NISSIN IFRALCON. ENDMILL

NISSIN FALCON® Short Endmill oL — . o
o I BEFESEIVRIIL 4A(RBLNAEST)
NISSIN FALCONs Carbide Unequal Flute Spacing Endmill 4 Flutes (51° helix angle) (nm)
~ I\ ~ P pa— } P/N D1 L1 L d F
~ —_— = TEfiffi ()
/ 3 I / ~ b ggﬁ %?% 39% %E §[Hf¥ 3‘]%& Original Price (yen)
Part Number Mill Dia. Flute Length Overall Length Shank Dia. No. of Flute
%FE'I.'%IIDIIJI\:“J SPHFS4-1-4 1 1 45 4 4 3,200
Side - Slot Milling Endmill SPHFS4-1.5-4 1.5 1.5 45 4 4 3,200
AT VR MBS ICIERICEBNRZELE SPHFS4-2-4 2 2 45 4 4 3,200
EVICKVEEVTRERIYRIIL T, SPHFS4-2.5-4 25 25 45 4 4 3,200
An endmill that is capable of high feed ratle, SPHFS4-3-6 3 3 45 6 4 3,600
extremely controlled chatter, and excellent with
stainless heat-resistant steel. SPHFS4-3.5-6 35 35 45 6 4 3,600
SPHFS4-4-6 4 4 45 6 4 3,600
SPHFS4-5-6 5 5 45 6 4 4,200
SPHFS4-6-6 6 6 45 6 4 4,200
2Y= YTty -CNCEEE SPHFS4-7-6 7 7 BhH 6 4 7,300
Machining Center / CNC Automatic Lathe SPHF54-8-6 8 8 35* 6 4 7,300
SPHFS4-8-7 8 8 45 7 4 8,400
SPHFS4-8-8 8 8 45 8 4 7,000
SPHFS4-10-7 10 10 45 7 4 13,500
SPHFS4-10-10 10 10 45 10 4 9,300
SPHFS4-12-10 12 12 45 10 4 15,000
NEW SPHFS4-12-12-45L 12 12 45 12 4 13,400
SPHFS4-12-12-75L 12 12 75 12 4 13,400
L ) SPHFS4-14-10 14 14 45 10 4 21,400
‘ TL# % SPHFS4-7-6-SPHFS4-8-6 D2 R(F35mERB>THUET .
d Il | K N ID1 *The overall length of the SPHFS4-7-6 + SPHFS4-8-6 is 35mm.
| #&H'JME Work Material
EEEEN oo gadd | et 0 2l | Fovas | Eumes
<HRC40 =HRC50 Cast iron Stainless steel Titanium ress?‘spt::\ thzliaéy
1. BEENEL UIUMOBEH IS = =

Bncuna
2. THEAMEREDIERE ICH LY

1. High lubricity and excellent chip evacuation
properties
2. Extremely high heat-resistant efficiency
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Machining Center
| RES-S S TR YIEIS (T

