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An outstanding endmill for machining titanium alloy,
difficult to machine stainless steel as well as for dry
processing.
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1. Extremely high heat-resistant efficiency

2. Capable of highly efficient cutting under harsh
conditions

3. Strong in dry milling difficult-to-cut materials
4. extreme core thickness design
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Used for Heat Resistant Super Alloy Difficult-to-cut Material

BEREDEITVRIIL 4AH (RUNAST)
Carbide Unequal Flute Spacing Endmill 4 Flutes (51° helix angle) (mm)
P/N D1 L1 L2 L d F T
BUE Xz IR |BR/EIR| 2R iz X | Orignal Price
Part Number Mill Dia. | Flute Length é\lﬁeeccl;egrl_neer}g{{] Overall Length| Shank Dia. | No. of Flute (ven)
SPHF4-3 3 8 — 50 4 4 5,900
SPHF4-3T 3 8 = 50 6 4 6,700
SPHF4-4 4 10 — 50 4 4 5,900
SPHF4-4T 4 10 = 50 6 4 6,700
SPHF4-5 5 13 — 50 6 4 6,700
SPHF4-6 6 15 = 50 6 4 6,700
SPHF4-7 7 17 — 60 8 4 7,300
SPHF4-8 8 20 = 60 8 4 8,000
SPHFL4-8 8 20 $7.9/40 75 8 4 10,400
SPHF4-10 10 25 = 75 10 4 11,700
SPHFL4-10 10 30 $9.9/50 100 10 4 14,800
SPHF4-12 12 30 = 75 12 4 14,600
SPHFL4-12 12 40 $11.9/60/ 100 12 4 20,400
SPHF4-16 16 45 = 100 16 4 31,800
SPHF4-20 20 50 — 100 20 4 45,800
BEFAEDESIT7A IVREIL 48H (RUNAEST)
Carbide Unequal Flute Spacing Corner Radius Endmill 4 Flutes (51° helix angle) (mm)
P/N R D1 L1 L d F T
BUE J=7r/= DSLES AR 2R ETES A CanalRico
Part Number Comer Mil Dia. | Flute Length |Overall Length| Shank Dia. | No. of Flute (yen)
SPHFR4-3-0.2R 0.2R 3 8 50 4 4 6,300
NEW _SPHFR4-3-0.4R 0.4R 3 8 50 4 4 6,300
SPHFR4-3-0.5R 0.5R 3 8 50 4 4 6,300
NEW _SPHFR4-3-0.8R 0.8R 3 8 50 4 4 6,300
NEW SPHFR4-4-0.4R 0.4R 4 10 50 4 4 6,300
SPHFR4-4-0.5R 0.5R 4 10 50 4 4 6,300
NEW SPHFR4-4-0.8R 0.8R 4 10 50 4 4 6,300
SPHFR4-4-1R 1R 4 10 50 4 4 6,300
NEW _SPHFR4-5-0.4R 0.4R 5 13 50 6 4 6,900
SPHFR4-5-0.5R 0.5R 5 13 50 6 4 6,900
NEW SPHFR4-5-0.8R 0.8R 5 13 50 6 4 6,900
SPHFR4-5-1R 1R 5 13 50 6 4 6,900
NEW _SPHFR4-6-0.4R 0.4R 6 15 50 6 4 6,900
SPHFR4-6-0.5R 0.5R 6 15 50 6 4 6,900
NEW SPHFR4-6-0.8R 0.8R 6 15 50 6 4 6,900
SPHFR4-6-1R 1R 6 15 50 6 4 6,900
NEW_SPHFR4-8-0.4R 0.4R 8 20 60 8 4 8,200
SPHFR4-8-0.5R 0.5R 8 20 60 8 4 8,200
NEW SPHFR4-8-0.8R 0.8R 8 20 60 8 4 8,200
SPHFR4-8-1R 1R 8 20 60 8 4 8,200
NEW _SPHFR4-8-2R 2R 8 20 60 8 4 8,200
SPHFR4-10-0.5R 0.5R 10 25 75 10 4 12,200
NEW SPHFR4-10-0.8R 0.8R 10 25 75 10 4 12,200
SPHFR4-10-1R 1R 10 25 75 10 4 12,200
NEW SPHFR4-10-2R 2R 10 25 75 10 4 12,200
SPHFR4-12-0.5R 0.5R 12 30 75 12 4 15,100
NEW SPHFR4-12-0.8R 0.8R 12 30 75 12 4 15,100
SPHFR4-12-1R 1R 12 30 75 12 4 15,100
NEW SPHFR4-12-2R 2R 12 30 75 12 4 15,100
NEW SPHFR4-16-1R 1R 16 40 100 16 4 33,800
NEW SPHFR4-16-2R 2R 16 40 100 16 4 33,800
NEW SPHFR4-16-3R 3R 16 40 100 16 4 33,800
NEW SPHFR4-20-1R 1R 20 50 100 20 4 47,600
NEW SPHFR4-20-2R 2R 20 50 100 20 4 47,600
NEW _SPHFR4-20-3R 3R 20 50 100 20 4 47,600
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Stainless Steel « Titanium Alloy Milling Parameters (Side Milling)
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F—RTF AR (SUS304 %)

