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Used for machining difficult-to-cut material
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Side + Slot milling end mill
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Overwhelming Rigidity
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Carbide Ball End Mill 3 « 4 Flutes (30°helix angle) (mm)
P/N R L1 L2 L d F =il @)
RBIF R—ILR | AR |ER/ENIR| 2R B2 Xy | Original Price
Part Number BallDia. | Fivte Longih | Neck dameter |Overall Lengin| - Shark Dia. | No- of Fite (ven)
SPBF3-0.5R 0.5R 1 — 50 6 3 3,500
SPBF3-1R 1R 2 — 50 6 3 3,500
SPBF3-1.5R 1.5R 3 — 50 6 3 3,500
SPBF3-2R 2R 4 == 50 6 3 3,500
SPBF3-2.5R 2.5R 5 — 60 6 3 4,200
SPBF4-3R 3R 6 = 60 6 4 4,200
SPBF4-4R 4R 8 — 60 8 4 6,300
SPBFL4-4R 4R 8 ®7.9/40 85 8 4 8,700
SPBF4-5R 5R 10 — 75 10 4 9,700
SPBFL4-5R 5R 10 $9.9/50 | 100 10 4 12,100
SPBF4-6R 6R 12 — 75 12 4 11,600
SPBFL4-6R 6R 12 ¢11.9/60, 100 12 4 14,900
| %&ﬁUHE Work Material

c;ﬁr;ff@a Eﬁzﬂ Hﬁﬁﬂ f.liﬂe| =Y AFVVZAM | FIVER | BE#EE

<HRC40 | =HRc45 |SHRCSOILE| ' | Somesseet | Temm | ifeniaioy
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. Highly efficient for machining heat-resistant alloy.

2. Outstanding for alloy steel and SUS related
materials.

3. High rigidity even for high-hardness steel of 60-65
HRC.

4. A combination of both a balanced cutting

performance and a core thickness design that

controls chatter.
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I RFR-5i-TEM tVHISRE S0s8ox) BERG T NIREE T 58, | NS BREREY I BREXVBELHILTEELTIES W,
Carbon Steel - Alloy Steel - Tool Steel Milling Parameters
Each spindle speed and feed rate are ideal conditions. When lowering cutting conditions, reduce the peripheral speed in proportion to the feed amount per tooth in accordance to the conditions mentioned on the chart.

Lz & SR (HRC50 Kifl ) SEEH (HRC50 ~ 60) BEiEE# (HRC60 ~ 65)
Material Alloy Steel, Carbon Steel (under 50 HRC) High hardness steel (50-60 HRC) Ultra high hardness steel (60-65 HRC)
RIE ek BE | EEE | 1VERIE| D BE | XOEE | 1VEVRIE| D (3 EURE | 1REEE
Part Number Spindle Speed | Peripheral Speed Feed Rate Per Tooth Spindle Speed | Peripheral Speed Feed Rate Per Tooth Spindle Speed | Peripheral Speed Feed Rate Per Tooth
(min-1) (m/min) (mm/min) (mm) (min-1) (m/min) (mm/min) (mm) (min-1) (m/min) (mm/min) (mm)
SPBF3-0.5R 57,300 180 17,000 | 0.099 | 47,700 150 10,800 | 0.075 | 31,180 100 6,700 0.070
SPBF3-1R 47,700 300 14,500 | 0.101 | 39,800 250 9,000 | 0.075 | 23,800 150 5,000 0.070
SPBF3-1.5R 35,000 330 10,500 | 0.100 | 26,500 250 6,000 | 0.075 | 15,900 150 3,300 0.069
SPBF3-2R 26,200 330 7,900 | 0.101 19,900 250 4,500 | 0.075 | 11,900 150 2,500 0.070
SPBF3-2.5R 21,000 330 1,300 | 0.100 | 15,900 250 3,600 | 0.075 9,500 150 2,000 0.070
SPBF4-3R 17,500 330 7,000 | 0.100 | 13,200 250 4,000 | 0.076 7,900 150 2,200 0.070
SPBF4-4R 13,100 330 5,300 | 0.101 9,900 250 3,000 | 0.076 5,900 150 1,650 0.070
SPBFL4-4R 7,900 200 1,600 | 0.051 5,900 150 900 | 0.038 3,900 100 550 0.035
SPBF4-5R 10,500 330 4,200 | 0.100 7,900 250 2,400 | 0.076 4,700 150 1,300 0.069
SPBFL4-5R 6,300 200 1,300 | 0.052 4,700 150 700 | 0.037 3,100 100 450 0.036
SPBF4-6R 8,800 330 3,500 | 0.100 6,600 250 2,000 | 0.075 4,000 150 1,100 0.070
SPBFL4-6R 5,300 200 1,100 | 0.052 3,900 150 600 | 0.038 2,600 100 350 0.034
SEWE  wER#ll RFE#E (HRC505KE) = iR #(HRC50~60) = B (HRC60~65)
Referenced dimensions  Alloy Steel, Carbon Steel (under 50 HRC) High hardness steel (50-60 HRC) Ultra high hardness steel (60-65 HRC)
ap=0.1R EwZI71—Rpf=0.5R ap=0.1R EwIJs—Rpf=0.2R  ap=0.03R EwITs—Rpf=0.2R
TERAEa=30"Ki tEMAEa=15KH tEMAEa=15K
Tilt angle a=less than 30° Tilt angle a=less than 15° Tilt angle a=less than 15°

o (ERBENBEBZRBA LSS UHIRGZEDICUTTRALIEE L,

Apply with half of the cutting conditions when the tilt angle has exceeded the standard value.

I AFVUAM-TIEE tHISFYE SDE8eEyd BERHTT. RS EFTE> TS,

Stainless Steel - Titanium Alloy Milling Parameters ~ Spindle speed and feed rate for each part are standard conditions. Raise the conditions and apply.

(%= AFVVREE FIVER iBMiZEE(Inconel718 Waspaloy)
Material Stainless steel alloy Titanium alloy super-heat resistant alloy
FUE [E1E 3 BE | EERE |1ERE| DEE BE | EERE |1REIRE| DI 3PS EUERE | 1SURVE
Part Number Spindle Speed | Peripheral Speed Feed Rate Per Tooth Spindle Speed | Peripheral Speed Feed Rate Per Tooth Spindle Speed | Peripheral Speed Feed Rate Per Tooth
(min-1) (m/min) (mm/min) (mm) (min-1) (m/min) (mm/min) (mm) (min-1) (m/min) (mm/min) (mm)
SPBF3-0.5R 47,700 150 10,800 | 0.075 | 47,700 150 8,600 0.060 | 47,700 150 8,000 0.056
SPBF3-1R 39,800 250 9,000 | 0.075 | 23,800 150 4,300 0.060 | 23,800 150 4,000 0.056
SPBF3-1.5R 26,500 250 6,000 | 0.075 | 15,900 150 2,800 0.059 | 15,900 150 2,600 0.055
SPBF3-2R 19,900 250 4,500 | 0.075 | 11,900 150 2,100 0.059 | 11,900 150 2,000 0.056
SPBF3-2.5R 15,900 250 3,600 | 0.075 9,500 150 1,700 0.060 9,500 150 1,600 0.056
SPBF4-3R 13,200 250 4,000 | 0.076 7,900 150 1,900 0.060 7,900 150 1,750 0.055
SPBF4-4R 9,900 250 3,000 | 0.076 5,900 150 1,400 0.059 5,900 150 1,300 0.055
SPBFL4-4R 5,900 150 900 | 0.038 5,900 150 700 0.030 5,900 150 650 0.028
SPBF4-5R 7,900 250 2,400 | 0.076 4,700 150 1,100 0.059 4,700 150 1,040 0.055
SPBFL4-5R 4,700 150 700 | 0.037 4,700 150 550 0.029 4,700 150 520 0.028
SPBF4-6R 6,600 250 2,000 | 0.075 4,000 150 950 0.060 4,000 150 870 0.055
SPBFL4-6R 3,900 150 600 | 0.038 3,900 150 450 0.029 3,900 150 430 0.028
BETE wRFULRESR " FIVESR » Efit# &S (Inconel718 Waspaloy)
Referenced dimensions Stainless steel alloy Titanium alloy super-heat resistant alloy
ap=0.1R EwZI71—Rpf=0.5R ap=0.1R EwITs—Rpf=0.5R  ap=0.03R EwIT+—Rpf=0.2R
tERIBEa=30"KiH tERAEa=30"RK tERAEa=15"K
Tilt angle a=less than 30° Tilt angle a=less than 30° Tilt angle a=less than 15°
fid Z Notes
© 1L/ DX BIFHRD I BFU TV, ARexy B3 1 N DED BrA—2(cLTREL,
O AT VRIS A, & EESICORMTEDIYRIILTY  FLAB=RTN L TREDEDERELET. RE
o X DIFE. UIHISRMAHE LELD60~80% TTEALIZE L, o
© VICAITIC & BTS0E ML DIEMAIEE N — R ICRAFHLLTHUFT, pf
® ERIAEOL EDIZEIFI TRHEZ60%ICLTTERLIEE L, =ap

® Please abide by the feed amount per tooth if possible. Please base the peripheral speed and feed rate on the feed amount per tooth.

® This end mill is an end mill that can be used for either side milling or slotting. It also displays outstanding life span for 5-axis 3D machining.
® In the case of dry method, please apply with 60-80% of the conditions mentioned above

® The conditions are based on the equivalent of BT50 machine rigidity by means of MC processing.

