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Part Number Mill Dia. Flute Length | Overall Length |  Shank Dia. el He'(ay"e;f'ce
ANEER-LEFTVRSIL SPAF7-6 6 20 60 6 7 | 15600
Thin-Wall High-Speed Roughing and Finishing Endmill SPAF7-8 8 28 75 8 7 19,200
ATVVRAEGR-FIVER MAEER SPAF9-10 10 35 80 10 9 28,000
EHHMN S RERMIREDREIME T, SPAF11-12 12 42 20 12 11 37,200
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From difficult-to-machine materials such as stainless
alloys, titanium alloys, and heat-resistant alloys to | jaa:j—a:)‘yZIyF‘E}b
free-cutting materials such as carbon steels, it is an Platinum Radius Endmill (mm)
endmill designed to achieve long tool life in ==
ultra-high-feed roughing and finishing with shallow L = el - L d 3 Eﬁ;{%y
depths of cut under 0.1D. B a5 TR HE 2E HhiR L Suggested
Part Number Corner Mill Dia. | Flute Length | Overall Length| Shank Dia. | '\ of Re‘(ﬂ;'es)fice
4 oo SPAFR7-6-0.2R 0.2R 6 20 60 6 7 17,600
RUNhE SPAFR7-6-0.4R 0.4R 6 20 60 6 7 17,600
. _ R SPAFR7-6-0.8R 0.8R 6 20 60 6 7 17,600
IIFT AT AYTEE? SPAFR7-8-0.2R 0.2R 8 28 75 8 7 21,300
R RITIR DM Z LR, ' ' ’
HV5000IC 8 BT EHERDPVDEY, T51C SPAFR7-8-0.4R 0-4R 8 | 28 | 75 8 7 | 21300
ARUARLY, SPAFR7-8-0.8R 0.8R 8 28 75 8 7 21,300
What s Platinum Coating? SPAFR9-10-0.2R 0.2R 10 35 80 10 9 | 30000
Employs state-of-the-art technology.
Achieves hardness approaching Hv5000 and offers SPAFR9-10-0.4R 0.4R 10 35 80 10 9 30,000
better lubricity th ti | PVD
Sontings, | ony fhan conventions SPAFRO-10-0.8R 08k | 10 | 35 | 8 | 10 9 | 30,000
SPAFR11-12-0.2R 0.2R 12 42 90 12 11 39,500
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2026F8HH5T SPAFR11-12-0.4R 0.4R 12 42 90 12 11 39,500
SPAFR11-12-0.8R 0.8R 12 42 90 12 11 39,500
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1.Outstanding performance in ultra-high-feed
machining of difficult-to-cut materials.

2.Well-suited for thin-wall machining, especially
when the workpiece has low rigidity.

3.ldeally suited for mass-production machining that
requires thin cuts and extended tool life.

4. Employs a state-of-the-art coating.
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Carbon Steel - Alloy Steel -« Tool Steel Milling Parameters (Side Milling)

