NISSIN IFRALCON. ENDMILL

NISSIN FALCON® Gold Endmill

I BEFEFU—RFAESEI IR 480 (RUNE40°/42°)

NISSIN FALCONs Carbide Unqual Lead, Unequal Flute Spacing Endmill 4 Flutes (40°/42° helix angle) (mm)
> > - P/N D1 L1 L2 L d F -
dA—JIRI 2RI el
~~ U R IR |BR/EIR| 2R S XEg | Original Price
Part Number Mill Dia. | Flute Length é‘f?éc"neéa["éis{é Overall Length| Shank Dia. | No. of Flute (ven)
MWEEINLII VRV NEW __ SPGF4-1 1 35 — 50 4 4 4,300
- - - SPGF4-2 2 6 — 50 6 4 3,400
Side - Slot Milling Endmill SPGF4-2.5 25 | 75 = 50 6 4 3,400
Hossom A ~ A T A SPGF4-3 3 9 = 50 4 4 3,100
BRERE. | - &, 75 5%, BMRSE. SPGF4-4 4 12 — 50 4 7 3,100
HHIRT VU RAECBLLERTE GBI SPGF4-3T 3 9 — 50 6 4 3,600
TCRNCERERIEIT DI VNIV TT, E e 4 12 — 50 6 . 3,600
) : SPGF4-5 5) 15 — 50 6 4 3,600
An endmill that displays excellent performance for SPGF4-6 6 18 — 50 6 4 3600
slotting, and can be applied on a broad scope of NEW  SPGFS4-6 6 9 — 50 6 4 3,600
materials including Carbon Steel, Alloy Steel, SPGE4-7 7 21 — 60 7 4 5'900
Titanium Alloy, Super-Heat Resistant Alloy, Dfficult-to SPGF4-8 8 24 — 60 8 2 5'900
-Machine Stainless Steel and etc. NEW  SPGFS4-8 8 12 — 50 8 4 5.900
SPGFL4-8 8 24 $7.9/40 75 8 4 8,000
SPGFL4-9 9 27 $8.9/40 75 10 4 9,600
SPGF4-10 10 30 — 75 10 4 8.900
NEW  SPGFS4-10 10 15 — 75 10 4 8,900
SPGFL4-10 10 30 $9.9/50 100 10 4 11,800
SPGF4-12 12 36 — 75 12 4 10,900
NEW _ SPGFS4-12 12 18 — 75 12 4 10,900
SPGFL4-12 12 36 |¢11.9/60 100 12 4 15,400
SPGF4-16 16 45 = 100 16 4 27,000
SPGF4-20 20 50 — 100 20 4 36,900
| BEARZFU—-RRERESIYT7A IVRIIL 4HH (RUNE40°/42°)
‘ L ‘ Carbide Unqual Lead, Unequal Flute Spacing Radius Endmill 4 Flutes (40°/42° helix angle) (mm)
L1
‘ H P/N R D1 L1 L d B M)
df | LR Jor BE d—3—| IR | IR | 2R | WE | N | Ownabie
L2 Part Number Corner Mill Dia. Flute Length |Overall Length| Shank Dia. | No. of Flute (ven)
SPGFR4-3-0.2R 0.2R 3 8 50 4 4 3,200
NEW SPGFR4-3-0.4R 0.4R 3 8 50 4 4 3,200
SPGFR4-3-0.5R 0.5R 3 8 50 4 4 3,200
N \) NEW SPGFR4-3-0.8R 0.8R 3 8 50 4 4 3,200
