o EORIIER o

e High Helix offers excellentand o SIRHERETHRMEBREEN
stable finished surfaces. KGezRE °

== N WinMaster Seres Reacesl Evinits

; e For ordinary steel, alloy steel, o ZFAAMBIITIER » —hxH -
’#} o — cast iron, HRC 40~60. G2~ §58--- * HRC40~60 ©
= = 1, — . )
g e Micro grain carbide. o SEORHIER o
% o SICO coating. o 12{t SICO 28 -
e Replaceable Endmills. o SIS ©

Winstar
Cutting Technologies




WinMills Solid Carbide Endmills

ICONS Guide

WINSTAR
=200

Micro Grain SICO Coated Square Type 4F

Ultra Micro Grain UMG SICO-TH Coated SICO-TH Square Type 6F
Ultra Micro Grain 0.4um DIA Coated DIA Square Type 8F
Helix Angle ¥ Sharp Corner Type Ball Nose 2F
Material Hardness ';?C Flatland Type Ball Nose 4F

Unequal

Chamfer Type

Corner Radius 2F

=

Variable Helix

o

Varix

Corner Radius

Corner Radius 4F

B

UNICO Coated

UNICO

Square Type 2F

=2

ARCO Coated

ARCO

Square Type 3F

B
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WinMills Solid Carbide Endmills

Index

(7]
Appearance %
5
H?700 Series for Hardened steel, up to HRC 70 g
@
u
High Helix Square Type - 6F - =)
EETHT) - S -67) EHSSS6 26~D14 sico IR RARY v [A008 g_
@
High Helix Square Type - 8F EHSSS8 16~320 sico [NV J |noos

WWFHT) - LR -83)

High Helix & Short Flute Square Type - 4F

ST B 47 EHSPS4, EHSUS4 21~05

sico [RVARARY v |A009

High Helix & Short Flute Square Type - 6F

BETL - SEEIE -6 7) EHSUS6 06~-012

sico (IR ARARY v |A009

High Helix & Short Flute Square Type - 8F

BHTHT) - SHETL -8 EHSUSS 16020

sico IRARA R v |A009

Low Helix & Short Flute Ball Nose Type - 2F

BSRRAET) (BB -2 7) EHBPS2, EHBUS2 0.5R~8R

sico | YA YA Y v |A010

| [High Speed & High Feed Corner Radius Type - 4F
RMERHT) - SEEEDE -4

EHCUK4 0.5R~2R Si[elel | / v v [A011

Straight Short Flute Corner Radius Type - 4F

ERERST - EETE -4 7) EHCPS4, EHCUS4 21~012

sico (IR ARARY v |A012

SR80 80808

H680 Series  for Hardened steel, up to HRC 65 (High Precision Cutting)

‘f@ ) ;‘;‘@f;;‘;;y_p;;g_ - EHSFF4, EHSSF4 21~212 vivl|v v |A014
_— ) %;;g;;;{‘;%gw EHBFF2, EHBSF2  |0.5R~6R sico-TH | IV IV I v |Aot6
o ;’%;;;;%?ggﬁigpe -2k EHBPF2, EHBUF2  |0.5R~6R scoH| VA RARY v |A018
s ) ;;;;;‘;?[“;Qgﬁ;g EHCSF4 23~012 XSOX sico-H| RV VA IRV v [Aot9
R ) ;:%0%;f;%kf(ggﬁjrf?;“uswpe—w E:gh’:}a BHCMF4 | ou-g12 ¥ VvV Vv |A020
Winstar A001




WinMills Solid Carbide Endmills

Index

Appearance

H650 Series

for Hardened steel, up to HRC 60

B = Square Type - 2F ~ @
peee—y, (S e EHSFA2 EHSSA2 | @1~220 ARCO 022
- Square Type - 4F N @
m—l i Lo EHSFA4, EHSSA4 | @1~220 ARCO A023
. High Helix Square Type - 4F _ @
m— Sy e b EHSFH4, EHSSH4 | @1~220 ARCO A024
i High Helix & Long Shank Square Type - 4F |EHSLH4, EHSMH4 . @
S BT - BSR4 ) EHSNH4 23-020 ARCO A025
A026
____ |Long Neck Square Type - 2F " a -
— - = |semepsir - mwmm -2 9) EHSBC2, EHSRC2 20.2~012 ARCO Aot
A032
___ |Long Neck Square Type - 4F _ ﬁ -
— - = |smsmpen - Emm - 450 EHSBC4, EHSRC4 1~012 ARCO ot
" — = Ball Nose Type - 2F - a
e — IR - R -2 ) EHBFH2, EHBSH2 1 0.5R-6R . AREO A03S
— Long Shank Ball Nose Type - 2F EHBLH2, EHBMH2 _ a ASN
S SRR - RAE -2 9) EHBNH2 1R~10R ARCO A036
y == Short Flute Ball Nose Type - 2F _ a NN SICO
e s | SREBIKELSET) - AEDRY -2 3D EHBUH2 1R~6R 27 A037
Long Neck Ball Nose Type - 2F § SS A038
_———— | e At EHBBC2, EHBRC2  [0.15R~6R - A0~42
Taper Neck Ball Nose Type - 2F S§ S
—————— ~
BRI - SYEERY -2 ) EHBRT2 1R~6R = ARCO A043
ot ) |Corner Radius Type - 4F N ﬁ [
m————-—l o E - 4 ) EHCFH4, EHCSH4 | @4~@12 . 30 ARCO A044
" Long Shank Corner Radius Type - 4F EHCLH4, EHCMH4 N ﬁ §§
S ERE - i 4 7) EHONHA @4~012 o | A045
T — Short Flute Corner Radius Type - 4F . “ L
& - | mmme - o 4 5] EHCUH4 @3~012 . 30 sico A046
Long Neck Corner Radius Type - 2F N\ A047
W —— ~f B ARCO ~
— - = |mmmssn- sww-25) EHCBC2, EHCRC2 31~012 . . oS3
Long Neck Corner Radius Type - 4F § S§ A054
— ~ B ARCO ~
— - = |pmEss) - EEL-45 EHCBC4, EHCRC4 @2~312 = . AOSB
m Double Corner High Feed EndMill - 4 / 6F EHWSA4. EHWSAG P6~312 DN SE0 A059
= RMABHT) - SR -4/67 ! 38
o . e
EUROS Series for High Feed Milling, up to HRC 60
- High Feed Square Type - 4F " “ N
m._.__| e e o EUSFA4, EUSSA4 23~016 30 UNICO A062
EUROS - Toric Square Type - 4F " a NN
m_ EATHT) - SECEST- 45) EUSFR4, EUSSR4 | @3~216 > glfunico A063
g EUROS - Toric Square Type - 4F " @ AN S8
SN e— potra o il EUSFH4, EUSSH4 | 93~216 A0B4

A002

Winstar
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WinMills Solid Carbide Endmills

Index

Appearance

G550 Series  for Mold & Alloy steel, up to HRC 55
Pl L EPSFC2,EPSSC2  |00.2-025 A0B6
%‘;;%;;yf’;%gim EPSFC3, EPSSC3 | @1~225 A7
%‘;;;;;JJVP;;;M EPSFC4,EPSSC4 | @1~025 A068
%ﬁ;’ggm‘%ﬂ;ﬁl@e'“ EPSSD4 25~016 A069
%iﬂgﬂ;;e%"is_%qi;‘;‘f%’e"”: EPSFH4, EPSSH4 | @3~016 A070
%%jgz;”ﬂ‘?;%‘g?&pe"“: EPSCC4 23-025 AO71
High Holx Sauare Type - 6F EPSSH6, EPSCH6 | 96~016 [s] A0T2
;;%g;;’;?igg;g_?%e'd": EPSRR4 26~020 AO75
—————— |-0"9 Neck Square Type - 2F EPSBC2, EPSRC2  |20.2~012 Aore
BT - KB -2 ) : A081
— | LOng Neck Square Type - 4F EPSBC4, EPSRC4 | @1~@12 A2
— |mmTsn-mEL-4 : A084
P ————— | °7c Savere Trve 128 EPSFT2, EPSST2 | @1~0310 232:
| %;;i;‘g;g{g%gm EPBFC2, EPBSC2  |0.1R~10R A088
e %;;g;;ﬁ?;égm EPBFC4,EPBSC4 | 1R~10R A089
. |Long Neck Ball Nose Type - 2F EPBBC2. EPBRC2 0.15R~6R AQQZ
HEIWHT) - BAY -2 7) : A096
s g%;’;g;j“_";;g‘ﬁ;': EPBFT2, EPBST2 1R~3R A097
— ;%;;rg;%?;ggﬁ;ype-x EPBRT2 0.5R~2R A098
ﬂ_' Comer Radius Type  4F EPCSC4 21-012 A100
__— ;%;eii%cégﬁidgs Type - 4F EPCSH4 23-012 A101
S %"%;gg%ki(g’%”;['}%ﬁuswpe"”: EPCLC4 24~016 A102
———— ';;mr:;;c;(:g;;?i%”s Type - 2F EPCBC2, EPCRC2 | @1~012 2}23
—— ;;%;;;C;;eﬁ‘;;“s Type - 4F EPCBC4, EPCRC4 | @2~012 2}12
C — e bt A B B [oseeow

o A003
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WinMills Solid Carbide Endmills

Index RIRIEE

Appearance

G450 Series

for Alloy Steel, up to HRC 48

Working Materials

2
%

E_—] ;‘%};;;;Y_P;Eg_m EPSFA2, EPSSA2 | 21~225 vV A120
m_| ;‘;;;;‘;;Yf’;;gg e EPSFA4, EPSSA4 | @1~225 vV A121
o . %03;%;”73‘?;%‘;'?23"9'4': EPSCA4 @3~25 Vv A122
[ ik el Eronaz o |ewate | A123
|mSSS | T Eponad |90 | A4
M500 Series  for Stainless, Titanium & Inconel

E”—] %‘;;;’;;Yf’;%gim ESSFA2, ESSSA2 23-016 v v A126
ﬁ-] ;‘%{;ﬁ;{;y_”;%g . ESSFA4, ESSSA4 @3~016 v v A127
.y Hion Helx Square U Type 4% ESSFB4, ESSSB4 | 24~0916 v V| |A128
| SN ———— A e ESSSD4 25-016 N v | v |a131
E—] %;;ggﬁg{‘g%gm ESBFA2, ESBSA2 1R~8R v v A135

A004

Winstar
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WinMills Solid Carbide Endmills

Index

Appearance

A200 Series

for Graphite

-_| ;ﬁ;;;;;;yf’;;g,m EGSFC4 @3~012 DIA A140
NS | oluedweeleendd EGSCC4 23~012 DiA Al41
a0 g;%%;??;?ﬁf‘éaf;ype'“ EGSEC4, EGSLC4 | @4~@12 DIA A142
r——————— | O3 Mook Sauare Type - 27 EGSBC2, EGSRC2 | @0.5-06 biA A143
s 0 |Toeheesr EGBFC2, EGBSC2 | 0.1R~6R DIA Aldd
[ %"%%z;%k_?%g‘f;;ype'” EGBEC2, EGBLC2 | 2R~6R DIA A145
—_— %"%g&%?gggﬂgpe'ﬁ EGBBC2, EGBRC2  |0.25R~3R DIA Atds
-_| g%;%eé;‘;;’[“;;@:g EGCFC4, EGCSC4 | @3~@12 DIA A147
R ook ComerRadius Tpe 4T |eaeeca,EGCLed | 0a-012 oA A148
—— ;:m?gg%cgfgéRi%us Type - 2F EGCBC2, EGCRC2 | @1~@6 DIA Aldg
A100 Series  for Aluminium Alloy
= il L ENSFS2, ENSSS2 | 21~2520 A152
T %‘;%’;;;;yip;%gi .- ENSFS3,ENSSS3 | @2~220 A153
e v — %‘;;%;;‘ [_%gg?ge;ype-% ENSCS3 @3~220 A154
S - %‘;%f;;;gf‘g%g?‘?;ype'3F ENSSH3 24~016 A155
W‘TJ‘: :%i%;;;;f%rﬁag;z;jiegge-3F(forsidemil\ing) ENSSB3 B4-3520 A156
R et nishing Suare Type - 37 ENSSP3 26-16 At57
(O — %;;g;f;g‘f‘g%gm ENBFA2 ENBSA2  |0.5R~8R A158
WinMaster Series  Replaceable Endmills, up to HRC 60
{ = ;;g;?;%%nﬂsi%;Adamer (Anti-Vibration) SWSEA M5~M12 A163
i = g%;%;c;eiégénﬂs;;Adapter (Anti-Vibration) SWSEB M6~M12 Al64
(— ;;;t;c;;g;nﬁsg% Adapter (Anti-Vibration) SWTEA M5~M12 A165
Winstar A005
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WinMills Solid Carbide Endmills WINSTAR
H700 Series for Hardened steel, up to HRC 70
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O Ultra grain carbide rods with better abrasion resistance.

QO SICO coating with anti-high temperature & anti-oxidation.

O Large core diameter promotes its rigidity of the tool.

O Negative rake angle design is suitable for machining hardened material.

O Tough cutting edge and more flute bring extreme high milling speed and excellent finishing surface.

O We also provide NACO coating.

Winstar A007

CuttingTechnologies



WinMills Solid Carbide Endmills WINSTAR

H700 - High Helix Square Type - 6F / 8F IRHFEET) - 88 - 6/8 Y)

» SICO Nano coating provides a superior wear and heat resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65.
» Horsepower consumption will be decreased with greater shearing action.

« High Helix and 6 Flutes design gives a good finishing surface.

» The coating can change to TOP ARCO, the prices will differ.

EHSSS6 Order No. Dia. CL OAL Shank Flutes
EHSSSS EHSSS606000S 6 15 50 6 6
EHSSS608000S 8 20 60 8 6
EHSSS610000S 10 25 75 10 6
) (N EHSSS612000S 12 30 75 12 6
8 8 8 0 0 ¥ issseta000s 14 30 75 14 6

[e2)

L EHSSS816000S 16 40 100 16
EHSSS818000S 18 40 100 18

J d
V / EHSSS820000S 20 45 100 20
/| L1
¥

it

Cutting conditions (Zz#tIM2#%) : Table 001

d Tolerance
g=12 0~-0.02
a>12 0~-0.03

A008 Winstar




WinMills Solid Carbide Endmills

H700 - High Helix & Short Flute Square Type - 4F / 6F / 8F

M -

WINSTAIR

=S85 - 4/6/8 J)

» SICO Nano coating provides a superior wear and heat resistance.
« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65.
» Greater shearing action results in increased speeds and feeds and faster stock removal.

« Prevents clogging of the flutes.

» The coating can change to TOP ARCO, the prices will differ.

EHSPS4
EHSUS4
EHSUSG6
EHSUSS

] O 0O o
d
el

L2

-

[HRC
65
d Tolerance
g=12 0~-0.02
a>12 0~-0.03

Order No. LIz
EHSPS401000S 1
EHSPS402000S 2
EHSUS403000S 3
EHSUS404000S 4
EHSUS405000S 5
EHSUS606000S 6
EHSUS608000S 8
EHSUS610000S 10
EHSUS612000S 12
EHSUS816000S 16
EHSUS820000S 20

Winstar
CuttingTechnologies

CL

1.5
3.0
4.5
6.0
7.5
9.0
12.0
15.0
18.0
24.0
30.0

EFF-L

2.5

5.0

7.5
10.0
12.5
15.0
20.0
25.0
30.0
40.0
50.0

OAL

50
50
50
50
50
50
60
75
75
100
100

Shank Flutes

© 0 O O o o > b b~ b b

Cutting conditions (Z#tIHIZ28%) : Table 002

A009
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WinMills Solid Carbide Endmills WINSTAR

H700 - Low Helix & Short Flute Ball Nose Type - 2F RSB - EERER - 23]

» SICO Nano coating provides a superior wear and heat resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65.
 Due to short cutting length it provides an excellent surface roughness of the work pieces.
 Low helix design is suitable for hardened steel cutting.

» The coating can change to TOP ARCO, the prices will differ.

Radius Dia. CL EFF-L OAL Shank Flutes

EHBPSZ Order No.
EHBUS?2 EHBPS201000S  0.50R 1.0 1.0 2 50 4 2
EHBPS201500S  0.75R 1.5 15 3 50 4 2
EHBUS202000S  1.00R 2.0 2.0 4 50 6 2
P | (N EHBUS203000S  1.50R 3.0 3.0 6 50 6 2
9 & 8 0 0 EHBUS204000S  2.00R 4.0 4.0 8 50 6 2
EHBUS205000S  2.50R 5.0 5.0 10 50 6 2
EHBUS206000S  3.00R 6.0 6.0 12 50 6 2
EHBUS208000S  4.00R 8.0 8.0 16 60 8 2
EHBUS210000S  5.00R 100  10.0 20 75 10 2
EHBUS212000S  6.00R 120  12.0 24 75 12 2
EHBUS216000S  8.00R 160  16.0 32 100 16 2

5 U & &

UMG
N\ JlICHRC
15° 65

Cutting conditions (Z#tIHIZ28%) : Table 003

d R Tolerance
g=12 +0.01
a>12 +0.015

A010 Winstar




WinMills Solid Carbide Endmills WINSTAR

H700 - High Speed & High Feed Corner Radius Type - 4F IRMESH - SEREIR - 43

» SICO Nano coating provides a superior wear and heat resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65. ‘gf
* Non-Helix Design. g
« Cutting edges are very strong and wear resistant. 3
« For High speed and high feed cutting. )
2
Dia. RADIUS FU€ EFFL  OAL Shank Flutes |
Order No. Length

EHCUKA4 EHCUK40200506S 2 0.5R 1 6 50 6 4

EHCUK40300508S 3 0.5R 1.5 8 50 6 4

EHCUK40400512S 4 0.5R 2 12 60 6 4

9 m = EHCUK40400516S 4 0.5R 2 16 60 6 4

o 0O EHCUK40401012S 4 1R 2 12 60 6 4

EHCUK40401016S 4 1R 2 16 60 6 4

d EHCUK40600512S 6 0.5R 3 12 60 6 4

f—{ R

3 r :E* EHCUK40600515S 6 0.5R 8 15 60 6 4

/ .. EHCUK40601015S 6 1R 3 15 60 6 4

Lo EHCUK40601515S 6 1.5R 8 15 60 6 4

EHCUK40800520S 8 0.5R 4 20 60 8 4

EHCUK40801020S 8 1R 4 20 60 8 4

- EHCUK41000525S 10 0.5R 5 25 75 10 4

EHCUK41001025S 10 1R 5 25 75 10 4

L EHCUK41201030S 12 1R 6.0 30 75 12 4

EHCUK41202030S 12 2R 6.0 30 75 12 4

D

wif GRS

EEED
=
0° 65

Cutting conditions (Z#tIHIZ28K) : Table 004

d R Tolerance
g =12 0~-0.02
@>12 0~-0.03

R +0.015

Winstar AO11




WinMills Solid Carbide Endmills WINSTAR

H700 - Straight Short Flute Corner Radius Type - 4F RMESH) - 5REIE - 47

» SICO Nano coating provides a superior wear and heat resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65.
* Non-Helix Design.

« Cutting edges are very strong and wear resistant.

» The coating can change to TOP ARCO, the prices will differ.

Dia. Corner ¢ EFF.L  OAL Shank Flutes

EHCPS4 Order No. Radius
EHCUS4 EHCPS401002S 1 0.20R 1 25 50 4 4
EHCPS402002S 2 0.25R 2 6.5 50 4 4
EHCUS403005S 3 0.50R 3 75 50 6 4
(7] m EHCUS404005S 4 050R 4 10.0 50 6 4
8 & & 0 0§ EHCUS404010S 4 1.00R 4 10.0 50 6 4
EHCUS405010S 5 1.00R 5 12.5 50 6 4
J.L.LLR EHCUS406010S 6 1.00R 6 15.0 50 6 4
Tarit T EHCUS406015S 6 1.50R 6 15.0 50 6 4
! E1 EHCUS408010S 8 1.00R 8 20.0 60 8 4
: L2 EHCUS408015S 8 150R 8 20.0 60 8 4
EHCUS408020S 8 2.00R 8 20.0 60 8 4
EHCUS410010S 10  1.00R 10 25.0 75 10 4
— EHCUS410020S 10  200R 10 25.0 75 10 4
! EHCUS412010S 12 1.00R 12 30.0 75 12 4
- EHCUS412020S 12 200R 12 30.0 75 12 4
EHCUS412030S 12 3.00R 12 30.0 75 12 4

|

Il

D

wif GRS

EESD
=
0° 65

Cutting conditions (Z#tIHIZ28X) : Table 005

d R Tolerance
g =12 0~-0.02
@>12 0~-0.03

R +0.015

A012 Winstar
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WinMills Solid Carbide Endmills WINSTAR

H680 Series for Hardened steel, up to HRC 65 (High Precision Cutting)

(2]
=X
=
)
I

=

=2
o
@

m
>

o
3
@

O Ultra grain carbide rods with better abrasion resistance.
O Use SICO-TH coating with anti-high temperature & anti-oxidation.
O Special geometry design, suitable for high hardened working materials.

O Comparable to Europe, America, Japan’s tolerance with high precision and high performance on
Finishing working situation.

O Long Tool life tools reduce tool costs and working cost effectively.

High Precision
High Speed  Hligh Hardened

Winstar A013
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WinMills Solid Carbide Endmills WINSTAR

H680 - High Precision Square Type - 4F IR0 - REER - 45)

» SICO-TH Nano coating provides a superior wear and heat resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65.
« Ultra grain carbide rods with better abrasion resistance.

 Special geometry design, suitable for high hardened working materials.

EH S FE 4 Order No. Dia. CL OAL Shank Flutes
EHSSF4 EHSFF401000S 1.0 3 50 4 4
EHSFF401500S 15 4 50 4 4
EHSFF402000S 2.0 5 50 4 4
(7] m EHSFF4025008 25 6 50 4 4
8 & & 0 0§ EHSSF403000S 3.0 8 50 6 4
EHSSF404000S 4.0 10 50 6 4
EHSSF405000S 5.0 13 50 6 4
EHSSF406000S 6.0 15 50 6 4
EHSSF408000S 8.0 20 60 8 4
EHSSF410000S 10.0 25 75 10 4
EHSSF412000S 12.0 30 75 12 4

e

& &

L
B
45° 65

% &

Cutting conditions (Z#tIHIZ28K) : Table 006

Tolerance
J=6 +0 ~ -0.01
g=8 +0 ~-0.02
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WinMills Solid Carbide Endmills WINSTAR

H680 - High Precision Long Shank Square Type - 4F ML - BB - 43D

» SICO-TH Nano coating provides a superior wear and heat resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65. ‘gf
« Ultra grain carbide rods with better abrasion resistance. g
 Special geometry design, suitable for high hardened working materials. g
&
m
2
3
E H S L F 4 Order No. Dia. CL OAL Shank Flutes @
EHSNF4 EHSLF404000S 4.0 10 75 6 4
EHSMF4 EHSLF406000S 6.0 15 75 6 4
EHSNF406000S 6.0 15 100 6 4
? - m = EHSMF408000S 8.0 20 75 8 4
0o EHSLF408000S 8.0 20 100 8 4
EHSLF410000S 10.0 25 100 10 4
EHSLF412000S 12.0 30 100 12 4

_ ~—=

=

D

& &

L
B
45° 65

% &

Cutting conditions (Z#tIHIZ28K) : Table 006

Tolerance
J=6 +0 ~-0.02
g=8 +0 ~-0.03

Winstar A015



WinMills Solid Carbide Endmills WINSTAR

H680 - High Precision Ball Nose Type - 2F IRHAIKELEE ) - IRER - 2 5)

» SICO-TH Nano coating provides a superior wear and heat resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65.

« Ultra grain carbide rods with better abrasion resistance.

* R tolerance +5um with high precision and high performance on Finishing working situation.
« Special geometry design, suitable for high hardened working materials.

E H B F F 2 Order No. Radius Dia. CL OAL Shank Flutes
EHBSF2 EHBFF201000S  0.5R 1.0 2 50 4 2
EHBFF202000S 1.0R 2.0 4 50 4 2
EHBFF204000S  2.0R 4.0 8 50 4 2
G m EHBSF203000S  1.5R 3.0 6 50 6 2
9 & 8 0 0 EHBSF204000S  2.0R 4.0 8 50 6 2
EHBSF206000S  3.0R 6.0 12 50 6 2
/ R EHBSF208000S  4.0R 8.0 16 60 8 2
T re ..ﬁri EHBSF210000S 5.0R 10.0 20 75 10 2
! EHBSF212000S  6.0R 12.0 24 75 12 2

5 U & &

ST
NNN (G
30° 65

Cutting conditions (Z#tIHIZ28%) : Table 007

R Tolerance
= R3 +0.005
= R4 +0.007
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WinMills Solid Carbide Endmills WINSTAR

H680 - High Precision Long Shank Ball Nose Type - 2F IREIK AR ) - RMRTEL - 23]

» SICO-TH Nano coating provides a superior wear and heat resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65. ‘gf
« Ultra grain carbide rods with better abrasion resistance. g
* R tolerance +5um with high precision and high performance on Finishing working situation. g
» Special geometry design, suitable for high hardened working materials. )
E H B L F 2 Order No. Radius Dia. CL OAL Shank Flutes &
EHBNF2 EHBLF204000S 2R 4.0 8 75 6 2
EHBMF2 EHBLF206000S 3R 6.0 12 75 6 2
EHBNF206000S 3R 6.0 12 100 6 2
G m EHBMF208000S 4R 8.0 16 75 8 2
9 & 8 0 0 EHBLF208000S 4R 8.0 16 100 8 2
EHBLF210000S 5R 10.0 20 100 10 2
EHBLF212000S 6R 12.0 24 100 12 2

a
£ ’:37
i L1

5 U & &

ST
NNN (G
30° 65

Cutting conditions (Z#tIHIZ28%) : Table 007

R Tolerance
= R3 +0.007
= R4 +0.007
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WinMills Solid Carbide Endmills WINSTAR

H680 - High Precision Short Flute Ball Nose Type - 2F IRk AR ) - :8)R - 23]

» SICO-TH Nano coating provides a superior wear and heat resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65.

« Ultra grain carbide rods with better abrasion resistance.

* R tolerance +5um with high precision and high performance on Finishing working situation.
« Special geometry design, suitable for high hardened working materials.

Radius Dia. CL EFF-L OAL Shank Flutes

EHBPF2 Order No.
EHBUF2 EHBPF201000S  05R 1.0 1 2 50 4 2
EHBPF202000S  1.0R 20 2 4 50 4 2
EHBPF204000S  2.0R 4.0 4 8 50 6 2
P | (N EHBUF203000S  15R 3.0 3 6 50 6 2
9 & 8 0 0 EHBUF204000S  2.0R 4.0 4 8 50 6 2
EHBUF206000S  3.0R 6.0 6 12 50 6 2
EHBUF208000S  4.0R 8.0 8 16 60 8 2
EHBUF210000S  50R  10.0 10 20 75 10 2
EHBUF212000S  6.0R  12.0 12 24 75 12 2

T

5 U & &

ST
NNN (G
30° 65

Cutting conditions (Z#tIHIZ28%) : Table 007

R Tolerance
= R3 +0.005
= R4 +0.007
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WinMills Solid Carbide Endmills WINSTAR

H680 - High Precision Corner Radius Type - 4F IRMES) - =R - 45)

» SICO-TH Nano coating provides a superior wear and heat resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65. ‘gf
« Ultra grain carbide rods with better abrasion resistance. g
 Special geometry design, suitable for high hardened working materials. &é’
&
m
2
Dia.  COMer o OAL  Shank Flues |
Order No. : Radius

EHCSF4 EHCSF403005S 3.0 0.5R 6 50 6 4

EHCSF404005S 4.0 0.5R 8 50 6 4

EHCSF404005S 4.0 0.5R 8 50 6 4

9 o m = EHCSF406005S 6.0 0.5R 12 50 6 4

0o EHCSF406010S 6.0 1R 12 50 6 4

EHCSF408005S 8.0 0.5R 16 60 8 4

M R EHCSF408010S 8.0 1R 16 60 8 4

EHCSF410005S 10.0 0.5R 20 75 10 4

EHCSF410010S 10.0 1R 20 75 10 4

L1 EHCSF412005S 12.0 0.5R 24 75 12 4

EHCSF412010S 12.0 1R 24 75 12 4

{10

wif GRS

N\ JlCEEC
30° 65
Cutting conditions (Z#tIHIZ28K) : Table 006
R Tolerance
J=6 +0~-0.01
g=8 +0 ~-0.02
+0.01
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WinMills Solid Carbide Endmills WINSTAR

H680 - High Precision Long Shank Corner Radius Type - 4F IRMES] - RIWEL - 43

» SICO-TH Nano coating provides a superior wear and heat resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65.
« Ultra grain carbide rods with better abrasion resistance.

 Special geometry design, suitable for high hardened working materials.

Dia. Corner ¢ OAL Shank Flutes

E H C L F 4 Order No. Radius
EHCNF4 EHCLF404005S 4 0.5R 8 75 6 4
EHCMF4 EHCLF406005S 6 0.5R 12 75 6 4
EHCNF406005S 6 0.5R 12 100 6 4
G m EHCMF408005S 8 0.5R 16 75 8 4
8 & & 0 0§ EHCLF408005S 8 0.5R 16 100 8 4
EHCLF410005S 10 0.5R 20 100 10 4
EHCLF412005S 12 0.5R 24 100 12 4

Y~

—]

D

& &

BE=O
DAY  (IGT
30° 65

) &

Cutting conditions (Z#tIHIZ28K) : Table 006

R Tolerance
=6 +0 ~-0.02
=8 +0 ~-0.03

+0.015

A020 Winstar




I/I/lanIIs Solid Carbide Endmills

%@-ﬂ

O Ultra grain carbide rods with better abrasion resistance.

SllWpU3 8pIgLeD PIOS

O SICO coating with anti-high temperature & anti-oxidation.

O ARCO coating shows good performance in coolant machining.

O Large core diameter promote its rigidity of the tool.

O Negative rake angle design is suitable for machining hardened material.

O Long tool-life and good performance in hardened steel material.

Winstar A021
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WinMills Solid Carbide Endmills WINSTAR

H650 - Square Type - 2F IR EED - REER - 23]

» ARCO coating provides a superior wear resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65.
* UMG Carbide with Incredible toughness and wear resistance at hi speeds.

» Negative angle design with stronger cutting edge.

» The coating can change to SICO, the prices will differ.

EHSFA2 Order No. Dia. CL OAL Shank Flutes
EHSSA2 EHSFA201000A 1 3 50 4 2
EHSFA202000A 2 5 50 4 2
EHSFA203000A 3 8 50 4 2
) (N EHSFA204000A 4 10 50 4 2
4 8 &8 0 0 F EHSSA203000A 3 8 50 6 2
EHSSA204000A 4 10 50 6 2
EHSSA205000A 5 13 50 6 2
EHSSA206000A 6 15 50 6 2
EHSSA208000A 8 20 60 8 2
EHSSA210000A 10 25 75 10 2
EHSSA212000A 12 30 75 12 2
EHSSA216000A 16 35 100 16 2
EHSSA220000A 20 45 100 20 2

B

D

wifl GIRCIRS)

ELL
=
30° 65

Cutting conditions (Z#tIHIZ28%) : Table 008

d Tolerance
g=12 0~-0.02
a>12 0~-0.03

A022 Winstar




WinMills Solid Carbide Endmills WINSTAR

H650 - Square Type - 4F IR EED - REER - 4 3)

» ARCO coating provides a superior wear resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65. ‘gf
 High helix angle on side milling with good surface and long tool life. g
» UMG Carbide with Incredible toughness and wear resistance at hi speeds. &é’
» The coating can change to SICO, the prices will differ. )
EHSEA4 Order No. Dia. CL OAL Shank Flutes &

EHSSA4 EHSFA401000A 1 3 50 4 4

EHSFA402000A 2 ) 50 4 4

EHSFA403000A 3 8 50 4 4

G m EHSFA404000A 4 10 50 4 4

9 & 8 0 0 EHSSA403000A 3 8 50 6 4

EHSSA404000A 4 10 50 6 4

EHSSA405000A 5 13 50 6 4

EHSSA406000A 6 15 50 6 4

EHSSA408000A 8 20 60 8 4

EHSSA410000A 10 25 75 10 4

EHSSA412000A 12 30 75 12 4

EHSSA416000A 16 35 100 16 4

EHSSA420000A 20 45 100 20 4

B

D

wifl GRSy

CELL
=
30° 65

Cutting conditions (Z#tIHIZ28%) : Table 009

d Tolerance
g=12 0~-0.02
a>12 0~-0.03
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WinMills Solid Carbide Endmills WINSTAR

H650 - High Helix Square Type - 4F IRMFE - S8 - 43)

» ARCO coating provides a superior wear resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65.
+ UMG Carbide with Incredible toughness and wear resistance at hi speeds.

» Good surface and long tool life.

» The coating can change to SICO, the prices will differ.

EH S EH 4 Order No. Dia. CL OAL Shank Flutes
EHSSH4 EHSFH401000A 1.0 3 50 4 4
EHSFH401500A 15 4 50 4 4
EHSFH402000A 2.0 5 50 4 4
(7] (N EHSFH402500A 25 6 50 4 4
8 & & 0 0§ EHSFH403000A 3.0 8 50 4 4
EHSFH404000A 4.0 10 50 4 4
EHSSH404000A 4.0 10 50 6 4
EHSSH405000A 5.0 13 50 6 4
EHSSH406000A 6.0 15 50 6 4
EHSSH408000A 8.0 20 60 8 4
EHSSH410000A 10.0 25 75 10 4
EHSSH412000A 12.0 30 75 12 4
EHSSH416000A 16.0 35 100 16 4
EHSSH420000A 20.0 45 100 20 4

B —

D

wifl GRS

CELL
=
45° 65

Cutting conditions (Z#tIHIZ28%) : Table 010

d Tolerance
g=12 0~-0.02
a>12 0~-0.03
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WinMills Solid Carbide Endmills WINSTAR

H650 - High Helix & Long Shank Square Type - 4F IR - SERME - 47)

» ARCO coating provides a superior wear resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65. ‘gf
* UMG Carbide with Incredible toughness and wear resistance at hi speeds. g
» Good surface and long tool life. g
» The coating can change to SICO, the prices will differ. )
EHSLH4 Order No. Dia. CL OAL Shank Flutes &

EHSMH4 EHSEH403000A 3.0 8 75 4 4

EHSNH4 EHSKH403000A 3.0 8 100 4 4

EHSJH404000A 4.0 10 60 4 4

G m EHSEH404000A 4.0 10 75 4 4

9 & 8 0 0 EHSKH404000A 4.0 10 100 4 4

EHSMH406000A 6.0 15 60 6 4

EHSLH406000A 6.0 15 75 6 4

EHSNH406000A 6.0 15 100 6 4

EHSMH408000A 8.0 20 75 8 4

EHSLH408000A 8.0 20 100 8 4

EHSNH408000A 8.0 20 150 8 4

EHSLH410000A 10.0 25 100 10 4

EHSNH410000A 10.0 25 150 10 4

EHSLH412000A 12.0 30 100 12 4

L EHSNH412000A 12.0 30 150 12 4

EHSLH416000A 16.0 35 150 16 4

EHSLH420000A 20.0 45 150 20 4

i
D

wifl GRS

45°

Cutting conditions (Z#tIHIZ28%) : Table 011

d Tolerance
g=12 0~-0.02
a>12 0~-0.03
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WinMills Solid Carbide Endmills WINSTAR

H650 - Long Neck Square Type - 2F Rt - REREL - 230

» ARCO coating provides a superior wear resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65.
» Long neck design is suitable for Rib cutting.

» The coating can change to SICO, the prices will differ.

E H S B C 2 Order No. Dia. CL EFF-L OAL Shank Flutes
EHSRC2 EHSBC200201A 0.2 0.3 1 50 4 2
EHSBC200202A 0.2 03 2 50 4 2
EHSBC200301A 03 04 1 50 4 2
(7] (N EHSBC200302A 0.3 04 2 50 4 2
8 & & 0 0§ EHSBC200303A 0.3 04 3 50 4 2
) EHSBC200304A 0.3 04 4 50 4 2
= EHSBC200305A 0.3 04 5 50 4 2
EHSBC200401A 0.4 05 1 50 4 2
EHSBC200402A 0.4 05 2 50 4 2
EHSBC200403A 0.4 05 3 50 4 2
EHSBC200404A 0.4 05 4 50 4 2
EHSBC200405A 0.4 05 5 50 4 2
EHSBC200406A 0.4 05 6 50 4 2
EHSBC200408A 0.4 05 8 50 4 2
L | EHSBC200410A 0.4 05 10 50 4 2
EHSBC200502A 05 06 2 50 4 2
EHSBC200503A 05 06 3 50 4 2
EHSBC200504A 05 06 4 50 4 2
EHSBC200505A 0.5 06 5 50 4 2
EHSBC200506A 0.5 06 6 50 4 2
) EHSBC200508A 0.5 06 8 50 4 2
= EHSBC200510A 05 06 10 50 4 2
D EHSBC200512A 0.5 06 12 50 4 2
EHSBC200514A 05 06 14 50 4 2

wifl GRS

ELL
=
30° 65

d Tolerance
0] 0~-0.02

Cutting conditions (Z&tIM2#%) : Table 012 ~ 014
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WinMills Solid Carbide Endmills WINSTAR

H650 - Long Neck Square Type - 2F Rt - REREL - 230

» ARCO coating provides a superior wear resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65. ‘gf
» Long neck design is suitable for Rib cutting. g
» The coating can change to SICO, the prices will differ. g
g
(0]
2
E H S B C 2 Order No. Dia. CL EFF-L OAL Shank Flutes %
EHSRC2 EHSBC200602A 0.6 0.7 2 50 4 2
EHSBC200603A 0.6 0.7 3 50 4 2
EHSBC200604A 0.6 0.7 4 50 4 2
E m EHSBC200605A 0.6 0.7 ) 50 4 2
9 & 8 0 0 EHSBC200606A 0.6 0.7 6 50 4 2
EHSBC200608A 0.6 0.7 8 50 4 2
Hd‘k EHSBC200610A 0.6 0.7 10 50 4 2
EHSBC200612A 0.6 0.7 12 50 4 2
EHSBC200614A 0.6 0.7 14 50 4 2
EHSBC200616A 0.6 0.7 16 50 4 2
EHSBC200702A 0.7 0.8 2 50 4 2
EHSBC200704A 0.7 0.8 4 50 4 2
EHSBC200706A 0.7 0.8 6 50 4 2
EHSBC200708A 0.7 0.8 8 50 4 2
L 150 EHSBC200710A 0.7 0.8 10 50 4 2
EHSBC200712A 0.7 0.8 12 50 4 2
EHSBC200802A 0.8 1.0 2 50 4 2
EHSBC200804A 0.8 1.0 4 50 4 2
EHSBC200806A 0.8 1.0 6 50 4 2
EHSBC200808A 0.8 1.0 8 50 4 2
EHSBC200810A 0.8 1.0 10 50 4 2
J—F—;{ EHSBC200812A 0.8 1.0 12 50 4 2
D EHSBC200814A 0.8 1.0 14 50 4 2
EHSBC200906A 0.9 1.1 6 50 4 2
“ ‘@‘ ‘ ‘@‘ EHSBC200908A 0.9 14 8 50 4 2
EHSBC200910A 0.9 1.1 10 50 4 2

ELL
=
30° 65

d Tolerance
0] 0~-0.02

Cutting conditions (Z&tIM2#%) : Table 012 ~ 014
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WinMills Solid Carbide Endmills WINSTAR

H650 - Long Neck Square Type - 2F Rt - REREL - 230

» ARCO coating provides a superior wear resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65.
» Long neck design is suitable for Rib cutting.

» The coating can change to SICO, the prices will differ.

E H S B C 2 Order No. Dia. CL EFF-L OAL Shank Flutes
EHSRC2 EHSBC201002A 1.0 12 2 50 4 2
EHSBC201003A 1.0 1.2 3 50 4 2
EHSBC201004A 1.0 1.2 4 50 4 2
(7] (N EHSBC201005A 1.0 1.2 5 50 4 2
8 & & 0 0§ EHSBC201006A 1.0 1.2 6 50 4 2
EHSBC201008A 1.0 12 8 50 4 2
Hd‘k EHSBC201010A 1.0 1.2 10 50 4 2
EHSBC201012A 1.0 1.2 12 50 4 2
EHSBC201014A 1.0 1.2 14 50 4 2
EHSBC201016A 1.0 1.2 16 50 4 2
EHSBC201018A 1.0 1.2 18 50 4 2
EHSBC201020A 1.0 1.2 20 50 4 2
EHSBC201204A 1.2 15 4 50 4 2
EHSBC201206A 1.2 15 6 50 4 2
L 150 EHSBC201208A 1.2 15 8 50 4 2
EHSBC201210A 1.2 15 10 50 4 2
EHSBC201212A 1.2 15 12 50 4 2
EHSBC201216A 1.2 15 16 50 4 2
EHSBC201220A 1.2 15 20 50 4 2
EHSBC201406A 1.4 1.8 6 50 4 2
EHSBC201408A 1.4 1.8 8 50 4 2
JH EHSBC201410A 1.4 1.8 10 50 4 2
D EHSBC201414A 1.4 1.8 14 50 4 2
EHSBC201416A 1.4 1.8 16 50 4 2
4 2

‘ ‘@‘ EHSBC201420A 1.4 1.8 20 50

& &

ELL
=
30° 65

d Tolerance
0] 0~-0.02

Cutting conditions (Z&tIM2#%) : Table 012 ~ 014
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WinMills Solid Carbide Endmills WINSTAR

H650 - Long Neck Square Type - 2F Rt - REREL - 230

» ARCO coating provides a superior wear resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65. ‘gf
» Long neck design is suitable for Rib cutting. g
» The coating can change to SICO, the prices will differ. g
g
(0]
2
E H S B C 2 Order No. Dia. CL EFF-L OAL Shank Flutes %
EHSRC2 EHSBC201504A 15 1.8 4 50 4 2
EHSBC201506A 1.5 1.8 6 50 4 2
EHSBC201508A 1.5 1.8 8 50 4 2
E m EHSBC201510A 1.5 1.8 10 50 4 2
9 & 8 0 0 EHSBC201512A 1.5 1.8 12 50 4 2
EHSBC201514A 1.5 1.8 14 50 4 2
Hd‘k EHSBC201516A 1.5 1.8 16 50 4 2
EHSBC201518A 1.5 1.8 18 50 4 2
EHSBC201520A 1.5 1.8 20 50 4 2
EHSBC201610A 1.6 1.9 10 50 4 2
EHSBC201614A 1.6 1.9 14 50 4 2
EHSBC201618A 1.6 1.9 18 50 4 2
EHSBC201810A 1.8 2.0 10 50 4 2
EHSBC201814A 1.8 2.0 14 50 4 2
L 150 EHSBC201818A 1.8 2.0 18 50 4 2
EHSBC202004A 2.0 25 4 50 4 2
EHSBC202006A 2.0 25 6 50 4 2
EHSBC202008A 2.0 25 8 50 4 2
EHSBC202010A 2.0 25 10 50 4 2
EHSBC202012A 2.0 25 12 50 4 2
EHSBC202014A 2.0 25 14 50 4 2
JW EHSBC202016A 2.0 2.5 16 50 4 2
D EHSBC202018A 2.0 25 18 50 4 2
EHSBC202020A 2.0 25 20 50 4 2
“ ‘@‘ ‘ ‘@‘ EHSBC202022A 2.0 25 22 60 4 2
EHSBC202025A 2.0 25 25 60 4 2
4 2
4 2

pa =

EHSBC202030A 2.0 2.5 30 60
EHSBC202035A 2.0 2.5 35 60
[HRC

w
(=]

o
[e2]

Cutting conditions (Z&tIM2#%) : Table 012 ~ 014

d Tolerance
0~-0.02
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WinMills Solid Carbide Endmills WINSTAR

H650 - Long Neck Square Type - 2F Rt - REREL - 230

» ARCO coating provides a superior wear resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65.
» Long neck design is suitable for Rib cutting.

» The coating can change to SICO, the prices will differ.

EHSBC2 St e Dia. CL EFF-L OAL Shank Flutes
EHSRC2 EHSBC202508A 2.5 3.0 8 50 4 2
EHSBC202510A 25 3.0 10 50 4 2
EHSBC202512A 25 3.0 12 50 4 2
(7] (N EHSBC202516A 2.5 3.0 16 50 4 2
8 & & 0 0§ EHSBC202520A 25 3.0 20 50 4 2
EHSBC202525A 25 3.0 25 60 4 2
Hd‘k EHSBC202530A 25 3.0 30 60 4 2
EHSBC202535A 25 3.0 35 60 4 2
EHSRC203006A 3.0 35 6 50 6 2
EHSRC203010A 3.0 35 10 50 6 2
EHSRC203012A 3.0 35 12 50 6 2
EHSRC203016A 3.0 35 16 50 6 2
EHSRC203020A 3.0 35 20 60 6 2
EHSRC203025A 3.0 35 25 60 6 2
L 150 EHSRC203030A 3.0 35 30 60 6 2
EHSRC203035A 3.0 35 35 75 6 2
EHSRC204008A 4.0 45 8 50 6 2
EHSRC204010A 4.0 45 10 50 6 2
EHSRC204012A 4.0 45 12 50 6 2
EHSRC204016A 4.0 45 16 50 6 2
EHSRC204020A 4.0 45 20 60 6 2
JH EHSRC204025A 4.0 45 25 60 6 2
D EHSRC204030A 4.0 45 30 60 6 2
EHSRC204035A 4.0 45 35 75 6 2
“ ‘@‘ ‘ ‘@‘ EHSRC205016A 5.0 7.0 16 50 6 2
EHSRC205020A 5.0 7.0 20 60 6 2
6 2
6 2
6 2

UMG EHSRC205035A 5.0 7.0 35 75
0.4um

Cutting conditions (Z&tIM2#%) : Table 012 ~ 014

pa =

EHSRC205025A 5.0 7.0 25 60
EHSRC205030A 5.0 7.0 30 60
[HRC

w
(=]

o
[e2]

d Tolerance
0~-0.02
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WinMills Solid Carbide Endmills WINSTAR

H650 - Long Neck Square Type - 2F Rt - REREL - 230

» ARCO coating provides a superior wear resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65. ‘gf
» Long neck design is suitable for Rib cutting. g
» The coating can change to SICO, the prices will differ. g
&
m
2
3
E H S B C 2 Order No. Dia. CL EFF-L OAL Shank Flutes 2
EHSRC2 EHSRC206020A 6.0 10.0 20 60 6 2
EHSRC206030A 6.0 10.0 30 75 6 2
EHSRC208020A 8.0 15.0 20 60 8 2
? - m = EHSRC208030A 8.0 15.0 30 75 8 2
0o EHSRC208040A 8.0 15.0 40 100 8 2
EHSRC210025A 10.0 20.0 25 75 10 2
EHSRC210035A 10.0 20.0 35 75 10 2
EHSRC210045A 10.0 20.0 45 100 10 2
EHSRC212030A 12.0 25.0 30 75 12 2
EHSRC212040A 12.0 25.0 40 100 12 2
EHSRC212050A 12.0 25.0 50 100 12 2

| 15°

Yy A

e

D

& &
ELL

d Tolerance
0] 0~-0.02

% &

Cutting conditions (Z&tIM2#%) : Table 012 ~ 014
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WinMills Solid Carbide Endmills WINSTAR

H650 - Long Neck Square Type - 4F Rt - RIREL - 43D

» ARCO coating provides a superior wear resistance.

» Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65.
» Long neck design is suitable for Rib cutting.

» The coating can change to SICO, the prices will differ.

E H S B C 4 Order No. Dia. CL EFF-L OAL Shank Flutes
EHSRC4 EHSBC401003A 1.0 1.0 3 50 4 4
EHSBC401004A 1.0 1.0 4 50 4 4
EHSBC401006A 1.0 1.0 6 50 4 4
P | (N EHSBC401008A 1.0 1.0 8 50 4 4
9 & 8 0 0 EHSBC401010A 1.0 1.0 10 50 4 4
EHSBC401012A 1.0 1.0 12 50 4 4
EHSBC401016A 1.0 1.0 16 50 4 4
EHSBC401020A 1.0 1.0 20 50 4 4
EHSBC401025A 1.0 1.0 25 60 4 4
EHSRC401004A 1.0 1.0 4 50 6 4
EHSRC401006A 1.0 1.0 6 50 6 4
EHSRC401008A 1.0 1.0 8 50 6 4
EHSRC401010A 1.0 1.0 10 50 6 4
EHSRC401012A 1.0 1.0 12 50 6 4
15 EHSBC401506A 15 1.5 6 50 4 4
EHSBC401508A 15 15 8 50 4 4
EHSBC401510A 15 1.5 10 50 4 4
EHSBC401512A 15 1.5 12 50 4 4
EHSBC401516A 15 1.5 16 50 4 4
EHSBC401520A 1.5 1.5 20 50 4 4
EHSBC401525A 1.5 1.5 25 60 4 4
JH EHSRC401506A 15 15 6 50 6 4
D EHSRC401508A 1.5 1.5 8 50 6 4
EHSRC401510A 1.5 15 10 50 6 4
“ ‘@‘ ‘ ‘@‘ EHSRCA401512A 1.5 15 12 50 6 4

AE =
1@ =

w
(=]

o
[e2]

Cutting conditions (Z#tIHIZ28X) : Table 015

d Tolerance
0~-0.02
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WinMills Solid Carbide Endmills WINSTAR

H650 - Long Neck Square Type - 4F Rt - RIREL - 43D

» ARCO coating provides a superior wear resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65. ‘gf
» Long neck design is suitable for Rib cutting. g
» The coating can change to SICO, the prices will differ. g
g
(0]
2
E H S B C 4 Order No. Dia. CL EFF-L OAL Shank Flutes %
EHSRC4 EHSBC402006A 2.0 2.0 6 50 4 4
EHSBC402008A 2.0 2.0 8 50 4 4
EHSBC402010A 2.0 2.0 10 50 4 4
E m EHSBC402012A 2.0 2.0 12 50 4 4
9 & 8 0 0 EHSBC402016A 2.0 2.0 16 50 4 4
EHSBC402020A 2.0 2.0 20 50 4 4
EHSBC402025A 2.0 2.0 25 60 4 4
EHSBC402030A 2.0 2.0 30 60 4 4
EHSRC402006A 2.0 2.0 6 50 6 4
EHSRC402008A 2.0 2.0 8 50 6 4
EHSRC402010A 2.0 20 10 50 6 4
EHSRC402016A 2.0 20 16 50 6 4
EHSBC402510A 25 25 10 50 4 4
EHSBC402512A 25 25 12 50 4 4
150 EHSBC402516A 25 25 16 50 4 4
EHSBC402520A 25 25 20 50 4 4
EHSBC402525A 25 25 25 60 4 4
EHSBC402530A 25 25 30 60 4 4
EHSRC402506A 25 25 6 50 6 4
EHSRC402510A 25 25 10 50 6 4
B EHSRC403010A 3.0 3.0 10 50 6 4
H EHSRC403012A 3.0 3.0 12 50 6 4
D EHSRC403016A 3.0 3.0 16 50 6 4
EHSRC403020A 3.0 3.0 20 60 6 4
“ ‘@‘ ‘ ‘@‘ EHSRC403025A 3.0 3.0 25 60 6 4
EHSRC403030A 3.0 3.0 30 60 6 4
6 4

AE =

EHSRC403035A 3.0 3.0 35 75
[HRC

w
(=]

o
[e2]

Cutting conditions (Z#tIHIZ28X) : Table 015

d Tolerance
0~-0.02
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WinMills Solid Carbide Endmills WINSTAR

H650 - Long Neck Square Type - 4F Rt - RIREL - 43D

» ARCO coating provides a superior wear resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65.
» Long neck design is suitable for Rib cutting.

