NISSIN IFRALCON. ENDMIL L

Used for Heat Resistant Super Alloy Difficult-to-cut Material
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NISSIN FALCON® White Endmill 5D
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NISSIN FALCONs Carbide Unequal Flute Spacing Endmill 4 Flutes (51° helix angle) (nm)
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Part Number Mil Dia. | Flute Length | Neck diameter! | overall Length| Shank Dia. | No. of Fiute | Retall Price
MASSEHERTRI)L -
mosETIiLas = SPH5DF4-3 3 15 — 75 4 4 9,700
Endmill Specialized for Heat-resistant AIons. SPH5DF4-4 4 20 i 75 4 4 9,700
FIUEER BMASE. #EHIRXT VDR SPH5DF4-5 5 25 — 75 6 4 11,500
ZICERTE RSAIIICHENZIY SPH5DF4-6 6 30 — 75 6 4 11,500
RIILTY, SPHSDF4-8 8 40 — 100 8 4 16,500
An outstanding endmill for machining titanium alloy, SPH5DF4-10 10 50 _ 100 10 4 20.700
difficult to machine stainless steel as well as for dry i
processing. SPH5DF4-12 12 60 — 100 12 4 28,500
SPH5DF4-16 16 80 = 150 16 4 62,300
SPH5DF4-20 20 100 — 150 20 4 85,000
Machining Center
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- Carbide Unequal Flute Spacing Corner Radius EndMill 4 Flutes (51° helix angle) (mm)
P/N R D1 L1 L d F EL/\FE
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L Part Number Corner Mill Dia. Flute Length |Overall Length| Shank Dia. | No. of Flute Ret(ayl(lerl:’)rlce
‘ L1 ‘ SPH5DFR4-3-0.4R 0.4R 3 15 75 4 4 9,100
dIl TR ij SPH5DFR4-3-0.8R 0.8R 3 15 75 4 4 9,100
SPH5DFR4-4-0.4R 0.4R 4 20 75 4 4 9,100
SPH5DFR4-4-0.8R 0.8R 4 20 75 4 4 9,100
SPH5DFR4-5-0.4R 0.4R 5 25 75 6 4 10,900
]
SEJOEER) SPHSDFR4-5-0.8R | O0.8R 5 25 75 6 4 | 10900
TEDE SPHSDFR4-6-0.4R | 0.4R 6 30 75 6 4 10,900
A#B#C#D SPH5DFR4-6-0.8R 0.8R 6 30 75 6 4 10,900
SPH5DFR4-8-0.4R 0.4R 8 40 100 8 4 17,800
m Features SPHSDFR4-8-0.8R | 0.8R 8 40 | 100 8 4 | 17.800
SPH5DFR4-8-2R 2R 8 40 100 8 4 17,800
e [ e, —
1. MFMEREDIERICREL SPH5DFR4-10-0.8R | 0.8R 10 50 100 10 4 21,900
2. BEERFMS T CEMRERYIEIN T 88 SPHSDFR4-10-2R | 2R 10 50 | 100 10 4 | 21,900
3. BHIMORS A EIHIIC5RL SPHSDFR4-12-0.8R | 0.8R | 12 60 | 100 | 12 4 | 29,800
4 E_H_]EE"'E'I' SPH5DFR4-12-2R 2R 12 60 100 12 4 29,800
- PRI SPHSDFR4-16-TR | 1R 16 80 | 150 16 4 | 69,400
1. Extremely high heat-resistant efficiency. SPH5DFR4-16-2R 2R 16 80 150 16 4 69,400
2. Capable of highly efficient cutting under harsh
conditions. SPH5DFR4-16-3R 3R 16 80 150 16 4 69,400
3. Strong in dry milling difficult-to-cut materials. SPH5DFR4-20-1R 1R 20 100 150 20 4 95.600
4. extreme core thickness design. ’
SPH5DFR4-20-2R 2R 20 100 150 20 4 95,600
SPH5DFR4-20-3R 3R 20 100 150 20 4 95,600
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Stainless Steel + Titanium Alloy Milling Parameters (Side Milling)
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Used for Heat Resistant Super Alloy Difficult-to-cut Material