® When the tilt angle is over 0, please adjust the cutting conditions to 60% and apply.
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Suited for Heat Resistant Super Alloy Difficult-to-Cut Material

BEFAFSEIVRIIL 4H(RUNAST)

~
77)1/:' - Falcon White End Mil Carbide Unequal Flute Spacing End Mill 4 Flutes (51° helix angle) (mm)
~> P P/N D1 L1 L2 L d F
/_J‘U’I'I‘I/l*;}l/ i)
BUE R IR |BER/AENR| 2R iz X#g | Orignal Price
. Part Number Mill Dia. | Flute Length Efoeecckne'eaTeer:S{(m Overall Length| Shank Dia. | No. of Flute (ven)
YN IS i =
SPHF4-3 3 8 — 50 4 4 5,280
End mill specialized for peripheral processing
SPHF4-3T 3 8 == 50 6 4 6,000
e — = e - - ~
%(\v_1§ﬁﬁ§;\ RSANIICHENEIY SPHF4-4T 4 10 _ 50 6 4 6.000
F=lbe ° _ o SPHF4-5 5 13 — 50 6 4 6,000
An outstanding end mill for machining titanium alloy,
difficult to machine stainless steel as well as for dry SPHF4-6 6 15 = 50 6 4 6,000
processing- NEW SPHF4-7 7 17 - 60 8 4 7,230
SPHF4-8 8 20 = 60 8 4 7,230
NEW SPHFL4-8 8 24 ®7.9/40 75 8 4 9,340
SPHF4-10 10 25 = 75 10 4 10,730
NEW SPHFL4-10 10 30 |¢9.9/50| 100 10 4 12,340
— . NN S SPHF4-12 12 30 — 75 12 4 13,460
NEW SPHFL4-12 12 40  |$11.9/60, 100 12 4 17,240
SPHF4-16 16 45 = 100 16 4 29,280
L ) SPHF4-20 20 50 — 100 20 4 42,370
‘ L1
daf [N o
L2 — < o— . o
BEREREISIT7RA TVRIIL H(RLNAST)
Carbide Unequal Flute Spacing Corner Radius End Mill 4 Flutes (51° helix angle) (mm)
m P/N D1 L1 L d F
Features TE i (F9)
ﬂﬁ 7‘]?% 39% %E §ﬂlf§ 7‘]%& Original Price (yen)
o I Part Number Mill Dia. Flute Length Overall Length Shank Dia. No. of Flute
1. MHEVERENIERICEL
- ar . SPHFR4-3-0.2R 3 8 50 4 4 5,840
N ~ =] ~ AL Q\
3. #HEIM DR S A HIENICEN SPHFR4-4-0.5R 4 10 50 4 4 5,840
4. EHE%&E‘I’ SPHFR4-4-1R 4 10 50 4 4 5,840
SPHFR4-5-0.5R 5 13 50 6 4 6,440
1. Extremely high heat-resistant efficiency.
2. Capable of highly efficient cutting under harsh SPHFR4-5-1R 5 13 50 6 4 6,440
conditions. , SPHFR4-6-0.5R 6 15 50 6 4 6,440
3. Strong in dry milling difficult-to-cut materials.
4. extreme core thickness design. SPHFR4-6-1R 6 15 50 6 4 6,440
SPHFR4-8-0.5R 8 20 60 8 4 7,430
SPHFR4-8-1R 8 20 60 8 4 7,430
SPHFR4-10-0.5R 10 25 75 10 4 11,310
SPHFR4-10-1R 10 25 75 10 4 11,310
SPHFR4-12-0.5R 12 30 75 12 4 13,910
TN
BIEEN SPHFR4-12-1R 12 30 75 12 4 13,910
Introductory
Video
?ﬁi’éﬂﬁg Work Material
PRERH Gl AN —- N -
Carbon steel AIEIon steel Hardened steel ﬁ% ZT/IJZﬂﬂ F5 Jl:lﬁ Emﬁﬂnﬁ
Cast iron Stainless steel Titanium Super heat
=HRc40 =HRc45 =HRc60 resistant alloy
O O O O O O O
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Stainless Steel « Titanium Alloy Milling Parameters (Side Milling)  Spindle speed and feed rate for each are minimum conditions. Please increase the conditions based on the circumstances.
[%=1 F—RTF A% (SUS304 %) NILT YA &R (SUS440C F) HTHHEE(E3R (SUS630 ) Ti-6Al-4V
Material Austenitic stainless steel (SUS304 etc.) Martensitic stainless steel (SUS440C etc.) Precipitation hardening stainless steel (SUS630 etc.)
RIS OERE | BhE |EUERE|NHRE| DEE | BE |KUERE|HNE| DR | BE |[KUERE| N8| DR | BE EUERE|19H8E

Spindle Speed| Peripheral Speed | Feed Rate | Per Tooth |Spindle Speed| Peripheral Speed | Feed Rate | Per Tooth |Spindle Speed | Peripheral Speed | Feed Rate | Per Tooth |Spindle Speed| Peripheral Speed | Feed Rate | Per Tooth
Part Number N h ° N h < N h ° y h €
(min-1) (m/min) (mm/min) (mm) (min-1) (m/min) (mm/min) (mm) (min-1) (m/min) (mm/min) (mm) (min-1) (m/min) (mm/min) (mm)

SPHF4-3  |13,800| 130 | 1,000 | 0.018 [10,600| 100 750 | 0.018 [12,700] 120 850 | 0.017 | 8,400 | 80 650 | 0.019
SPHF4-4 |10,300| 130 | 1,100 | 0.027 | 7,900| 100 850 | 0.027 | 9,500] 120 950 | 0.025 | 6,300 | 80 700 | 0.028
SPHF4-5 8,200 130 | 1,200 | 0.037 | 6,300| 100 850 | 0.034 | 7,600 120 950 | 0.031 | 5,000 | 80 750 | 0.038
SPHF4-6 6,900 130 | 1,300 | 0.047 | 5,300| 100 900 | 0.042 | 6,300 120 | 1,000 | 0.040 | 4,200 | 80 800 | 0.048
SPHF4-7 4,800 130 | 1,100 | 0.057 | 4,600 100 900 | 0.049 | 5,000 120 | 1,000 | 0.050 | 3,700 | 80 800 | 0.054
SPHF4-8 5,100 130 | 1,300 | 0.064 | 3,900, 100 900 | 0.058 | 4,700| 120 | 1,000 | 0.053 | 3,100 | 80 800 | 0.065
SPHFL4-8 | 5,100| 130 650 | 0.032 | 3,900| 100 450 | 0.029 | 4,700 120 500 | 0.027 | 3,100 | 80 400 | 0.032
SPHF4-10 | 4,100| 130 | 1,300 | 0.079 | 3,100] 100 800 | 0.065 | 3,800] 120 900 | 0.059 | 2,500 | 80 680 | 0.068
SPHFL4-10| 4,100| 130 650 | 0.040 | 3,100| 100 800 | 0.065 | 3,800 120 450 | 0.030 | 2,500 | 80 340 | 0.034
SPHF4-12 | 3,400| 130 | 1,200 | 0.088 | 2,600] 100 750 |0.072 | 3,100 120 900 | 0.073 | 2,100 | 80 600 | 0.071
SPHFL4-12| 3,400 130 600 | 0.044 | 2,600| 100 370 | 0.036 | 3,100 120 450 | 0.036 | 2,100 | 80 300 | 0.036
SPHF4-16 | 2,500| 130 | 1,000 | 0.100 | 1,900] 100 650 | 0.086 | 2,300 120 800 | 0.087 | 1,500 | 80 500 | 0.083
SPHF4-20 | 2,000] 130 900 | 0.113 | 1,500| 100 550 | 0.092 | 1,900 120 700 | 0.092 | 1,200 | 80 450 | 0.094

SENLE  ae=02D ap=1.5D XTi-6AlL-4VIEHFIVDIBE EREG FELU20%IZE. £47% EIFTHTULTIRE W,
Referenced dimensions If Ti-6AI-4V is pure titanium, please increase the feed rate by a degree of 20% higher than the conditions referred to above.
wgﬁu%ﬁu u 2'—17_'7'4 F% (SUS304 -\%) Austenitic stainless steel (SUS304 etc.) L] 7)1:7_-‘/13‘4 I‘% (SUS440C %) Martensitic stainless steel (SUS440C etc.)
Miline Use oase 2P HF4-12 SUS304 : 3500rpm 1300mm/min ap18mm ae 2.5mm  SPHF4-8 SUS440C : 4000rpm 1000mm/min ap7.5mm ae Tmm
9 SPHF4-8 SUS316 : 4000rpm 1100mm/min ap10mm ae 2mm AFIVRIIA—A—31EHRUT. 28 LDFEFdR

SUS3047J[|I-C‘\ 30H§ﬁaﬁl§,{ii§ﬁi§§ﬁﬂﬂl${§“@u Over twice the tool life compared with 3 other major corporations.

SUS304 milling with a case study of over 30 hours of continuous milling.

L ﬁH:':Eift?E (SU5630 %) Precipitation hardening stainless steel (SUS630 etc.) uTi-6Al-4V

SPHF4-12 SUS630 : 3000rpm 700mm/min ap18mm ae 1.2mm  SPHF4-10 Ti-6Al-4V : 2600rpm 700mm/min ap15mm ae 2mm
YIEIBEBE S ST A 330MDEFR THENRIF e, 1085 T SPHF4-6 Ti-6Al-4V : 4500rpm 800mm/min ap 5mm 0.5mm

Wear of cutting edge occured at a total cutting length of 330 m. Approximately 10 hours of milling. ﬂ_’ﬁ:g )—@Eﬁﬁwiﬁo {m*ilyl\\‘s)b®3{ngi@§ﬁ

Outstanding performance even with pure titanium.
3 times longer life span than end mills compared to other companies.

BHEBASS FeE-NIE 2SS YIRS [EIEINT)] SOu4%sEyE. BERETT RRCEVEREE EFTIBmALRE,

Super-Heat Resistant Alloy FE Base * Nickel Base and other Superalloy Cutting Conditions (Side Milling) - Spindle speed and feed rate for each are minimum conditions. Please increase the conditions based on the circumstances.