» The coating can change to SICO, the prices will differ.

E H S B C 4 Order No. Dia. CL EFF-L OAL Shank Flutes
EHSRC4 EHSRC404010A 4.0 4.0 10 50 6 4
EHSRC404012A 4.0 40 12 50 6 4
EHSRC404016A 4.0 40 16 50 6 4
(7] (N EHSRC404020A 4.0 40 20 60 6 4
8 8 8 0 0 ¥ icrcaosa 40 4.0 25 60 6 4
EHSRC404030A 4.0 4.0 30 60 6 4
EHSRC405016A 5.0 5.0 16 50 6 4
EHSRC405020A 5.0 5.0 20 60 6 4
EHSRC405025A 5.0 5.0 25 60 6 4
EHSRC405030A 5.0 5.0 30 60 6 4
EHSRC406020A 6.0 6.0 20 60 6 4
EHSRC406030A 6.0 6.0 30 75 6 4
EHSRC408020A 8.0 15.0 20 60 8 4
EHSRC408030A 8.0 15.0 30 75 8 4
150 EHSRC408040A 8.0 15.0 40 100 8 4
EHSRC410025A  10.0 20.0 25 75 10 4
EHSRC410035A  10.0 20.0 35 100 10 4
EHSRC410045A  10.0 20.0 45 100 10 4
EHSRC412030A 12,0 25.0 30 75 12 4
EHSRC412040A 120 25.0 40 100 12 4
) EHSRC412050A  12.0 25.0 50 100 12 4

b
=

AE =
1@ =

w
(=]

o
[e2]

Cutting conditions (Z#tIHIZ28X) : Table 015

d Tolerance
0~-0.02
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WinMills Solid Carbide Endmills WINSTAR

H650 - Ball Nose Type - 2F IRHIK AR ) - IR - 2 5)

» ARCO coating provides a superior wear resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65. ‘gf
 Due to short cutting length provides an excellent face milling surface roughness of the work pieces. g
» New tool geometry increases wear resistance and cutting force is decreased. &é’
» The coating can change to SICO, the prices will differ. )
E H B F H 2 Order No. Radius Dia. CL OAL Shank Flutes &

EHBSH2 EHBFH201000A  0.50R 1.0 2 50 4 2

EHBFH201500A 0.75R 1.5 3 50 4 2

EHBFH202000A 1.00R 2.0 4 50 4 2

G m EHBFH203000A 1.50R 3.0 6 50 4 2

9 & 8 0 0 EHBFH204000A 2.00R 4.0 8 50 4 2

EHBSH205000A 2.50R 5.0 10 50 6 2

EHBSH206000A 3.00R 6.0 12 50 6 2

EHBSH208000A 4.00R 8.0 16 60 8 2

EHBSH210000A 5.00R 10.0 20 75 10 2

EHBSH212000A 6.00R 12.0 24 75 12 2

EHBSH216000A 8.00R 16.0 32 100 16 2

5 U & &

UMG
NNY  [GEE
30 65

Cutting conditions (Z#tIHIZ28X) : Table 016

d R Tolerance
g=12 +0.01
a>12 +0.015

Winstar A035



WinMills Solid Carbide Endmills WINSTAR

H650 - Long Shank Ball Nose Type - 2F IREIK AR ) - RMRTEL - 23]

» ARCO coating provides a superior wear resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65.

 Due to short cutting length provides an excellent face milling surface roughness of the work pieces.
» New tool geometry increases wear resistance and cutting force is decreased.

» The coating can change to SICO, the prices will differ.

E H B L H 2 Order No. Radius Dia. CL OAL Shank Flutes
EHBMH2 EHBEH202000A 1R 2.0 4 75 4 2
EHBNH2 EHBEH203000A  1.5R 3.0 6 75 4 2
EHBKH203000A  1.5R 4.0 6 100 4 2
G m EHBJH204000A 2R 4.0 8 60 4 2
9 & 8 0 0 EHBEH204000A 2R 4.0 8 75 4 2
EHBKH204000A 2R 4.0 8 100 4 2
/ R EHBMH206000A 3R 6.0 12 60 6 2
T T EHBLH206000A 3R 6.0 12 75 6 2
‘ EHBNH206000A 3R 6.0 12 100 6 2
L1 EHBMH208000A 4R 8.0 16 75 8 2
EHBLH208000A 4R 8.0 16 100 8 2
i EHBNH208000A 4R 8.0 16 150 8 2
i EHBLH210000A 5R 10.0 20 100 10 2
EHBNH210000A 5R 10.0 20 150 10 2
L EHBLH212000A 6R 12.0 24 100 12 2
EHBNH212000A 6R 12.0 24 150 12 2
EHBLH216000A 8R 16.0 32 150 16 2
EHBLH220000A 10R 20.0 40 150 20 2

=

D

5 U & &

UMG
NNY  [GEE
30 65

Cutting conditions (Z#tIHIZ28X) : Table 017

d R Tolerance
g=12 +0.01
a>12 +0.015
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WinMills Solid Carbide Endmills WINSTAR

H650 - Short Flute Ball Nose Type - 2F IRk AR ) - :8)R - 23]

» SICO Nano coating provides a superior wear and heat resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65. ‘gf
 Due to short cutting length provides an excellent face milling surface roughness of the work pieces. g
« Short cutting length provides hi resistance for hi speed cutting. &é’
* The coating can change to TOP ARCO, the prices will differ. )
Order No. Radius Dia. CL EFF-L OAL Shank Flutes &

EHBUH2 EHBUH202000S  1.0R 2 2 4 50 6 2

EHBUH203000S 1.5R 8 3 6 50 6 2

EHBUH204000S 2.0R 4 4 8 50 6 2

G m EHBUH205000S 2.5R 5] B 10 50 6 2

9 & 8 0 0 EHBUH206000S 3.0R 6 6 12 50 6 2

EHBUH208000S 4.0R 8 8 16 60 8 2

EHBUH210000S 5.0R 10 10 20 75 10 2

T EHBUH212000S  6.0R 12 12 24 75 12 2

EHBUH216000S 8.0R 16 16 32 100 16 2

Y & &

UMG
NNN  (IGI
27 65

Cutting conditions (Z#tIHIZ28K) : Table 018

d R Tolerance
g=12 +0.01
a>12 +0.015

Winstar A037



WinMills Solid Carbide Endmills WINSTAR

H650 - Long Neck Ball Nose Type - 2F IRk SR ) - RERAL - 23]

» ARCO coating provides a superior wear and heat resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65.
« Suitable for deep cutting due to the long neck design.

« Polish cutting edge provides stronger tip.

» The coating can change to SICO, the prices will differ.

Radius Dia. CL EFF-L OAL Shank Flutes

EHBBC2 Order No.
EHBRC2 EHBBC200301A 0.15R 0.3 0.3 1 50 4 2
EHBBC200302A  0.15R 0.3 03 2 50 4 2
EHBBC200303A  0.15R 0.3 03 3 50 4 2
P | (N EHBBC200401A 0.20R 0.4 04 1 50 4 2
¥ 8 &8 0 0 8 escoo02a 020R 04 0.4 2 50 4 2
EHBBC200403A 0.20R 0.4 0.4 3 50 4 2
EHBBC200404A 020R 0.4 0.4 4 50 4 2
EHBBC200405A 0.20R 0.4 0.4 5 50 4 2
EHBBC200406A 0.20R 0.4 0.4 6 50 4 2
EHBBC200408A 0.20R 0.4 0.4 8 50 4 2
EHBBC200501A 0.25R 0.5 0.5 1 50 4 2
EHBBC200502A 0.25R 0.5 0.5 2 50 4 2
EHBBC200503A 0.25R 0.5 05 3 50 4 2
EHBBC200504A 0.25R 0.5 05 4 50 4 2
15 EHBBC200505A 0.25R 0.5 05 5 50 4 2
EHBBC200506A 0.25R 0.5 05 6 50 4 2
EHBBC200508A 0.25R 0.5 05 8 50 4 2
EHBBC200510A 0.25R 0.5 05 10 50 4 2
EHBBC200601A 0.30R 0.6 06 1 50 4 2
EHBBC200602A 0.30R 0.6 06 2 50 4 2
) EHBBC200603A  0.30R 0.6 0.6 3 50 4 2
e EHBBC200604A  0.30R 0.6 0.6 4 50 4 2
D EHBBC200605A  0.30R 0.6 0.6 5 50 4 2
EHBBC200606A  0.30R 0.6 0.6 6 50 4 2
“ ‘@‘ ‘ ‘@‘ EHBBC200608A  0.30R 0.6 0.6 8 50 4 2
EHBBC200610A 0.30R 0.6 0.6 10 50 4 2
EHBBC200612A  0.30R 0.6 0.6 12 50 4 2

UMG (_
\R
[HRC
65

d R Tolerance
+0.02

@ L

w
o

Cutting conditions (Z#tIHIZ28X) : Table 019
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WinMills Solid Carbide Endmills WINSTAR

H650 - Long Neck Ball Nose Type - 2F IRk SR ) - RERAL - 23]

» ARCO coating provides a superior wear and heat resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65. ‘gf
« Suitable for deep cutting due to the long neck design. g
« Polish cutting edge provides stronger tip. g
» The coating can change to SICO, the prices will differ. )
E H B B C 2 Order No. Radius Dia. CL EFF-L OAL Shank Flutes &

EHBRC2 EHBBC200702A  0.35R 0.7 0.7 2 50 4 2

EHBBC200704A  0.35R 0.7 0.7 4 50 4 2

EHBBC200708A  0.35R 0.7 0.7 8 50 4 2

E m EHBBC200710A  0.35R 0.7 0.7 10 50 4 2

9 & 8 0 0 EHBBC200712A  0.35R 0.7 0.7 12 50 4 2

EHBBC200802A  0.40R 0.8 0.8 2 50 4 2

EHBBC200804A  0.40R 0.8 0.8 4 50 4 2

EHBBC200806A  0.40R 0.8 0.8 6 50 4 2

EHBBC200808A  0.40R 0.8 0.8 8 50 4 2

EHBBC200810A  0.40R 0.8 0.8 10 50 4 2

EHBBC200812A  0.40R 0.8 0.8 12 50 4 2

EHBBC200904A  0.45R 0.9 0.9 4 50 4 2

EHBBC201002A  0.50R 1.0 1.0 2 50 4 2

EHBBC201003A  0.50R 1.0 1.0 8 50 4 2

150 EHBBC201004A  0.50R 1.0 1.0 4 50 4 2

EHBBC201005A  0.50R 1.0 1.0 5 50 4 2

EHBBC201006A  0.50R 1.0 1.0 6 50 4 2

EHBBC201008A  0.50R 1.0 1.0 8 50 4 2

EHBBC201010A  0.50R 1.0 1.0 10 50 4 2

EHBBC201012A  0.50R 1.0 1.0 12 50 4 2

EHBBC201014A  0.50R 1.0 1.0 14 50 4 2

JH EHBBC201016A  0.50R 1.0 1.0 16 50 4 2

D EHBBC201018A  0.50R 1.0 1.0 18 50 4 2

EHBBC201020A  0.50R 1.0 1.0 20 50 4 2

“ ‘@‘ ‘ ‘@‘ EHBBC201022A  0.50R 1.0 10 22 60 4 2

EHBRC201004A  0.50R 1.0 1.0 4 50 6 2

EHBRC201006A  0.50R 1.0 1.0 6 50 6 2

EHBRC201008A  0.50R 1.0 1.0 8 50 6 2

(\_ EHBRC201010A  0.50R 1.0 1.0 10 50 6 2

0.4um R EHBRC201012A  0.50R 1.0 1.0 12 50 6 2

=
30° 65
Cutting conditions (Z#tIHIZ28X) : Table 019
d R Tolerance

+0.02
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WinMills Solid Carbide Endmills WINSTAR

H650 - Long Neck Ball Nose Type - 2F IRk SR ) - RERAL - 23]

» ARCO coating provides a superior wear and heat resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65.
« Suitable for deep cutting due to the long neck design.

« Polish cutting edge provides stronger tip.

» The coating can change to SICO, the prices will differ.

Radius Dia. CL EFF-L OAL Shank Flutes

EHBBC2 Order No.
EHBRC2 EHBBC201204A  0.60R 1.2 1.2 4 50 4 2
EHBBC201206A 0.60R 1.2 1.2 6 50 4 2
EHBBC201208A 0.60R 1.2 1.2 8 50 4 2
P | (N EHBBC201210A 0.60R 1.2 1.2 10 50 4 2
9 & 8 0 0 EHBBC201212A  0.60R 1.2 1.2 12 50 4 2
EHBBC201216A 0.60R 1.2 1.2 16 50 4 2
EHBBC201220A 0.60R 1.2 1.2 20 50 4 2
EHBBC201224A 0.60R 1.2 1.2 24 60 4 2
EHBBC201406A 0.70R 1.4 1.4 6 50 4 2
EHBBC201408A 0.70R 1.4 1.4 8 50 4 2
EHBBC201412A  0.70R 1.4 1.4 12 50 4 2
EHBBC201416A 0.70R 1.4 1.4 16 50 4 2
EHBBC201503A 0.75R 1.5 1.5 3 50 4 2
EHBBC201504A 0.75R 1.5 15 4 50 4 2
15 EHBBC201506A 0.75R 1.5 15 6 50 4 2
EHBBC201508A 0.75R 1.5 15 8 50 4 2
EHBBC201510A 0.75R 1.5 15 10 50 4 2
EHBBC201512A 0.75R 1.5 15 12 50 4 2
EHBBC201514A 0.75R 1.5 15 14 50 4 2
EHBBC201516A 0.75R 1.5 1.5 16 50 4 2
EHBBC201518A 0.75R 1.5 15 18 50 4 2
JH EHBBC201520A 0.75R 1.5 15 20 50 4 2
D EHBBC201522A 0.75R 1.5 15 22 60 4 2
EHBBC201525A 0.75R 1.5 15 25 60 4 2
“ ‘@‘ ‘ ‘@‘ EHBBC201530A 0.75R 1.5 15 30 60 4 2
EHBRC201506A 0.75R 1.5 15 6 50 6 2
EHBRC201508A 0.75R 1.5 15 8 50 6 2
EHBRC201510A 0.75R 1.5 15 10 50 6 2
6 2

UMG EHBRC201512A  0.75R 1.5 1.5 12 50
S
[HRC

65

d R Tolerance
+0.02

@ L

w
o

Cutting conditions (Z#tIHIZ28X) : Table 019
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WinMills Solid Carbide Endmills WINSTAR

H650 - Long Neck Ball Nose Type - 2F IRk SR ) - RERAL - 23]

» ARCO coating provides a superior wear and heat resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65. ‘gf
« Suitable for deep cutting due to the long neck design. g
« Polish cutting edge provides stronger tip. g
» The coating can change to SICO, the prices will differ. )
E H B B C 2 Order No. Radius Dia. CL EFF-L OAL Shank Flutes &

EHBRC2 EHBBC201606A 0.80R 1.6 1.6 6 50 4 2

EHBBC201608A  0.80R 1.6 1.6 8 50 4 2

EHBBC201612A  0.80R 1.6 1.6 12 50 4 2

E m EHBBC201616A  0.80R 1.6 1.6 16 50 4 2

9 & 8 0 0 EHBBC201620A  0.80R 1.6 1.6 20 50 4 2

EHBBC201806A  0.90R 1.8 1.8 6 50 4 2

EHBBC201808A  0.90R 1.8 1.8 8 50 4 2

EHBBC201812A  0.90R 1.8 1.8 12 50 4 2

EHBBC201816A  0.90R 1.8 1.8 16 50 4 2

EHBBC201820A  0.90R 1.8 1.8 20 50 4 2

EHBBC202004A  1.00R 2.0 2.0 4 50 4 2

EHBBC202006A  1.00R 2.0 2.0 6 50 4 2

EHBBC202008A  1.00R 2.0 2.0 8 50 4 2

EHBBC202010A  1.00R 2.0 2.0 10 50 4 2

150 EHBBC202012A  1.00R 2.0 2.0 12 50 4 2

EHBBC202014A  1.00R 2.0 2.0 14 50 4 2

EHBBC202016A  1.00R 2.0 2.0 16 50 4 2

EHBBC202018A  1.00R 2.0 2.0 18 50 4 2

EHBBC202020A  1.00R 2.0 2.0 20 50 4 2

EHBBC202022A  1.00R 2.0 2.0 22 60 4 2

EHBBC202025A  1.00R 2.0 2.0 25 60 4 2

JH EHBRC202006A  1.00R 2.0 2.0 6 50 6 2

D EHBRC202008A  1.00R 2.0 20 8 50 6 2

EHBRC202010A  1.00R 2.0 2.0 10 50 6 2

6 2

=7
‘ ‘@‘ EHBRC202016A  1.00R 2.0 2.0 16 50

&

EEE@
=
30° 65

d R Tolerance
0] +0.02

Cutting conditions (Z#tIHIZ28X) : Table 019
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WinMills Solid Carbide Endmills WINSTAR

H650 - Long Neck Ball Nose Type - 2F IRk SR ) - RERAL - 23]

» ARCO coating provides a superior wear and heat resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65.
« Suitable for deep cutting due to the long neck design.

« Polish cutting edge provides stronger tip.

» The coating can change to SICO, the prices will differ.

Radius Dia. CL EFF-L OAL Shank Flutes

EHBBC2 Order No.
EHBRC2 EHBBC202508A 1.25R 2.5 25 8 50 4 2
EHBBC202510A 1.25R 2.5 25 10 50 4 2
EHBBC202516A 1.25R 2.5 25 16 50 4 2
P | (N EHBBC202520A 1.25R 2.5 25 20 60 4 2
9 & 8 0 0 EHBBC202525A 1.25R 2.5 25 25 60 4 2
EHBBC202530A 1.25R 2.5 25 30 60 4 2
EHBRC202506A 1.25R 2.5 25 6 50 6 2
EHBRC202510A 1.25R 2.5 25 10 50 6 2
EHBRC203006A 1.50R 3.0 3.0 6 50 6 2
EHBRC203008A 1.50R 3.0 3.0 8 50 6 7
EHBRC203010A 1.50R 3.0 3.0 10 50 6 2
EHBRC203012A 1.50R 3.0 3.0 12 50 6 2
EHBRC203016A 1.50R 3.0 3.0 16 60 6 2
EHBRC203020A 1.50R 3.0 3.0 20 60 6 2
15 EHBRC203025A 1.50R 3.0 3.0 25 60 6 2
EHBRC203030A 1.50R 3.0 3.0 30 60 6 2
EHBRC203035A 1.50R 3.0 3.0 35 75 6 2
EHBRC204008A 2.00R 4.0 4.0 8 50 6 2
EHBRC204010A 2.00R 4.0 4.0 10 50 6 2
EHBRC204012A  2.00R 4.0 4.0 12 50 6 2
EHBRC204016A  2.00R 4.0 4.0 16 60 6 2
JH EHBRC204020A 2.00R 4.0 4.0 20 60 6 2
D EHBRC204025A 2.00R 4.0 4.0 25 60 6 2
EHBRC204030A 2.00R 4.0 4.0 30 60 6 2
“ ‘@‘ ‘ ‘@‘ EHBRC204035A 2.00R 4.0 4.0 35 75 6 2
EHBRC205015A 2.50R 5.0 5.0 15 60 6 2
EHBRC205020A 2.50R 5.0 5.0 20 60 6 2
EHBRC205025A 2.50R 5.0 5.0 25 60 6 2
EHBRC205030A 2.50R 5.0 5.0 30 75 6 2
0.4m R EHBRC206015A 3.00R 60  10.0 15 50 6 2
EHBRC208025A 4.00R 8.0 12.0 25 60 8 2
TS = EHBRC210030A 5.00R 100  16.0 30 75 10 2
EHBRC212030A 6.00R 120  18.0 30 75 12 2
d R Tolerance Cutting conditions (E:#tIHIZ28%) : Table 019
2 £0.02
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H650 - Taper Neck Ball Nose Type - 2F IRHRIKELEE ] - MEERY - 23]

» ARCO coating provides a superior wear resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65. ‘gf
« High strength of taper neck, can cut deep grooves without breaking. g
« Suitable for cutting groves at hi speed. g
» The coating can change to SICO, the prices will differ. )
Order No. Radius  Dia. e CL EFF-L NL OAL Shank Flutes &

EHBRT2 EHBRT201023AA 05R 1 15° 2 23 220 60 6 2

EHBRT202023AA 1.0R 2 1.5° 4 23 3.00 60 6 2

EHBRT2020423A 1.0R 2 3.0° 4 42 5.98 100 8 2

G m EHBRT203052AA 1.5R 8] 1.5° 6 52 540 100 6 2

9 & 8 0 0 EHBRT2030473A 1.5R 3 3.0° 6 47 7.29 100 8 2

EHBRT204046AA 2.0R 4 1.5° 8 46 6.00 100 6 2

/ R EHBRT2040383A 2.0R 4 3.0° 8 38 714 100 8 2

10 it EHBRT2050283A 25R 5  30° 10 28 688 100 8 2

o EHBRT2060383A 3.0R 6 3.0° 12 38 8.72 100 10 2

EHBRT2080383A 4.0R 8 3.0° 16 38 10.30 100 12 2

L2 EHBRT2100573A 5.0R 10 3.0° 20 57 13.88 100 16 2

EHBRT2120383A 6.0R 12 3.0° 24 38 1347 100 16 2

&
L —d2,
B

D

wif GRS

EEE@
=
30° 65

d R Tolerance
0] +0.02

Cutting conditions (Z#tIHIZ28%) : Table 020
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H650 - Corner Radius Type - 4F IRMES) - =R - 45)

» ARCO coating provides a superior wear resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65.
* Long tool life and wear resistant due to its negative angle with corner radius design.

» The coating can change to SICO, the prices will differ.

Dia. Corner ¢ OAL Shank Flutes

E H C F H 4 Order No. Radius
EHCSHA4 EHCFH404003A 4 0.3R 8 50 4 4
EHCFH404005A 4 0.5R 8 50 4 4
EHCFH404010A 4 1.0R 8 50 4 4
) (N EHCSH404003A 4 0.3R 8 50 6 4
8 8 8 0 0 F  gicsnod005n 4 0.5R 8 50 6 4
EHCSH404010A 4 1.0R 8 50 6 4
EHCSH405005A 5 0.5R 10 50 6 4
EHCSH405010A 5 1.0R 10 50 6 4
EHCSH406003A 6 0.3R 12 50 6 4
EHCSH406005A 6 0.5R 12 50 6 4
EHCSH406010A 6 1.0R 12 50 6 4
EHCSH408005A 8 0.5R 16 60 8 4
EHCSH408010A 8 1.0R 16 60 8 4
EHCSH408015A 8 1.5R 16 60 8 4
EHCSH410005A 10 0.5R 20 75 10 4
EHCSH410010A 10 1.0R 20 75 10 4
EHCSH410015A 10 1.5R 20 75 10 4
EHCSH410020A 10 2.0R 20 75 10 4
EHCSH412005A 12 0.5R 24 75 12 4
EHCSH412010A 12 1.0R 24 75 12 4
EHCSH412015A 12 15R 24 75 12 4
J — EHCSH412020A 12 2.0R 24 75 12 4
D

wif GRS

EEE@
=
30° 65

Cutting conditions (Z#&tIM2#%) : Table 021

d R Tolerance
g =12 0~-0.02
@>12 0~-0.03

R +0.015
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H650 - Long Shank Corner Radius Type - 4F IRMES] - RIWEL - 43

» ARCO coating provides a superior wear resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65. ‘gf
* Long tool life and wear resistant due to its negative angle with corner radius design. g
» The coating can change to SICO, the prices will differ. &é’
g
(0]
o
: Corner 2
EH C LH4 Order No. Dia. Radius CL OAL Shank Flutes @
EHCMHA4 EHCEH404005A 4 0.5R 8 75 4 4
EHCNHA4 EHCEH4040410A 4 1.0R 8 75 4 4
EHCKH404005A 4 0.5R 8 100 4 4
G m EHCKH404010A 4 1.0R 8 100 4 4
9 & 8 0 0 EHCLH406005A 6 0.5R 12 75 6 4
EHCLH406010A 6 1.0R 12 75 6 4
EHCNH406005A 6 0.5R 12 100 6 4
EHCNH406010A 6 1.0R 12 100 6 4
EHCMH408005A 8 0.5R 16 75 8 4
EHCMH408010A 8 1.0R 16 75 8 4
EHCLH408005A 8 0.5R 16 100 8 4
EHCLH408010A 8 1.0R 16 100 8 4
EHCLH410005A 10 0.5R 20 100 10 4
EHCLH410010A 10 1.0R 20 100 10 4
EHCNH410005A 10 0.5R 20 150 10 4
EHCNH410010A 10 1.0R 20 150 10 4
EHCLH412005A 12 0.5R 24 100 12 4
EHCLH412010A 12 0.5R 24 100 12 4
EHCNH412005A 12 0.5R 24 150 12 4
EHCNH412010A 12 1.0R 24 150 12 4
A &
—

wif GRS

EEE@
=
30° 65

Cutting conditions (Z#tIHIZ8%K) : Table 022

d R Tolerance
g =12 0~-0.02
@>12 0~-0.03

R +0.015

Winstar A045
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H650 - Short Flute Corner Radius Type - 4F IRMES - BN - 43)

» SICO Nano coating provides a superior wear and heat resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65.
» Short cutting length with high rigidity is suitable for high speed cutting.

» The coating can change to TOP ARCO, the prices will differ.

Dia. Corner ¢ EFF.L  OAL Shank Flutes

Order No. Radius
EHCUH4 EHCUH403001S 3 0.1R 3 75 50 6 4
EHCUH403005S 3 0.5R 3 75 50 6 4
EHCUH404002S 4 0.2R 4 10.0 50 6 4
P | (N EHCUH404005S 4 0.5R 4 10.0 50 6 4
¥ 8 &8 0 0 8 g ina0s0028 5 0.2R 5 12.5 50 6 4
EHCUH405005S 5 0.5R 5 12.5 50 6 4
d R EHCUH406002S 6 0.2R 6 15.0 50 6 4
T B EHCUH406005S 6 0.5R 6 15.0 50 6 4
L1 EHCUH406010S 6 1.0R 6 15.0 50 6 4
2l EHCUH408003S 8 0.3R 8 20.0 60 8 4
EHCUH408005S 8 0.5R 8 20.0 60 8 4
EHCUH408010S 8 1.0R 8 20.0 60 8 4
— EHCUH408015S 8 1.5R 8 20.0 60 8 4
; EHCUH410003S 10  0.3R 10 25.0 75 10 4
L EHCUH410005S 10  0.5R 10 25.0 75 10 4
EHCUH410010S 10 1.0R 10 25.0 75 10 4
EHCUH410015S 10 1.5R 10 25.0 75 10 4
EHCUH410020S 10  2.0R 10 25.0 75 10 4
EHCUH412003S 12 0.3R 12 30.0 75 12 4
EHCUH412005S 12 0.5R 12 30.0 75 12 4
| EHCUH412010S 12 1.0R 12 30.0 75 12 4
7?—{ EHCUH412015S 12 1.5R 12 30.0 75 12 4
D EHCUH412020S 12 2.0R 12 30.0 75 12 4

wif GRS

EEE@
=
30° 65

Cutting conditions (Z#tIHIZ28K) : Table 023

d R Tolerance
g =12 0~-0.02
@>12 0~-0.03

R +0.015
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H650 - Long Neck Corner Radius Type - 2F IRMES) - R - 23]

» ARCO coating provides a superior wear resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65. ‘gf
« Available in various effective cutting lengths. g
« It is suitable for deep cutting. g
» The coating can change to SICO, the prices will differ. )
EHCBC2 Order No. Dia. g:;'l‘:sr CL EFF-L OAL Shank Flutes &

EHCRC2 EHCBC20100104A 1.0  0.1R 1.0 4 50 4 2

EHCBC20100106A 1.0 0.1R 1.0 6 50 4 2

EHCBC20100108A 1.0 0.1R 1.0 8 50 4 2

E m EHCBC20100110A 1.0 0.1R 1.0 10 50 4 2

8 &8 8 00O H® EHCBC20100112A 1.0 0.1R 1.0 12 50 4 2

EHCBC20100204A 1.0 0.2R 1.0 4 50 4 2

EHCBC20100206A 1.0 0.2R 1.0 6 50 4 2

EHCBC20100208A 1.0 0.2R 1.0 8 50 4 2

EHCBC20100210A 1.0 0.2R 1.0 10 50 4 2

EHCBC20100212A 1.0 0.2R 1.0 12 50 4 2

EHCBC20100304A 1.0 0.3R 1.0 4 50 4 2

EHCBC20100306A 1.0 0.3R 1.0 6 50 4 2

EHCBC20100308A 1.0 0.3R 1.0 8 50 4 2

EHCBC20100310A 1.0 0.3R 1.0 10 50 4 2

15° EHCBC20100312A 1.0 0.3R 1.0 12 50 4 2

EHCBC20120104A 1.2 0.1R 1.2 4 50 4 2

EHCBC20120106A 1.2 0.1R 1.2 6 50 4 2

EHCBC20120108A 1.2 0.1R 1.2 8 50 4 2

EHCBC20120110A 1.2 0.1R 1.2 10 50 4 2

EHCBC20120112A 1.2 0.1R 1.2 12 50 4 2

EHCBC20120204A 1.2 0.2R 1.2 4 50 4 2

JT:—;{ EHCBC20120206A 1.2 0.2R 1.2 6 50 4 2

D EHCBC20120208A 1.2 0.2R 1.2 8 50 4 2

EHCBC20120210A 1.2 0.2R 1.2 10 50 4 2

“ ‘@‘ ‘ ‘@‘ EHCBC20120212A 12  02R 1.2 12 50 4 2

EHCBC20120304A 1.2 0.3R 1.2 4 50 4 2

EHCBC20120306A 1.2 0.3R 1.2 6 50 4 2

EHCBC20120308A 1.2 0.3R 1.2 8 50 4 2

(\_ EHCBC20120310A 1.2 0.3R 1.2 10 50 4 2

0.4um R EHCBC20120312A 1.2 0.3R 1.2 12 50 4 2

SN (G
30° 65
Cutting conditions (Z#tIHIZ28X) : Table 024
d Tolerance
0~0.02
R +0.02
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H650 - Long Neck Corner Radius Type - 2F IRMES) - R - 23]

» ARCO coating provides a superior wear resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65.
« Available in various effective cutting lengths.

« It is suitable for deep cutting.

» The coating can change to SICO, the prices will differ.

Dia. Corner ¢ EFF.L  OAL Shank Flutes

E H C B C 2 Order No. Radius
EHCRC2 EHCBC20150106A 15  0.1R 15 6 50 4 2
EHCBC20150108A 15  01R 15 8 50 4 2
EHCBC20150110A 15  04R 15 10 50 4 2
P | (N EHCBC20150112A 15  04R 15 12 50 4 2
¥ 8 8 0 0 8 oscooisonea 15 04R 15 16 50 4 2
EHCBC20150206A 15  02R 15 6 50 4 2
EHCBC20150208A 15  02R 15 8 50 4 2
EHCBC20150210A 15  02R 15 10 50 4 2
EHCBC20150212A 15  02R 15 12 50 4 2
EHCBC20150216A 15  02R 15 16 50 4 2
EHCBC20150306A 1.5  03R 15 6 50 4 2
EHCBC20150308A 1.5  03R 15 8 50 4 2
EHCBC20150310A 1.5  03R 15 10 50 4 2
EHCBC20150312A 1.5  03R 15 12 50 4 2
| EHCBC20150316A 1.5  03R 15 16 50 4 2
EHCBC20150506A 15  05R 15 6 50 4 2
EHCBC20150508A 15  05R 15 8 50 4 2
EHCBC20150510A 15  05R 15 10 50 4 2
EHCBC20150512A 15  05R 15 12 50 4 2
EHCBC20150516A 15  05R 15 16 50 4 2

el

b
=

8
3@ =

R
30 65
Cutting conditions (Z#tIHIZ28X) : Table 024
d Tolerance
0~0.02
R +0.02
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H650 - Long Neck Corner Radius Type - 2F IRMES) - R - 23]

» ARCO coating provides a superior wear resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65. ‘gf
« Available in various effective cutting lengths. g
« It is suitable for deep cutting. g
» The coating can change to SICO, the prices will differ. )
EHCBC2 Order No. Dia. g:;'l‘:sr CL EFF-L OAL Shank Flutes &

EHCRC2 EHCBC20200106A 20  01R 20 6 50 4 2

EHCBC20200108A 2.0 0.1R 2.0 8 50 4 2

EHCBC20200110A 2.0 0.1R 2.0 10 50 4 2

E m EHCBC20200112A 2.0 0.1R 2.0 12 50 4 2

8 &8 8 00O H® EHCBC20200116A 2.0 0.1R 2.0 16 50 4 2

EHCBC20200120A 2.0 0.1R 2.0 20 50 4 2

EHCBC20200125A 2.0 0.1R 2.0 25 60 4 2

EHCBC20200206A 2.0 0.2R 2.0 6 50 4 2

EHCBC20200208A 2.0 0.2R 2.0 8 50 4 2

EHCBC20200210A 2.0 0.2R 2.0 10 50 4 2

EHCBC20200212A 2.0 0.2R 2.0 12 50 4 2

EHCBC20200216A 2.0 0.2R 2.0 16 50 4 2

EHCBC20200220A 2.0 0.2R 2.0 20 50 4 2

EHCBC20200225A 2.0 0.2R 2.0 25 60 4 2

15° EHCBC20200306A 2.0 0.3R 2.0 6 50 4 2

EHCBC20200308A 2.0 0.3R 2.0 8 50 4 2

EHCBC20200310A 2.0 0.3R 2.0 10 50 4 2

EHCBC20200312A 2.0 0.3R 2.0 12 50 4 2

EHCBC20200316A 2.0 0.3R 2.0 16 50 4 2

EHCBC20200320A 2.0 0.3R 2.0 20 50 4 2

B EHCBC20200325A 2.0 0.3R 2.0 25 60 4 2

—}:—;{ EHCBC20200506A 2.0 0.5R 2.0 6 50 4 2

D EHCBC20200508A 2.0 0.5R 2.0 8 50 4 2

EHCBC20200510A 2.0 0.5R 2.0 10 50 4 2

“ ‘@‘ ‘ ‘@‘ EHCBC20200512A 20  05R 20 12 50 4 2

EHCBC20200516A 2.0 0.5R 2.0 16 50 4 2

EHCBC20200520A 2.0 0.5R 2.0 20 50 4 2

EHCBC20200525A 2.0 0.5R 2.0 25 60 4 2

(\_ EHCRC20200510A 2.0 0.5R 2.0 10 50 6 2

0.4um R EHCRC20200515A 2.0 0.5R 2.0 15 50 6 2

SN (G
30° 65
Cutting conditions (Z#tIHIZ28X) : Table 024
d Tolerance
0~0.02
R +0.02
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H650 - Long Neck Corner Radius Type - 2F IRMES) - R - 23]

» ARCO coating provides a superior wear resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65.
« Available in various effective cutting lengths.

« It is suitable for deep cutting.

» The coating can change to SICO, the prices will differ.

Dia. Corner ¢ EFF.L  OAL Shank Flutes

E H C B C 2 Order No. Radius
EHCRC2 EHCBC20250110A 25  01R 25 10 50 4 2
EHCBC20250116A 25  04R 25 16 50 4 2
EHCBC20250120A 25  01R 25 20 50 4 2
P | (N EHCBC20250125A 2.5  04R 25 25 60 4 2
¥ &8 8 0 0 8 scomso2i0a 25  02R 25 10 50 4 2
EHCBC20250216A 25  02R 25 16 50 4 2
EHCBC20250220A 25  02R 25 20 50 4 2
EHCBC20250225A 25  02R 25 25 60 4 2
EHCBC20250310A 25  03R 25 10 50 4 2
EHCBC20250316A 25  03R 25 16 50 4 2
EHCBC20250320A 25  03R 25 20 50 4 2
EHCBC20250325A 2.5  03R 25 25 60 4 2
EHCBC20250510A 25  05R 2.5 10 50 4 2
EHCBC20250516A 2.5  05R 2.5 16 50 4 2
| EHCBC20250520A 25  05R 2.5 20 50 4 2
EHCBC20250525A 25  05R 25 25 60 4 2

el

b
=

8
3@ =

R
30 65
Cutting conditions (Z#tIHIZ28X) : Table 024
d Tolerance
0~0.02
R +0.02
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H650 - Long Neck Corner Radius Type - 2F IRMES) - R - 23]

» ARCO coating provides a superior wear resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65. ‘gf
« Available in various effective cutting lengths. g
« It is suitable for deep cutting. g
» The coating can change to SICO, the prices will differ. )
EHCBC2 Order No. Dia. g:;'l‘:sr CL EFF-L OAL Shank Flutes &

EHCRC2 EHCRC20300110A 30  01R 3.0 10 50 6 2

EHCRC20300116A 3.0 0.1R 3.0 16 60 6 2

EHCRC20300120A 3.0 0.1R 3.0 20 60 6 2

E m EHCRC20300125A 3.0 0.1R 3.0 25 60 6 2

8 &8 8 00O H® EHCRC20300130A 3.0 0.1R 3.0 30 75 6 2

EHCRC20300135A 3.0 0.1R 3.0 35 75 6 2

EHCRC20300210A 3.0 0.2R 3.0 10 50 6 2

EHCRC20300216A 3.0 0.2R 3.0 16 60 6 2

EHCRC20300220A 3.0 0.2R 3.0 20 60 6 2

EHCRC20300225A 3.0 0.2R 3.0 25 60 6 2

EHCRC20300230A 3.0 0.2R 3.0 30 75 6 2

EHCRC20300235A 3.0 0.2R 3.0 $5) 75 6 2

EHCRC20300310A 3.0 0.3R 3.0 10 50 6 2

EHCRC20300316A 3.0 0.3R 3.0 16 60 6 2

15° EHCRC20300320A 3.0 0.3R 3.0 20 60 6 2

EHCRC20300325A 3.0 0.3R 3.0 25 60 6 2

EHCRC20300330A 3.0 0.3R 3.0 30 75 6 2

EHCRC20300335A 3.0 0.3R 3.0 B85 75 6 2

EHCRC20300510A 3.0 0.5R 3.0 10 50 6 2

EHCRC20300516A 3.0 0.5R 3.0 16 60 6 2

B EHCRC20300520A 3.0 0.5R 3.0 20 60 6 2

—}:—;{ EHCRC20300525A 3.0 0.5R 3.0 25 60 6 2

D EHCRC20300530A 3.0 0.5R 3.0 30 75 6 2

EHCRC20300535A 3.0 0.5R 3.0 35 75 6 2

“ ‘@‘ ‘ ‘@‘ EHCRC20301010A 30  10R 30 10 50 6 2

EHCRC20301016A 3.0 1.0R 3.0 16 60 6 2

EHCRC20301020A 3.0 1.0R 3.0 20 60 6 2

EHCRC20301025A 3.0 1.0R 3.0 25 60 6 2

(\_ EHCRC20301030A 3.0 1.0R 3.0 30 75 6 2

0.4um R EHCRC20301035A 3.0 1.0R 3.0 85) 75 6 2

SN (G
30° 65
Cutting conditions (Z#tIHIZ28X) : Table 024
d Tolerance
0~0.02
R +0.02
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H650 - Long Neck Corner Radius Type - 2F IRMES) - R - 23]

» ARCO coating provides a superior wear resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65.
« Available in various effective cutting lengths.

« It is suitable for deep cutting.

» The coating can change to SICO, the prices will differ.

Dia. Corner ¢ EFF.L  OAL Shank Flutes

EHCBCZ Order No. Radius
EHCRC2 EHCRC20400113A 40  01R 40 13 50 6 2
EHCRC20400116A 4.0  01R 4.0 16 60 6 2
EHCRC20400120A 40  01R 4.0 20 60 6 2
P | (N EHCRC20400125A 4.0  01R 4.0 25 60 6 2
¥ 8 8 0 0 8 rco0s00130A 40 04R 40 30 75 6 2
EHCRC20400135A 4.0  01R 4.0 35 75 6 2
EHCRC20400213A 40  02R 4.0 13 50 6 2
EHCRC20400216A 40  02R 4.0 16 60 6 2
EHCRC20400220A 40  02R 4.0 20 60 6 2
EHCRC20400225A 40  02R 4.0 25 60 6 2
EHCRC20400230A 4.0  02R 4.0 30 75 6 2
EHCRC20400235A 4.0  02R 4.0 35 75 6 2
EHCRC20400313A 4.0  03R 4.0 13 50 6 2
EHCRC20400316A 4.0  03R 4.0 16 60 6 2
150 EHCRC20400320A 4.0  03R 4.0 20 60 6 2
EHCRC20400325A 4.0  03R 4.0 25 60 6 2
EHCRC20400330A 4.0  03R 4.0 30 75 6 2
EHCRC20400335A 4.0  03R 4.0 35 75 6 2
EHCRC20400513A 4.0  05R 4.0 13 50 6 2
EHCRC20400516A 4.0  05R 4.0 16 60 6 2
) EHCRC20400520A 4.0  05R 4.0 20 60 6 2
= EHCRC20400525A 4.0  05R 4.0 25 60 6 2
D EHCRC20400530A 4.0  05R 4.0 30 75 6 2
EHCRC20400535A 4.0  05R 4.0 35 75 6 2
“ ‘@‘ ‘ ‘@‘ EHCRC20401013A 40  10R 4.0 13 50 6 2
EHCRC20401016A 40  10R 4.0 16 60 6 2
EHCRC20401020A 4.0  10R 4.0 20 60 6 2
EHCRC20401025A 4.0  10R 4.0 25 60 6 2
= EHCRC20401030A 4.0  10R 4.0 30 75 6 2
0.4pm O8  EHCRC20401035A 4.0  10R 4.0 35 75 6 2
N\ JliCHREC
30° 65
Cutting conditions (Z#tIHIZ28X) : Table 024
d Tolerance
0~0.02
R +0.02

A052 Winstar




WinMills Solid Carbide Endmills WINSTAR

H650 - Long Neck Corner Radius Type - 2F IRMES) - R - 23]

» ARCO coating provides a superior wear resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65. ‘gf
« Available in various effective cutting lengths. g
« It is suitable for deep cutting. g
» The coating can change to SICO, the prices will differ. )
EHCBC2 Order No. Dia. g:;'l‘:sr CL EFF-L OAL Shank Flutes &

EHCRC2 EHCRC20500116A 50  01R 50 16 60 6 2

EHCRC20500130A 5.0 0.1R 5.0 30 60 6 2

EHCRC20500216A 5.0 0.2R 5.0 16 60 6 2

E m EHCRC20500230A 5.0 0.2R 5.0 30 60 6 2

8 &8 8 00O H® EHCRC20500316A 5.0 0.3R 5.0 16 60 6 2

EHCRC20500330A 5.0 0.3R 5.0 30 60 6 2

EHCRC20500516A 5.0 0.5R 5.0 16 60 6 2

EHCRC20500530A 5.0 0.5R 5.0 30 60 6 2

EHCRC20501016A 5.0 1.0R 5.0 16 60 6 2

EHCRC20501030A 5.0 1.0R 5.0 30 60 6 2

EHCRC20600120A 6.0 0.1R 7.0 20 60 6 2

EHCRC20600130A 6.0 0.1R 7.0 30 60 6 2

EHCRC20600220A 6.0 0.2R 7.0 20 60 6 2

EHCRC20600230A 6.0 0.2R 7.0 30 60 6 2

15° EHCRC20600320A 6.0 0.3R 7.0 20 60 6 2

EHCRC20600330A 6.0 0.3R 7.0 30 60 6 2

EHCRC20600520A 6.0 0.5R 7.0 20 60 6 2

EHCRC20600530A 6.0 0.5R 7.0 30 60 6 2

EHCRC20601020A 6.0 1.0R 7.0 20 60 6 2

EHCRC20601030A 6.0 1.0R 7.0 30 60 6 2

B EHCRC20601520A 6.0 1.5R 7.0 20 60 6 2

—}:—;{ EHCRC20601530A 6.0 1.5R 7.0 30 60 6 2

D EHCRC20800522A 8.0 0.5R 9.0 22 60 8 2

EHCRC20801022A 8.0 1.0R 9.0 22 60 8 2

“ ‘@‘ ‘ ‘@‘ EHCRC20801522A 80  15R 9.0 22 60 8 2

EHCRC20802022A 8.0 2.0R 9.0 22 60 8 2

EHCRC21000524A  10.0 0.5R 11.0 24 75 10 2

EHCRC21001024A  10.0 1.0R 11.0 24 75 10 2

(\_ EHCRC21001524A  10.0 1.5R 11.0 24 75 10 2

0.4um R EHCRC21002024A 10.0 2.0R 11.0 24 75 10 2

E IHRC EHCRC21200526A 12.0 0.5R 13.0 26 75 12 2

30° 65 EHCRC21201026A 12.0 1.0R 13.0 26 75 12 2

EHCRC21201526A 12.0 1.5R 13.0 26 75 12 2

d Tolerance EHCRC21202026A 12.0 2.0R 13.0 26 75 12 2

0~0.02 Cutting conditions (Z#tIHIZ8K) : Table 024
R +0.02
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H650 - Long Neck Corner Radius Type - 4F IRMES) - RFEE - 43

» ARCO coating provides a superior wear resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65.
« Available in various effective cutting lengths.

« It is suitable for deep cutting.

» The coating can change to SICO, the prices will differ.

Dia. Corner ¢ EFF.L  OAL Shank Flutes

EHCBC4 Order No. Radius
EHCRC4 EHCBC40200106A 20  01R 20 6 50 4 4
EHCBC40200108A 2.0  04R 20 8 50 4 4
EHCBC40200110A 20  04R 2.0 10 50 4 4
P | (N EHCBC40200112A 20  04R 2.0 12 50 4 4
¥ 8 8 0 0 8 oscio00tea 20 04R 20 16 50 4 4
EHCBC40200120A 20  04R 2.0 20 50 4 4
EHCBC40200125A 2.0  01R 2.0 25 60 4 4
EHCBC40200206A 2.0  02R 20 6 50 4 4
EHCBC40200208A 2.0  02R 20 8 50 4 4
EHCBC40200210A 2.0  02R 2.0 10 50 4 4
EHCBC40200212A 2.0  02R 2.0 12 50 4 4
EHCBC40200216A 2.0  02R 20 16 50 4 4
EHCBC40200220A 2.0  02R 2.0 20 50 4 4
EHCBC40200225A 2.0  02R 20 25 60 4 4
15 EHCBC40200306A 2.0  03R 2.0 6 50 4 4
EHCBC40200308A 2.0  03R 20 8 50 4 4
EHCBC40200310A 2.0  03R 20 10 50 4 4
EHCBC40200312A 2.0  03R 20 12 50 4 4
EHCBC40200316A 2.0  03R 2.0 16 50 4 4
EHCBC40200320A 20  03R 2.0 20 50 4 4
) EHCBC40200325A 2.0  03R 2.0 25 60 4 4
= EHCBC40200506A 2.0  05R 2.0 6 50 4 4
D EHCBC40200508A 2.0  05R 2.0 8 50 4 4
EHCBC40200510A 2.0  05R 20 10 50 4 4
“ ‘@‘ ‘ ‘@‘ EHCBC40200512A 2.0  05R 2.0 12 50 4 4
EHCBC40200516A 2.0  05R 20 16 50 4 4
EHCBC40200520A 2.0  05R 2.0 20 50 4 4
EHCBC40200525A 2.0  05R 2.0 25 60 4 4
= EHCRC40200510A 2.0  05R 2.0 10 50 6 4
0.4m Ol EHCRC40200515A 2.0  05R 20 15 50 6 4
N\ LERC
30° 65
Cutting conditions (Z#tIHIZ28K) : Table 025
d Tolerance
0-~002
R +0.02
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H650 - Long Neck Corner Radius Type - 4F IRMES) - RFEE - 43

» ARCO coating provides a superior wear resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65. ‘gf
« Available in various effective cutting lengths. g
« It is suitable for deep cutting. g
» The coating can change to SICO, the prices will differ. )
EHCBC4 Order No. Dia. g:;'l‘:sr CL EFF-L OAL Shank Flutes &

EHCRC4 EHCBC40250110A 25  01R 25 10 50 4 4

EHCBC40250116A 2.5 0.1R 25 16 50 4 4

EHCBC40250120A 2.5 0.1R 25 20 50 4 4

E m EHCBC40250125A 2.5 0.1R 25 25 60 4 4

9 & 8 0 0 EHCBC40250210A 2.5 0.2R 25 10 50 4 4

EHCBC40250216A 2.5 0.2R 25 16 50 4 4

EHCBC40250220A 2.5 0.2R 2.5 20 50 4 4

EHCBC40250225A 2.5 0.2R 25 25 60 4 4

EHCBC40250310A 2.5 0.3R 25 10 50 4 4

EHCBC40250316A 2.5 0.3R 2.5 16 50 4 4

EHCBC40250320A 2.5 0.3R 25 20 50 4 4

EHCBC40250325A 2.5 0.3R 25 25 60 4 4

EHCBC40250510A 2.5 0.5R 25 10 50 4 4

EHCBC40250516A 2.5 0.5R 25 16 50 4 4

150 EHCBC40250520A 2.5 0.5R 25 20 50 4 4

EHCBC40250525A 2.5 0.5R 25 25 60 4 4

v U

R
30 65
Cutting conditions (Z#tIHIZ28K) : Table 025
d Tolerance
0~0.02
R +0.02
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H650 - Long Neck Corner Radius Type - 4F IRMES) - RFEE - 43

» ARCO coating provides a superior wear resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65.
« Available in various effective cutting lengths.

« It is suitable for deep cutting.

» The coating can change to SICO, the prices will differ.

