v O
ISO 2001

V530 Varix Carbide Endmills 4,

High efficiency machining 6}»
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e High removal rate for Difficult-to-cut materials and Stainless steel.
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e Unequal Flute Spacing and variable lead design.
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e Outstanding Anti-vibrations design.
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e Low cutting force and burr prevention.
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Excellent chip evacuation
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Solid Endmills

V530 Varix Carbide Endmills - Variable Helix V530 Varix 8t ) - MEAEFR

B Select V530 tools recommended V530 JEEEEH

Cutting Recommendation 0T

V530 Series
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Solid Endmills WINSTAR
V530 Varix Carbide Endmills - Variable Helix - 4F V530 Varix $#lit ) - MEAEFR - 4]

B ESSSVA Series (Helix angle : 30° ~ 32°) &E®E&S8

Chamfer
o B NN
4 Flutes Unequal Varix

| 45°

Chamfer il UMG [@SICO-TH

Work Material J0T#4#}
Carbon Steel Alloy Steel - Pre-Hardened / Hardened Steel Fifgs / g Stainless Steel o o0 Ti Aloy  Ni. Alloy

(342%%3250) (sf,%ﬁgﬂM) ~HRC 40 ~ HRC 55 (sug\sﬁffﬂ 316) wa nsE ~ RESE
(@] o o (@] o (@) O @]
Order No. Dia (d) Len';'t‘:‘t‘iu) OAL (L) Shank (D) Chamor Flutes (F)
IR par e 25 i K
ESSSVA4060011S 6 15 50 6 0.10C 4
ESSSVA4080011S 8 20 60 8 0.15C 4
ESSSVA4100021S 10 25 75 10 0.20C 4
ESSSVA4120021S 12 30 75 12 0.20C 4
ESSSVA4160031S 16 35 100 16 0.32C 4



Solid Endmills WINSTAR
V530 Varix Carbide Endmills - Variable Helix - 4F V530 Varix $#lit ) - MEAEFR - 4]

B ESSSVB Series (Helix angle : 35° ~ 38°) E&®E&E

Chamfer / Radius %"
45°
; A % i@’ m | Chamfer
| D 4 Flutes Unequal Varix

' Raus il UMG [lISICO-TH
L

Work Material J0T#4#}
Carbon Steel Alloy Steel - Pre-Hardened / Hardened Steel Fifgs / g Stainless Steel o o0 Ti Aloy  Ni. Alloy

(342%%3250) (sf,%ﬂgﬂM) ~HRC 40 ~HRC 55 (sug\sﬁffﬂ 316) e SR RESE
(@] o o (@] o (@) O @]
Order No. Dia (d) Len';'t‘:‘t‘iu) OAL (L) Shank (0) oo Flutes (F)
IR par e 25 e K
ESSSVB4040000S 4 10 50 6 - 4
ESSSVB4040011S 4 10 50 6 0.10C 4
ESSSVB4040022S 4 8 50 6 0.20R 4
ESSSVB4040032S 4 8 50 6 0.30R 4
ESSSVB4060000S 6 13 50 6 - 4
ESSSVB4060011S 6 13 50 6 0.15C 4
ESSSVB4060022S 6 12 50 6 0.20R 4
ESSSVB4060052S 6 12 50 6 0.50R 4
ESSSVB4080000S 8 20 60 8 - 4
ESSSVB4080011S 8 20 60 8 0.15C 4
ESSSVB4080022S 8 16 60 8 0.20R 4
ESSSVB4080052S 8 16 60 8 0.50R 4
ESSSVB4100000S 10 25 75 10 - 4
ESSSVB4100021S 10 25 75 10 0.20C 4
ESSSVB4100032S 10 20 75 10 0.30R 4
ESSSVB4100052S 10 20 75 10 0.50R 4
ESSSVB4120000S 12 30 75 12 - 4
ESSSVB4120021S 12 30 75 12 0.20C 4
ESSSVB4120032S 12 24 75 12 0.30R 4
ESSSVB4120052S 12 24 75 12 0.50R 4
ESSSVB4160000S 16 35 100 16 - 4
ESSSVB4160031S 16 35 100 16 0.32C 4
ESSSVB4200000S 20 45 100 20 - 4



Solid Endmills WINSTAR
V530 Varix Carbide Endmills - Variable Helix - 4F V530 Varix $#lit ) - MEAEFR - 4]

Bl ESSSVC Series (Helix angle : 38° ~ 41°) E=mE&RE
Chamfer / Radius %" B
‘ | ) = [

| D 4 Flutes Unequal arix

"B
Radius UMG QSICO-TH
L

4“4 = %7
Work Material 70 T#7%}

Carbon Steel Alloy Steel  Pre-Hardened / Hardened Steel 7&f#sH / i@ Stainless Steel ; i
BEE Sam R Cast Iron Ti. Alloy Ni. Alloy