L= BM#SE (FeE Incoloy800 &) | BMESE (NiE Inconel718 &) | BMESE (NIF Hasteroy X %) {REEIREE (Inverts)
Material Super-heat resistant alloy (FE base Incoloy 800 etc.) | Super-heat resistant alloy (Nickel base Inconel 718 etc.) | Super-heat resistant alloy (Nickel base Hasteroy X etc.) Low thermal expansion alloy (Inver material)

BRI O#n%y | BhE XUEE| WEEE| OERE | BhE [XUEE|MENE| DEnEy | BhE  XURE|MHNE| DERsy | BE | XUEE| 19EE
Part Number  |SPindle Speed| Peripheral Speed | Feed Rate | Per Tooth [Spindle Speed| Peripheral Speed | Feed Rate | Per Tooth [Spindle Speed | Peripheral Speed | Feed Rate | Per Tooth |Spindle Speed| Peripheral Speed | Feed Rate | Per Tooth
(min-1) (m/min) (mm/min) (mm) (min-1) (m/min) (mm/min) (mm) (min-1) (m/min) (mm/min) (mm) (min-1) (m/min) (mm/min) (mm)

SPHF4-3 5,800 | 55 200 | 0.009 | 3,820 | 36 180 | 0.012 | 6,300 | 60 200 | 0.008 | 7,400 | 70 400 | 0.014
SPHF4-4 4,300 | 55 200 | 0.012 2,860 | 36 180 | 0.016 | 4,700 | 60 250 | 0.013 5500 70 400 | 0.018
SPHF4-5 3,500 | 55 220 | 0.016 [ 2,290 | 36 200 | 0.022 | 3,800 | 60 300 | 0.020 | 4,400 | 70 500 | 0.028
SPHF4-6 2,900 | 55 220 | 0.019 1910 36 200 | 0.026 | 3,100 | 60 300 |0.024 3,700, 70 500 | 0.034
SPHF4-7 2,700 | 55 220 | 0.028 [ 1,640 | 36 200 | 0.030 | 2,700 | 60 300 | 0.028 | 3,200 | 70 500 | 0.039
SPHF4-8 2,100 | 55 220 | 0.026 | 1,430 | 36 200 | 0.035 2,300 | 60 300 | 0.033 2700 70 500 | 0.046
SPHFL4-8 | 2,100 | 55 120 1 0.014 11,430 | 36 100 | 0.017 ] 2,300 | 60 150 | 0.016 | 2,700 | 70 250 | 0.023
SPHF4-10 | 1,700 | 55 210 | 0.031 [ 1,140 | 36 180 | 0.039 11,900 | 60 300 | 0.039 2,200 70 450 | 0.051
SPHFL4-10| 1,700 | 55 110 | 0.016 | 1,140 | 36 100 | 0.022 | 1,900 | 60 150 | 0.020 | 2,200 | 70 230 | 0.026
SPHF4-12 | 1,400 | 55 190 | 0.034 950 | 36 150 | 0.039 | 1,500 | 60 300 | 0.050 | 1,800 70 450 | 0.063
SPHFL4-12| 1,400 | 55 100 | 0.018 950 | 36 100 | 0.026 | 1,500 | 60 150 | 0.025] 1,800 | 70 230 | 0.032
SPHF4-16 | 1,000 | 55 150 | 0.038 710 | 36 120 | 0.042 11,100 | 60 250 | 0.057 (1,300, 70 400 | 0.077
SPHF4-20 800 | 55 120 | 0.038 570 | 36 100 1 0.044 | 900 | 60 250 | 0.069 [ 1,100 | 70 350 | 0.080

BETLE BNRSS EARRSS  ae=0.1D ap=1.5D
Referenced dimensions

tﬂﬁ“;ﬁ“ n B#SE (FeE Incoloy800 ) Super-heat resistant alloy (FE base Incoloy 800 etc.) n BHE#ASE (Ni& Inconel718 &) Super-heat resistant alloy (Nickel base Inconel 718 efc.)

Miline Use Case T HIF4-8 A286 : 2100rpm 210mm/min ap10mm ae Tmm SPHF4-4T Waspaloy : 3000rpm 250mm/min ae0.5mm &7
¢ it X —H—D3EDHFR SPHF4-10 Inconel718 : 1170rpm 220mm/min ap18mm ae2mm
8 times longer life span than other manufactures. SPHFR4-6-1.0R Inconel713C 1500rpm 200mm/min ap5Smm ae1mm

it X —F—D 2B L DM

Conditions of over 2 times more than other manufactures.

L Eﬁﬁﬁ&ﬁﬁ (NIE Hasteroy X %) Super-heat resistant alloy (Nickel base Hasteroy X etc.)

SPHF4-16 HasteloyX . 1390rpm 250mm/min ae1.5mm #X D lﬁ%&ﬁ%ﬁﬁﬁ(lnverw) Low thermal expansion alloy (Inver material)
SPHF4-3T Hasteloy c22 6000rpm 600mm/min ap0.5mm ae0.5mm SPHF4-8 Spear Inver : 3000rpm 300mm/min ap10mm ae 2mm
TEEEIVRIILEI.5BDHER it TR IV D 2B E DM
1.5 times longer life span than a designated end mill. Conditions of over 2 times more than other companies end mill.
fit & Notes
O KT VRI)VIF BN ITRHEE T VRSV T FeEIUNMT PO RII T CREDEFDZFHBLET b
0 55N DIHS . YIHIZRH(E L5SED60~80% TTHEALKIZELY, %
0iXVRE(. ap ae DAREFIIAEVIEEIFO60~80% TR,
® MCHIT I & BBTA0BHBL DB R — R CREHHLLTBIFT, =]

® This end mill is a specialized end mill for side milling. It also displays outstanding life span for trochoidal milling and spot facing.
® In the case of dry method, please apply with 60-80% of the conditions mentioned above.

® For the the feed rate, please apply at 60-80% if ap ae D are larger than the conditions.

® The conditions are based on the equivalent of BT40 machine rigidity by means of MC processing.



FRALCON ENDMILL
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Used for machining difficult-to-cut material

I7)2 I BEFEFEV—RFEREI VRSN 48H (RUNAE40°/42°)
J - Falcon Gold Endmil Carbide Unqual Lead, Unequal Flute Spacing End Mill 4 Flutes (40°/42° helix angle) (mm)
> - ~> i~ P/N D1 L1 L2 L F
1 }LI‘I/I‘QJL d i)
B R IR |BER/AENR| 2R iz X#g | Orignal Price
— o Part Number Mill Dia. | Flute Length Efoeecckne'eaTeer:S{(m Overall Length| Shank Dia. | No. of Flute (ven)
NE-EIMLTYES) NEW SPGF4-2 2 6 — 50 6 4 3,000
Side - Slot milling end mill NEW SPGF4-2.5 25 | 75 — 50 6 4 3,000
R, G, FYVEE. BMEASE. SPGF4-3 3 9 - 50 4 4 2.700
HHIRT VU REICRILLERATE B SRCie, 4 12 - 2l 4 4 200
TCENMEERET 2T URS )Ly, NEW SPGRA3T 3 2 — 50 6 4 3.100
An end mill that displays excellent performance for NEW SPGF4-4T 4 12 — 50 6 4 3.100
slotting, and can be applied on a broad scope of SPGF4-5 5 15 — 50 6 4 3,100
materials including Carbon Steel, Alloy Steel, SPGF4-6 6 18 = 50 6 4 3,100
Titanium Alloy, Super-Heat Resistant Alloy, Dfficult-to —
-Machine Stainless Steel and etc. NEW _ SPGF4-7 / 21 60 8 4 5.100
SPGF4-8 8 24 = 60 8 4 5,100
40°~ NEW SPGFL4-8 8 24 ®7.9/40 75 8 4 7,200
m SF wc NEW SPGF4-9 9 27 $8.9/40 75 10 4 8,400
-7 RUns SPGF4-10 10 30 — 75 10 4 7,600
NEW SPGFL4-10 10 30 $9.9/50 100 10 4 10,600
SPGF4-12 12 36 — 75 12 4 9,900
NEW SPGFL4-12 12 40 [¢11.9/60| 100 12 4 14,000
SPGF4-16 16 45 — 100 16 4 23,500
SPGF4-20 20 50 = 100 20 4 32,500
; L X
| ] § BERSU—RREHESY7R TURSIL 40 (RLNE40742)°
dIl | K ij Carbide Unqual Lead, Unequal Flute Spacing Radius End Mill 4 Flutes (40°/42° helix angle) (mm)
2 P/N D1 L1 L d F o
TE i (F9)
ﬂ§ 7‘]?% Eﬁ %E §ﬂlf§ 7‘]%& Original Price (yen)
Part Number Mill Dia. Flute Length Overall Length Shank Dia. No. of Flute
m Features SPGFR4-3-0.2R 3 8 50 4 4 2,800
SPGFR4-3-0.5R 3 8 50 4 4 2,800
1. |E_||”ibﬁ‘;l'§"%"[:§§<%‘%ﬁ SPGFR4-4-0.2R 4 10 50 4 4 2,800
. . i SPGFR4-4-0.5R 4 10 50 4 4 2,800
2. BEERRM T CRERYIEIN Tl AR SPGFR4-4-1R 4 10 50 4 4 2,800
I . Wil — SPGFR4-5-0.2R 5 13 50 6 4 3,300
3. ;!;EE”*ZO)I\UI({:DEU(L?@L‘ SPGFR4-5-0.5R 5 13 50 6 4 3,300
4. %EMZ—@%E/%DDI SPGFR4-5-1R 5 13 50 6 4 3,300
SPGFR4-6-0.2R 6 15 50 6 4 3,300
1. Extremely strong rigidity and high life span. SPGFR4-6-0.5R 6 15 50 6 4 3,300
2. Capable of high-speed cutting under harsh SPGFR4-6-1R 6 15 50 6 4 3,300
. gf”d‘“‘?“z- i diffulto.cut materia NEW SPGFR4-8-0.4R 8 20 60 8 4 5,500
. Strong in dry milling difficult-to-cut materials.
4. High-speed slotting for difficult-to-cut materials. gggiiig?;ﬁ 2 ;g 28 : j 2288
SPGFR4-10-0.5R 10 25 75 10 4 8,100
SPGFR4-10-1R 10 25 75 10 4 8,100
SPGFR4-10-1.5R 10 25 75 10 4 8,100
SPGFR4-10-2R 10 25 75 10 4 8,100
SPGFR4-12-0.5R 12 32 75 12 4 10,600
SPGFR4-12-1R 12 32 75 12 4 10,600
@J@,‘ﬁgﬂ SPGFR4-12-1.5R 12 32 75 12 4 10,600
Introductory SPGFR4-12-2R 12 32 75 12 4 10,600
Video SPGFR4-12-3R 12 32 75 12 4 10,600
I ?&ﬁ']’fzf% Work Material
R =] BEANEH —- N o~
Carbon steel /ﬁ)y steel Hardened steel ﬁ% ZT/IJlﬁlﬁ Fy /l:lﬁ ﬁlﬁﬁ%&m%
Cast iron Stainless steel Titanium Super heat
=HRc40 =HRc45 =HRc50 resistant alloy
© © O O © © ©




(S NISSEN

I RFRM-S M- TEM DRI (AENT] sosscxues. ek,

Carbon Steel + Alloy Steel « Tool Steel Milling Parameters (Side Milling) Spindle speed and feed rate for each part are standard conditions.