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

HHIMITHA

Used for Machining Difficult-to-cut Material

ME 5% (545C SUM %) &% (SNCM420 SCM415 %) TEH(SKD11 SKD61)
Material Carbon steel (S45C SUM etc.) Alloy steel (SNCM420 SCM415 etc.) Tool Steel (SKD11 SKD61 etc.)
mE | O | BE RORE|MEHE| O | EE [XUTRE|TNRE| @ | BR[| 08eE
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)
SPHFS4-1-4 | 25,400 80 600 | 0.006 |22,200 70 400 | 0.005 [19,100| 60 300 | 0.004
SPHFS4-1.5-4 [ 16,900 80 600 | 0.009 | 14,800 70 400 | 0.007 {12,700 60 300 | 0.006
SPHFS4-2-4  [15,900| 100 700 | 0.011 |12,700 80 500 | 0.010 11,900 75 350 | 0.007
SPHFS4-2.5-4 [12,700] 100 700 | 0.014 |10,100 80 500 | 0.012 | 9,500 75 350 | 0.009
SPHFS4-3-6 | 11,600 110 800 | 0.017 |10,600| 100 600 | 0.014 | 7,900, 75 400 | 0.013
SPHFS4-3.5-6 [ 10,900 20 900 | 0.021 | 9,000 00 700 | 0.019 | 6.800| 75 400 | 0.015
SPHFS4-4-6 9,500 20 | 1,000 | 0.026 | 7,900 00 800 | 0.025 | 5,900| 75 500 | 0.021
SPHFS4-5-6 7,600 20 | 1,200 | 0.039 | 6,300 00 900 | 0.036 | 4,700, 75 600 | 0.032
SPHFS4-6-6 6,300/ 120 | 1,200 | 0.048 | 5,300 100 900 | 0.042 | 3,900 75 600 | 0.038
SPHFS4-7-6 5,400 120 | 1,200 | 0.056 | 4,500 100 900 | 0.050 | 3.400| 75 600 | 0.044
SPHFS4-8-6 4,700| 120 | 1,200 | 0.064 | 3,900| 100 900 | 0.058 | 2,900| 75 600 | 0.052
SPHFS4-8-7 4,700] 120 | 1,300 | 0.069 | 3.900| 100 950 | 0.061 | 2,900, 75 650 | 0.056
SPHFS4-8-8 4,700, 120 | 1,400 | 0.074 | 3,900 100 | 1,000 | 0.064 | 2,900| 75 700 | 0.060
SPHFS4-10-7 | 3,800 120 | 1,300 | 0.086 | 3,100 100 950 | 0.077 | 2,300 75 650 | 0.071
SPHFS4-10-10] 3,800| 120 | 1,500 | 0.099 | 3,100, 100 | 1,200 | 0.097 | 2,300 75 800 | 0.087
SPHFS4-12-10] 3,100 120 | 1,100 | 0.089 | 2,600| 100 900 | 0.087 | 1,900 75 650 | 0.086
SPHFS4-12-1245L| 3,100| 120 | 1,200 | 0.097 | 2,600, 100 | 1,000 | 0.096 | 1,900 75 700 | 0.092
SPHFS4-12-12-75L| 3,100 120 | 1,200 | 0.097 | 2,600, 100 | 1,000 | 0.096 | 1,900 75 700 | 0.092
SPHFS4-14-10] 2,700| 120 | 1,100 | 0.102 | 2,200] 100 900 | 0.102 | 1.700] 75 600 | 0.088
SEE  ap=1D ae=0.2D
Referenced dimensions
I AF VLA TiGE MHAEE tIEISEHE (fIEnT]
Stainless Steel « Titanium Alloy + Heat-Resistant Alloys Milling Parameters (Side Milling)
e F—RTF A bR (SUS304 &) Ni& (Ni Inconel718 %) HTHEE(ER (SUS630 %) Ti-6Al-4V
Material Austenitic stainless steel (SUS304 etc.) Super-heat resistant alloy (Nickel base Inconel 718 etc.) |  Precipitation hardening stainless steel (SUS630 etc.)
RIE O#R%y | BhE XUEE| WEEE| OEE | BhER  |XUERE|MENE| OEREy | BhER  XURE| MENE| DERE | BE | XUEE| 19EEE
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)