[TahED E:FJO) SPGFR4-4-0.2R 0.2R 4 0 50 4 4 3,200
YouTubeFv+>2XRILT NEW SPGFR4-4-0.4R 0.4R z 0 50 4 4 3,200
BAESNELRE SPGFR4-4-0.5R 0.5R 4 0 50 4 4 3,200
raite < NEW SPGFR4-4-0.8R 0.8R z 0 50 4 4 3,200
Introduced on “Nantoka H SPGFR4-4-1R 1R 4 0 50 4 4 3,200
indusirye youlube charel SPGFR4-5:0.2R | 0.0 5 3 50 6 4 3,800
NEW SPGFR4-5-0.4R 0.4R 5 3 50 6 4 3,800
SPGFR4-5-0.5R 0.5R 5 B 50 6 4 3,800
NEW SPGFR4-5-0.8R 0.8R 5 3 50 6 4 3,800
SPGFR4-5-1R 1R 5 3 50 6 4 3,800
m Features SPGFR4-6-0.2R 0.2R 6 5 50 6 4 3,800
NEW SPGFR4-6-0.4R 0.4R 6 5 58 g 2 3,800
TR - = SPGFR4-6-0.5R 0.5R 6 5 5 3,800
1. BIMENIER TR S50 NEW SPGFR4-6-0.8R 0.8R 6 5 50 6 Z! 3,800
. e . =T SPGFR4-6-1R 1R 6 5 50 6 4 3,800
2. BESIRFM N TEEUIEIN T 88 SPGFRA4-8-0.4R 0.4R 8 20 60 8 Z 6.400
SPGFR4-8-0.5R 0.5R 8 20 28 g 2 6,400
P S P e \ NEW SPGFR4-8-0.8R 0.8R 8 20 6,400
3. #EIM D RS HIH]IC58L 2LORRABOL 0L 8 20 60 : : 0408
L 20 NEW SPGFR4-8-2R 2R 8 20 60 4 6,400
4. BRIV OSEEN L SPGFR4-10-0.5R 0.5R 0 25 75 10 4 9,500
NEW SPGFR4-10-0.8R 0.8R 0 25 75 10 4 9,500
1. Extremely strong rigidity and high life span SPGFR4-10-1R R 0 25 75 10 4 9,500
2. Capable of high-speed cutting under harsh SPGFR4-10-1.5R .5R 0 25 75 10 4 9,500
conditions SPGFR4-10-2R 2R 0 25 75 1g 21 9,500
3. St in drv milling difficult-to-cut material SPGFR4-12-0.5R 0.5R 2 32 75 1 .900
5 St n il oot e G ShGERE 1208 | 0ok 13 ——7e 1241130
- nign-sp g SPGFR4-12-1R R 2 32 75 2 Z 900
SPGFR4-12-1.5R 5R 2 32 75 2 4 ,900
SPGFR4-12-2R 2R 2 32 75 12 4 ,900
SPGFR4-12-3R 2R 2 32 75 2 4 ,900
NEW SPGFR4-16-1R 1R 6 40 00 6 4 28,100
NEW SPGFR4-16-2R 2R 6 40 00 6 4 28,100
NEW SPGFR4-16-3R 3R 6 40 00 16 4 28,100
NEW SPGFR4-20-1R 1R 20 50 00 20 4 38,100
7 NEW SPGFR4-20-2R 2R 20 50 100 20 4 38,100
NEW SPGFR4-20-3R 3R 20 50 100 20 4 38,100
EEHETT
Intr\c;%uctory I #REIME work Material
ideo
RS el AN —. N
Carbon steel AIEIon steel Hardened steel %% ZTJIJZﬁIﬂ Fv /ﬁﬁ ﬁmﬁﬂﬁﬁ
Cast iron Stainless steel Titanium Super heat
=HRc40 =HRc45 =HRc50 resistant alloy
© © O O © © O




