NISSIN IFRALCON. ENDMIL L

NISSIN FALCON® Short Endmill
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Used for Machining Difficult-to-cut Material

SEBINIIVE=IL

Side + Slot Milling Endmill

AT VR MBS ICIERICEBNRZELE
EVCKVWEEVTREBRI VR T,

An endmill that is capable of high feed rate,
extremely controlled chatter, and excellent with
stainless heat-resistant steel.
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(Front View of the Bottom Cutting Edge)

TEHE

Variable Pitch
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Carbide Unequal Flute Spacing Endmill 4 Flutes (51° helix angle) (mm)
P/N D1 L1 L d F HEIGE
i (F3)
il #E PSS =R EliE E Suggested
Part Number Mill Dia. Flute Length | Overall Length | Shank Dia. No. of Flute Re‘(ay"erf)ﬂce
SPHFS4-1-4 1 1 45 4 4 4,000
SPHFS4-1.5-4 1.5 1.5 45 4 4 4,000
SPHFS4-2-4 2 2 45 4 4 4,000
SPHFS4-2.5-4 2.5 2.5 45 4 4 4,000
SPHFS4-3-6 3 3 45 6 4 4,600
SPHFS4-3.5-6 3.5 3.5 45 6 4 4,600
SPHFS4-4-6 4 4 45 6 4 4,600
SPHFS4-5-6 5 5 45 6 4 4,700
SPHFS4-6-6 6 6 45 6 4 4,700
SPHFS4-7-6 7 7 35% 6 4 9,500
SPHFS4-8-6 8 8 35% 6 4 9,500
SPHFS4-8-7 8 8 45 7 4 11,300
SPHFS4-8-8 8 8 45 8 4 8,700
SPHFS4-10-7 10 10 45 7 4 17,200
SPHFS4-10-10 10 10 45 10 4 11,500
SPHFS4-12-10 12 12 45 10 4 18,500
SPHFS4-12-12-45L 12 12 45 12 4 16,000
SPHFS4-12-12-75L 12 12 75 12 4 16,800
SPHFS4-14-10 14 14 45 10 4 27,000
#SPHFS4-7-6-SPHFS4-8-6 D2 RIF35mEBR>THIET,
xThe overall length of the SPHFS4-7-6 + SPHFS4-8-6 is 35mm.
MRHERIF. IV VI MI(19-20P) ECNCEEMENT (21P)D2IEEN HUET
*Two types of condition tables are available: one for machining centers (19 + 20P) and one for CNC automatic lathes (21P).
| HHU*ZE Work Material
o rbihed & AFULZE | Foves | EMHS®
=FRCAD =AREE0 Castiron Stainless steel Titanium ressll‘sgg:‘t":ﬁ‘éy
@) O O ©) ©) ©)

1. BEpEHEL. IV OB
Bncuns

2. THEAMEREDIER ICH LY

3. IRDABEKETD 1DAR+ KN
RIFICLV\EBEE

1. High lubricity and excellent chip evacuation
properties.

2. Extremely high heat-resistant efficiency.

3. White-spec 1D cutting length combined with
highly chip-resistant carbide.
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NISSIN IFRALCON. ENDMILL

Machining Center
| ARS8 TEME YIEIRE [RIENT)

Carbon Steel + Alloy Steel * Tool Steel Milling Parameters (Side Milling)