NIVT VP AR (SUS440C &)

HTHEE(ER (SUS630 35)

Material Austenitic stainless steel (SUS304 etc.) Martensitic stainless steel (SUS440C etc.) Precipitation hardening stainless steel (SUS630 etc.) TI-6AI-4V
HE O#ay | BE |XUEE | THEE| OEE | BhE  [XVUEE|MENE| OEnsy | BhE  |XURE|MHNE| DRk | 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)

SPHF4-3 13,800, 130 | 1,000 | 0.018 |10,600| 100 750 | 0.018 [12,700| 120 850 | 0.017 | 8,400 80 650 | 0.019
SPHF4-4 110,300, 130 | 1,100 | 0.027 | 7,900| 100 850 | 0.027 | 9,500| 120 950 | 0.025 | 6,300 80 700 | 0.028
SPHF4-5 8,200| 130 | 1,200 | 0.037 | 6,300| 100 850 | 0.034 | 7,600| 120 950 | 0.031 | 5,000 80 750 | 0.038
SPHF4-6 6,900| 130 | 1,300 | 0.047 | 5,300| 100 900 | 0.042 | 6,300| 120 | 1,000 | 0.040 | 4,200 80 800 | 0.048
SPHF4-7 5,900/ 130 | 1,300 | 0.055 | 4,500| 100 900 | 0.050 | 5,400 120 | 1,000 | 0.046 | 3,600 80 800 | 0.056
SPHF4-8 5,100| 130 | 1,300 | 0.064 | 3,900 100 900 | 0.058 | 4,700| 120 | 1,000 | 0.053 | 3,100 80 800 | 0.065
SPHFL4-8 | 5,100| 130 650 | 0.032 | 3,900| 100 450 | 0.029 | 4,700 120 500 | 0.027 | 3,100 80 400 | 0.032
SPHF4-10 | 4,100, 130 | 1,300 | 0.079 | 3,100| 100 800 | 0.065 | 3,800| 120 900 | 0.059 | 2,500 80 680 | 0.068
SPHFL4-10| 4,100| 130 650 | 0.040 | 3,100| 100 800 | 0.065 | 3,800 120 450 | 0.030 | 2,500 80 340 | 0.034
SPHF4-12 | 3,400, 130 | 1,200 | 0.088 | 2,600| 100 750 | 0.072 | 3,100 120 900 | 0.073 | 2,100 80 600 | 0.071
SPHFL4-12| 3,400 130 600 | 0.044 | 2,600| 100 370 | 0.036 | 3,100| 120 450 | 0.036 | 2,100 80 300 | 0.036
SPHF4-16 | 2,500, 130 | 1,000 | 0.100 | 1,900| 100 650 | 0.086 | 2,300 120 800 | 0.087 | 1,500 80 500 | 0.083
SPHF4-20 | 2,000 130 900 | 0.113 | 1,500 100 550 [ 0.092 | 1,900 120 700 | 0.092 | 1,200 80 450 | 0.094
BETE 2e=02D ap=2D R 20N AR CHITLT <,
Referenced dimensions Please machine at a feed rate approximately 20% higher.
SPHF4-12 SUS304 : 3,500rpm 1300mmy/min ap18mm ae 25mm | SPHF4-8 SUS440C : 4,000rpm SPHF4-12 SUS630 : 3,000rpm 700mm/min SPHF4-10 Ti-éA\-AV + 2,600rpm 700mm/min ap15mm ae 2mm
GIBIZEE] (S0 e S0 LT R | AELoR o ALK EUL HELLEDE | IHERAHA S SmOBA TN, 1ORHEIT | Hes CORHORR. BLore B LIRS

Milling Use Case

SUS304 milling with a case study of over 30 hours

of continuous milling.