I S-Sl TR tIHISG (RIET]

Carbon Steel - Alloy Steel - Tool Steel Milling Parameters (Side Milling)

HHIMITHA

Used for Machining Difficult-to-cut Material

e P& (S45C SUM %) &8 (SNCM420 SCM415 %) TEH(SKD11 SKD61)
Material Carbon steel (S45C SUM etc.) Alloy steel (SNCM420 SCM415 etc.) Tool Steel (SKD11 SKD61 etc.)
RIS O#ay | BhE XUEE| TS| D% | BE |XUEE|ENE| 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)
SPGF4-1 _ [31.800 00 600 | 0.005 |22,200 70 400 | 0.005 [19.100| 60 300 | 0.004
SPGF4-2 9,900 25 700 | 0.009 |12,700 80 500 | 0.010 [11,900| 75 350 | 0.007
SPGF4-2.5 [15,900 25 700 | 0.011 |10,100 80 500 | 0.012 | 9,500 75 350 | 0.009
SPGF4-3 5,900 50 800 | 0.013 110,600 100 600 | 0.014 | 7,900 75 400 | 0.013
SPGF4-4 1.900 50 900 | 0.019 | 7,900| 100 700 | 0.022 | 5900 75 400 | 0.017
SPGF4-5 9,500 50 .000 | 0.026 | 6.300 00 800 | 0.032 | 4,700| 75 500 | 0.027
SPGF4-6 7,900 150 200 | 0.038 | 5,300| 100 900 | 0.042 | 3,900 75 600 | 0.038
SPGF4-8 5,900 50 ,200 | 0.051 | 3,900 00 | 1,000 | 0.064 | 2,900 75 700 | 0.060
SPGFL4-8 | 5,900 50 600 | 0.025 | 3,900 00 500 | 0.032 | 2,900 75 350 | 0.030
SPGF4-10 | 4,700 50 | 1,400 | 0.074 | 3,100 00 | 1,000 | 0.081 | 2,300 75 600 | 0.065
SPGFL4-10| 4,700 50 700 | 0.037 | 3.100 00 500 | 0.040 | 2,300 75 300 | 0.033
SPGF4-12 | 3.900 50 | 1,300 | 0.083 | 2,600 00 900 | 0.087 | 1,900 75 500 | 0.066
SPGFL4-12| 3,900 50 650 | 0.042 | 2,600 00 450 | 0.043 900 75 250 | 0.033
SPGF4-16 | 2,900 50 | 1,200 | 0.103 .900 00 800 | 0.105 400 75 400 | 0.071
SPGF4-20 | 2,300 50 | 1,000 | 0.109 .500] 100 700 | 0.117 | 1,100 75 350 | 0.080
BENE  ae=0.2D ap=1.5D
Referenced dimensions
I A7 VURH-Tigs YIHISRG (RIEI]
Stainless Steel « Titanium Alloy Milling Parameters (Side Milling)
HHE F—RF7FARR(GUS304 %) | TILFUHARR(SUS440C %) HLEEER (SUS630 %) Ti-6ALAV
Material Austenitic stainless steel (SUS304 etc.) Martensitic stainless steel (SUS440C etc.) Precipitation hardening stainless steel (SUS630 etc.)
nE | OES | BE [RORE| W0l DEY | BR [SURE|Rnl| D6 | BE [RORE| 0| DR | BR [RURE| R
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)
SPGF4-1  |28,600 90 500 | 0.004 |[31,800| 100 300 | 0.002 |35,000| 110 400 | 0.003 [25,400| 80 400 | 0.004
SPGF4-2 7,500| 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 30 800 | 0.029 | 5,300| 100 600 | 0.028 | 5,800 110 700 | 0.030 | 4,200, 80 600 | 0.036
SPGF4-8 5,100 30 | 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 30 500 | 0.025 | 3,900 100 350 | 0.022 | 4,300 110 400 | 0.023 | 3,100, 80 330 | 0.027
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 30 800 | 0.059 | 2,600 00 600 | 0.058 | 2,900 110 700 | 0.060 | 2,100 80 550 | 0.065
SPGFL4-12| 3,400 30 400 | 0.029 | 2,600 00 300 | 0.029 | 2,900 110 350 | 0.030 | 2,100| 80 280 | 0.033
SPGF4-16 | 2,500 30 700 | 0.070 .900 00 500 | 0.066 | 2,100| 110 600 | 0.071 | 1,500 80 450 | 0.075
SPGF4-20 | 2,000 30 700 | 0.088 .500| 100 500 |0.083 | 1,700] 110 600 | 0.088 | 1,200| 80 400 | 0.083
BE5E " s L R AL C s,
ngenoed ;me:siuns 2e=0.2D ap_1 5D If T\-6A1I:-4V is pu?e (il;]ium, [:7I§ase mcEease the Ie;ciLrategby
a degree of 20% higher than the conditions referred to above.
ETIBIES {51 | SPGF4-8 SUS304:5,000rpm 1,000mm/min ap1 2mm e 2mm igigigﬁ%_?&%ggﬁggg@”;{Eéﬁl;gg%" %%ﬁééé;é?jﬁgt33%%%23%%@;%%? 2 1.2 epGes.q0 Ti-6AL4V : 2,600rpm 700mm/min ap10mm ae 2mm

Milling Use Case

SPGF4-12 SUS316 : 3,500rpm 800mm/min ap15mm ae 4mm

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

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

SPGF4-6 Ti-6Al-4V : 4,500rpm 800mm/min ap 5mm 0.5mm

I ERi- S TEM tIEISE (ET]

