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Entry to Difficult-to-Cut Materials Ultra-High-Speed Machining of SUS304
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In the past, machining difficult-to-cut materials with a BT30 machine was considered unrealistic. However, with the significant evolution of machine
tool technology, modern BT30 machines now achieve heavy-duty cutting and high-feed machining. This advancement enables compact,
space-saving, and cost-efficient processing of difficult materials. However, the entire operation is finished in under five minutes with just a single
endmill.
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utting fluid Water-soluble cutting fluid

Process Number Machining Method Machining Details Tools Used Cutting Speed Feed Rate Ramping Angle Hole Diameter
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NISSIN FALCON® Gold Endmill
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Side « Slot Milling Endmill
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An endmill that displays excellent performance for
slotting, and can be applied on a broad scope of
materials including Carbon Steel, Alloy Steel,
Titanium Alloy, Super-Heat Resistant Alloy, Dfficult-to
-Machine Stainless Steel and etc.
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(Front View of the Bottom Cutting Edge)

AEU— RAERE

Variable Lead and Variable Pitch
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Introduced on “Nantoka Heavy
Industry's” youtube chanel
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Used for Machining Difficult-to-cut Material
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1. Extremely high rigidity and long tool life.

2. Capable of high-speed cutting under harsh

conditions.
3. Strong in dry milling difficult-to-cut materials.
4. High-speed slotting for difficult-to-cut materials.
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Carbide Unqual Lead, Unequal Flute Spacing Endmill 4 Flutes (40°/42° helix angle) (mm)
P/N D1 L1 L2 L d F G FLINTE
. ; % (M)
RUE TR IR |BR/ENR| 2R TS T FpyYaTYR|  Suggested
Pattumver | wnpn. | (6, | Mol | Qi | S | gl | ownend | Foinis
SPGF4-1 1 3.5 — 50 4 4 0.03 5,100
SPGF4-2 2 6 — 50 6 4 0.06 4,400
SPGF4-2.5 2.5 7.5 — 50 6 4 0.07 4,400
SPGF4-3 3 9 = 50 4 4 0.09 3,500
SPGF4-4 4 12 — 50 4 4 0.10 3,500
SPGF4-3T 3 9 = 50 6 4 0.09 4,400
SPGF4-4T 4 12 — 50 6 4 0.10 4,400
SPGF4-5 5 15 = 50 6 4 0.13 4,400
SPGF4-6 6 18 — 50 6 4 0.14 4,400