wE 528 (545C SUM 2) %88 (SNCM420 SCM415 %) TEM(SKD11 SKD61)
Material Carbon steel (S45C SUM etc.) Alloy steel (SNCM420 SCM415 etc. Tool Steel (SKD11 SKD61 etc.)
RIE [CI#5%EL 3PS REUEE | 1HEY [CI#5%EL 3 EURE | 1REY [CI#5%EL I3 REUERE | 1R
Part Number- Spindlg Speed PeripheraI_Speed Feed R_ate fz Spindlg Speed PeripheraI_Speed Feed R_ate fz Spindlgl 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)
SPHFS4-1-4 25,400 80 600 0.006 22,200 70 400 0.005 9.100 60 300 0.004
SPHFS4-1.5-4 6,900 80 600 0.009 4,800 70 400 0.007 2,700 60 300 0.006
SPHFS4-2-4 5,900 100 700 0.011 2,700 80 500 0.010 1,900 75 350 0.007
SPHFS4-2.5-4 2,700 00 700 0.014 10,100 80 500 0.012 9,500 75 350 0.009
SPHFS4-3-6 1.600 10 800 0.017 10.600 100 600 0.014 7.900 75 400 0.013
SPHFS4-3.5-6 0,900 20 900 0.021 9,000 100 700 0.019 6,800 75 400 0.015
SPHFS4-4-6 9.500 120 1,000 0.026 7.900 100 800 0.025 5,900 75 500 0.021
SPHFS4-5-6 7.600 120 1,200 0.039 6.300 100 900 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
SPHFS4-12-12-45L| 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
SET; = =
He@nﬁgmﬁm ap=1D ae=0.2D
I A7 VU A Tigs MASE YIHISRE [FIENT]
Stainless Steel + Titanium Alloy - Heat-Resistant Alloys Milling Parameters (Side Milling)
e T—27F (R R(US304%) | Nig®(NiE Inconel718 ) AL (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#EE | BE [EUEE 10X | OB | BE | EUEE| VXY | 058 | BE | EUEE| 10X | D58 | BE (EUEE| 10E)
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)
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
SPHFS4-46 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 | 5,800 110 |1,300 | 0.056 | 4,200| 80 850 | 0.051
SPHFS4-7-6 5900, 130 | 1,500 | 0.064 | 1,600| 36 220 | 0.034 | 5,000/ 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 1 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 | 4,300 110 /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
SPHFS4-14-10f 2,900] 130 | 1,000 | 0.086 800| 36 180 | 0.056 | 2,500 110 800 | 0.080 | 1.,800| 80 700 | 0.097
ae=0.2D ap=1D ae=0.1D ap=1D ae=0.2D ap=1D ae=0.2D ap=1D
. SUS316MT8s. tsedky HastelloyXDi5& 1 .58 D EER U SUS329J4LmTesiE. ks 79V DIBEIFEVER
BETE | mae10%BET mugzosscok, ROEE M T FELRVG10%EE LFdce, | LESU0%EELFTTEATEFT
Referenced When machining SUS316, reduce the cutting For Hastelloy X, it is possible to machine at 1.5 When machining SUS329J4L, increase both the | @#54(¢_LERERIUDEZETIIILTLEE L,
dimensions speed by 10% from the values above. The feed times the peripheral speed and feed rate. cutting speed and feed rate by approximately 10% | o oo fitanium, the feed rate can be increased by
rate can remain unchanged. from the values above. approximately 20% compared that mentioned above.
Please machine at the same spindle speed as mentioned above.
fid & Notes

© 101 DX BIFHRBEF BTV BREEVEIF T A DEVBZER—ZITULTLEE L,
ORI VRIIVIF HE B EBSICHMETERIYRIIVTCT &F b0 RIITTREEDFmERIBLE T,

o N DIBE. LEELIHIRHD60~80% CTREALEEL,

©XVFE(F. ap ae DARHELVAEVEEIF60~80% TTERALIZE L,
® MCHI LISk SBTAOBABS DHRBIEZEN— R CREFHBLLTHUE T,
© BT30MHBHDIHE . YIHISRHZ70%ICLTIEE W (BL. 10 H 1 DEY Bld LEUIHIRAHUTICR D K SITREL T ZE,)

® 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.
@ |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.)

SOEHEX BB OB BERORET — I ZRICURHTS . FrV/EF VT —ITREVF B A ARRICEURMEZE LIFTTERLEZE L,

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.

