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NISSIN FALCON® Ball Endmill
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Side « Slot Milling Endmill
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Overwhelming Rigidity
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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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Used for Machining Difficult-to-cut Material

Carbide Ball Endmill 3 - 4 Flutes (30°helix angle) (mm)
P/N R L1 L2 L d F ALINTE
N 4% (F)
R A2 | AR |BRENE| 28 | W@ | I | S
Part Number Ball Dia. | Flute Length | Neck diameter/ | Overall Length| Shank Dia. | No.of Flute | Retail Price
Effective Length (yen)
SPBF3-0.5R 0.5R 1 — 50 6 3 5,100
SPBF3-1R 1R 2 = 50 6 3 5,100
SPBF3-1.5R 1.5R 3 — 50 6 3 5,100
SPBF3-2R 2R 4 = 50 6 3 5,100
SPBF3-2.5R 2.5R 5 — 60 6 3 5,900
SPBF4-3R 3R 6 — 60 6 4 5,900
SPBF4-4R 4R 8 — 60 8 4 8,600
SPBFL4-4R 4R 8 ®7.9/40 85 8 4 13,300
SPBF4-5R 5R 10 — 75 10 4 13,900
SPBFL4-5R 5R 10 ®9.9/50| 100 10 4 17,100
SPBF4-6R 6R 12 — 75 12 4 16,500
SPBFL4-6R 6R 12 ®11.9/60, 100 12 4 20,900
I ?‘E’LﬁUME Work Material
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Used for Machining Difficult-to-cut Material
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Carbon Steel + Alloy Steel * Tool Steel Milling Parameters

7= aEd# R&RE (HRC50 i ) SEBEEE (HRC50 ~ 60) HBEEEE (HRC60 ~ 65)

Material Alloy Steel, Carbon Steel (under 50 HRC) High hardness steel (50-60 HRC) Ultra high hardness steel (60-65 HRC)

wE RS | EE | XUEE | (0% | BEM | BE | XOEE | (%) | OER | EE | EUEE | 1020

Part Number Spindle Speed | Peripheral Speed Feed Rate fz Spindle Speed | Peripheral Speed Feed Rate fz Spindle Speed | Peripheral Speed Feed Rate fz
(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
BETE ap=0.1R Ew77+4—Rpf=0.5R ap=0.1R Ew77+,—Rpf=0.2R ap=0.03R KT Ts—Rpf=0.2R
Referenced dimgnsions {ERIAEa=30"KE tERAEEa=15"K& BRAEa=15"KE
Tilt angle a=less than 30° Tilt angle a=less than 15° Tilt angle a=less than 15°
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Apply with half of the cutting conditions when the tilt angle has exceeded the standard value.
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Stainless Steel + Titanium Alloy Milling Parameters

=} ATVUVAEE FIVER iBMiE&E (Inconel718 Waspaloy)

Material Stainless steel alloy Titanium alloy super-heat resistant alloy

nE M | EE | XORE | I02) | OER | R | ZURE | 10X | OR8 | BR | ZORE | 1R

Part Number Spindle Speed | Peripheral Speed Feed Rate fz Spindle Speed | Peripheral Speed Feed Rate fz Spindle Speed | Peripheral Speed Feed Rate fz
(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 ap=0.1R I:°‘y7347|\“pf=0.5R ap=0.1R I:°'y7_7»rjl<‘pf=0.5R ap=0.03R I:"‘yﬂ_j»ro—l\“pf:O.ZR
Referenced dimensions BERAEa=30"K/H BERAEa=30"FKE {ERIAEa=15"KE
Tilt angle a=less than 30° Tilt angle a=less than 30° Tilt angle a=less than 15°
i & Notes
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® 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 endmill is an endmill that can be used for either side milling or slotting. It also displays outstanding life span for 5-axis 3D machining.

@ |n the case of dry method, please apply with 60-80% of the conditions mentioned above

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

@ Please set the milling parameters at 60% for BT30 and 80% for BT40. (However, please set the feed rate per tooth lower than that mentioned above.)
® When the tilt angle is over a, please adjust the cutting conditions to 60% and apply.
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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 t« ircumstances.

2 9 HEURIFFOFERGEEITRTCOEN TIFEETRDDTIETIUVEE Ao Itis not guaranteed that all machines will meet the conditions shown on the milling parameters chart.




