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DH Coated Solid carbide end mill series for high hardened die steel up to 70HRC.
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’\—|—1 =) )= Hard-One Series

I—F1;t—=w R SFSBH: BE Features of Hard-One Ball SFSB type

RS EVMIE TRIES M. _
TRADDRA— 15— 2 — b % 1 7T 1o RESE NN L et

Adopting super short flute length (1D) achieves high efficient machining
from roughing to finishing.

=N HOREEIF £0.005mm,
KR—IRENHERRATNAG S — LV AR EZRAL.

REBLtt EITEREMIROFY E 7 2.

Due to seamless geometry of radius & peripheral cutting edge, achieves good
surface roughness and prevents chipping.

R #5/E :+0.005
BEEGICS SAEEMEEALLRE EDFLFY &2 R accuracy :
N KBY =YY GBS 2+~ 7 HE(hS) ooy 8 s Smim
2ET 3. N

High precision shank tolerance (h5).

BEEHOUEMICREM -SREMI2ERT 3
PVDI—7 « » Y ##&DH110 1% %M.
AULBHICEhZBWATFREAS L.
F/SBETERENHI—FT 1 JHETDH1 I &Y

=EEMMIoRERILcun.

"DH110", multi nano layered PVD coating on super micro grain base material,
perform longer tool life at machining high hardened materials.

Seamless geometry

¥PVD#IE (DHO— k)  Newly developed "DH COATING"
HEROIA—T 1+ VI HEICHATHEEN DELRAKRESE V). BEEHOTER I MIICHE WV TEREL = UIHIERE = RiE,

DH COATING gives stable and high-performance machining on high hardened materials even with high sp
hardness and higher oxidation resistance than the existing PVD coating.

Q % 0) 51 Characteristic value of various PVD coatings

DHO—k(\—FI—F) | Dva—k(\Ua—3—F) DZ— I (TiAIN)
DH coating DV coating DZ coating
X
BRI (Hy) 3,500~3,700 3,300~3,500 2,800~2,900
Hardness

N=} 9
ERfLRRILRAE () 1,100~1,200 1,000~1,100 700~800
Oxidization temperature|
BRI



IS ) T Cutting performance

@E*EEEE (EEEIQ% (61 ~65HRC>) Surface roughness (High speed tool steel (1.3343, 61-65HRC))

// DIJET

LR Partname E7 R/ F Pierce punch
A Work
FEX Hardness SKH51 (61 ~65HRC)
bt A Sy
competitor Hard-One Ball
TE Tool TE& ¢3 Tooldia
Y RR=IVIURIL
solid ball nose end mill SFSB2030-56
[BI%RERE Spindle speed n 16,500min"!
HIHIERE Cutting speed Ve 155m/min
FEEZ (D) No. offlutes z 21
T — .
Cutting conditions TR Feed speed Vf 1,000mm/min
IEVE feed f 0.06mm/rev
A RIYAAE ap Axial depth of cut ap 0.05mm
EAEYNIAHE @e Radial depthofcut | @e 0.05mm
OFEREHERaT Ra (Ave) 0.438um 0.252um
@REBEEERaFH Ra (Ave) 0.266um 0.152um

#ER Result

EEERaTFICHN T RICEEANN—RT R — VI KIRICEEE @ L,

SR ERRRaMAX0.3MIC T RAFAT,

SFSB type greatly improved surface roughness compared with competitor (Ra MAX: within 0.3).

@RE&R ([11)

Radius

@FEanEE (SKD11{60HRC)) Tool life comparison (Hardened die steel (1.2379, 60HRC))

Q D HEFGET AN Tool life of center cutting edge
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—@— A%t Competitor A
—@— Et Competitor E
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MIE’E (M) Cutting length

:’ﬁ%% Result

N—FR1IR—IVIFARLDFI1.415, ERL D2 8B RE T ZEM

SFSB type improved tool life by 1.4 times compared with competitor A and 2.8 times compared with competitor E.