Dia. Corner ¢ EFF.L  OAL Shank Flutes

EHCBC4 Order No. Radius
EHCRC4 EHCRC40300110A 30  01R 3.0 10 50 6 4
EHCRC40300116A 3.0  04R 3.0 16 60 6 4
EHCRC40300120A 3.0  01R 3.0 20 60 6 4
P | (N EHCRC40300125A 3.0  01R 3.0 25 60 6 4
¥ &8 8 0 0 8 rci0300130A 30 04R 30 30 75 6 4
EHCRC40300135A 3.0  01R 3.0 35 75 6 4
EHCRC40300210A 3.0  02R 3.0 10 50 6 4
EHCRC40300216A 3.0  02R 3.0 16 60 6 4
EHCRC40300220A 3.0  02R 3.0 20 60 6 4
EHCRC40300225A 3.0  02R 3.0 25 60 6 4
EHCRC40300230A 3.0  02R 3.0 30 75 6 4
EHCRC40300235A 3.0  02R 3.0 35 75 6 4
EHCRC40300310A 3.0  03R 3.0 10 50 6 4
EHCRC40300316A 3.0  03R 3.0 16 60 6 4
150 EHCRC40300320A 3.0  03R 3.0 20 60 6 4
EHCRC40300325A 3.0  03R 3.0 25 60 6 4
EHCRC40300330A 3.0  03R 3.0 30 75 6 4
EHCRC40300335A 3.0  03R 3.0 35 75 6 4
EHCRC40300510A 3.0  05R 3.0 10 50 6 4
EHCRC40300516A 3.0  05R 3.0 16 60 6 4
) EHCRC40300520A 3.0  05R 3.0 20 60 6 4
= EHCRC40300525A 3.0  05R 3.0 25 60 6 4
D EHCRC40300530A 3.0  05R 3.0 30 75 6 4
EHCRC40300535A 3.0  05R 3.0 35 75 6 4
“ ‘@‘ ‘ ‘@‘ EHCRC40301010A 3.0  10R 3.0 10 50 6 4
EHCRC40301016A 3.0  10R 3.0 16 60 6 4
EHCRC40301020A 3.0  10R 3.0 20 60 6 4
EHCRC40301025A 3.0  10R 3.0 25 60 6 4
= EHCRC40301030A 3.0  10R 3.0 30 75 6 4
0.4pm Ol EHCRC40301035A 3.0  10R 3.0 35 75 6 4
N\ JliCHREC
30° 65
Cutting conditions (Z#tIHIZ28K) : Table 025
d Tolerance
0~0.02
R +0.02
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H650 - Long Neck Corner Radius Type - 4F IRMES) - RFEE - 43

» ARCO coating provides a superior wear resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65. ‘gf
« Available in various effective cutting lengths. g
« It is suitable for deep cutting. g
» The coating can change to SICO, the prices will differ. )
EHCBC4 Order No. Dia. g:;'l‘:sr CL EFF-L OAL Shank Flutes &

EHCRC4 EHCRC40400113A 40  01R 40 13 50 6 4

EHCRC40400116A 4.0 0.1R 4.0 16 60 6 4

EHCRC40400120A 4.0 0.1R 4.0 20 60 6 4

E m EHCRC40400125A 4.0 0.1R 4.0 25 60 6 4

8 &8 8 00O H® EHCRC40400130A 4.0 0.1R 4.0 30 75 6 4

EHCRC40400135A 4.0 0.1R 4.0 35 75 6 4

EHCRC40400213A 4.0 0.2R 4.0 13 50 6 4

EHCRC40400216A 4.0 0.2R 4.0 16 60 6 4

EHCRC40400220A 4.0 0.2R 4.0 20 60 6 4

EHCRC40400225A 4.0 0.2R 4.0 25 60 6 4

EHCRC40400230A 4.0 0.2R 4.0 30 75 6 4

EHCRC40400235A 4.0 0.2R 4.0 $5) 75 6 4

EHCRC40400313A 4.0 0.3R 4.0 13 50 6 4

EHCRC40400316A 4.0 0.3R 4.0 16 60 6 4

15° EHCRC40400320A 4.0 0.3R 4.0 20 60 6 4

EHCRC40400325A 4.0 0.3R 4.0 25 60 6 4

EHCRC40400330A 4.0 0.3R 4.0 30 75 6 4

EHCRC40400335A 4.0 0.3R 4.0 B85 75 6 4

EHCRC40400513A 4.0 0.5R 4.0 13 50 6 4

EHCRC40400516A 4.0 0.5R 4.0 16 60 6 4

B EHCRC40400520A 4.0 0.5R 4.0 20 60 6 4

H EHCRC40400525A 4.0 0.5R 4.0 25 60 6 4

D EHCRC40400530A 4.0 0.5R 4.0 30 75 6 4

EHCRC40400535A 4.0 0.5R 4.0 35 75 6 4

“ ‘@‘ ‘ ‘@‘ EHCRC40401013A 40  10R 40 13 50 6 4

EHCRC40401016A 4.0 1.0R 4.0 16 60 6 4

EHCRC40401020A 4.0 1.0R 4.0 20 60 6 4

EHCRC40401025A 4.0 1.0R 4.0 25 60 6 4

(\_ EHCRC40401030A 4.0 1.0R 4.0 30 75 6 4

0.4um R EHCRC40401035A 4.0 1.0R 4.0 85) 75 6 4

SN (G
30° 65
Cutting conditions (Z#tIHIZ28K) : Table 025
d Tolerance
0~0.02
R +0.02
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H650 - Long Neck Corner Radius Type - 4F IRMES) - RFEE - 43

» ARCO coating provides a superior wear resistance.

« Suitable for HRC 50 and over HRC 50 Hardened Steel, also maximum up to HRC 65.
« Available in various effective cutting lengths.

« It is suitable for deep cutting.

» The coating can change to SICO, the prices will differ.

Dia. Corner ¢ EFF.L  OAL Shank Flutes

EHCBC4 Order No. Radius
EHCRC4 EHCRC40500116A 50  01R 50 16 60 6 4
EHCRC40500130A 50  01R 50 30 60 6 4
EHCRC40500216A 50  02R 50 16 60 6 4
P | (N EHCRC40500230A 50  02R 50 30 60 6 4
¥ &8 8 0 0O 8 rcios00316a 50  03R 50 16 60 6 4
EHCRC40500330A 5.0  03R 5.0 30 60 6 4
EHCRC40500516A 50  05R 5.0 16 60 6 4
EHCRC40500530A 5.0  05R 5.0 30 60 6 4
EHCRC40501016A 50  10R 5.0 16 60 6 4
EHCRC40501030A 50  10R 50 30 60 6 4
EHCRC40600120A 6.0  01R 7.0 20 60 6 4
EHCRC40600130A 6.0  01R 7.0 30 60 6 4
EHCRC40600220A 6.0  02R 7.0 20 60 6 4
EHCRC40600230A 6.0  02R 7.0 30 60 6 4
15 EHCRC40600320A 6.0  03R 7.0 20 60 6 4
EHCRC40600330A 6.0  03R 7.0 30 60 6 4
EHCRC40600520A 6.0  05R 7.0 20 60 6 4
EHCRC40600530A 6.0  05R 7.0 30 60 6 4
EHCRC40601020A 6.0  10R 7.0 20 60 6 4
EHCRC40601030A 6.0  10R 7.0 30 60 6 4
) EHCRC40601520A 6.0  15R 7.0 20 60 6 4
= EHCRC40601530A 6.0  15R 7.0 30 60 6 4
D EHCRC40800522A 8.0  05R 9.0 22 60 8 4
EHCRC40801022A 80  10R 9.0 22 60 8 4
“ ‘@‘ ‘ ‘@‘ EHCRC40801522A 80  15R 9.0 22 60 8 4
EHCRC40802022A 80  20R 9.0 22 60 8 4
EHCRC41000524A 10.0  05R  11.0 24 75 10 4
EHCRC41001024A 10.0  10R  11.0 24 75 10 4
= EHCRC41001524A 10.0  15R  11.0 24 75 10 4
0.4m B8 EHCRC41002024A 100  20R  11.0 24 75 10 4
B EHCRC41200526A 12.0  05R  13.0 26 75 12 4
TS = EHCRC41201026A 120  10R  13.0 26 75 12 4
EHCRC41201526A 12.0  15R  13.0 26 75 12 4
d Tolerance EHCRC41202026A 12.0  20R  13.0 26 75 12 4

0~0.02 Cutting conditions (Z#tIHIZ8K) : Table 025
R +0.02
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WinMills Solid Carbide Endmills

H650 - Double Corner High Feed EndMill - 4F / 6F

» SICO Nano coating provides a superior wear and heat resistance.

WINSTAR
ISMEEtT) - SERGE - 46 T)

 Duotec design and multi-flute geometry design. ‘gf
 High feed and high metal removal rate in surface milling. g
» UMG Carbide substrate possess high TRS and good wear resistance. &é’
&
m
2
3
EHWSA4 Order No. Dia. ND CL EFF-L OAL Shank Flutes 2
EHWSAG EHWSA406000S 6 56 15 035 06 50 9 18 60 6 4
EHWSA608000S 76 32 040 08 45 12 24 75 8 6
EHWSA610000S 10 94 40 055 10 55 15 30 75 10 6
G m EHWSA612000S 12 114 48 070 12 65 18 36 75 12 6
M M M O 0O
L
D
&Y & S
//
UMG |
|
dl A2 oo
NNN (G |
38 60 1. R2
! R1
\
d Tolerance fg’i{ ,,,,,,,,
) 0~0.02 Tl T
R +0.02
o A059
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WinMills Solid Carbide Endmills WINSTAR
EUROS Series for High Feed Milling, up to HRC 60
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O UNICO, SICO Nano coating provides a superior wear and heat resistance.
O Tip with small chamfer or small radius design.
O High feed & multiple application, Suitable for hardened & pre-hardened steel, Stainless, up to HRC 60.

O Achieve long tool life, perfect surfaces and considerable reduction of machining time.

Winstar A061
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WinMills Solid Carbide Endmills WINSTAR

EUROS - High Feed Square Type - 4F IRt - SEGEBR - 43D

+ Unico coating provides a superior wear and heat resistance.

» Honing & chamfering at the cutting edge geometries for high feed milling.

» QOutstanding results for HRC 30 to HRC 55 steel, such as Alloy steel,cast Iron ...etc.
« Achieve long tool life, perfect surfaces and considerable reduction of machining time.

E U S FA4 Order No. Dia. CL OAL Shank 45° Flutes
EUSSA4 EUSSA403000U 3.0 8 50 6 0.10 4
EUSSA404000U 4.0 10 50 6 0.10 4
EUSSA405000U 5.0 13 50 6 0.15 4
9 y m - EUSSA406000U 6.0 15 50 6 0.15 4
0O EUSSA408000U 8.0 20 60 8 0.15 4
EUSSA410000U 10.0 25 75 10 0.20 4
EUSSA412000U 12.0 30 75 12 0.20 4
EUSSA416000U 16.0 35 100 16 0.20 4
D
&Y = S
BODE
; AR
Feed recommend table
Dia Fz
d Tolerance (mm) (mm) ap
@<3 0~-0.02 4 0.006 ~ 0.1 .
3=@ =10 0~-0.03 6 0.009 ~ 0.15 ae
@>10 0~-0.04
10 0.15~0.25 ap=1.5D ae=0.1D
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EUROS - Toric Square Type - 4F IRt - SEGEAR - 47

+ Unico coating provides a superior wear and heat resistance.

» With "Small positive" rake angle and small corner radius geometries for high feed cutting. ‘gf
» Qutstanding results and tool life for 2-D and 3-D machining of HRC 30 to HRC 55 steel, such as Alloy steel,cast Iron...etc. g
« Achieve long tool life, perfect surfaces and considerable reduction of machining time. g
&
m
2
3
E U S F R4 Order No. Dia. CL OAL Shank R Flutes 7
EUSSR4 EUSSR403000U 3.0 8 50 6 0.10 4
EUSSR404000U 4.0 10 50 6 0.10 4
EUSSR405000U 5.0 13 50 6 0.15 4
? - m 9 EUSSR406000U 6.0 15 50 6 0.15 4
. EUSSR408000U 8.0 20 60 8 0.15 4
EUSSR410000U 10.0 25 75 10 0.20 4
d
R EUSSR412000U 12.0 30 75 12 0.20 4
B pe EUSSR416000U 16.0 85 100 16 0.20 4
7
i
/1
ié,. 1 L1
7
L
D
& d & &
0.1~0.2
o) -F-J-
N HR
Feed recommend table
Dia Fz
d Tolerance (mm) (mm) ap
<3 0~-0.02 4 0.006 ~ 0.1 F Ll
3=@=10 0~-0.03 6 0.009 ~ 0.15 ae
@>10 0~-0.04
10 0.15~0.25 ap=1.5D ae=0.1D
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EUROS - Toric Square Type - 4F iRt - SELCERR - 47

» SICO Nano coating provides a superior wear and heat resistance.

» With "Negative" rake angle and small corner radius geometries for high feed cutting.

» QOutstanding results and tool life for 2-D and 3-D machining of HRC 50 to HRC 65 hardened and tempered steel.
« Achieve long tool life, perfect surfaces and considerable reduction of machining time.

E U S F H 4 Order No. Dia. CL OAL Shank R Flutes
EUSSH4 EUSSH403000S 3.0 8 50 6 0.10 4
EUSSH404000S 4.0 10 50 6 0.10 4
EUSSH405000S 5.0 13 50 6 0.15 4
9 = m 0 EUSSH406000S 6.0 15 50 6 0.15 4
. EUSSH408000S 8.0 20 60 8 0.15 4
EUSSH410000S 10.0 25 75 10 0.20 4
d
R EUSSH412000S 12.0 30 75 12 0.20 4
1 EUSSH416000S 16.0 35 100 16 0.20 4
2 L1
L
D
&S Y & T
UMG 0.1~0.2
)
; AR
Feed recommend table
Dia Fz
d Tolerance (mm) (mm) ap
=12 0~-0.02 4 0.006 ~ 0.1 ? —>| P
@>12 0~-0.03 6 0.009 ~ 0.15 e
10 0.15~0.25 ap=1.5D ae=0.1D
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WinMills Solid Carbide Endmills WINSTAR
G550 Serie for Mold & Alloy steel, up to HRC 55

C

SllWpU3 8pIgLeD PIOS

-—

—

O Micro grain carbide rod is suitable for general machining.

O UNICO coating provides superior wear resistance and reduces the coefficient of friction.
O Stabilization of the cutting edge by edge flatland design and prevent chipping at corners.

O Universal geometry design is suitable for most materials.

Winstar A0G5
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WinMills Solid Carbide Endmills WINSTAR

G550 - Square Type - 2F IR EED - REER - 23]

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel,etc.
» Strong geometry design has excellent cutting ability of cutting edges.

« High precision cutting for side milling.

E P s F C 2 Order No. Dia. CL OAL Shank Flutes

EPSSC2 EPSFC200200U 02 04 50 4 2

EPSFC200300U 0.3 0.6 50 4 2

EPSFC200400U 0.4 0.8 50 4 2

P | m EPSFC200500U 0.5 1.0 50 4 2

9 & 8 0 0 EPSFC200600U 0.6 15 50 4 2

EPSFC200700U 07 2.0 50 4 2

J._d.L EPSFC200800U 08 2.0 50 4 2

| EPSFC200900U 0.9 2.0 50 4 2

EPSFC201000U 1.0 3.0 50 4 2

EPSFC201500U 15 4.0 50 4 2

EPSFC202000U 2.0 5.0 50 4 2

EPSFC202500U 25 6.0 50 4 2

EPSFC203000U 3.0 8.0 50 4 2

EPSFC203500U 35 9.0 50 4 2

L EPSFC204000U 4.0 10.0 50 4 2

EPSSC201000U 1.0 3.0 50 6 2

EPSSC202000U 2.0 5.0 50 6 2

EPSSC203000U 3.0 8.0 50 6 2

EPSSC203500U 35 9.0 50 6 2

EPSSC204000U 4.0 10.0 50 6 2

EPSSC204500U 45 1.0 50 6 2

ﬁ::{ EPSSC205000U 5.0 13.0 50 6 2

D EPSSC205500U 55 14.0 50 6 2

EPSSC206000U 6.0 15.0 50 6 2

“ ‘@‘ ‘ ‘@‘ EPSSC206500U 6.5 16.0 60 8 2

EPSSC207000U 7.0 18.0 60 8 2

EPSSC208000U 8.0 20.0 60 8 2

EPSSC209000U 9.0 22.0 75 10 2

EPSSC210000U 10.0 25.0 75 10 2

EPSSC211000U 11.0 25.0 75 12 2

EPSSC212000U 12.0 30.0 75 12 2

b T 55 EPSSC214000U 14.0 30.0 75 14 2

EPSSC216000U 16.0 35.0 100 16 2

d Tolerance EPSSC218000U 18.0 40.0 100 20 2

<3 0~-0.02 EPSSC220000U 20.0 45.0 100 20 2

3=0=10 0~-003 EPSSC225000U 25.0 45.0 100 25 2
0>10 0--004 Cutting conditions (2#tIH2#%) : Table 026
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G550 - Square Type - 3F IR EED - REER - 33

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel,etc. ‘gf
» Strong geometry design has excellent cutting ability of cutting edges. g
« High precision cutting for side milling. g
g
(0]
2
E P s F C 3 Order No. Dia. CL OAL Shank Flutes %
EPSSC3 EPSTC301000U 1.0 3 50 3 3
EPSTC301500U 1.5 4 50 3 3
EPSTC302000U 2.0 5 50 3 3
G m EPSTC303000U 3.0 8 50 3 3
9 & 8 0 0 EPSFC301000U 1.0 3 50 4 3
EPSFC301500U 1.5 4 50 4 3
EPSFC302000U 2.0 5 50 4 3
EPSFC302500U 25 6 50 4 3
EPSFC303000U 3.0 8 50 4 3
EPSFC303500U BI5) 9 50 4 3
EPSFC304000U 4.0 10 50 4 3
EPSSC303000U 3.0 8 50 6 3
EPSSC303500U 35 9 50 6 3
EPSSC304000U 4.0 10 50 6 8]
EPSSC304500U 45 1 50 6 3
EPSSC305000U 5.0 13 50 6 3
EPSSC305500U 5.5 14 50 6 3
EPSSC306000U 6.0 15 50 6 8]
EPSSC306500U 6.5 16 60 8 3
EPSSC307000U 7.0 18 60 8 3
EPSSC308000U 8.0 20 60 8 3
L’<—>{ EPSSC309000U 9.0 22 75 10 3
D EPSSC310000U 10.0 25 75 10 3
EPSSC311000U 11.0 25 75 12 3
“ ‘@‘ ‘ ‘@‘ EPSSC312000U 12.0 30 75 12 3
EPSSC314000U 14.0 30 75 14 3
EPSSC316000U 16.0 35 100 16 3
EPSSC318000U 18.0 40 100 20 3
EPSSC320000U 20.0 45 100 20 3
EPSSC325000U 25.0 45 100 25 3

S (S
<3 30° 55!

Cutting conditions (Z#tIHIZ28K) : Table 027

d Tolerance
@<3 0~-0.02
3=0=10 0~-0.03
@>10 0~-0.04
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WinMills Solid Carbide Endmills WINSTAR

G550 - Square Type - 4F IR EED - REER - 4 3)

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, Copper, FRP, etc.
» Strong geometry design has excellent cutting ability of cutting edges.

« High precision cutting for side milling.

E P s F C 4 Order No. Dia. CL OAL Shank Flutes
EPSSC4 EPSTC401000U 1.0 3 50 3 4
EPSTC401500U 1.5 4 50 3 4
EPSTC402000U 2.0 5 50 3 4
(7] m EPSTC403000U 3.0 8 50 3 4
¥ &8 & 0O 0§ EPSFC401000U 1.0 3 50 4 4
EPSFC401500U 15 4 50 4 4
EPSFC402000U 2.0 5 50 4 4
EPSFC402500U 25 6 50 4 4
EPSFC403000U 3.0 8 50 4 4
EPSFC403500U 35 9 50 4 4
EPSFC404000U 4.0 10 50 4 4
EPSSC403000U 3.0 8 50 6 4
EPSSC403500U 35 9 50 6 4
EPSSC404000U 4.0 10 50 6 4
EPSSC404500U 45 1 50 6 4
EPSSC405000U 5.0 13 50 6 4
EPSSC405500U 5.5 14 50 6 4
EPSSC406000U 6.0 15 50 6 4
EPSSC406500U 6.5 16 60 8 4
EPSSC407000U 7.0 18 60 8 4
EPSSC408000U 8.0 20 60 8 4
ﬁf;ﬁd EPSSC409000U 9.0 22 75 10 4
D EPSSC410000U 10.0 25 75 10 4
EPSSC411000U 11.0 25 75 12 4
“ ‘@‘ ‘ ‘@‘ EPSSC412000U 12.0 30 75 12 4
EPSSC414000U 14.0 30 75 14 4
EPSSC416000U 16.0 35 100 16 4
EPSSC418000U 18.0 40 100 20 4
EPSSC420000U 20.0 45 100 20 4
EPSSC425000U 25.0 45 100 25 4

S (S
<3 30° 55!

Cutting conditions (Z#tIHIZ28K) : Table 027

d Tolerance
@<3 0~-0.02
3=0=10 0~-0.03
@>10 0~-0.04
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G550 - Anti-Vibration Square Type - 4F IR - MEBAREFR - 47

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc. ‘gf
» Unequal axis and sophisticated geometry design provides outstanding Anti-vibrations capabilities. g
S
&
m
2
3
Order No. Dia. CL OAL Shank Flutes @
EPSSD4 EPSSD405000U 5 13 50 4
EPSSD406000U 6 13 50 4
EPSSD408000U 8 16 60 8 4
? - m = EPSSD410000U 10 20 75 10 4
0o EPSSD412000U 12 24 75 12 4
EPSSD416000U 16 30 100 16 4

& G
EOE@

% &

Cutting conditions (Z#tIHIZ28X) : Table 028

d Tolerance
g=12 0~-0.02
a>12 0~-0.03
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G550 - High Helix Square Type - 4F IRMFE - S8 - 43)

« UNICO Coating provides superior wear resistance and reduces the coefficient of friction

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, FRP, etc.
» Greater shearing action results in increased speeds and feeds and faster stock removal.

« Strong helix design provides hi speed milling capabilities.

Ep s EH 4 Order No. Dia. CL OAL Shank Flutes
EPSSH4 EPSFH403000U 3.0 8 50 4 4
EPSFH404000U 4.0 10 50 4 4
EPSSH405000U 5.0 13 50 6 4
(7] m EPSSH406000U 6.0 15 50 6 4
8 & & 0 0§ EPSSH407000U 7.0 18 60 8 4
EPSSH408000U 8.0 20 60 8 4
EPSSH409000U 9.0 22 75 10 4
EPSSH410000U 10.0 25 75 10 4
EPSSH411000U 1.0 25 75 12 4
EPSSH412000U 12.0 30 75 12 4
EPSSH414000U 14.0 30 75 14 4
EPSSH416000U 16.0 35 100 16 4

wifl GRSy

.
=3
A DN [Gh

<3 45° 55

Cutting conditions (Z#tIHIZ28X) : Table 029

d Tolerance
@<3 0~-0.02
3=0=10 0~-0.03
@>10 0~-0.04
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G550 - Long Flute Square Type - 4F Rt - R - 430

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc. ‘gf
« Available in various length of cut and overall length end mills. g
« Long cutting length is suitable for deep side milling. &é’
&
m
2
3
Order No. Dia. CL OAL Shank Flutes @
EPSCC4 EPSCC403000U 3.0 15 60 6 4
EPSCC404000U 4.0 20 60 6 4
EPSCC405000U 5.0 25 75 6 4
9 o m = EPSCC406000U 6.0 30 75 6 4
0o EPSCC408000U 8.0 35 100 8 4
EPSCC410000U 10.0 45 100 10 4
EPSCC412000U 12.0 45 100 12 4
EPSCC414000U 14.0 70 150 14 4
EPSCC416000U 16.0 70 150 16 4
EPSCC420000U 20.0 75 150 20 4
EPSCC425000U 25.0 75 150 25 4

Cutting conditions (Z#tIHIZ28%) : Table 030

d Tolerance
@<3 0~-0.03
3=0=10 0~-0.04
@>10 0~-0.05
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G550 - High Helix Square Type - 6F IRMFE - S8 - 6 )

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, FRP, etc.
» Greater shearing action results in increased speeds and feeds and faster stock removal.

« Strong helix design provides hi speed milling capabilities.

« Six flute for good surface milling.

EPSSH6 Order No. Dia. CL OAL Shank Flutes
EPSCHG6 EPSSH606000U 6 15 50 6 6
EPSSH608000U 8 20 60 8 6
EPSSH610000U 10 25 75 10 6
) (N EPSSH612000U 12 30 75 12 6

M 8 8 O O ©

EPSCH606000U 6 30 75 6 6
EPSCHG608000U 8 35 100 8 6
EPSCHG608000U45C 8 45 100 8 6
EPSCH610000U 10 45 100 10 6
EPSCH610000U55C 10 55 100 10 6
EPSCH612000U 12 45 100 12 6
EPSCH612000U55C 12 55 100 12 6
EPSCH616000U 16 70 150 16 6

S

D

wifl GRSy

.
=3
A DN [Gh

<3 45° 55

d Tolerance
@<3 0~-0.03
3=0=10 0~-0.04
@>10 0~-0.05
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G550 - Long Shank Square Type - 2F MR EE - RWEL - 230

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc. ‘gf
« Available in various length of cut and overall length end mills. g
« Flat design to avoid chipping of the cutting tip. &é’
g
(0]
2
E E g Eg g order No. Dia. cL OAL  Shank  Flutes =
EPSLC2 EPSJC204000U 4.0 10 60 4 2
EPSNC2 EPSEC204000U 4.0 10 75 4 2
EPSKC204000U 4.0 10 100 4 2
G m EPSMC204000U 4.0 10 60 6 2
8 &8 8 00O H® EPSLC204000U 4.0 10 75 6 2
EPSNC204000U 4.0 10 100 6 2
7J4L.L EPSMC206000U 6.0 15 60 6 2
EPSLC206000U 6.0 15 75 6 2
EPSNC206000U 6.0 15 100 6 2
L1 EPSMC208000U 8.0 20 75 8 2
EPSLC208000U 8.0 20 100 8 2
- EPSNC208000U 8.0 20 150 8 2
EPSLC210000U 10.0 25 100 10 2
EPSNC210000U 10.0 25 150 10 2
L EPSLC212000U 12.0 30 100 12 2
EPSNC212000U 12.0 30 150 12 2
EPSLC216000U 16.0 40 150 16 2
EPSLC220000U 20.0 40 150 20 2
Lry

wifl GRS

L

Cutting conditions (Z#&tIM2#%) : Table 031

d Tolerance
@<3 0~-0.03
3=0=10 0~-0.04
@>10 0~-0.05
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G550 - Long Shank Square Type - 4F ML - BB - 43D

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc.
« Available in various length of cut and overall length end mills.

« Flat design to avoid chipping of the cutting tip.

E E g Eg 2 order No. Dia. cL OAL  Shank  Flutes
EPSLC4 EPSEC403000U 3.0 8 75 4 4
EPSNC4 EPSKC403000U 3.0 8 100 4 4
EPSJC404000U 40 10 60 4 4
(7] (N EPSEC404000U 40 10 75 4 4
8 & & 0 0 #  osecaoaooou 40 10 100 4 4
EPSMC404000U 4.0 10 60 6 4
J‘L’L EPSLC404000U 4.0 10 75 6 4
EPSNC404000U 4.0 10 100 6 4
EPSMC406000U 6.0 15 60 6 4
L1 EPSLC406000U 6.0 15 75 6 4
EPSNC406000U 6.0 15 100 6 4
- EPSMC408000U 8.0 20 75 8 4
EPSLC408000U 8.0 20 100 8 4
EPSNC408000U 8.0 20 150 8 4
- EPSLCA410000U 10.0 25 100 10 4
EPSNC410000U 10.0 25 150 10 4
EPSLCA412000U 12.0 30 100 12 4
EPSNC412000U 12.0 30 150 12 4
EPSLCA416000U 16.0 40 150 16 4
EPSLC420000U 20.0 40 150 20 4

T

D

wifl GRS

EOD@

Cutting conditions (Z#tIHIZ8%) : Table 032

d Tolerance
@<3 0~-0.03
3=0=10 0~-0.04
@>10 0~-0.05

A074 Winstar




WinMills Solid Carbide Endmills WINSTAR

G550 - Roughing Square Type - 4F IREHEE) - A - 43D

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc. ‘gf
« Suitable for rough and high remove rate cutting environment. g
» Chamfering design provides a stronger cutting edge. &é’
» Middle coarse pitch provides hi performance and avoids tip fracture. &
2
3
Order No. Dia. CL OAL Shank Flutes @
EPSRR4 EPSRR406000U 6 15 50 6 4
EPSRR408000U 8 20 60 8 4
EPSRR410000U 10 25 75 10 4
9 o m = EPSRR412000U 12 30 75 12 4
0o EPSRR416000U 16 40 100 16 4
EPSRR420000U 20 45 100 20 4

wifl GRS

BOE@

Cutting conditions (Z#tIHIZ28K) : Table 033

d Tolerance
@<3 0~-0.02
3=0=10 0~-0.03
@>10 0~-0.04
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G550 - Long Neck Square Type - 2F Rt - REREL - 230

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc.
» Toughness and reduction of vibration.

« Available in various cut lengths.

« Suitable for deep cutting application.

E P S B C 2 Order No. Dia. CL EFF-L OAL Shank Flutes
EPSRC2 EPSBC200201U 0.2 0.3 1 50 4 2
EPSBC200202U 02 03 2 50 4 2
EPSBC200301U 03 04 1 50 4 2
(7] (N EPSBC200302U 03 04 2 50 4 2
8 8 & 0 0 ¥ ospeannssu 03 04 3 50 4 2
EPSBC200304U 03 0.4 4 50 4 2
7?‘(1‘; - EPSBC200305U 03 04 5 50 4 2
IU EPSBC200401U 04 05 1 50 4 2
- EPSBC200402U 04 05 2 50 4 2
12 EPSBC200403U 04 05 3 50 4 2
EPSBC200404U 04 05 4 50 4 2
EPSBC200405U 04 05 5 50 4 2
— EPSBC200406U 04 05 6 50 4 2
EPSBC200408U 04 05 8 50 4 2
L 150 EPSBC200410U 04 05 10 50 4 2
EPSBC200502U 05 06 2 50 4 2
EPSBC200503U 05 06 3 50 4 2
EPSBC200504U 05 06 4 50 4 2
EPSBC200505U 05 06 5 50 4 2
EPSBC200506U 05 06 6 50 4 2
) EPSBC200508U 05 06 8 50 4 2
T EPSBC200510U 05 06 10 50 4 2
D EPSBC200512U 05 06 12 50 4 2
EPSBC200514U 05 06 14 50 4 2

b
=

k<

T

pa
B =

%)
S
o | L
o (0
O

Cutting conditions (Z&tIM2#%) : Table 034 ~ 036

d Tolerance
0~-0.02
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G550 - Long Neck Square Type - 2F Rt - REREL - 230

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc. ‘gf
» Toughness and reduction of vibration. g
« Available in various cut lengths. g
« Suitable for deep cutting application. &
E P S B C 2 Order No. Dia. CL EFF-L OAL Shank Flutes &

EPSRC2 EPSBC200602U 0.6 0.7 2 50 4 2

EPSBC200603U 0.6 0.7 8] 50 4 2

EPSBC200604U 0.6 0.7 4 50 4 2

E m EPSBC200605U 0.6 0.7 ) 50 4 2

9 & 8 0 0 EPSBC200606U 0.6 0.7 6 50 4 2

EPSBC200608U 0.6 0.7 8 50 4 2

7?‘(1‘;7 EPSBC200610U 0.6 0.7 10 50 4 2

IU EPSBC200612U 0.6 0.7 12 50 4 2

- EPSBC200614U 0.6 0.7 14 50 4 2

L2 EPSBC200616U 0.6 0.7 16 50 4 2

EPSBC200702U 0.7 0.8 2 50 4 2

EPSBC200704U 0.7 0.8 4 50 4 2

— EPSBC200706U 0.7 0.8 6 50 4 2

EPSBC200708U 0.7 0.8 8 50 4 2

L 150 EPSBC200710U 0.7 0.8 10 50 4 2

EPSBC200712U 0.7 0.8 12 50 4 2

EPSBC200802U 0.8 1.0 2 50 4 2

EPSBC200804U 0.8 1.0 4 50 4 2

EPSBC200806U 0.8 1.0 6 50 4 2

EPSBC200808U 0.8 1.0 8 50 4 2

B EPSBC200810U 0.8 1.0 10 50 4 2

—}:—;{ EPSBC200812U 0.8 1.0 12 50 4 2

D EPSBC200814U 0.8 1.0 14 50 4 2

EPSBC200906U 0.9 1.1 6 50 4 2

“ ‘@‘ ‘ ‘@‘ EPSBC200908U 0.9 14 8 50 4 2

EPSBC200910U 0.9 1.1 10 50 4 2

L

d Tolerance
0] 0~-0.02

Cutting conditions (Z&tIM2#%) : Table 034 ~ 036
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G550 - Long Neck Square Type - 2F Rt - REREL - 230

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc.
» Toughness and reduction of vibration.

« Available in various cut lengths.

« Suitable for deep cutting application.

E P S B C 2 Order No. Dia. CL EFF-L OAL Shank Flutes
EPSRC2 EPSBC201002U 1.0 12 2 50 4 2
EPSBC201003U 1.0 1.2 3 50 4 2
EPSBC201004U 1.0 1.2 4 50 4 2
(7] (N EPSBC201005U 1.0 1.2 5 50 4 2
8 8 & 0 0 & ospeanioosu 1.0 1.2 6 50 4 2
EPSBC201008U 1.0 12 8 50 4 2
7?‘(1‘;7 EPSBC201010U 1.0 1.2 10 50 4 2
IU EPSBC201012U 1.0 1.2 12 50 4 2
- EPSBC201014U 1.0 1.2 14 50 4 2
12 EPSBC201016U 1.0 1.2 16 50 4 2
EPSBC201018U 1.0 1.2 18 50 4 2
EPSBC201020U 1.0 1.2 20 50 4 2
— EPSBC201204U 1.2 15 4 50 4 2
EPSBC201206U 1.2 15 6 50 4 2
L 150 EPSBC201208U 1.2 15 8 50 4 2
EPSBC201210U 1.2 15 10 50 4 2
EPSBC201212U 1.2 15 12 50 4 2
EPSBC201216U 1.2 15 16 50 4 2
EPSBC201220U 1.2 15 20 50 4 2
EPSBC201406U 1.4 1.8 6 50 4 2
EPSBC201408U 1.4 1.8 8 50 4 2
JH EPSBC201410U 1.4 1.8 10 50 4 2
D EPSBC201414U 1.4 1.8 14 50 4 2
EPSBC201416U 1.4 1.8 16 50 4 2
4 2

‘ ‘@‘ EPSBC201420U 1.4 1.8 20 50

& &

L

d Tolerance
0] 0~-0.02

Cutting conditions (Z&tIM2#%) : Table 034 ~ 036
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G550 - Long Neck Square Type - 2F Rt - REREL - 230

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc. ‘gf
» Toughness and reduction of vibration. g
« Available in various cut lengths. g
« Suitable for deep cutting application. i
2
E P S B C 2 Order No. Dia. CL EFF-L OAL Shank Flutes %

EPSRC2 EPSBC201504U 15 1.8 4 50 4 2

EPSBC201506U 1.5 1.8 6 50 4 2

EPSBC201508U 1.5 1.8 8 50 4 2

E m EPSBC201510U 1.5 1.8 10 50 4 2

9 & 8 0 0 EPSBC201512U 1.5 1.8 12 50 4 2

EPSBC201514U 1.5 1.8 14 50 4 2

7?‘(1‘;7 EPSBC201516U 1.5 1.8 16 50 4 2

IU EPSBC201518U 1.5 1.8 18 50 4 2

- EPSBC201520U 1.5 1.8 20 50 4 2

L2 EPSBC201610U 1.6 1.9 10 50 4 2

EPSBC201614U 1.6 1.9 14 50 4 2

EPSBC201618U 1.6 1.9 18 50 4 2

— EPSBC201810U 1.8 2.0 10 50 4 2

EPSBC201814U 1.8 2.0 14 50 4 2

L 150 EPSBC201818U 1.8 2.0 18 50 4 2

EPSBC202004U 2.0 25 4 50 4 2

EPSBC202006U 2.0 25 6 50 4 2

EPSBC202008U 2.0 25 8 50 4 2

EPSBC202010U 2.0 25 10 50 4 2

EPSBC202012U 2.0 25 12 50 4 2

EPSBC202014U 2.0 25 14 50 4 2

J—F—;{ EPSBC202016U 2.0 2.5 16 50 4 2

D EPSBC202018U 2.0 25 18 50 4 2

EPSBC202020U 2.0 25 20 50 4 2

“ ‘@‘ ‘ ‘@‘ EPSBC202022U 2.0 25 22 60 4 2

EPSBC202025U 2.0 25 25 60 4 2

EPSBC202030U 2.0 25 30 60 4 2

EPSBC202035U 2.0 25 35 60 4 2

L
N\ JlICERC
30° 55

d Tolerance
0] 0~-0.02

Cutting conditions (Z&tIM2#%) : Table 034 ~ 036
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G550 - Long Neck Square Type - 2F Rt - REREL - 230

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc.
» Toughness and reduction of vibration.

« Available in various cut lengths.

« Suitable for deep cutting application.

EPSBC2 St e Dia. CL EFFL OAL Shank Flutes
EPSRC2 EPSBC202508U 2.5 3.0 8 50 4 2
EPSBC202510U 25 3.0 10 50 4 2
EPSBC202512U 25 3.0 12 50 4 2
(7] (N EPSBC202516U 25 3.0 16 50 4 2
8 8 8 0 0 ¥ ospeamsaou 25 3.0 20 50 4 2
EPSBC202525U 25 3.0 25 60 4 2
7?‘(1‘; - EPSBC202530U 25 3.0 30 60 4 2
Im EPSBC202535U 25 3.0 35 60 4 2
= EPSRC203006U 3.0 35 6 50 6 2
Lo EPSRC203010U 3.0 35 10 50 6 2
EPSRC203012U 3.0 35 12 50 6 2
EPSRC203016U 3.0 35 16 50 6 2
— EPSRC203020U 3.0 35 20 60 6 2
EPSRC203025U 3.0 35 25 60 6 2
L 150 EPSRC203030U 3.0 35 30 60 6 2
EPSRC203035U 3.0 35 35 75 6 2
EPSRC204008U 4.0 45 8 50 6 2
EPSRC204010U 4.0 45 10 50 6 2
EPSRC204012U 4.0 45 12 50 6 2
EPSRC204016U 4.0 45 16 50 6 2
) EPSRC204020U 4.0 45 20 60 6 2
= EPSRC204025U 4.0 45 25 60 6 2
D EPSRC204030U 4.0 45 30 60 6 2
EPSRC204035U 4.0 45 35 75 6 2

b
=

k<

T

pa
B =

%)
S
o | L
o (0
O

Cutting conditions (Z&tIM2#%) : Table 034 ~ 036

d Tolerance
0~-0.02
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G550 - Long Neck Square Type - 2F Rt - REREL - 230

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc. ‘gf
» Toughness and reduction of vibration. g
« Available in various cut lengths. g
« Suitable for deep cutting application. i
2
E P S B C 2 Order No. Dia. CL EFF-L OAL Shank Flutes %

EPSRC2 EPSRC205016U 5.0 7.0 16 50 6 2

EPSRC205020U 5.0 7.0 20 60 6 2

EPSRC205025U 5.0 7.0 25 60 6 2

E m EPSRC205030U 5.0 7.0 30 60 6 2

9 & 8 0 0 EPSRC205035U 5.0 7.0 35 75 6 2

EPSRC206020U 6.0 10.0 20 60 6 2

7?‘(1‘;7 EPSRC206030U 6.0 10.0 30 75 6 2

IU EPSRC208020U 8.0 15.0 20 60 8 2

- EPSRC208030U 8.0 15.0 30 75 8 2

L2 EPSRC208040U 8.0 15.0 40 100 8 2

EPSRC210025U 10.0 20.0 25 75 10 2

EPSRC210035U 10.0 20.0 35 75 10 2

— EPSRC210045U 10.0 20.0 45 100 10 2

EPSRC212030U 12.0 25.0 30 75 12 2

L 150 EPSRC212040U 12.0 25.0 40 100 12 2

EPSRC212050U 12.0 25.0 50 100 12 2

v 1A

=

D

wifl GRS

L

d Tolerance
0] 0~-0.02

Cutting conditions (Z&tIM2#%) : Table 034 ~ 036
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G550 - Long Neck Square Type - 4F Rt - RIREL - 43D

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, Copper, FRP, etc.
» Toughness and reduction of vibration.

« Available in various cut lengths.

« Suitable for deep cutting application.

E P S B C 4 Order No. Dia. CL EFF-L OAL Shank Flutes
EPSRC4 EPSBC401003U 1.0 1.0 3 50 4 4
EPSBC401004U 1.0 1.0 4 50 4 4
EPSBC401006U 1.0 1.0 6 50 4 4
P | (N EPSBC401008U 1.0 1.0 8 50 4 4
¥ &8 &8 0 0 8 heacaoi0m0u 1.0 1.0 10 50 4 4
EPSBC401012U 1.0 1.0 12 50 4 4
EPSBC401016U 1.0 1.0 16 50 4 4
EPSBC401020U 1.0 1.0 20 50 4 4
EPSBC401025U 1.0 1.0 25 60 4 4
EPSRC401004U 1.0 1.0 4 50 6 4
EPSRC401006U 1.0 1.0 6 50 6 4
EPSRC401008U 1.0 1.0 8 50 6 4
EPSRC401010U 1.0 1.0 10 50 6 4
EPSRC401012U 1.0 1.0 12 50 6 4
15 EPSBC401506U 15 15 6 50 4 4
EPSBC401508U 1.5 15 8 50 4 4
EPSBC401510U 15 15 10 50 4 4
EPSBC401512U 15 15 12 50 4 4
EPSBC401516U 15 15 16 50 4 4
EPSBC401520U 15 1.5 20 50 4 4
EPSBC401525U 15 15 25 60 4 4
JH EPSRC401506U 15 15 6 50 6 4
D EPSRC401508U 15 15 8 50 6 4
EPSRC401510U 15 15 10 50 6 4
6 4

‘ ‘@‘ EPSRC401512U 15 15 12 50

& &

EOD@

d Tolerance
0] 0~-0.02

Cutting conditions (Zz&tIM2#%) : Table 037 ~ 038
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G550 - Long Neck Square Type - 4F Rt - RIREL - 43D

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, Copper, FRP, etc. ‘gf
» Toughness and reduction of vibration. g
« Available in various cut lengths. g
« Suitable for deep cutting application. &
E P S B C 4 Order No. Dia. CL EFF-L OAL Shank Flutes &

EPSRC4 EPSBC402006U 2.0 2.0 6 50 4 4

EPSBC402008U 2.0 2.0 8 50 4 4

EPSBC402010U 2.0 2.0 10 50 4 4

E m EPSBC402012U 2.0 2.0 12 50 4 4

9 & 8 0 0 EPSBC402016U 2.0 2.0 16 50 4 4

EPSBC402020U 2.0 2.0 20 50 4 4

EPSBC402025U 2.0 2.0 25 60 4 4

EPSBC402030U 2.0 2.0 30 60 4 4

EPSRC402006U 2.0 2.0 6 50 6 4

EPSRC402008U 2.0 2.0 8 50 6 4

EPSRC402010U 2.0 2.0 10 50 6 4

EPSRC402016U 2.0 2.0 16 50 6 4

EPSBC402510U 25 25 10 50 4 4

EPSBC402512U 25 25 12 50 4 4

150 EPSBC402516U 25 25 16 50 4 4

EPSBC402520U 25 25 20 50 4 4

EPSBC402525U 25 25 25 60 4 4

EPSBC402530U 25 25 30 60 4 4

EPSRC402506U 25 25 6 50 6 4

EPSRC402510U 25 25 10 50 6 4

B EPSRC403010U 3.0 3.0 10 50 6 4

—F—l{ EPSRC403012U 3.0 3.0 12 50 6 4

D EPSRC403016U 3.0 3.0 16 50 6 4

EPSRC403020U 3.0 3.0 20 60 6 4

“ ‘@‘ ‘ ‘@‘ EPSRC403025U 3.0 3.0 25 60 6 4

EPSRC403030U 3.0 3.0 30 60 6 4

6 4

EPSRC403035U 3.0 3.0 35 75
EOD@
N\ JlICERC

30° 55

d Tolerance
0] 0~-0.02

Cutting conditions (Zz&tIM2#%) : Table 037 ~ 038
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G550 - Long Neck Square Type - 4F Rt - RIREL - 43D

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, Copper, FRP, etc.
» Toughness and reduction of vibration.

« Available in various cut lengths.

« Suitable for deep cutting application.

E P S B C 4 Order No. Dia. CL EFF-L OAL Shank Flutes
EPSRC4 EPSRC404010U 4.0 4.0 10 50 6 4
EPSRC404012U 4.0 40 12 50 6 4
EPSRC404016U 4.0 40 16 50 6 4
(7] (N EPSRC404020U 4.0 40 20 60 6 4
8 8 8 0 0 ¥ osrcsososu 40 40 25 60 6 4
EPSRC404030U 4.0 40 30 60 6 4
EPSRC405016U 5.0 5.0 16 50 6 4
EPSRC405020U0 5.0 5.0 20 60 6 4
EPSRC405025U 5.0 5.0 25 60 6 4
EPSRC405030U 5.0 5.0 30 60 6 4
EPSRC406020U 6.0 6.0 20 60 6 4
EPSRC406030U 6.0 6.0 30 75 6 4
EPSRC408020U 8.0 15.0 20 60 8 4
EPSRC408030U 8.0 15.0 30 75 8 4
150 EPSRCA408040U 8.0 15.0 40 100 8 4
EPSRC410025U  10.0 20.0 25 75 10 4
EPSRC410035U  10.0 20.0 35 100 10 4
EPSRC410045U  10.0 20.0 45 100 10 4
EPSRC412030U  12.0 25.0 30 75 12 4
EPSRC412040U 12,0 25.0 40 100 12 4
) EPSRC412050U 120 25.0 50 100 12 4

D

wifl GRS

EOD@

d Tolerance
0] 0~-0.02

Cutting conditions (Zz&tIM2#%) : Table 037 ~ 038
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G550 - Taper Square Type - 2F iRt - MER - 23]

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc. ‘gf
« High strength of taper cutting length, can cut deep grooves without breaking. g
» Convenient for Tap cutting in 3 axis machine. g
g
(0]
2
E P S F T 2 Order No. Dia. a’ CL NL OAL Shank Flutes %
EPSST2 EPSFT201005U 1.0 0.5° 4.0 1.07 50 4 2
EPSFT201010U 1.0 1.0° 4.0 1.14 50 4 2
EPSFT201015U 1.0 1.5° 4.0 1.21 50 4 2
G m EPSFT201020U 1.0 2.0° 4.0 1.28 50 4 2
9 & 8 0 0 EPSFT201025U 1.0 2.5° 4.0 1.35 50 4 2
EPSFT201030U 1.0 3.0° 4.0 1.42 50 4 2
EPSFT201050U 1.0 5.0° 4.0 1.70 50 4 2
EPSFT201070U 1.0 7.0° 4.0 1.98 50 4 2
EPSFT2010A0U 1.0 10.0° 4.0 2.41 50 4 2
EPSFT2010A5U 1.0 15.0° 4.0 3.14 50 4 2
EPSFT201505U 1.5 0.5° 5.0 1.59 50 4 2
EPSFT201510U 1.5 1.0° 5.0 1.68 50 4 2
EPSFT201515U 1.5 1.5° 5.0 1.76 50 4 2
EPSFT201520U 1.5 2.0° 5.0 1.85 50 4 2
EPSFT201525U 1.5 2.5° 5.0 1.93 50 4 2
EPSFT201530U 1.5 3.0° 5.0 2.02 50 4 2
EPSFT201535U 1.5 5.0° 5.0 2.37 50 4 2
EPSFT202005U 2.0 0.5° 6.0 2.10 50 4 2
EPSFT202010U 2.0 1.0° 6.0 2.21 50 4 2
EPSFT202015U 2.0 1.5° 6.0 2.31 50 4 2
EPSFT202020U 2.0 2.0° 6.0 241 50 4 2
EPSFT202025U 2.0 2.5° 6.0 2.52 50 4 2
EPSFT202030U 20 3.0° 6.0 2.62 50 4 2
EPSFT202050U 2.0 5.0° 6.0 3.05 50 4 2
“ ‘@‘ ‘ ‘@‘ EPSFT202070U 20  7.0° 60 347 50 4 2
EPSST2020A0U 2.0 10.0° 6.0 4.11 50 6 2
6 2

EPSST2020A5U 2.0 15.0° 6.0 5.22 50

L
N\ JCERC
35° 55

d Tolerance
0] 0~0.05

Cutting conditions (Z#tIHIZ28%) : Table 039
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G550 - Taper Square Type - 2F iRt - MER - 23]

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc.
« High strength of taper cutting length, can cut deep grooves without breaking.

» Convenient for Tap cutting in 3 axis machine.

E P S F T 2 Order No. Dia. a CL NL OAL Shank Flutes
EPSST2 EPSFT202505U 2.5 0.5° 80 264 50 4 2
EPSFT202510U 25 1.0° 80 278 50 4 2
EPSFT202515U 25 15° 80 291 50 4 2
(7] (N EPSFT202520U 25 20° 80 305 50 4 2
8 & & 0 0§ EPSFT202525U 25 25° 80 320 50 4 2
EPSFT202530U 25 30° 80 333 50 4 2
EPSFT202550U 2.5 5.0° 80 390 50 4 2
EPSST203005U 3.0 05 100 317 50 6 2
EPSST203010U 3.0 10° 100 335 50 6 2
EPSST203015U 3.0 15° 100 352 50 6 2
EPSST203020U 3.0 20° 100 369 50 6 2
EPSST203025U 3.0 25° 100 387 50 6 2
EPSST203030U 3.0 30° 100 405 50 6 2
EPSST203050U 3.0 50° 100 475 50 6 2
EPSST203070U 3.0 70° 120  6.00 50 6 2
EPSST2030A0U 3.0  10.0° 120 722 60 8 2
EPSST2030A5U 3.0  15.0° 120  9.40 75 10 2
EPSST204005U 4.0 05° 150 426 50 6 2
EPSST204010U 4.0 1.0° 150 452 50 6 2
EPSST204015U 4.0 15° 150 479 50 6 2
EPSST204020U 4.0 20° 150 504 50 6 2
EPSST204025U 4.0 25° 150 531 50 6 2
EPSST204030U 4.0 30° 150 557 50 6 2
EPSST204050U 4.0 50° 150  6.62 60 8 2
“ ‘@‘ ‘ ‘@‘ EPSST204070U 40  7.0° 160 800 60 8 2
EPSST2040A0U 4.0  10.0° 170 1000 75 10 2
12 2

EPSST2040A5U 4.0 15.0° 14.9 12.00 75

L
N\ JCERC
35° 55

d Tolerance
0] 0~0.05

Cutting conditions (Z#tIHIZ28%) : Table 039
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G550 - Taper Square Type - 2F iRt - MER - 23]

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc. ‘gf
« High strength of taper cutting length, can cut deep grooves without breaking. g
» Convenient for Tap cutting in 3 axis machine. g
g
(0]
2
E P S F T 2 Order No. Dia. a’ CL NL OAL Shank Flutes %
EPSST2 EPSST205005U 5.0 05° 200 534 60 6 2
EPSST205010U 5.0 1.0° 20.0 5.70 60 6 2
EPSST205015U 5.0 1.5° 19.6 6.00 60 6 2
G m EPSST205020U 5.0 2.0° 20.0 6.39 60 8 2
9 & 8 0 0 EPSST205025U 5.0 25° 20.0 6.74 60 8 2
EPSST205030U 5.0 3.0° 20.0 7.10 60 8 2
EPSST205050U 5.0 5.0° 20.0 8.50 75 10 2
EPSST205070U 5.0 7.0° 20.0 10.00 75 10 2
EPSST2050A0U 5.0 10.0° 20.0 12.00 75 12 2
EPSST206005U 6.0 0.5° 20.0 6.35 60 8 2
EPSST206010U 6.0 1.0° 20.0 6.70 60 8 2
EPSST206015U 6.0 1.5° 20.0 7.05 60 8 2
EPSST206020U 6.0 2.0° 20.0 7.40 60 8 2
EPSST206025U 6.0 2.5° 20.0 7.75 60 8 2
EPSST206030U 6.0 3.0° 20.0 8.10 75 10 2
EPSST206050U 6.0 5.0° 20.0 9.50 75 10 2
EPSST206070U 6.0 7.0° 24.0 12.00 75 12 2
EPSST2060A0U 6.0 10.0° 22.0 14.00 75 14 2
EPSST208005U 8.0 0.5° 25.0 8.44 75 10 2
EPSST208010U 8.0 1.0° 25.0 8.87 75 10 2
EPSST208015U 8.0 1.5° 25.0 9.31 75 10 2
EPSST208020U 8.0 2.0° 25.0 9.75 75 10 2
EPSST208030U 8.0 3.0° 25.0 10.62 75 12 2
EPSST208050U 8.0 5.0° 25.0 12.37 75 14 2
“ ‘@‘ ‘ ‘@‘ EPSST208070U 80  7.0° 320 1600 100 16 2
EPSST2080A0U 8.0 10.0° 28.0 18.00 100 18 2
EPSST210005U 10.0 0.5° 35.0 10.61 75 12 2
EPSST210010U 10.0 1.0° 35.0 11.22 75 12 2
EPSST210015U 10.0 1.5° 35.0 11.83 75 12 2
EPSST210020U 10.0 2.0° 35.0 12.44 75 14 2
EPSST210030U 10.0 3.0° 35.0 13.67 75 14 2
35 55 EPSST210050U 10.0 5.0° 34.2 16.00 100 16 2
Cutting conditions (Z#tIHIZ28%) : Table 039
d Tolerance
9] 0~0.05
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G550 - Ball Nose Type - 2F IRHIK AR ) - IR - 2 5)

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc.
« It provides an excellent surface due to better surface grindings.