MEB | A-AFFANR(US304 §) | WILT VA MR(SUSA40C B) | HTLHEE(ESR (SUS630 %) Ti-6ALAV JIWNER (/- 11=4T2-8) | §EVTFY HoU9N H5UTATY
Material Austenitic stainless steel (SUS304 etc.) | Martensitic stainless steel (SUS440C etc.) | Precipitation hardening stainless steel (SUS630 efc.) Cobalt alloys (Kovar, Permendur, etc.) | Pure molybdenum pure tantalum - pure tungsten
HE O | EE RURE | 1R | DR | BhE |EURE| |5 | D5 | BE [ZURE 102 | O | BE [ZURE 10E) | DEY | BhER EURE 205 | 058 | B |ZU8E| 1020
Mill Dia. pindle Speed| Perphera Speed | Feed Rate: fz  [Spindle Speed| Perpherd Speed| Feed Rate fz  [Spindle Speed| Perpherd Speed | Feed Rate fz  [Spindle Speed| Perphere Speed | Feed Rate fz pindle Speed| Perheal Speed | Feed Rate fz pindle Speed| PerpheralSpeed | Feed Rate fz
(mm) (min-1) | (m/min) | (mm/min) | (mm) (min-1) | (mimin) | (mm/min) | (mm) (min-1) | (mmin) | (mm/min) | (mm) (min-1) | (mimin) | (mm/min) | (mm) (min-1) | (m/min) | (mmfmin) | (mm) (min-1) | (m/min) | (mmmin) | (mm)
SPH5DF4-3 {13,800 130 | 700 | 0.013 {10,600 100 | 530 |0.013]12700| 120 | 600 | 0.012|8400| 80 | 460 | 0.014]|6300| 60 | 300 |0.012|4200| 40 | 80 |0.005
SPH5DF4-4 10,300 130 | 770 |0.019 | 7,900{ 100 | 600 |0.019| 9,500| 120 | 670 | 0.018 {6,300 | 80 | 490 |0.019|4700| 60 | 300 |0.016 3,100 | 40 80 | 0.006
SPH5DF4-5 | 8200) 130 | 840 |0.026 [ 6,300{ 100 | 600 |0.024 | 7,600 120 | 670 | 0.022 {5000 | 80 | 530 |0.027(3800| 60 | 350 |0.023|2500| 40 | 100 |0.010
SPH5DF4-6 | 6900 130 | 910 | 0.033| 5300 100 | 630 |0.030| 6,300 120 | 700 | 0.028 |4,200| 80 | 560 |0.033]3100| 60 | 350 |0.028|2100| 40 | 100 |0.012
SPH5DF4-8 | 5100| 130 | 910 | 0.045 | 3,900{ 100 | 630 |0.040| 4,700 120 | 700 | 0.037 {3,100 | 80 | 560 |0.045(2300| 60 | 350 |0.038 1500 40 | 120 |0.020
SPH5DF4-10| 4,100 130 | 910 | 0.055 | 3,100{ 100 | 640 |0.052| 3800 120 | 630 | 0.041 {2500 | 80 | 480 |0.048]1900| 60 | 320 |0.042|1200| 40 | 120 |0.025
SPH5DF4-12| 3,400 130 | 840 | 0.062 | 2,600 100 | 530 |0.051| 3,100| 120 | 630 | 0.051|2100| 80 | 420 | 0.050| 1,500 | 60 | 320 |0.053|1,000| 40 | 100 |0.025
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 1,100 | 60 | 280 | 0.064| 700 | 40 80 | 0.029
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| 900 | 60 | 250 | 0.069 | 600 | 40 70 | 0.029
ae=0.15D ap=5D
ae=0.15D ap=5D ae=0.15D ap=5D |7 5> Digald. Ui 2e=0.05D ap=5D
SUS316mIesid. tizky SUS329JdLmresia. | EE20%EEBWVRET BTS00 & EEES0m/min
BEYER | EEE10%ELT. _ _ RSFEBEB10% | ITLTRE L, _ _ R=ZICEBERB
Referenced XIS ZDFEFTOK, 2e=0.15D ap=5D BEETSC, fiF 9 CHIRBEDER. ae=0.1D ap=5D For BT50, apply based on a
dimensions When machmlqg SUS316, When machining SUS329J4L, For pure titanium, please cutting speed of 50 m/min
reduce the cutting speed by 10% increase both the cutting speed | achine at a feed rate while maintaining the original
from the values above. The feed and feed rate by approximately | approximately 20% higher. feed rate.
rate can remain unchanged. 10% from the values above. Outstanding performance even
with pure titanium.
WEIE=L) JEAR (BHICHRVEDBESEH TEARNEEELLS, BEIBUF T, BT30 BTAODEHTHRANZHIENET.)