SPHFS4-1-4_|31,800| 100 | 600 | 0.005 [11,400] 36 | 120 | 0.003 [28,600] 90 | 400 | 0.003 [25.400| 80 | 400 | 0.004
SPHFS4-1.5-4 [21,200| 100 700 | 0.008 | 7,600 36 140 | 0.005 16,900 80 500 | 0.007 |16,900| 80 400 | 0.006
SPHFS4-2-4 [17,500] 110 800 | 0.011 | 5,700 36 160 | 0.007 |14.300 90 600 | 0.010 |12,700| 80 400 | 0.008
SPHFS4-2.5-4 | 14,000| 110 900 | 0.016 | 4,500| 36 180 | 0.010 |11.400 90 700 | 0.015 |10,100| 80 400 | 0.010
SPHFS4-3-6 13,800 130 | 1,100 | 0.020 | 3,800 36 200 | 0.013 [11,600| 110 900 | 0.019 | 8,400 80 700 | 0.021
SPHFS4-3.5-6 [ 11,800 130 | 1,150 | 0.024 | 3,200| 36 200 | 0.016 [10.000| 110 950 | 0.024 | 7,200| 80 700 | 0.024
SPHFS4-4-6  [10,300| 130 | 1,200 | 0.029 | 2,800| 36 200 | 0.018 | 8,700| 110 |1,000 | 0.029 | 6.300| 80 750 | 0.030
SPHFS4-5-6 8,200 130 | 1,300 | 0.040 | 2,200| 36 220 | 0.025 | 7,000| 110 /1,100 | 0.039 | 5,000, 80 800 | 0.040
SPHFS4-6-6 6.900| 130 | 1,500 | 0.054 | 1.900| 36 220 | 0.029 | 5800 110 |1,300 | 0.056 | 4,200 80 850 | 0.051
SPHFS4-7-6 5,900 130 | 1,500 | 0.064 | 1,600 36 220 | 0.034 | 5000 110 |1,300 | 0.065 | 3.600| 80 850 | 0.059
SPHFS4-8-6 5,100] 130 | 1,500 | 0.074 | 1,400 36 220 | 0.039 | 4,300| 110 |1,300 | 0.076 | 3,100, 80 850 | 0.069
SPHFS4-8-7 5,100| 130 | 1,500 | 0.074 | 1,400 36 220 | 0.039 | 4,300| 110 |1,300 | 0.076 | 3.,100| 80 850 | 0.069
SPHFS4-8-8 5,100| 130 | 1,500 | 0.074 | 1.400| 36 240 | 0.043 | 4300 110 |1,300 | 0.076 | 3.100| 80 900 | 0.073
SPHFS4-10-7 | 4,100 130 | 1,500 | 0.091 | 1,100| 36 220 | 0.050 | 3,500 110 |1,300 | 0.093 | 2,500, 80 850 | 0.085
SPHFS4-10-10] 4,100| 130 | 1,500 | 0.091 | 1,100 36 220 | 0.050 | 3,500 110 |1,300 | 0.093 | 2,500 80 900 | 0.090
SPHFS4-12-10] 3.400| 130 | 1,300 | 0.096 900| 36 200 | 0.056 | 2,900 110 1,100 | 0.095 | 2,100| 80 800 | 0.095
SPHFS4-12-12-45L| 3,400 130 | 1,300 | 0.096 900| 36 200 | 0.056 | 2,900| 110 |1,100 | 0.095 | 2,100| 80 800 | 0.095
SPHFS4-12-12-75L| 3,400| 130 | 1,300 | 0.096 900| 36 200 | 0.056 | 2,900 110 1,100 | 0.095 | 2,100/ 80 800 | 0.095
SPHFS4-14-10] 2,900| 130 | 1,000 | 0.086 800| 36 180 | 0.056 | 2,500] 110 800 | 0.080 | 1.800| 80 700 | 0.097
ap=1D 2e=0.1D ae=0.2D ap=1D
» =L 79> DEEIFEVEF
BEWE HastelloyXDB& 1 SEDEER U RN 20%IRE TR TS
Referenced ap=1D ae=0.2D XD RETYHITEET Y ap=1D ae=0.2D BEH LR ERLORBTIILT RS,
dimensions For Hastelloy X, it is possible to machine at 1.5 For pure titanium, the feed rate can be increased by
times the peripheral speed and feed rate. approximately 20% compared that mentioned above.
Please machine at the same spindle speed as mentioned above.
{id Z Notes