» New tool geometry increases wear resistance and cutting force is decreased.

« Suitable for high speed profile surface milling.

E P B F C 2 Order No. Radius Dia. CL OAL Shank Flutes
EPBSC2 EPBFC200200U  0.10R 0.2 0.4 50 4 2
EPBFC200300U  0.15R 0.3 0.6 50 4 2
EPBFC200400U  0.20R 0.4 0.8 50 4 2
G m EPBFC200500U  0.25R 0.5 1.0 50 4 2
9 & 8 0 0 EPBFC200600U  0.30R 0.6 1.2 50 4 2
EPBFC200700U  0.35R 0.7 14 50 4 2
R EPBFC200800U  0.40R 0.8 16 50 4 2
T Bl EPBFC200900U  0.45R 0.9 18 50 4 2
EPBFC201000U  0.50R 1.0 2.0 50 4 2
L1 EPBFC201500U  0.75R 15 3.0 50 4 2
EPBFC202000U  1.00R 2.0 4.0 50 4 2
s EPBFC203000U  1.50R 3.0 6.0 50 4 2
EPBFC204000U  2.00R 4.0 8.0 50 4 2
EPBSC203000U  1.50R 3.0 6.0 50 6 2
L EPBSC204000U  2.00R 4.0 8.0 50 6 2
EPBSC205000U  2.50R 5.0 10.0 50 6 2
EPBSC206000U  3.00R 6.0 12.0 50 6 2
EPBSC207000U  3.50R 7.0 14.0 60 8 2
EPBSC208000U  4.00R 8.0 16.0 60 8 2
EPBSC210000U  5.00R 10.0 20.0 75 10 2
EPBSC212000U  6.00R 12.0 24.0 75 12 2
7?:{ EPBSC216000U  8.00R 16.0 32.0 100 16 2
D EPBSC220000U  10.00R  20.0 40.0 100 20 2

wif GRS

BEO2@
N\ JlICERC
30° 55

d R Tolerance
0] +0.02

Cutting conditions (Z#tIHIZ28X) : Table 040
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G550 - Ball Nose Type - 4F IRHMIK AR ) - IR - 4 5)

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, Copper, FRP, etc. ‘gf
« It provides an excellent surface due to better surface grindings. g
» New tool geometry increases wear resistance and cutting force is decreased. g
 Multiple flutes design improves the cutting surface. )
E P B F C 4 Order No. Radius Dia. CL OAL Shank Flutes &

EPBSC4 EPBFC402000U  1.0R 2.0 4 50 4 4

EPBFC403000U 1.5R 3.0 6 50 4 4

EPBFC404000U 2.0R 4.0 8 50 4 4

G m EPBSC404000U 2.0R 4.0 8 50 6 4

9 & 8 0 0 EPBSC405000U 2.5R 5.0 10 50 6 4

EPBSC406000U 3.0R 6.0 12 50 6 4

/ R EPBSC408000U 4.0R 8.0 16 60 8 4

T T 4

4

4

4

: EPBSC410000U 5.0R 10.0 20 75 10
EPBSC412000U 6.0R 12.0 24 75 12
. L1 EPBSC416000U 8.0R 16.0 32 100 16
f EPBSC420000U 10.0R 20.0 40 100 20
L
D

&

@ &

Cutting conditions (Z#&tIM2#%) : Table 041

d R Tolerance
0] +0.02
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G550 - Long Shank Ball Nose Type - 2F IREIK AR ) - RMRTEL - 23]

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc.
« It provides an excellent surface due to better surface grindings.

» New tool geometry increases wear resistance and cutting force is decreased.

« Suitable for high speed profile surface milling.

E IF; g IE(gg OrderNo.  Radiuss  Dia.  CL  OAL  Shank Flutes
EPBLC2 EPBEC203000U  1.5R 3.0 6 75 4 2
EPBNC2 EPBKC203000U  1.5R 3.0 6 100 4 2
EPBJC204000U 2R 4.0 8 60 4 2
G m EPBEC204000U 2R 4.0 8 75 4 2
8 & & 0 0§ EPBKC204000U 2R 4.0 8 100 4 2
EPBMC204000U 2R 4.0 8 60 6 2
R EPBLC204000U 2R 4.0 8 75 6 2
T T EPBNC204000U 2R 4.0 8 100 6 2
EPBMC206000U 3R 6.0 12 60 6 2
L1 EPBLC206000U 3R 6.0 12 75 6 2
EPBNC206000U 3R 6.0 12 100 6 2
s EPBMC208000U 4R 8.0 16 75 8 2
EPBLC208000U 4R 8.0 16 100 8 2
EPBNC208000U 4R 8.0 16 150 8 2
- EPBLC210000U 5R 10.0 20 100 10 2
EPBNC210000U 5R 10.0 20 150 10 2
EPBLC212000U 6R 12.0 24 100 12 2
EPBNC212000U 6R 12.0 24 150 12 2
EPBLC216000U 8R 16.0 32 150 16 2
EPBLC220000U 10R 20.0 40 150 20 2

T

D

wif GRS

BEO20
N\ JlICERC
30° 55

d R Tolerance
0] +0.02

Cutting conditions (Z#tIHIZ8K) : Table 042
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G550 - Long Shank Ball Nose Type - 4F IREIIK AR ) - R - 43

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc. ‘gf
« It provides an excellent surface due to better surface grindings. g
» New tool geometry increases wear resistance and cutting force is decreased. g
 Multiple flutes design and long shank design makes possible deep surface cutting. )
E IF; g lE(gi OrderNo.  Radiuss  Dia.  CL  OAL Shank Flutes [

EPBLC4 EPBEC404000U 2R 4.0 8 75 4 4

EPBNC4 EPBKC404000U 2R 4.0 8 100 4 4

EPBLC404000U 2R 4.0 8 75 6 4

G m EPBNC404000U 2R 4.0 8 100 6 4

9 & 8 0 0 EPBLC406000U 3R 6.0 12 75 6 4

EPBNC406000U 3R 6.0 12 100 6 4

/ R EPBMC408000U 4R 8.0 16 75 8 4

T b T EPBLC408000U 4R 8.0 16 100 8 4

. JU EPBNC408000U 4R 8.0 16 150 8 4

EPBLC410000U 5R 10.0 20 100 10 4

EPBNC410000U 5R 10.0 20 150 10 4

EPBLC412000U 6R 12.0 24 100 12 4

EPBNC412000U 6R 12.0 24 150 12 4

EPBLC416000U 8R 16.0 32 150 16 4

T

D

wif GRS

S
N\ JlICERC
30° 55

d R Tolerance
0] +0.02

Cutting conditions (Z#tIHIZ28K) : Table 043
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G550 - Long Neck Ball Nose Type - 2F IRk SR ) - RERAL - 23]

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, Copper, FRP, etc.
» Reduce vibration and more toughness.

« It provides an excellent surface due to better surface grindings.

» Long neck design is suitable for rid cutting.

Radius Dia. CL EFF-L OAL Shank Flutes

EPBBCZ Order No.
EPBRC2 EPBBC200301U  0.15R 0.3 0.3 1 50 4 2
EPBBC200302U  0.15R 0.3 0.3 2 50 4 2
EPBBC200303U  0.15R 0.3 0.3 3 50 4 2
ﬂ m EPBBC200401U  0.20R 0.4 0.4 1 50 4 2
9 & 8 0 0 EPBBC200402U 0.20R 0.4 0.4 2 50 4 2
EPBBC200403U 0.20R 0.4 0.4 3 50 4 2
jd‘i R EPBBC200404U 0.20R 0.4 0.4 4 50 4 2
ar EPBBC200405U 0.20R 0.4 0.4 5 50 4 2
- EPBBC200406U 0.20R 0.4 0.4 6 50 4 2
12 EPBBC200408U 0.20R 0.4 0.4 8 50 4 2
EPBBC200501U 0.25R 05 05 1 50 4 2
EPBBC200502U 0.25R 05 0.5 2 50 4 2
— EPBBC200503U 0.25R 05 0.5 3 50 4 2
> EPBBC200504U 0.25R 05 0.5 4 50 4 2
L 15° EPBBC200505U 0.25R 05 0.5 5 50 4 2
EPBBC200506U 0.25R 05 0.5 6 50 4 2
EPBBC200508U 0.25R 0.5 0.5 8 50 4 2
EPBBC200510U 0.25R 05 0.5 10 50 4 2
EPBBC200601U  0.30R 0.6 0.6 1 50 4 2
EPBBC200602U 0.30R 0.6 0.6 2 50 4 2
) EPBBC200603U 0.30R 0.6 0.6 3 50 4 2
e EPBBC200604U 0.30R 0.6 0.6 4 50 4 2
D EPBBC200605U 0.30R 0.6 0.6 5 50 4 2
EPBBC200606U 0.30R 0.6 0.6 6 50 4 2
“ ‘@‘ ‘ ‘@‘ EPBBC200608U  0.30R 0.6 06 8 50 4 2
EPBBC200610U  0.30R 0.6 0.6 10 50 4 2
12 50 4 2

EPBBC200612U  0.30R 0.6 0.6

BEO20
N\ JlICERC
30° 55

d R Tolerance
0] +0.02

Cutting conditions (Z&tIM2#%) : Table 044 ~ 046
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G550 - Long Neck Ball Nose Type - 2F IRk SR ) - RERAL - 23]

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, Copper, FRP, etc. ‘gf
» Reduce vibration and more toughness. g
« It provides an excellent surface due to better surface grindings. g
» Long neck design is suitable for rid cutting. i
2
E P B B C 2 Order No. Radius Dia. CL EFF-L OAL Shank Flutes %

EPBRC2 EPBBC200702U  0.35R 0.7 0.7 2 50 4 2

EPBBC200704U  0.35R 0.7 0.7 4 50 4 2

EPBBC200708U  0.35R 0.7 0.7 8 50 4 2

E m EPBBC200710U  0.35R 0.7 0.7 10 50 4 2

9 & 8 0 0 EPBBC200712U  0.35R 0.7 0.7 12 50 4 2

EPBBC200802U  0.40R 0.8 0.8 2 50 4 2

?‘d‘i R EPBBC200804U  0.40R 0.8 0.8 4 50 4 2

I EPBBC200806U  0.40R 0.8 0.8 6 50 4 2

- EPBBC200808U  0.40R 0.8 0.8 8 50 4 2

L2 EPBBC200810U  0.40R 0.8 0.8 10 50 4 2

EPBBC200812U  0.40R 0.8 0.8 12 50 4 2

EPBBC200904U  0.45R 0.9 0.9 4 50 4 2

— EPBBC201002U  0.50R 1.0 1.0 2 50 4 2

> EPBBC201003U  0.50R 1.0 1.0 8] 50 4 2

L 150 EPBBC201004U  0.50R 1.0 1.0 4 50 4 2

EPBBC201005U  0.50R 1.0 1.0 5] 50 4 2

EPBBC201006U  0.50R 1.0 1.0 6 50 4 2

EPBBC201008U  0.50R 1.0 1.0 8 50 4 2

EPBBC201010U  0.50R 1.0 1.0 10 50 4 2

EPBBC201012U  0.50R 1.0 1.0 12 50 4 2

EPBBC201014U  0.50R 1.0 1.0 14 50 4 2

J—}:—;{ EPBBC201016U  0.50R 1.0 1.0 16 50 4 2

D EPBBC201018U  0.50R 1.0 1.0 18 50 4 2

EPBBC201020U  0.50R 1.0 1.0 20 50 4 2

“ ‘@‘ ‘ ‘@‘ EPBBC201022U  0.50R 1.0 1.0 22 60 4 2

EPBRC201004U  0.50R 1.0 1.0 4 50 6 2

EPBRC201006U  0.50R 1.0 1.0 6 50 6 2

EPBRC201008U  0.50R 1.0 1.0 8 50 6 2

EPBRC201010U  0.50R 1.0 1.0 10 50 6 2

EPBRC201012U  0.50R 1.0 1.0 12 50 6 2

N\ JlICERC
30 55

d R Tolerance
0] +0.02

Cutting conditions (Z&tIM2#%) : Table 044 ~ 046
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G550 - Long Neck Ball Nose Type - 2F IRk SR ) - RERAL - 23]

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, Copper, FRP, etc.
» Reduce vibration and more toughness.

« It provides an excellent surface due to better surface grindings.

» Long neck design is suitable for rid cutting.

Radius Dia. CL EFF-L OAL Shank Flutes

EPBBCZ Order No.
EPBRC2 EPBBC201204U 0.60R 1.2 1.2 4 50 4 2
EPBBC201206U  0.60R 1.2 1.2 6 50 4 2
EPBBC201208U  0.60R 1.2 1.2 8 50 4 2
(7] (N EPBBC201210U  0.60R 1.2 1.2 10 50 4 2
8 & & 0 0§ EPBBC201212U  0.60R 1.2 1.2 12 50 4 2
EPBBC201216U  0.60R 1.2 1.2 16 50 4 2
jd‘i R EPBBC201220U  0.60R 1.2 1.2 20 50 4 2
ar EPBBC201224U  0.60R 1.2 1.2 24 60 4 2
- EPBBC201406U 0.70R 1.4 14 6 50 4 2
12 EPBBC201408U 0.70R 1.4 14 8 50 4 2
EPBBC201412U  0.70R 1.4 1.4 12 50 4 2
EPBBC201416U  0.70R 1.4 1.4 16 50 4 2
— EPBBC201503U 0.75R 1.5 15 3 50 4 2
> EPBBC201504U 0.75R 1.5 15 4 50 4 2
L 15° EPBBC201506U 0.75R 1.5 15 6 50 4 2
EPBBC201508U 0.75R 1.5 15 8 50 4 2
EPBBC201510U 0.75R 1.5 15 10 50 4 2
EPBBC201512U 0.75R 1.5 15 12 50 4 2
EPBBC201514U 0.75R 1.5 15 14 50 4 2
EPBBC201516U 0.75R 15 15 16 50 4 2
EPBBC201518U 0.75R 1.5 15 18 50 4 2
JH EPBBC201520U 0.75R 15 15 20 50 4 2
D EPBBC201522U 0.75R 1.5 15 22 60 4 2
EPBBC201525U 0.75R 15 15 25 60 4 2
“ ‘@‘ ‘ ‘@‘ EPBBC201530U 0.75R 1.5 15 30 60 4 2
EPBRC201506U 0.75R 15 15 6 50 6 2
EPBRC201508U 0.75R 15 15 8 50 6 2
EPBRC201510U 0.75R 15 15 10 50 6 2
6 2

EPBRC201512U 0.75R 1.5 1.5 12 50
BEO20
N\ JlICERC
30° 55

d R Tolerance
0] +0.02

Cutting conditions (Z&tIM2#%) : Table 044 ~ 046
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G550 - Long Neck Ball Nose Type - 2F IRk SR ) - RERAL - 23]

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, Copper, FRP, etc. ‘gf
» Reduce vibration and more toughness. g
« It provides an excellent surface due to better surface grindings. g
» Long neck design is suitable for rid cutting. i
2
E P B B C 2 Order No. Radius Dia. CL EFF-L OAL Shank Flutes %

EPBRC2 EPBBC201606U 0.80R 1.6 1.6 6 50 4 2

EPBBC201608U  0.80R 1.6 1.6 8 50 4 2

EPBBC201612U  0.80R 1.6 1.6 12 50 4 2

E m EPBBC201616U  0.80R 1.6 1.6 16 50 4 2

9 & 8 0 0 EPBBC201620U  0.80R 1.6 1.6 20 50 4 2

EPBBC201806U  0.90R 1.8 1.8 6 50 4 2

?‘d‘i R EPBBC201808U  0.90R 1.8 1.8 8 50 4 2

ar EPBBC201812U  0.90R 1.8 1.8 12 50 4 2

- EPBBC201816U  0.90R 1.8 1.8 16 50 4 2

L2 EPBBC201820U  0.90R 1.8 1.8 20 50 4 2

EPBBC202004U  1.00R 20 2.0 4 50 4 2

EPBBC202006U  1.00R 2.0 2.0 6 50 4 2

— EPBBC202008U  1.00R 20 2.0 8 50 4 2

> EPBBC202010U  1.00R 2.0 2.0 10 50 4 2

L 150 EPBBC202012U  1.00R 2.0 2.0 12 50 4 2

EPBBC202014U  1.00R 2.0 2.0 14 50 4 2

EPBBC202016U  1.00R 2.0 2.0 16 50 4 2

EPBBC202018U  1.00R 2.0 2.0 18 50 4 2

EPBBC202020U  1.00R 2.0 2.0 20 50 4 2

EPBBC202022U  1.00R 2.0 2.0 22 60 4 2

EPBBC202025U  1.00R 2.0 2.0 25 60 4 2

J—}:—;{ EPBRC202006U  1.00R 2.0 2.0 6 50 6 2

D EPBRC202008U  1.00R 20 2.0 8 50 6 2

EPBRC202010U  1.00R 20 2.0 10 50 6 2

6 2

=7
‘ ‘@‘ EPBRC202016U 1.00R 2.0 2.0 16 50

&

BEO20
N\ JlICERC
30° 55

d R Tolerance
0] +0.02

Cutting conditions (Z&tIM2#%) : Table 044 ~ 046
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G550 - Long Neck Ball Nose Type - 2F IRk SR ) - RERAL - 23]

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, Copper, FRP, etc.
» Reduce vibration and more toughness.

« It provides an excellent surface due to better surface grindings.

» Long neck design is suitable for rid cutting.

Radius Dia. CL EFF-L OAL Shank Flutes

EPBBCZ Order No.
EPBRC2 EPBBC202508U 1.25R 25 25 8 50 4 2
EPBBC202510U 1.25R 25 25 10 50 4 2
EPBBC202516U 125R 2.5 25 16 50 4 2
(7] (N EPBBC202520U 1.25R 2.5 25 20 60 4 2
8 & & 0 0§ EPBBC202525U 1.25R 2.5 25 25 60 4 2
EPBBC202530U 1.25R 25 25 30 60 4 2
jd‘i R EPBRC202506U 125R 25 25 6 50 6 2
ar EPBRC202510U 125R 25 25 10 50 6 2
- EPBRC203006U 1.50R 3.0 3.0 6 50 6 2
12 EPBRC203008U 1.50R 3.0 3.0 8 50 6 2
EPBRC203012U  1.50R 3.0 3.0 12 50 6 2
EPBRC203016U  1.50R 3.0 3.0 16 60 6 2
— EPBRC203020U  1.50R 3.0 3.0 20 60 6 2
> EPBRC203025U 1.50R 3.0 3.0 25 60 6 2
L 15° EPBRC203030U  1.50R 3.0 3.0 30 60 6 2
EPBRC203035U 1.50R 3.0 3.0 35 75 6 2
EPBRC204008U  2.00R 4.0 40 8 50 6 2
EPBRC204010U  2.00R 4.0 40 10 50 6 2
EPBRC204012U  2.00R 4.0 40 12 50 6 2
EPBRC204016U  2.00R 4.0 40 16 60 6 2
EPBRC204020U  2.00R 4.0 4.0 20 60 6 2
JH EPBRC204025U 200R 4.0 4.0 25 60 6 2
D EPBRC204030U  2.00R 4.0 4.0 30 60 6 2
EPBRC204035U 2.00R 4.0 4.0 35 75 6 2
“ ‘@‘ ‘ ‘@‘ EPBRC205015U 250R 5.0 5.0 15 60 6 2
EPBRC205020U 250R 5.0 5.0 20 60 6 2
EPBRC205025U 2.50R 5.0 5.0 25 60 6 2
EPBRC205030U 250R 5.0 5.0 30 75 6 2
EPBRC206015U  3.00R 6.0 10.0 15 50 6 2
EPBRC208025U 4.00R 8.0 12.0 25 60 8 2
EPBRC210030U 5.00R  10.0  16.0 30 75 10 2
50 = EPBRC212030U 6.00R 120  18.0 30 75 12 2

Cutting conditions (Z&tIM2#%) : Table 044 ~ 046

d R Tolerance
0] +0.02
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G550 - Taper Ball Nose Type - 2F IREIK AR ) - RERL - 23]

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc. ‘gf
 Tape cutting length is convenient for high performance 3D milling. g
« Stronger geometry design gives good wear resistance. &é’
&
m
2
3
EPBET 2 Order No. Radius «a CL NL OAL Shank Flutes @
EPBST2 EPBFT202010U  1.00R  1° 8 2.24 50 4 2
EPBFT202030U 1.00R & 8 2.74 50 4 2
EPBFT202050U 1.00R 5° 8 3.23 50 4 2
? o m = EPBFT202510U 1.25R 1° 10 2.81 50 4 2
0o EPBFT202530U 1.25R 3° 10 3.42 50 4 2
EPBST202550U 1.25R 5" 10 4.04 50 6 2
EPBFT203010U 1.50R 1° 12 3.37 50 4 2
EPBST203030U 1.50R S 12 4.10 50 6 2
EPBST203050U 1.50R 5° 12 4.85 50 6 2
EPBST204010U 2.00R 1° 16 4.49 60 6 2
EPBST204030U 2.00R 3° 16 5.47 60 6 2
EPBST204050U 2.00R 5° 16 6.46 60 8 2
EPBST206010U 3.00R 1° 24 6.73 75 8 2
EPBST206030U 3.00R 3° 24 8.20 75 10 2
EPBST206050U 3.00R 5° 24 9.67 75 10 2

wif GRS

BEO20
N\ JlICERC
30° 55

d R Tolerance
0] +0.02

Cutting conditions (Z#tIHIZ8K) : Table 047
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G550 - Taper Neck Ball Nose Type - 2F IRHRIKELEE ] - MEERY - 23]

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc.
« Suitable for high performance profile milling.

« High strength of taper neck, can cut deep grooves without breaking.

Radius Dia. o CL EFF-L NL OAL Shank Flutes

Order No.

EPBRT2 EPBRT201023AU O05R 1 15° 2 23 210 60 6 2
EPBRT2010235U 05R 1 50° 2 23 467 60 6 2
EPBRT2010423U 05R 1 3.0° 2 42 519 75 6 2
G m EPBRT202035HU 1.0R 2  05° 4 35 254 75 6 2
¥ 8 8 00 8 mmmsiy 1R 2 100 4 35 308 75 6 2
EPBRT202023AU 10R 2 15° 4 23 300 60 6 2
/ R EPBRT202035AU 1.0R 2  15° 4 35 362 75 6 2
e it EPBRT2020235U 1.0R 2  50° 4 23 532 60 6 2
o EPBRT2020413U 10R 2 30° 4 41 58 75 6 2
EPBRT203052AU 15R 3 15 6 52 540 100 6 2
L2 EPBRT2030323U 15R 3  30° 6 32 573 75 6 2
EPBRT204046AU 20R 4 15° 8 46 600 100 6 2
o EPBRT2040273U 20R 4 30° 8 27 600 75 6 2

L —d2,

T

D

wif GRS

BEO2@
N\ JlICERC
30° 55

d R Tolerance
0] +0.02

Cutting conditions (Z#tIHIZ8K) : Table 047
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G550 - Corner Radius Type - 2F IRMEZE/) - =R - 275

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc. ‘gf
» Corner radius design is suitable for high speed surface milling and profiling. §
T
: Corner 2
10rder No. Dia. Radius CL OAL Shank Flutes @
EPCSC2 EPCFC201001U 1.0 0.1R 2 50 4 2
EPCFC201002U 1.0 0.2R 2 50 4 2
EPCFC201003U 1.0 0.3R 2 50 4 2
G m EPCFC201502U 15 0.2R 3 50 4 2
9 & 8 0 0 EPCFC201503U 15 0.3R 3 50 4 2
EPCFC201505U 15 0.5R 3 50 4 2
J.LMR EPCFC202002U 2.0 0.2R 4 50 4 2
EPCFC202003U 2.0 0.3R 4 50 4 2
EPCFC202005U 2.0 0.5R 4 50 4 2
L EPCFC203002U 3.0 0.2R 6 50 4 2
EPCFC203003U 3.0 0.3R 6 50 4 2
' EPCFC203005U 3.0 0.5R 6 50 4 2
. EPCFC204002U 40 0.2R 8 50 4 2
EPCFC204003U 4.0 0.3R 8 50 4 2
L EPCFC204005U 4.0 0.5R 8 50 4 2
EPCFC204010U 4.0 1R 8 50 4 2
EPCSC204003U 4.0 0.3R 8 50 6 2
EPCSC204005U 4.0 0.5R 8 50 6 2
EPCSC204010U 4.0 1R 8 50 6 2
EPCSC205005U 5.0 0.5R 10 50 6 2
EPCSC205010U 5.0 1R 10 50 6 2
T EPCSC206003U 6.0 0.3R 12 50 6 2
D EPCSC206005U 6.0 0.5R 12 50 6 2
EPCSC206010U 6.0 1R 12 50 6 2
“ ‘@‘ “ ‘@‘ EPCSC208005U 8.0 0.5R 16 60 8 2
EPCSC208010U 8.0 1R 16 60 8 2
EPCSC208015U 8.0 15R 16 60 8 2
EPCSC210005U 10.0 0.5R 20 75 10 2
EPCSC210010U 10.0 1R 20 75 10 2
R EPCSC210015U 10.0 1.5R 20 75 10 2
~ [ EPCSC212020U 10.0 2R 20 75 10 2
50 = EPCSC212005U 12.0 0.5R 20 75 12 2
EPCSC212010U 12.0 1R 20 75 12 2
d R Tolerance EPCSC212015U 12.0 1.5R 20 75 12 2
<3 0~-0.03 EPCSC212020U 12.0 2R 20 75 12 2
3=0=10 0~-004 Cutting conditions (2#tIk2#%) : Table 048
a>10 0~-0.05
R +0.02
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G550 - Corner Radius Type - 4F IRMES) - =R - 45)

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.
« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc.
» Corner radius with multiple design increases the finish milling surface.

Dia. Corner ¢ OAL Shank Flutes

Order No. Radius

EPCSC4 EPCFC401002U 1 0.2R 2 50 4 4

EPCFC401003U 1 0.3R 2 50 4 4

EPCFC401502U 15 0.2R 3 50 4 4

(P ] (N | EPCFC401503U 15 0.3R 3 50 4 4

M M M O O © EPCFC401505U 15 0.5R 3 50 4 4

EPCFC402002U 2.0 0.2R 4 50 4 4

d EPCFC402003U 2.0 0.3R 4 50 4 4

7J<—>J4R EPCFC402005U 2.0 0.5R 4 50 4 4

EPCFC403002U 3 0.2R 6 50 4 4

EPCFC403003U 3 0.3R 6 50 4 4

L1 EPCFC403005U 3 0.5R 6 50 4 4

EPCFC403010U 3 1R 6 50 4 4

EPCFC404001U 4 0.1R 8 50 4 4

EPCFC404002U 4 0.2R 8 50 4 4

EPCFC404003U 4 0.3R 8 50 4 4

L EPCFC404005U 4 05R 8 50 4 4

EPCFC404010U 4 1R 8 50 4 4

EPCSC403003U 3 0.3R 6 50 6 4

EPCSC403005U 3 0.5R 6 50 6 4

EPCSC403010U 3 1R 6 50 6 4

EPCSC404003U 4 0.3R 8 50 6 4

EPCSC404005U 4 0.5R 8 50 6 4

EPCSC404010U 4 1R 8 50 6 4

1 EPCSC405005U 5 0.5R 10 50 6 4

EPCSC405010U 5 1R 10 50 6 4

EPCSC406003U 6 0.3R 12 50 6 4

_ EPCSC406005U 6 0.5R 12 50 6 4

“ ‘@‘ “ ‘@‘ EPCSC406010U 6 1R 12 50 6 4

EPCSC408005U 8 0.5R 16 60 8 4

EPCSC408010U 8 1R 16 60 8 4

EPCSC408015U 8 1.5R 16 60 8 4

EPCSC410005U 10 05R 20 75 10 4

EPCSC410010U 10 1R 20 75 10 4

EPCSC410015U 10 1.5R 20 75 10 4

EPCSC410020U 10 2R 20 75 10 4

S0 > EPCSC412005U 12 0.5R 24 75 12 4

EPCSC412010U 12 1R 24 75 12 4

d R Tolerance EPCSC412015U 12 1.5R 24 75 12 4

0<3 0~-003 EPCSC412020U 12 2R 24 75 12 4

3=0=10 0~-0.04 EPCSC412030U 12 3R 24 75 12 4
o :0 O:(;(:)'ZS Cutting conditions (2#t&2#%) : Table 049
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G550 - High Helix Corner Radius Type - 4F IRMESK) - S8R - 47)

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc. ‘gf
» Corner radius with high helix angle improves the side milling quality. g
Eé’_
)
m
2
3
: Corner =
Order No. Dia. Radius CL OAL Shank Flutes @
EPCSH4 EPCFH403005U 3.0 0.5R 6 50 4 4
EPCFH404005U 4.0 0.5R 8 50 4 4
EPCSH405005U 5.0 0.5R 10 50 6 4
? - m = EPCSH405010U 5.0 1.0R 10 50 6 4
0O EPCSH406005U 6.0 0.5R 12 50 6 4
g EPCSH406010U 6.0 1.0R 12 50 6 4
J,_.lé R EPCSH408005U 8.0 0.5R 16 60 8 4
B EPCSH408010U 8.0 1.0R 16 60 8 4
L EPCSH410005U 10.0 0.5R 20 75 10 4
EPCSH410010U 10.0 1.0R 20 75 10 4
EPCSH410015U 10.0 1.5R 20 75 10 4
EPCSH410020U 10.0 2.0R 20 75 10 4
EPCSH412010U 12.0 1.0R 24 75 12 4
EPCSH412020U 12.0 2.0R 24 75 12 4
L
EPCSH412030U 12.0 3.0R 24 75 12 4

S

D

wif IR

{10

Cutting conditions (Z#tIHIZ28%) : Table 050

d R Tolerance
@<3 0~-0.03
3=0=10 0~-0.04
@>10 0~-0.05
R +0.02
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G550 - Long Shank Corner Radius Type - 4F IRMES] - RIWEL - 43

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.
« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc.
» Corner radius with multiple flutes is suitable for general cutting and 3D milling.

Dia. Corner ¢ OAL Shank Flutes

Order No. Radius
EPCLCA4 EPCEC404005U 4 0.5R 8 75 4 4
EPCKC404005U 4 0.5R 8 100 4 4
EPCLC403005U 3 0.5R 6 75 6 4
P | (N EPCLC403010U 3 1R 6 75 6 4
9 & 8 0 0 EPCLC404005U 4 0.5R 8 75 6 4
EPCLC404010U 4 1R 8 75 6 4
J.i, R EPCLC405005U 5 0.5R 10 75 6 4
EPCLC405010U 5 1R 10 75 6 4
P EPCLC406005U 6 0.5R 12 75 6 4
EPCLC406010U 6 1R 12 75 6 4
EPCNC406005U 6 0.5R 12 100 6 4
EPCMC408005U 8 0.5R 16 75 8 4
EPCLC408005U 8 0.5R 16 100 8 4
EPCLC408010U 8 1R 16 100 8 4
L EPCLC408015U 8 1.5R 16 100 8 4
EPCLC410005U 10 0.5R 20 100 10 4
EPCLC410010U 10 1R 20 100 10 4
EPCLC410015U 10 1.5R 20 100 10 4
EPCLC410020U 10 2R 20 100 10 4
EPCNC410005U 10 0.5R 20 150 10 4
EPCLC412005U 12 0.5R 24 100 12 4
JF:»\ EPCLC412010U 12 1R 24 100 12 4
D EPCLC412015U 12 1.5R 24 100 12 4
EPCLC412020U 12 2R 24 100 12 4
“ ‘@‘ “ ‘@‘ EPCNC412005U 12 0.5R 24 150 12 4
EPCLC416010U 16 1R 32 150 16 4
EPCLC416020U 16 2R 32 150 16 4
EPCLC416030U 16 3R 32 150 16 4

N\ lCERC
30° 55
Cutting conditions (Z#&tIM2#%) : Table 051
d R Tolerance
2<3 0~-0.03
3=@ =10 0~-0.04
@>10 0~-0.05
R +0.02
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G550 - Long Neck Corner Radius Type - 2F IRMES) - R - 23]

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc. ‘gf
« Available in various cut lengths. g
 Corner radius with long neck are suitable for deep general cutting and 3D milling. g
g
(0]
2
EPCBC2 Order No. Dia. g:;'l‘:sr CL EFF-L OAL Shank Flutes =
EPCRC2 EPCBC20100104U 10  0.1R 1.0 4 50 4 2
EPCBC20100106U 1.0 0.1R 1.0 6 50 4 2
EPCBC20100108U 1.0 0.1R 1.0 8 50 4 2
E m EPCBC20100110U 1.0 0.1R 1.0 10 50 4 2
8 &8 8 00O H® EPCBC20100112U 1.0 0.1R 1.0 12 50 4 2
EPCBC20100204U 1.0 0.2R 1.0 4 50 4 2
7?‘(1‘«47'? EPCBC20100206U 1.0 0.2R 1.0 6 50 4 2
IU EPCBC20100208U 1.0 0.2R 1.0 8 50 4 2
— EPCBC20100210U 1.0 0.2R 1.0 10 50 4 2
L2 EPCBC20100212U 1.0 0.2R 1.0 12 50 4 2
EPCBC20100304U 1.0 0.3R 1.0 4 50 4 2
EPCBC20100306U 1.0 0.3R 1.0 6 50 4 2
— EPCBC20100308U 1.0 0.3R 1.0 8 50 4 2
EPCBC20100310U 1.0 0.3R 1.0 10 50 4 2
L 15° EPCBC20100312U 1.0 0.3R 1.0 12 50 4 2
EPCBC20120104U 1.2 0.1R 1.2 4 50 4 2
EPCBC20120106U 1.2 0.1R 1.2 6 50 4 2
EPCBC20120108U 1.2 0.1R 1.2 8 50 4 2
EPCBC20120110U 1.2 0.1R 1.2 10 50 4 2
EPCBC20120112U 1.2 0.1R 1.2 12 50 4 2
EPCBC20120204U 1.2 0.2R 1.2 4 50 4 2
JT:—;{ EPCBC20120206U 1.2 0.2R 1.2 6 50 4 2
D EPCBC20120208U 1.2 0.2R 1.2 8 50 4 2
EPCBC20120210U 1.2 0.2R 1.2 10 50 4 2
“ ‘@‘ ‘ ‘@‘ EPCBC20120212U 12  02R 1.2 12 50 4 2
EPCBC20120304U 1.2 0.3R 1.2 4 50 4 2
EPCBC20120306U 1.2 0.3R 1.2 6 50 4 2
EPCBC20120308U 1.2 0.3R 1.2 8 50 4 2
EPCBC20120310U 1.2 0.3R 1.2 10 50 4 2
EPCBC20120312U 1.2 03R 12 12 50 4 2

DAY (G
30 55

Cutting conditions (Z#tIHIZ8%X) : Table 052

d Tolerance
0] 0~0.02
R +0.02
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G550 - Long Neck Corner Radius Type - 2F IRMES) - R - 23]

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc.
« Available in various cut lengths.

 Corner radius with long neck are suitable for deep general cutting and 3D milling.

Dia. Corner ¢ EFF.L  OAL Shank Flutes

E P C B C2 Order No. Radius
EPCRC2 EPCBC20150106U 1.5  0.1R 15 6 50 4 2
EPCBC20150108U 15  01R 15 8 50 4 2
EPCBC20150110U 15  01R 15 10 50 4 2
P | (N EPCBC20150112U 15  04R 15 12 50 4 2
¥ 8 8 0 0 8 pepcoomsoney 15 04R 15 16 50 4 2
EPCBC20150206U 1.5  02R 15 6 50 4 2
7jd‘£ R EPCBC20150208U 15  02R 15 8 50 4 2
IU EPCBC201502100 15  02R 15 10 50 4 2
- EPCBC20150212U0 15  02R 15 12 50 4 2
Lo EPCBC20150216U 15  02R 15 16 50 4 2
EPCBC20150306U 1.5  03R 15 6 50 4 2
EPCBC20150308U 15  03R 15 8 50 4 2
— EPCBC201503100 15  03R 15 10 50 4 2
EPCBC20150312U0 15  03R 15 12 50 4 2
L 150 EPCBC20150316U 1.5  03R 1.5 16 50 4 2
EPCBC20150506U 1.5  05R 1.5 6 50 4 2
EPCBC20150508U 1.5  05R 1.5 8 50 4 2
EPCBC20150510U 15  05R 1.5 10 50 4 2
EPCBC20150512U0 15  05R 1.5 12 50 4 2
EPCBC20150516U 15  05R 15 16 50 4 2

Al i

=

D

wif GRS

L

Cutting conditions (Z#tIHIZ8%X) : Table 052

d Tolerance
0] 0~0.02
R +0.02
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G550 - Long Neck Corner Radius Type - 2F IRMES) - R - 23]

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc. ‘gf
« Available in various cut lengths. g
 Corner radius with long neck are suitable for deep general cutting and 3D milling. g
g
(0]
2
EPCBC2 Order No. Dia. g:;'l‘:sr CL EFF-L OAL Shank Flutes =
EPCRC2 EPCBC20200106U 2.0  01R 20 6 50 4 2
EPCBC20200108U 2.0 0.1R 2.0 8 50 4 2
EPCBC20200110U 2.0 0.1R 2.0 10 50 4 2
E m EPCBC20200112U 2.0 0.1R 2.0 12 50 4 2
9 & 8 0 0 EPCBC20200116U 2.0 0.1R 2.0 16 50 4 2
EPCBC20200120U 2.0 0.1R 2.0 20 50 4 2
7?‘(1‘«’17'? EPCBC20200125U 2.0 0.1R 2.0 25 60 4 2
IU EPCBC20200206U 2.0 0.2R 2.0 6 50 4 2
- EPCBC20200208U 2.0 0.2R 2.0 8 50 4 2
L2 EPCBC20200210U 2.0 0.2R 2.0 10 50 4 2
EPCBC20200212U 2.0 0.2R 2.0 12 50 4 2
EPCBC20200216U 2.0 0.2R 2.0 16 50 4 2
— EPCBC20200220U 2.0 0.2R 2.0 20 50 4 2
EPCBC20200225U 2.0 0.2R 2.0 25 60 4 2
L 150 EPCBC20200306U 2.0 0.3R 2.0 6 50 4 2
EPCBC20200308U 2.0 0.3R 2.0 8 50 4 2
EPCBC20200310U 2.0 0.3R 2.0 10 50 4 2
EPCBC20200312U 2.0 0.3R 2.0 12 50 4 2
EPCBC20200316U 2.0 0.3R 2.0 16 50 4 2
EPCBC20200320U 2.0 0.3R 2.0 20 50 4 2
B EPCBC20200325U 2.0 0.3R 2.0 25 60 4 2
—}:—;{ EPCBC20200506U 2.0 0.5R 2.0 6 50 4 2
D EPCBC20200508U 2.0 0.5R 2.0 8 50 4 2
EPCBC20200510U 2.0 0.5R 2.0 10 50 4 2
“ ‘@‘ ‘ ‘@‘ EPCBC202005120 2.0  05R 20 12 50 4 2
EPCBC20200516U 2.0 0.5R 2.0 16 50 4 2
EPCBC20200520U 2.0 0.5R 2.0 20 50 4 2
EPCBC20200525U 2.0 0.5R 2.0 25 60 4 2
EPCRC20200510U 2.0 0.5R 2.0 10 50 6 2
EPCRC20200515U 2.0 0.5R 2.0 15 50 6 2

DAY (G
30 55

Cutting conditions (Z#tIHIZ8%X) : Table 052

d Tolerance
0] 0~0.02
R +0.02
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G550 - Long Neck Corner Radius Type - 2F IRMES) - R - 23]

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc.
« Available in various cut lengths.

 Corner radius with long neck are suitable for deep general cutting and 3D milling.

Dia. Corner ¢ EFF.L  OAL Shank Flutes

E P C B C2 Order No. Radius
EPCRC2 EPCBC20250110U0 25  01R 25 10 50 4 2
EPCBC20250116U 25  01R 25 16 50 4 2
EPCBC20250120U0 25  01R 25 20 50 4 2
P | (N EPCBC20250125U 2.5  01R 25 25 60 4 2
¥ &8 8 0 0 " ocacoosoziou 25  02R 25 10 50 4 2
EPCBC20250216U 25  02R 25 16 50 4 2
7f‘d‘£ R EPCBC20250220U0 25  02R 25 20 50 4 2
IU EPCBC20250225U 25  02R 25 25 60 4 2
- EPCBC20250310U0 25  03R 25 10 50 4 2
Lo EPCBC20250316U 25  03R 25 16 50 4 2
EPCBC202503200 25  03R 25 20 50 4 2
EPCBC20250325U 25  03R 25 25 60 4 2
— EPCBC20250510U0 25  05R 2.5 10 50 4 2
EPCBC20250516U 2.5  05R 25 16 50 4 2
L 150 EPCBC202505200 2.5  05R 25 20 50 4 2
EPCBC20250525U0 2.5  05R 25 25 60 4 2

Al i

=

D

wif GRS

L

Cutting conditions (Z#tIHIZ8%X) : Table 052

d Tolerance
0] 0~0.02
R +0.02
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G550 - Long Neck Corner Radius Type - 2F IRMES) - R - 23]

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc. ‘gf
« Available in various cut lengths. g
 Corner radius with long neck are suitable for deep general cutting and 3D milling. g
g
(0]
2
EPCBC2 Order No. Dia. g:;'l‘:sr CL EFF-L OAL Shank Flutes =
EPCRC2 EPCRC20300110U 30  01R 3.0 10 50 6 2
EPCRC20300116U 3.0 0.1R 3.0 16 60 6 2
EPCRC20300120U 3.0 0.1R 3.0 20 60 6 2
E m EPCRC20300125U 3.0 0.1R 3.0 25 60 6 2
8 &8 8 00O H® EPCRC20300130U 3.0 0.1R 3.0 30 75 6 2
EPCRC20300135U 3.0 0.1R 3.0 35 75 6 2
7?‘d‘£R EPCRC20300210U 3.0 0.2R 3.0 10 50 6 2
IU EPCRC20300216U 3.0 0.2R 3.0 16 60 6 2
- EPCRC20300220U 3.0 0.2R 3.0 20 60 6 2
L2 EPCRC20300225U 3.0 0.2R 3.0 25 60 6 2
EPCRC20300230U 3.0 0.2R 3.0 30 75 6 2
EPCRC20300235U 3.0 0.2R 3.0 55 75 6 2
— EPCRC20300310U 3.0 0.3R 3.0 10 50 6 2
EPCRC20300316U 3.0 0.3R 3.0 16 60 6 2
L 15° EPCRC20300320U 3.0 0.3R 3.0 20 60 6 2
EPCRC20300325U 3.0 0.3R 3.0 25 60 6 2
EPCRC20300330U 3.0 0.3R 3.0 30 75 6 2
EPCRC20300335U 3.0 0.3R 3.0 & 75 6 2
EPCRC20300510U 3.0 0.5R 3.0 10 50 6 2
EPCRC20300516U 3.0 0.5R 3.0 16 60 6 2
B EPCRC20300520U 3.0 0.5R 3.0 20 60 6 2
—}:—;{ EPCRC20300525U 3.0 0.5R 3.0 25 60 6 2
D EPCRC20300530U 3.0 0.5R 3.0 30 75 6 2
EPCRC20300535U 3.0 0.5R 3.0 35 75 6 2
“ ‘@‘ ‘ ‘@‘ EPCRC20301010U 30  10R 3.0 10 50 6 2
EPCRC20301016U 3.0 1.0R 3.0 16 60 6 2
EPCRC20301020U 3.0 1.0R 3.0 20 60 6 2
EPCRC20301025U 3.0 1.0R 3.0 25 60 6 2
EPCRC20301030U 3.0 1.0R 3.0 30 75 6 2
EPCRC20301035U 30  10R 3.0 35 75 6 2

DAY (G
30 55

Cutting conditions (Z#tIHIZ8%X) : Table 052

d Tolerance
0] 0~0.02
R +0.02
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G550 - Long Neck Corner Radius Type - 2F IRMES) - R - 23]

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc.
« Available in various cut lengths.

 Corner radius with long neck are suitable for deep general cutting and 3D milling.

Dia. Corner ¢ EFF.L  OAL Shank Flutes

EPCBC2 Order No. Radius
EPCRC2 EPCRC20400113U 40  01R 40 13 50 6 2
EPCRC20400116U 4.0  01R 4.0 16 60 6 2
EPCRC20400120U 40  01R 4.0 20 60 6 2
P | (N EPCRC20400125U 40  01R 4.0 25 60 6 2
¥ 8 8 0 0 ¥ oopco04001300 40 04R 40 30 75 6 2
. < EPCRC20400135U 4.0  0.1R 4.0 35 75 6 2
] ‘i EPCRC20400213U 4.0  02R 4.0 13 50 6 2
Im EPCRC20400216U 4.0  02R 4.0 16 60 6 2
- EPCRC20400220U 4.0  02R 4.0 20 60 6 2
Lo EPCRC20400225U 4.0  02R 4.0 25 60 6 2
EPCRC20400230U 4.0  02R 4.0 30 75 6 2
EPCRC20400235U 4.0  02R 4.0 35 75 6 2
— EPCRC20400313U 4.0  03R 4.0 13 50 6 2
EPCRC20400316U 4.0  03R 4.0 16 60 6 2
L 15 EPCRC20400320U 4.0  03R 4.0 20 60 6 2
EPCRC20400325U 4.0  03R 4.0 25 60 6 2
EPCRC20400330U 4.0  03R 4.0 30 75 6 2
EPCRC20400335U 4.0  03R 4.0 35 75 6 2
EPCRC20400513U 4.0  05R 4.0 13 50 6 2
EPCRC20400516U 4.0  05R 4.0 16 60 6 2
) EPCRC20400520U 4.0  05R 4.0 20 60 6 2
e EPCRC20400525U 4.0  05R 4.0 25 60 6 2
D EPCRC20400530U 4.0  05R 4.0 30 75 6 2
EPCRC20400535U 4.0  05R 4.0 35 75 6 2
“ ‘@‘ ‘ ‘@‘ EPCRC20401013U 40  1.0R 4.0 13 50 6 2
EPCRC20401016U 4.0  1.0R 4.0 16 60 6 2
EPCRC20401020U 4.0  10R 4.0 20 60 6 2
EPCRC20401025U 4.0  10R 4.0 25 60 6 2
EPCRC20401030U 4.0  10R 4.0 30 75 6 2
EPCRC20401035U 4.0  10R 4.0 35 75 6 2

NNY  [GEE
30 55

Cutting conditions (Z#tIHIZ8%X) : Table 052

d Tolerance
0] 0~0.02
R +0.02
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G550 - Long Neck Corner Radius Type - 2F IRMES) - R - 23]

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc. ‘gf
« Available in various cut lengths. g
 Corner radius with long neck are suitable for deep general cutting and 3D milling. g
g
(0]
2
EPCBC2 Order No. Dia. g:;'l‘:sr CL EFF-L OAL Shank Flutes =
EPCRC2 EPCRC20500116U 50  01R 50 16 60 6 2
EPCRC20500130U 5.0 0.1R 5.0 30 60 6 2
EPCRC20500216U 5.0 0.2R 5.0 16 60 6 2
E m EPCRC20500230U 5.0 0.2R 5.0 30 60 6 2
8 &8 8 00O H® EPCRC20500316U 5.0 0.3R 5.0 16 60 6 2
EPCRC20500330U 5.0 0.3R 5.0 30 60 6 2
7?‘(1‘«47'? EPCRC20500516U 5.0 0.5R 5.0 16 60 6 2
IU EPCRC20500530U 5.0 0.5R 5.0 30 60 6 2
- EPCRC20501016U 5.0 1.0R 5.0 16 60 6 2
L2 EPCRC20501030U 5.0 1.0R 5.0 30 60 6 2
EPCRC20600120U 6.0 0.1R 7.0 20 60 6 2
EPCRC20600130U 6.0 0.1R 7.0 30 60 6 2
— EPCRC20600220U 6.0 0.2R 7.0 20 60 6 2
EPCRC20600230U 6.0 0.2R 7.0 30 60 6 2
L 15° EPCRC20600320U 6.0 0.3R 7.0 20 60 6 2
EPCRC20600330U 6.0 0.3R 7.0 30 60 6 2
EPCRC20600520U 6.0 0.5R 7.0 20 60 6 2
EPCRC20600530U 6.0 0.5R 7.0 30 60 6 2
EPCRC20601020U 6.0 1.0R 7.0 20 60 6 2
EPCRC20601030U 6.0 1.0R 7.0 30 60 6 2
B EPCRC20601520U 6.0 1.5R 7.0 20 60 6 2
—F—_—{ EPCRC20601530U 6.0 1.5R 7.0 30 60 6 2
D EPCRC20800522U 8.0 0.5R 9.0 22 60 8 2
EPCRC20801022U 8.0 1.0R 9.0 22 60 8 2
“ ‘@‘ ‘ ‘@‘ EPCRC20801522U 80  15R 9.0 22 60 8 2
EPCRC20802022U 8.0 2.0R 9.0 22 60 8 2
EPCRC21000524U 10.0 0.5R 11.0 24 75 10 2
EPCRC21001024U  10.0 1.0R 11.0 24 75 10 2
EPCRC21001524U 10.0 1.5R 11.0 24 75 10 2
EPCRC21002024U 100  20R  11.0 24 75 10 2
EPCRC21200526U 12.0 0.5R 13.0 26 75 12 2
30° 55 EPCRC21201026U 12.0 1.0R 13.0 26 75 12 2
EPCRC21201526U 12.0 1.5R 13.0 26 75 12 2
d Tolerance EPCRC21202026U 12.0 2.0R 13.0 26 75 12 2
2] 0~0.02 Cutting conditions (Z#&tIMI2#=) : Table 052
R +0.02
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G550 - Long Neck Corner Radius Type - 4F IRMES) - RFEE - 43

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc.
» Multiple flutes and ling neck design provides better surface in deep cutting.

« Available in various cut lengths.