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)

B  |BiHas Fe Incoloy800%) | EMiEEE (NIE Inconel718%) | @iitEaE (NI Inconel625%) | &zt E (NiE Hastelloy X&) | Nis& (NI HastelloyC22/C276%) | IXZARAR S (Invertt)
Material Super-heat resistant alloy (FE base Incoloy 800 etc.) | Super-heat resistant lloy (Nickel base Inconel 718 etc.) | Super-heat resistant lloy (Nickel base Inconel 625 efc.) | Super-heat resistant allo (Nickel base Hastelloy X etc. | Nickel alloys (NFbased alloys such as Hastelloy G22/ C276 | Low thermal expansion alloy (Inver material)
HE O | EE RURE | 1R | DR | BhE |EURE| |5 | D5 | BE |ZURE 102 | O | BE [Z)RE 10E) | DES | BhER EURE| 105 | D5 | BE |ZU8E | 1020
Mill Dia. pindle Speed| Perphera Speed | Feed Rate: fz  [Spindle Speed| Perpherd Speed| Feed Rate fz  [Spindle Speed| Perpherd Speed | Feed Rate fz  [Spindle Speed| Perphere Speed | Feed Rate fz pindle Speed| Perheal Speed | Feed Rate fz pindle Speed| Perpheral Speed | Feed Rate fz
(mm) (min-1) | (m/min) | (mm/min) | (mm) (min-1) | (mimin) | (mm/min) | (mm) (min-1) | (mmin) | (mm/min) | (mm) (min1) | (mimin) | (mm/min) | (mm) (min-1) | (m/min) | (mmfmin) | (mm) (min-1) | (m/min) | (mmmin) | (mm)
SPH5DF4-3 | 5800 55 | 110 |0.005(3820| 36 | 130 |0.009|5300| 50 | 260 |0.012 {6300 | 60 | 280 |0.011|4400 42 | 200 | 0011|7400 70 | 300 |0.010
SPH5DF4-4 | 4300 55 | 110 |0.006|2860| 36 | 130 |0.011]3980| 50 | 260 |0.016|4700| 60 | 320 | 0017|3300 | 42 | 220 [0.017|5500| 70 | 300 |0.014
SPH5DF4-5 | 3500 55 | 120 | 0.009 2290 | 36 | 140 |0.015]3180 | 50 | 310 |0.024 {3,800 | 60 | 350 |0.023|2600| 42 | 250 |0.024|4400| 70 | 350 |0.020
SPH5DF4-6 |2900| 55 | 120 |0.010{1910| 36 | 140 |0.018|2650| 50 | 310 |0.029 {3,100 | 60 | 350 |0.028{2200| 42 | 250 |0.028 3700 | 70 | 350 |0.024
SPHSDF4-8 | 2,100 | 55 | 120 | 0.014| 1,430 | 36 | 140 |0.024]1990 | 50 | 350 |0.044|2300| 60 | 350 |0.038]1600| 42 | 250 |0.039|2700| 70 | 350 |0.032
SPH5DF4-10( 1,700 | 55 | 110 |0.016 {1,140 | 36 | 130 |0.029| 1590 | 50 | 330 |0.052{1900| 60 | 350 |0.0461300| 42 | 250 |0.0482200| 70 | 320 |0.036
SPH5DF4-12| 1,400 | 55 | 100 0018 | 950 | 36 | 110 |0.029|1320| 50 | 310 | 0.059 {1500 | 60 | 350 |0.058 1,100 | 42 | 250 |0.057|1.800| 70 | 320 |0.044
SPH5DF4-16{ 1,000 | 55 | 100 |0.025| 710| 36 90 (0032 990| 50 | 250 |0.063|1100| 60 | 320 | 0.073| 800 | 42 | 220 |0.069|1300| 70 | 280 | 0.054
SPH5DF4-20| 800 | 55 90 (0028 | 570| 36 70 10031 | 790| 50 | 210 [0.066| 900 | 60 | 320 | 0.089| 600 | 42 | 220 |0.092| 1100 70 | 250 | 0.057
SETE
F{eferencled ae=0.1D ap=5D
dimensions
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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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@ This endmill is a specialized endmill for side milling. It also displays outstanding life span for trochoidal milling and spot facing.
@ |n 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 t«

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