Carbon Steel - Alloy Steel - Tool Steel Milling Parameters (Slotting)

M 538 (545C SUM %) &% (SNCM420 SCM415 %) TE3(SKD11 SKD61)

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

RIE O#R%y | BhE XOEE | WEEE| OEE | BhE |XUERE|ENE| OEEy | BhE | 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)

SPGF4-1 _ [25,400 80 400 | 0.004 {15,900 50 300 | 0.005 [12,700| 40 200 | 0.004
SPGF4-2 4,300 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 0,600 100 500 | 0.012 | 7,400 70 400 | 0.014 | 5,300 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 00 650 | 0.026 | 4,400| 70 600 | 0.034 | 3,100| 50 350 | 0.028
SPGF4-6 5,300 00 650 | 0.031 | 3,700 70 700 | 0.047 | 2,600 50 400 | 0.038
SPGF4-8 3,900 00 700 | 0.045 | 2,700| 70 700 | 0.065 | 1,900 50 500 | 0.066
SPGFL4-8 | 3,900 00 350 | 0.022 | 2,700| 70 350 | 0.032 | 1,900| 50 250 | 0.033
SPGF4-10 | 3,100 00 650 | 0.052 | 2,200 70 650 | 0.074 .500] 50 450 | 0.075
SPGFL4-10| 3,100 00 330 | 0.027 | 2,200| 70 330 | 0.038 .500| 50 230 | 0.038
SPGF4-12 | 2,600 00 650 | 0.063 .800| 70 600 | 0.083 | 1,300| 50 400 | 0.077
SPGFL4-12| 2,600 00 330 | 0.032 8001 70 300 | 0.042 | 1,300 50 200 | 0.038
SPGF4-16 900 00 550 | 0.072 ,300] 70 450 | 0.087 900| 50 300 | 0.083
SPGF4-20 .500 00 450 | 0.075 .100] 70 400 | 0.091 700] 50 250 | 0.089
SEE  ap=1.5D

Referenced dimensions

SO EEV FEH OB EROFIET — I ZRBICUERH T . Fr/EA VT —I TR HIFE Ao IR

[CEWRGZ EIFTTERLEE LY,

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.

HEHRIFFOREETRTCOEM TIRIET DD TIETEUNEE Ao Itis not guaranteed that all machines will meet the conditions shown on the milling parameters chart.



NISSIN IFRALCON. ENDMILL

Used for Machining Difficult-to-cut Material

AFVUAM-TiIEE IHISE BT

Stainless Steel « Titanium Alloy Milling Parameters (Slotting)

HE F—2FFANR(GUS304 %) | <ILT YA RR(SUSA40C ) AL (SUS630 %) Ti-6AL4V
Material Austenitic stainless steel (SUS304 etc.) Martensitic stainless steel (SUS440C etc.) Precipitation hardening stainless steel (SUS630 etc.)

RUFE O#%y | BhE |XUEE|TEEE| OEs | BhE [XUEE|MENE| OEnsy | BiE  |XURE|TENE| DRk | 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)

SPGF4-1  [28,600| 90 200 | 0.002 [25,400| 80 150 | 0.001 [28,600| 90 50 | 0.001 [19,100| 60 300 | 0.004
SPGF4-2 7,500 0 250 | 0.004 [14,300] 90 200 | 0.003 [15,900| 100 80 | 0.003 [11,100| 70 350 | 0.008
SPGF4-2.5 [14,000 0 250 | 0.004 {11,400 90 200 | 0.004 {12,700 100 80 | 0.004 | 8900 70 350 | 0.0
SPGF4-3 3,800 130 250 | 0.005 [10,600| 100 200 | 0.005 {11,600 220 | 0.005 | 8,400, 80 400 | 0.0
SPGF4-4 0,300 130 300 | 0.007 | 7,900| 100 250 270 | 0.008 | 6,300, 80 450 | 0.018
. 0.0
0.0