® 1 S DEDBIFHRDEIFBTFIIES Vo FEREXVEIF T HHI DRV BZER—R[CUTLIES LY,
OARTVRIVIE MNE B EBSICHRBTEDLYRIIVTT . FebOIA RIITTHREDOHFRZRIELE T,
o X DIBE . LEIHISRHD60~80% TTEALIEE L,

O X)HE(S. ap ae DKM KVAEVEEF60~80% TTIEALIEE L,
© MICHITIC K BBTAOHABH DA Z N — R CRHBLLTHEIET,
© BT30HAEZ DIZE. UIHISRMHZ70%ICLTLIZE W, (BU. 1H &Iz DX E(E EEEUIBIRA U TSR B K SICERELTLREEL.)

® 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.)

SO EEV FEH OB EROFIET — I ZRBICUERH T . FrVEA VT —I TR HIFE Ao iR

ae

=)
1

[CEWRGZ EIFTTERLIEE 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.

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

Machining Center
0 BRERiE - S0 TR YIRS (B T]

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

L%)=1 R (S45C SUM %) B&H (SNCM420 SCM415 55) TEH(SKD11 SKD61)
Material Carbon steel (S45C SUM etc.) Alloy steel (SNCM420 SCM415 etc.) Tool Steel (SKD11 SKD61 etc.)
RIE O#a%y | BhE |XUEE| VNS | OEREy | BhE |XUEE|TENE | OEEy | 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)
SPHFS4-1-4  |25,400 80 400 | 0.004 |15,900| 50 300 | 0.005 [12,700| 40 200 | 0.004
SPHFS4-1.5-4 {16,900 80 400 | 0.006 [10,600] 50 300 | 0.007 | 8,400 40 200 | 0.006
SPHFS4-2-4 | 14,300 90 450 | 0.008 | 9,500| 60 350 | 0.009 | 7,100| 45 250 | 0.009
SPHFS4-2.5-4 {11,400 90 450 | 0.010 | 7,600 60 350 | 0.012 | 5700 45 250 | 0.011
SPHFS4-3-6  [10,600| 100 500 | 0.012 | 7,400, 70 400 | 0.014 | 5300| 50 300 | 0.014
SPHFS4-3.5-6 | 9,000 100 550 | 0.015| 6,300| 70 450 | 0.018 | 4,500| 50 350 | 0.019
SPHFS4-4-6 7,900| 100 600 | 0.019 | 5,500| 70 500 | 0.023 | 3,900 50 400 | 0.026
SPHFS4-5-6 6,300| 100 700 | 0.028 | 4,400] 70 600 | 0.034 | 3,100 50 450 | 0.036
SPHFS4-6-6 5,300| 100 700 | 0.033 | 3,700| 70 600 | 0.041 | 2,600| 50 450 | 0.043
SPHFS4-7-6 4,500 100 700 | 0.039 | 3,100] 70 600 | 0.048 | 2,200| 50 450 | 0.051
SPHFS4-8-6 3,900 100 700 | 0.045 | 2,700 70 600 | 0.056 | 1,900| 50 450 | 0.059
SPHFS4-8-7 3,900 100 750 | 0.048 | 2,700| 70 650 | 0.060 | 1,900| 50 450 | 0.059
SPHFS4-8-8 3,900/ 100 800 | 0.051 | 2,700| 70 700 | 0.065 | 1,900| 50 500 | 0.066
SPHFS4-10-7 | 3,100 100 750 | 0.060 | 2,200 70 650 | 0.074 | 1,500 50 450 | 0.075
SPHFS4-10-10[ 3,100 100 900 | 0.073 | 2,200| 70 800 | 0.091 | 1,500| 50 550 | 0.092
SPHFS4-12-10{ 2,600| 100 750 | 0.072 | 1,800] 70 650 | 0.090 | 1,300| 50 450 | 0.087
SPHFS4-12-12-45L| 2,600| 100 800 | 0.077 | 1,800 70 700 | 0.097 | 1,300] 50 500 | 0.096
SPHFS4-12-12-75L| 2,600 100 800 | 0.077 | 1,800| 70 700 | 0.097 | 1,300| 50 500 | 0.096
SPHFS4-14-10] 2,200| 100 700 | 0.080 | 1,500] 70 600 | 0.100 | 1,100] 50 400 | 0.091
SEE  ap=1.5D
Referenced dimensions
I AF VLA TiGE MHAEE RIS [ENT)
Stainless Steel - Titanium Alloy « Heat-Resistant Alloys Milling Parameters (Slotting)