HE B3R (S45C SUM %) &£48(SNCM420 SCMA15 %) TE§§(SKD11 SKD61)

Material Carbon steel (S45C SUM etc.) Alloy steel (SNCM420 SCM415 etc.) Tool Steel (SKD11 SKD61 etc.)

RIE O#a%y | BhE XUEE| TS| D%y | BE  |XUERE|EINE| DRy | BE | XUEE | TEEE

Part Number |Spindle Speed| Peripheral Speed | Feed Rate | Per Tooth  (Spindle Speed| Peripheral Speed | Feed Rate | Per Tooth |Spindle Speed| Peripheral Speed | Feed Rate | Per Tooth
(min-1) (m/min) (mm/min) (mm) (min-1) (m/min) (mm/min) (mm) (min-1) (m/min) (mm/min) (mm)
SPGF4-2 (19,900 125 700 | 0.009 | 12,700 80 500 | 0.010 [11,900| 75 350 | 0.007
SPGF4-2.5 [15,900| 125 700 | 0.011 ]10,100 80 500 | 0.012 | 9,500| 75 350 | 0.009
SPGF4-3 [15,900| 150 800 | 0.013 [10,600| 100 600 | 0.014 | 7,900| 75 400 | 0.013
SPGF4-4 (11,900 150 900 | 0.019 | 7,900 100 700 | 0.022 | 5,900| 75 400 | 0.017
SPGF4-5 9,500| 150 | 1,000 | 0.026 | 6,300| 100 800 | 0.032 | 4,700| 75 500 | 0.027
SPGF4-6 7,900 150 | 1,200 | 0.038 | 5,300] 100 900 | 0.042 | 3,900| 75 600 | 0.038
SPGF4-7 6,800 150 | 1,200 | 0.044 | 4,500, 100 | 1,000 | 0.056 | 3,500| 75 700 | 0.050
SPGF4-8 5,900/ 150 | 1,200 | 0.051 | 3,900| 100 | 1,000 | 0.064 | 2,900 75 700 | 0.060
SPGFL4-8 | 5,900 150 600 | 0.025 | 3,900| 100 500 | 0.032 | 2,900| 75 350 | 0.030
SPGF4-9 5,300 150 | 1,400 | 0.066 | 3,500, 100 | 1,000 | 0.071 | 2,600 75 600 | 0.058
SPGF4-10 | 4,700| 150 | 1,400 | 0.074 | 3,100, 100 | 1,000 | 0.081 | 2,300| 75 600 | 0.065
SPGFL4-10| 4,700 150 700 | 0.037 | 3,100| 100 500 | 0.040 | 2,300 75 300 | 0.033
SPGF4-12 | 3,900| 150 | 1,300 | 0.083 | 2,600 100 900 | 0.087 | 1,900| 75 500 | 0.066
SPGFL4-12| 3,900 150 650 | 0.042 | 2,600| 100 450 | 0.043 | 1,900| 75 250 | 0.033
SPGF4-16 | 2,900, 150 | 1,200 | 0.103 | 1,900| 100 800 | 0.105 | 1,400| 75 400 | 0.071
SPGF4-20 | 2,300| 150 | 1,000 | 0.109 | 1,500] 100 700 | 0.117 | 1,100] 75 350 | 0.080
BENE  ae=0.2D ap=1.5D

Referenced dimensions

I RFVULAH-TiaE tIHIREG [AIENTI] soEsesuE BE84Ty,

Stainless Steel - Titanium Alloy Milling Parameters (Side Milling) ~Spindle speed and feed rate for each part are standard conditions.

ME F—RFFARFR(GUS304 %) [ ILFUHARR(SUS440C ) (LR (SUS630 %) THEALAY
Material Austenitic stainless steel (SUS304 etc.) Martensitic stainless steel (SUS440C etc.) Precipitation hardening stainless steel (SUS630 etc.)
RIE O | BE | EUEE|PHRE| DEH | BE |EUEE|HEE| O | BE | KUEE| N8| O | BE  EUEE|195E
Part Number Spindl_e Speed| Peripheral _Speed Feed R_ate Per Tooth Spmdl_e Speed| Peripheral _Speed Feed R_ate Per Tooth Spindl_e Speed | Peripheral _Speed Feed R_ate Per Tooth Spmdl_e Speed| Peripheral _Speed Feed R_ate Per Tooth
(min-1) (m/min) (mm/min) (mm) (min-1) (m/min) (mm/min) (mm) (min-1) (m/min) (mm/min) (mm) (min-1) (m/min) (mm/min) (mm)
SPGF4-2 [17,500] 110 550 | 0.008 [15,900| 100 350 | 0.006 [17,500| 110 450 | 0.006 [12,700| 80 450 | 0.009
SPGF4-2.5 |14,000] 110 550 | 0.010 [12,700| 100 350 | 0.007 {14,000 110 450 | 0.008 [10,100| 80 450 | 0.011
SPGF4-3 [13,800| 130 600 | 0.011 [10,600| 100 400 | 0.009 [11,600| 110 500 | 0.011 | 8,400| 80 500 | 0.015
SPGF4-4 [10,300| 130 600 | 0.015 | 7,900| 100 400 | 0.013 | 8,700| 110 500 | 0.014 | 6,300| 80 500 | 0.020
SPGF4-5 8,200| 130 700 | 0.021 | 6,300| 100 500 | 0.020 | 7,000| 110 600 | 0.021 | 5,000] 80 600 | 0.030
SPGF4-6 6,900 130 800 | 0.029 | 5,300| 100 600 | 0.028 | 5,800 110 700 | 0.030 | 4,200 80 600 | 0.036
SPGF4-7 5900 130 | 1,000 | 0.042 | 4,600| 100 700 | 0.038 | 5,000| 110 800 | 0.040 | 3,700| 80 650 | 0.044
SPGF4-8 5,100 130 | 1,000 | 0.049 | 3,900| 100 700 | 0.045 | 4,300 110 800 | 0.047 | 3,100| 80 650 | 0.052
SPGFL4-8 | 5,100| 130 500 | 0.025 | 3,900| 100 350 | 0.022 | 4300 110 400 | 0.023 | 3,100| 80 330 | 0.027
SPGF4-9 4,600, 130 | 1,000 | 0.054 | 3,500, 100 700 | 0.050 | 3,500 110 | 1,000 | 0.071 | 2,600, 80 600 | 0.058
SPGF4-10 | 4,100| 130 | 1,000 | 0.061 | 3,100| 100 700 | 0.056 | 3,500 110 800 | 0.057 | 2,500| 80 600 | 0.060
SPGFL4-10| 4,100 130 500 | 0.030 | 3,100| 100 350 | 0.028 | 3,500 110 400 | 0.029 | 2,500 80 300 | 0.030
SPGF4-12 | 3,400| 130 800 | 0.059 | 2,600| 100 600 | 0.058 | 2,900 110 700 | 0.060 | 2,100| 80 550 | 0.065
SPGFL4-12| 3,400 130 400 | 0.029 | 2,600| 100 300 | 0.029 | 2,900| 110 350 | 0.030 | 2,100 80 280 | 0.033
SPGF4-16 | 2,500 130 700 | 0.070 | 1,900| 100 500 | 0.066 | 2,100 110 600 | 0.071 | 1,500| 80 450 | 0.075
SPGF4-20 | 2,000] 130 700 | 0.088 | 1,500| 100 500 | 0.083 | 1,700 110 600 | 0.088 | 1,200] 80 400 | 0.083
BELE  ae=02D ap=1.5D XTi-6AlL-4VIEHUF IV DIBE EURE L5&U20%IZE. £ 7% L IFTHTULTIRE W,
Referenced dimensions If Ti-6AI-4V is pure titanium, please increase the feed rate by a degree of 20% higher than the conditions referred to above.
I IE=L] B F—2FF A FFR(SUS304 ) Austenitic stainless steel (SUS304 etc.) BT )LF VYA RR(SUS440C £5) Martensitic stainless steel (SUS440C etc.)

Milling Use Case

fid & Notes

SPGF4-8 SUS304 : 5000rpm 1000mm/min ap12mm ae 2mm
SPGF4-12 SUS316 : 3500rpm 800mm/min ap15mm ae 4mm

L] *ﬁl‘i’lﬁﬂﬁ% (SUS630 %) Precipitation hardening stainless steel (SUS630 etc.)
SPGF4-12 SUS630 : 3000rpm 700mm/min ap18mm ae 1.2mm
YIHIEEBES ST OB RITEN TU T RIF T,

Wear of cutting edge occured at a total of approximately 10 hours of milling.