SPGFS4-6 6 9 = 50 6 4 0.18 4,400
SPGF4-7 7 21 — 60 7 4 0.23 7,600
SPGF4-8 8 24 — 60 8 4 0.25 7,400
SPGFS4-8 8 12 — 50 8 4 0.25 7,000
SPGFL4-8 8 24 | ¢7.9/40 75 8 4 0.27 10,000
SPGFL4-9 9 27 | $8.9/40 75 10 4 0.28 12,000
SPGF4-10 10 30 — 75 10 4 0.29 11,400
SPGFS4-10 10 15 — 75 10 4 0.29 11,000
SPGFL4-10 10 30 | ¢9.9/50 | 100 10 4 0.30 14,500
SPGF4-12 12 36 — 75 12 4 0.34 14,200
SPGFS4-12 12 18 — 75 12 4 0.34 13,800
SPGFL4-12 12 36 [¢911.9/60| 100 12 4 0.35 18,600
SPGF4-16 16 45 — 100 16 4 0.50 35,200
SPGF4-20 20 50 — 100 20 4 0.63 49,500
I BEFZU-RRERESYT7A IVRIL 4A(RUNAEL0°/42)
Carbide Unqual Lead, Unequal Flute Spacing Radius Endmill 4 Flutes (40°/42° helix angle) (mm)
P/N R D1 L1 L d F FL/\TE
4% (F)
gk J—7+—| FR A& =R R Bk Suggested
Part Number Corner Mill Dia. Flute Length |Overall Length| Shank Dia. | No. of Flute Hetayl(lerr;')nce
SPGFR4-3-0.2R 0.2R 3 8 50 4 4 4,000
SPGFR4-3-0.4R 0.4R 3 8 50 4 4 4,000
SPGFR4-3-0.5R 0.5R 3 8 50 4 4 4,000
SPGFR4-3-0.8R 0.8R 3 8 50 4 4 4,000
SPGFR4-4-0.2R 0.2R 4 10 50 4 4 4,000
SPGFR4-4-0.4R 0.4R 4 0 50 4 4 4,000
SPGFR4-4-0.5R 0.5R 4 0 50 4 4 4,000
SPGFR4-4-0.8R 0.8R 4 0 50 4 4 4,000
SPGFR4-4-1R 1R 4 0 50 4 4 4,000
SPGFR4-5-0.2R 0.2R 5 3 50 6 4 4,800
SPGFR4-5-0.4R 0.4R 5 3 50 6 4 4,800
SPGFR4-5-0.5R 0.5R 5 3 50 6 4 4,800
SPGFR4-5-0.8R 0.8R 5 3 50 6 4 4,800
SPGFR4-5-1R 1R 5 3 50 6 4 4,800
SPGFR4-6-0.2R 0.2R 6 5 50 6 4 4,800
SPGFR4-6-0.4R 0.4R 6 5 50 6 4 4,800
SPGFR4-6-0.5R 0.5R 6 5 50 6 4 4,800
SPGFR4-6-0.8R 0.8R 6 5 50 6 4 4,800
SPGFR4-6-1R 1R 6 5 50 6 4 4,800
SPGFR4-8-0.4R 0.4R 8 20 60 8 4 8,000
SPGFR4-8-0.5R 0.5R 8 20 60 8 4 8,000
SPGFR4-8-0.8R 0.8R 8 20 60 8 4 8,000
SPGFR4-8-1R 1R 8 20 60 8 4 8,000
SPGFR4-8-2R 2R 8 20 60 8 4 8,000
SPGFR4-10-0.5R 0.5R 0 25 75 10 4 2,200
SPGFR4-10-0.8R 0.8R 0 25 75 10 4 2,200
SPGFR4-10-1R R 0 25 75 10 4 2,200
SPGFR4-10-1.5R .5R 0 25 75 10 4 2,200
SPGFR4-10-2R 2R 0 25 75 10 4 2,200
SPGFR4-12-0.5R 0.5R 2 32 75 12 4 5,300
SPGFR4-12-0.8R 0.8R 2 32 75 12 4 5,300
SPGFR4-12-1R R 2 32 75 12 4 5,300
SPGFR4-12-1.5R 5R 2 32 75 2 4 5,300
SPGFR4-12-2R 2R 2 32 75 2 4 5,300
SPGFR4-12-3R 3R 2 32 75 2 4 5,300
SPGFR4-16-1R 1R 6 40 100 16 4 38,900
SPGFR4-16-2R 2R 6 40 100 16 4 38,900
SPGFR4-16-3R 3R 6 40 00 16 4 38,900
SPGFR4-20-1R 1R 20 50 00 20 4 52,400
SPGFR4-20-2R 2R 20 50 00 20 4 52,400
SPGFR4-20-3R 3R 20 50 00 20 4 52,400
| WEU*ZE Work Material
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Carbon Steel « Alloy Steel « Tool Steel Milling Parameters (Side Milling)