W F—R7FARR(SUS304 %) | Nig®(NiE Inconel718 %) AR (SUS630 %) Ti6ALAY
Material Austenitic stainless steel (SUS304 etc.) Super-heat resistant alloy (Nickel base Inconel 718 etc.) | Precipitation hardening stainless steel (SUS630 etc.)
RUFE O#¥y | BE |XUEE | TEEE| OEE | BhE [XVUEE|MENE| OEnsy | BiE  |XURE|MANE| OERsy | BE | XUERE| 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)
SPHFS4-1-4 | 28,600 90 250 | 0.002 | 9,500 30 100 | 0.003 |25,400 80 200 | 0.002 |22,200| 70 150 | 0.002
SPHFS4-1.5-4 | 19,100 90 250 | 0.003 | 6,300 30 100 | 0.004 [16,900 80 200 | 0.003 |14,800| 70 150 | 0.003
SPHFS4-2-4 | 14,300 90 300 | 0.005 | 4,700 30 110 | 0.006 [12,700 80 250 | 0.005 |11,100| 70 200 | 0.005
SPHFS4-2.5-4[11,400| 90 | 300 | 0.007 | 3,800 | 30 110 | 0.007 |10,100/ 80 | 250 | 0.006 | 8900 70 | 200 | 0.006
SPHFS4-3-6 [11,600| 110 | 400 | 0.009 | 3,100 | 30 120 | 0.010 |10.600| 100 | 350 | 0.008 | 7,400| 70 | 300 | 0.010
SPHFS4-3.5-6 [10,000| 110 | 400 | 0.010 | 2,700 | 30 120 | 0.011 | 9,000] 100 | 350 | 0.010 | 6,300 70 300 | 0.012
SPHFS4-46  110,300| 130 400 | 0.010 | 2,300 30 130 | 0.014 | 9.500| 120 350 | 0.009 | 5,500 70 300 | 0.014
SPHFS4-5-6 8,200 130 450 | 0.014 | 1,900 30 150 | 0.020 | 7.600| 120 400 | 0.013 | 4,400] 70 350 | 0.020
SPHFS4-6-6 6.900| 130 500 | 0.018 | 1,500 30 180 | 0.030 | 6,300| 120 450 | 0.018 | 3,700| 70 400 | 0.027
SPHFS4-7-6 5,900 130 500 | 0.021 | 1,300 30 180 | 0.035 | 5400| 120 450 | 0.021 | 3,100| 70 400 | 0.032
SPHFS4-8-6 5,100| 130 500 | 0.025 | 1,100 30 180 | 0.041 | 4,700] 120 450 | 0.024 | 2,700| 70 400 | 0.037
SPHFS4-8-7 5,100 130 550 | 0.027 | 1,100 30 180 | 0.041 | 4,700| 120 500 | 0.027 | 2,700| 70 450 | 0.042
SPHFS4-8-8 5,100 130 600 | 0.029 | 1,100 30 200 | 0.045 | 4.700| 120 550 | 0.029 | 2,700, 70 500 | 0.046
SPHFS4-10-7 | 4,100| 130 550 | 0.034 900 30 160 | 0.044 | 3,800] 120 500 | 0.033 | 2,200| 70 450 | 0.051
SPHFS4-10-10] 4,100| 130 600 | 0.037 900 30 200 | 0.056 | 3.800| 120 550 | 0.036 | 2,200| 70 500 | 0.057
SPHFS4-12-10| 3,400| 130 500 | 0.037 700 30 160 | 0.057 | 3,100| 120 450 | 0.036 | 1,800, 70 400 | 0.056
SPHFS4-12-12-45L|  3,400| 130 550 | 0.040 700 30 180 | 0.064 | 3,100| 120 500 | 0.040 | 1,800 70 450 | 0.063
SPHFS4-12-12-75L| 3,400| 130 550 | 0.040 700 30 180 | 0.064 | 3,100] 120 500 | 0.040 | 1,800 70 450 | 0.063
SPHFS4-14-10) 2,900| 130 500 | 0.043 600 30 160 | 0.067 | 2,700| 120 450 | 0.042 | 1,500 70 400 | 0.067
ap=1D ap=0.5D ap=1D ap=1.0D
(BFZELTIHES. apZ@ERDLEERT HastelloyXDi5&1.5EDEER D (BRZEEETIBEE apZERRDHET MF I VNTIREZSH
EUTTRERLIEE L, R CEIMIETRETY EUTTRERALREE L, EEHE LRERUORGTNILTL R
BENE | p1E%130m/mins70m/mindia, ap=0.5D) 551 30m/mine70m/mindi5&. ap=0.5D) | =LY,