Dia. Corner ¢ EFF.L  OAL Shank Flutes

EPCBC4 Order No. Radius
EPCRC4 EPCBC40200106U 2.0  01R 20 6 50 4 4
EPCBC40200108U 2.0  01R 20 8 50 4 4
EPCBC40200110U 2.0  01R 20 10 50 4 4
P | (N EPCBC40200112U 2.0  04R 20 12 50 4 4
¥ 8 8 0 0O ¥ pepcaoney 20 04R 20 16 50 4 4
EPCBC40200120U0 2.0  01R 20 20 50 4 4
7?‘(1‘«47 R EPCBC40200125U 2.0  01R 20 25 60 4 4
IU EPCBC40200206U 2.0  02R 2.0 6 50 4 4
- EPCBC40200208U 2.0  02R 2.0 8 50 4 4
Lo EPCBC40200210U 2.0  02R 20 10 50 4 4
EPCBC40200212U 2.0  02R 20 12 50 4 4
EPCBC40200216U 2.0  02R 20 16 50 4 4
— EPCBC40200220U 2.0  02R 20 20 50 4 4
EPCBC40200225U 2.0  02R 20 25 60 4 4
L 15 EPCBC40200306U 2.0  03R 2.0 6 50 4 4
EPCBC40200308U 2.0  03R 20 8 50 4 4
EPCBC40200310U 2.0  03R 20 10 50 4 4
EPCBC40200312U 20  03R 20 12 50 4 4
EPCBC40200316U 2.0  03R 2.0 16 50 4 4
EPCBC402003200 2.0  03R 20 20 50 4 4
) EPCBC40200325U 2.0  03R 2.0 25 60 4 4
e EPCBC40200506U 2.0  05R 2.0 6 50 4 4
D EPCBC40200508U 2.0  05R 2.0 8 50 4 4
EPCBC40200510U 2.0  05R 20 10 50 4 4
“ ‘@‘ ‘ ‘@‘ EPCBC40200512U 2.0  05R 2.0 12 50 4 4
EPCBC40200516U 2.0  05R 20 16 50 4 4
EPCBC40200520U0 2.0  05R 2.0 20 50 4 4
EPCBC40200525U 2.0  05R 20 25 60 4 4
EPCRC40200510U 2.0  05R 2.0 10 50 6 4
EPCRC40200515U 2.0  05R 2.0 15 50 6 4

NNY  [GEE
30 55

Cutting conditions (Z#tIHIZ28K) : Table 053

d Tolerance
0] 0~0.02
R +0.02
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G550 - Long Neck Corner Radius Type - 4F IRMES) - RFEE - 43

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc. ‘gf
» Multiple flutes and ling neck design provides better surface in deep cutting. g
« Available in various cut lengths. g
g
(0]
2
EPCBCA4 Order No. Dia. g:;'l‘:sr CL EFF-L OAL Shank Flutes =
EPCRC4 EPCBC40250110U0 25  01R 25 10 50 4 4
EPCBC40250116U 2.5 0.1R 25 16 50 4 4
EPCBC40250120U 2.5 0.1R 25 20 50 4 4
E m EPCBC40250125U 2.5 0.1R 25 25 60 4 4
9 & 8 0 0 EPCBC40250210U 2.5 0.2R 25 10 50 4 4
EPCBC40250216U 2.5 0.2R 25 16 50 4 4
7?‘(1‘«47'? EPCBC40250220U 2.5 0.2R 25 20 50 4 4
IU EPCBC40250225U 2.5 0.2R 25 25 60 4 4
- EPCBC40250310U 2.5 0.3R 25 10 50 4 4
L2 EPCBC40250316U 2.5 0.3R 2.5 16 50 4 4
EPCBC40250320U 2.5 0.3R 25 20 50 4 4
EPCBC40250325U 2.5 0.3R 25 25 60 4 4
— EPCBC40250510U 2.5 0.5R 25 10 50 4 4
EPCBC40250516U 2.5 0.5R 25 16 50 4 4
L 150 EPCBC40250520U 2.5 0.5R 25 20 50 4 4
EPCBC40250525U 2.5 0.5R 25 25 60 4 4
v U

=

D

wif GRS

BEOZ20

Cutting conditions (Z#tIHIZ28K) : Table 053

d Tolerance
0] 0~0.02
R +0.02
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G550 - Long Neck Corner Radius Type - 4F IRMES) - RFEE - 43

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc.
» Multiple flutes and ling neck design provides better surface in deep cutting.

« Available in various cut lengths.

Dia. Corner ¢ EFF.L  OAL Shank Flutes

EPCBC4 Order No. Radius
EPCRC4 EPCRC40300110U 30  01R 3.0 10 50 6 4
EPCRC40300116U 3.0  01R 3.0 16 60 6 4
EPCRC40300120U 30  0.1R 3.0 20 60 6 4
P | (N EPCRC40300125U 3.0  0.1R 3.0 25 60 6 4
¥ 8 8 0 0 8 oopca0001300 30 04R 30 30 75 6 4
EPCRC40300135U 3.0  0.1R 3.0 35 75 6 4
7?‘(1‘«47 R EPCRC40300210U 3.0  02R 3.0 10 50 6 4
IU EPCRC40300216U 3.0  02R 3.0 16 60 6 4
- EPCRC40300220U 3.0  02R 3.0 20 60 6 4
Lo EPCRC40300225U 3.0  02R 3.0 25 60 6 4
EPCRC40300230U 3.0  02R 3.0 30 75 6 4
EPCRC40300235U 3.0  02R 3.0 35 75 6 4
— EPCRC40300310U 3.0  03R 3.0 10 50 6 4
EPCRC40300316U 3.0  03R 3.0 16 60 6 4
L 15 EPCRC40300320U 3.0  03R 3.0 20 60 6 4
EPCRC40300325U 3.0  03R 3.0 25 60 6 4
EPCRC40300330U 3.0  03R 3.0 30 75 6 4
EPCRC40300335U 3.0  03R 3.0 35 75 6 4
EPCRC40300510U 3.0  05R 3.0 10 50 6 4
EPCRC40300516U 3.0  0.5R 3.0 16 60 6 4
) EPCRC403005200 3.0  05R 3.0 20 60 6 4
e EPCRC40300525U 3.0  05R 3.0 25 60 6 4
D EPCRC40300530U 3.0  05R 3.0 30 75 6 4
EPCRC40300535U 3.0  05R 3.0 35 75 6 4
“ ‘@‘ ‘ ‘@‘ EPCRC40301010U 3.0  10R 3.0 10 50 6 4
EPCRC40301016U 30  1.0R 3.0 16 60 6 4
EPCRC40301020U 30  1.0R 3.0 20 60 6 4
EPCRC40301025U 30  1.0R 3.0 25 60 6 4
EPCRC40301030U 30  1.0R 3.0 30 75 6 4
EPCRC40301035U 30  1.0R 3.0 35 75 6 4

NNY  [GEE
30 55

Cutting conditions (Z#tIHIZ28K) : Table 053

d Tolerance
0] 0~0.02
R +0.02
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G550 - Long Neck Corner Radius Type - 4F IRMES) - RFEE - 43

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc. ‘gf
» Multiple flutes and ling neck design provides better surface in deep cutting. g
« Available in various cut lengths. g
g
(0]
2
EPCBCA4 Order No. Dia. g:;'l‘:sr CL EFF-L OAL Shank Flutes =
EPCRC4 EPCRC40400113U 40  01R 40 13 50 6 4
EPCRC40400116U 4.0 0.1R 4.0 16 60 6 4
EPCRC40400120U 4.0 0.1R 4.0 20 60 6 4
ﬂ m EPCRC40400125U 4.0 0.1R 4.0 25 60 6 4
8 &8 8 00O H® EPCRC40400130U 4.0 0.1R 4.0 30 75 6 4
EPCRC40400135U 4.0 0.1R 4.0 35 75 6 4
7j‘d‘£R EPCRC40400213U 4.0 0.2R 4.0 13 50 6 4
IU EPCRC40400216U 4.0 0.2R 4.0 16 60 6 4
— EPCRC40400220U 4.0 0.2R 4.0 20 60 6 4
L2 EPCRC40400225U 4.0 0.2R 4.0 25 60 6 4
EPCRC40400230U 4.0 0.2R 4.0 30 75 6 4
EPCRC40400235U 4.0 0.2R 4.0 55 75 6 4
— EPCRC40400313U 4.0 0.3R 4.0 13 50 6 4
EPCRC40400316U 4.0 0.3R 4.0 16 60 6 4
L 15° EPCRC40400320U 4.0 0.3R 4.0 20 60 6 4
EPCRC40400325U 4.0 0.3R 4.0 25 60 6 4
EPCRC40400330U 4.0 0.3R 4.0 30 75 6 4
EPCRC40400335U 4.0 0.3R 4.0 & 75 6 4
EPCRC40400513U 4.0 0.5R 4.0 13 50 6 4
EPCRC40400516U 4.0 0.5R 4.0 16 60 6 4
B EPCRC40400520U 4.0 0.5R 4.0 20 60 6 4
—}:—1{ EPCRC40400525U 4.0 0.5R 4.0 25 60 6 4
D EPCRC40400530U 4.0 0.5R 4.0 30 75 6 4
EPCRC40400535U 4.0 0.5R 4.0 35 75 6 4
“ ‘@‘ ‘ ‘@‘ EPCRC40401013U 40  10R 40 13 50 6 4
EPCRC40401016U 4.0 1.0R 4.0 16 60 6 4
EPCRC40401020U 4.0 1.0R 4.0 20 60 6 4
EPCRC40401025U 4.0 1.0R 4.0 25 60 6 4
EPCRC40401030U 4.0 1.0R 4.0 30 75 6 4
EPCRC40401035U 4.0  10R 4.0 35 75 6 4

DAY (G
30 55

Cutting conditions (Z#tIHIZ28K) : Table 053

d Tolerance
0] 0~0.02
R +0.02
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G550 - Long Neck Corner Radius Type - 4F IRMES) - RFEE - 43

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc.
» Multiple flutes and ling neck design provides better surface in deep cutting.

« Available in various cut lengths.

Dia. Corner ¢ EFF.L  OAL Shank Flutes

E P C B C4 Order No. Radius
EPCRC4 EPCRC40500116U 50  01R 50 16 60 6 4
EPCRC40500130U 50  0.1R 5.0 30 60 6 4
EPCRC40500216U 50  0.2R 50 16 60 6 4
P | (N EPCRC40500230U 50  02R 50 30 60 6 4
¥ 8 8 0 0O ¥ oopcas003160 50  03R 50 16 60 6 4
EPCRC40500330U 50  03R 50 30 60 6 4
7?‘(1‘«47 R EPCRC40500516U 50  05R 5.0 16 60 6 4
Im EPCRC40500530U 50  05R 5.0 30 60 6 4
- EPCRC40501016U 50  1.0R 5.0 16 60 6 4
Lo EPCRC40501030U 50  1.0R 5.0 30 60 6 4
EPCRC40600120U 6.0  0.1R 7.0 20 60 6 4
EPCRC40600130U 6.0  0.1R 7.0 30 60 6 4
— EPCRC40600220U 60  02R 7.0 20 60 6 4
EPCRC40600230U 60  02R 7.0 30 60 6 4
L 15 EPCRC40600320U 6.0  03R 7.0 20 60 6 4
EPCRC40600330U 60  03R 7.0 30 60 6 4
EPCRC40600520U 6.0  05R 7.0 20 60 6 4
EPCRC40600530U 60  05R 7.0 30 60 6 4
EPCRC40601020U 6.0  10R 7.0 20 60 6 4
EPCRC40601030U 6.0  1.0R 7.0 30 60 6 4
) EPCRC406015200 6.0  15R 7.0 20 60 6 4
e EPCRC40601530U 6.0  15R 7.0 30 60 6 4
D EPCRC40800522U 80  05R 9.0 22 60 8 4
EPCRC40801022U 80  10R 9.0 22 60 8 4
“ ‘@‘ ‘ ‘@‘ EPCRC40801522U 80  15R 9.0 22 60 8 4
EPCRC40802022U 80  20R 9.0 22 60 8 4
EPCRC41000524U 100  0.5R  11.0 24 75 10 4
EPCRC41001024U 100  1.0R  11.0 24 75 10 4
EPCRC41001524U 100  15R  11.0 24 75 10 4
EPCRC41002024U 100  20R  11.0 24 75 10 4
EPCRC41200526U 120  05R  13.0 26 75 12 4
TS e EPCRC41201026U 120  10R  13.0 26 75 12 4
EPCRC41201526U 120  15R  13.0 26 75 12 4
d Tolerance EPCRC41202026U 120  20R  13.0 26 75 12 4
2 0~0.02 Cutting conditions (Z#tIHIZ28K) : Table 053
R +0.02
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G550 - Taper Neck Corner Radius Type - 2F IRMESH] - MR- 23]

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc. ‘gf
« Various tape angle makes it suitable for different applications. g
» Small corner radius applied protect chipping of cutting edges. g
High strength of taper neck, can cut deep grooves without breaking. )
2
3
.. Corner . =
Order No. Dia. Radius 6 CL EFF-L OAL Shank Flutes &
EPCRT2 EPCRT20100120HU 10 010R 05° 20 20 60
EPCRT201001201U 1.0 0.10R 1.0° 2.0 20 60
EPCRT20100120AU 1.0 0.10R 1.5° 2.0 20 60
E m EPCRT201201230HU2C 1.2 0.12R 0.5° 2.0 30 75

¥ &8 & 0O 0§ EPCRT2012012301U2C 1.2 0.12R 1.0° 2.0 30 75

EPCRT201201230AU2C 12 0.12R 15° 20 30 75

/ R EPCRT201501530HU2C 15 0.15R 05° 20 30 75
N EPCRT2015015301U2C 15 O0.15R 1.0° 20 30 75
EPCRT201501530AU2C 15 0.15R 15° 20 30 75
EPCRT201801830HU2C 1.8 0.18R 05° 20 30 75

L2 EPCRT2018018301U2C 1.8 0.18R 1.0° 2.0 30 75
EPCRT201801830AU2C 1.8 0.18R 1.5° 2.0 30 75

v EPCRT20200225AU 20 0.20R 15° 3.0 25 75

42 EPCRT20200239AU 20 0.20R 1.5° 3.0 39 75

L o EPCRT20200525AU 20 0.50R 1.5° 3.0 25 75
EPCRT20200539AU 20 0.50R 1.5° 3.0 39 75

EPCRT20200550AU 20 0.50R 1.5° 3.0 50 100

EPCRT20200535HU4C 2.0 0.50R 05° 40 35 75
EPCRT202005351U4C 2.0 050R 1.0° 40 35 75
EPCRT20200535AU4C 2.0 0.50R 1.5° 40 35 75
EPCRT20250535HUSC 25 0.50R 05° 50 35 75
] EPCRT202505351U5C 25 050R 1.0° 50 35 75
D EPCRT20250535AU5C 2.5 050R 15° 50 35 75
EPCRT20251035HUSC 25 1.00R 05° 50 35 75

‘ ‘@‘ EPCRT202510351USC 25 1.00R 1.0° 50 35 75
EPCRT20251035AUSC 2.5 1.00R 15° 50 35 75

&=
L

D O O O O O O O O O O OO O O OO O O O O O O O o o o O
N NN N N DN DN DNDDNDDNDDNDDNDDNDDNDDNDDNDDNDDNDDNDDNDDNDDNDNDNDDNDNDNDNDDN

d Tolerance
0] 0~0.02
R +0.02
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G550 - Taper Neck Corner Radius Type - 2F IRMESH] - MR- 23]

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.
« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc.
« Various tape angle makes it suitable for different applications.
» Small corner radius applied protect chipping of cutting edges.
High strength of taper neck, can cut deep grooves without breaking.

Dia. COMer o cL EFF-L OAL Shank Flutes

Order No. Radius
EPCRT2 EPCRT20300525AU 30 050R 15° 45 25 75 6 2
EPCRT20301025AU 30 100R 15° 45 25 75 6 2
EPCRT20301039AU 30 100R 15° 45 39 75 6 2
G m EPCRT20301050AU 30 100R 15° 45 50 100 6 2
¥ 8 8 0 0O 8 porra0300538HUSC 30 050R 05 50 35 75 6 2
EPCRT203005351U5C 30 050R 1.0° 50 35 75 6 2
/ R EPCRT20300535AU5C 30 050R 15° 50 35 75 6 2
R BT EPCRT20301035HU5C 30 1.00R 05° 50 35 75 6 2
o EPCRT203010351U5C 30 1.00R 10° 50 35 75 6 2
EPCRT20301035AUSC 30 1.00R 15° 50 35 75 6 2
L2 EPCRT20350535HU 35 050R 05° 50 35 75 6 2
EPCRT203505351U 35 050R 10° 50 35 75 6 2
o EPCRT20350535AU 35 050R 15° 50 35 75 6 2
a2 EPCRT20351035HU 35 100R 05° 50 35 75 6 2
L S EPCRT203510351U 35 100R 10° 50 35 75 6 2
EPCRT20351035AU 35 100R 15° 50 35 75 6 2
EPCRT20400545HU 40 050R 05° 60 45 100 6 2
EPCRT204005451U 40 O050R 1.0° 60 45 100 6 2
EPCRT20400525AU 40 050R 15° 60 25 75 6 2
EPCRT20400545AU 40 050R 15° 60 45 100 6 2
) EPCRT20401045HU 40 100R 05° 60 45 100 6 2
e EPCRT204010451U 40 100R 10° 60 45 100 6 2
D EPCRT20401025AU 40 100R 15° 60 25 75 6 2
EPCRT20401045AU 40 100R 15° 60 45 100 6 2
“ ‘@‘ ‘ ‘@‘ EPCRT20501025AU 50 100R 15° 75 25 75 6 2
EPCRT20501050AU 50 100R 15° 75 50 100 8 2
EPCRT20601035AU 60 100R 15 90 35 75 8 2
EPCRT20601050AU 60 100R 15° 90 50 100 10 2

BO20
N\ JlICERC
30° 55

d Tolerance
0] 0~0.02
R +0.02
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G550 - Inner Radius Type - 2F / 4F IRMAR AT - 2/43)

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

« Suitable for HRC 30 to HRC 55 Ordinary Steel, Alloy Steel, Cast Iron, Heat-Resistant Steel, etc. g
* Inner radius tools are suitable for chamfering with round corner application. §
2
EPIFA2 Sy Dia. OAL Shank  Flutes =
E P I S A 2 Order No. Radius
EPIFAA4 EPIFA202905U 0.5R 2.9 50 4 2
EPISA4 EPISA204905U 0.5R 4.9 50 6 2
EPIFA201910U 1.0R 1.9 50 4 2
ﬂ EPISA203910U 1.0R 3.9 50 6 2
9 & 8 0 0 EPISA205910U 1.0R 5.9 60 8 2
EPISA204915U 1.5R 4.9 60 8 2
B ‘i,{ /R EPISA205920U 2.0R 5.9 75 10 2
EPISA204925U 2.5R 4.9 75 10 2
EPISA205930U 3.0R 5.9 75 12 2
EPISA203940U 4.0R 3.9 75 12 2
EPISA205950U 5.0R 5.9 75 16 2
EPISA203960U 6.0R 3.9 75 16 2
EPIFA402905U 0.5R 2.9 50 4 4
L EPISA404905U 0.5R 4.9 50 6 4
EPIFA401910U 1.0R 1.9 50 4 4
EPISA403910U 1.0R 3.9 50 6 4
EPISA405910U 1.0R 5.9 60 8 4
EPISA404915U 1.5R 4.9 60 8 4
EPISA405920U 2.0R 5.9 75 10 4
B L EPISA404925U 2.5R 4.9 75 10 4
H EPISA405930U 3.0R 5.9 75 12 4
D EPISA403940U 4.0R 3.9 75 12 4
EPISA405950U 5.0R 5.9 75 16 4
EPISA403960U 6.0R 3.9 75 16 4

&

Cutting conditions (Z#tIHIZ28X) : Table 054

MG

S
0
(@)

1 &
e
=
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G450 Series for Alloy Steel, up to HRC 48
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O Micro grain carbide rod is suitable for general machining.
O UNICO coating provides superior wear resistance and reduces the coefficient of friction.
O Positive geometry is suitable for better shearing.

O Excellent cutting ability of cutting edges.
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G450 - Square Type - 2F IR EED - REER - 23]

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.
» Suitable for HRC 20 to HRC 45 Steel, Alloy Steel, Cast Iron, Aluminum Alloy (Si >15%).
« Excellent cutting ability of cutting edges.

* High precision cutting.

« Positive Geometry design is suitable for better shearing.

EP S EA 2 Order No. Dia. CL OAL Shank Flutes
EPSSA2 EPSFA201000U 1.0 3 50 4 2
EPSFA201500U 15 4 50 4 2
EPSFA202000U 2.0 5 50 4 2
(7] m EPSFA202500U 25 6 50 4 2
8 & & 0 0 0 EPSFA203000U 3.0 8 50 4 2
EPSSA203000U 3.0 8 50 6 2
J._d.L EPSSA203500U 35 9 50 6 2
EPSFA204000U 4.0 10 50 4 2
EPSSA204000U 4.0 10 50 6 2
L1 EPSSA204500U 45 1 50 6 2
EPSSA205000U 5.0 13 50 6 2
EPSSA205500U 55 14 50 6 2
- EPSSA206000U 6.0 15 50 6 2
EPSSA206500U 6.5 16 60 8 2
- EPSSA207000U 7.0 18 60 8 2
EPSSA208000U 8.0 20 60 8 2
EPSSA209000U 9.0 22 75 10 2
EPSSA210000U 10.0 25 75 10 2
EPSSA212000U 12.0 30 75 12 2
EPSSA214000U 14.0 30 75 14 2
EPSSA216000U 16.0 35 100 16 2
7?—{ EPSSA218000U 18.0 40 100 20 2
D EPSSA220000U 20.0 45 100 20 2
EPSSA225000U 25.0 45 100 25 2

wifl GRSy

.
=3
A DN [Gh
<3 35 45

Cutting conditions (Z#tIHIZ28K) : Table 026

d Tolerance
@<3 0~-0.02
3=0=10 0~-0.03
@>10 0~-0.04
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G450 - Square Type - 4F IR EED - REER - 4 3)

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

» Suitable for HRC 20 to HRC 45 Steel, Alloy Steel, Cast Iron, Aluminum Alloy (Si >15%). ‘gf
« Excellent cutting ability of cutting edges. g
« High precision cutting. 3
» Positive Geometry design is suitable for better shearing. )
EPSEA4 Order No. Dia. CL OAL Shank Flutes &

EPSSA4 EPSFA401000U 1.0 3 50 4 4

EPSFA401500U 1.5 4 50 4 4

EPSFA402000U 2.0 5 50 4 4

G m EPSFA402500U 25 6 50 4 4

9 & 8 0 0 O EPSFA403000U 3.0 8 50 4 4

EPSSA403000U 3.0 8 50 6 4

EPSFA404000U 4.0 10 50 4 4

EPSSA404000U 4.0 10 50 6 4

EPSSA405000U 5.0 13 50 6 4

EPSSA406000U 6.0 15 50 6 4

EPSSA408000U 8.0 20 60 8 4

EPSSA410000U 10.0 25 75 10 4

EPSSA412000U 12.0 30 75 12 4

EPSSA414000U 14.0 30 75 14 4

EPSSA416000U 16.0 35 100 16 4

EPSSA420000U 20.0 45 100 20 4

EPSSA425000U 25.0 45 100 25 4

—

D

wifl GRSy

.
=3
A DN [Gh

<3 35 45

Cutting conditions (Z#tIHIZ28K) : Table 027

d Tolerance
@<3 0~-0.02
3=0=10 0~-0.03
@>10 0~-0.04
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G450 - Long Flute Square Type - 4F Rt - R - 430

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.
» Suitable for HRC 20 to HRC 45 Steel, Alloy Steel, Cast Iron, Aluminum Alloy (Si >15%).
« Excellent cutting ability of cutting edges.

« Long flutes is available in various length of cut and overall length end mills.

Order No. Dia. CL OAL Shank Flutes

EPSCA4 EPSCA403000U 3.0 15 60 6 4
EPSCA404000U 4.0 20 60 6 4

EPSCA405000U 5.0 25 75 6 4

(7] m EPSCA406000U 6.0 30 75 6 4
8 & & 0 0 0 EPSCA408000U 8.0 35 100 8 4
EPSCA410000U 10.0 45 100 10 4

EPSCA412000U 12.0 45 100 12 4

EPSCA414000U 14.0 70 150 14 4

EPSCA416000U 16.0 70 150 16 4

EPSCA420000U 20.0 75 150 20 4

EPSCA425000U 25.0 75 150 25 4

Cutting conditions (Z#tIHIZ28%) : Table 030

d Tolerance
@<3 0~-0.03
3=0=10 0~-0.04
@>10 0~-0.05
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G450 - Long Shank Square Type - 2F MR EE - RWEL - 230

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.

» Suitable for HRC 20 to HRC 45 Steel, Alloy Steel, Cast Iron, Aluminum Alloy (Si >15%). ‘gf
« Excellent cutting ability of cutting edges. g
» Long Shank is available in various length of cut and overall length end mills. &é’
g
(0]
2
E Eg Eﬁg order No. Dia. cL OAL  Shank  Flutes =
EPSLA2 EPSEA204000U 4.0 10 75 4 2
EPSNA2 EPSKA204000U 4.0 10 100 4 2
EPSLA204000U 4.0 10 75 6 2
G m EPSNA204000U 4.0 10 100 6 2
8 &8 8 0 0O O EPSLA205000U 5.0 13 75 6 2
EPSNA205000U 5.0 13 100 6 2
7}1.‘; EPSLA206000U 6.0 15 75 6 2
EPSNA206000U 6.0 15 100 6 2
EPSMA208000U 8.0 20 75 8 2
L1 EPSLA208000U 8.0 20 100 8 2
EPSNA208000U 8.0 20 150 8 2
- EPSLA210000U 10.0 25 100 10 2
EPSNA210000U 10.0 25 150 10 2
EPSLA212000U 12.0 30 100 12 2
L EPSNA212000U 12.0 30 150 12 2
EPSLA216000U 16.0 40 150 16 2
Lry

wifl GRS

L

Cutting conditions (Z#&tIM2#%) : Table 031

d Tolerance
@<3 0~-0.03
3=0=10 0~-0.04
@>10 0~-0.05
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G450 - Long Shank Square Type - 4F ML - BB - 43D

» UNICO Coating provides superior wear resistance and reduces the coefficient of friction.
» Suitable for HRC 20 to HRC 45 Steel, Alloy Steel, Cast Iron, Aluminum Alloy (Si >15%).
« Excellent cutting ability of cutting edges.

» Long Shank is available in various length of cut and overall length end mills.

E Eg Eﬁi order No. Dia. cL OAL  Shank  Flutes
EPSLA4 EPSEA404000U 4.0 10 75 4 4
EPSNA4 EPSKA404000U 4.0 10 100 4 4
EPSLA404000U 4.0 10 75 6 4
(7] (N EPSNA404000U 4.0 10 100 6 4
8 & & 0 0 0 EPSLA405000U 5.0 13 75 6 4
EPSNA405000U 5.0 13 100 6 4
J‘L’L EPSLA406000U 6.0 15 75 6 4
EPSNA406000U 6.0 15 100 6 4
EPSMA408000U 8.0 20 75 8 4
L1 EPSLA408000U 8.0 20 100 8 4
EPSNA408000U 8.0 20 150 8 4
- EPSLA410000U 10.0 25 100 10 4
EPSNA410000U 10.0 25 150 10 4
EPSLA412000U 12.0 30 100 12 4
- EPSNA412000U 12.0 30 150 12 4
EPSLA416000U 16.0 40 150 16 4
EPSLA420000U 20.0 40 150 20 4

T

D

wifl GRS

L

Cutting conditions (Z#tIHIZ8%) : Table 032

d Tolerance
@<3 0~-0.03
3=0=10 0~-0.04
@>10 0~-0.05
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O Ultra grain carbide rods with better abrasion resistance.

O ARCO coating shows good performance in coolant machining.

O Anti-vibrations capabilities at high speeds and high remove rate.

O Varix Technology with different helix angles(35°and 38°) improves cutting performance.

O For difficult to cut materials like Stainless Steel, Titanium, Inconel, Alloy Steel & Mold Steel... etc.
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M500 - Square Type - 2F IR EED - REER - 23]

» ARCO coating provides a superior wear resistance.

« For difficult to cut materials like Stainless Steel, Titanium, Inconel, Alloy Steel & Mold Steel... etc.
* Incredible toughness and vibration reduction at high speeds.

+ UMG carbide grade is suitable for cutting difficult materials.

- S S EA 2 Order No. Dia. CL OAL Shank Flutes

ESSSA2 ESSFA203000A 3 8 50 4 2
ESSFA204000A 4 10 50 4 2
ESSSA204000A 4 10 50 6 2
ESSSA205000A 5 13 50 6 2
ESSSA206000A 6 15 50 6 2
ESSSA208000A 8 20 60 8 2
ESSSA210000A 10 25 75 10 2
ESSSA212000A 12 30 75 12 2
ESSSA214000A 14 30 75 14 2
ESSSA216000A 16 35 100 16 2

—
D
& &

% &

Cutting conditions (Z#tIHIZ28K) : Table 055

d Tolerance
g=12 0~-0.02
a>12 0~-0.03
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M500 - Square Type - 4F IR EED - REER - 4 3)

» ARCO coating provides a superior wear resistance.

« For difficult to cut materials like Stainless Steel, Titanium, Inconel, Alloy Steel & Mold Steel... etc. ‘gf
* Incredible toughness and vibration reduction at high speeds. g
* High precise tolerance EndMills. &é’
» UMG carbide grade is suitable for cutting difficult materials. )
ESSEA4 Order No. Dia. CL OAL Shank Flutes &

ESSSA4 ESSFA403000A 3 8 50 4 4

ESSFA404000A 4 10 50 4 4

ESSSA404000A 4 10 50 6 4

G m ESSSA405000A 5 13 50 6 4

o ESSSA406000A 6 15 50 6 4

ESSSA408000A 8 20 60 8 4

ESSSA410000A 10 25 75 10 4

ESSSA412000A 12 30 75 12 4

ESSSA414000A 14 30 75 14 4

ESSSA416000A 16 35 100 16 4

—

D

wifl GRS

S B
35 50

Cutting conditions (Z#tIHIZ28K) : Table 056

d Tolerance
g=12 0~-0.02
a>12 0~-0.03
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M500 - High Helix Square U Type - 4F IR - 58

» ARCO coating provides a superior wear resistance.

« For difficult to cut materials like Stainless Steel, Titanium, Inconel, Alloy Steel & Mold Steel... etc.
» U-flute design with high chips volume space and easy to remove chips.

» UMG carbide grade is suitable for cutting difficult materials.

ESSFB4 Order No. Dia. CL OAL Shank Flutes
ESSSB4 ESSFB404000A 4 10 50 4 4
ESSSB404000A 4 10 50 6 4
ESSSB405000A 5 13 50 6 4
) (N ESSSB406000A 6 15 50 6 4
4 8 0 0§ # ESSSB408000A 8 20 60 8 4
ESSSB410000A 10 25 75 10 4
ESSSB412000A 12 30 75 12 4
ESSSB414000A 14 30 75 14 4
ESSSB416000A 16 35 100 16 4

wifl GRS

S B
45 50

d Tolerance
g=12 0~-0.02
a>12 0~-0.03
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M500 - Varix & Anti-Vibration Square U Type - 4F &8t -

» ARCO coating provides a superior wear resistance.

« For difficult to cut materials like Stainless Steel, Titanium, Inconel, Alloy Steel & Mold Steel... etc. ‘gf
» Unequal axis and sophisticated geometry design provides outstanding Anti-vibrations capabilities at high speeds. g
« Varix Technology with different helix angles (35 ° and 38 °) improves cutting performance. &é’
Provides the highest cutting action for aerospace applications. &
ESSFU4 Order No. Dia. CL OAL Shank Flutes &
ESSSU4 ESSFU404000A 4 10 50 4 4
ESSSU404000A 4 10 50 6 4
ESSSU405000A 5 13 50 6 4
G m ESSSU406000A 6 15 50 6 4
9 & 00 8 ESSSU408000A 8 20 60 8 4
ESSSU410000A 10 25 75 10 4
7J,L,L ESSSU412000A 12 30 75 12 4
ESSSU414000A 14 30 75 14 4
ESSSU416000A 16 35 100 16 4

L1

S

& &

& &

d Tolerance
g=12 0~-0.02
a>12 0~-0.03

Winstar A129



WinMills Solid Carbide Endmills WINSTAR

M500 - High Helix Anti-Vibration Square U Type - 4F T - 5

» ARCO coating provides a superior wear resistance.

« For difficult to cut materials like Stainless Steel, Titanium, Inconel, Alloy Steel & Mold Steel... etc.
» U-flute design with high chips volume space and easy to remove chips.

» UMG carbide grade is suitable for cutting difficult materials.

Order No. Dia. CL OAL Shank Flutes
ESSSM4 ESSSM408000A 8 20 60 8 4
ESSSM410000A 10 30 75 10 4
ESSSM412000A 12 30 75 12 4
) ESSSM416000A 16 32 100 16 4

M 8 0O O & ©

S

& &
ELL
52 50

% &

d Tolerance
g=12 0~-0.02
a>12 0~-0.03
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M500 - Anti-Vibration Square Type - 4F NI - MEAREFESDR - 43

» ARCO coating provides a superior wear resistance.

« For difficult to cut materials like Stainless Steel, Titanium, Inconel, Alloy Steel & Mold Steel... etc. ‘gf
» Unequal axis and sophisticated geometry design provides outstanding Anti-vibrations capabilities at high speeds. g
» UMG carbide grade is suitable for cutting difficult materials. g
&
m
2
3
Order No. Dia. CL OAL Shank Flutes @
ESSSD4 ESSSD405000A 5 13 50 4
ESSSD406000A 6 13 50 4
ESSSD408000A 8 16 60 4
ESSSD410000A 10 20 75 10 4
ESSSD412000A 12 24 75 12 4
ESSSD416000A 16 30 100 16 4

& &
ELL
35 50

% &

Cutting conditions (Z#tIHIZ28K) : Table 057

d Tolerance
g=12 0~-0.02
a>12 0~-0.03
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M500 - Varix & Anti-Vibration Square Type - 4F IRETE) - MEgESVE - 47)

» ARCO coating provides a superior wear resistance.

« For difficult to cut materials like Stainless Steel, Titanium, Inconel, Alloy Steel & Mold Steel... etc.

» Unequal axis and sophisticated geometry design provides outstanding Anti-vibrations capabilities at high speeds.
« Varix Technology with different helix angles (35 ° and 38 °) improves cutting performance.

« Provides the highest cutting action for aerospace applications.

Order No. Dia. CL OAL Shank Flutes
ESSSV4 ESSSV404000A 4 10 50 6 4
ESSSV405000A 5 13 50 6 4
ESSSV406000A 6 13 50 6 4
) (N ESSSV408000A 8 16 60 8 4
4 8 0 0§ # ESSSV410000A 10 20 75 10 4
ESSSV412000A 12 24 75 12 4
- J‘L’L ESSSV416000A 16 32 100 16 4

L1

wifl GRS

Varix 50

d Tolerance
g=12 0~-0.02
a>12 0~-0.03
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M500 - Wave Edge Square Type - 3F ML - RRE - 33)

» ARCO coating provides a superior wear resistance.

« For difficult to cut materials like Stainless Steel, Titanium, Inconel, Alloy Steel & Mold Steel... etc. ‘gf
* Incredible toughness and vibration reduction at high speeds. g
» UMG carbide grade is suitable for cutting difficult materials. &é’
» Wave type increases the performance. &
2
3
Order No. Dia. CL OAL Shank Flutes @
ESSSW3 ESSSW306000A 6 15 50 6 3
ESSSW308000A 8 20 60 8 3
ESSSW310000A 10 25 75 10 3
? o m 9 o ESSSW312000A 12 30 75 12 3
0o ESSSW316000A 16 40 100 16 3
ESSSW320000A 20 45 100 20 8

B
D

& &)

% &

Cutting conditions (Z#tIHIZ28K) : Table 058

d Tolerance
g=12 0~-0.02
a>12 0~-0.03
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M500 - Wave Edge Square Type - 4F IR - RRE - 4 3]

» ARCO coating provides a superior wear resistance.

« For difficult to cut materials like Stainless Steel, Titanium, Inconel, Alloy Steel & Mold Steel... etc.
* Incredible toughness and vibration reduction at high speeds.

» UMG carbide grade is suitable for cutting difficult materials.

» Wave type increases the performance.

Order No. Dia. CL OAL Shank Flutes
ESSSW4 ESSSW406000A 6 15 50 6 4
ESSSW408000A 8 20 60 8 4
ESSSW410000A 10 25 75 10 4
P | (N ESSSW412000A 12 30 75 12 4
¥ &8 0O 0 8 8 escwatsooon 16 40 100 16 4
ESSSW420000A 20 45 100 20 4

Bl
D

& &

% &

Cutting conditions (Z#tIHIZ28K) : Table 058

d Tolerance
g=12 0~-0.02
a>12 0~-0.03
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M500 - Ball Nose Type - 2F IRHIK AR ) - IR - 2 5)

» ARCO coating provides a superior wear resistance.

« For difficult to cut materials like Stainless Steel, Titanium, Inconel, Alloy Steel & Mold Steel... etc. ‘gf
* Incredible toughness and vibration reduction at hi speeds, suitable for high performance profile milling. g
» New tool geometry increases wear resistance and cutting force is decreased &é’
» UMG carbide grade is suitable for cutting difficult materials. )
E S B FA2 Order No. Radius Dia. CL OAL Shank Flutes &

ESBSA2 ESBFA202000A  1.0R 2 4 50 4 2

ESBFA203000A 1.5R 3 6 50 4 2

ESBFA204000A 2.0R 4 8 50 4 2

G m ESBSA204000A 2.0R 4 8 50 6 2

9 & 00 8 ESBSA205000A 2.5R 5 10 50 6 2

ESBSA206000A 3.0R 6 12 50 6 2

ESBSA208000A 4.0R 8 16 60 8 2

ESBSA210000A 5.0R 10 20 75 10 2

ESBSA212000A 6.0R 12 24 75 12 2

ESBSA214000A 7.0R 14 28 75 14 2

ESBSA216000A 8.0R 16 32 100 16 2

T

D

wif GRS

ELL
=
30° 50

Cutting conditions (Z#tIHIZ28X) : Table 059

d R Tolerance
g=12 +0.01
a>12 +0.015
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M500 - Corner Radius Type - 4F IRMES) - =R - 45)

» ARCO coating provides a superior wear resistance.

« For difficult to cut materials like Stainless Steel, Titanium, Inconel, Alloy Steel & Mold Steel... etc.
* Incredible toughness and vibration reduction at high speeds.

» Corner geometry and stronger design makes it suitable for cutting difficult material.

Dia. Corner ¢ OAL Shank Flutes

Order No. Radius
ESCSA4 ESCSA403003A 3 0.3R 6 50 6 4
ESCSA403005A 3 0.5R 6 50 6 4
ESCSA403010A 3 1.0R 6 50 6 4
(7] m ESCSA404003A 4 0.3R 8 50 6 4
¥ &8 0 o9 # ESCSA404005A 4 0.5R 8 50 6 4
ESCSA404010A 4 1.0R 8 50 6 4
- J,L.MR ESCSA405003A 5 0.3R 10 50 6 4
v ESCSA405005A 5 0.5R 10 50 6 4
ESCSA406003A 6 0.3R 12 50 6 4
ESCSA406005A 6 0.5R 12 50 6 4
ESCSA406010A 6 1.0R 12 50 6 4
ESCSA408005A 8 0.5R 16 60 8 4
ESCSA408010A 8 1.0R 16 60 8 4
ESCSA408015A 8 1.5R 16 60 8 4
L ESCSA410005A 10 0.5R 20 75 10 4
ESCSA410010A 10 1.0R 20 75 10 4
ESCSA410015A 10 1.5R 20 75 10 4
ESCSA410020A 10 2.0R 20 75 10 4
ESCSA412005A 12 0.5R 24 75 12 4
ESCSA412010A 12 1.0R 24 75 12 4
ESCSA412015A 12 1.5R 24 75 12 4
J — ESCSA412020A 12 2.0R 24 75 12 4
D ESCSA412030A 12 3.0R 24 75 12 4
& = S
30° 50
Cutting conditions (Z#tIHIZ28%) : Table 060
d Tolerance
2<3 0~-0.03
3=0=10 0~-0.04
g>10 0~-0.05
R +0.015
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M500 - High Helix Anti-Vibration Corner Radius U Type - 4F GBS - 587

» ARCO coating provides a superior wear resistance.

« For difficult to cut materials like Stainless Steel, Titanium, Inconel, Alloy Steel & Mold Steel... etc. g
* Incredible toughness and vibration reduction at high speeds. g
» Corner geometry and stronger design makes it suitable for cutting difficult material. &é’
» U-flute design with high chips volume space and easy to remove chips. )
2
3
: Corner =
Order No. Dia. Radius CL OAL Shank Flutes @
ESCSM4 ESCSM408005A 8 0.5R 16 60 8
ESCSM410010A 10 1.0R 20 75 10

ESCSM412010A 12 1.0R 24 75 12

ﬂ m ESCSM416015A 16 1.5R 32 100 16

M 8 0O O & ©

A A B b

S

wif GRS

S B
52’ 50

d Tolerance
@<3 0~-0.03
3=0=10 0~-0.04
@>10 0~-0.05

R +0.015
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M500 - Varix & Anti-Vibration Corner Radius Type - 4F HMESH) - MBS SVE - 47

» ARCO coating provides a superior wear resistance.

« For difficult to cut materials like Stainless Steel, Titanium, Inconel, Alloy Steel & Mold Steel... etc.

» Unequal axis and sophisticated geometry design provides outstanding Anti-vibrations capabilities at high speeds.
« Varix Technology to improve cutting performance.

Dia. Corner ¢ OAL Shank Flutes

Order No. Radius
ESCSV4 ESCSV404003A 4 0.3R 8 50 4 4
ESCSV405003A 5 0.3R 10 50 6 4
ESCSV406005A 6 0.5R 12 50 6 4
ESCSV408005A 8 0.5R 16 60 8 4
ESCSV410005A 10 0.5R 20 75 10 4
ESCSV412005A 12 0.5R 24 75 12 4
ESCSV412010A 12 1.0R 24 75 12 4
ESCSV416010A 16 1.0R 32 100 16 4

Cutting conditions (Z#tIH2#%) : Table 061

d Tolerance
@<3 0~-0.03
3=0=10 0~-0.04
@>10 0~-0.05

R +0.015
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O Suitable carbide rod for Diamond coating which brings good tightness of Diamond coating.

O The DIAMOND coating protects the cutting edge of the end mill which better than conventional coating.
O Suitable for Graphite.

O Available in various effective length.

O Suitable carbide rod brings good tightness of Diamond coating.

Winstar A139
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A200 - Square Type - 4F IR EED - REER - 4 3)

» The DIAMOND coating protects the cutting edge of the end mill which better than conventional coating.
« Suitable for Graphite.

» Strong geometry design has excellent cutting ability of cutting edges.

« High precision cutting for side milling.

Order No. Dia. CL OAL Shank Flutes
EGSFC4 EGSFC403000D 3.0 8 50 4 4
EGSFC404000D 4.0 10 50 4 4
EGSSC404000D 4.0 10 50 6 4
) (N EGSSC405000D 5.0 13 50 6 4
8 8 8 0 0 #  osscaoso0m 6.0 15 50 6 4
EGSSC408000D 8.0 20 60 8 4
J._d.L EGSSC410000D 10.0 25 75 10 4
EGSSC412000D 12.0 30 75 12 4

L1

B

D

wifl GRSy

.
2z3
.

@<3 30

d Tolerance
@<3 0~-0.02
3=0=10 0~-0.03
@>10 0~-0.04
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A200 - Long Flute Square Type - 4F

Rt -

WINSTAIR
RI®- 43

» The DIAMOND coating protects the cutting edge of the end mill which better than conventional coating.

« Suitable for Graphite.

« Available in various effective length.

« Long cutting length is suitable for deep side milling.

EGSCC4
GURD
M 8 8 O O ©
L1
L g

Graphite

d Tolerance
@<3 0~-0.03
3=0=10 0~-0.04
@>10 0~-0.05

Order No. LLEL
EGSCC403000D 3
EGSCC404000D 4
EGSCC405000D 5
EGSCC406000D 6
EGSCC408000D 8
EGSCC410000D 10
EGSCC412000D 12

Winstar
CuttingTechnologies

CL

15
20
25
30
35
45
45

OAL Shank
60 6
60 6
75 6
75 6
100 8
100 10
100 12

Flutes

A A D DM B B B

A141
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A200 - Long Shank Square Type - 4F IR - RINEL - 43)

» The DIAMOND coating protects the cutting edge of the end mill which better than conventional coating.
« Suitable for Graphite.

« Available in various length of cut and overall length end mills.

« Flat design to avoid chipping of the cutting tip.

E G S E C 4 Order No. Dia. CL OAL Shank Flutes
EGSLC4 EGSEC404000D 4.0 10 75 4 4
EGSKC404000D 4.0 10 100 4 4
EGSLC404000D 4.0 10 75 6 4
G m EGSNC404000D 4.0 10 100 6 4
¥ &8 & 0O 0§ EGSLC406000D 6.0 15 75 6 4
EGSNC406000D 6.0 15 100 6 4
J‘L’L EGSMC408000D 8.0 20 75 8 4
EGSLC408000D 8.0 20 100 8 4
EGSNC408000D 8.0 20 150 8 4
L1 EGSLC410000D 10.0 25 100 10 4
EGSNC410000D 10.0 25 150 10 4
- EGSLC412000D 12.0 30 100 12 4
EGSNC412000D 12.0 30 150 12 4

—

d Tolerance
@<3 0~-0.03
3=0=10 0~-0.04
@>10 0~-0.05
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A200 - Long Neck Square Type - 2F R - RER - 230

» The DIAMOND coating protects the cutting edge of the end mill which better than conventional coating.

« Suitable for Graphite. ‘gf
« Available in various effective length. g
« Suitable for deep cutting application. g
&
[0
2
E G s B C 2 Order No. Dia. CL EFF-L OAL Shank Flutes %
EGSRC2 EGSBC200504D 05 06 4 50 4 2
EGSBC200506D 0.5 0.6 6 50 4 2
EGSBC200508D 05 0.6 8 50 4 2
E m EGSBC201006D 1 1.2 6 50 4 2
9 & 8 0 0 EGSBC201008D 1 1.2 8 50 4 2
EGSBC201012D 1 1.2 12 50 4 2
Hdk EGSBC201016D 1 1.2 16 50 4 2
kB ?f EGSBC201020D 1 1.2 20 50 4 2
S EGSBC201508D 15 1.8 8 50 4 2
L2 EGSBC201512D 15 1.8 12 50 4 2
EGSBC201516D 15 1.8 16 50 4 2
EGSBC201520D 15 1.8 20 50 4 2
— EGSBC202010D 2 2.5 10 50 4 2
> EGSBC202016D 2 2.5 16 50 4 2
L 150 EGSBC202020D 2 2.5 20 50 4 2
EGSBC202025D 2 2.5 25 60 4 2
EGSRC203012D 3 35 12 50 6 2
EGSRC203020D 3 35 20 60 6 2
EGSRC203025D 3 35 25 60 6 2
EGSRC203030D 3 35 30 60 6 2
) EGSRC204016D 4 45 16 50 6 2
e EGSRC204020D 4 45 20 60 6 2
D EGSRC204025D 4 45 25 60 6 2
EGSRC204030D 4 45 30 60 6 2
“ ‘@‘ ‘ ‘@‘ EGSRC204035D 4 45 35 75 6 2
EGSRC205020D 5 7 20 60 6 2
EGSRC205025D 5 7 25 60 6 2
EGSRC205030D 5 7 30 60 6 2
EGSRC205035D 5 7 35 75 6 2
EGSRC206020D 6 10 20 60 6 2
6 10 30 75 6 2

EGSRC206030D
ﬁ Graphite
30°

d Tolerance
0] 0~-0.02
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A200 - Ball Nose Type - 2F IRHIK AR ) - IR - 2 5)

» The DIAMOND coating protects the cutting edge of the end mill which better than conventional coating.
« Suitable for Graphite.

« It provides an excellent surface due to better surface grindings.

» New tool geometry increases wear resistance and cutting force is decreased.

« Suitable for high speed profile surface milling.

E G B F C 2 Order No. Radius Dia. CL OAL Shank Flutes
EGBSC2 EGBFC200200D  0.1R 02 04 50 4 2
EGBFC200300D  0.15R 0.3 0.6 50 4 2
EGBFC200400D  0.2R 0.4 0.8 50 4 2
G m EGBFC200500D  0.25R 0.5 1.0 50 4 2
9 & 8 0 0 EGBFC200600D  0.3R 0.6 1.2 50 4 2
EGBFC200700D  0.35R 0.7 1.4 50 4 2
R EGBFC200800D  0.4R 0.8 1.6 50 4 2
t r EGBFC200900D  0.45R 0.9 1.8 50 4 2
EGBFC201000D  0.5R 1.0 2 50 4 2
L1 EGBFC201500D  0.75R 15 3 50 4 2
EGBFC202000D 1R 2.0 4 50 4 2
s EGBFC203000D  1.5R 3.0 6 50 4 2
EGBFC204000D 2R 4.0 8 50 4 2
EGBSC204000D 2R 4.0 8 50 6 2
L EGBSC205000D  2.5R 5.0 10 50 6 2
EGBSC206000D 3R 6.0 12 50 6 2
EGBSC208000D 4R 8.0 16 60 8 2
EGBSC210000D 5R 10.0 20 75 10 2
EGBSC212000D 6R 12.0 24 75 12 2

B

D

wif GRS

BEODE
30

d R Tolerance
0] +0.02
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A200 - Long Shank Ball Nose Type - 2F IREIK AR ) - RMRTEL - 23]

» The DIAMOND coating protects the cutting edge of the end mill which better than conventional coating.

« Suitable for Graphite. ‘gf
« It provides an excellent surface due to better surface grindings. g
» New tool geometry increases wear resistance and cutting force is decreased. g
» Suitable for high speed profile surface milling. )
E G B E C 2 Order No. Radius Dia. CL OAL Shank Flutes &

EGBLC2 EGBEC204000D 2R 4.0 8 75 4 2

EGBKC204000D 2R 4.0 8 100 4 2

EGBLC204000D 2R 4.0 8 75 6 2

G m EGBNC204000D 2R 4.0 8 100 6 2

9 & 8 0 0 EGBLC206000D 3R 6.0 12 75 6 2

EGBNC206000D 3R 6.0 12 100 6 2

R EGBMC208000D 4R 8.0 16 75 8 2

T T EGBLC208000D 4R 8.0 16 100 8 2

EGBNC208000D 4R 8.0 16 150 8 2

L1 EGBLC210000D 5R 10.0 20 100 10 2

EGBNC210000D 5R 10.0 20 150 10 2

N EGBLC212000D 6R 12.0 24 100 12 2

EGBNC212000D 6R 12.0 24 150 12 2

T

D

wif GRS

BEODE
30

d R Tolerance
0] +0.02
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A200 - Long Neck Ball Nose Type - 2F IRMESK) - KRR - 23]

» The DIAMOND coating protects the cutting edge of the end mill which better than conventional coating.
« Suitable for Graphite.

» Reduce vibration and more toughness.

« It provides an excellent surface due to better surface grindings.

» Long neck design is suitable for rid cutting.

Radius Dia. CL EFF-L OAL Shank Flutes

EGBBC2 Order No.
EGBRC2 EGBBC200504D 0.25R 0.5 05 4 50 4 2
EGBBC200506D 0.25R 0.5 05 6 50 4 2
EGBBC200508D 0.25R 0.5 05 8 50 4 2
(7] (N EGBBC201006D  0.5R 1 1 6 50 4 2
8 8 & 0 0 ¥ ooacooioosp 05R 1 1 8 50 4 2
EGBBC201012D  0.5R 1 1 12 50 4 2
jd‘ZR EGBBC201016D  0.5R 1 1 16 50 4 2
Py EGBBC201020D  0.5R 1 1 20 50 4 2
- EGBBC201508D 0.75R 15 15 8 50 4 2
Lo EGBBC201512D 0.75R 15 15 12 50 4 2
EGBBC201516D 075R 15 15 16 50 4 2
EGBBC201520D 075R 15 15 20 50 4 2
— EGBBC202010D 1R 2 2 10 50 4 2
> EGBBC202016D 1R 2 2 16 50 4 2
L 175 EGBBC202020D 1R 2 2 20 50 4 2
EGBBC202025D 1R 2 2 25 60 4 2
EGBRC203012D  1.5R 3 3 12 50 6 2
EGBRC203016D  1.5R 3 3 16 60 6 2
EGBRC203020D  1.5R 3 3 20 60 6 2
EGBRC203025D  15R 3 3 25 60 6 2
EGBRC203030D  15R 3 3 30 60 6 2
- EGBRC204016D 2R 4 4 16 60 6 2
D EGBRC204020D 2R 4 4 20 60 6 2
EGBRC204025D 2R 4 4 25 60 6 2
“ ‘@‘ ‘ ‘@‘ EGBRC204030D 2R 4 4 30 60 6 2
EGBRC205020D  2.5R 5 5 20 60 6 2
EGBRC205025D  2.5R 5 5 25 60 6 2
EGBRC205030D  2.5R 5 5 30 75 6 2
EGBRC206020D 3R 6 10 20 60 6 2
& B  cosrozsosm R 6 10 3 75 6 2
AN\

Graphite
30

d R Tolerance
+0.02
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A200 - Corner Radius Type - 4F IRMES) - =R - 45)

» The DIAMOND coating protects the cutting edge of the end mill which better than conventional coating.