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.)
AU [CI#5%EL 3PS EUEE | 1R [CI#5%EL B RUEE | 1HEY [CI#5%EL I3 EDERE | 10EY
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)
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 2,700 80 500 0.010 11,900 75 350 0.007
SPGF4-2.5 5,900 25 700 0.011 0,100 80 500 0.012 9,500 75 350 0.009
SPGF4-3 5,900 50 800 0.013 0,600 00 600 0.014 7.900 75 400 0.013
SPGF4-4 1.900 50 900 0.019 7.900 00 700 0.022 5,900 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 50 200 0.038 5,300 00 900 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 00 700 0.117 .100 75 350 0.080
BETE ae=0.2D ap=2D
AT VUAH-TigsE tIHISRG (IET]
Stainless Steel + Titanium Alloy Milling Parameters (Side Milling)
e F—27FARR(US304 %) | TILFUY1RR(SUS440C &) HFLEEIER (SUS630 %) Ti-6AL4Y
Material Austenitic stainless steel (SUS304 etc.) Martensitic stainless steel (SUS440C etc.) Precipitation hardening stainless steel (SUS630 etc.)
AU O#ss | B [EORE| 10X | O | B EUEE| 10X | 05 | BR | EUERE | 1UED | D5 | BR (EURE| 1 0ED
Part Number |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
(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
SPGF4-4 110,300| 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 | 2,600 100 600 | 0.058 | 2,900 110 700 | 0.060 | 2,100| 80 550 | 0.065
SPGFL4-12| 3,400 30 400 | 0.029 | 2,600| 100 300 | 0.029 | 2,900| 110 350 | 0.030 | 2,100 80 280 | 0.033
SPGF4-16 | 2,500 30 700 | 0.070 | 1,900 100 500 | 0.066 | 2,100 110 600 | 0.071 | 1,500 80 450 | 0.075
SPGF4-20 | 2,000 30 700 | 0.088 | 1,500] 100 500 | 0.083| 1,700| 110 600 | 0.088 | 1,200| 80 400 | 0.083
ae=0.2D ap=2D ae=0.2D ap=2D ae=0.2D ap=2D
= g SUS3 16T, £52ky SUS329J4LmTeslE. Eikn T 9 ogssE) B3 EEEO2ASICL
9%2'-/% EEZ10%&ET . ZUIEZDEFTOK, ae=0.2D ap=2D EEREEVE10%IEE LT3, @@E%ﬁl(?#ﬁﬂtlﬁb@%ﬁ(“?]ﬂlb((f’:tun.
Referenoed dimensions | o machining SUS316, reduce the cutting When machining SUS329J4L, increase both the | For pure titanium, please double the feed rate while
speed by 10% from the values above. The feed cutting speed and feed rate by approximately 10% | keeping the spindle speed the same as the
rate can remain unchanged. from the values above. conditions above.
ETJBIEE | sporss susios:sooorm 1.00ommminspiamm e 2mm | eF e 80 O o | e S/t 26 o 2¢ 12 | 5pGE..10 T6AL4 - 2600rpm 700mmiin 3p10mm ae 2mm

Milling Use Case

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

Over twice the tool life compared with 3 other manufactures.

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

SPGF4-6 Ti-6Al-4V : 4,500rpm 800mm/min ap 5mm ae 0.5mm
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Carbon Steel + Alloy Steel * Tool Steel Milling Parameters (Slotting)

& BRERHl (S45C SUM %) BEHl (SNCM420 SCM415 %) TEfH(SKD11 SKD61)

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

RIE [CI#5%EL B®E EUEE | 15X [CI#5%EL I3 EUEE | 15X [CI#5%EL I3 EUEE | 15X

Part Number Spindlg Speed PeripheraI_Speed Feed Rgate fz Spindlg Speed PeripheraI_Speed Feed Rgate fz Spindlg,- Speed PeripheraI_Speed Feed R_ate fz
(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 1,400 90 450 0.010 7,600 60 350 0.012 5,700 45 250 0.011
SPGF4-3 0,600 00 500 0.012 7.400 70 400 0.014 5,300 50 300 0.014
SPGF4-4 7,900 00 600 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 .900 50 500 0.066
SPGFL4-8 3,900 00 350 0.022 2,700 70 350 0.032 .900 50 250 0.033
SPGF4-10 3,100 00 650 0.052 2,200 70 650 0.074 1,500 50 450 0.075
SPGFL4-10| 3,100 00 330 0.027 2,200 70 330 0.038 1.500 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 .800 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

Referenced dimensions
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ircumstances.

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«

KREREZFDEREETRTOEB TR T DD TIETITUVEH Ao Itis not guaranteed that all machines will meet the conditions shown on the milling parameters chart.
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Stainless Steel + Titanium Alloy Milling Parameters (Slotting)