(S45C, S55C) (SK, SCM) ~HRC 40 ~HRC 55 (SUS304, 316) W RS RESE
(@] o o (@] o (@) O @]
Order No. Dia (d) Len';'t‘:‘t‘iu) OAL (L) Shank (0) oo Flutes (F)
SIS par e 25 i K

ESSSVC4040011S 4 10 50 6 0.10C 4
ESSSVC4040012S 4 10 50 6 0.10R 4
ESSSVC4060011S 6 15 50 6 0.15C 4
ESSSVC4060012S 6 15 50 6 0.15R 4
ESSSVC4080011S 8 20 60 8 0.15C 4
ESSSVC4080012S 8 20 60 8 0.15R 4
ESSSVC4100021S 10 25 75 10 0.20C 4
ESSSVC4100022S 10 25 75 10 0.20R 4
ESSSVC4120021S 12 30 75 12 0.20C 4
ESSSVC4120022S 12 30 75 12 0.20R 4
ESSSVC4120052S 12 30 75 12 0.50R 4



Solid Endmills WINSTAR
V530 Varix Carbide Endmills - Variable Helix - 5F V530 Varix $#iit)) - MEAEFR - 5]

B ESSSVC Series (Helix angle : 38° ~ 42°) &E®E&8

- @‘;m

Unequal Varix

Radius UMG QgSICO-TH

Work Material 70 T#7%}
Carbon Steel Alloy Steel - Pre-Hardened / Hardened Steel Fifgs / g Stainless Steel o o0 Ti Aloy  Ni. Alloy

(342%%3250) (sf,%ﬂgﬂM) ~HRC 40 ~ HRC 55 (sug\sﬁffﬂ 316) e nsE ~ RESE
(@] o o (@] o (@) o o
Order No. Dia (d) Len';'t‘:‘t‘iu) OAL (L) Shank (D) s Flutes (F)
IR par e 25 e K
ESSSVC5040022S 4 8 50 6 0.25R 5
ESSSVC5060000S 6 15 50 6 - 5
ESSSVC5060042S 6 12 50 6 0.40R 5
ESSSVC5080000S 8 20 60 8 - 5
ESSSVC5080012S 8 16 60 8 0.15R 5
ESSSVC5080052S 8 16 60 8 0.50R 5
ESSSVC5100000S 10 25 75 10 - 5
ESSSVC5100052S 10 20 75 10 0.50R 5
ESSSVC5100102S 10 20 75 10 1.00R 5
ESSSVC5120000S 12 30 75 12 - 5
ESSSVC5120052S 12 24 75 12 0.50R 5
ESSSVC5120072S 12 24 75 12 0.75R 5
ESSSVC5120102S 12 24 75 12 1.00R 5
ESSSVC5120202S 12 24 75 12 2.00R 5
ESSSVC5160072S 16 32 100 16 0.75R 5
ESSSVC5160102S 16 32 100 16 1.00R 5
ESSSVC5160202S 16 32 100 16 2.00R 5
ESSSVC5160302S 16 32 100 16 3.00R 5



Solid Endmills WINSTAR

V530 Varix Carbide Endmills - Variable Helix - 4F V530 Varix $#lit ) - MEAEFR - 4]

B ESSSVD Series (Helix angle : 43° ~ 46°) E&®E&E

Chamfer / Radius %"
45°
" \ 4 %% @bv" m |Chamfer
| D 4 Flutes Unequal Varix
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L

Work Material J0T#4#}
Carbon Steel Alloy Steel - Pre-Hardened / Hardened Steel Fifgs / g Stainless Steel o o0 Ti Aloy  Ni. Alloy

(342%%3250) (sf,%ﬁgﬂM) ~HRC 40 ~ HRC 55 (sug\sﬁffﬂ 316) wa nsE ~ RESE
(@] o o (@] o (@) O @]
Order No. Dia (d) Len';'t‘:‘t‘iu) OAL (L) Shank (0) oo Flutes (F)
IR par e 25 s K
ESSSVD4040000S 4 8 50 6 - 4
ESSSVD4040011S 4 8 50 6 0.10C 4
ESSSVD4040032S 4 8 50 6 0.30R 4
ESSSVD4060000S 6 12 50 6 - 4
ESSSVD4060011S 6 12 50 6 0.15C 4
ESSSVD4060052S 6 12 50 6 0.50R 4
ESSSVD4080000S 8 16 60 8 - 4
ESSSVD4080011S 8 16 60 8 0.15C 4
ESSSVD4080052S 8 16 60 8 0.50R 4
ESSSVD4100000S 10 20 75 10 - 4
ESSSVD4100021S 10 20 75 10 0.20C 4
ESSSVD4100052S 10 20 75 10 0.50R 4
ESSSVD4120000S 12 24 75 12 - 4
ESSSVD4120021S 12 24 75 12 0.20C 4
ESSSVD4120052S 12 24 75 12 0.50R 4