« Suitable for Graphite. ‘gf
» Corner radius with multiple design increases the finish milling surface. g
[ )
%
2
: Corner 2
E G C F C 4 Order No. Dia. Radius CL OAL Shank Flutes @
EGCSC4 EGCFC403003D 3 0.3R 6 50 4 4
EGCFC403005D 3 0.5R 6 50 4 4
EGCFC403010D 3 1R 6 50 4 4
(P ] (N | EGCFC404003D 4 0.3R 8 50 4 4
M M M O O © EGCFC404005D 4 0.5R 8 50 4 4
EGCFC404010D 4 1R 8 50 4 4
d EGCSC403003D 3 0.3R 6 50 6 4
7J<—>J4R EGCSC403005D 3 0.5R 6 50 6 4
EGCSC403010D 3 1R 6 50 6 4
EGCSC404003D 4 0.3R 8 50 6 4
L1 EGCSC404005D 4 0.5R 8 50 6 4
EGCSC404010D 4 1R 8 50 6 4
EGCSC405005D 5 0.5R 10 50 6 4
EGCSC405010D 5 1R 10 50 6 4
EGCSC406003D 6 0.3R 12 50 6 4
L EGCSC406005D 6 0.5R 12 50 6 4
EGCSC406010D 6 1R 12 50 6 4
EGCSC408005D 8 0.5R 16 60 8 4
EGCSC408010D 8 1R 16 60 8 4
EGCSC408015D 8 1.5R 16 60 8 4
EGCSC410005D 10 0.5R 20 75 10 4
EGCSC410010D 10 1R 20 75 10 4
EGCSC410015D 10 1.5R 20 75 10 4
e EGCSC410020D 10 2R 20 75 10 4
EGCSC412005D 12 0.5R 24 75 12 4
EGCSC412010D 12 1R 24 75 12 4
- EGCSC412015D 12 1.5R 24 75 12 4
“ ‘@‘ “ ‘@‘ EGCSC412020D 12 2R 24 75 12 4
EGCSC412030D 12 3R 24 75 12 4
EGCSC408010D 8 1R 16 60 8 4
EGCSC408015D 8 1.5R 16 60 8 4
EGCSC410005D 10 0.5R 20 75 10 4
EGCSC410010D 10 1R 20 75 10 4
EGCSC410015D 10 1.5R 20 75 10 4
EGCSC410020D 10 2R 20 75 10 4
S0 EGCSC412005D 12 0.5R 24 75 12 4
EGCSC412010D 12 1R 24 75 12 4
d R Tolerance EGCSC412015D 12 1.5R 24 75 12 4
0<3 0~-003 EGCSC412020D 12 2R 24 75 12 4
3E0=10 0--004 EGCSC412030D 12 3R 24 75 12 4
a>10 0~-0.05
R +0.02
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A200 - Long Shank Corner Radius Type - 4F IRMESK) - RMEL - 43)

» The DIAMOND coating protects the cutting edge of the end mill which better than conventional coating.
« Suitable for Graphite.
» Corner radius with multiple design increases the finish milling surface.

Dia. Corner ¢ OAL Shank Flutes

E G C E C4 Order No. Radius
EGCLCA4 EGCEC404005D 4 0.5R 8 75 4 4
EGCKC404005D 4 0.5R 8 100 4 4
EGCLC403005D 3 0.5R 6 75 6 4
) (N EGCLC403010D 3 1R 6 75 6 4
8 8 8 0 0 ¥ o0 ca4008D 4 0.5R 8 75 6 4
EGCLC404010D 4 1R 8 75 6 4
LR EGCLC405005D 5 0.5R 10 75 6 4
EGCLC405010D 5 1R 10 75 6 4
P EGCLC406005D 6 0.5R 12 75 6 4
EGCNC406005D 6 0.5R 12 100 6 4
EGCLC406010D 6 1R 12 75 6 4
EGCMC408005D 8 0.5R 16 75 8 4
EGCLC408005D 8 0.5R 16 100 8 4
EGCLC408010D 8 1R 16 100 8 4
- EGCLC408015D 8 1.5R 16 100 8 4
EGCLC410005D 10 0.5R 20 100 10 4
EGCNC410005D 10 0.5R 20 150 10 4
EGCLC410010D 10 1R 20 100 10 4
EGCLC410015D 10 1.5R 20 100 10 4
EGCLC410020D 10 2R 20 100 10 4
EGCLC412005D 12 0.5R 24 100 12 4
JF:»\ EGCNC412005D 12 0.5R 24 150 12 4
D EGCLC412010D 12 1R 24 100 12 4
EGCLC412015D 12 15R 24 100 12 4
4

‘ ‘@‘ EGCLC412020D 12 2R 24 100 12

&
BEODE

d R Tolerance
@<3 0~-0.03
3=0=10 0~-0.04
@>10 0~-0.05
R +0.02
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A200 - Long Neck Corner Radius Type - 2F IRMESK) - KRR - 23]

» The DIAMOND coating protects the cutting edge of the end mill which better than conventional coating.

« Suitable for Graphite. ‘gf
« Available in various cut lengths. g
 Corner radius with long neck are suitable for deep general cutting and 3D milling. g
&
(0]
2
EGCBC2 Order No. Dia. g:;'l‘:sr CL EFF-L OAL Shank Flutes 2
EGCRC2 EGCBC20100106D 1 0.1R 1 6 50 4 2
EGCBC20100108D 1 0.1R 1 8 50 4 2
EGCBC20100110D 1 0.1R 1 10 50 4 2
ﬂ m EGCBC20100112D 1 0.1R 1 12 50 4 2
9 & 8 0 0 EGCBC20200210D 2 0.2R 2 10 50 4 2
EGCBC20200216D 2 0.2R 2 16 50 4 2
jd‘i R EGCBC20200220D 2 0.2R 2 20 50 4 2
L1 EGCBC20200225D 2 0.2R 2 25 60 4 2
- EGCBC20200510D 2 0.5R 2 10 50 4 2
L2 EGCBC20200516D 2 0.5R 2 16 50 4 2
EGCBC20200520D 2 0.5R 2 20 50 4 2
EGCBC20200525D 2 0.5R 2 25 60 4 2
— EGCRC20300210D 3 0.2R 3 10 50 6 2
> EGCRC20300220D 3 0.2R 3 20 60 6 2
L 15° EGCRC20300230D 3 0.2R 3 30 75 6 2
EGCRC20300510D 3 0.5R 3 10 50 6 2
EGCRC20300520D 3 0.5R 3 20 60 6 2
EGCRC20300530D 3 0.5R 3 30 75 6 2
EGCRC20400516D 4 0.5R 4 16 60 6 2
EGCRC20400525D 4 0.5R 4 25 60 6 2
EGCRC20400535D 4 0.5R 4 35 75 6 2
Jf:{ EGCRC20401016D 4 1R 4 16 60 6 2
D EGCRC20401025D 4 1R 4 25 60 6 2
EGCRC20401035D 4 1R 4 35 75 6 2
“ ‘@‘ ‘ ‘@‘ EGCRC20500520D 5 0.5R 5 20 60 6 2
EGCRC20500530D 5 0.5R 5 30 60 6 2
EGCRC20600520D 6 0.5R 7 20 60 6 2
EGCRC20600530D 6 0.5R 7 30 60 6 2
EGCRC20601020D 6 1R 7 20 60 6 2
B ccorcaosoiozn 6 1R 7 30 60 6 2
=
30
d Tolerance
0~0.02
R +0.02
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AI100 Series for Aluminium Alloy
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O Micro grain carbide rod is suitable for general machining.
O High efficient processing can be achieved by great chip evacuation.
O High helix angle offers stable and excellent finished surface in high speed.

O Radial flute design is good for chip evacuation and easy of machining.

Winstar A151

CuttingTechnologies



WinMills Solid Carbide Endmills WINSTAR

A100 - Square Type - 2F IR EED - REER - 23]

« Suitable for cutting non-ferrous metals, Aluminum, Aluminum Alloy, Copper (HRC< 20).

= CrN coating is optional for Copper Electrode and high Si( >12%) content Aluminum Alloy.
+ High Helix offers excellent and stable finished surfaces in high speed.

« Great chip evacuation and flute polishing increase cutting surface and feed rate.

E N s F S 2 Order No. Dia. CL OAL Shank Flutes
ENSSS2 ENSFS201000 1 3 50 4 2
ENSFS202000 2 6 50 4 2
ENSFS203000 3 50 4 2
E m ENSFS204000 4 12 50 4 2
oo o 00 ENSSS204000 4 12 50 6 2
ENSSS205000 5 15 50 6 2
- J‘i’L ENSSS206000 6 15 50 6 2
g ENSSS208000 8 20 60 8 2
,‘ " ENSSS210000 10 30 75 10 2
4 L1 ENSSS212000 12 30 75 12 2
j ' ENSSS216000 16 40 100 16 2
P ENSSS220000 20 45 100 20 2

&= &
BOES

% &

Cutting conditions (Z#tIHIZ8%X) : Table 062

d Tolerance
@<3 0~-0.02
3=@=10 0~-0.03
@>10 0~-0.04
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A100 - Square Type - 3F IR EED - REER - 33

« Suitable for cutting non-ferrous metals, Aluminum, Aluminum Alloy, Copper (HRC< 20)

= CrN coating is optional for Copper Electrode and high Si( >12%) content Aluminum Alloy. ‘gf
+ High Helix offers excellent and stable finished surfaces in high speed. g
« Great chip evacuation and flute polishing get good cutting surface and high feed rate. g
g
E N s F S 3 Order No. Dia. CL OAL Shank Flutes %

ENSSS3 ENSFS302000 2 50 4 3

ENSFS303000 3 50 4 3

ENSFS304000 4 12 50 4 3

E m ENSSS304000 4 12 50 6 3

D O0®8® 00 ENSSS305000 5 15 50 6 3

ENSSS306000 6 15 50 6 3

7J‘i’Li ENSSS308000 8 20 60 8 3

‘-/"Tw'— ENSSS310000 10 30 75 10 3

' ENSSS312000 12 30 75 12 3

/ ' L1 ENSSS316000 16 40 100 16 3

I ENSSS320000 20 45 100 20 3

v

—y

S
D

&= &
BOES

% &

Cutting conditions (Z#tIHIZ8%X) : Table 062

d Tolerance
@<3 0~-0.02
3=@=10 0~-0.03
@>10 0~-0.04

Winstar A153




WinMills Solid Carbide Endmills WINSTAR

A100 - Long Flute Square Type - 3F iRt - BB - 330

» Suitable for cutting non-ferrous metals, Aluminum, Aluminum Alloy, Copper (HRC< 20)

= CrN coating is optional for Copper Electrode and high Si( >12%) content Aluminum Alloy.
» High Helix offers excellent and stable finished surfaces in high speed.

« Great chip evacuation and flute polishing get good cutting surface and high feed rate.

Order No. Dia. CL OAL Shank Flutes
ENSCS3 ENSCS303000 3 15 60 6 3
ENSCS304000 4 20 60 6 3
ENSCS305000 5 25 60 6 3
) (N ENSCS306000 6 30 75 6 3
oo o8 00 ENSCS308000 8 45 100 8 3
ENSCS310000 10 55 100 10 3
J‘i’L ENSCS312000 12 55 100 12 3
(;f'_ ENSCS316000 16 75 150 16 3
4 } ENSCS320000 20 90 150 20 3
1

/1 L1

=

D

&= &
BOES

% &

Cutting conditions (Z#tIHIZ8%X) : Table 062

d Tolerance
@<3 0~-0.02
3=0=10 0~-0.03
@>10 0~-0.04
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A100 - High Helix Square Type - 3F IRMFE - 588 - 33)

« Suitable for cutting non-ferrous metals, Aluminum, Aluminum Alloy, Copper (HRC< 20).

= CrN coating is optional for Copper Electrode and high Si( >12%) content Aluminum Alloy. ‘gf
» 55° degree Helix offers excellent and stable finished surfaces in high speed side milling. g
« Flute polishing gives a very good cutting surface and high feed rate. g
&
m
2
3
Order No. Dia. CL OAL Shank Flutes @
ENSSH3 ENSSH304000 4 12 50 6 3
ENSSH305000 5 15 50 6 3
ENSSH306000 6 15 50 6 3
G ? ENSSH308000 8 20 60 8 &
0 oo 0o ENSSH310000 10 30 75 10 3
g ENSSH312000 12 30 75 12 3
j_.L ENSSH316000 16 40 100 16 3

o

L1

Y .

S

D

&= &
BOES

% &

Cutting conditions (Z#tIHIZ8%X) : Table 062

d Tolerance
@<3 0~-0.02
3=0=10 0~-0.03
@>10 0~-0.04
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WinMills Solid Carbide Endmills WINSTAR

A100 - High Performance Square Type - 3F (for side milling) HRETEE) - SREERL - 33

« Suitable for cutting non-ferrous metals, Aluminum, Aluminum Alloy, Copper (HRC< 20).

= CrN coating is optional for Copper Electrode and high Si( >12%) content Aluminum Alloy.
» U-flute design with high chips volume space and easy to remove chips.

« Excellent for high feed rough milling.

« Also suitable for surface finish in high speed milling.

Order No. Dia. CL OAL Shank Flutes

ENSSB3 ENSSB304000 4 12 50 6 3
ENSSB305000 5 15 50 6 3

ENSSB306000 6 15 50 6 3

) (N ENSSB308000 8 20 60 8 3
oo o8 00 ENSSB310000 10 30 75 10 3
ENSSB312000 12 30 75 12 3

ENSSB316000 16 40 100 16 3

ENSSB320000 20 45 100 20 3

S

&= &
BOES

% &

d Tolerance
@<3 0~-0.02
3=0=10 0~-0.03
@>10 0~-0.04
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WinMills Solid Carbide Endmills WINSTAR

A100 - Fine-Finishing Square Type - 3F IR - SXFEEER - 37

« Suitable for cutting non-ferrous metals, Aluminum, Aluminum Alloy , Copper (HRC<20)

» 45° High Helix offers excellent stable and finished surfaces. ‘gf
» Great chip evacuation and flute polish increase cutting surface and feed rate. g
S
&
m
2
3
E N S S P 3 Order No. Dia. CL OAL Shank Flutes @
ENSSP306000 6 15 50 6 3
ENSSP308000 8 20 60 8 3
ENSSP310000 10 30 75 10 3
G K ? ENSSP312000 12 30 75 12 &
0 oo 0o ENSSP316000 16 40 100 16 3

), v

T
D

&= &
BOES

=)=

d Tolerance
@<3 0~-0.02
3=0=10 0~-0.03
@>10 0~-0.04
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A100 - Ball Nose Type - 2F IRHIK AR ) - IR - 2 5)

« Suitable for cutting non-ferrous metals, Aluminum, Aluminum Alloy, Copper (HRC< 20).

= CrN coating is optional for Copper Electrode and high Si( >12%) content Aluminum Alloy.
» Great chip evacuation.

« Due to polish surface grinding of cutting it provides an excellent surface.

» New tool geometry increases wear resistance and cutting force is decreased.

ENB FA2 Order No. Radius Dia. CL OAL Shank Flutes
ENBSA2 ENBFA201000 0.5R 1 2 50 4 2
ENBFA202000 1.0R 2 4 50 4 2
ENBFA203000 1.5R 3 6 50 4 2
(7] (N ENBFA204000 2.0R 4 8 50 4 2
oo o & 00 ENBSA204000 2.0R 4 8 50 6 2
ENBSA205000 2.5R 5 10 50 6 2
/ R ENBSA206000 3.0R 6 12 50 6 2
T4 T ENBSA208000  4.0R 8 16 60 8 2
(/ )/ ENBSA210000 5.0R 10 20 75 10 2
‘ L1 ENBSA212000 6.0R 12 24 75 12 2
VA ENBSA216000 8.0R 16 32 100 16 2

wif GRS

BO0S

Cutting conditions (Z#tIHIZ28X) : Table 063

d R Tolerance
0] +0.02

A158 Winstar




WinMills Carbide Replaceable Endmills WINSTAR
WinMaster Series Replaceable Endmills, up to HRC 60

(2]
=X
=
)
I

=

=2
o
@

m
>

o
3
@

O High efficiency machining.
O Excellent compatibility.

O SICO coating.

O Flexible adapter.
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WinMaster Series - Anti-Vibration Square Type - 4F HaTEE) - BITMEPDR - 43
St e Dia. CcL ND M Flutes
EPSWH4 EPSWH410000S 10 10 55 M5 4
EPSWH412000S 12 12 6.5 M6 4
EPSWH416000S 16 16 8.5 M8 4
) EPSWH420000S 20 20 10.5 M10 4

M 8 8 O O ©

R

30 55
d Tolerance
g=12 0~-0.02
g>12 0~-0.03

Cutting conditions (Z#tTHIZ28X) : Table 064

Winstar
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WinMills Carbide Replaceable Endmills WINSTAR

WinMaster Series - Ball Nose Type - 2F IREIIK AR ) - SHATVREERL - 2 5)

Order No. Radius Dia. CL ND M Flutes g

S

EPBWH2 EPBWH210000S 5R 10 10 55 M5 2 g
EPBWH212000S 6R 12 12 6.5 M6 2 &

EPBWH216000S 8R 16 16 8.5 M8 2 %

7] m EPBWH220000S  10R 20 20 10.5 M10 2 @

M 8 8 O O ©

&5 W& &

L
30° 55

d R Tolerance
g=12 +0.01
a>12 +0.015

Cutting conditions (Z#tIHIZ28K) : Table 065
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WinMills Carbide Replaceable Endmills WINSTAR

WinMaster Series - Anti-Vibration Corner Radius Type - 4F RRESH) - BEFNREPDRE - 47
Order No. Dia. g:;'l‘:s’ cL ND M Flutes
EPCWH4 EPCWH410005S 10 0.5R 10 55 M5 4
EPCWH410010S 10 1.0R 10 55 M5 4
EPCWH410020S 10 2.0R 10 55 M5 4
7] EPCWH4120058 12 0.5R 12 6.5 M6 4
8 8 &8 0 0 ¥ oowmaoos 12 1.0R 12 6.5 M6 4
EPCWH412020S 12 2.0R 12 6.5 M6 4
EPCWH412030S 12 3.0R 12 6.5 M6 4
EPCWH416010S 16 1.0R 16 8.5 M8 4
}.LV R EPCWH416020S 16 2.0R 16 8.5 M8 4
T EPCWH416030S 16 3.0R 16 8.5 M8 4
T ﬂ EPCWH420010S 20 1.0R 20 105 M10 4
L1 £ EPCWH420020S 20 2.0R 20 10.5 M10 4
l L EPCWH420030S 20 3.0R 20 10.5 M10 4

1]
=

@ L
H0
mg o]

w
o

d Tolerance
g=12 0~-0.02
g>12 0~-0.03

Cutting conditions (Z#tTHIZ28X) : Table 064

A162 Winstar




WinMills Carbide Replaceable Endmills WINSTAR

WinMaster Series - CARBIDE EXTENSION ADAPTER (Anti-Vibration) i B R 13

SWSEA | L |

(2]
=X
a
e}
o
=
g
o
@
m
>
o
3
=

Dimensions, mm

Order No.

d L D M
ISWSEA050750 5.5 75 10 M5
ISWSEA051000 B85 100 10 M5
ISWSEA051500 5.5 150 10 M5
ISWSEA061001 BI5) 100 10 M6
ISWSEA061501 5.5 150 10 M6
ISWSEA060750 6.5 75 12 M6
ISWSEA061000 6.5 100 12 M6
ISWSEA061500 6.5 150 12 M6
ISWSEA062000 6.5 200 12 M6
ISWSEA081000 8.5 100 16 M8
ISWSEA081500 8.5 150 16 M8
ISWSEA082000 8.5 200 16 M8
ISWSEA082500 8.5 250 16 M8
ISWSEA101000 10.5 100 20 M10
ISWSEA101500 10.5 150 20 M10
ISWSEA102000 10.5 200 20 M10
ISWSEA102500 10.5 250 20 M10
ISWSEA103000 10.5 300 20 M10
ISWSEA121000 12.5 100 25 M12
ISWSEA121500 12.5 150 25 M12
ISWSEA122000 12.5 200 25 M12
ISWSEA122500 12.5 250 25 M12
ISWSEA123000 12.5 300 25 M12
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WinMaster Series - CARBIDE EXTENSION ADAPTER (Anti-Vibration) RMEF NNEBILERIT

SWSEB F#’
I e - iiniu’ -1 o

Dimensions, mm

Order No.
d d2 L1 L D M
ISWSEB0610024 6.5 11.8 24 100 12 M6
ISWSEB0615024 6.5 115 24 150 12 M6
ISWSEB0815030 8.5 15 30 150 16 M8
ISWSEB0820040 8.5 15 40 200 16 M8
ISWSEB1015040 10.5 19 40 150 20 M10
ISWSEB1020040 10.5 19 40 200 20 M10
ISWSEB1215048 12.5 24 48 150 25 M12
ISWSEB1220048 12.5 24 48 200 25 M12
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WinMaster Series - CARBIDE EXTENSION ADAPTER (Anti-Vibration) RMEF NNEBILERIT

g
! o
SWTEA 1 S
e :
o y
o ————— - o H
| I - @
|

Dimensions, mm

Order No.
d d2 L1 L D M
ISWTEA051500 5.5 9.8 60 150 12 M5
ISWTEA061500 6.5 11.8 70 150 16 M6
ISWTEA082000 8.5 15.5 90 200 20 M8
ISWTEA102000 10.5 19.8 90 200 25 M10
ISWTEA122000 12,5 245 90 200 32 M12
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WinMills Technical Data

Recommended Cutting Conditions

WINSTAIR
RIS

Table 001
—
EHSSS6, EHSSSS8
] 3,
8
WORKING MATERIAL HARDENED STEEL HARDENED STEEL HARDENED STEEL §
CODE SKT, SKD SKT, SKD SKT, SKD
HARDNESS HRC 45~55 HRC 55~60 HRC 60~70
Vc 129 M/min 98 M/min 65 M/min
DIAMETER R.P.M FEEE.) R.P.M FEED. R.P.M FEED.
(mm/min) (mm/min) (mm/min)
6MM 6,890 1,900 5,200 1,000 3,445 505
8MM 5,200 1,900 3,900 1,000 2,600 505
10MM 4,160 1,900 3,120 1,000 2,080 505
12MM 3,445 1,900 2,600 1,000 1,755 505
14MM 2,925 1,800 2,210 1,000 1,430 505
16MM 2,535 1,700 2,015 930 1,294 505
18MM 2,275 1,600 1,885 895 1,151 505
20MM 2,015 1,500 1,495 845 1,040 505
25MM 1,625 1,500 1,242 915 826 505
Milling Amount = ap | ae ap | ae ap | ae
(mm) ® 1.5D | 0.05D 1.5D | 0.03D 1.00 | 0.02D
aeMax =1.0mm aeMax =0.5mm aeMax =0.5mm

1.Use as highly rigid and accurate machine as possible.

2.If the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.

4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.

1. BOJREASAILE « SRR o

2. HRIEBRANER @ FHiSER - BRELEHITER o

3. RMESRIEBARTARIER NHEE « 5 o

4. D FEiBREEE - BEMEHNDERKERT « WeERE » BgSoRR. -Fiu -

Winstar
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WinMills Technical Data

WINSTAIR

Recommended Cutting Conditions HRUHIZH
Table 002
EHSPS4, EHSUS4, EHSUS6, EHSUSS8
WORKING MATERIAL HARDENED STEEL HARDENED STEEL HARDENED STEEL
CODE SKT, SKD SKT, SKD SKT, SKD
HARDNESS HRC 45~55 HRC 55~60 HRC 60~70
Ve 208 M/min 195 M/min 129 M/min
DIAMETER R.P.M (mFrEE‘r?in) R.P.M (rran/EnDin) R.P.M (nfnlf/lrz‘nDin)
6MM 11,050 2,450 10,335 2,000 6,890 1,210
8MM 8,255 2,440 7,735 1,995 5,200 1,215
10MM 6,630 2,450 6,110 1,970 4,160 1,215
12MM 5,625 2,450 5,135 1,985 3,445 1,210
14MM 4,680 2,420 4,420 1,995 2,925 1,200
16MM 4,095 2,420 3,900 2,000 2,535 1,285
18MM 3,640 2,420 3,445 2,000 2,275 1,200
20MM 3,250 2,400 3,055 1,970 2,015 1,180
25MM 2,600 2,400 2,470 1,990 1,625 1,190
M""n(?n?:?oum |i‘jtff° 1é5pD } o.::D 1.a5pD } O.ZZeSD 1.0D } O.ZZD
aeMax =1.0mm aeMax =0.5mm aeMax =0.5mm

1.Use as highly rigid and accurate machine as possible.

2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.

4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.

1. BUEASHIL « SHEEEK o

2. BRERA RN - SHiSES « EEREHI TN -

3. RMAFREBARTERIER NREE « S o

4. D EEUBAEEE - BEOERHDERKERR  IEEARE « BRSaRR S -

A168

Winstar
CuttingTechnologies



WinMills Technical Data WINSTAR

Recommended Cutting Conditions HRUHIZH

Table 003

EHBPS2, EHBUS2
g
WORKING MATERIAL HARDENED STEEL HARDENED STEEL HARDENED STEEL ;n?;
CODE SKT, SKD SKT, SKD SKT, SKD
HARDNESS HRC 45~55 HRC 55~60 HRC 60~70
Ve 129 M/min 116 M/min 63 M/min
DIAMETER RPM (r:rﬁ;fn[i’n) RPM (nfrf,'fnﬁ’n) RPM (nf:/i?m

0.5R 41,600 960 39,000 850 33,150 500

1.0R 40,950 1,900 37,050 1,880 20,150 600

1.5R 27,300 2,080 24,700 1,880 13,650 625

2.0R 20,150 2,050 18,200 1,850 10,335 630

25R 16,250 2,060 14,300 1,815 8,255 630

3.0R 13,650 2,080 12,350 1,880 6,890 630

4.0R 10,335 1,550 9,295 1,400 5,135 470

5.0R 8,255 1,250 7,410 1,100 4,095 375

6.0R 6,890 1,050 6,175 950 3,445 315

8.0R 5,135 790 4,745 710 2,535 230

ap Pf
M""”(%q/:n")m“m R =8 0020 | 0.1D 7Y ol
R > 8 | 0.32mm | 0.1D Pl

1.Use as highly rigid and accurate machine as possible.

2.If the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.

4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.

1. BOTREFASRIE « SIBREK -

2. BRERANER - FHi%iERS - BRELHI TR o

3. RINEUSRIBAALTHIRIEN NFRERE - G o

4. D EBUBRESE - BENEGHDARKEIAR « IR RS « BigSaRR. - Fi -
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WinMills Technical Data

Recommended Cutting Conditions HRUHIZH

Table 004
EHCUK4

o

WINSTAIR

WORKING MATERIAL HARDENED STEEL HARDENED STEEL HARDENED STEEL
HARDNESS HRC 40~50 HRC 50~55 HRC 55~60
Ve 130 M/min 78 M/min 52 M/min
DIAMETER RPM i) R.PM i) RPM i)
2mm 20,700 5,750 12,420 3,450 8,280 2,310
3mm 13,800 6,050 8,280 3,640 5,520 2,420
4mm 10,350 7,030 6,210 4,220 4,140 2,810
6mm 6,900 6,900 4,140 4,140 2,760 2,760
8mm 5,200 6,850 3,105 4,090 2,070 2,730
10mm 4,150 6,600 2,500 3,970 1,650 2,640
12mm 3,450 6,900 2,070 4,140 1,380 2,760
e aa ap aa ap aa ap
Mi”i”(?n/i‘n”)m“m E:ia” 01xR| 025D R=1[005xR|025D R=1|005xR|0.25D
02mm|025D  R>1|04mm|025D  R>1 [0.1mm| 0.25D

1.Use as highly rigid and accurate machine as possible.

2.If the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.

3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.

1. BYRASHIE - SIEHRK -

2. WIRERAER - HiSElS « BRELHITES -
3. RMBEFRREBARFERIER NREE - G o

4. D EBBARESHE  BENEHDABKERNT « ER6m

A170

= BB FOE o

Winstar
CuttingTechnologies



o

WinMills Technical Data WINSTAR

Recommended Cutting Conditions HRUHIZH

Table 005

—
®
o
EHCPS4, EHCUS4 5
8
O
WORKING MATERIAL HARDENED STEEL HARDENED STEEL HARDENED STEEL 8
o
CODE SKT, SKD SKT, SKD SKT, SKD
HARDNESS HRC 45~55 HRC 55~60 HRC 60~70
Ve 65 M/min 39 M/min 26 M/min
FEED FEED FEED
DIAMETER R.P.M (mmimin) R.P.M (mmimin) R.PM (mmimin)
1MM 20,670 2,150 12,350 980 8,281 500
2MM 10,335 2,145 6,175 980 4,134 500
3MM 6,890 2,150 4,160 990 2,756 500
4MM 5,200 2,160 3,120 990 2,067 500
6MM 3,445 2,150 2,080 990 1,378 500
8MM 2,600 2,160 1,560 990 1,034 500
10MM 2,080 2,160 1,242 980 826 500
12MM 1,755 2,190 1,034 980 689 500
a
Milling Amount :iap 8a | ap aa | ap aa | ap
(mm) R=2|0.2xR| 05D R=2/0.1xR|0.5D R=2/0.1xR| 05D
R=>2]0.4mm| 0.5D R=>2]0.2mm| 0.5D R=>2]0.2mm| 0.5D

1.Use as highly rigid and accurate machine as possible.

2.If the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.

4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.

1. BOTREASRIE « SEREK o

2. BWRERANER - FHi%iERS - BERELHI TR o

3. RINEUSRIBAAITHIRIEN R « G o

4. D EBUBRESE - BENEGHDARKEIANR « e RS « BigSaRR. - Foi -
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WinMills Technical Data WINSTAR
tting Conditions HEREHIZSH

Recommended

Table 006
EHSFF4, EHSSF4, EHSLF4, EHNF4, EHMF4, EHCSF4, EHCLF4, EHCNF4, EHCMF4

Side Milling @

Diameter (d)
Work Material Condition Range | Cutting Depth | Cutting Condition
a1 @2 a3 4 @6 @8 @10 212
ap=1.5D RPM 35000 | 17500 | 12000 | 8700 5830 4380 3500 2900
High Speed

ae=0.05D Feed(mm/min) 630 830 1000 1000 1100 1100 1100 1100
Pre-Harden Steels
(HRC 35~45) NAK80 » CENA1

ap=1.5D RPM 25500 | 12700 | 8500 | 6350 | 4200 | 3200 | 2500 | 2150
General
ae=0.07D | Feed(mm/min) | 460 510 550 600 750 800 750 700
ap=1.5D RPM 32000 | 16000 | 11000 | 8000 | 5300 | 4000 | 3200 | 2750
High Speed
e el ae=0.02D | Feed(mm/min) | 600 750 800 850 | 900 | 1000 | 900 850
(HRC 45~60)SKD61 ~ SKD11 »
SKH51 ap=1.5D RPM 22000 | 11200 | 7400 | 5600 | 3750 | 2800 | 2200 | 2000
General
ae=0.05D | Feed(mm/min) | 360 | 440 | 460 500 | 560 | 600 580 550
Slotting Milling -
Diameter (d)
Work Material Condition Range | Cutting Depth [ Cutting Condition
a3 @4 @5 6 @8 @10 @12
. ap=0.5D RPM 7690 5800 4640 3770 2900 2320 1890
Steels General
(HRC 35~45) NAK80 » CENA1 ae=1D Feed(mm/min) | 460 580 670 610 580 550 520
- ap=0.2D RPM 3990 3000 2430 1950 1500 1200 1020
(HRC 45~60)SKD61 ~ SKD11 » General
SKH51 ae=1D Feed(mm/min) | 200 240 300 330 300 270 240

1.Use as highly rigid and accurate machine as possible.

2.If the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.

4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.

1. BOREASAIY « SREEK o

2. HRIERANER » FHiSER - BRELHI TR
3. RMBVSRIBBATARIER NREE « S
4. D FEiBREEE - BEMEEHNDERKERT « WeERE » BgSoRR S -

o

o
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Recommended Cutting Conditions HRUHIZH

Table 007
EHBFF2, EHBSF2, EHBLF2, EHBNF2, EHBMF2, EPBPF2, EHBUF2

—
o®
Q
=
2.
Q
5
O
D
=
Q

Diameter (d)
Work Material Condition Range| Cutting Depth | Cutting Condition
0.5R 1R 2R 3R 4R 5R 6R
ap=0.05~0.1 RPM 50000 32000 22000 16000 12000 10000 8000
High Speed
ae=0.02D Feed(mm/min) 4000 3000 2850 2800 2400 2000 1600
Pre-Harden Steels
(HRC 35~45) NAK80 » CENA1
ap=0.05~0.1 RPM 36000 20000 13000 8500 6400 5000 4200
General
ae=0.02D Feed(mm/min) 1600 1500 1500 1400 1200 1060 920
ap=0.05~0.1 RPM 50000 32000 20000 13000 10000 8000 6600
High Speed
ae=0.02D Feed(mm/min) 3200 2560 2500 2200 1840 1600 1400
Hardened Steels
(HRC 45~55)SKD61 ~ SKT4
ap=0.05~0.1 RPM 36000 20000 10000 6800 5200 4000 3500
General
ae=0.02D Feed(mm/min) 1280 1280 1280 1160 960 820 730
ap=0.05~0.1 RPM 50000 32000 16000 11000 8000 6400 5300
High Speed
ae=0.15D Feed(mm/min) 2000 2000 1920 1760 1400 1200 1060
Hardened Steels
(HRC 55~60)SKD11 » SKH51
ap=0.05~0.1 RPM 25000 15000 9500 6500 4800 3800 3200
General
ae=0.15D Feed(mm/min) 1000 1000 960 960 840 720 640

1.Use as highly rigid and accurate machine as possible.

2.If the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.

4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.

1. BOREASRIE « SBREK -

2. WRELEANER - FHiSERS » BRGLHITER -

3. RINBURIBAATHIRIERN NRERE - G o

4. D ESUBRESE - BENEGHDARKEINR « IR RS « BigSaRR. - Fl -
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Recommended Cutting Conditions HRUHIZH

Table 008
EHSFA2, EHSSA2

o

WINSTAIR

Material PREHARDENED STEELS HARDENED STEELS Hardened Steel
PEAAE) SREEH RN NS
L NAK80 CENA1 SKD61,SKD11 SKD11,SKH51
Hardness & HRC 35~45 HRC 40~55 HRC 55~65
VC #REE 145(m/min) 125 (m/min) 105 (m/min)
Feed Feed Feed
Dia (%) RPM | i ap ae RPM | i) ap ae RPM | i) ap ae
R Sy (mm) (mm) R N (mm) (mm) R [N (mm) (mm)
SERG PES S
3mm 15390 705 0.15 3 13270 610 0.15 3 11150 510 0.15 3
4mm 11550 690 0.2 4 9950 595 0.2 4 8360 500 0.2 4
6mm 7700 615 0.3 6 6630 530 0.3 6 5570 445 0.3 6
8mm 5770 460 0.4 8 4980 395 0.4 8 4180 335 0.4 8
10mm 4620 462 0.5 10 3980 395 0.5 10 3345 335 0.5 10
12mm 3850 385 0.6 12 3320 330 0.6 12 2790 280 0.6 12
1.Use as highly rigid and accurate machine as possible.
2.If the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system. +
1. BOIREASEIYE « SBHEK o ap
2. BRERANENR © SHi%iENG © BRELLHI T o
3. RINEUSRIBBAITAEIRIER NRHEE « G o i 4;’
4. U FEUBREEE - BENEHNAERKERR  WeERE  BigStRR. S -
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Recommended Cutting Conditions HRUHIZH

Table 009

—
[0}
[¢]
EHSFA4, EHSSA4 S
o
V)
Material PREHARDENED STEELS HARDENED STEELS Hardened Steel o
- R EEN B EENER &
TR NAK80 CENAT SKD61,SKD11 SKD11,SKH51
Hardness &E HRC 35~45 HRC 40~55 HRC 55~65
VC #R:RE 145(m/min) 125 (m/min) 105 (m/min)
Feed Feed Feed
Dia (3Jf&) RPM | (i) ap ae RPM | (i) ap ae RPM | i) ap ae
R N (mm) (mm) (2353 SEga (mm) (mm) R TN (mm) (mm)
SEHE HEAE SERG
3mm 15390 1415 3 0.15 13270 1220 3 0.15 11150 1025 3 0.15
4mm 11550 1386 4 0.2 9950 1194 4 0.2 8360 1003 4 0.2
6mm 7700 1232 6 0.3 6630 1060 6 0.3 5570 891 6 0.3
8mm 5770 923 8 0.4 4980 796 8 0.4 4180 668 8 0.4
10mm 4620 924 10 0.5 3980 796 10 0.5 3345 669 10 0.5
12mm 3850 770 12 0.6 3320 664 12 0.6 2790 558 12 0.6
1.Use as highly rigid and accurate machine as possible.
2.If the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.
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Table 010
EHSFH4, EHSSH4

Material PREHARDENED STEELS HARDENED STEELS Hardened Steel
e A EEAE BN
L NAK80 CENA1 SKD61,SKD11 SKD11,SKH51
Hardness &E HRC 35~45 HRC 40~55 HRC 55~65
VC #R:RE 145(m/min) 125 (m/min) 105 (m/min)
Feed Feed Feed
Dia (JJ7&) RPM (mn?/?nin) ap ae RPM (mn?/?ﬂn) ap ae RPM (mrlr?/?nin) ap ae
R N (mm) (mm) (2353 SEga (mm) (mm) R TN (mm) (mm)
SEHE G SERG
3mm 15390 1415 3 0.15 13270 1220 3 0.15 11150 1025 3 0.15
4mm 11550 1386 4 0.2 9950 1194 4 0.2 8360 1003 4 0.2
6mm 7700 1232 6 0.3 6630 1060 6 0.3 5570 891 6 0.3
8mm 5770 923 8 0.4 4980 796 8 0.4 4180 668 8 0.4
10mm 4620 924 10 0.5 3980 796 10 0.5 3345 669 10 0.5
12mm 3850 770 12 0.6 3320 664 12 0.6 2790 558 12 0.6
1.Use as highly rigid and accurate machine as possible.
2.If the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.
1. BOREASAIL « SREEHK o ap
2. WRERANENR © SHAFIEG  BRELLHI TR o
3. RMBYSRIEBARTARIER NHEE « 45 o ? | le
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Table 011

—
[0}
[¢]
EHSLH4, EHSMH4, EHSNH4 S
o
L
Material PREHARDENED STEELS HARDENED STEELS Hardened Steel o
- R EEN B EENER &
THEH NAK80 CENA1 SKD61,SKD11 SKD11,SKH51
Hardness &E HRC 35~45 HRC 40~55 HRC 55~65
VC #R:RE 123 (m/min) 106 (m/min) 89 (m/min)
Feed Feed Feed
Dia (3JfE) RPM | (i) ap ae RPM | (i) ap ae RPM | i) ap ae
R N (mm) (mm) (2353 S$Eun (mm) (mm) R TN (mm) (mm)
SEHE HEAE SERG
3mm 13080 1200 3 0.15 11280 1038 3 0.15 9480 871 3 0.15
4mm 9820 1178 4 0.2 8460 1015 4 0.2 7100 852 4 0.2
6mm 6545 1050 6 0.3 5635 900 6 0.3 4740 757 6 0.3
8mm 4905 785 8 0.4 4235 676 8 0.4 3555 568 8 0.4
10mm 3927 785 10 0.5 3385 676 10 0.5 2845 568 10 0.5
12mm 3270 655 12 0.6 2820 564 12 0.6 2370 474 12 0.6
1.Use as highly rigid and accurate machine as possible.
2.If the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.
1. BOREASAIL « SREEHK o ap
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Table 012

EHSBC2, EHSRC2

o

WINSTAIR

Material PREHARDENED STEELS HARDENED STEELS Hardened Steel
TR NAK80 CENA1 SKD61,SKD11 SKD11,SKH51
Hardness &= HRC 35~45 HRC 40~55 HRC 55~65
Dia EFF-L RPM (n':rr?/?ncii\) ap RPM (nfn?/?nﬁm) ap RPM (nEn?/?nci"l) ap ae
I BUER (=33 e4e (mm) (£33 48 (mm) R s (mm) (mm)
0.5 56000 270 0.003 44800 180 0.002 15000 10 0.001 0.160
0.2mm 1 50900 230 0.004 40800 160 0.003 - - -
1.5 48200 200 0.002 38500 140 0.002 - - -
15 50800 360 0.005 42700 260 0.004 14600 13 0.003 0.057
0.3mm ) 31900 190 0.001 25500 130 0.001 14600 10 0.001 0.004
B 20400 80 0.001 16300 60 0.001 - - - -
1 48100 470 0.008 38500 320 0.005 14300 17 0.003 0.054
0.4mm ) 30100 240 0.002 24100 160 0.001 14300 14 0.001 0.003
10 24600 150 0.001 19700 100 0.001 14300 1 0.001 0.001
3 32200 370 0.008 25700 260 0.006 14000 19 0.004 0.016
5 27200 290 0.006 21700 200 0.004 14000 17 0.003 0.008
0.5mm 8 21600 190 0.001 17400 130 0.001 14000 14 0.001 0.002
10 19600 150 0.001 15600 100 0.001 14000 12 0.001 0.001
14 16300 70 0.001 13000 50 0.001 - - - -
3 33500 500 0.013 26800 340 0.009 12000 22 0.005 0.114
6 23000 290 0.005 18400 200 0.003 12000 19 0.002 0.008
0.6mm 8 20000 230 0.003 16000 160 0.002 12000 17 0.001 0.003
10 17900 180 0.002 14300 130 0.001 12000 15 0.001 0.002
12 16400 150 0.001 13100 100 0.001 12000 13 0.001 0.001
16 13500 70 0.001 10800 50 0.001 - - - -
4 25800 440 0.012 20600 290 0.009 10000 22 0.006 0.047
6 21200 330 0.007 16900 230 0.005 10000 20 0.003 0.014
0-7mm 8 18400 260 0.004 14700 190 0.003 10000 18 0.002 0.006
10 16500 220 0.003 13200 160 0.002 10000 16 0.001 0.003
4 24100 480 0.019 19300 330 0.013 8000 20 0.010 0.080
8 17200 300 0.006 13800 200 0.004 8000 16 0.003 0.010
0.8mm 12 14100 200 0.003 11300 140 0.002 8000 12 0.001 0.003
14 12300 150 0.001 9800 100 0.001 - - -
6 18500 420 0.013 14800 290 0.010 7200 18 0.007 0.038
0.9mm 8 16100 330 0.008 12900 230 0.006 7200 16 0.004 0.016
10 14500 270 0.005 11600 190 0.004 7200 14 0.002 0.008
1.Use as highly rigid and accurate machine as possible.
2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system. +
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Recommended Cutting Conditions HRUHIZH

Table 013

a'
EHSBC2, EHSRC2 5
8
Material PREHARDENED STEELS HARDENED STEELS Hardened Steel ]
N HEW RN FEAGR L
THEH NAK80 CENA1 SKD61,SKD11 SKD11,SKH51 ®
Hardness @&E HRC 35~45 HRC 40~55 HRC 55~65
Dia EFF-L RPM (n':rr?/?ncii\) ap RPM (nfn?/?nﬁm) ap RPM (nEn?/?nci"l) ap ae
DALY BHE R [N (mm) HE N (mm) (2353 s (mm) (mm)
5 19600 510 0.022 15700 360 0.016 6500 15 0.009 0.013
10 13800 300 0.007 11000 210 0.005 6500 12 0.003 0.013
S 12 12600 250 0.005 10100 170 0.003 6500 11 0.002 0.007
14 11700 210 0.003 9400 150 0.002 650 10 0.001 0.005
16 11000 180 0.003 8800 130 0.002 - - - -
20 9800 130 0.002 7900 90 0.001 - - - -
6 16100 490 0.026 12800 340 0.019 9600 22 0.011 0.120
1.2mm 12 11400 290 0.008 9100 200 0.005 - - - -
16 9800 220 0.004 7900 150 0.003 - - - -
20 8800 170 0.003 7000 120 0.002 - - - -
8 12900 440 0.025 10300 310 0.018 9600 18 0.010 0.094
PR 10 11500 380 0.017 9200 260 0.012 - - - 0.048
16 9100 250 0.007 7300 180 0.005 - - - 0.012
20 7800 180 0.004 6200 120 0.003 - - - 0.005
8 12500 460 0.029 10000 320 0.020 9600 25 0.012 0.124
12 10200 340 0.016 8200 240 0.011 - - - -
1.5mm 14 9500 300 0.012 7600 210 0.008 - - - -
16 8900 270 0.009 7100 190 0.007 - - - -
20 7900 220 0.006 6300 150 0.004 - - - -
10 10800 410 0.025 8600 280 0.018 9600 15 0.010 0.082
1.6mm 14 9100 320 0.014 7300 220 0.010 - - - -
18 8000 260 0.009 6400 180 0.006 - - - -
6 12500 650 0.045 10000 450 0.032 9600 211 0.019 0.926
10 9700 470 0.031 7800 330 0.022 9600 45 0.013 0.200
12 8900 420 0.026 7100 290 0.019 9600 56 0.011 0.116
2.0mm 14 8200 370 0.022 6600 260 0.016 9600 16 0.009 0.073
20 6900 280 0.013 5500 190 0.009 - - - -
25 6200 230 0.008 4900 160 0.006 - - - -
30 5600 180 0.005 4500 130 0.004 - - - -
8 9600 670 0.054 7700 460 0.039 9600 227 0.023 0.954
12 7900 520 0.042 6300 360 0.030 9600 67 0.018 0.283
16 6800 430 0.031 5500 290 0.022 9600 28 0.013 0.119
2.5mm 20 6100 360 0.023 4900 250 0.017 9600 14 0.010 0.061
25 5500 300 0.015 4400 210 0.011 - - - -
30 5000 250 0.010 4000 170 0.007 - - - -
35 4800 190 0.007 3800 140 0.005 - - - -

1.Use as highly rigid and accurate machine as possible.
2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.

4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system. +
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Table 014

EHSBC2, EHSRC2

o

WINSTAIR

Material PREHARDENED STEELS HARDENED STEELS Hardened Steel
TR NAK80 CENA1 SKD61,SKD11 SKD11,SKH51
Hardness &= HRC 35~45 HRC 40~55 HRC 55~65
Dia EFF-L RPM (n':rr?/?ncii\) ap RPM (nfn?/?nﬁm) ap RPM (nEn?/?nci"l) ap ae
I BUER (=33 4 (mm) (£33 48 (mm) R s (mm) (mm)
6 8000 700 0.072 6400 480 0.052 8000 435 0.031 1.978
10 7200 620 0.064 5800 430 0.046 8000 222 0.027 1.013
16 5900 470 0.045 4700 320 0.032 8000 54 0.019 0.247
3.0mm 20 5300 400 0.035 4300 280 0.025 8000 27 0.015 0.127
25 4800 340 0.025 3900 230 0.018 8000 14 0.010 0.065
30 4500 290 0.018 3600 200 0.013 8000 10 0.007 0.038
35 4200 250 0.013 3300 170 0.009 - - - -
8 6800 770 0.093 5300 500 0.070 6000 450 0.050 1.990
12 5100 600 0.078 4100 410 0.056 6000 388 0.033 1.852
16 4400 510 0.065 3600 350 0.046 6000 164 0.027 0.781
4.0mm 20 4000 440 0.054 3200 300 0.038 6000 84 0.022 0.400
25 3600 380 0.042 2900 260 0.030 6000 43 0.018 0.205
30 3300 330 0.033 2600 230 0.024 6000 24 0.014 0.119
35 3100 290 0.026 2500 200 0.019 6000 15 0.011 0.075
16 3500 520 0.089 2800 360 0.064 4800 457 0.038 1.907
20 3100 440 0.085 2500 310 0.061 4800 234 0.036 0.977
5.0mm 25 2800 390 0.077 2200 270 0.055 4800 120 0.033 0.500
30 2500 340 0.066 2000 230 0.047 4800 69 0.028 0.289
35 2300 300 0.054 1900 210 0.038 4800 43 0.022 0.182
6.0mm 20 2600 470 0.088 2100 330 0.063 4000 607 0.037 2.025
30 2000 340 0.077 1600 240 0.055 4000 180 0.033 0.600
20 2300 450 0.130 1700 330 0.090 3400 580 0.050 1.600
8.0mm 40 1500 250 0.800 1100 160 0.060 3400 84 0.035 0.200
10.0mm 25 2100 430 0.130 1500 310 0.080 3200 540 0.050 1.760
45 1300 220 0.700 900 150 0.050 3200 76 0.030 0.240
30 2000 400 0.140 1400 280 0.080 3000 540 0.050 1.840
12.0mm 50 1500 200 0.800 800 140 0.050 3000 72 0.030 0.280
1.Use as highly rigid and accurate machine as possible.
2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system. +
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Recommended Cutting Conditions HRUHIZH

Table 015

—
()
[¢]
EHSBC4, EHSRC4 5
o
o
Material PREHARDENED STEELS HARDENED STEELS Hardened Steel o
ey BEm EENER EEUE &
L NAK80 CENA1 SKD61,SKD11 SKD11,SKH51
Hardness &= HRC 35~45 HRC 40~55 HRC 55~65
Feed Feed Feed
Dia ( JJ1&) R;iM (mr?/?\in) RP:M (mn?/?mn) RP:M (mn?/?nin)
B 6 e s i 46
1mm 38000 1050 25500 710 20500 430
2mm 26000 1250 17500 840 14500 520
3mm 17300 1250 11500 840 9500 520
4mm 13200 1300 8800 880 7200 540
5mm 12500 1500 8300 1000 6400 580
6mm 10350 1400 6900 950 5300 560
8mm 7800 1350 5200 900 4000 520
10mm 6450 1260 4100 840 3200 480
12mm 5250 1260 3500 840 2650 480
1.Use as highly rigid and accurate machine as possible.
2.If the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system. *
1. ROUEASHIL « SIEHRK o ap
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Recommended Cutting Conditions

Table 016
EHBFH2, EHBSH2

RIS

o

WINSTAIR

Material PREHARDENED STEELS HARDENED STEELS Hardened Steel
AR RS RN NS
TR NAK80 CENA1 SKD61,SKD11 SKD11,SKH51
Hardness & HRC 35~45 HRC 40~55 HRC 55~65
VC #REE 145 (m/min) 125 (m/min) 105 (m/min)
Feed Feed Feed
Dia (%) RPM | i ap ae RPM | o) ap ae RPM | i) ap ae
R Sy (mm) (mm) R N (mm) (mm) R [N (mm) (mm)
SERG PES S
1R 45270 1130 0.14 0.2 39030 975 0.14 0.2 32780 820 0.14 0.2
2R 22636 1358 0.28 0.4 19500 1170 0.28 0.4 16400 984 0.28 0.4
3R 15090 1130 0.42 0.6 13000 975 0.42 0.6 10930 820 0.42 0.6
4R 11320 905 0.56 0.8 9750 780 0.56 0.8 8195 655 0.56 0.8
5R 9055 770 0.7 1 7800 663 0.7 1 6555 557 0.7 1
6R 7545 680 0.84 1.2 6500 585 0.84 1.2 5460 491 0.84 1.2
1.Use as highly rigid and accurate machine as possible.
2.If the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.
1. BOIREASEIYE « SBHEK o
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Recommended Cutting Conditions HRUHIZH

Table 017

—
()
Q
EHBLH2, EHBMH2, EHBNH2 2
Q
),
Material PREHARDENED STEELS HARDENED STEELS Hardened Steel o
. BN EEXSE FEN &
L NAK80 CENA1 SKD61,SKD11 SKD11,SKH51
Hardness f#E HRC 35~45 HRC 40~55 HRC 55~65
VC #R:RE 145 (m/min) 125 (m/min) 105 (m/min)
Feed Feed Feed
Dia (3Jf&) RPM | (i) ap ae RPM | (i) ap ae RPM | i) ap ae
(2353 N (mm) (mm) [£353 RN (mm) (mm) [£55 N (mm) (mm)
RS RS G
1R 36200 904 0.14 0.2 31200 780 0.14 0.2 26200 656 0.14 0.2
2R 18100 1086 0.28 0.4 15600 930 0.28 0.4 13120 787 0.28 0.4
3R 12050 904 0.42 0.6 10400 780 0.42 0.6 8750 656 0.42 0.6
4R 9050 724 0.56 0.8 7800 624 0.56 0.8 6550 524 0.56 0.8
5R 7250 616 0.7 1 6250 530 0.7 1 5250 446 0.7 1
6R 6036 544 0.84 1.2 5200 468 0.84 1.2 4370 393 0.84 1.2

1.Use as highly rigid and accurate machine as possible.