HEHIMITHA

Used for Machining Difficult-to-cut Material

"e F—2FFARR(US304 %) | TILFUH1RR(SUS440C %) AFLEEBIER (SUS630 %) Ti-6ALAY
Material Austenitic stainless steel (SUS304 etc.) Martensitic stainless steel (SUS440C etc.) Precipitation hardening stainless steel (SUS630 etc.)
RIE CiEngy | BE |EXUERE| 15XV | O | BE |EUEE| 10X | BERE | BAE EUEE| 10X | BE | AR | EUEE| 1EYD
Part Number |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
(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)
SPGF4-1 128,600 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 | 8,900| 70 350 | 0.010
SPGF4-3 3,800 30 250 | 0.005 10,600 00 200 | 0.005 |11.600 0 220 | 0.005 | 8,400 80 400 | 0.012
SPGF4-4 0,300 30 300 | 0.007 | 7,900 00 250 | 0.008 | 8,700 0 270 | 0.008 | 6,300| 80 450 | 0.018
SPGF4-5 8.200 30 400 | 0.012 | 6,300 00 300 | 0.012 ] 7,000 0 350 | 0.013 | 5,000/ 80 500 | 0.025
SPGF4-6 6,900 30 500 | 0.018 | 5,300 00 350 | 0.017 | 5,800 0 400 | 0.017 | 4,200| 80 400 | 0.024
SPGF4-8 5,100 30 600 | 0.029 | 3,900 00 400 | 0.026 | 4,300 0 500 | 0.029 | 3,100 80 400 | 0.032
SPGFL4-8 | 5,100 30 300 | 0.015 | 3,900 00 200 | 0.013 | 4,300 0 250 | 0.015 | 2,300| 80 200 | 0.022
SPGF4-10 | 4,100 30 500 | 0.030 | 3,100 00 350 | 0.028 | 3,500 110 400 | 0.029 | 2,500 80 350 | 0.035
SPGFL4-10| 4,100 30 250 | 0.015 | 3,100 00 180 | 0.015 | 3,500 0 200 | 0.014 | 1,900| 80 180 | 0.024
SPGF4-12 | 3,400 30 450 | 0.033 | 2,600 00 300 | 0.029 | 2,900 0 370 |1 0.032 | 2,100| 80 300 | 0.036
SPGFL4-12| 3,400 30 230 | 0.017 | 2,600 00 150 | 0.014 | 2,900 0 190 | 0.016 | 1,500 80 150 | 0.025
SPGF4-16 | 2,500 30 350 | 0.035 | 1,900 100 250 |1 0.033 | 2,100 110 300 | 0.036 | 1,500 80 250 | 0.042
SPGF4-20 | 2,000 30 300 | 0.038 | 1,500] 100 200 | 0.033 | 1,700| 110 250 | 0.037 | 1,200 80 200 | 0.042
ap=1.0D ap=1.0D ap=1.0D
] SUS3 16T, t52&k _ SUS329J4LmIess. t2sn 79 >V ogaiEt) Bld EELD1.58I1ICL
SETE | @Es10%8ET. 20 z085TOK. ap=1.0D AEOEVE10%EE EFpcy, | DEMEEREALORFTIILTIR.
Feferenoed dmensions | 1oy machining SUS316, reduce the cutting When machining SUS329J4L, increase both the | For pure titanium, by 1.5 times the feed rate while
speed by 10% from the values above. The feed cutting speed and feed rate by approximately 10% | keeping the spindle speed the same as the
rate can remain unchanged. from the values above. conditions above.
SPGF4-6 Ti-6Al-4V : 3,000rpm 400mm/min ap=1.5mm
ISR | SPGF43T SUS304: 6,000rpm 180mm/min ap=1mm SPGF4-8 535218 1 2,500rpm 600mm/min ap=6mm

Milling Use Case

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

SPGF4-8 SUS440C : 4,000rpm 300mm/min ap=5mm

SPGF4-12 SUS630 : 3,000rpm 400mm/min ap=10mm

WMF I UTRESH

Many outstanding results machining pure titanium

N AF VUV A TIGE EIFRE [ NVAILRSGIT-SVEVTIIT]