Solid Endmills WINSTAR

V530 Varix Carbide Endmills - Recommened Cutting Conditions EEUEIZSE

Bl Recommended Cutting Conditions &#tHISH

XIf the machine not stable, please reduce the feed about 20%. EH#FRIEHERTIEE @ FBRFELEFRE 20%

f /.
Working Material Cutting Application ae ap Ve z (mm/z)
S mm mm m/min
W tih=gaes (mm) (mm) ( ) 6mm 8mm  10mm 12mm @ 16mm
Slot Milling &%t 1xd 0.5~ 1.0xd 100 ~ 180 0.035 | 0.045 | 0.060 | 0.070 | 0.090
Carbon Steel

(S45C) Side roughing I 0.4~0.9xd | 0.7 ~1.0xd 110 ~ 200 0.040 | 0.055 | 0.070 | 0.085 | 0.100

=2 7]

Side finishing #&fI#E 0.1~0.3xd | 0.7 ~1.5xd 160 ~280 | 0.030 | 0.040 | 0.055 | 0.065 | 0.080

Slot Milling &#% 1xd 0.5~ 1.0xd 90 ~ 160 0.035 | 0.045 | 0.060 | 0.070 | 0.090
Carbon Steel

(S50C) Side roughing fEIE 0.4~0.9%xd | 0.7 ~1.0xd 100 ~ 180 0.040 | 0.055 | 0.070 | 0.085 | 0.100

eer = 17 ]
Side finishing ¥Rt 0.1~0.3xd | 0.7 ~1.5xd 120 ~ 220 0.030 | 0.040 | 0.055 | 0.065 | 0.080
Slot Milling &%t 1xd 0.5~ 1.0xd 80~ 135 0.030 | 0.040 | 0.055 | 0.065 | 0.080

Tool Steel
(SKD) Side roughing Ik 0.4~009%xd | 0.7 ~1.0xd 90 ~ 160 0.040 | 0.050 | 0.065 | 0.080 | 0.095
TEH

Side finishing #&fI#E 0.1~0.3xd | 0.7 ~1.5xd 110 ~ 200 0.030 | 0.040 | 0.050 | 0.060 | 0.070

Slot Milling &%t 1xd 0.5~1.0xd 40~70 0.025 | 0.030 | 0.040 | 0.045 | 0.070

Hardened Steel
(HRC < 55) Side roughing I 0.4~09%xd | 0.7 ~1.0xd 65~ 110 0.025 | 0.035 | 0.045 | 0.050 | 0.080
RIS TR

Side finishing #&fI#t 0.1~0.3xd | 0.7 ~1.5xd 80 ~ 150 0.030 | 0.040 | 0.050 | 0.060 | 0.090

Slot Milling &#t 1xd 0.5~1.0xd 60 ~ 80 0.025 | 0.035 | 0.045 | 0.050 | 0.065

Stainless Steel
(SUS304, SUS316) Side roughing Ik 0.4~0.9xd | 0.7 ~1.0xd 80~ 120 0.030 | 0.040 | 0.055 | 0.065 | 0.080
BN il

Side finishing #&fI#E 0.1~0.3xd | 0.7 ~1.5xd 100 ~140 | 0.030 | 0.040 | 0.050 | 0.060 | 0.070

Slot Milling &t 1xd 0.5~1.0xd 20~ 30 0.015 | 0.020 | 0.025 | 0.030 | 0.040

Superalloy, Inconel

SREE BESE

Side roughing {5k 04~09xd | 0.7 ~1.0xd 25~35 0.020 | 0.030 | 0.035 | 0.040 | 0.055
Side finishing #&f#t 0.1~0.3xd | 0.7 ~1.5xd 30 ~45 0.020 | 0.030 | 0.035 | 0.040 | 0.055

Slot Milling &t 1xd 0.5~1.0xd 40 ~ 60 0.025 | 0.035 | 0.045 | 0.050 | 0.065

Titanium
HEE

Side roughing {5k 04~09xd | 0.7 ~1.0xd 60 ~ 90 0.030 | 0.040 | 0.055 | 0.065 | 0.080

Side finishing #&fI#E 0.1~0.3xd | 0.7 ~1.5xd 90~130 | 0.030 | 0.040 | 0.055 | 0.065 | 0.080
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Slot Milling Side roughing Side finishing Trochoidal
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WINSTAR CUTTING TECHNOLOGIES CORP. Dealer - ,
BEEEUYAEBRGMERLSI ealer:

No. 10, Gongye 6th Road, Tainan Technology Industrial Park, Zitns 580

Prost&jov 796 04

Tainan City 709, Taiwan Tel.: +420 605 969 050

Email: info@nareps.cz

TEL : +886-6-3840386 FAX : +886-6-3840387 Web: www.nareps.cz
@ www.winstarcutting.com & info@winstarcutting.com Czech Republic