2.If the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.

4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.
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Table 018
EHBUH2

RIS

o

WINSTAIR

Material PREHARDENED STEELS HARDENED STEELS Hardened Steel
e A EEAE BN
L NAK80 CENA1 SKD61,SKD11 SKD11,SKH51
Hardness &E HRC 35~45 HRC 40~55 HRC 55~65
VC #R:RE 145 (m/min) 125 (m/min) 105 (m/min)
Feed Feed Feed
Dia (3Jf&) RPM | (i) ap ae RPM | (i) ap ae RPM | i) ap ae
R N (mm) (mm) (2353 S$Eun (mm) (mm) R TN (mm) (mm)
SEHE G SERG
1R 45270 1130 0.14 0.2 39030 975 0.14 0.2 32780 820 0.14 0.2
2R 22636 1358 0.28 0.4 19500 1170 0.28 0.4 16400 984 0.28 0.4
3R 15090 1130 0.42 0.6 13000 975 0.42 0.6 10930 820 0.42 0.6
4R 11320 905 0.56 0.8 9750 780 0.56 0.8 8195 655 0.56 0.8
5R 9055 770 0.7 1 7800 663 0.7 1 6555 557 0.7 1
6R 7545 680 0.84 1.2 6500 585 0.84 1.2 5460 491 0.84 1.2
1.Use as highly rigid and accurate machine as possible.
2.If the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.
1. BOREASAIL « SREEHK o
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Recommended Cutting Conditions HRUHIZH

Table 019

—
()
Q
EHBBC2, EHBRC2 2
Q
2
Material PREHARDENED STEELS HARDENED STEELS Hardened Steel =
TeRR HER EEN B EENER &
NAK80 CENA1 SKD61,SKD11 SKD11,SKH51
Hardness HRC 35~45 HRC 40~55 HRC 55~65
Radius | EFF-L | RPm | [Feed o ae | RPM | F880 | ap ae | RPM | o290 | ap ae
v | mms | w2 | e | om | om | w2 | Tge | em | em | mm | TEEV | em | mm
coqs 1| 45000 | s52 | 0010 [ 00t0 | s8000 | 420 | 0090 [ 0.010 | ssooo | s48 [ 0007 [ 0.009
‘ 3 | 40800 | 360 | 0.006 | 0.007 | 33600 | 264 | 0.005 | 0.005 | 33600 | 216 | 0.004 | 0.005
1| 54000 | 768 | 0016 | 0022 | 30600 | 516 | 0013 | 0.022 | 39600 | 432 | 0011 | 0.021
RO2 | 3 | 44400 | 480 | 0010 | 0010 | 32400 | 312 | 0.009 | 0010 | 32400 | 264 | 0.008 | 0.010
5 | 30000 | 372 | 0008 | 0.010 | 26400 | 288 | 0.006 | 0.010 | 26400 | 228 | 0.004 | 0.005
025 |5 | 34800 | s52 | 0ooe | 0008 | 31200 | 444 | 0007 | 0010 | 31200 | 216 | 0006 | 0.009
' 10 | 28800 | 456 | 0007 | 0.010 | 28800 | 372 | 0.005 | 0.010 | 27600 | 216 | 0.005 | 0.009
1 | 39600 | 960 | 0022 | 0091 | 27600 | 600 | 0.019 | 0091 | 26400 | 516 | 0.014 | 0.091
RO3 | 5 | 28800 | 504 | 0.012 | 0043 | 26400 | 396 | 0.008 | 0.042 | 26400 | 336 | 0.007 | 0.040
10| 24000 | 360 | 0.005 | 0.020 | 22800 | 312 | 0.004 | 0.020 | 22800 | 240 | 0.003 | 0.018
2 | 34800 | 816 | 0.045 | 0.100 | 27600 | 552 | 0.038 | 0.100 | 26400 | 456 | 0.030 | 0.010
RO4 | 6 | 28800 | 636 | 0.028 | 0.068 | 21600 | 420 | 0.020 | 0.068 | 21600 | 348 | 0.015 | 0.065
10| 2040 | 468 | 0.020 | 0.050 | 19200 | 408 | 0.015 | 0.050 | 16800 | 336 | 0.010 | 0.050

5 33600 900 0.052 0.220 21600 540 0.040 0.220 18000 540 0.008 0.014
R0.5 10 16320 600 0.020 0.056 15000 456 0.014 0.056 13680 312 0.008 0.050
16 13680 480 0.016 0.056 12360 384 0.012 0.056 11520 252 0.005 0.030
10 14760 782 0.080 0.170 9720 480 0.062 0.170 9720 456 0.050 0.160
R0.75 18 12120 504 0.022 0.110 9600 432 0.020 0.110 9600 408 0.012 0.110
30 9840 456 0.012 0.050 9480 420 0.010 0.050 9480 396 0.010 0.050
4 21000 1392 0.180 0.350 14640 1080 0.140 0.350 14640 900 0.120 0.350

R1.0 10 21000 1224 0.140 0.230 14640 972 0.110 0.230 14640 792 0.090 0.230
20 15960 600 0.060 0.110 12720 600 0.055 0.110 12720 492 0.035 0.110
6 14400 1824 0.200 0.340 9840 1320 0.160 0.320 6480 732 0.160 0.320

10 14400 1824 0.200 0.340 9840 1320 0.160 0.320 6480 732 0.160 0.300

R15 20 12360 1476 0.145 0.320 8520 1128 0.120 0.310 5760 660 0.080 0.300
30 9360 816 0.100 0.150 8520 816 0.080 0.150 5760 384 0.070 0.300
8 10440 1752 0.290 0.550 7200 1332 0.220 0.500 7200 1056 0.150 0.500
=05 20 10440 1752 0.290 0.550 7200 1332 0.220 0.500 7200 1056 0.150 0.500
30 8880 1380 0.200 0.320 6600 1056 0.150 0.300 6600 816 0.130 0.300
35 7200 1056 0.132 0.320 6600 1056 0.100 0.300 6600 816 0.090 0.300
15 8400 1500 0.300 0.700 6000 1140 0.220 0.700 6000 900 0.200 0.650
R2:5 25 8400 1380 0.300 0.550 6000 1080 0.220 0.550 6000 816 0.200 0.500
R3.0 15 8160 1764 0.420 0.800 5760 1320 0.300 0.800 4440 864 0.300 0.800
R4.0 25 7200 1176 0.350 0.750 4920 912 0.180 0.600 4560 732 0.200 0.630
R5.0 30 5880 1128 0.370 0.900 4800 852 0.200 0.670 4200 708 0.200 0.650
R6.0 30 4800 984 0.420 0.900 4320 828 0.250 0.600 3600 600 0.250 0.600

1.Use as highly rigid and accurate machine as possible.

2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.

4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.
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Table 020
WORKING MATERIAL HARDENED STEEL HARDENED STEEL HARDENED STEEL
CODE SKT, SKD SKT, SKD SKT, SKD
HARDNESS HRC 35~45 HRC 45~55 HRC 55~60
Vc 260 M/min 195 M/min 130 M/min
DIAMETER RPM FEED R.PM FEED R.P.M FEED
(mm/min) (mm/min) (mm/min)
1.0R 41,600 1,920 31,200 1,440 20,800 960
2.0R 20,800 1,920 15,600 1,440 10,335 955
3.0R 13,650 1,890 10,335 1,430 6,890 955
4.0R 10,335 1,910 7,735 1,430 5,200 960
5.0R 8,255 1,905 6,240 1,440 4,160 960
6.0R 6,890 1,910 5,200 1,440 3,445 955
8.0R 5,200 1,920 3,900 1,440 2,600 960
10.0R 4,160 1,920 3,120 1,440 2,080 960
Milling Amount Ad =0.05D A = Ad
(mm) Pf=0.1D *%« *

1.Use as highly rigid and accurate machine as possible.
2.If the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.
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Recommended Cutting Conditions HRUHIZH

Table 021

a'
EHCSH4 S
3.
8
Material PREHARDENED STEELS HARDENED STEELS Hardened Steel o
- BN EEXSE FEN &
TR NAK80 CENAT SKD61,SKD11 SKD11,SKH51
Hardness &E HRC 35~45 HRC 40~55 HRC 55~65
VC #R:RE 145 (m/min) 125 (m/min) 105 (m/min)
Feed Feed Feed
Dia (JJ7&) RPM (mn?/?nin) ap ae RPM (mn?/?ﬂn) ap ae RPM (mrlr?/?nin) ap ae
R N (mm) (mm) (2353 SEga (mm) (mm) R TN (mm) (mm)
SEHE HEAE SERG
3mm 15390 1415 3 0.15 13270 1220 3 0.15 11150 1025 3 0.15
4mm 11550 1386 4 0.2 9950 1194 4 0.2 8360 1003 4 0.2
6mm 7700 1232 6 0.3 6630 1060 6 0.3 5570 891 6 0.3
8mm 5770 923 8 0.4 4980 796 8 0.4 4180 668 8 0.4
10mm 4620 924 10 0.5 3980 796 10 0.5 3345 669 10 0.5
12mm 3850 770 12 0.6 3320 664 12 0.6 2790 558 12 0.6
1.Use as highly rigid and accurate machine as possible.
2.If the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.
1. BOREASAIL « SREEHK o ap
2. WRERANENR © SHAFIEG  BRELLHI TR o
3. RMBYSRIEBARTARIER NHEE « 45 o ? | le
4. D FEBREEE - BEMEHNDERKERT « WeERE » BgSoRR S - ae

Winstar A187



WinMills Technical Data

Recommended Cutting Conditions

Table 022
EHCLH4

o

WINSTAIR

RIS

Material PREHARDENED STEELS HARDENED STEELS Hardened Steel
THRE o on oo AR
NAK80 CENA1 SKD61,SKD11 SKD11,SKH51
Hardness & HRC 35~45 HRC 40~55 HRC 55~65
VC REE 123 (m/min) 106 (m/min) 89 (m/min)
Feed Feed Feed
Dia (%) RPM | i ap ae RPM | o) ap ae RPM | i) ap ae
R Sy (mm) (mm) R N (mm) (mm) R [N (mm) (mm)
SERG PES S
3mm 13080 1200 3 0.15 11280 1038 3 0.15 9480 871 3 0.15
4mm 9820 1178 4 0.2 8460 1015 4 0.2 7100 852 4 0.2
6mm 6545 1050 6 0.3 5635 900 6 0.3 4740 757 6 0.3
8mm 4905 785 8 0.4 4235 676 8 0.4 3555 568 8 0.4
10mm 3927 785 10 0.5 3385 676 10 0.5 2845 568 10 0.5
12mm 3270 655 12 0.6 2820 564 12 0.6 2370 474 12 0.6
1.Use as highly rigid and accurate machine as possible.
2.If the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.
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Table 023

a'
EHCUH4 S
3.
8
Material PREHARDENED STEELS HARDENED STEELS Hardened Steel o
" SR RN TN L
THEH NAK80 CENA1 SKD61,SKD11 SKD11,SKH51
Hardness & HRC 35~45 HRC 40~55 HRC 55~65
VC REE 123 (m/min) 106 (m/min) 89 (m/min)
Feed Feed Feed
Dia (&) RPM (mrr?/ﬁ\in) ap ae RPM (mn?/r?nin) ap ae RPM (mn?/(naqin) ap ae
R Sy (mm) (mm) R N (mm) (mm) (2373 [N (mm) (mm)
SERG G S
3mm 15390 1415 3 0.15 13270 1220 3 0.15 11150 1025 3 0.15
4mm 11550 1386 4 0.2 9950 1194 4 0.2 8360 1003 4 0.2
6mm 7700 1232 6 0.3 6630 1060 6 0.3 5570 891 6 0.3
8mm 5770 923 8 0.4 4980 796 8 0.4 4180 668 8 0.4
10mm 4620 924 10 0.5 3980 796 10 0.5 3345 669 10 0.5
12mm 3850 770 12 0.6 3320 664 12 0.6 2790 558 12 0.6
1.Use as highly rigid and accurate machine as possible.
2.If the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.
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Recommended Cutting Conditions HRUHIZH

Table 024
EHCBC2, EHCRC2

Material PREHARDENED STEELS HARDENED STEELS Hardened Steel
TR o on o EAH
NAK80 CENA1 SKD61,SKD11 SKD11,SKH51
Hardness i HRC 35~45 HRC 40~55 HRC 55~65
Dia | EFFL [ RPm | Feed |, ae rRem | Feed o, ae RPM | ool | ap ae
ne | wnE | wE | we | om | oom | wmE | Thel | em | oom | owmE | Tee | @m | mm
pLEYn] PV (a] pLE n}
o 4 13800 | 805 | 0.029 | 0264 | 11730 | 655 | 0034 | 0264 | 8280 | 78 | 0017 | 0.264
Omm
10 | 8625 | 311 | 0011 | 0123 | 7475 | 264 | 0013 | 0123 | 5290 | 31 | 0006 | 0.123
. 6 9200 | 575 | 0.018 | 0.088 | 8165 | 483 | 0215 | 0088 | 6095 | 59 | 0011 | 0088
.Zmm
12 | 6670 | 368 | 0.007 | 0070 | 5980 | 299 | 0.008 | 0070 | 4370 | 37 | 0004 | 0.070
4 12880 | 1070 | 0.044 | 0440 | 11730 | 920 | 0059 | 0440 | 8970 | 121 | 0032 | 0.440
15mm | 10 | 8280 | 736 | 0031 | 0282 | 7590 | 633 | 0.041 | 0282 | 5865 | 83 | 0022 | 0282
16 | 5865 | 403 | 0.005 | 0.106 | 5405 | 345 | 0.006 | 0.106 | 4141 45 | 0003 | 0.106
6 12535 | 1001 | 0.042 | 0792 | 11730 | 909 | 0095 | 0792 | 9430 | 130 | 0035 | 0.792
- 12 | 9200 | 805 | 0.030 | 0440 | 8280 | 725 | 0.043 | 0440 | 6785 | 105 | 0025 | 0.440
.Omm
20 | 6900 | 633 | 0017 | 0194 | 6440 | 564 | 0023 | 0194 | 5175 | 82 | 0.014 | 0.194
25 | 5865 | 541 | 0005 | 0132 | 5405 | 495 | 0005 | 0132 | 4255 | 68 | 0.002 | 0.132
oe 10 | 10350 | 1001 | 0.051 | 0528 | 9775 | 943 | 0073 | 0528 | 8165 | 151 | 0047 | 0.528
.omm

25 6210 437 0.011 0.176 5865 414 0.016 0.176 4830 65 0.010 0.176
10 10350 1127 0.103 0.616 9775 874 0.103 0.655 8740 196 0.073 0.655
3.0mm 20 8165 863 0.071 0.567 7705 667 0.071 0.567 6900 147 0.043 0.567
30 6900 702 0.049 0.371 6325 541 0.049 0.371 5865 115 0.028 0.362
13 8740 1058 0.081 1.124 7360 920 0.117 1.124 6210 210 0.083 1.124
4.0mm 20 6785 978 0.053 0.880 5750 840 0.078 0.880 4830 194 0.057 0.880
30 5750 748 0.028 0.671 4715 656 0.041 0.671 4025 149 0.030 0.708
16 7705 1702 0.106 1.346 5520 1139 0.150 1.346 4600 342 0.110 1.346

5.0mm 30 5290 817 0.053 1.035 3795 541 0.075 1.035 3220 164 0.055 1.035

20 5980 1219 0.476 1.356 3565 1035 0.186 1.356 3105 393 0.145 1.356
6.0mm 30 4600 909 0.410 1.304 2645 759 0.164 1.304 2300 304 0.123 1.304
8.0mm 22 5520 1081 0.419 1.518 3220 909 0.164 1.518 2760 346 0.128 1.518
10.0mm 24 4485 920 0.356 1.645 2760 771 0.139 1.645 2300 294 0.108 1.645
12.0mm 26 3795 771 0.299 2.024 2300 644 0.117 2.024 1955 247 0.091 2.024

1.Use as highly rigid and accurate machine as possible.
2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.

4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system. +
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Recommended Cutting Conditions HRUHIZH

Table 025

—
@
[¢]
EHCBC4, EHCRC4 5
o
O
Material PREHARDENED STEELS Hardened Steel o
REm RN =L
THFF# NAK80 CENA1 SKD)T1,SKH51 ®
Hardness &/E HRC 35~45 HRC 55~65
Dia EFF-L RPM feed ap ae RPM eed ap ae
E BHE (=353 [N (mm) (mm) [£55 N (mm) (mm)
G G
6 12650 1265 0.063 0.633 11730 1173 0.059 0.713
2.0mm
12 8970 1012 0.045 0.396 8280 943 0.043 0.396
10 10580 1380 0.065 0.528 9775 1150 0.065 0.528
2.5mm
20 7590 1150 0.047 0.640 7360 655 0.030 0.220
10 11040 2070 0.094 0.684 10235 2070 0.059 0.684
3.0mm
20 8165 1495 0.057 0.567 7705 1495 0.035 0.567
13 9085 1576 0.105 1.150 7590 1530 0.082 1.150
4.0mm 20 7130 1380 0.069 0.920 59801 1288 0.054 0.920
30 6325 1104 0.043 0.745 5290 1058 0.033 0.745
20 5635 1691 0.176 2.305 3335 978 0.176 1.281
6.0mm
30 2875 782 0.098 1.320 1610 460 0.098 0.733
8.0mm 22 4600 1840 0.212 2.921 2760 782 0.212 1.518
10.0mm 24 3680 2013 0.242 3.140 2185 621 0.253 1.645
12.0mm 26 2875 2070 0.265 3.105 1725 495 0.276 1.714
1.Use as highly rigid and accurate machine as possible.
2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system. +
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Recommended Cutting Conditions HRUHIZH

Table 026
EPSFC2, EPSSC2, EPSFA2, EPSSA2

Material CARBON STEEL / ALLOY STEEL ALLOY STEEL / TOOL STEEL PREHARIE)ENED STEEL
TR BRE / S=W Sgcﬁﬂs/KTlffg NAngsaogcﬁgNM
Hardness & HB180~250 HRC25~35 HRC35~45
VC #RRE 120(m/min) 95(m/min) 79(m/min)
SRECON A e I O B el I R B el -
RS A3 S
3mm 12700 380 1.5 3 10000 300 0.9 3 8386 251 0.15 3
4mm 9550 382 2 4 7560 302 1.2 4 6290 251 0.2 4
6mm 6370 445 3 6 5040 352 1.8 6 4200 294 0.3 6
8mm 4770 333 4 8 3780 264 2.4 8 3140 220 0.4 8
10mm 3820 230 5 10 3020 181 3 10 2515 150 0.5 10
12mm 3180 190 6 12 2520 151 3.6 12 2100 126 0.6 12
Material HARDENED STEEL STAINLESS STEEL CAST IRON
TR SKD?’I%@IED“ SU?;E??%']B FC%?CD
Hardness &= HRC 40~55)
VC #RFE 48(m/min) 79(m/min) 120(m/min)
pia (70fE) | REM <rf£/§f) N A ("EEE«"?") I I ‘”Ege/ff’ |
RS S RS
3mm 5095 152 0.15 3 8386 251 0.15 3 12700 380 1.5 3
4mm 3820 152 0.2 4 6290 251 0.2 4 9550 382 2 4
6mm 2548 178 0.3 6 4200 294 0.3 6 6370 445 3 6
8mm 1910 133 0.4 8 3140 220 0.4 8 4770 333 4 8
10mm 1528 92 0.5 10 2515 150 0.5 10 3820 230 5 10
12mm 1274 76 0.6 12 2100 126 0.6 12 3180 190 6 12

1.Use as highly rigid and accurate machine as possible.
2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.

3.Use long shank type please reduce the rpm and feed rate.

4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system. *
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Recommended Cutting Conditions HRUHIZH

Table 027

—
()
[¢]
EPSFC3, EPSSC3, EPSFC4, EPSSC4, EPSFA4, EPSSA4 5
o
8
Material CARBON STEEL / ALLOY STEEL ALLOY STEEL / TOOL STEEL PREHARDENED STEEL o
PEARS R a2M/ TAH R &
L A S SCM, SKT, SKD NAK80 CENA1
Hardness #E HB180~250 HRC25~35 HRC35~45
VC fREE 120 (m/min) 95 (m/min) 79 (m/min)
Feed Feed Feed
Dia (&) RPM (mrlr?/?nin) ap ae RPM (mn?/?nin) ap ae RPM (mn?/(naqin) ap ae
R N (mm) (mm) R N (mm) (mm) (=35 N (mm) (mm)
pLESn] =0 AENo
3mm 12700 762 3 0.15 10000 600 3 0.15 8386 503 3 0.15
4mm 9550 764 4 0.2 7560 604 4 0.2 6290 503 4 0.2
6mm 6370 890 6 0.3 5040 705 6 0.3 4200 588 6 0.3
8mm 4770 668 8 0.4 3780 529 8 0.4 3140 440 8 0.4
10mm 3820 458 10 0.5 3020 362 10 0.5 2515 301 10 0.5
12mm 3180 380 12 0.6 2520 302 12 0.6 2100 252 12 0.6
Material HARDENED STEEL STAINLESS STEEL CAST IRON
BN i i
THHHA SKD61, SKD11 SUS304 316 FC/FCD
Hardness &= HRC 40~55)
VC #RFE 48 (m/min) 79 (m/min) 120 (m/min)
Feed Feed Feed
Dia (&) REM (mm/min) ap ae REM (mm/min) ap ae RRM (mm/min) ap ae
(£33 SfEun (mm) (mm) R N (mm) (mm) [=5: PN (mm) (mm)
E#G EHE EHS
3mm 5095 305 3 0.15 8386 503 3 0.15 12700 503 3 0.15
4mm 3820 305 4 0.2 6290 503 4 0.2 9550 503 4 0.2
6mm 2548 356 6 0.3 4200 588 6 0.3 6370 588 6 0.3
8mm 1910 267 8 0.4 3140 440 8 0.4 4770 440 8 0.4
10mm 1528 183 10 0.5 2515 301 10 0.5 3820 301 10 0.5
12mm 1274 152 12 0.6 2100 252 12 0.6 3180 252 12 0.6
1.Use as highly rigid and accurate machine as possible.
2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.
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Recommended Cutting Conditions

Table 028
EPSSD4

Material CARBON STEEL / ALLOY STEEL ALLOY STEEL / TOOL STEEL PREHARDENED STEEL
" = SEH / TEH# Eol=t]
THEH R/ 52 SCM, SKT, SKD NAK80 CENA1
Hardness #E HB180~250 HRC25~35 HRC35~45
VC fREE 120 (m/min) 80 (m/min) 60 (m/min)
Feed Feed Feed
Dia (&) RPM (mrlr?/?nin) ap ae RPM (mn?/?nin) ap ae RPM (mn?/(naqin) ap ae
R N (mm) (mm) R NN (mm) (mm) (=35 [N (mm) (mm)
et EHG S
3mm 12700 1270 3 1.5 8492 850 3 1.5 6370 254 3 1.5
4mm 9550 955 4 2 6370 637 4 2 4778 190 4 2
6mm 6370 1020 6 3 4246 680 6 3 3184 190 6 3
8mm 4770 954 8 4 3184 636 8 4 2388 238 8 4
10mm 3820 916 10 5 2548 610 10 5 1910 190 10 5
12mm 3180 826 12 6 2120 550 12 6 1592 190 12 6
Material HARDENED STEEL STAINLESS STEEL CAST IRON
BN i i
THHHA SKD61, SKD11 SUS304 316 FC/FCD
Hardness &= HRC 40~55)
VC #RFE 30 (m/min) 70 (m/min) 108 (m/min)
Feed Feed Feed
Dia (&) REM (mm/min) ap ae REM (mm/min) ap ae RRM (mm/min) ap ae
(£33 SfEun (mm) (mm) R N (mm) (mm) [=5: PN (mm) (mm)
E#G EHE EHS
3mm 3184 127 3 0.6 7430 743 3 1.5 11460 1146 3 1.5
4mm 2388 95 4 0.8 5570 577 4 2 8600 860 4 2
6mm 1590 95 6 1.2 3720 595 6 3 5730 916 6 3
8mm 1194 120 8 1.6 2780 556 8 4 4300 860 8 4
10mm 955 95 10 2 2230 535 10 5 3440 825 10 5
12mm 796 95 12 24 1860 484 12 6 2866 750 12 6
1.Use as highly rigid and accurate machine as possible.
2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.
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Recommended Cutting Conditions HRUHIZH

Table 029

3
EPSFH4, EPSSH4 :
Material CARBON STEEL / ALLOY STEEL ALLOY STEEL / TOOL STEEL PREHARIE)ENED STEEL %
TR R/ S2 s%c%?ﬂs/ngfg NAngsaogcﬁgNM s
Hardness & HB180~250 HRC25~35 HRC35~45
VC fREE 120 (m/min) 95 (m/min) 79 (m/min)
SRET A I I R e el I R B el -
6 S et s
3mm 12700 762 4.5 0.15 10000 600 4.5 0.15 8386 503 4.5 0.15
4mm 9550 764 6 0.2 7560 604 6 0.2 6290 503 6 0.2
6mm 6370 890 9 0.3 5040 705 9 0.3 4200 588 9 0.3
8mm 4770 668 12 0.4 3780 529 12 0.4 3140 440 12 0.4
10mm 3820 458 15 0.5 3020 362 15 0.5 2515 301 15 0.5
12mm 3180 380 18 0.6 2520 302 18 0.6 2100 252 18 0.6
Material HARDENED STEEL STAINLESS STEEL CAST IRON
TR SKD?’I%?F%D“ SU?:B%?‘?%']B FC%?CD
Hardness &= HRC 40~55)
VC #RFE 48 (m/min) 79 (m/min) 120 (m/min)
Dia (JJ1&) ?;;A ('”"‘:E’E‘j”) o o) ?;gl (EZ&;) o) (o) ?;gl (E/El%) (o )
46 S S
3mm 5095 305 4.5 0.15 7430 743 4.5 0.15 12700 503 4.5 0.15
4mm 3820 305 6 0.2 5570 577 6 0.2 9550 503 6 0.2
6mm 2548 356 9 0.3 3720 595 9 0.3 6370 588 9 0.3
8mm 1910 267 12 0.4 2780 556 12 0.4 4770 440 12 0.4
10mm 1528 183 15 0.5 2230 535 15 0.5 3820 301 15 0.5
12mm 1274 152 18 0.6 1860 484 18 0.6 3180 252 18 0.6

1.Use as highly rigid and accurate machine as possible.

2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.

4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.
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Recommended Cutting Conditions HRUHIZH

Table 030
EPSCC4, EPSCA4

Material CARBON STEEL / ALLOY STEEL ALLOY STEEL / TOOL STEEL PREHARDENED STEEL
" = SEH / TEH# Eol=t]
THEH R/ 52 é:CM, SKT, SKD NAK80 CENA1
Hardness #E HB180~250 HRC25~35 HRC35~45
VC fREE 96 (m/min) 76 (m/min) 63 (m/min)
Feed Feed Feed
Dia (&) RPM (mrlr?/?nin) ap ae RPM (mn?/?nin) ap ae RPM (mn?/(naqin) ap ae
R N (mm) (mm) (2353 NN (mm) (mm) (=35 [N (mm) (mm)
et EHG S
3mm 10160 610 3 0.15 8000 480 3 0.15 6708 402 3 0.15
4mm 7640 610 4 0.2 6048 483 4 0.2 5032 402 4 0.2
6mm 5096 712 6 0.3 4032 564 6 0.3 3360 470 6 0.3
8mm 3816 534 8 0.4 3024 423 8 0.4 2512 352 8 0.4
10mm 3056 366 10 0.5 2416 290 10 0.5 2012 240 10 0.5
12mm 2544 304 12 0.6 2016 242 12 0.6 1680 202 12 0.6
Material HARDENED STEEL STAINLESS STEEL CAST IRON
BN i i
THHHA SKD61, SKD11 SUS304 316 FC/FCD
Hardness &= HRC 40~55)
VC #RFE 38 (m/min) 63 (m/min) 96 (m/min)
Feed Feed Feed
Dia (YJ1&) RPM (mm/min) ap ae RPM (mm/min) ap ae RPM (memimin) ap ae
(£33 SfEun (mm) (mm) R N (mm) (mm) [=5: PN (mm) (mm)
E#G EHE EHS
3mm 4076 244 3 0.15 6708 402 3 0.15 10160 610 3 0.15
4mm 3056 244 4 0.2 5032 402 4 0.2 7640 610 4 0.2
6mm 2038 285 6 0.3 3360 470 6 0.3 5096 712 6 0.3
8mm 1528 214 8 0.4 2512 352 8 0.4 3816 534 8 0.4
10mm 1222 146 10 0.5 2012 240 10 0.5 3056 366 10 0.5
12mm 1016 122 12 0.6 1680 202 12 0.6 2544 304 12 0.6
1.Use as highly rigid and accurate machine as possible.
2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.
1. BORRASHIL « SHEEK - ap
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Recommended Cutting Conditions HRUHIZH

Table 031

-,
EPSLC2, EPSMC2, EPSNC2, EPSLA2, EPSMA2, EPSNA2 %
Material T T ey ALLOY STEEL / TOOL STEEL PREHARDENED STEEL %
TR B/ S S:Tnﬁﬂsfal ?If?) NAKEEO%?ENM &
Hardness @ HB180~250 HRC25~35 HRC35~45
VC #RRE 102 (m/min) 80 (m/min) 67 (m/min)
oa () | U | | g | e | M| | | | TPM | | |
e #18 ree
3mm 10800 | 323 15 3 8500 255 0.9 3 7128 213 0.15 3
4mm 8118 324 2 4 4626 256 1.2 4 5346 213 0.2 4
6mm 5414 378 3 6 4284 300 1.8 6 3570 250 0.3 6
8mm 4054 283 4 8 3210 224 2.4 8 2670 187 0.4 8
10mm 3248 195 5 10 2568 154 3 10 2138 127 0.5 10
12mm 2700 160 6 12 2142 128 3.6 12 1785 107 0.6 12
Material HARDENED STEEL STAINLESS STEEL CAST IRON
TR smﬁ%ﬁon sugoﬁfmme FC%%QCD
Hardness #E HRC 40~55)
VC #F%E 40 (m/min) 67 (m/min) 102 (m/min)
o (98) | T e | g | | M| | | M e o | g
e #18 S
3mm 4330 130 0.15 3 7128 213 0.15 3 10800 | 323 15 3
4mm 3247 130 0.2 4 5346 213 0.2 4 8118 324 2 4
6mm 2165 151 0.3 6 3570 250 0.3 6 5414 378 3 6
8mm 1624 113 04 8 2670 187 0.4 8 4054 283 4 8
10mm 1298 78 05 10 2138 127 05 10 3248 195 5 10
12mm 1082 65 06 12 1785 107 06 12 2700 160 6 12

1.Use as highly rigid and accurate machine as possible.
2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.

4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system. +
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Recommended Cutting Conditions HRUHIZH

Table 032
EPSLC4, EPSMC4, EPSNC4, EPSLA4, EPSMA4, EPSNA4

Material CARBON STEEL / ALLOY STEEL ALLOY STEEL / TOOL STEEL PREHARDENED STEEL
" = SEH / TEH# Eol=t]
THEH R/ 52 ;CM, SKT, SKD NAK80 CENA1
Hardness #E HB180~250 HRC25~35 HRC35~45
VC fREE 102 (m/min) 80 (m/min) 67 (m/min)
Feed Feed Feed
Dia (%) RPM | i ap ae RPM | o) ap ae RPM | i) ap ae
R N (mm) (mm) (2353 NN (mm) (mm) (=35 [N (mm) (mm)
et EHG S
3mm 10800 647 3 0.15 8500 510 3 0.15 7128 427 3 0.15
4mm 8118 649 4 0.2 4626 513 4 0.2 5346 427 4 0.2
6mm 5414 756 6 0.3 4284 600 6 0.3 3570 500 6 0.3
8mm 4054 568 8 0.4 3210 450 8 0.4 2670 340 8 0.4
10mm 3248 389 10 0.5 2568 307 10 0.5 2138 255 10 0.5
12mm 2700 323 12 0.6 2142 256 12 0.6 1785 214 12 0.6
Material HARDENED STEEL STAINLESS STEEL CAST IRON
BN i i
THHHA SKD61, SKD11 SUS304 316 FC/FCD
Hardness &= HRC 40~55)
VC #RFE 40 (m/min) 67 (m/min) 102 (m/min)
Feed Feed Feed
Dia (&) REM (mm/min) ap ae REM (mm/min) ap ae RRM (mm/min) ap ae
(£33 SfEun (mm) (mm) R N (mm) (mm) [=5: PN (mm) (mm)
E#G EHE EHS
3mm 4330 260 3 0.15 7128 427 3 0.15 10800 647 3 0.15
4mm 3247 260 4 0.2 5346 427 4 0.2 8118 649 4 0.2
6mm 2165 302 6 0.3 3570 500 6 0.3 5414 756 6 0.3
8mm 1624 226 8 0.4 2670 340 8 0.4 4054 568 8 0.4
10mm 1298 155 10 0.5 2138 255 10 0.5 3248 389 10 0.5
12mm 1082 129 12 0.6 1785 214 12 0.6 2700 323 12 0.6
1.Use as highly rigid and accurate machine as possible.
2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.
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WinMills Technical Data WINSTAR

Recommended Cutting Conditions HRUHIZH

Table 033

a'
EPSRR4 5
3.
8
: ALLOY STEEL / TOOL STEEL PREHARDENED STEEL o
Material CARBON STEEL / ALLOY STEEL Bomsy e BER g
MELZZES, BRE / S=W SCM, SKT, SKD NAK80 CENA1 .
Hardness #E HB 180~250 HRC 25~35 HRC 35~45
VC {REE 68 (m/min) 54 (m/min) 45 (m/min)
Feed Feed Feed
Dia (%) RPM | i ap ae RPM | o) ap ae RPM | i) ap ae
[£55 [N (mm) (mm) R TN (mm) (mm) (2373 [N (mm) (mm)
et B G
6mm 3600 430 6 0.6 2880 295 6 0.6 2340 200 6 0.6
8mm 2700 430 8 0.8 2160 295 8 0.8 1800 200 8 0.8
10mm 2160 430 10 1 1710 295 10 1 1440 200 10 1
12mm 1800 430 12 1.2 1440 295 12 1.2 1200 200 12 1.2
Material HARDENED STEEL STAINLESS STEEL CAST IRON
RN B i ]
THHH# SKD61, SKD11 SUS304 316 FC/FCD
Hardness &= HRC 40~55
VC #R&E 27 (m/min) 54 (m/min) 79 (m/min)
Feed Feed Feed
Dia ()& ) REM (mm/min) ap ae RRM (mm/min) ap ae RRM (mm/min) ap ae
[L5:d g (mm) (mm) (L5 N (mm) (mm) (25 N (mm) (mm)
et G G
6mm 1440 85 6 0.3 2880 295 6 0.6 4320 520 6 0.6
8mm 1080 85 8 0.4 2160 295 8 0.8 3240 520 8 0.8
10mm 860 85 10 0.5 1710 295 10 1 2520 520 10 1
12mm 720 85 12 0.6 1440 295 12 1.2 2160 520 12 1.2

1.Use as highly rigid and accurate machine as possible.

2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.

4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.

1. BOBEEASHIM - SR I
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WinMills Technical Data WINSTAR

Recommended Cutting Conditions HRUHIZH

Table 034
EPSBC2, EPSRC2

Material Carbon Steels/Cast iron/Alloy Steels
TR S50C/FC250/SCM/NAK
Hardness &E HRC 35~45
Dia EFF-L RPM feed ap
IE BRE (=353 SERS (mm)
0.2mm 1 40000 400 0.001
2 40000 200 0.005
1 40000 650 0.007
0.3mm 2 40000 550 0.004
3 40000 500 0.002
4 30000 200 0.001
2 40000 800 0.007
4 40000 800 0.003
0.4mm 6 28000 350 0.001
8 20000 200 0.001
10 17000 150 0.001
4 40000 850 0.003
6 40000 700 0.003
0.5mm 8 30000 500 0.002
12 20000 300 0.001
14 14000 150 0.001
4 40000 950 0.010
8 35000 500 0.004
0.6mm 10 25000 450 0.003
12 20000 300 0.002
16 12000 150 0.001
4 40000 950 0.015
0.7mm 8 30000 700 0.005
12 9000 200 0.002
4 40000 1100 0.015
0.8mm 8 40000 1000 0.010
12 25000 400 0.030
14 20000 300 0.020
6 40000 1300 0.020
0.9mm 8 38000 1200 0.010
10 35000 1000 0.010

1.Use as highly rigid and accurate machine as possible.
2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.

4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system. +
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Recommended Cutting Conditions

WINSTAIR
RIS

Table 035

a'
[¢]
EPSBC2, EPSRC2 5
o
L
Material Carbon Steels/Cast iron/Alloy Steels S
TR S50C/FC250/SCM/NAK Ry
Hardness &= HRC 35~45
Dia EFF-L RPM feed ap
g BEE (23 N (mm)
pLES ]
6 40000 1600 0.040
8 40000 1600 0.030
10 38000 1300 0.025
1.0mm
12 30000 1000 0.02
16 23000 600 0.010
20 15000 400 0.005
6 40000 1900 0.060
10 35000 1500 0.040
1.2mm
16 15000 500 0.020
20 6500 150 0.01
6 40000 1900 0.060
10 35000 1500 0.040
1.4mm
16 15000 500 0.02
20 6500 150 0.01
6 40000 2400 0.1
10 30000 1800 0.05
1.5mm 12 28000 1300 0.04
16 20000 800 0.02
20 15000 600 0.02
10 30000 1800 0.07
1.6mm 14 25000 1500 0.05
18 20000 1000 0.04
10 30000 1800 0.07
1.8mm 14 25000 1500 0.05
18 20000 1000 0.04
6 40000 2400 0.18
10 30000 1800 0.1
12 25000 1500 0.08
16 20000 1000 0.06
2.0mm
20 12000 800 0.05
25 9000 600 0.04
30 8000 500 0.04
35 6500 300 0.02
1.Use as highly rigid and accurate machine as possible.
2.If the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system. v
1. BOUEEASAIE - SREEIR ap
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WinMills Technical Data WINSTAR

Recommended Cutting Conditions HRUHIZH

Table 036
EPSBC2, EPSRC2

Material Carbon Steels/Cast iron/Alloy Steels
TR S50C/FC250/SCM/NAK
Hardness &E HRC 35~45
Dia EFF-L RPM feed ap
IE BRE (=353 SERS (mm)
8 25000 2500 0.2
12 20000 2000 0.15
16 18000 1700 0.1
2.5mm 20 12000 1000 0.08
25 10000 700 0.07
30 9000 600 0.06
& 8500 500 0.05
8 20000 2000 0.3
12 20000 1500 0.18
16 15000 1400 0.15
3.0mm 20 10000 800 0.1
25 8000 600 0.08
30 7000 450 0.06
35 6000 300 0.05
10 20000 3200 0.3
16 13000 2500 0.25
4.0mm 20 11000 2200 0.22
25 8000 1500 0.15
30 6400 1200 0.12
85 5000 700 0.08
16 12000 2500 0.35
20 10000 1200 0.3
5.0mm 25 8000 1000 0.25
30 6000 900 0.2
85 5100 750 0.15
6.0mm 20 10000 2000 04
30 6000 1200 0.3
20 3200 910 0.18
8.0mm 30 3000 800 0.15
40 2600 600 0.12
25 2900 890 0.20
10.0mm 35 2500 700 0.16
45 2200 580 0.14
30 2500 710 0.22
12.0mm 40 2300 500 0.18
50 1900 420 0.16

1.Use as highly rigid and accurate machine as possible.
2.If the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.

4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system. +
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Recommended Cutting Conditions

WINSTAIR
RIS

Table 037

EPSBC4, EPSRC4
Material Carbon Steels/Cast iron/Alloy Steels
TRt S50C/FC250/SCM/NAK
Hardness &= HRC 35~45
Dia | EFFL RPM o) ap
I BUR R N (mm)
G
4 40000 3000 0.040
8 36000 2400 0.030
1.0mm 10 30000 1500 0.025
12 20000 1000 0.020
16 10000 500 0.005
6 40000 3200 0.060
10 35000 2500 0.050
12 32000 2400 0.050
1.5mm
16 16000 1100 0.030
20 10000 600 0.010
25 9000 500 0.009
6 40000 4000 0.100
10 35000 3500 0.080
12 32000 3200 0.070
2.0mm 16 24000 2400 0.050
20 12000 1200 0.030
25 10000 800 0.020
30 5000 500 0.010
10 32000 4000 0.200
12 28000 2500 0.120
16 23000 1800 0.100
2.5mm
20 20000 1500 0.060
25 9000 1100 0.040
30 2500 300 0.005
10 25000 3600 0.400
12 23000 3000 0.300
16 18000 2500 0.200
3.0mm 20 15000 2000 0.150
25 12000 1700 0.100
30 7000 800 0.050
35 5000 300 0.030
1.Use as highly rigid and accurate machine as possible.
2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system. +
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WinMills Technical Data

Recommended Cutting Conditions HRUHIZH

Table 038

EPSBC4, EPSRC4

o

WINSTAIR

Material Carbon Steels/Cast iron/Alloy Steels
TR S50C/FC250/SCM/NAK
Hardness &E HRC 35~45
Dia | EFFL RPM ) ap
JfE BHR [ N (mm)
pLES ]
10 20000 3200 1.200
12 18000 3000 1.000
16 15000 2500 1.000
4mm
20 12000 2000 0.500
25 10000 1800 0.400
30 8000 1300 0.200
20 12000 2300 1.000
5mm 25 9500 1800 0.500
30 6400 1200 0.200
20 11000 2200 1.200
6mm
30 8000 1600 0.600
20 8000 1600 1.000
8mm 30 4000 800 0.500
40 4000 800 0.500
25 6400 1300 1.000
10mm 35 3200 640 0.600
45 3200 640 0.600
30 6000 1200 2.000
12mm 40 3200 640 0.600
50 3200 640 0.600
1.Use as highly rigid and accurate machine as possible.
2.If the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system. +
1. BOJREASEIYE « SBHEK o ap
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WinMills Technical Data WINSTAR

Recommended Cutting Conditions HRUHIZH

Table 039

a'
EPSFT2, EPSST2 S
’ 3,
o
o
WORKING ALLOY STEEL | ALLOY STEEL | ALLOY STEEL HARDENED STAINLESS CAST IRON g
MATERIAL / TOOL STEEL | /TOOL STEEL | /TOOL STEEL STEEL STEEL &
CODE 45C,S50C,SCM | SCM,SKT,SKD | SCM,SKT,SKD SKT, SKD SUS 304 FC/FCD
HARDNESS HRC < 20 HRC 20 ~ 30 HRC 30 ~ 40 HRC 45~45 - -
Ve 88 M/min 71 M/min 59 M/min 35 M/min 71 M/min 103 M/min
DIAMETER RPM | FEED | ppy | FEED | gppy | FEED | gy | FEED | gy | FEED | gpy | FEED
(mm/min) (mm/min) (mm/min) (mm/min) (mm/min) (mm/min)
1MM 26,000 190 22,230 140 18,720 100 10,400 40 22,230 165 32,760 | 240
2MM 14,040 235 11,232 160 9,360 110 5,616 45 11,232 185 16,380 | 270
3MM 9,828 270 7,488 175 6,084 120 3,900 55 7,488 205 11,232 | 310
4MM 7,020 260 5,616 175 4,680 120 2,808 50 5,616 205 8,424 310
5MM 5,850 270 4,446 175 3,744 120 2,340 55 4,446 205 6,552 300
6MM 4,680 260 3,744 175 3,042 120 1,872 50 3,744 205 5,616 310
8MM 3,510 260 2,808 175 2,340 120 1,404 50 2,808 205 4,212 310
10MM 2,808 260 2,223 175 1,872 120 1,131 50 2,223 205 3,276 300
—» D | =
Milling Amount ;\% A?D <0;D Ad =0.5D
) =
(mm) T Ad = 0.05D) (D <3,Ad = 0.25D)

1.Use as highly rigid and accurate machine as possible.
2.If the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.

4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system. v
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WinMills Technical Data

Recommended Cutting Conditions

Table 040
EPBFC2, EPBSC2

WINSTAIR
RIS

Material CARBON STEEL / ALLOY STEEL ALLOY STEEL / TOOL STEEL PREHARDENED STEEL
" = SEH / TEH# Eol=t]
THEH R/ 52 SCM, SKT, SKD NAK80 CENA1
Hardness #/E HB180~250 HRC25~35 HRC35~45
VC #REE 120 (m/min) 95 (m/min) 79 (m/min)
Feed Feed Feed
Dia (%) RPM | i ap ae RPM | o) ap ae RPM | i) ap ae
R N (mm) (mm) R NN (mm) (mm) (=35 [N (mm) (mm)
et EHG S
1R 37470 936 0.14 0.2 29660 740 0.14 0.2 24660 616 0.14 0.2
2R 18730 1120 0.28 0.4 14830 890 0.28 0.4 12330 740 0.28 0.4
3R 12490 936 0.42 0.6 9890 740 0.42 0.6 8220 616 0.42 0.6
4R 9366 750 0.56 0.8 7415 593 0.56 0.8 6170 494 0.56 0.8
5R 7490 636 0.7 1 5930 504 0.7 1 4930 420 0.7 1
6R 6244 560 0.84 1.2 4940 444 0.84 1.2 4110 370 0.84 1.2
Material HARDENED STEEL STAINLESS STEEL CAST IRON
BN i i
TR SKD61, SKD11 SUS304 316 FC/FCD
Hardness &= HRC 40~55)
VC #RFE 48 (m/min) 79 (m/min) 120 (m/min)
Feed Feed Feed
Dia ( J)1&) REM (mm/min) ap ae REM (mm/min) ap ae RRM (mm/min) ap ae
[E5E PN (mm) (mm) R N (mm) (mm) R PN (mm) (mm)
EfE EHE EHS
1R 14990 374 0.14 0.2 24660 616 0.14 0.2 37470 936 0.14 0.2
2R 7490 450 0.28 0.4 12330 740 0.28 0.4 18730 1120 0.28 0.4
3R 4995 374 0.42 0.6 8220 616 0.42 0.6 12490 936 0.42 0.6
4R 3750 300 0.56 0.8 6170 494 0.56 0.8 9366 750 0.56 0.8
5R 3000 255 0.7 1 4930 420 0.7 1 7490 636 0.7 1
6R 2500 225 0.84 1.2 4110 370 0.84 1.2 6244 560 0.84 1.2
1.Use as highly rigid and accurate machine as possible.
2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.
1. BORRASHIL « SHEEK -
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WinMills Technical Data

Recommended Cutting Conditions

Table 041

WINSTAIR
RIS

a'
[¢]
EPBFC4, EPBSC4 5
o
o
Material CARBON STEEL / ALLOY STEEL ALLOY STEEL / TOOL STEEL PREHARDENED STEEL o
. B S5 a2/ TEH HEW &
L S SCM, SKT, SKD NAK80 CENA1
Hardness &= HB180~250 HRC25~35 HRC35~45
VC #R:RE 120 (m/min) 95 (m/min) 79 (m/min)
Feed Feed Feed
Dia ( 3J7&) REM (mn?/?nin) ap ae RPM (mn?/?ﬂn) ap ae RPM (mrlr?/?nin) ap ae
(£33 N (mm) (mm) [£353 SEga (mm) (mm) R N (mm) (mm)
G G et
1R 37470 936 0.14 0.2 29660 740 0.14 0.2 24660 616 0.14 0.2
2R 18730 1120 0.28 0.4 14830 890 0.28 0.4 12330 740 0.28 0.4
3R 12490 936 0.42 0.6 9890 740 0.42 0.6 8220 616 0.42 0.6
4R 9366 750 0.56 0.8 7415 593 0.56 0.8 6170 494 0.56 0.8
5R 7490 636 0.7 1 5930 504 0.7 1 4930 420 0.7 1
6R 6244 560 0.84 1.2 4940 444 0.84 1.2 4110 370 0.84 1.2
Material HARDENED STEEL STAINLESS STEEL CAST IRON
B T8 bt
TH% SKD61, SKD11 SUS304 316 FC/FCD
Hardness #E HRC 40~55)
VC #F%E 48 (m/min) 79 (m/min) 120 (m/min)
Feed Feed Feed
Dia ( J)1&) REM (mm/min) ap ae RRM (mm/min) ap ae REM (mm/min) ap ae
R SEun (mm) (mm) R N (mm) (mm) iR AN (mm) (mm)
EHE EHS E#E
1R 14990 374 0.14 0.2 24660 616 0.14 0.2 37470 936 0.14 0.2
2R 7490 450 0.28 0.4 12330 740 0.28 0.4 18730 1120 0.28 0.4
3R 4995 374 0.42 0.6 8220 616 0.42 0.6 12490 936 0.42 0.6
4R 3750 300 0.56 0.8 6170 494 0.56 0.8 9366 750 0.56 0.8
5R 3000 255 0.7 1 4930 420 0.7 1 7490 636 0.7 1
6R 2500 225 0.84 1.2 4110 370 0.84 1.2 6244 560 0.84 1.2
1.Use as highly rigid and accurate machine as possible.
2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.
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3. RN RHEB AR RIRIET NREE - i o ) Y
4. D EEUBAEEE - BEOERHDAERKERR  EERE « BRSRiR - Hole - = “ap
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WinMills Technical Data WINSTAR

Recommended Cutting Conditions HRUHIZH

Table 042
EPBLC2, EPBMC2, EPBNC2

Material CARBON STEEL / ALLOY STEEL ALLOY STEEL / TOOL STEEL PREHARDENED STEEL
TR B/ S S:Tnﬁﬂsfal ?If?) NAKEEO%?ENM
Hardness &E HB180~250 HRC25~35 HRC35~45
VC #R%E 120 (m/min) 95 (m/min) 79 (m/min)
oa () | U | | g | e | M| | | | TPM | | |
. e s
1R 31850 796 0.14 0.2 25210 629 0.14 0.2 20960 524 0.14 0.2
2R 15920 952 0.28 0.4 12606 757 0.28 0.4 10480 629 0.28 0.4
3R 10620 796 0.42 0.6 8400 629 0.42 0.6 6990 524 0.42 0.6
4R 7960 638 0.56 0.8 6300 504 0.56 0.8 5244.5 420 0.56 0.8
5R 6370 540 0.7 1 5040 428 0.7 1 4190 357 0.7 1
6R 5308 476 0.84 1.2 4200 377 0.84 1.2 3495 315 0.84 1.2
Material HARDENED STEEL STAINLESS STEEL CAST IRON
TR SKD?I%?ED” SU?;Oﬁﬂ’IG FC%%QCD
Hardness &= HRC 40~55) HRC25~35 HRC35~45
VC #F%E 48 (m/min) 79 (m/min) 120 (m/min)
o () | T e | g | | M| g | M e | g
e e e
1R 12740 318 0.14 0.2 20960 524 0.14 0.2 31850 796 0.14 0.2
2R 6370 383 0.28 0.4 10480 629 0.28 0.4 15920 952 0.28 0.4
3R 4245.8 318 0.42 0.6 6990 524 0.42 0.6 10620 796 0.42 0.6
4R 3187.5 255 0.56 0.8 5244.5 420 0.56 0.8 7960 638 0.56 0.8
5R 2550 217 0.7 1 4190 357 0.7 1 6370 540 0.7 1
6R 2125 191 0.84 1.2 3495 315 0.84 1.2 5308 476 0.84 1.2

1.Use as highly rigid and accurate machine as possible.