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

Wear of cutting edge occured at a total cutting

length of 330 m. Approximately 10 hours of milling.

Outstanding performance even with pure titanium.
3 times longer life span than endmills compared to other companies.

HBlASE FeB-NiE i8S S tIHISM (AIEINT]

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

[Zi=1 iBm#asE (Fek Incoloy800 %) | @MiZE&E (NI Inconel718 %) | @Mi#E#&E (NiE Hastelloy X &) {EZREE (Inverit)

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#Ey | BEER XUEE | WEEE| DR | B |XURE | MENE| DERE | BER | XUERE| MENE| DRk | 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)
SPHF4-3 5,800 | 55 200 | 0.009 | 3.820 36 180 | 0.012 [ 7,400 | 70 300 | 0.010 | 7.400 70 400 | 0.014
SPHF4-4 4,300 | 55 200 | 0.012 | 2,860 36 180 | 0.016 | 5,500 | 70 350 | 0.016 | 5,500 70 400 | 0.018
SPHF4-5 3,500 | 55 220 | 0.016 | 2,290 36 200 | 0.022 | 4,400 | 70 400 | 0.023 | 4,400 70 500 | 0.028
SPHF4-6 2,900 | 55 220 10.019] 1,910 36 200 | 0.026 | 3,700 | 70 400 | 0.027 | 3.700 70 500 | 0.034
SPHF4-7 2,500 | 55 220 | 0.022 | 1,630 36 200 | 0.031 [ 3,100 | 70 400 | 0.032 | 3,100 70 500 | 0.040
SPHF4-8 2,100 | 55 220 | 0.026 | 1,430 36 200 |0.035 2,700 | 70 400 | 0.037 | 2,700 70 500 | 0.046
SPHFL4-8 | 2,100 | 55 120 | 0.014 | 1.430 36 100 | 0.017 [ 2,300 | 70 200 | 0.022 | 2,700 70 250 | 0.023
SPHF4-10 | 1,700 | 55 210 | 0.031 | 1,140 36 180 | 0.039 | 2,200 | 70 400 | 0.045 | 2,200 70 450 | 0.051
SPHFL4-10] 1,700 | 55 110 | 0.016 | 1,140 36 100 | 0.022 | 1,900 | 70 200 | 0.026 | 2,200 70 230 | 0.026
SPHF4-12 | 1,400 | 55 190 | 0.034 950 36 150 | 0.039 [ 1,800 | 70 400 | 0.056 | 1.800 70 450 | 0.063
SPHFL4-12| 1,400 | 55 100 | 0.018 950 36 100 | 0.026 | 1,500 | 70 200 | 0.033 | 1.800 70 230 | 0.032
SPHF4-16 | 1,000 | 55 150 | 0.038 710 36 120 | 0.042 [ 1,300 | 70 350 | 0.067 | 1,300 70 400 | 0.077
SPHF4-20 800 | 55 120 | 0.038 570 36 100 | 0.044 11,100 | 70 350 | 0.080 | 1,100 70 350 | 0.080
ae=0.15D ap=2D :¥HastelloyC22 C276|CDW\\TIFEEREEEE ZHastelloyXD70%ZEELE(CFERLTIZE W,
§%T_|‘;’£ For C276, use a peripheral speed and feed rate based on 70% of the Hastelloy X.

Referenced dimensions

MWHAGSEDANUAILTUNI T4,
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Helical hole milling of heat-resistant alloys is possible.

The minimum diameter of the hole should be at least 1.5 times the diameter of the endmill. The ramping angle should be 2 degrees or less, and a depth of up to 1D is possible.

ae=0.1D ap=1.5D

IS

Milling Use Case

SPHF4-8 A286 : 2,100rpm 210mm/min
ap10mm ae Tmm

it X —H—D3fEDFE

3 times longer life span than other manufactures.

SPHF4-4T Waspaloy : 3,000rpm 250mm/min ae0.5mm &7
SPHF4-10 Inconel718 : 1,170rpm 220mm/min ap18mm ae2mm
SPHFR4-6-1.0R Inconel713C 1,500rpm 200mm/min apSmm ae1mm
At X —F— DB EDFRM

Conditions of over 2 times more than other

SPHF4-16 HasteloyX : 1,390rpm 250mm/min ae1.5mm #XDd
SPHF4-3T Hasteloy ¢22 6,000rpm 600mm/min ap0.5mm ae0.5mm
TEEEIVNIILEU5EDFR

1.5 times longer life span than a designated

endmill.

