NISSIN IFRALCON. ENDMILL

NISSIN FALCON® White Endmill 5D BERZESEITVRIIL 45 (RCNES1Y)
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NISSIN FALCONs N E Carbide Unequal Flute Spacing Endmill 4 Flutes (51° helix angle) (nm)
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Part Number Mill Dia. | Flute Length élﬁeecclilegmg% Overall Length| Shank Dia. | No. of Flute (ven)
ﬂﬁﬁ?&@iﬁfﬁf ERTIVRIIV SPH5DF4-3 3 15 — 75 4 4 7,700
Endmill Specialized for Heat-resistant AIons. SPH5DF4-4 4 20 i 75 4 4 7,700
FIUEER BMAGE. #EHIRXT VDR SPH5DF4-5 5 25 — 75 6 4 9,200
ZICERTE RSAIIICHENZIY SPH5DF4-6 6 30 — 75 6 4 9,200
RIILTY, SPHSDF4-8 8 40 — 100 8 4 13200
An outstanding endmill for machining titanium alloy, SPHSDF4-10 10 50 - 100 10 4 16.500
difficult to machine stainless steel as well as for dry i
processing. SPH5DF4-12 12 60 — 100 12 4 22,800
SPH5DF4-16 16 80 = 150 16 4 49,500
SPH5DF4-20 20 100 — 150 20 4 67,900

BETELESITZRA IVRII 48HA (RUNAST)

Carbide Unequal Flute Spacing Corner Radius EndMill 4 Flutes (51° helix angle) (mm)
P/N R D1 L1 L d F T
BUE J—7F7—| A& PSE =S 2R S PSES @iguelliED
L Part Number Corner Mill Dia. Flute Length |Overall Length| Shank Dia. | No. of Flute (ven)
‘ 0| SPHSDFR4-3-0.4R | 0.4R 3 15 75 4 4 7,500
dIl | K ij SPH5DFR4-3-0.8R 0.8R 3 15 75 4 4 7,500
SPH5DFR4-4-0.4R 0.4R 4 20 75 4 4 7,500
SPH5DFR4-4-0.8R 0.8R 4 20 75 4 4 7,500
SPH5DFR4-5-0.4R 0.4R 5 25 75 6 4 8,600
SPH5DFR4-5-0.8R 0.8R 5 25 75 6 4 8,600
1. TEVEBENIERICH L) SPHSDFR4-6-0.4R | 0.4R 6 30 75 6 4 8,600
2. BEELGRET Ca ARG Tl RE SPH5DFR4-6-0.8R 0.8R 6 30 75 6 4 8,600
SPH5DFR4-8-0.4R 0.4R 8 40 100 8 4 14,100
3. HHIORSA IR0
;!;EEVML ]JEJ Lgﬁ SPH5DFR4-8-0.8R 0.8R 8 40 100 8 4 14,100
4. BLIEERET SPHSDFR4-8-2R 2R 8 40 100 8 4 14,100
1. Extremely high heat-resistant efficiency SPH5DFR4-10-0.8R | 0.8R 10 50 100 10 4 17,400
2. S;]p;?(l)isof highly efficient cutting under harsh SPHSDFR4-10-2R 2R 10 50 100 10 4 17.400
3. Strong in dry milling difficult-to-cut materials SPH5DFR4-12-0.8R | 0.8R 12 60 100 12 4 23,500
4. extreme core thickness design SPHSDFR4-122R | 2R 12 60 | 100 12 4 | 23500
SPH5DFR4-16-1R 1R 16 80 150 16 4 50,700
SPH5DFR4-16-2R 2R 16 80 150 16 4 50,700
SPH5DFR4-16-3R 3R 16 80 150 16 4 50,700
SPH5DFR4-20-1R 1R 20 100 150 20 4 70,900
SPH5DFR4-20-2R 2R 20 100 150 20 4 70,900
EEHFET
SPH5DFR4-20-3R 3R 20 100 150 20 4 70,900
Introductory
Video
?ﬁi’éUME Work Material
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Carbon steel /ﬁ)y steel Hardened steel i) AT VU F5 Jl:lﬁ Eﬁﬂ-ﬁmmﬁ
Cast iron Stainless steel Titanium Super heat
=HRc40 =HRc45 =HRc60 resistant alloy
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1 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.

KEHRIFFOREETRTOEN TIRIET DD TIETIUNEE 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 (Side Milling)