SPGF4-8 SUS440C : 4000rpm 800mm/min ap8mm ae 1Tmm

AFIVRIIVA—A—31EHRUT. 28U LDF6R

Over twice the tool life compared with 3 other major corporations.

n Ti-6Al-4V

SPGF4-10 Ti-6Al-4V : 2600rpm 700mm/min ap10mm ae 2mm
SPGF4-6 Ti-6Al-4V : 4500rpm 800mm/min ap 5mm 0.5mm

® 1B DXV ERERBIEIFHETFIKEE V. BREEVER T IHWDEVEZER—RICLTLRE L,

O AT VRIIF HE. B EE5ICHMRIRTEDIYRIIVTT  FebOIA ML THREDOERZRIELE T .
0 F X DIBE . VIHISRHE LEED60~80% TTHERALKIEE LY,
©X)RE(L. ap ae DARAFKIVAEVIHEIF60~80% TTERALIEE L,
o MCHITICKZBTA0BAEZL DM ZEN—RICRHEHELLTBIE T,
® Please abide by the feed amount per tooth if possible. Please base the peripheral speed and feed rate on the feed amount per tooth.
® This end mill is an end mill that can be used for either side milling or slotting. It also displays outstanding tool life for trochoidal milling.
® In the case of dry method, please apply with 60-80% of the conditions mentioned above.
® For the the feed rate, please apply at 60-80% if ap ae D are larger than the conditions.
® The conditions are based on the equivalent of BT40 machine rigidity by means of MC processing.
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FRALCON ENDMILL

ﬁ ﬁu*a- j] I] I m Used for machining difficult-to-cut material

I &Sl TR UIHISRE (BIIT] sesgexus BexuTy,

Carbon Steel + Alloy Steel + Tool Steel Milling Parameters (Slotting) ~Spindle speed and feed rate for each part are standard conditions.
=1 [REREH (S45C SUM %) &l (SNCM420 SCM415 &) TE4H(SKD11 SKD61)

Material Carbon steel (S45C SUM etc.) Alloy steel (SNCM420 SCM415 etc.) Tool Steel (SKD11 SKD61 etc.)

RIS O#R%y | BhE |XUEE | WEEE| OEEy | BE  |XUEE|TEINE| DRy | BE | XUEE | (TEEE
Part Number  |Spindle Speed| Peripheral Speed | Feed Rate | Per Tooth  (Spindle Speed| Peripheral Speed | Feed Rate | Per Tooth |Spindle Speed| Peripheral Speed | Feed Rate | Per Tooth
(min-1) (m/min) (mm/min) (mm) (min-1) (m/min) (mm/min) (mm) (min-1) (m/min) (mm/min) (mm)

SPGF4-2 14,300] 90 450 | 0.008 | 9,500 | 60 350 | 0.009 | 7,100 | 45 250 | 0.009
SPGF4-2.5 11,400 90 450 | 0.010 | 7,600 | 60 350 | 0.012 5700 | 45 250 | 0.011
SPGF4-3 |10,600| 100 500 | 0.012 7,400, 70 400 | 0.014 | 5300 | 50 300 | 0.014
SPGF4-4 7,900] 100 600 | 0.019 [ 5,500 | 70 500 |0.023 3,900 | 50 300 | 0.019
SPGF4-5 6,300 100 650 | 0.026 | 4,400 | 70 600 | 0.034 | 3,100 | 50 350 | 0.028
SPGF4-6 5,300] 100 650 | 0.031 (3,700 | 70 700 |0.047 | 2,600 | 50 400 | 0.038
SPGF4-7 4,600 100 700 | 0.038 | 3,200 | 70 700 | 0.055 | 2,300 | 50 500 | 0.054
SPGF4-8 3,900] 100 700 |0.045 2,700 | 70 700 | 0.065 | 1,900 | 50 500 | 0.066
SPGFL4-8 | 3,900 100 350 | 0.022 {2,700 70 350 | 0.032 1,900 | 50 250 | 0.033
SPGF4-9 3,500 100 650 | 0.046 | 2,500 | 70 650 | 0.065 | 1,750 | 50 500 | 0.071
SPGF4-10 | 3,100 100 650 | 0.052 | 2,200 | 70 650 | 0.074 | 1,500 | 50 450 | 0.075
SPGFL4-10| 3,100| 100 330 | 0.027 | 2,200 | 70 330 | 0.038 | 1,500 | 50 230 | 0.038
SPGF4-12 | 2,600 100 650 | 0.063 | 1,800 | 70 600 | 0.083 | 1,300 | 50 400 | 0.077
SPGFL4-12| 2,600 100 330 | 0.032 1,800, 70 300 |0.042 {1,300 | 50 200 | 0.038
SPGF4-16 | 1,900 100 550 | 0.072 | 1,300 | 70 450 | 0.087 900 | 50 300 | 0.083
SPGF4-20 | 1,500] 100 450 | 0.075 | 1,100 | 70 400 | 0.091 700 | 50 250 | 0.089

BENE  ae=0.2D ap=1.5D

Referenced dimensions

I AT VLA TiGE VIHIRE (BIIT] somgexue 2254y,

Stainless Steel * Titanium Alloy Milling Parameters (Slotting) Spindle speed and feed rate for each part are standard conditions.

& F—2FFARE(GUS304 %) | TILFUTARE(SUS440C Z) AL (SUS630 2) TiH-6ALAY
Material Austenitic stainless steel (SUS304 etc.) Martensitic stainless steel (SUS440C etc.) Precipitation hardening stainless steel (SUS630 etc.)

RIE O#Ey | BEE XUEE | EEE| O | R |XURE|MENE| DERE | R XURE| MENE| DR | BE | XUEE| 19EE
Part Number Spindle Speed | Peripheral Speed | Feed Rate | Per Tooth |Spindle Speed| Peripheral Speed | Feed Rate | Per Tooth |Spindle Speed | Peripheral Speed | Feed Rate | Per Tooth |Spindle Speed| Peripheral Speed | Feed Rate | Per Tooth
(min-1) (m/min) (mm/min) (mm) (min-1) (m/min) (mm/min) (mm) (min-1) (m/min) (mm/min) (mm) (min-1) (m/min) (mm/min) (mm)

SPGF4-2 17,500 110 250 | 0.004 [14,300| 90 200 | 0.003 |15,900| 100 180 | 0.003 | 8,700 | 55 350 | 0.010
SPGF4-2.5 [14,000] 110 250 |1 0.004 |11,400] 90 200 | 0.004 [12,700| 100 180 | 0.004 | 7,000 | 55 350 | 0.013
SPGF4-3 13,800 130 250 | 0.005 [10,600| 100 200 | 0.005 [11,600| 110 220 | 0.005 | 6,300 | 60 400 | 0.016
SPGF4-4 110,300 130 300 | 0.007 | 7,900| 100 250 | 0.008 | 8,700 110 270 |0.008 | 4,700 | 60 450 | 0.024
SPGF4-5 8,200] 130 400 | 0.012 | 6,300| 100 300 | 0.012| 7,000 110 350 | 0.013 3,800 | 60 500 | 0.033
SPGF4-6 6,900] 130 500 | 0.018 | 5,300 100 350 | 0.017 | 5800 110 400 | 0.017 | 3,100 | 60 400 | 0.032
SPGF4-7 5,900 130 600 | 0.025 | 4,600 100 400 | 0.022 | 5,000 110 500 | 0.025 [ 2,700 | 60 400 | 0.037
SPGF4-8 5,100] 130 600 | 0.029 | 3,900] 100 400 | 0.026 | 4,300 110 500 |0.029 2,300, 60 400 | 0.043
SPGFL4-8 | 5,100 130 300 | 0.015 | 3,900 100 200 | 0.013 | 4,300 110 250 | 0.015 ] 2,300 | 60 200 | 0.022
SPGF4-9 4,600| 130 550 | 0.030 | 3,500 100 350 | 0.025 | 3,900 110 400 | 0.026 | 2,100 | 60 350 | 0.042
SPGF4-10 | 4,100] 130 500 | 0.030 | 3,100| 100 350 | 0.028 | 3,500 110 400 | 0.029 | 1,900 | 60 350 | 0.046
SPGFL4-10| 4,100] 130 250 | 0.015 | 3,100] 100 180 | 0.015 | 3,500 110 200 | 0.014 11,900 | 60 180 | 0.024
SPGF4-12 | 3,400 130 450 | 0.033 | 2,600 100 300 | 0.029 | 2,900 110 370 | 0.032 | 1,500 | 60 300 | 0.050
SPGFL4-12| 3,400| 130 230 ] 0.017 | 2,600| 100 150 | 0.014 | 2,900| 110 190 | 0.016 | 1,500 | 60 150 | 0.025
SPGF4-16 | 2,500 130 350 | 0.035 | 1,900| 100 250 | 0.033 | 2,100| 110 300 | 0.036 | 1,100 | 60 250 | 0.057
SPGF4-20 | 2,000 130 300 | 0.038 | 1,500| 100 200 | 0.033 | 1,700] 110 250 | 0.037 900 | 60 200 | 0.056

SETE  ap=1.0D (AFEEZLTIHEE. apEEEOLETELTITHEALEEL, f : E5E130m/min=70m/mindig&, ap=0.5D)
Referenced dimensions 3% TI-6Al-4VI3HfiF 9 > DIFE GXVIRES LEEK ) 20%12E . 42 EIFTINTUL T RS,

If Ti-BAI-4V is pure titanium, please increase the feed rate by a degree of 20% higher than the conditions referred to above.

wﬁ“%ﬁ“ u 2'_17_'7-4 l‘% (SU5304 %) Austenitic stainless steel (SUS304 etc.) L} 7“/;"/&‘{ I\% (SUS440C %) Martensitic stainless steel (SUS440C etc.)
Miling Use Gase SPGF4-3T SUS304 : 6000rpm 180mm/min ap=1mm SPGF4-8 SUS440C : 4000rpm 300mm/min ap=5mm
9 SPGF4-8 SUS316 : 5000rpm 500mm/min ap=8mm
] *F[H:'lﬁﬂﬂ% (SUS630 ng) Precipitation hardening stainless steel (SUS630 etc.) n Ti-6Al-4V
SPGF4-12 SUS630 : 3000rpm 400mm/min ap=10mm SPHF4-6 Ti-6Al-4V : 3000rpm 400mm/min ap=1.5mm
SPHF4-8 #fiF5>/2%& : 2500rpm 600mm/min ap=8mm
T Y VI TRESE
Many outstanding results machining pure titanium
it & Notes
® 1 YHT W DE BIFHRBEFHBTFILKIES WV BREXVEF T HH DRV BER—R[CUTLIEE L,
OARTVRIIVIE SEE EESICHRLTEDIYRIIVTY X chOIA RII T THREDOF T ZFHIELE T, aFTI
0 X DIFE . PIHISRAHE LELD60~80% TTERALIZE L,
XiRE(F. ap ae DARMAFFIIAKEVBEGIF60~80% TIERALIZE L, D

©® MCHITIC K BBTA0BAEHDHMMAIEZ R — R CERHFBLLTHBIET,

® Please abide by the feed amount per tooth if possible. Please base the peripheral speed and feed rate on the feed amount per tooth.
® This end mill is an end mill that can be used for either side milling or slotting. It also displays outstanding tool life for trochoidal milling.
® In the case of dry method, please apply with 60-80% of the conditions mentioned above.