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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Used for Machining Difficult-to-cut Material

Machining Center
) RS20 TR YN GEINT)

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

wE %38 (S45C SUM Z) %88 (SNCM420 SCM415 %) TE8M(SKD11 SKD61)

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

RIE [CI#5%EL 3PS REUEE | 1R [CI#5%EL I3 REUERE | 1HEY [CI#5%EL I3 REUEE | 13X

Part Number- Spindlgl Speed PeripheraI_Speed Feed R_ate fz Spindlgl Speed PeripheraI_Speed Feed R_ate fz Spindlgl 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)

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 6,900 80 400 0.006 10,600 50 300 0.007 8.400 40 200 0.006
SPHFS4-2-4 4,300 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 5,700 45 250 0.011
SPHFS4-3-6 10.600 100 500 0.012 7.400 70 400 0.014 5,300 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
SEY; -
He;rerﬁd_ﬁ!-elnﬁns ap=1.5D

1 27 VU AS TGS - TRSSE UIHISH (ENT]

Stainless Steel + Titanium Alloy « Heat-Resistant Alloys Milling Parameters (Slotting)

HE F—2F7FANR(OUS304 %) | Ni&& (NE Inconel718 ) AT (SUS630 %) TI6ALAY
Material Austenitic stainless steel (SUS304 etc.) Super-heat resistant alloy (Nickel base Inconel 718 etc.) Precipitation hardening stainless steel (SUS630 etc.)
I O#EE | BE [EUEE 10X | D% | BE |EUERE| VX | OB | BE | EUEE| 10X | D58 | BE | EUEE| 19ED
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)

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 | 8,900| 70 200 | 0.006

SPHFS4-36 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

SPHFS4-4-6  |10,300| 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

SPHFS4-76 | 5,900 130 500 | 0.021 | 1,300 30 180 | 0.035 | 5,400 120 450 | 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

SPHES4-12-12-75L| 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
. SUS316THsl4. taadky HastelloyX?Di5& 1.58DEER U SUS329JALmTesE. k52w HF IV DIGEIEHEDEIE
BEWE | mar10%BET. 2usz0zTOK XU THITRETT FEOEVE10%ER EFBce, | LESU20%EE LHTTERTEST
Referenced | When machining SUS316, reduce the cutting For Hastelloy X, it is possible to machine at 1.5 | When machining SUS329J4L, increase both the | [@#5A(_LEEEFUDEETIIILTLEE W,
dimensions speed by 10% from the values above. The feed times the peripheral speed and feed rate. cutting speed and feed rate by approximately 10%

For pure titanium, the feed rate can be increased by

rate can remain unchanged. from the values above. approximately 20% compared that mentioned above.

Please machine at the same spindle speed as mentioned above.

filf & Notes

® 101 DX BIFHRBEFBTULIEE Vo BREEVEIF T A DEVEZER—ZICULTLEE L,

ORI VRIIVIF HE B EBSICHMETERIYRIIVTT  F b0 I T TREDFmERIBLE T, a;l
o DIBE. LEELIHIRHD60~80% CTREALEEL,
©XVFE(F. ap ae DARHEIVAEVEEIF60~80% TTEERALIZE L. D

® MCHI LISk SBTAOBABS DHEMRBIEZEN—RCRHFBLLTHUE T,
® BT30MHBHDIHE. YIHISRMHZ70%ICLTIEE W (BL. 10 S DEY B1d LEUIHIRHFUTICR D K SITREL T ZE )

® 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.

@ |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.)

SOEHEX BB OB ERORET — I ZRICURHTT . FrV/EF VT —ITREVFRB A RRICEURMEZ LIFTTERLIZE L,

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.