0.0
SPGF4-5 8,200] 130 400 | 0.012 | 6,300 100 300 | 0.0 350 | 0.013 | 5,000, 80 500
SPGF4-6 6,900 130 500 | 0.018 | 5,300| 100 350 | 0.017 | 5,800 400 | 0.017 | 4,200 80 400 !
SPGF4-8 5,100| 130 600 | 0.029 | 3,900 100 400 | 0.0 4 500 | 0.029 | 3,100, 80 400 | 0.032
SPGFL4-8 | 5,100 130 300 | 0.015| 3,900 100 200 | 0.013 | 4,300 250 | 0.015 | 2,300| 80 200 | 0.022
4 0.0 3
4

SPGF4-10 100 130 500 .030 | 3,100 100 350 | 0.028 | 3,500 400 | 0.029 | 2,500 80 350 | 0.035
SPGFL4-10| 4,100| 130 250 | 0.015 | 3,100| 100 180 | 0.015 | 3,500 200 | 0.014 | 1,900, 80 180 | 0.024
SPGF4-12 | 3,400| 130 450 | 0.033 | 2,600| 100 300 | 0.029 | 2,900 370 1 0.032 | 2,100, 80 300 | 0.036

SPGFL4-12| 3,400 130 230 | 0.017 | 2,600| 100 150 | 0.014 | 2,900 190 | 0.016 .500| 80 150 | 0.025
SPGF4-16 | 2,500| 130 350 | 0.035 .900| 100 250 | 0.033 | 2,100 300 | 0.036 5001 80 250 | 0.042
SPGF4-20 | 2,000] 130 300 | 0.038 ,500| 100 200 | 0.033 | 1,700] 110 250 | 0.037 | 1,200| 80 200 | 0.042

(o]lo)o]o]lo] o] o]lo)le] e]le)

ap=1.0D (AFRZZLITHER. apZEHROLERTELTTERAZE,) ap=1.0D
§%T_ﬁ£ 1DFDEIVAATRAIDDES DENTHTEE AIEINIUEBNS TILEHFSNBFYEY THIEC 2BEFERE LIFTHVBEFLTRETV, | OEHF EEREAUORETINIUTRZE,
Referenced dimensions | S'°tting with a depth of up to 3D and cutting 1D at a time is also possible. Please machine at the same spindle speed as
If chipping, which appears to be caused by chip trouble, occurs on the side edge, increase the peripheral speed to make the chips thinner. mentioned above.

SPHF4-6 Ti-6AL-4V : 3,000rpm 400mm/min ap=1.5mm

SPGF4-8 SUSA40C : 4,000rpm 300mm/min ap=5mm | SPGF4-12 SUS630 : 3,000rpm 400mm/min ap=10mm ;;ﬂ;‘;g%’f;g%gwpm 600mm/min ap=8mm

Many outstanding results machining pure titanium

ETBIZSEI | SPGF4-3T SUS304 : 6,000rpm 180mm/min ap=1mm

Miling Use Case SPGF4-8 SUS316 : 5,000rpm 500mm/min ap=8mm

AT VUV ASTiGE YIHISRE (NVAILRSGIT-SVEY T IIT]

Stainless Steel « Titanium Alloy Milling Parameters (Helical Milling + Ramping)

HE F—2TFANR(SUS304 %) | <)L YA RR(SUSA40C ) AL (SUS630 %) Ti-6AL4V
Material Austenitic stainless steel (SUS304 etc.) Martensitic stainless steel (SUS440C etc.) Precipitation hardening stainless steel (SUS630 etc.)

RUFE O#%y | BhE |XUEE | TEEE| OEs | BhE [XVUEE|MENE| OEnsy | BE  |XURE|MANE| 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)

PGF4-10 | 4,100| 130 400 | 0.009 | 3,180 100 300 | 0.010 | 3,500

1

1

1 2,500 80 250 | 0.025
PGF4-12 | 3,400 130 400 | 0.010 | 2,650 100 300 | 0.011 | 2,900| 1

1

1

1

2] 2,100 80 350 | 0.042
5 500 80 300 | 0.050
8 ,200] 80 250 | 0.052

PGF4-16 | 2,500| 130 300 | 0.013 [ 1.990| 100 250 | 0.014 | 2,100
PGF4-20 | 2,000 130 250 | 0.015] 1,590] 100 250 | 0.016 | 1,700