® For the the feed rate, please apply at 60-80% if ap ae D are larger than the conditions.

® The conditions are based on the equivalent of BT40 machine rigidity by means of MC processing.
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[ BERAFESEIVRIL AMH(RUNAST)

~>
77} l/j ' Falcon Short Endmil Carbide Unequal Flute Spacing End Mill 4 Flutes (51° helix angle) (mm)
~> ~ >~ P/N D1 L1 L d F
Ya—hI2FIN , : 2w
ﬂﬁ 7‘]{% 3‘J§ @E §E]1§ 3‘]%& Original Price (yen)
N - o — Part Number Mill Dia. Flute Length Overall Length Shank Dia. No. of Flute
SMECGEINII VRV
NEW SPHFS4-1-4 1 1 45 4 4 2,850
Side « Slot milling end mill
9 NEW SPHFS4-1.5-4 1.5 1.5 45 4 4 2,850
—_—~ h — [—1 - m: M
AT YU WRHAFFSICBIVCAEE NEW spHFsa-2-4 2 2 45 4 4 2,850
“b - =) ’ L\b ~ ~ \‘: <}
EVICKLERVEIRERTYEIIVTT . NEw prpsan 5.4 25 25 45 4 4 2,850
An end mill that is capable of high feed rate,
extremely controlled chatter, and excellent with SPHFS4-3-6 3 3 45 6 4 3,100
stainless heat-resistant steel. SPHFS4-3.5-6 25 3.5 45 6 4 3.100
SPHFS4-4-6 4 4 45 6 4 3,100
SPHFS4-5-6 5 5 45 6 4 3,790
SPHFS4-6-6 6 6 45 6 4 3,750
SPHFS4-7-6 7 7 35 6 4 5,740
SPHFS4-8-6 8 8 35% 6 4 5,740
SPHFS4-8-7 8 8 45 7 4 7,410
SPHFS4-8-8 8 8 45 8 4 6,360
SPHFS4-10-7 10 10 45 7 4 11,790
SPHFS4-10-10 10 10 45 10 4 8,520
SPHFS4-12-10 12 12 45 10 4 13,170
NEW SPHFS4-12-12 12 12 75 12 4 11,800
SPHFS4-14-10 14 14 45 10 4 16,380
[ L - % SPHFS4-7-6-SPHFS4-8-6 D2 RIF35mERBR>THIET .
L1 *The overall length of the SPHFS4-7-6 + SPHFS4-8-6 is 35mm.
af | RN 1o
m Features I 1%HEI44 E Work Material
_ _ 5388 BEANE — N N
1. BEMENTEL IR DB cimia | emeiel | O | READ | TREDE | TS
= = resistant allo;
Bncuna =T¢ =TrC ’
© © © ©) © ©

2. TEAMRENIERICHEL

1. High lubricity and excellent chip evacuation
properties.
2. Extremely high heat-resistant efficiency.



FRALCON ENDMILL

ST

Used for machining difficult-to-cut material

I DAvh +—i8 iRill- S TEM ISR (BINT] sesuozys BeReTy.

D-Cut Keyway Carbon Steel + Alloy Steel « Tool Steel Milling Parameters (Slotting) ~ Spindle speed and feed rate for each part are standard conditions.
(%=1 [REREH (S45C SUM %) &l (SNCM420 SCM415 ) TE48H(SKD11 SKD61)

Material Carbon steel (S45C SUM etc.) Alloy steel (SNCM420 SCM415 etc.) Tool Steel (SKD11 SKD61 etc.)
RUFE O#a%y | BhE |XVUEE| VS| OEREy | BE  |XUEE|ENE| DRy | BE | XUEE | (TEEE

Spindle Speed| Peripheral Speed | Feed Rate | Per Tooth |Spindle Speed| Peripheral Speed | Feed Rate | Per Tooth |Spindle Speed | Peripheral Speed | Feed Rate | Per Tooth
Part Number N h ° - h < N h °
(min-1) (m/min) (mm/min) (mm) (min-1) (m/min) (mm/min) (mm) (min-1) (m/min) (mm/min) (mm)

SPHFS4-1-4 | 6,000 | 19 150 | 0.006 | 6,000 | 19 150 | 0.006 | 6,000 19 100 | 0.004
SPHFS4-1.5-4 | 6,000 | 29 180 | 0.008 | 6,000 | 29 180 | 0.008 | 6,000 | 29 120 | 0.005
SPHFS4-2-4 | 6,000 | 38 220 | 0.009 | 6,000 | 38 220 | 0.009 | 6,000 | 38 150 | 0.006
SPHFS4-2.5-4 | 6,000 | 48 250 | 0.010 | 6,000 | 48 250 | 0.010 | 6,000 | 48 170 | 0.007
SPHFS4-36 | 6,000 | 57 300 | 0.013 | 6,000 | 57 300 | 0.013 | 6,000 | 57 200 | 0.008
SPHFS4-3.5-6 | 5,500 | 60 300 | 0.014 | 5,500 | 60 300 | 0.014 | 5500 | 60 200 | 0.009
SPHFS4-4-6 | 4,700 | 60 300 | 0.016 | 4,700 | 60 300 | 0.016 | 4,000 | 50 200 | 0.013
SPHFS4-56 | 4,400 | 70 350 | 0.020 | 4,400 | 70 350 | 0.020 | 3,100 | 50 250 | 0.020
SPHFS4-6-6 | 4,200 | 80 350 | 0.021 | 4,200 | 80 350 | 0.021 | 2,600 | 50 250 | 0.024
SPHFS4-7-6 | 3,000 | 77 450 | 0.038 | 3,000 | 77 450 | 0.038 | 1,900 | 50 300 | 0.039
SPHFS4-8-6 | 3,500 | 90 450 | 0.032 | 2,800 | 90 450 | 0.040 | 1,900 | 60 300 | 0.039
SPHFS4-8-7 | 3,500 | 90 450 | 0.032 | 2,800 | 90 450 | 0.040 | 1,500 | 60 300 | 0.050
SPHFS4-8-8 | 3,500 | 90 450 | 0.032 | 2,800 | 90 450 | 0.040 | 1,500 | 60 300 | 0.050
SPHFS4-10-7 | 2,800 | 90 450 | 0.040 | 2,800 | 90 450 | 0.040 | 1,500 | 60 300 | 0.050
SPHFS4-10-10| 2,800 | 90 450 | 0.040 | 2,800 | 90 450 | 0.040 | 1,500 | 60 300 | 0.050
SPHFS4-12-10| 2,300 | 90 450 | 0.049 | 2,300 | 90 400 | 0.043 | 1,500 | 60 250 | 0.042
SPHFS4-12-12| 2,300 | 90 450 | 0.049 | 2,300 | 90 400 | 0.043 | 1,500 | 60 250 | 0.042
SPHFS4-14-10{ 1,500 | 66 350 | 0.058 | 1,500 | 66 350 | 0.058 | 1,100 | 50 200 | 0.045

BEE  0.5DFTDAVE ae=~0.5D ap=~1.0D  0.5DMEDAVSKLVEINT  ap=0.5D

Referenced dimensions D Cutup to 0.5D ae=~0.5D ap=~ 1.0D D Cut and Slotting over 0.5D  ap=0.5D

I DAYk +—i& AT VUR-TieE HISREGEBIIT] Somgesyis BEReTd.

D-Cut Keyway Stainless Steel + Titanium Alloy Milling Parameters (slotting) ~ Spindle speed and feed rate for each part are standard conditions.

W& F—2FFARFR(GUS304 %) | ILFVTARR(SUSA40C %) AL TR (SUS630 %) Ti6ALAY
Material Austenitic stainless steel (SUS304 etc.) Martensitic stainless steel (SUS440C etc.) Precipitation hardening stainless steel (SUS630 etc.)

RIE O#a%y | BhE |XUEE | TEEE| OEEy | BhE [XUERE|MENE| OEnEy | BhE  |XURE|MHNE| OERsy | BE | XUEE| 19EE
Part Number |Spindle Speed| Peripheral Speed | Feed Rate | Per Tooth  |Spindle Speed| Peripheral Speed | Feed Rate | Per Tooth |Spindle Speed| Peripheral Speed | Feed Rate | Per Tooth |Spindle Speed| Peripheral Speed | Feed Rate | Per Tooth
(min-1) (m/min) (mm/min) (mm) (min-1) (m/min) (mm/min) (mm) (min-1) (m/min) (mm/min) (mm) (min-1) (m/min) (mm/min) (mm)