Referenced
dimensions

(When reducing the peripheral speed, please
decrease the ap by the same ratio.

For example: in the case that peripheral speed
130m/min=»70m/min, ap=0.5D)

For Hastelloy X, it is possible to machine at 1.5
times the peripheral speed and feed rate.

(When reducing the peripheral speed, please
decrease the ap by the same ratio.

For example: in the case that peripheral speed
130m/min=»70m/min, ap=0.5D)

We have multiple track records in machining pure
titanium.

Please machine at the same spindle speed as
mentioned above.

fid & Notes

ORI VRIIVIE HE B EESICHMLTEDIVRIILTY,

o X DIFE . LEEYIHISRHD60~80% TTEEALIEE L,

O XREF. ap ae DARHLVKEVEERF60~80% TTIERALIEE LY,
© O 1 2IBHDMBN N L TEBZE—5 — Y VEIDBENEEZEN—RICRHEHLLTEUET,

® This endmill is an endmill that can be used for either side milling or slotting.
® 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 a Petermann Automatic Lathe that can process material equivalent to ¢12.

SOEHEEV FEHE OB EROFET — I ZRBICUERH T . FrVEA T —I TR HIFE Ao iR

apI

[CEWRMGZ EIFTTERLIEE 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.

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



CNC Automatic Lathe
I DAYk ¥—i% R -S2H- TEM tILIRE (BT

D-Cut Keyway Carbon Steel « Alloy Steel - Tool Steel Milling Parameters (Slotting)

