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Used for Machining Difficult-to-cut Material

NISSIN FALCON®
Carbide Double-Ended Chamfer Cutter I EEEXYEEW I J t‘yg — 4*& }J
NISSIN FALCONs Carbide Double-Ended Chamfer Cutter 4 Flutes (nm)
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Part Number Tip diameter | Flute Length |Overall Length | Shank Dia. angle No. of Flute Chamémmum Ret(ayllerF]’)rlce
EEJAYY — SPMF43 | 045 | 128 | 75 3 90° 4 | 1275 | 11.700
Chamfer Cutter SPMF4-4 0.45 1.78 75 4 90° 4 1.775 12,000
SPMF4-6 0.45 2.78 75 6 90° 4 2.775 12,800
SPMF4-8 0.45 3.78 75 8 90° 4 3.775 19,200
SPMFL5-8 | 0.45 3.78 90 8 90° 5 3.775 22,900
- SPMF5-10| 0.45 4.78 75 10 90° 5 4.775 30,300
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Solid Carbide Double-End Helical Chamfer Cutter 4 Flutes mm
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Part Number Tip diameter | Flute Length | Overall Length | Shank Dia. angle No. of Flute Cha'\:lnafélrn/ll:rrlr:)um Re'f;;g)”ce
NEWSPMNF4-4| 0.45 1.78 75 4 90° 4 1.775 18,200
NEWSPMNF4-6| 0.45 2.78 75 6 90° 4 2.775 20,200
2026558 %= NEWSPMINF4-8| 0.45 | 3.78 75 8 90° 4 3.775 | 25,600
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lelical Chamfer Cutter
1.Designed with emphasis on a shaper cut, low cutting

force and high feed is made possible.

2.Capabable of chamfering to a maximum degree of C1.2
with SPMF/SPMNF4-4, a maximum degree of C2.2 with
SPMF/SPMNF4-6 and a maximum degree of C3.2 with
SPMF/SPMNF4-8 - SPMFL4-8 (It is necessary to lower
the milling conditions and apply if over C0.5.).

3.Designed with an emphasis on a sharper cut, secondary
burr is less likely to occur.

4.Capable of chamfering in small grooves and holes due to
the microscopic diameter of the flat tip.

5.The helical chamfer cutter is equipped with the advanced
SPWEZ2 coating, which is state-of-the-art global
technology.
The helical cutting edge provides excellent performance
even during plunge-type hole chamfering.
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%ﬁﬂ-?)bi:'ﬁh-ﬁ'ﬁi‘flﬁ-%ﬁﬂﬂ tJJ‘H"J%#F [EHIU] Cast Iron*Aluminum-Carbon SteelAlloy Steel Milling Parameters

=1 7IWEZU LGS - (FC FCD400 %) PR (S45C %) RG24 (545C SCM440 FEMT %) StEEHH (~HRC50)
Material Aluminum alloy and cast steel (FC FCD400 etc.) Carbon steel (S45C etc.) Precipitation hardening stainless steel (SUS630 etc.) High Hardness Steel ( ~ HRC50)
AU O#sE | BER [EORE| 1R | O | BR EURE| VR | O | BR (EURE| VR | O | BREVRE| 10ED
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)

SPMF4-3 15,900, 150 | 2,500 | 0.039 12,700 120 | 1,500 | 0.030 |11,600] 110 | 1,200 | 0.026 | 7,400 | 70 700 | 0.024
SPMF/SPMNF4-4 [ 11,900, 150 | 3,000 | 0.063 | 9,500, 120 |2,000 | 0.053 | 8,700 110 | 1,500 | 0.043 | 5,500 | 70 800 | 0.036
SPMF/SPMNF46 | 7,900| 150 | 3,500 | 0.111 | 6,300 120 | 2,500 | 0.099 | 5,800| 110 | 1,800 | 0.078 [3,700 | 70 | 1,000 | 0.068
SPMF/SPMNF48 | 5,900, 150 | 4,000 | 0.169 | 4,700, 120 |3,000 | 0.160 | 4,300 0 12200 ]0.128 | 2,700 | 70 |1,200 | 0.111
SPMFL5-8 | 5,900 150 | 2,500 | 0.085 | 4,700, 120 |2,000 | 0.085 | 4,300 0 ,400 | 0.065 | 2,700 | 70 700 | 0.052
SPMF5-10 | 4,700] 150 | 2,500 | 0.106 | 3,800] 120 ]2,000 | 0.105 | 3.500 0 ,400 | 0.080 | 2,200 | 70 700 | 0.064