SPHFS4-1-4 | 6,000 | 19 200 | 0.008 | 6,000 19 150 | 0.006 | 6,000 19 200 | 0.008 | 6,000 19 120 | 0.005
SPHFS4-1.5-4 | 6,000 | 29 220 | 0.009 | 6,000 | 29 180 | 0.008 | 6,000 | 29 220 | 0.009 | 6,000 | 29 150 | 0.006
SPHFS4-2-4 | 6,000 | 38 250 | 0.010 | 6,000 | 38 200 | 0.008 | 6,000 | 38 250 | 0.010 | 6,000 | 38 180 | 0.008
SPHFS4-2.5-4 | 6,000 | 48 280 | 0.012| 6,000 | 48 220 | 0.009 | 6,000 | 48 280 | 0.012| 5,000 | 40 200 | 0.010
SPHFS4-3-6 | 6,000 | 57 300 | 0.013 | 6,000 | 57 250 | 0.010 | 6,000 | 57 300 | 0.013 | 4,200 | 40 200 | 0.012
SPHFS4-3.56 | 5,500 | 60 300 | 0.014 | 5,500 | 60 250 | 0.011 | 5,500 | 60 300 | 0.014 | 3,600 | 40 200 | 0.014
SPHFS4-4-6 | 4,700 | 60 300 | 0.016 | 4,700 | 60 250 | 0.013 | 4,700 | 60 300 | 0.016 | 3,100 | 40 200 | 0.016
SPHFS4-56 | 4,400 | 70 350 | 0.020 | 4,100 | 65 300 | 0.018 | 4,400 | 70 350 | 0.020 | 3,100 | 50 250 | 0.020
SPHFS4-6-6 | 3,700 | 70 350 | 0.024 | 3,400 | 65 300 | 0.022 | 3,700 | 70 350 | 0.024 | 2,600 | 50 250 | 0.024
SPHFS4-76 | 3,100 | 70 450 | 0.036 | 3,100 | 70 400 | 0.032 | 3,100 | 80 450 | 0.036 | 2,300 | 60 300 | 0.033
SPHFS4-8-6 | 3,100 | 80 450 | 0.036 | 2,200 | 70 400 | 0.045 | 2,500 | 80 450 | 0.045 | 1,900 | 60 300 | 0.039
SPHFS4-8-7 | 3,100 | 80 450 | 0.036 | 2,200 | 70 400 | 0.045 | 2,500 | 80 450 | 0.045| 1,900 | 60 300 | 0.039
SPHFS4-8-8 | 3,100 | 80 450 | 0.036 | 2,200 | 70 400 | 0.045 | 2,500 | 80 450 | 0.045 | 1,900 | 60 300 | 0.039
SPHFS4-10-7 | 2,500 | 80 450 | 0.045| 2,200 | 70 400 | 0.045 | 2,500 | 80 450 | 0.045 | 1,900 | 60 300 | 0.039
SPHFS4-10-10{ 2,500 | 80 450 | 0.045 | 2,200 | 70 400 | 0.045 | 2,500 | 80 450 | 0.045 | 1,900 | 60 300 | 0.039
SPHFS4-12-10{ 2,100 | 80 400 | 0.048 | 1,800 | 70 350 | 0.049 | 2,100 | 80 400 | 0.048 | 1,500 | 60 250 | 0.042
SPHFS4-12-12| 2,100 | 80 400 | 0.048 | 1,800 | 70 350 | 0.049 | 2,100 | 80 400 | 0.048 | 1,500 | 60 250 | 0.042
SPHFS4-14-10{ 1,500 | 66 350 | 0.058 | 1,200 | 57 250 | 0.052 | 1,500 | 66 350 | 0.058 | 1,100 | 50 200 | 0.045

SEE  0.5DFTDAYL ae=~0.5D ap=~1.0D  0.5SDMEDAVRSKUEMNL  ap=0.5D
Referenced dimensions 3% Ti-6Al-4V([30.5DF TDAvh ae=~0.5D ap=~0.5D  0.5DLAEDAYASKIUEMNT ap=0.25D

D Cutupto 0.5D ae=~0.5D ap=~1.0D D Cut and Slotting over 0.5D  ap=0.5D
xFor Ti-6Al-4V D-Cut up to 0.5D ae=~ 0.5D ap=~ 0.5D D-Cut or Slotting more than 0.5D  ap=0.25D

fid Z Notes
OARTVRIVF HE. B EBSICHWMTEDIVRIILET, j
ap
a

S DIBA. YIMIRMA I EERD60~80% TR, ol
O %R (S, ap ae DI LD AE VMBS IF60~80% TIERLZE L, P
0 1 HBHDIRN T TE B —9 —7 VEIDEBIEEER— R [CREHLLTBUET. ae D

® This end mill is an end mill that can be used for either side milling or slotting.

® In the case of dry method, please apply with 60-80% of the conditions mentioned above.

® For the the feed rate, please apply at 60-80% if ap ae D are larger than the conditions.

® The conditions are based on a Petermann Automatic Lathe that can process material equivalent to ¢12.
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FRALCON ENDMILL

ISR i

b=

Alluminum Alloy and Resin Application

BEVUYRREU—-RIVRIIL 3KMI(HRUNAE397/41°)

70127 Facon siver Enamil

Solid Carbide Unequal Lead End Mill 3 Flutes (39°/41° helix angle) (mm)
~> | ~> N P/N D1 L1 L d F
VJLI \_I/I‘le/ - - i)
gg§ 7‘]{% EE %E §ﬂ]{§ 7‘]%& Original Price (yen)
N - Le— Part Number Mill Dia. Flute Length Overall Length Shank Dia. No. of Flute
SE-EINLIIVRIIL
AEM3-3 3 9 50 6 3 2,430
Side « Slot milling end mill
AEM3-4 4 12 50 6 3 2,430
- L O, ARYIEE | — >
zﬁgoﬂ{j(jtﬁuUED‘X&%E{EILBU%?Q AEM3-6 6 18 50 6 3 3,180
Get a very clean surface finish with our original flute.
AEM3-8 8 24 60 8 3 4,450
y) AEM3-10 10 30 75 10 3 6,630
hb?l‘lﬁ AEM3-12 12 32 75 12 3 8,880
?ﬁi’éﬂﬂg Work Material
X L
( L1 ZIL= i 727U PEEK## IRFIHSR
\ Aluminum Copper Acrylic PEEK Epoxy Glass
af | RN o
©) © © ©) ©

1. DLCO—F« VT (CIL# 3 BF&FmE
EEE
2. YIUEBDHEMENETHRN

1. Surface roughness and life span equal to that of
DLC coating.
2. Very good chip evacuation.

7IW=EE YIS [ENT]
BLETREFH T TONITT DT, T—I PEHOBIIC S I TRA%
TFBUBNBIHENTENET,

Alluminum Alloy Milling Parameters (Slotting)
Spindle speed and feed rate for each are minimum conditions. Excellent results can be obtained even
with 1.5 to 2 times more spindle and speed.

7IW=EE YIHISRE (IET]
HLETEBRMG T TOINITI DT, T—IPHEMODREIEICK I T*MEZ
TIFUENHRBENTINET,
Alluminum Alloy Milling Parameters (Side Milling)

Spindle speed and feed rate for each are minimum conditions. Excellent results can be obtained even
with 1.5 to 2 times more spindle and speed.

L7)=1 7IL=E% (A5052 %) L)=1 7I)L=E%&(A5052 &)

Material Alluminum Alloy (A5052 etc.) Material Alluminum Alloy (A5052 etc.)

AE IE THOE | BE | ZUEE AE IE THEE | BE | ZUEE
lling Limensions indle revolutions | Peripher. lling Dimensions indle revolutions | Peripher.

Part Number ae 9 ap Spindl olutions | Pel ;;rr;?/rilis)peed Ts]erg/gi:)e Part Number D 9 ap Spindl olutions | Pel Trl:/r?:ir?)p%d Trenerg/r?wiar:?
AEM3-3 0.6 4.5 10,000 95 2,600 AEM3-3 3 3 10,000 95 700
AEM3-4 0.8 6 9,950 125 3,200 AEM3-4 4 4 9,950 125 850
AEM3-6 1.2 9 9,000 170 3,600 AEM3-6 6 6 9,000 170 950
AEM3-8 1.6 12 8,500 215 4,200 AEM3-8 8 8 8,500 215 1,120
AEM3-10 2 15 8,300 260 5,050 AEM3-10 10 10 8,300 260 1,400
AEM3-12 2.4 18 8,000 300 6,500 AEM3-12 12 12 8,000 300 1,800

5 =E
OARTVRIIVIE HE B EES5ICHRLTEDIVRIILTT, ]
0 F X DIHE . VIS LEED60~80% TTHERALIEE LY, % aT
®XRE(F. ap ae DAFEH LUAZVESF60~80% TT AL, P
@,% D

® This end mill is an end mill that can be used for either side milling or slotting.
® In the case of dry method, please apply with 60-80% of the conditions mentioned above.
® For the the feed rate, please apply at 60-80% if ap ae D are larger than the conditions.
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77)1/:' > Falcon Rainbow Endmill
~> = ~» i
LA h—IT 2RI
BINTIVRIIL
Slot Milling End Mill
WBEORFF THUENAEBREICEIFT,

Get a very clean surface finish with our original flute.

3 ek
1510 Jung

AEDM3
AEDML3
‘ L ‘
‘ L1
af | SN ERY

1. DLCO—F VT CXIUEIIEBD
PEEMAENEBITIBL. NEH @D
ﬁia-éo

1. Surface roughness and life span equal to that of
DLC coating.

7IV=EE YIHISEH [ET]

BEVUYRTEFEY—RIY

(SNISSEN

SV 3MAI(RUNAE39/417)

Solid Carbide Unequal Lead End Mill 3 Flutes (39°/41° helix angle) (mm)
P/N D1 L1 L d F
BIF AE Pt 2R iR ¥ onﬁﬁrg)yem

Part Number Mill Dia. Flute Length Overall Length Shank Dia. No. of Flute
AEDM3-3 3 9 50 6 3 3,100
AEDM3-4 4 12 50 6 3 3,100
AEDM3-5 5 15 50 6 3 3,400
AEDM3-6 6 18 50 6 3 3,400
AEDM3-8 8 24 60 8 3 5,100
AEDM3-10 10 30 75 10 3 7,400
AEDM3-12 12 34 75 12 3 9,900
AEDML3-3 3 9 75 6 3 3,500
AEDML3-4 4 12 75 6 3 3,500
AEDML3-5 5 15 75 6 3 3,800
AEDML3-6 6 18 75 6 3 3,800
AEDNL3-8 8 24 85 8 3 6,200
AEDML3-10 10 30 100 10 3 8,300
AEDML3-12 12 35 100 12 3 11,800

?ﬁﬁ']*a‘ E Work Material

ZIL= s 727U)b PEEK#4 IRFVASR

Aluminum Copper Acrylic PEEK Epoxy Glass
©) ©) ©) ©) ©)

SLETEEARKM T TONITI DT, T—TREBOBIEICK  ITREZ T IF2UEN G BBENTTNET,

Alluminum Alloy Milling Parameters (Slotting) These are just for machining under ideal conditions, so depending on the rigidity of the machine and work material, it may be necessary to lower the cutting conditions.