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

e F—RFFARR(GUS304 %) | TILT VYA RR(SUSA40C Z) AL (SUS630 %) Ti6ALAY
Material Austenitic stainless steel (SUS304 etc.) Martensitic stainless steel (SUS440C etc.) Precipitation hardening stainless steel (SUS630 etc.)
wE | DR | EE EOEE| 1020 | @RS | EE RRE| 0% | DR | R |[ERE] 105 | RN | BE |EUEE] 1 0%
Part Number |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
(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)
SPGF4-1 128,600 90 150 | 0.001 {25,470 80 120 | 0.001 {28,600, 90 130 | 0.001 [19,100| 60 300 | 0.004
SPGF4-2 117,500 110 150 | 0.002 {14,330 90 120 | 0.002 {14,300, 90 130 | 0.002 | 9,500 60 300 | 0.008
SPGF4-2.5 |14,000| 110 150 | 0.003 [11.460 90 120 | 0.003 {12,700 100 130 | 0.003 | 8,900 70 300 | 0.008
SPGF4-3 3,800, 130 200 | 0.004 |10,610| 100 150 | 0.004 {10.600| 100 180 | 0.004 | 7,400 70 300 | 0.010
SPGF4-4 0,300, 130 200 | 0.005 | 7,960 100 150 | 0.005 | 8.700| 110 180 | 0.005 | 6,300 80 300 | 0.012
SPGF4-5 8,200 130 250 | 0.008 | 6,360 100 200 | 0.008 | 7,000 110 220 | 0.008 | 5,000 80 400 | 0.020
SPGF4-6 6,900, 130 250 | 0.009 | 5,300 100 200 | 0.009 | 5,800 110 220 | 0.009 | 4,200 80 400 | 0.024
SPGF4-8 5,100, 130 300 | 0.015 | 3,980| 100 250 | 0.016 | 4,300 110 270 | 0.016 | 3,100, 80 400 | 0.032
SPGF4-10 | 4,100| 130 350 | 0.021 | 3.180] 100 300 | 0.024 | 3.500| 110 320 | 0.023 | 2,500, 80 250 | 0.025
SPGF4-12 | 3,400| 130 350 | 0.026 | 2,650 100 300 | 0.028 | 2900| 110 320 | 0.028 | 2,100 80 350 | 0.042
SPGF4-16 | 2,500| 130 250 | 0.025 | 1,990| 100 200 | 0.025 | 2,100| 110 220 | 0.026 .500| 80 300 | 0.050
SPGF4-20 | 2,000] 130 200 | 0.025 | 1,590] 100 150 | 0.024 | 1,700/ 110 170 | 0.025 200 80 250 | 0.052
?%T_rif apéZD WRRFSVEVTAES’ Recommended maximum ramping angle of 5°
Referenced dimensions
wﬁﬂ;ﬁ“ mSUS304 SPGF4-12 BT30#% sus3o4 SPGF4-12 BT30
- ANUAWTIIT SVEVTRES TUEG20(T/UEL) FE30mmEiE EE200m/min  3XUEE636mm/min
Milling Use Case 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(SUS630%HYi) SPGF4-6 BT40#% 15-5PH (equivalent to SUS630) SPGF4-6 BT40
ANUAWTIIT SVEVTRE2 TYEG10(T/UEL) RS 13mmIEERUIR EiE130m/min XUERE380mm/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
miliFI>2fE SPGF4-5 BTS50#% Grade 2 Pure Titanium SPGF4-5 BT50
SYEVITAESENTL RS11mm  EE100m/min  EUEE350mm/min
ramping angle 5° slotting depth 11mm peripheral speed 100m/min feed rate 350mm/min
fid & Notes
® DELHIN RIFRFE TN SBVEEIF 1 T 1o ikt BZEEECOEMEEV EFFILTIIRE W,
® 1 L) DXV BIFERBIEFEFIIES Vo BAREEDB(ETHHIWDEDBENR—RICLTLEE L, ap aT
O KT VRIIVIF HE B EBESICHMIBRTEDIYRIIVTT  FehOIA RII T TREDFRZEFRIBLE T, P
o HHDIFE . LIREIHIRAD60~80% TIREAL S, ae )

0 XVRE(F. ap ae DH'EHFLVAEVMZEIF60~80% CTHERALEET L,
© MCHITICKBBTAOMABE DHEMMAINEZ N — X ICRHEFLELLTHBUET,

O BT30#AEHDBE . WIHIRHEZ70%ICLTLIRE W, (BU, 1 X BTz DXV E(F LIRSS TICRD K IICEELTIREEL,)
@ If 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.)

0 UV AYRABTESTLEE L,
O NHDINZNTHSIBNESIC, ARFITNEDOED U ETIMTU T RS,
O SPGFLY A F[FREHUN R B DIeHERZEDENDUFE R A ERAT HERFHROEDUTORGTERLTIZE L,
O MMASEDS Y EY T MNIRUAUAIVIIIDEHEE, SPHF YU - & TERLEE W,
@ 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.

SOEHEX BB OB ERORET — I ZBICUREFTT . FrVEF VT —ITRHEVFR Ao IR

SRR E EIFTTERALEE L,

ircumstances.

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

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