HHIMITHA

Used for Machining Difficult-to-cut Material

(Z)=1 8 (S45C SUM %) B&H (SNCM420 SCM415 55) TEH(SKD11 SKD61)
Material Carbon steel (S45C SUM etc.) Alloy steel (SNCM420 SCM415 etc.) Tool Steel (SKD11 SKD61 etc.)
RIE O#a%y | BhE |XUEE | WEEE| OEREy | BhE |XUEE|ENE | OEEy | 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) | (mmmin) | (mm) | (min-1) | (m/min) | (mm/min) | (mm)
SPHFS4-1-4 | 6,000 | 19 150 | 0.006 | 6,000 19 150 | 0.006 | 6,000 19 100 | 0.004
SPHFS4-1.5-4 | 6,000 | 29 180 | 0.008 | 6,000 29 180 | 0.008 | 6,000 29 120 | 0.005
SPHFS4-2-4 | 6,000 | 38 220 | 0.009 | 6,000 38 220 | 0.009 | 6,000 38 150 | 0.006
SPHFS4-2.5-4 | 6,000 | 48 250 | 0.010 | 6,000 | 48 250 | 0.010 | 6,000 48 170 | 0.007
SPHFS4-3-6 | 6,000 | 57 300 | 0.013 | 6,000 57 300 | 0.013 | 6,000 57 200 | 0.008
SPHFS4-3.5-6 | 5,500 | 60 300 | 0.014 | 5,500 60 300 | 0.014 | 5,500 60 200 | 0.009
SPHFS4-4-6 | 4,700 | 60 300 | 0.016 | 4,700 | 60 300 | 0.016 | 4,000 50 200 | 0.013
SPHFS4-56 | 4,400 | 70 350 | 0.020 | 4,400 70 350 | 0.020 | 3,100 50 250 | 0.020
SPHFS4-6-6 | 4,200 | 80 350 | 0.021 | 4,200 80 350 | 0.021 | 2,600 50 250 | 0.024
SPHFS4-7-6 | 3,000 | 77 450 | 0.038 | 3,000 77 450 | 0.038 | 1,900 50 300 | 0.039
SPHFS4-8-6 | 3,500 | 90 450 | 0.032 | 2,800 90 450 | 0.040 | 1,900 60 300 | 0.039
SPHFS4-8-7 | 3,500 | 90 450 | 0.032 | 2,800 90 450 | 0.040 | 1,500 60 300 | 0.050
SPHFS4-8-8 | 3,500 | 90 450 | 0.032 | 2,800 | 90 450 | 0.040 | 1,500 60 300 | 0.050
SPHFS4-10-7 | 2,800 | 90 450 | 0.040 | 2,800 90 450 | 0.040 | 1,500 60 300 | 0.050
SPHFS4-10-10| 2,800 | 90 450 | 0.040 | 2,800 90 450 | 0.040 | 1,500 60 300 | 0.050
SPHFS4-12-10( 2,300 | 90 450 | 0.049 | 2,300 90 400 | 0.043 | 1,500 60 250 | 0.042
SPHFS4-12-12-45L| 2,300 | 90 450 | 0.049 | 2,300 | 90 400 | 0.043 | 1,500 60 250 | 0.042
SPHFS4-1212-75L| 2,300 | 90 450 | 0.049 | 2,300 90 400 | 0.043 | 1,500 60 250 | 0.042
SPHFS4-14-10( 2,300 | 90 450 | 0.049 | 2,300 90 400 | 0.043 | 1,500 60 250 | 0.042
SEE  0.5DFTDAVE ae=~0.5D ap=~1.0D  0.5DMEDAvrSLVENLT  ap=0.5D
Referenced dimensions D Cutup to 0.5D ae=~0.5D ap=~ 1.0D D Cut and Slotting over 0.5D  ap=0.5D
I DAvk #—8 AT VU AH-Tigs tIHISRE (BT]
D-Cut Keyway Stainless Steel + Titanium Alloy Milling Parameters (slotting)
HHE Z—2AFFARR(US304 %) | TILFUYARR(SUSA40C ) HLEEIER (SUS630 %) Ti-6ALAV
Material Austenitic stainless steel (SUS304 etc.) Martensitic stainless steel (SUS440C etc.) Precipitation hardening stainless steel (SUS630 etc.)
RIE O#R%y | BEhER XUEE| R | DR | BER  |XUERE|MENE | DERE | BER | XUERE| MENE| DERE | 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)
SPHFS4-1-4 | 6,000 19 200 | 0.008 | 6,000 19 150 | 0.006 | 6,000 19 200 | 0.008 | 6,000 19 120 | 0.005
SPHFS4-1.5-4 | 6,000 | 29 220 | 0.009 | 6,000 29 180 | 0.008 | 6,000 29 220 | 0.009 | 6,000 29 150 | 0.006