=1 7 L= (A5052 &) =1 7 IL=5% (A5052 )
Material Alluminum Alloy (A5052 etc.) Material Alluminum Alloy (A5052 etc.)
wE STz IHEE | B | RUEE AE IIE IHEE | AR | XUEE
Part Number D ap Spindle revolutions Pe”?rr‘:/rrer]\lir?)p%d T?}\?ﬁ/raiar:;e Part Number D 9 ap Spindle revolutions Penp(t::/rre::igfeed Trener:\j/:iar:?
AEDM3-3 3 1.5 20,000 190 2,500 AEDML3-3 3 1.5 20,000 190 1,250
AEDM3-4 4 2 15,000 190 2,500 AEDML3-4 4 2 15,000 190 1,250
AEDM3-5 5 2.5 12,000 190 2,500 AEDML3-5 5 2.5 12,000 190 1,250
AEDM3-6 6 3 10,000 190 2,500 AEDML3-6 6 3 10,000 190 1,250
AEDM3-8 8 4 8,400 210 2,000 AEDML3-8 8 4 8,400 210 1,000
AEDM3-10 10 5 6,700 210 2,000 AEDML3-10 10 5 6,700 210 1,000
AEDM3-12 12 3 5,600 210 2,000 AEDML3-12 12 3 5,600 210 1,000
{id Z Notes
O AT VRI)LFENITHLATIVRIL T,
O X DIHE. VIHISRME LEED60~80% TTERALIEE LY, ¥
© %1 EEIF. ap DIREKUAZ LB EIF60~80% TTEAL S, ap|
® This end mill is a specialized end mill for slotting. D

® In the case of dry method, please apply with 60-80% of the conditions mentioned above.

® For the the feed rate, please apply at 60-80% if ap D are larger than the conditions.
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FRALCON ENDMILL

CFRPH

Carbon Fiber Reinforced Plastics

NEW

IJ7IWAVTAVYEYRZYIFIL—T—

~
77)1/:' / Falcon Diamond Router (nm)
o — ~ R P/N D1 L1 L d =il ()
Y FIL—45— 1% P HE 25 WE | oo e on
4 ) :E / L Part Number Mill I;;. Flute Length Overall Length Shank?;ia. cranatPrice e
N SPDCN-2 2 12 60 6 14,700
—u < == —_—] s
—v7 (B NHEL—F SPDCN-3 3 15 60 6 14,700
SPDCN-4 4 16 60 6 14,700
CVD DIAMOND COATING SPDCN-6 6 20 60 6 14,700
SPDCN-8 8 25 75 8 19,000
SPDCN-10 10 30 75 10 23,600
SPDCN-12 12 36 100 12 28,200
?ﬁi‘é']*a‘%‘ Work Material
FRERMHE BEEmE TS3zv7 ITS5IT7A~
dI’l ' © © © ©
I |
CFRPHIISR{4
Cutting Die. | Tolerance
(o1) (mm) & CFRP
6=D1=12 0.02/-0.08 Material Carbon Fiber Reinforced Plastics
=== : : Sz CIEREL XUE
#%Shank Dia. Tolerance : h6 (mm) (R.P.M) (mm/min)
6 9500~11000 850~950
m 8 7500~8500 800~900
Features
10 6000~7000 700~750
1. ZUIFIVFARD Zv T (GB) [CKW T D KU 12 5000~6000 600~650
FHRPEH EYIHBEROERZRIR. KWL
BISRAFICTEFATIRE CEEMD L.
2. AT &ML EFITITHARE 1 A TREHIITZ .
- ~ » -~ AN — —
P/N D1 L1 L d -
E & Tk R WE | oDy
== == riginal Price (yen,
CVD DlAMOND COATlNG Part Number Mill Dia. Flute Length Overall Length Shank Dia. i e
SPDCR-3 3 9 60 6 11,200
SPDCR-4 4 12 60 6 11,200
SPDCR-6 6 18 60 6 11,200
SPDCR-8 8 24 75 8 14,400
SPDCR-10 10 30 75 10 20,500
‘ L SPDCR-12 12 36 100 12 34,100
L1
L
T ' 1REIFE work Material
o] | TR o
PRERHHE BEME €5=vo 75774k
Cutting Die. | Tolerance
(D1g) (mm) © © @ @
6=D1=12 -0.02/-0.08
_ CFRPADIS&{4
#Shank Dia. Tolerance : h6
%=1 CFRP
Material Carbon Fiber Reinforced Plastics
2 [EIk 2 xUE
(mm) (R.P.M) (mm/min)
3 10000~13000 1100~1200
4 10000~13000 1100~1200
6 9500~11000 1100~1200
8 7500~8500 900~1000
10 6000~7000 850~950
12 5000~6000 800~900

13



(SNISSIN

77}1/:' > Falcon Diamond Router 77)1/:'/94"‘7:E/|‘§519bn}b—9— (mm)

. ~ 5o P/N D1 L1 L d F T
— — §2§ 3‘]?2 3‘J§ @E ﬂﬁi 7‘]%& riginal Pri n;
g 4 ) :E / I\}L g Part Number Mill II;-;. Flute Length Overall Length Shank:tDia. No. of Flute cranatrice e
. N SPDCE4-6 6 18 60 6 4 10,330
M hwR — — C »
B/ Uy RIL—5— §ain SPDCE4-8 8 24 75 8 4 14,230
SPDCE4-10 10 30 75 10 4 15,730
CVD DIAMOND COATING SPDCE4-12 12 36 100 12 4 21,320
1 50 ?ﬁﬁuﬁg Work Material
huha RERAAE mEHY 53wy 25Tk
@) @) @) O
— - (R,
‘ L ‘ e CFRP
‘ ‘ L1 ‘ R Material Carbon Fiber Reinforced Plastics
! R CIEGEL EUE
d]:‘ ...._‘—_\\ ;:@1 (mrr::)= (R.P.M) (mm/mf)
S Y 6 9500~11000 850~950
8 7500~8500 800~900
Cutting Die. Tolerance 10 6000~7000 700~750
o (mm) 12 5000~6000 600~650
D1=6 +0/-0.03
6<D1=12 | +0/-0.035
#Shank Dia. Tolerance : hé
~ - j ~ > ~ " \\I Cip) v .
77 )V 1> facon biamond oril T7ILAVITAVEVRRUI (2gEEsuF ) ()
o P/N D1 L2 L1 L d
7 ~> N R -
9 ’f Ve Y I l/ E TE e TE 25 aE
Part Number Mill Dia. Effective Length Flute Length Overall Length Shank Dia.
BEYUwRRU L SPDCD-3 3 23 28 66 6
SPDCD-4 4 29 36 74 6
SPDCD-5 5 35 44 82 6
CVD DIAMOND COATING SPDCD6 6 35 22 82 6
SPDCD-8 8 43 53 91 8
30° SPDCD-10 10 49 61 103 10
RUhE SPDCD-11 11 56 71 118 12
SPDCD-12 12 56 71 118 12
- ?ﬁﬁ']ﬁ%‘ Work Material
‘ L R B.EME tTS=vo IS5T7A
‘ b ® ® © o
I "
af | [ oS o CFRPADT A4
& CFRP
Cuttin Die. Tolerance Material Carbon Fiber Reinforced Plastics
(mg) (mm) PaxES EiR [Tk 75 EUE
- (mm) (m/min) (R.P.M) (mm/min)
Di=6 +0/-0.025 3 100~150 | 10000~16000 | 0.03~0.07
6<D1=12 | +0/-0.03 4 100~150 8000~12000 0.03~0.07
#Shank Dia. Tolerance : h6 5 100~150 6400~9500 0.03~0.07
6 100~150 5200~8000 0.03~0.07
8 100~150 4000~6000 0.03~0.07
10 100~150 3200~5000 0.03~0.07
1 100~150 2800~4500 0.03~0.07
12 100~150 2500~4000 0.03~0.07




FALCON ENDMILL

HEIMZBH>ERL HOEBLKNITEDRIICHARELTHIE T,
201 9FE KW EHIMFHERID T VRSV, T7ILAV I VRSV —RZUU—R,
NTHEEOEVWI—IDITICFHEUE T VRSV ZEEL THUER T,
Developed for machining difficult-to-cut materials with increased speed and rigidity.

As of 2019, we have released the Falcon Endmill Series: end mills specialized for machining difficult-to-cut material.

We produce end mills that are specialized for proccessing highly difficult to process work.

M#ESEA

For Application on Heat Resistant Alloys

ZRI4 0 LA

For Application on Machining Difficult-to-Cut Material

ZIV=Zo L% -HHiEH

For Application on Alluminum Alloy and Resin

[SlEdiez:

For Application High-Hardness Material

N etc.

Used for General Purpose

01

A

Durablility
ARDIRBRICKN) FELTEICE > IclBIEDEEZLCHIE T,

We select carbide that suit various kinds of tools based on skilled experience.

02

TEIXB

Tool Cost

RFICEDTENEICKY, BERKICEEIND K IANERRLLE U,

We have actualized low costs that customers are pleased with through many years of process improvement.

03

EIRS

Cutting Force

RFYIBOHHZRIR, SZMFEFEC &Y VHIEROERICRIILE Uz,

We have realized good chip evacuation and have succeeded at reducing cutting force through technological development.

i‘ﬁﬁﬁtﬂ'ﬁﬂlﬁ ﬂﬁ',ﬂﬁ% Carbide Cutting Tools Manufacturer + Sales

En=an H

T590-0985 KERFHFAMIRXASH] 4-32-2
TEL : 072-221-8081 FAX:072-221-8085
https://nansaku-nissin.com/

4-32-2 Ebisujimacho Sakai Ward Sakai City, Osaka Prefecture 5900985 Japan