SPHF4-8 Spear Inver : 3,000rpm
300mm/min ap10mm ae 2mm

it T NS )LD 2SI DS
Conditions of over 2 times more than other
companies endmill.

SO EEV FELE OB EROFET — I ZRBICUERH T . FrVEA T —I TR HIFE Ao K

[CEWRMGZ EFTTERLEE 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.

HEHRIFFOREETRTOEM TIRIET DD TIETIUNEE Ao Itis not guaranteed that all machines will meet the conditions shown on the milling parameters chart.
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Used for Heat Resistant Super Alloy Difficult-to-cut Material

HBl#ASE FeB-NiE i8S S tIHISRH (BT)

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

z= HBMEAGE (FeE Incoloy800 %) | BM#EE=E (NiE Inconel718 &) | BM#SE (NiE Hastelloy X &) {RE RS E (Invertt)

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 Oy | BEE |XUEE | EEE| O | BER |XUERE|MENE| DERE | BER | XURE|MENE| DR | 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)

SPHF4-3 4,700 | 45 150 | 0.008 | 3,180 | 30 120 | 0.009 | 4,200 | 40 150 | 0.009 | 6,300 | 60 300 | 0.012

SPHF4-4 3,500 | 45 150 | 0.011 ] 2380 | 30 120 | 0.013 ] 3,100 | 40 150 | 0.012 14,700 | 60 300 | 0.016

SPHF4-5 2,800 | 45 170 | 0.015 | 1,910 | 30 150 | 0.020 | 2,500 | 40 170 1 0.017 ] 3,800 | 60 400 | 0.026

SPHF4-6 2,300 | 45 170 | 0.018 1,590 | 30 150 | 0.024 | 2,100 | 40 170 | 0.020 | 3,100 | 60 400 | 0.032

SPHF4-7 2,000 | 45 170 | 0.021 | 1,360 | 30 150 | 0.028 | 1,800 | 40 170 1 0.024 | 2,700 | 60 400 | 0.037

SPHF4-8 1,700 | 45 170 | 0.025 [ 1,190 | 30 150 | 0.032 1,500 | 40 170 1 0.028 | 2,300 | 60 400 | 0.043

SPHFL4-8 | 1,700 | 45 100 | 0.015] 1,190 | 30 80 10.017 1,500 | 40 100 | 0.017 ] 2,300 | 60 150 | 0.016

SPHF4-10 | 1,400 | 45 150 | 0.027 950 | 30 130 | 0.034 | 1,200 | 40 150 | 0.031 11,900 | 60 250 | 0.033

SPHFL4-10| 1,400 | 45 100 | 0.018 950 | 30 80 | 0.021 | 1,200 | 40 100 | 0.021 | 1,900 | 60 130 | 0.017

SPHF4-12 | 1,100 | 45 140 | 0.032 790 | 30 120 | 0.038 | 1,000 | 40 140 | 0.035 ] 1,500 | 60 350 | 0.058

SPHFL4-12| 1,100 | 45 100 | 0.023 790 | 30 80 |0.025] 1,000 | 40 100 | 0.025 | 1,500 | 60 130 | 0.022

SPHF4-16 800 | 45 130 | 0.041 590 | 30 110 | 0.047 600 | 40 130 | 0.054 11,1700 | 60 300 | 0.068

SPHF4-20 700 | 45 120 | 0.043 470 | 30 100 | 0.053 600 | 40 120 | 0.050 900 | 60 250 | 0.069

sEZ1E ap=0.5D #HastelloyC22 C276(C DV TIFEREERE ZHastelloyXD70%EELEICFERLTIEE L,

Referenced dimensions For C276, use a peripheral speed and feed rate based on 70% of the Hastelloy X. ap=0.75D
Inconel718 : BT30 ap=3mm E®50m/min ;XW5&E220mm/min R TEDEOERTNI TE .
PIETE] HastelloyX : BT40
Milling Use Case Inconel718 : BT30 ap=3mm peripheral speed 50m/min feed rate 220mm/min
9 Was able to machine at three times the efficiency of conventional tools.
HastelloyX : BT40
73 P H Pa e A = o ™
BHNES Fel-NIE fhBES VIBIRHE (N\UAILREGF-5VEYTNT]
Super-Heat Resistant Alloy FE Base * Nickel Base and other Superalloy Cutting Conditions (Helical Milling + Ramping)
(%=} BM#E#SE (FeE Incoloy800 &) | BM#E=E (NI Inconel718 &) | BMESE (NiE Hastelloy X &) {REEREE (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)
IE | O | EE |EURE|MERE| O | BE ROEE| TR O | EE |ORE| AR R | B |V e
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)