Used

HEHIMITHA

for Machining Difficult-to-cut Material

L7)=1 RER1Hl (S45C SUM %) &8l (SNCM420 SCM415 ) TE#H(SKD11 SKD61)
Material Carbon steel (S45C SUM etc.) Alloy steel (SNCM420 SCM415 etc.) Tool Steel (SKD11 SKD61 etc.)
HE Bk E®E EORE | 1REY Bk E®E EURE | 1REY [CERE 3PS EUREE | 1REY
Mill Dia. Spindle Speed | Peripheral Speed Feed Rate fz Spindle Speed | Peripheral Speed Feed Rate fz Spindle Speed | Peripheral Speed Feed Rate fz
(mm) (min-1) (m/min) (mm/min) (mm) (min-1) (m/min) (mm/min) (mm) (min-1) (m/min) (mm/min) (mm)
SPAF7-6 7,900 150 1,500 0.027 5,300 100 1,300 0.035 3,900 75 900 0.033
SPAF7-8 5,900 150 1,500 0.036 3,900 100 1,300 0.048 2,900 75 900 0.044
SPAF9-10 4,700 150 1,200 0.028 3,100 100 1,100 0.039 2,300 75 800 0.039
SPAF11-12| 3,900 150 1,100 0.026 2,600 100 1,000 0.035 1,900 75 700 0.033
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Stainless Steel + Titanium Alloy Milling Parameters (Side Milling)
e A—2FFARR(SUS304 Z) [ 7V5/NROUSHC 2) EREEES (nverk) AFHEB{ER (SUS630 %) Ti-6AL4V
Material Austenitic stainless steel (SUS304 etc.) Martensitic stainless steel (SUS440C etc.) AAA Precipitation hardening stainless steel (SUS630 etc.)
HE Cigngy | BE |XUERE| 1XXY | O | BE |EUEE| 10X | iR | BE EUEE| 10X | BEY | AR |EUEE| 1EYD
Mill Dia. Spindle Speed | Peripheral Speed | Feed Rate fz Spindle Speed | Peripheral Speed | Feed Rate fz Spindle Speed | Peripheral Speed | Feed Rate fz Spindle Speed | Peripheral Speed | Feed Rate fz
(mm) (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)
SPAF7-6 | 6,900 | 130 | 1,700 | 0.035 | 5,300 | 100 | 1,300 | 0.035 | 5,800 | 110 | 1,400 | 0.034 | 4,700 | 90 1,200 | 0.036
SPAF7-8 5,100 | 130 | 1,700 | 0.048 | 3,900 | 100 | 1,300 | 0.048 | 4,300 | 110 | 1,400 | 0.047 | 3,500 90 1,200 | 0.049
SPAF9-10 | 4,100 | 130 | 1,400 | 0.038 | 3,100 | 100 | 1,100 | 0.039 | 3,500 | 110 | 1,200 | 0.038 | 2,800 90 1,000 | 0.040
SPAF11-12| 3,400 | 130 | 1,300 | 0.035 | 2,600 | 100 | 1,000 | 0.035 | 2,900 | 110 | 1,100 | 0.034 | 2,300 | 90 900 | 0.036
ae=0.1D ap=2D ae=0.1D ap=2D ae=0.1D ap=2D
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Referenced dimensions . . - . For pure titanium, please double the feed rate while
When machining SUS316, reduce the cutting When machining SUS329J4L, increase both the y 8
speed by 10% from the values above. The feed cutting speed and feed rate by approximately 10% |<€€Ping the spindle speed the same as the
rate can remain unchanged. from the values above. conditions above.
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Milling Use Case

FERB  (EHCBREVEDEEEEH TEZCRATEEE LS. BIEABULE T BT30 BTAODEH THRENSHITINET,)
Undisclosed (This information will be disclosed upon inquiry and to those who are in consideration of our tools.) We also posses multiple track records with BT30 BT40 spindles.
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Nickel Alloy + Cobalt Alloy Milling Parameters (Side Milling)

%= Ni&& (Fe& Incoloy800 %) Ni&s& (NiZ Inconel718 &) Ni&& (NiZ Hastelloy X &) Co&as(CoE Stellite &)
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 Hastelloy X etc.) Cobalt Alloy (Cobalt-Based Stellite Alloys)
HE Clgngy | BhE |EUERE| 10XV | OEs | BE |EUEE| 10X | DR | BE XUERE| 10X | O | BE | EUERE| 1HED
Mill Dia. Spindle Speed | Peripheral Speed | Feed Rate fz Spindle Speed | Peripheral Speed | Feed Rate fz Spindle Speed | Peripheral Speed | Feed Rate fz Spindle Speed| Peripheral Speed | Feed Rate fz
(mm) (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)
SPAF7-6 2,900 55 400 | 0.020 | 1,900 37 300 | 0.023 | 3,700 70 900 | 0.035 | 1,300 25 180 | 0.020
SPAF7-8 2,100 55 330 | 0.022 | 1,400 37 300 | 0.031 | 2,700 70 900 | 0.048 900 25 180 | 0.029
SPAF9-10 | 1,700 55 310 | 0.020 | 1,100 37 270 | 0.027 | 2,200 70 800 | 0.040 700 25 150 | 0.024
SPAF11-12| 1,400 55 300 | 0.019 900 37 270 | 0.027 | 1,800 70 700 | 0.035 600 25 130 | 0.020
Re%:rzﬁzﬁns ae=0.1D ap=2D ae=0.1D ap=2D ae=0.05D ap=1D
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® This endmill is designed specifically to extend tool life when machining with thin stock removal at high feed rates.

® Not suitable for full-slot milling. However, it can be used for groove finishing when the radial depth of cut is 0.05D or less on one side.
® For groove finishing, please use a stock allowance of 0.05D or less on one side and apply the machining conditions listed above.

@ For dry machining, please apply with 60%-80% of the conditions listed above.

® The cutting condition table for this endmill is based on machining with a BT40 in an MC.
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The conditions for each spindle speed and feed rate are based on actual data from our clients track records. They are not data bias. Please increase the conditions according to the circumstances.

KREREZFDEREETRTOEB TR T DD TIETEUVEE Ao Itis not guaranteed that all machines will meet the conditions shown on the milling parameters chart.