MRS Z 2+ A

Used for Heat Resistant Super Alloy Difficult-to-cut Material

[%p=1 F—RTF A% (SUS304 %) NILT VYA KRR (SUS440C ) HTHHEE(E3R (SUS630 ) Ti-6Al-4V
Material Austenitic stainless steel (SUS304 etc.) Martensitic stainless steel (SUS440C etc.) Precipitation hardening stainless steel (SUS630 etc.)
HE OEREy | BhE XURE|72E)E| OEsE | BR XURE |58 | DERdy | BR EUEE|ERE| O | BE  |EURE| 1953RE
Mill Dia. 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
(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)
SPH5DF4-3 113,800 130 700 | 0.013 {10,600| 100 530 | 0.013 |12,700| 120 600 | 0.012 | 8,400 80 460 | 0.014
SPH5DF4-4 |110,300| 130 770 | 0.019 | 7,900| 100 600 | 0.019 | 9,500| 120 670 | 0.018 | 6,300 80 490 | 0.019
SPH5DF4-5 | 8,200| 130 840 | 0.026 | 6,300 100 600 | 0.024 | 7,600| 120 670 | 0.022 | 5,000 80 530 | 0.027
SPH5DF4-6 | 6,900 130 910 | 0.033 | 5,300 100 630 | 0.030 | 6,300| 120 700 | 0.028 | 4,200 80 560 | 0.033
SPH5DF4-8 | 5,100 130 910 | 0.045 | 3,900| 100 630 | 0.040 | 4,700| 120 700 | 0.037 | 3,100 80 560 | 0.045
SPH5DF4-10( 4,100| 130 910 | 0.055| 3,100 100 640 | 0.052 | 3,800| 120 630 | 0.041 | 2,500 80 480 | 0.048
SPH5DF4-12| 3,400| 130 840 | 0.062 | 2,600| 100 530 | 0.051 | 3,100| 120 630 | 0.051 | 2,100 80 420 | 0.050
SPH5DF4-16| 2,500| 130 700 | 0.070 | 1,900| 100 460 | 0.061 | 2,300| 120 560 | 0.061 | 1,500 80 350 | 0.058
SPH5DF4-20( 2,000| 130 630 | 0.079 | 1,500 100 390 | 0.065 | 1,900 120 490 | 0.064 | 1,200 80 320 | 0.067
R 20N R SN T
~T 3 XWRE EERVRHTIIUT S0,
Heﬁrﬁgggons 2e=0.15D ap=5D HF9 U THRBDRE,
Please machine at a feed rate approximately 20% higher.
ing performance even with pure titanium.
PIEIES FEL (EHICBRL SO RIES B TRE CRIIESF LIS, HEABUET,BT30 BTAODZHCORENSHISNET.)

Milling Use Case

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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Super-Heat Resistant Alloy FE Base * Nickel Base and other Superalloy Cutting Conditions (Side Milling)

(%=1 BMi#aE (FeE Incoloy800 %) | HBfiiEAEE (NiZ Inconel718 %) | BMEE=E (NiE Hastelloy X &) {REERE R (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 Hastelloy X etc.) Low thermal expansion alloy (Inver material)
HE O#a¥y | BE |XUEE | TEEE| OERE | BhE  [XUEE|MENE| OiEnsy | BE  |XURE|MANE| OEREy | BE | XUEE| 19EE
Mill Dia. 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
(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)
SPH5DF4-3 | 5,800 55 110 | 0.005 | 3,820 36 130 | 0.009 | 6,300 60 210 | 0.008 | 7,400 70 280 | 0.009
SPH5DF4-4 | 4,300 55 110 | 0.006 | 2,860 36 130 | 0.011 | 4,700 60 250 | 0.013 | 5,500 70 280 | 0.013
SPH5DF4-5 | 3,500 | 55 120 | 0.009 | 2,290 | 36 140 | 0.015| 3,800 | 60 280 | 0.018 | 4,400 | 70 350 | 0.020
SPH5DF4-6 | 2,900 55 120 | 0.010 | 1,910 36 140 | 0.018 | 3,100 60 280 | 0.023 | 3,700 70 350 | 0.024
SPH5DF4-8 | 2,100 55 120 | 0.014 | 1,430 36 140 | 0.024 | 2,300 60 280 | 0.030 | 2,700 70 350 | 0.032
SPH5DF4-10| 1,700 55 110 | 0.016 | 1,140 36 130 | 0.029 | 1,900 60 280 | 0.037 | 2,200 70 320 | 0.036
SPH5DF4-12| 1,400 55 100 | 0.018 950 36 110 | 0.029 | 1,500 60 280 | 0.047 | 1,800 70 320 | 0.044
SPH5DF4-16| 1,000 55 100 | 0.025 710 36 90 | 0.032 | 1,100 60 250 | 0.057 | 1,300 70 280 | 0.054
SPHS5DF4-20| 800 | 55 90 | 0.028 570 | 36 70 | 0.031 900 | 60 250 | 0.069 | 1,100 | 70 250 | 0.057
e e o rateloy C22 27, ploase appy a 70% o astolloy X o b4 o e (003 amount por ot 2=0.1D ap=5D
PILIES ERH EHICBMLSDEES B TRECRHEEEE LIS, SERRUET,BT30 BTA0DEMTORANSHHMENET.)

Milling Use Case

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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0 X)EE(L. ap ae DARMAKIVAEVIHEIF60~80% TTEALEE L,
© MICHITIC KD BTA0MAEZ DM ZEN— R ICRHEHELLTBIE T,
@ BT30#HEHDIBE . WIS Z70%ICLTLEE W, (BU. 1H B DED 213 EEEVIREISRE TSRS K SICERELTLIEEL.)
® This endmill is a specialized endmill 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 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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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.

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