SPHF4-3 4,700 | 45 150 | 0.008 | 3,180 | 30 120 | 0.009 | 4,200 | 40 150 | 0.009 | 6,300 | 60 300 | 0.012

SPHF4-4 3,500 | 45 150 | 0.011 12,380 | 30 120 | 0.013 [ 3,100 | 40 150 | 0.012 | 4,700 | 60 300 | 0.016

SPHF4-5 2,800 | 45 170 | 0.015 (1910 | 30 150 | 0.020 | 2,500 | 40 170 | 0.017 | 3,800 | 60 400 | 0.026

SPHF4-6 2,300 | 45 170 1 0.018 | 1.590 | 30 150 10.024 | 2,100 | 40 170 | 0.020 | 3,100 | 60 400 | 0.032

SPHF4-7 2,000 | 45 170 ] 0.021 | 1,360 | 30 150 |0.028 | 1,800 | 40 170 | 0.024 | 2,700 | 60 400 | 0.037

SPHF4-8 1,700 | 45 170 | 0.025 [ 1,190 | 30 150 10.032 | 1,500 | 40 170 | 0.028 | 2,300 | 60 400 | 0.043

SPHF4-10 | 1,400 | 45 150 | 0.027 950 | 30 130 1 0.034 | 1,200 | 40 150 | 0.031 ] 1,900 | 60 250 | 0.033

SPHF4-12 | 1,100 | 45 140 | 0.032 790 | 30 120 | 0.038 | 1,000 | 40 140 | 0.035 ] 1,500 | 60 350 | 0.058

SPHF4-16 800 | 45 130 | 0.041 590 | 30 110 | 0.047 700 | 40 130 | 0.046 | 1,100 | 60 300 | 0.068

SPHF4-20 700 | 45 120 | 0.043 470 | 30 100 | 0.053 600 | 40 120 | 0.050 900 | 60 250 | 0.069

ap=1D HERRFASVEVJAES’ Recommended maximum ramping angle of 5°

SETE #HastelloyC22 C276IC DV TIFEEEXYEE ZHastelloyXD70%ZEEICERL T ZE W,
EEETEE TR For G276, use a peripheral speed and feed rate based on 70% of the Hastelloy X.
PIEIES] IR (HICHHLEDEAISH TR REETEULS, BEAKULET.BT30 BTAODFHTORAENSHTENFT.)
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.
{i# Z Notes
O AT VRIVIE NENMIRHEE I VRSV CY  FIEJUMIT PO Il T CREDEFRZRIELE T —
o X DIBE . LEEUIHISRHED60~80% TTERLIEE L, % aT
0 X)RE(L. ap ae DARMAFKIVAEVIEEIF60~80% TTERALIEE L, P
© MCHITIC&ZBTAOMABL DHMAIEZEN—RICRHHELLTEIET, ae] D

@ BT30#HEZHDIBE . WIHIREZ70%ICLTIZE W, (BU. 1 0BT DEVE(F EEEYIHIREUTICRDKIITHELTLIIZEL,)
® 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.

0 IV UHYNAETEOTLEE W,
O NN EDESIRNK ST DRETROFDUETINTLTLZE W,
O SPHFLSY A FIFREHUN RLRBIHERZEBEDUEE Ao BT BIHEIRIRERDFEDUTORMGTERAL TS,

® Please set the milling parameters at 70% for BT30. (However, please set the feed rate per tooth below the milling parameters mentioned above.) %
O SUSEEWTIBEDS VEV I NIRUAUAIIITIDES(F. SPGFYU—X(P6SIR) & CERLIEE L,

® 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.
® For ramping and helical milling of SUS alloys and Ti alloys, please use the SPGF series (refer to page 6).

SEEEHEEN) FEHOBERORBET — I ZRICUERE T . FrVEF Y F—ITIRHIFR b RRICEVRGZ 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.

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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