SPHFS4-2-4 | 6,000 | 38 250 | 0.010 | 6,000 38 200 | 0.008 | 6,000 38 250 | 0.010 | 6,000 38 180 | 0.008
SPHFS4-2.5-4 | 6,000 | 48 280 | 0.012 | 6,000 48 220 | 0.009 | 6,000 48 280 | 0.012 | 5,000 40 200 | 0.010
SPHFS4-3-6 | 6,000 | 57 300 | 0.013 | 6,000 57 250 | 0.010 | 6,000 57 300 | 0.013 | 4,200 | 40 200 | 0.012
SPHFS4-3.56 | 5,500 | 60 300 | 0.014 | 5,500 60 250 | 0.011 | 5,500 60 300 | 0.014 | 3,600 40 200 | 0.014
SPHFS4-4-6 | 4,700 | 60 300 | 0.016 | 4,700 60 250 | 0.013 | 4,700 60 300 | 0.016 | 3,100 | 40 200 | 0.016
SPHFS4-56 | 4,400 | 70 350 | 0.020 | 4,100 65 300 | 0.018 | 4,400 70 350 | 0.020 | 3,100 50 250 | 0.020
SPHFS4-6-6 | 3,700 | 70 350 | 0.024 | 3,400 65 300 | 0.022 | 3,700 70 350 | 0.024 | 2,600 50 250 | 0.024
SPHFS4-76 | 3,100 | 70 450 | 0.036 | 3,100 70 400 | 0.032 | 3,100 80 450 | 0.036 | 2,300 60 300 | 0.033
SPHFS4-8-6 | 3,100 | 80 450 | 0.036 | 2,200 70 400 | 0.045 | 2,500 80 450 | 0.045 | 1,900 | 60 300 | 0.039
SPHFS4-8-7 | 3,100 | 80 450 | 0.036 | 2,200 70 400 | 0.045 | 2,500 80 450 | 0.045 | 1,900 60 300 | 0.039
SPHFS4-8-8 | 3,100 | 80 450 | 0.036 | 2,200 70 400 | 0.045 | 2,500 80 450 | 0.045 | 1,900 60 300 | 0.039
SPHFS4-10-7 | 2,500 | 80 450 | 0.045 | 2,200 70 400 | 0.045 | 2,500 80 450 | 0.045 | 1,900 60 300 | 0.039
SPHFS4-10-10{ 2,500 | 80 450 | 0.045 | 2,200 70 400 | 0.045 | 2,500 80 450 | 0.045 | 1,900 60 300 | 0.039
SPHFS4-12-10{ 2,100 | 80 400 | 0.048 | 1,800 70 350 | 0.049 | 2,100 80 400 | 0.048 | 1,500 60 250 | 0.042
SPHFS4-12-12-45L| 2,100 | 80 400 | 0.048 | 1,800 70 350 | 0.049 | 2,100 80 400 | 0.048 | 1,500 | 60 250 | 0.042
SPHFS4-1212-75L| 2,100 | 80 400 | 0.048 | 1,800 70 350 | 0.049 | 2,100 80 400 | 0.048 | 1,500 60 250 | 0.042
SPHFS4-14-10{ 2,100 | 80 400 | 0.048 | 1,800 70 350 | 0.049 | 2,100 80 400 | 0.048 | 1,500 60 250 | 0.042
SEWE 05DFTDAVE ae=~05D ap=~1.0D  0.5DLLEDAYASKUENL  ap=0.5D
Referenced dimensions 3% Ti-6Al-4V[30.5DF CDAwh ae=~0.5D ap=~0.5D  0.5DM EDAVSKIVEMI ap=0.25D
D Cutupto0.5D ae=~0.5D ap=~ 1.0D D Cut and Slotting over 0.5D ap=0.5D
xFor Ti-6Al-4V D-Cut up to 0.5D ae=~ 0.5D ap=~ 0.5D D-Cut or Slotting more than 0.5D  ap=0.25D
fit & Notes
O AT VRIIVIF A E EBS5ICHRINTEDIVRIILTT,
e BRXOBE. LRIMRHFO0~B0%TIRAIEEL, ]
0 XRE(S, ap ae DHFHFLIKEVEEIF60~80%TTHERALIEET L,
© O 1 2IBHDMBN N L TEBZE—5 — Y VEIDBENEEZEN—RICRHEHLLTEUET, D

® This endmill is an endmill that can be used for either side milling or slotting.
® 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 a Petermann Automatic Lathe that can process material equivalent to ¢12.

BOEHEEV FEHE OB EROFIET — I ZRBICUERH T . FrVEA VT —I TR HIFE Ao iR

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.

[CEWRGZ EIFTTERLEE LY,

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