AT UZ%'TI@% tﬂﬁu%ﬁ: [EHYU] Stainless Steel - Titanium Alloy Milling Parameters

HE F—2F7FANR(SUS304 B) | ILT P+ RR(SUSA40C %) AT (SUS630 %) TI6ALAY
Material Austenitic stainless steel (SUS304 etc.) Martensitic stainless steel (SUS440C etc.) Precipitation hardening stainless steel (SUS630 etc.)
RUFE O#EE | BE [EUEE 10X | D% | BE |EUERE| VX | 058 | 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)

SPMF4-3 12,700 120 | 1,200 | 0.024 11,600 110 | 1,100 | 0.024 |10,600| 100 900 | 0.021 | 9,500 | 90 | 1,000 | 0.026
SPMF/SPMNF4-4 | 9,500 120 | 1,500 | 0.039 | 8,700, 110 | 1,300 | 0.037 | 7,900 100 ,100 1 0.035 | 7,100 | 90 ,200 | 0.042
SPMF/SPMNF46 | 6,300 120 | 2,000 | 0.079 | 5,800 110 | 1,800 | 0.078 | 5,300| 100 ,400 | 0.066 | 4,700 | 90 ,500 | 0.080
SPMF/SPMNE48 | 4,700 120 | 2,500 | 0.133 | 4,300, 110 |2,200 | 0.128 | 3,900 100 ,700 | 0.109 | 3,500 | 90 .800 | 0.129
SPMFL5-8 | 4,700| 120 ,500 | 0.064 | 4,300 0 ,300 | 0.060 | 3,900| 100 ,100 | 0.056 | 3,500 | 90 ,200 | 0.069
SPMF5-10 | 3,800] 120 ,500 | 0.079 | 3,500 0 ,300 ] 0.074 | 3,100] 100 ,100 | 0.071 [ 2,800 | 90 ,200 | 0.086

Niéﬁ-FeE-NiE-ﬂi’ﬁ‘Sﬁ tJJ‘E"J%F‘F [EWU] Nickel Alloy * Fe Base*Nickel Base *Other Superalloy Milling Parameters

(%=} BMESE (FeX Incoloy800 &) | #BM#EE= (NiE Inconel718 &) | BM#E&=E (NiE Hastelloy X &) {KEEAREE (Inverds)
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)
RIE OEngy | BE |XUERE| 1RV | O | BE |EUEE| 10X | DR | BE EXUEE| 10X | B | AR |EUEE| 19EYD
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)

SPMF4-3 | 7,400 | 70 400 |0.014 | 5,300 | 50 250 |0.012 | 6,300 | 60 350 |0.014 [ 8,400 | 80 700 | 0.021
SPMF/SPMNF4-4 | 5,500 | 70 500 |0.023 | 3,980 | 50 300 [0.019 14,700 | 60 400 |0.021 |6,300 | 80 800 | 0.032
SPMF/SPMNE46 | 3,700 | 70 600 |0.041 | 2,650 | 50 400 |0.038 | 3,100 | 60 500 |0.040 {4,200 | 80 | 1,000 | 0.060
SPMF/SPMNF4-8 | 2,700 | 70 700 |0.065 | 1,990 | 50 500 |0.063 | 2,300 | 60 600 |0.065 3,100 | 80 | 1,200 | 0.097
SPMFL5-8 | 2,700 | 70 500 |0.037 [ 1,990 | 50 300 |0.030 [ 2,300 | 60 400 |0.035 [ 3,100 | 80 800 | 0.052
SPMF5-10 | 2,200 | 70 500 |0.045 [ 1,590 | 50 300 ]0.038 | 1,900 | 60 400 |0.042 [2,500 | 80 800 | 0.064

ﬁiﬁ-?)bi:'ﬂb-ﬁ?ﬁlﬂ-ﬁﬁﬁﬁ t)J‘E"J%F‘F [T‘\EHX ) ;'&EIH]I] Cast Iron*Aluminum-Carbon Steel*Alloy Steel Milling Parameters