2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.

4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.

1. RUEASHIL « SHHRK o

2. WIRELRAER - BiSER - BERELEHITE - v
3. RIMBEAmERARREIRIEN NRERE - i o /
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WinMills Technical Data WINSTAR

Recommended Cutting Conditions HRUHIZH

Table 043

3
EPBLC4, EPBMC4, EPBNC4 :
Material T T e ey ALLOY STEEL / TOOL STEEL PREHARDENED STEEL ;
TR R/ S2 s%c%?ﬂs/ngfg NAstogcﬁgNM s
Hardness &E HB180~250 HRC25~35 HRC35~45
VC {REE 120 (m/min) 95 (m/min) 79 (m/min)
SREI A I I R e el N B B el -
8 e 18
1R 31850 | 796 0.14 02 | 25210 | 629 0.14 02 | 20960 | 524 0.14 02
2R 15920 | 952 0.28 04 | 12608 | 757 0.28 04 | 10480 | 629 0.28 04
3R 10620 | 796 0.42 06 8400 629 0.42 06 6990 524 0.42 06
4R 7960 638 0.56 08 6300 504 0.56 08 5245 420 0.56 08
5R 6370 540 07 1 5040 428 07 1 4190 357 07 1
6R 5308 476 0.84 1.2 4200 377 0.84 1.2 3495 315 0.84 1.2
Material HARDENED STEEL STAINLESS STEEL CAST IRON
THHH% SKD?%@ED“ R S
Hardness & HRC 40~55) HRC25~35 HRC35~45
VC #RFE 48 (m/min) 79 (m/min) 120 (m/min)
pia () | RPM <rf£/§f) L A ("EEE«"?") I I ‘”Ege/ff’ |
i e 8
1R 12740 | 318 0.14 02 | 20960 | 524 0.14 02 | 31850 | 796 0.14 0.2
2R 6370 383 0.28 04 | 10480 | 629 0.28 04 | 15920 | 952 0.28 04
3R 4246 318 0.42 0.6 6990 524 0.42 0.6 10620 796 0.42 0.6
4R 3188 255 0.56 0.8 5245 420 0.56 0.8 7960 638 0.56 0.8
5R 2550 217 07 1 4190 357 07 1 6370 540 07 1
6R 2125 191 0.84 1.2 3495 315 0.84 1.2 5308 476 0.84 1.2

1.Use as highly rigid and accurate machine as possible.

2.If the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.

4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.

1. BORRASHIL « SHEEK -

2. WIRELRAER » SBiSERS - BRELEHITE - v
3. RINASmEAAIFHER BN NRERE - 86 o
4. D ESBRAERE - BENFHDRARKERN « WEReH  BRSaRiR S = Yap
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WinMills Technical Data WINSTAR

Recommended Cutting Conditions HRUHIZH

Table 044
EPBBC2, EPBRC2

Material PREHARD—;;;;D STEELS HARDE!‘TIKEI*I/J%STEELS Copper
R EEEE RN -
THR NAK80 CENA1 SKD61,SKD11 2l
Hardness &E HRC 35~45 HRC 40~55
Radius | EFF-L | Rem | [Feed | o, ae rRem | Feed o op ae rRem | Feed | o ae
H BUE R ey (mm) (mm) R N (mm) (mm) R VN (mm) (mm)
fe3n i R
1.5 48000 480 0.010 0.010 41000 370 0.009 0.010 54000 640 0.014 0.015
2 43000 370 0.008 0.008 37000 270 0.008 0.008 49000 530 0.011 0.011
R0.15 8 38000 320 0.007 0.006 32000 240 0.006 0.006 43000 460 0.009 0.010
4 28000 200 0.003 0.004 24000 160 0.003 0.004 37000 300 0.004 0.006
5 26000 125 0.001 0.003 18000 110 0.002 0.003 31000 200 0.002 0.004
2 48000 590 0.018 0.024 37000 400 0.015 0.020 54000 790 0.022 0.036
o 4 38000 400 0.009 0.012 30000 270 0.009 0.012 50000 640 0.012 0.018
’ 6 29000 260 0.005 0.006 26000 200 0.004 0.006 37000 360 0.006 0.010
8 27000 170 0.003 0.003 23000 150 0.002 0.003 27000 200 0.003 0.006
2 42000 750 0.022 0.036 32000 500 0.018 0.036 57000 1250 0.028 0.054
e 4 38000 580 0.017 0.024 31000 400 0.014 0.024 55000 1010 0.021 0.036
’ 6 28000 400 0.008 0.012 27000 330 0.005 0.012 36000 610 0.009 0.018
10 28000 400 0.008 0.012 27000 330 0.005 0.012 36000 460 0.009 0.018
2 37000 770 0.027 0.144 37000 770 0.027 0.096 57000 1540 0.034 0.144
4 35000 600 0.020 0.108 35000 600 0.020 0.072 54000 1130 0.026 0.108
RO.3 6 28000 460 0.016 0.072 28000 460 0.016 0.048 46000 960 0.019 0.072
’ 8 24000 400 0.009 0.054 24000 400 0.009 0.036 30000 570 0.010 0.054
10 24000 330 0.006 0.036 24000 330 0.006 0.024 30000 490 0.007 0.036
12 24000 330 0.006 0.036 24000 330 0.006 0.024 30000 490 0.007 0.036
4 33000 600 0.035 0.042 26500 410 0.029 0.096 54500 1500 0.045 0.063
R0.35 8 12215 420 0.020 0.048 22500 355 0.012 0.048 32000 800 0.019 0.072
' 10 22500 380 0.014 0.042 21500 330 0.011 0.042 26500 540 0.017 0.063
12 21500 380 0.012 0.032 21500 320 0.010 0.042 23000 420 0.017 0.063
4 31000 600 0.050 0.012 27000 440 0.041 0.120 55000 1860 0.063 0.018
RO.4 8 21000 430 0.021 0.060 22000 390 0.018 0.060 34000 1040 0.027 0.090
’ 12 19000 430 0.018 0.040 20000 350 0.016 0.060 16000 350 0.027 0.090
16 16000 430 0.013 0.018 20000 310 0.014 0.060 7600 115 0.027 0.090
R0.45 4 32000 685 0.054 0.130 24500 460 0.043 0.180 50500 1900 0.067 0.190
4 32000 770 0.057 0.240 22000 480 0.045 0.240 46000 2000 0.071 0.360
6 26000 760 0.055 0.120 17600 480 0.009 0.120 39000 1500 0.071 0.180
- 8 26000 760 0.034 0.120 17600 480 0.027 0.120 39000 1500 0.043 0.180
' 12 17600 530 0.024 0.060 16500 420 0.018 0.060 18700 660 0.027 0.090
16 15400 440 0.018 0.060 14300 360 0.014 0.060 18700 640 0.022 0.090
22 14300 360 0.013 0.036 13200 300 0.009 0.036 18700 540 0.017 0.054

1.Use as highly rigid and accurate machine as possible.

2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.

4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.

1. ROIREASAIYE « SEHK

2. WIRERAER » HiSERS » BRELHI TS - v
3. RINEUSRIEBAIFEIRITN NREE « &G -
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WinMills Technical Data WINSTAR

Recommended Cutting Conditions

Table 045

—

D

Q

EPBBC2, EPBRC2 5

Q

5]

Material PREHARD;;;D STEELS HARDE;IEEIAPHSTEELS Copper g

THEH NAK80 CENA1 SKD61,SKD11 " .

Hardness @&E HRC 35~45 HRC 40~55

Radius | EFF-L | RPM (E,f,ﬁ,ﬁ,) ap ae RPM (rfn?/ﬁ%) ap ae RPM (rfn?/?n%) ap ae
FE BRE R tEhe (mm) (mm) R 48 (mm) (mm) (2353 48 (mm) (mm)

6 26000 770 0.068 0.240 18200 480 0.054 0.240 38000 2000 0.085 0.360
10 16400 530 0.027 0.120 15100 420 0.022 0.120 24000 1080 0.036 0.180
12 15300 530 0.027 0.120 14100 420 0.022 0.120 24000 1080 0.036 0.180

RO6 16 13100 460 0.019 0.096 11900 380 0.016 0.096 15400 580 0.024 0.144
20 12100 380 0.013 0.060 11000 320 0.009 0.096 15400 580 0.017 0.090
24 11100 320 0.009 0.040 9800 290 0.070 0.040 15400 580 0.010 0.060
6 17600 680 0.076 0.180 13600 440 0.063 0.180 28000 1470 0.099 0.270
RO.7 8 17600 680 0.079 0.180 13600 440 0.063 0.180 28000 1470 0.099 0.270

12 13800 530 0.033 0.180 13600 420 0.027 0.180 19800 1080 0.042 0.270
16 13100 480 0.027 0.120 11900 390 0.021 0.120 13200 620 0.033 0.180
4 21000 1060 0.137 0.216 14800 660 0.110 0.216 30000 2200 0.171 0.324
8 16300 700 0.084 0.180 12100 450 0.069 0.180 26000 1500 0.106 0.270
12 16300 700 0.084 0.180 12100 450 0.069 0.180 26000 1500 0.106 0.270
R0.75 16 12400 480 0.027 0.120 11600 390 0.022 0.120 12100 620 0.036 0.180
20 12400 480 0.016 0.060 11600 390 0.012 0.060 12100 620 0.019 0.090
25 12400 440 0.016 0.060 11000 390 0.012 0.060 11000 500 0.019 0.090
30 10900 400 0.016 0.060 11000 390 0.012 0.060 10700 450 0.019 0.090
8 18900 940 0.126 0.216 13800 580 0.102 0.216 26000 1970 0.157 0.324
12 15100 700 0.09 0.120 11500 440 0.072 0.120 25000 1490 0.112 0.180

RO8 16 12300 530 0.036 0.096 11400 440 0.030 0.096 17600 110 0.046 0.144
20 11500 480 0.030 0.060 10900 400 0.024 0.060 11000 630 0.036 0.090
6 18400 1200 0.185 0.320 18400 738 0.150 0.320 32000 2600 0.230 0.021
EOS 12 13800 700 0.094 0.180 10300 440 0.077 0.180 21000 1480 0.120 0.270

16 10800 530 0.039 0.120 9900 420 0.031 0.120 15400 1080 0.048 0.180
20 10200 480 0.031 0.060 9700 400 0.025 0.060 10500 630 0.039 0.090
6 18500 1260 0.185 0.360 13200 960 0.150 0.360 22000 2140 0.232 0.540
10 18500 1120 0.147 0.240 13200 870 0.120 0.240 22000 1920 0.185 0.360
12 16000 990 0.133 0.240 11700 780 0.107 0.240 18700 1470 0.166 0.360
R1.0 16 16000 990 0.118 0.240 11700 780 0.090 0.240 18700 1470 0.148 0.360
18 14700 580 0.074 0.120 11600 580 0.061 0.120 14300 1070 0.093 0.180
20 14700 580 0.074 0.120 11600 580 0.061 0.120 14300 1070 0.093 0.180
25 10600 450 0.058 0.120 10200 450 0.045 0.120 9500 630 0.074 0.180

1.Use as highly rigid and accurate machine as possible.

2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.

4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.

1. BURERASEIE « SHEHEK -
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Recommended Cutting Conditions HRUHIZH

Table 046
EPBBC2, EPBRC2

o

WINSTAIR

Material PREHARD_ENED STEELS HARDEl;lhED STEELS Copper
BER PR
TR T GRS SKD61,SKD11 i
Hardness &= HRC 35~45 HRC 40~55
Radius  EFF-L | RPM ooty | ap ae RPM | oot | ap ae RPM oty | ap ae
FE BUER (£33 N (mm) (mm) (2353 48 (mm) (mm) (=353 s (mm) (mm)
8 14500 1400 0.185 0.240 9700 1080 0.150 0.240 18400 2400 0.232 0.360
10 14500 1400 0.185 0.240 9700 1080 0.150 0.240 18400 2400 0.232 0.360
= 16 13500 1230 0.166 0.240 8400 980 0.135 0.240 16100 1810 0.208 0.360
20 10200 950 0.093 0.120 8400 980 0.074 0.120 11500 1330 0.116 0.180
25 8400 540 0.074 0.120 8400 560 0.061 0.120 6900 770 0.093 0.180
30 8400 540 0.033 0.060 8400 560 0.026 0.060 6900 770 0.040 0.090
8 12900 1680 0.222 0.360 9200 1300 0.180 0.360 15000 2890 0.278 0.540
12 12900 1510 0.222 0.360 9200 1170 0.180 0.360 15000 2600 0.278 0.540
16 11300 1330 0.166 0.360 8100 1040 0.135 0.360 12700 1970 0.029 0.504
R1.5 20 11300 1330 0.166 0.360 8100 1040 0.135 0.360 12700 1970 0.029 0.504
25 8800 1040 0.111 0.180 8100 1040 0.090 0.180 10100 1450 0.139 0.270
30 8800 780 0.111 0.180 8100 780 0.090 0.180 10100 1450 0.139 0.270
85 7900 62 0.055 0.180 7500 650 0.045 0.180 6600 840 0.073 0.270
8 9700 1560 0.297 0.600 6800 1210 0.241 0.600 11500 2710 0.370 0.900
12 9700 1560 0.297 0.600 6800 1210 0.241 0.600 11500 2710 0.390 0.900
16 9700 1560 0.297 0.600 6800 1210 0.241 0.600 11500 2710 0.390 0.900
R2.0 20 9700 1560 0.297 0.600 6800 1210 0.241 0.600 11500 2710 0.390 0.900
25 8400 1250 0.223 0.360 6000 980 0.180 0.36 10300 1850 0.279 0.540
30 8400 1250 0.223 0.360 6000 980 0.180 0.361 10300 1850 0.279 0.540
35 6600 950 0.148 0.360 6000 700 0.120 0.360 7500 1360 0.185 0.540
15 7800 1350 0.324 0.800 5600 1050 0.252 0.800 9600 2590 0.406 0.900
Ro.5 20 7800 1240 0.324 0.600 5600 950 0.252 0.600 9600 2100 0.406 0.900
25 7800 1240 0.324 0.600 5600 950 0.252 0.600 9600 2100 0.406 0.900
30 7800 760 0.243 0.600 4800 600 0.197 0.600 8200 1320 0.305 0.900
R3.0 15 7400 1670 0.443 1.200 5200 1300 0.360 1.200 8000 2530 0.555 1.800
R4.0 25 7200 1200 0.5 1.000 5200 920 0.350 1.000 9000 2400 0.600 1.500
R5.0 30 6800 720 0.23 0.600 4600 570 0.190 0.570 7800 1300 0.300 0.900
R6.0 30 6350 684 0.210 0.570 4370 541.5 0.181 0.550 7410 1235 0.285 0.855
1.Use as highly rigid and accurate machine as possible.
2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.
1. BOREASHILE « SHEHIK
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WinMills Technical Data

Recommended Cutting Conditions

Table 047

WINSTAIR
RIS

—
[0}
[¢]
EPBFT2, EPBST2, EPBRT2 5
o
o
WORKING ALLOY STEEL | ALLOY STEEL | ALLOY STEEL HARDENED STAINLESS CAST IRON g
MATERIAL /TOOL STEEL | /TOOLSTEEL | /TOOL STEEL STEEL STEEL 5
CODE 45C,S50C,SCM | SCM,SKT,SKD | SCM,SKT,SKD SKT, SKD SUS 304 FC /FCD
HARDNESS HRC < 20 HRC 20 ~ 30 HRC 30 ~ 40 HRC 45~45 - -
Ve 94 M/min 71 M/min 34 M/min 38 M/min 71 M/min 94 M/min
DIAMETER RPM | FEED | rpy | FEED | gpy | FEED | gpy | FEED | gpy | FEED | gpyy | FEED
(mm/min) (mm/min) (mm/min) (mm/min) (mm/min) (mm/min)
1.0R 26,676 [ 700 21,060 | 470 15,210 | 280 10,660 [ 140 21,060 | 555 29,718 780
2.0R 14,976 | 875 11,232 | 560 8,190 335 5,980 175 11,232 | 655 14,976 | 875
3.0R 9,828 860 7,488 560 4,914 300 3,926 170 7,488 655 9,828 860
Milling Amount Ad = 0.05D [ [ Ad
u
1.Use as highly rigid and accurate machine as possible.
2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.
1. BOREASHIL « SHEEK o
2. WRELRA BT - SHiSERG « ERE I - v
3. RIMESIRIRBAITAIRIER NREE « G o )
4. D EEURAEESE - BERHDERKERR - WERRE « BRSaRR. - Hxe - = “ap
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Recommended Cutting Conditions HRUHIZH

Table 048
EPCSC2

Material CARBON STEEL / ALLOY STEEL ALLOY STEEL / TOOL STEEL PREHARDENED STEEL
TR R/ 2R sgc:%ﬂS/KTlflj‘E NAK?saogcﬁgNM
Hardness #/E HB180~250 HRC25~35 HRC35~45
VC {REE 120 (m/min) 95 (m/min) 79 (m/min)
SREI A I I R e el N B B el -
G A3 4B
3mm 12700 | 380 1.5 3 10000 | 300 0.9 3 8386 251 0.15 3
4mm 9550 382 2 4 7560 302 1.2 4 6290 251 0.2 4
6mm 6370 445 3 6 5040 352 1.8 6 4200 294 0.3 6
8mm 4770 333 4 8 3780 264 2.4 8 3140 220 0.4 8
10mm 3820 230 5 10 3020 181 3 10 2515 150 0.5 10
12mm 3180 190 6 12 2520 151 3.6 12 2100 126 0.6 12
Material HARDENED STEEL STAINLESS STEEL CAST IRON
TR SKD?’I%?;D“ SU?:B%ﬁA?ﬁ?AB FC%?CD
Hardness &= HRC 40~55)
VC #RFE 48 (m/min) 79 (m/min) 120 (m/min)
Dia (JJ1&) ?;;A “”"‘:E’E‘) o o) %ﬁg (EZ&;) o) (o) ?;gl (E/El%) (o )
s 8 #E#S
3mm 5095 152 0.15 3 8386 251 0.15 3 12700 380 1.5 3
4mm 3820 152 0.2 4 6290 251 0.2 4 9550 382 2 4
6mm 2548 178 0.3 6 4200 294 0.3 6 6370 445 3 6
8mm 1910 133 0.4 8 3140 220 0.4 8 4770 333 4 8
10mm 1528 92 0.5 10 2515 150 0.5 10 3820 230 5 10
12mm 1274 76 0.6 12 2100 126 0.6 12 3180 190 6 12

1.Use as highly rigid and accurate machine as possible.
2.If the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.

3.Use long shank type please reduce the rpm and feed rate.

4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system. *

1. BORRASHIL « SHEEK - ap

2. WRELRA B - SHiERG « BEREHI TN -

3. RIMBSIRIBBAITARIEN NRE®E « G o [ e
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WinMills Technical Data WINSTAR

Recommended Cutting Conditions HRUHIZH

Table 049

a'
EPCSC4 S
3.
8
Material CARBON STEEL / ALLOY STEEL ALLOY STEEL / TOOL STEEL PREHARDENED STEEL o
oA R a2M/ TAH R &
A S SCM, SKT, SKD NAK80 CENA1
Hardness #E HB180~250 HRC25~35 HRC35~45
VC fREE 120 (m/min) 95 (m/min) 79 (m/min)
Feed Feed Feed
Dia (&) RPM (mrlr?/?nin) ap ae RPM (mn?/?nin) ap ae RPM (mn?/(naqin) ap ae
R N (mm) (mm) R N (mm) (mm) (=35 N (mm) (mm)
pLESn] =0 AENo
3mm 12700 762 3 0.15 10000 600 3 0.15 8386 503 3 0.15
4mm 9550 764 4 0.2 7560 604 4 0.2 6290 503 4 0.2
6mm 6370 890 6 0.3 5040 705 6 0.3 4200 588 6 0.3
8mm 4770 668 8 0.4 3780 529 8 0.4 3140 440 8 0.4
10mm 3820 458 10 0.5 3020 362 10 0.5 2515 301 10 0.5
12mm 3180 380 12 0.6 2520 302 12 0.6 2100 252 12 0.6
Material HARDENED STEEL STAINLESS STEEL CAST IRON
BN i i
THHHA SKD61, SKD11 SUS304 316 FC/FCD
Hardness &= HRC 40~55)
VC #RFE 48 (m/min) 79 (m/min) 120 (m/min)
Feed Feed Feed
Dia (&) REM (mm/min) ap ae REM (mm/min) ap ae RRM (mm/min) ap ae
(£33 SfEun (mm) (mm) R N (mm) (mm) [=5: PN (mm) (mm)
E#G EHE EHS
3mm 5095 305 3 0.15 8386 503 3 0.15 12700 503 3 0.15
4mm 3820 305 4 0.2 6290 503 4 0.2 9550 503 4 0.2
6mm 2548 356 6 0.3 4200 588 6 0.3 6370 588 6 0.3
8mm 1910 267 8 0.4 3140 440 8 0.4 4770 440 8 0.4
10mm 1528 183 10 0.5 2515 301 10 0.5 3820 301 10 0.5
12mm 1274 152 12 0.6 2100 252 12 0.6 3180 252 12 0.6
1.Use as highly rigid and accurate machine as possible.
2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.
1. BORRASHIL « SHEEK - ap
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Recommended Cutting Conditions HRUHIZH

Table 050
EPCSH4

Material CARBON STEEL / ALLOY STEEL ALLOY STEEL / TOOL STEEL PREHARDENED STEEL
" = S/ TEH# LW
THEH SR / S ;CM, SKT, SKD NAK80 CENA1
Hardness &= HB180~250 HRC25~35 HRC35~45
VC #R:RE 120 (m/min) 95 (m/min) 79 (m/min)
Feed Feed Feed
Dia ( 3J7&) REM (mn?/?nin) ap ae RPM (mn?/?ﬂn) ap ae RPM (mrlr?/?nin) ap ae
(£33 N (mm) (mm) [£353 SEga (mm) (mm) R N (mm) (mm)
G G et
3mm 12700 762 3 0.15 10000 600 3 0.15 8386 503 3 0.15
4mm 9550 764 4 0.2 7560 604 4 0.2 6290 503 4 0.2
6mm 6370 890 6 0.3 5040 705 6 0.3 4200 588 6 0.3
8mm 4770 668 8 0.4 3780 529 8 0.4 3140 440 8 0.4
10mm 3820 458 10 0.5 3020 362 10 0.5 2515 301 10 0.5
12mm 3180 380 12 0.6 2520 302 12 0.6 2100 252 12 0.6
Material HARDENED STEEL STAINLESS STEEL CAST IRON
B T8 bt
TH% SKD61, SKD11 SUS304 316 FC/FCD
Hardness #E HRC 40~55)
VC #F%E 48 (m/min) 79 (m/min) 120 (m/min)
Feed Feed Feed
Dia ( J)1&) REM (mm/min) ap ae RRM (mm/min) ap ae REM (mm/min) ap ae
R SEun (mm) (mm) R N (mm) (mm) [E5 S$Eun (mm) (mm)
EHE EHS E#E
3mm 5095 305 3 0.15 8386 503 3 0.15 12700 503 3 0.15
4mm 3820 305 4 0.2 6290 503 4 0.2 9550 503 4 0.2
6mm 2548 356 6 0.3 4200 588 6 0.3 6370 588 6 0.3
8mm 1910 267 8 0.4 3140 440 8 0.4 4770 440 8 0.4
10mm 1528 183 10 0.5 2515 301 10 0.5 3820 301 10 0.5
12mm 1274 152 12 0.6 2100 252 12 0.6 3180 252 12 0.6
1.Use as highly rigid and accurate machine as possible.
2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.
1. RUEASHIL « SHHRK o ap
2. BRERA RN - SHiSES « BEREHI TN -
3. RN RHEB AR RIRIET NREE - i o ) ? | |
4. D EEUBAEEE - BEOERHDAERKERR  EERE « BRSRiR - Hole - ae
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Recommended Cutting Conditions HRUHIZH

Table 051

@
EPCLC4 :
3
8
i ALLOY STEEL / TOOL STEEL PREHARDENED STEEL o
Material CARBON STEEL / ALLOY STEEL oy BER g
MELZZES, BRE / S=W SCM, SKT, SKD NAK80 CENA1 .
Hardness i/ HB180~250 HRC25~35 HRC35~45
VC fREE 102 (m/min) 80 (m/min) 67 (m/min)
Feed Feed Feed
Dia (&) RPM (mrlr?/?nin) ap ae RPM (mn?/?nin) ap ae RPM (mn?/(naqin) ap ae
@z o (mm) (mm) L] seus (mm) (mm) ebd e (mm) (mm)
iEHs A S

3mm 10800 | 647 3 0.15 | 8500 | 510 3 0.15 | 7128 | 427 3 0.15
4mm 8118 | 649 4 0.2 | 4626 | 513 4 0.2 5346 | 427 4 0.2
6mm 5414 | 756 6 0.3 | 4284 | 600 6 0.3 3570 | 500 6 0.3
8mm 4054 | 568 8 0.4 3210 | 450 8 04 | 2670 | 340 8 0.4
10mm 3248 | 389 10 0.5 2568 | 307 10 0.5 | 2138 | 255 10 0.5
12mm 2700 | 323 12 0.6 2142 | 256 12 0.6 1785 | 214 12 0.6

Material HARDENED STEEL STAINLESS STEEL CAST IRON
BN i i
THHHA SKD61, SKD11 SUS304 316 FC/FCD
Hardness &= HRC 40~55)
VC #RFE 40 (m/min) 67 (m/min) 102 (m/min)
Feed Feed Feed
Dia (&) REM (mm/min) ap ae REM (mm/min) ap ae RRM (mm/min) ap ae
[E5 SfEun (mm) (mm) R N (mm) (mm) R PN (mm) (mm)
E#G EHE EHS
3mm 4330 260 3 0.15 7128 427 3 0.15 10800 647 3 0.15
4mm 3247 260 4 0.2 5346 427 4 0.2 8118 649 4 0.2
6mm 2165 302 6 0.3 3570 500 6 0.3 5414 756 6 0.3
8mm 1624 226 8 0.4 2670 340 8 0.4 4054 568 8 0.4
10mm 1298 155 10 0.5 2138 255 10 0.5 3248 389 10 0.5
12mm 1082 129 12 0.6 1785 214 12 0.6 2700 323 12 0.6
1.Use as highly rigid and accurate machine as possible.
2.If the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.
1. BORRASHIL « SHEEK - ap
2. WRELRA B - SHiERG « BEREHI TN -
3. RIMEIRIEBARTHRIT SR S o ) ? |
4. D EEUBAEESE - BENERHDERKERR - WERRE » BEStRR - Hoe - ae
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Table 052
EPCBC2, EPCRC2

o

WINSTAIR

Material CARBON STEEL / ALLOY STEEL| ALLOY STEEL / TOOL STEEL PREHARDENED STEEL
TR sﬁfﬂf ﬁgh{c%%éﬁi]s sgc%lﬁs?TI ?kﬂg NAKi'gOgCﬂENM
Hardness &£ HRC45~55
RS g G
1.0mm 33100 280 21600 120 13200 70
1.2mm 30000 300 18000 125 12000 70
1.5mm 26400 300 16200 130 10200 70
2.0mm 21600 310 13800 140 8640 80
2.5mm 18000 320 11400 150 7320 80
3.0mm 15900 330 10300 160 6300 80
4.0mm 12800 400 8200 200 5150 95
5.0mm 11000 500 7000 240 4560 120
6.0mm 9500 600 6000 300 3930 140
8.0mm 7200 640 4550 300 3020 140
10.0mm 6000 640 4000 300 2420 140
12.0mm 5000 500 3340 270 2000 120

1.Use as highly rigid and accurate machine as possible.
2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.

4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.

1. BOREASHIE - SHEHIK

2. WRERAER - SHiSiEG © ERELHITE -
3. RINASmIREAFHER BN NEERE - 86 o
4. D ESBARRE - BENFHDARKERR « WERGEH  BRSERR Sl
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Recommended Cutting Conditions HRUHIZH

Table 053

—

[0}

[¢]

EPCBC4, EPCRC4 S

o

L

Material CARBON STEEL / ALLOY STEEL| ALLOY STEEL / TOOL STEEL PREHARDENED STEEL =

e WRB / 5B a%M/ T8 N &

i SCM, SNCM, S45 SCM, SKT, SKD NAK80 CENA1
Hardness ~HRC35 HRC35~45 HRC45~55
Feed Feed Feed
Dia ( JJf&) RP:M (mrr?/?nin) RP:M (mn?/?nin) RP:M (mrr?/?nin)

B e B 6 i o
2mm 21600 380 13800 280 8640 150
2.5mm 18000 390 11400 300 7320 150
3mm 15900 400 10300 310 6300 150
4mm 12800 500 8200 360 5150 160
5mm 11000 510 7000 430 4560 200
6mm 9500 510 6000 430 3930 200
8mm 7200 550 4550 430 3020 200
10mm 6000 550 4000 430 2420 200
12mm 5000 430 3340 380 2000 160

1.Use as highly rigid and accurate machine as possible.

2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.

4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.

1. ROUEASHIL « SIEHRK o

2. BPRERA BN - SHiSES « BEREHI TN -

3. RMAFREAARFERIEN NHEE « EfS o

4. D EEIBAEERE - BENERHDAERKENRR « IEERE « BRSRR - Holg -
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Recommended Cutting Conditions

WINSTAIR
RIS

Table 054

EPIFA2, EPISA2, EPIFA4, EPISA4

WORKING
MATERIAL CARBON STEEL ALLOY STEEL/TOOL STEEL HARDENED STEEL
CODE S50C SCM, SKD SKT, SKD
HARDNESS HRC < 20 HRC 30 ~ 40 HRC 40~50
Ve 30~40 M/min 20~30 M/min 15~25 M/min
ROUGHING FINISHING ROUGHING FINISHING ROUGHING FINISHING
DIAMETER R.P.M FEED FEED R.P.M FEED FEED R.P.M FEED FEED
(mm/min) (mm/min) (mm/min) (mm/min) (mm/min) (mm/min)
0.50R 8,800 50 80 6,400 40 55 5,100 30 50
0.75R 7,200 50 80 5,100 40 55 4,100 30 50
1.00R 5,000 50 80 3,500 40 55 3,400 30 50
1.25R 4,300 50 80 3,100 40 55 2,900 30 50
1.50R 3,000 50 80 2,200 40 55 2,600 30 50
2.00R 2,600 50 80 1,900 40 55 2,200 30 50
2.50R 2,200 50 80 1,800 40 55 2,000 30 50
3.00R 2,000 50 80 1,600 40 55 1,700 30 50
4.00R 1,500 50 80 1,200 40 55 1,300 30 50
5.00R 1,300 50 80 960 40 55 1,000 30 50
6.00R 1,200 50 80 880 40 55 900 30 50
. ( i - Divide the cutting depth into
R+0.05 - <
Mlllln(gm,‘;\nn;ount i a‘ 2=0.02(R<0.5) several time paths.
R+0.05 Roughing T o0.05(o=0.5) Finishing - Use cutting fluid.

1.Use as highly rigid and accurate machine as possible.

2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.

3.Use long shank type please reduce the rpm and feed rate.

4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.
1. BOREASHIL « SHEEK o

2. WRERAER - SFiSiEG » RGN -
3. RINASREEAIFHER BN NEERE - 86 o
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Recommended Cutting Conditions HRUHIZH

Table 055

o

WINSTAIR

—
[0}
[¢]
ESSFA2, ESSSA2 S
8
WORKING STAINLESS Moderately STAINLESS TITANIUM SOFT SG High Temperature g
MATERIAL 304 Difficults SUS 316 L (ALLOYS) STEEL CAST IRON ALLOYS 5y
Ve 72~90 M/min | 56~70 M/min | 48~60 M/min | 40~56 M/min [ 120~160 M/min | 96~120 M/min | 20~25 M/min
DIAMETER RPM | FEED L RPM | FEED | REM | FEED ) RPM | PEED [ RPM [ FEED | RPM [ FEED | RPM | PEED
4MM 7452 | 458 | 4,459 286 | 3,822| 183 | 3,185 122 | 9,554 764 | 7,643 | 611 | 1,592| 56
5MM 4,586 | 440 | 3,567 | 286 | 3,057 | 245 | 2,548 | 122 | 7,643 | 734 | 6,115 587 | 1,274| 45
6MM 3,822 489 | 2,972 333 | 2,548 245 | 2,123 | 136 | 6,369 815 | 5,096 | 652 | 1,062| 58
8MM 2,866 | 458 | 2,229 321 | 1,911 | 245 | 1,592 | 153 | 4,777 | 917 | 3,822 734 796 69
10MM 2,293 | 440 | 1,783 | 286 | 1,529 | 220 | 1,274 | 124 | 3,822| 734 | 3,057 | 587 637 55
12MM 1,911 | 398 | 1,486 | 262 | 1,274 | 204 | 1,062| 136 | 3,185| 714 | 2,548 | 570 531 65
14MM 1,638 | 351 [ 1,274 232 | 1,092 185 910 126 | 2,730 | 637 | 2,184 | 510 455 65
16MM 1,433 321 [ 1,115 214 955 168 796 114 | 2,389 | 574 | 1,911 | 458 398 62
. aa aa
Milling Amount ~——Db=o3 | 0150 E:’E T D=06 | 0.10D
(mm) —_— _
03 <D 0.20D 06<D 0.15D
1.Use as highly rigid and accurate machine as possible.
2.If the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.
1. BOIREASEIYE « SBHEK o
2. BRERAENR © SHi%iENG  BRELLHI T o
3. RINESRIEBATFHIRISN NHER - S o
4. U FEURREEE - BENEHNDAERKERR  WeERE  BigStRR. S -
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Recommended Cutting Conditions HRUHIZH

Table 056

ESSFA4, ESSSA4

o

WINSTAIR

WORKING STAINLESS Moderately STAINLESS TITANIUM SOFT SG High Temperature
MATERIAL 304 Difficults SUS 316L (ALLOYS) STEEL CAST IRON ALLOYS
Ve 72~90 M/min | 56~70 M/min | 48~60 M/min | 40~56 M/min [ 120~160 M/min | 96~120 M/min | 20~25 M/min
DIAMETER RPM | FEED L RPM | FEED | REM | FEED I RPM | PEED [ RPM [ FEED | RPM [ FEED | RPM | PEED
4MM 5,732 458 | 4,459 | 286 | 3,822| 183 | 3,185 122 | 9,554 764 | 7,643 | 611 | 1,692 56
5MM 4,586 | 440 | 3,567 | 286 | 3,057 | 245 | 2,548 | 122 | 7,643 | 734 | 6,115 587 | 1,274| 45
6MM 3,822 489 | 2,972 333 | 2,648 245 | 2,123 | 136 | 6,369 815 | 5,096| 652 | 1,062| 58
8MM 2,866 | 458 | 2,229 321 | 1,911 | 245 | 1,592 | 153 | 4,777 917 | 3,822 734 796 69
10MM 2,293 | 440 | 1,783 | 286 | 1,529 220 | 1,274 | 124 | 3,822| 734 | 3,057 | 587 637 55
12MM 1,911 | 398 | 1,486 | 262 | 1,274 204 | 1,062| 136 | 3,185 714 | 2,548 | 570 531 65
14MM 1,638 | 351 [ 1,274 232 [ 1,092 185 910 126 | 2,730 | 637 | 2,184 | 510 455 65
16MM 1,433 321 [ 1,115 214 955 168 796 114 | 2,389 | 574 | 1,911 | 458 398 62
. aa aa
Milling Amount ~Db=o3 | 0150 E:’E T Ds06 | 0.10D
(mm) —_— _
93<D 0.20D 96<D 0.15D

1.Use as highly rigid and accurate machine as possible.
2.If the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.

4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.

1. BOIREASEIYE « SBHEK o

2. HIRIERAEL @ SBiSER - BRELEHITER o

3. RINLUSRIBBAITAEIRIER NRHEE « G o
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Recommended Cutting Conditions HRUHIZH

Table 057

o
ESSSD4 2
3.
Q
o
WORKING STAINLESS Moderately STAINLESS TITANIUM SOFT SG High Temperature o]
MATERIAL 304 Difficults SUS 316L (ALLOYS) STEEL CAST IRON ALLOYS oy
Ve 72~90 M/min | 56~70 M/min | 48~60 M/min | 40~56 M/min | 120~160 M/min | 96~120 M/min | 20~25 M/min
DIAMETER RPM | FEED L RPM | FEED | REM | FEED I RPM | PEED [ RPM [ FEED | RPM [ FEED | RPM | PEED
4MM 5732 | 573 | 4,459 | 357 | 3,822 | 229 |3,185| 153 | 9,554 | 955 | 7,643 | 764 | 1,592 | 70
5MM 4,586 | 550 | 3,567 | 357 |3,057| 306 |2548| 153 | 7,643 | 917 | 6,115 | 734 |1,274| 56
6MM 3,822 611 | 2972 | 416 | 2,548 | 306 |2,123 | 170 | 6,369 | 1,019 [ 5,096 [ 815 [ 1,062 72
8MM 2,866 | 573 (2,229 [ 401 [ 1,911 | 306 | 1,592 | 191 | 4,777 | 1,146 | 3,822 | 917 796 86
10MM 2,293 | 550 [ 1,783 | 357 | 1,529 | 275 (1,274 | 155 (3,822 917 | 3,057 | 734 637 69
12MM 1,911 | 497 (1,486 327 (1,274 | 255 | 1,062 | 170 | 3,185 | 892 |[2,548 [ 713 531 81
14MM 1,638 | 439 (1,274 290 (1,092 | 231 910 157 2,730 | 797 |[2,184 | 638 455 82
16MM 1,433 [ 401 | 1,115 | 268 955 210 796 143 (2,389 717 | 1,911 | 573 398 78
a,=10D * a,=1.0D
a,=0.5D a,=0.2D
Milling Amount -
(mm)
a=100 [ —F 203D

1.Use as highly rigid and accurate machine as possible.

2.If the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.

4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.

1. BOIREASEIYE « SBHEK

2. HIREERAEL @ SHiSER - BRELLHITER o

3. RINEUSIRIBBAITAEIRIER NHEE « G o
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Table 058

ESSSW3, ESSSW4

WORKING ALLOY STEEL ALLOY STEEL ALLOY STEEL HARDENED STAINLESS RETE
MATERIAL / TOOL STEEL / TOOL STEEL / TOOL STEEL STEEL STEEL
CODE 45C,$50C,SCM SCM,SKT,SKD SCM,SKT,SKD SKT, SKD SUS 304 FC/FCD
HARDNESS HRC < 20 HRC 20 ~ 30 HRC 30 ~ 40 HRC 45~45 - -
Ve 88 M/min 71 M/min 59 M/min 35 M/min 71 M/min 103 M/min
DIAMETER RPM | [EED | RPM | FEEOC | RPM | FEED ) REM | JEED ) RPM | FEED | RPM | FEED
1MM 26,000 190 22,230 140 18,720 100 10,400 40 22,230 165 32,760 240
2MM 14,040 235 11,232 160 9,360 110 5,616 45 11,232 185 16,380 270
3MM 9,828 270 7,488 175 6,084 120 3,900 55 7,488 205 11,232 310
4MM 7,020 260 5,616 175 4,680 120 2,808 50 5,616 205 8,424 310
5MM 5,850 270 4,446 175 3,744 120 2,340 55 4,446 205 6,552 300
6MM 4,680 260 3,744 175 3,042 120 1,872 50 3,744 205 5,616 310
8MM 3,510 260 2,808 175 2,340 120 1,404 50 2,808 205 4,212 310
10MM 2,808 260 2,223 175 1,872 120 1,131 50 2,223 205 3,276 300
12MM 2,340 260 1,872 175 1,560 120 936 50 1,872 205 2,808 310
14MM 2,340 300 1,768 195 1,482 135 936 60 1,768 230 2,600 335
16MM 2,028 300 2,730 345 1,300 135 819 60 2,730 400 2,340 345
18MM 2,028 305 1,378 175 1,144 120 819 60 1,378 205 2,080 310
20MM 1,560 260 1,248 175 1,040 120 624 50 1,248 205 1,820 300
MiIIin(?n/r\nr?ount D<06 1.?:3 o.?)rzD BI D<o06 1.aoaD o.?): B
06 =D 1.0D| 0.05D e ar o6=D 1.0D| 0.02D

1.Use as highly rigid and accurate machine as possible.

2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.

4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.

1. ROBERASAIYE « SEHK o
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Recommended Cutting Conditions

Table 059

a'
ESBFA2, ESBSA2 5
H 3.
o
=
WORKING ALLOY STEEL | ALLOY STEEL | ALLOY STEEL HARDENED STAINLESS CAST IRON g
MATERIAL /TOOL STEEL | /TOOLSTEEL | /TOOL STEEL STEEL STEEL 5
CODE 45C,S50C,SCM | SCM,SKT,SKD | SCM,SKT,SKD SKT, SKD SUS 304 FC /FCD
HARDNESS HRC < 20 HRC 20 ~ 30 HRC 30 ~ 40 HRC 45~55 - -
Ve 94 M/min 71 M/min 44 M/min 38 M/min 71 M/min 94 M/min
FEED FEED FEED FEED FEED FEED
DIAMETER R.PM (mm/min) R.PM (mm/min) R.PM (mm/min) R.PM (mm/min) R.PM (mm/min) RPM (mm/min)
0.5R 46,800 545 | 42,120 420 28,080 230 18,720 110 42,120 490 58,500 685
1.0R 26,676 700 21,060 | 470 15,210 280 10,660 140 21,060 555 29,718 780
2.0R 14,976 875 11,232 560 8,190 335 5,980 175 11,232 655 14,976 875
3.0R 9,828 860 7,488 560 4,914 300 3,926 170 7,488 655 9,828 860
4.0R 7,488 875 5,616 560 3,744 305 2,990 175 5,616 655 7,488 875
5.0R 5,967 870 4,446 550 2,808 285 2,379 175 4,446 650 5,967 870
6.0R 4,914 860 3,744 560 2,340 285 1,976 175 3,744 655 4,914 860
8.0R 4,160 970 3,120 620 2,028 330 1,664 195 3,120 730 4,160 970
10.0R 3,380 890 2,496 560 1,690 310 1,352 175 2,496 655 3,380 890
When B is less than 15° milling speed and feed speed in the table can be increased 1.0-1.2 times.
- aa =0.02D
Milling Amount bf - 005D .“ IR By
(mm) Pr

1.Use as highly rigid and accurate machine as possible.

2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.

4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.

1. ZAREASHIYE « SREEE o
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Recommended Cutting Conditions HRUHIZH

Table 060
ESCSA4

WORKING ALLOY STEEL ALLOY STEEL ALLOY STEEL HARDENED STAINLESS CAST IRON
MATERIAL / TOOL STEEL / TOOL STEEL / TOOL STEEL STEEL STEEL
CODE 45C,S50C,SCM | SCM,SKT,SKD | SCM,SKT,SKD SKT, SKD SUS 304 FC/FCD
HARDNESS HRC < 20 HRC 20 ~ 30 HRC 30 ~ 40 HRC 45~45 - -
Ve 88 M/min 71 M/min 59 M/min 35 M/min 71 M/min 103 M/min
DIAMETER RPM | =001 ReM | (P L RPM | (EED | RPM | (PEEE L RPN | (TR RPM | PEED
3MM 9,828 455 7,098 295 6,084 195 3,900 90 7,488 345 11,232 520
4MM 7,020 430 5,616 295 4,680 200 2,808 85 5,616 345 8,424 520
5MM 5,850 450 4,446 290 3,744 200 2,340 90 4,446 345 6,552 505
6MM 4,680 430 3,744 295 3,042 195 1,872 85 3,744 345 5,616 520
8MM 3,510 430 2,808 295 2,340 200 1,404 85 2,808 345 4,212 520
10MM 2,808 430 2,223 290 1,872 200 1,131 85 2,223 340 3,276 505
12MM 2,340 430 1,872 295 1,560 200 936 85 1,872 345 2,808 520
Milling Amount D<06 1.?)?:) o.?)rzo * D<06 1?03D O.i;D
(mm) 06=D 1.0D] 0.05D & o 06=D 1.0D] 0.02D

1.Use as highly rigid and accurate machine as possible.

2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.

4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.

1. BOREASHIL « SHEEK o
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Recommended Cutting Conditions HRUHIZH

Table 061

o
ESCSV4 2
3.
Q
o
WORKING STAINLESS Moderately STAINLESS TITANIUM SOFT SG High Temperature o]
MATERIAL 304 Difficults SUS 316L (ALLOYS) STEEL CAST IRON ALLOYS oy
Ve 72~90 M/min | 56~70 M/min | 48~60 M/min | 40~56 M/min | 120~160 M/min | 96~120 M/min | 20~25 M/min
DIAMETER RPM | FEED L RPM | FEED | REM | FEED I RPM | PEED [ RPM [ FEED | RPM [ FEED | RPM | PEED
4MM 5732 | 573 | 4,459 | 357 | 3,822 | 229 |3,185| 153 | 9,554 | 955 | 7,643 | 764 | 1,592 | 70
5MM 4,586 | 550 | 3,567 | 357 |3,057| 306 |2548| 153 | 7,643 | 917 | 6,115 | 734 |1,274| 56
6MM 3,822 611 | 2972 | 416 | 2,548 | 306 |2,123 | 170 | 6,369 | 1,019 [ 5,096 [ 815 [ 1,062 72
8MM 2,866 | 573 (2,229 [ 401 [ 1,911 | 306 | 1,592 | 191 | 4,777 | 1,146 | 3,822 | 917 796 86
10MM 2,293 | 550 [ 1,783 | 357 | 1,529 | 275 (1,274 | 155 (3,822 917 | 3,057 | 734 637 69
12MM 1,911 | 497 (1,486 327 (1,274 | 255 | 1,062 | 170 | 3,185 | 892 |[2,548 [ 713 531 81
14MM 1,638 | 439 (1,274 290 (1,092 | 231 910 157 2,730 | 797 |[2,184 | 638 455 82
16MM 1,433 [ 401 | 1,115 | 268 955 210 796 143 (2,389 717 | 1,911 | 573 398 78
a,=10D * a,=1.0D
a,=0.5D a,=0.2D
Milling Amount -
(mm)
a=100 [ —F 203D

1.Use as highly rigid and accurate machine as possible.

2.If the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.

4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.
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Recommended Cutting Conditions HRUHIZH

Table 062

ENSFS2, ENSSS2, ENSFS3, ENSSS3, ENSCS3, ENSSH3

RN ALLUMINUM ALLOY
CODE A5052
Slotting Side Milling
Ve 196 M/min 325 M/min
DIAMETER RPM (nfrﬁi]'?n) RPM (r:mE/'ani’n)
3MM 20,800 1,200 34,580 1,350
4MM 15,600 1,000 26,000 1,350
5MM 12,480 900 20,670 1,350
6MM 10,400 820 17,290 1,350
8MM 7,800 750 13,000 1,350
10MM 6,240 680 10,270 1,350
12MM 5,200 620 8,580 1,350
Milling Amount Ad= 01D g S —
mm) =k

1.Use as highly rigid and accurate machine as possible.
2.If the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.

1. BURERASAIE « SHEREK -
AIGEERG  BREILLHITER o
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Recommended Cutting Conditions HRUHIZH

Table 063

3
ENBFA2, ENBSA2 g
L 3.
Q
53
WORKING -
MATERIAL ALLUMINUM ALLOY g
CODE A5052
Ve 327 Mimin
DIAMETER R.PM FEED
(mm/min)
2MM 50,700 2,000
SMM 33,800 2,000
4MM 26,000 2,000
5MM 20,800 2,000
6MM 16,900 2,000
8MM 13,000 2.000
10MM 10,400 2,000
12MM 7,800 2,000
16MM 6,500 2,000
Milling Amount Ad= 01D = -
(mm)

1.Use as highly rigid and accurate machine as possible.

2.If the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.

4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.

1. BORRASHIL « SHEEK o
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Table 064
EPSWH4, EPCWH4

WORKING CAST IRON ALLOY STEEL HARDENED HARDENED HARDENED
MATERIAL / TOOL STEEL STEEL STEEL STEEL
CODE FC/FCD SCM,SKT,SKD SKT,SKD SKT, SKD SKT,SKD
HARDNESS ~HRC 20 HRC 20 ~ 30 HRC 30 ~ 40 HRC 45~55 HRC 55~60
Ve 163 M/min 143 M/min 143 M/min 122 M/min 103 M/min
DIAMETER R.P.M FEED. R.P.M FEEE.) R.P.M FEED R.P.M FEEE.) R.P.M FEEE.)
(mm/min) (mm/min) (mm/min) (mm/min) (mm/min)
10MM 5,200 1,150 4,550 990 4,550 830 3,900 610 3,315 400
12MM 4,420 1,150 3,770 990 3,770 830 3,250 610 2,730 400
16MM 3,250 1,150 2,730 950 2,730 830 2,340 610 1,950 390
18MM 2,860 1,150 2,470 960 2,470 830 2,080 610 1,690 390
20MM 2,600 1,150 2,210 960 2,210 830 1,950 610 1,560 390
P aa ar aa ar
Milling Amount D<06 1.0D[ 0.02D a{ D<o06 |1.0D]0.01D
(mm) 26=D 1.0D] 0.05D 1 o 0 6=D 1.0D] 0.02D

1.Use as highly rigid and accurate machine as possible.

2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.

4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.
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Table 065

WORKING CAST IRON ALLOY STEEL HARDENED HARDENED HARDENED
MATERIAL / TOOL STEEL STEEL STEEL STEEL
CODE FC/FCD SCM,SKT,SKD SKT,SKD SKT, SKD SKT,SKD
HARDNESS ~HRC 20 HRC 20 ~ 30 HRC 30 ~ 40 HRC 45~55 HRC 55~60
Ve 163 M/min 143 M/min 143 M/min 122 M/min 103 M/min
DIAMETER R.P.M FEED. R.P.M FEEE.) R.P.M FEED R.P.M FEEE.) R.P.M FEEE.)
(mm/min) (mm/min) (mm/min) (mm/min) (mm/min)
10MM 5,200 1,150 4,550 990 4,550 830 3,900 610 3,315 400
12MM 4,420 1,150 3,770 990 3,770 830 3,250 610 2,730 400
16MM 3,250 1,150 2,730 950 2,730 830 2,340 610 1,950 390
18MM 2,860 1,150 2,470 960 2,470 830 2,080 610 1,690 390
20MM 2,600 1,150 2,210 960 2,210 830 1,950 610 1,560 390
Milling Amount a2 oo e M By
(mm) =

1.Use as highly rigid and accurate machine as possible.

2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.

1. BOREASHILE - SHEHIK
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