%%Tﬁf apé2D HRRFAS VYT EETS Recommended maximum ramping angle of 15°
Referenced dimensions
IIEL| mSUS304 SPGF4-12 BT30# susso4 SPGFa-12 BT30
ANUAWTIIT SVEVTREES JURG20(T/UHEL) FI30mmEE EE200m/min XWEE636mm/min
helical milling ramping angle of 3° hole diameter $20 (no pilot hole) depth 30mm through hole peripheral speed 200m/min  feed rate 636mm/min
®m 15-5PH(SUS63048%y) SPGF4-6 BT40# 15-5PH (equivalentto SUS630) SPGF4-6 BT40
ANUDILTUIT SVEVTAE2" TEG10(F/EL) RE13mmiExyIR EE130m/min EUEE380mm/min
helical milling ramping angle of 2° hole diameter $10 (no pilot hole) depth 13mm blind hole peripheral speed 130m/min  feed rate 380mm/min
miiFI2fE SPGF4-5 BTS50#% Grade 2 Pure Titanium SPGF4-5 BT50
SVEVITAEESEMI FES1Tmm EER100m/min  EUERE350mm/min

280
240

SPGF4-1  [28,600| 90 150 | 0.001 |25,470| 80 120 | 0.001 |28,600| 90 130 | 0.001 [19.100| 60 300 | 0.004
SPGF4-2 117,500| 110 200 | 0.002 {14,330 90 150 | 0.002 {14,300 90 160 | 0.003 | 9,500 60 300 | 0.008
SPGF4-2.5 [14,000| 110 200 | 0.003 |11.,460| 90 150 | 0.003 |12,700| 100 200 | 0.003 | 8,900| 70 300 | 0.008
SPGF4-3 [13,800| 130 250 | 0.003 [10,610| 100 200 | 0.003 {10,600 100 220 | 0.004 | 7,400, 70 300 | 0.010
SPGF4-4  110.300| 130 250 | 0.004 | 7,960| 100 200 | 0.004 | 8,700 110 220 | 0.004 | 6,300| 80 300 | 0.012
SPGF4-5 8,200] 130 300 | 0.005 | 6,360 100 220 | 0.006 | 7,000| 110 280 | 0.006 | 5,000, 80 400 | 0.020
SPGF4-6 6,900| 130 300 | 0.006 | 5,300| 100 220 | 0.007 | 5,800 280 | 0.007 | 4,200 80 400 | 0.024
SPGF4-8 5,100| 130 450 | 0.008 | 3,980 100 350 | 0.009 | 4,300 400 .010 | 3,100| 80 400 | 0.032
S
S
S
S

10

10 0.0
10 350 | 0.0
10 350 | 0.0
10 0.0
10 0.0

Milling Use Case

{ﬁ % Notes ramping angle 5° slotting depth 11mm peripheral speed 100m/min feed rate 350mm/min

® OEMINRHRE T LENSIBRVSEIF 1 R B DX BZEEE(COEMEE I ZEH U TS, — -

® 1 NHET W DE BIFHERBEFBTFUKIEE WV BREXVEF 1 HH D DRV EBER—R[TULTLIEE L, ap apI

ORI VRIIVIE HEE EESICHRMTEDIYRIIVTT . FcbOIA RIITTHREEDOF R ZRIELE T, —t =
o HADIBE. LEYIMIRAED60~80% TR, el

0 XRE(F. ap ae DHFHFLIKEVEEIF60~80%TTHERLIEET L,

o MICHITICKDBTAOMAEZ DA ZN— R CRAHLLTBIET,

@ BT30HHEZH DIHE . UIHIRHFZ70%ICLTLIZE W (BU. 1 XSB I DD E(E LRI TICR B K IITHEL TS .)

@ |f the spindle speed does not reach the specified value in the parameters chart, adjust the spindle speed and feed rate proportionally based on the feed per tooth.
® 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 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 rigidity by means of MC processing. [
® Please set the milling parameters at 70% for BT30. (However, please set the feed rate per tooth below the milling parameters mentioned above.) )
{
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® Please proceed in the downcut direction.

® To prevent a nub from remaining in the center of the hole, please machine with a blade diameter that is more than half the hole diameter.
® We do not recommend using the SPHFL type as it has a long overhang.

® Please use the SPHF series for ramping and helical milling of heat-resistant alloys.
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7 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.

KEHRIFFOREETRTCOEN TIRIET DD TIETEUNEE Ao Itis not guaranteed that all machines will meet the conditions shown on the milling parameters chart.