Zp=1 7IW=Z0 LG%E - (FC FCD400 %) PRERH (S45C %) kERE- 528 (S45C SCM440 FABM %) StEE#H (~HRC50)
Material Aluminum alloy and cast steel (FC FCD400 etc.) Carbon steel (S45C etc.) Precipitation hardening stainless steel (SUS630 etc.) High Hardness Steel ( ~ HRC50)
AT ClEn#y | BE |EURE| 10XV | OEs | BE |EUEE| 10X | O | BE XUERE | 1ED | O | BE |EUEE| 15ED
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)

SPMNF4-4 [11,900| 150 | 1,200 | 0.025 | 9,500 | 120 800 | 0.021 | 8,700 | 110 700 |0.020 | 5,500 | 70 500 | 0.023
SPMNF4-6 | 7,900 150 | 1,400 | 0.044 | 6,300 | 120 | 1,000 | 0.040 | 5,800 | 110 900 |0.039 | 3,700 | 70 600 | 0.041
SPMNF4-8 | 5,900] 150 | 1,400 | 0.059 | 4,700 | 120 | 1,000 | 0.053 | 4,300 | 110 900 10.052 | 2,700 | 70 600 | 0.056

AT UZ&IEJ-TH%‘% t)Jﬁ'J%ﬁ: [T\EHIU%"&EE?JI]I} Stainless Steel- Titanium Alloy Milling Parameters

e F—27F7AFR(SUS304 %) | w7 oY1 RR(SUSA40C H) AL (SUS630 %) TI-6ALAY
Material Austenitic stainless steel (SUS304 etc.) Martensitic stainless steel (SUS440C etc.) Precipitation hardening stainless steel (SUS630 etc.)
RIE O#E | BE [EUEE 10X | DG | BE |EUEE| 1UE) | 05 | BE |EUEE| 10X | 5 | BE (EUEE| 19E)
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)

SPMNF4-4 | 9,500 | 120 600 [0.016 | 8,700 | 110 300 | 0.009 | 7,900 | 100 400 |0.013 | 7,100 | 90 500 |0.018
SPMNF4-6 | 6,300 | 120 800 |0.032 | 5,800 | 110 400 |0.017 | 5,300 | 100 500 |0.024 | 4,700 | 90 600 | 0.032
SPMNF4-8 | 4,700 | 120 800 |0.043 | 4,300 | 110 400 |0.023 | 3,900 | 100 500 ]0.032 | 3,500 | 90 600 | 0.043

Niéﬁ-FeE-NiE-ﬂﬂE‘éﬁ t)J‘ﬁ"J%F‘F [T‘\EWU ?&E’JDI] Nickel Alloy - Fe Base*Nickel Base*Other Superalloy Milling Parameters

%=} BMESE (FeX Incoloy800 &) | BM#EESE (NiE Inconel718 &) | BM#EE=E (NiE Hastelloy X &) {REESREE (Inverds)
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)
RIE CEngy | BE |XUERE| 1RV | O | BE |EUEE| 10X | DR | BE EUEE| 10X | B | AR |EUEE| 19EYD
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)

SPMNF4-4 | 5,500 | 70 250 | 0.011 | 3,900 | 50 200 |0.013 | 4,700 | 60 300 |0.016 [ 6,300 | 80 400 | 0.016
SPMINF4-6 | 3,700 | 70 350 [0.024 | 2,600 | 50 300 |0.029 | 3,100 | 60 400 |0.032 14,200 | 80 500 | 0.030
SPMNF4-8 | 2,700 | 70 350 [0.032 [ 1,900 | 50 300 ]0.039 12,300 | 60 400 ]0.043 {3,100 | 80 500 | 0.040
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® Emphasis is placed on the milling parameters per tooth. Please machine lower than the per tooth conditions.

® This Chamfer Cutter is exclusively for chamfering. The tip is flat and does not have bottom teeth so it is not applicable for Spotting.

@ [f the protrusion length exceeds 10mm, apply with approximately 60-70% of the milling parameters mentioned above.

® The milling parameters mentioned above are thread chamfering based parameters. Please set at 60-80% of the conditions if chamfering over C0.5.

® The conditions are based on the equivalent of BT30 rigidity by means of MC processing. Demonstrates better performance when applied with a highly rigid machine and in a highly rigid chuck
and jig setting.
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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 ircumstances.

2 7 HEURIFFOFEREEIRTCOER TIFEETRDDTIETIUEE Ao Itis not guaranteed that all machines will meet the conditions shown on the milling parameters chart.