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

CNC Automatic Lathe
DAYk ¥—i& REW-S2M- TEME MR [B0T)

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

& BRERHl (S45C SUM %) B (SNCM420 SCM415 %) TE$H(SKD11 SKD61)

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

RIE [CI#5%EL 3PS REUEE | 1HEY [CI#5%EL 5 EUERE | 1R [CI#5%EL I3 REUEE | 15X

Part Number- Spindlg Speed PeripheraI_Speed Feed R_ate fz Spindlg Speed PeripheraI_Speed Feed R_ate fz Spindl_e 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)

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
SPHFS4-5-6 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

SENE  05DFTDAVL ae=~0.5D ap=~1.0D  0.5DMEDAVRSLUENL  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

DAvh +—& AT VU AH-TiGE RIS (BIT]

D-Cut Keyway Stainless Steel « Titanium Alloy Milling Parameters (slotting)

HE F—AFFAFR(SUS304 B) | ¥IL7YARR(SUSA40C ) AT (SUS630 %) Ti6AL4YV
Material Austenitic stainless steel (SUS304 etc.) Martensitic stainless steel (SUS440C etc.) Precipitation hardening stainless steel (SUS630 etc.)
R ClEngy | BE |EURE| 10X | OEs | BE |RXUEE| 10X | O | BE EUEE | 1ED | O | BE | EUEE| 10E
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)

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
SPHFS4-25-4 | 6,000 | 48 | 280 | 0.012 6,000 | 48 | 220 | 0.009 | 6,000 48 | 280 |0.012|5000| 40 | 200 | 0.010
SPHFS4-36 | 6,000 | 57 | 300 |0.013|6,000| 57 | 250 | 0.010 6,000 57 | 300 |0.013|4,200| 40 | 200 | 0.012
SPHFS4-35-6 | 5,500 | 60 | 300 | 0.014 5500 | 60 | 250 |0.011[5500| 60 | 300 | 0.014|3,600| 40 | 200 | 0.014
SPHFS4-46 | 4700 | 60 | 300 | 0.016 | 4,700 | 60 | 250 | 0.013 4,700 | 60 | 300 | 0.016 [3,100 | 40 | 200 | 0.016
SPHFS4-5-6 | 4,400 | 70 | 350 | 0.020 | 4,700 | 65 | 300 | 0.018 |4,400 | 70 | 350 |0.020 3,100 | 50 | 250 | 0.020
SPHFS4-66 | 3,700 | 70 | 350 | 0.024 [ 3,400 | 65 | 300 | 0.022 [ 3,700 | 70 | 350 | 0.024 | 2,600 | 50 | 250 | 0.024
SPHFS47-6 | 3,700 | 70 | 450 | 0.036 (3,700 | 70 | 400 | 0.032 | 3,100 80 | 450 |0.036 |2,300| 60 | 300 | 0.033
SPHFS4-86 | 3,100 | 80 | 450 | 0.036 | 2,200 | 70 | 400 | 0.045|2500| 80 | 450 |0.045| 1,900 60 | 300 | 0.039
SPHFS4-87 | 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|2500| 80 | 450 | 0.045| 1,900 | 60 | 300 | 0.039
SPHFS4-107 | 2,500 | 80 | 450 | 0.045[2200| 70 | 400 | 0.045| 2500 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|2500| 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
SPHFS4-121245L| 2,100 | 80 | 400 | 0.048 | 1,800 | 70 | 350 | 0.049 2,100 | 80 | 400 | 0.048 | 1,500 | 60 | 250 | 0.042
SPHFS4-121275L| 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
BEE  05DFTDAVL ae=~0.5D ap=~1.0D  0.5DUEDAVRSKUEMI  ap=0.5D

Referenced dimensions 3¢ Ti-6Al-4V($0.5DF TDAwh ae=~0.5D ap=~0.5D  0.5DIUEDAYRSLUEMNI  ap=0.25D

DCutupto 0.5D 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

filf & Notes
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® 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.

SOEHEX BB OB BERORET — I ZRICURHTS . FrV/EF VT —ITREVF B A ARRICEURMEZE LIFTTERLEZE L,

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« ircumstances.

2 1 HEURIFFOFREEITRTCOEN TIFEETR2DDTIETIUVEE Ao Itis not guaranteed that all machines will meet the conditions shown on the milling parameters chart.