120

#Hl#4: SKD11(60HRC)
Material 1.2379 (60HRC)
O@ITER:¢3

Tool dia.

@I :
Cutting conditions
Vc=170m/min
n=18,000min"’
Vf=1,500mm/min
f=0.083mm/rev
ap=0.15mm
ae=0.3mm
T.777'0— Airblow

BEEFHIRILS  HSK-A63 9« TR

Shrink fit holder : HSK-A63 type




’\—I"1 =) )= Hard-One Series

N—kE15=w Hard-One Ball SFSB type

@ =EEMMIA (TOHRCHIG) For high hardened die steel up to 70HRC
@2 H .43 LN A30° 2 flutes / Helix angle 30°
@ 21!) 25t For shrink fit holder

Va oT™ < ‘
Fig.1 (¢ Dc< ¢ DsDIE) ﬁ@ %E@:
R +0.005 2

BAR—)VHELE (mm) Tolerance

R—L#4E RAZE Fig2(sDe=gDsoipa) (D8] O
R of ball nose Tolerance of R E = ) © =
R0.5~R6 £0.005 R0005, —ZJ

~F3% (mm) Dimensions
carRe, Sk | & R ¢Dc | 2 2 L #Ds | © ok Fig. ﬁﬁﬂﬁﬁ)
SFSB2010 ° 05 1 1 15 40 4 12° | 10.49° | 1 4,000
SFSB2010-S6 | ® 05 1 1 15 40 6 12° | 11.04° | 1 4,400
SFSB2020 ° 1 2 2 25 40 4 100 | 7.86° | 1 3,500
SFSB2020-S6 | ® 1 2 2 25 40 6 10° | 8.8° 1 3,900
SFSB2030 ° 15 3 3 4 40 4 10° | 529° | 1 4,000
SFSB2030-S6 | ® 15 3 3 4 40 6 10° | 7.69° | 1 4,400
SFSB2040 e |DH110| 2 4 4 - 40 4 - - 2 4,300
SFSB2040-S6 | ® 2 4 4 5 40 6 8 | 559° | 1 4,800
SFSB2050 ° 25 5 5 6 50 6 50 | 279° | 1 5,500
SFSB2060 ° 3 6 6 - 50 6 - - 2 5,800
SFSB2080 ° 4 8 8 - 60 8 - - 2 9,000
SFSB2100 ° 5 10 10 - 60 10 - - 2 | 11,000
SFSB2120 ° 6 12 12 - 60 12 - - 2 | 13,000

@ A—H—TEEF Standard stock items



// DIJET

J\=}= 1 k=) *gﬁtj] ﬁu%{q: Recommended cutting conditions for SFSB type

W5 - P/ E(FANI for roughing & semi-finishing

de

ap=0.1Dc ap=0.1Dc ap=0.1Dc (MAX 0.5mm)
ae=0.3Dc ae=0.3Dc ae=0.3Dc

joX Q.
© ©

ap=0.05Dc (MAX 0.3mm) ap=0.05Dc (MAX 0.3mm)
ae=0.15Dc ae=0.15Dc

BEALDIEFRR
1. EROBEDEIZHE, —BUTEROFHETLTVEY, ERAEMSULDOFZAE, LRFHRDTONEREBRE LTS,
2. . IMTYOIT HRIENEMEER(Z. BHLRESARVNEEFR. RE). EESTIRETIEENHYET. TOHERF, REEE.
BEYREREETFTIERAWVECERGERECLEN,
3. EMOEEHARY ZMEE (L, MERELEYEREZRLCLLETTFTIEZEN,

M Attention:
1. Above cutting conditions are for general guidance. In case of inclined angle 15° or more, reduce 70% of the above data.
2. The figures to be adjusted according to machining shape, overhung length, purpose and rigidity of machine and work clamping.
3. If machine does not have enough spindle speed, reduce the feed speed to the same ratio.



N—E1zu—=x

Hard-One Series

’\—|—1 m—"} *ﬁﬁﬁ] 'ﬁu%# Recommended cutting conditions for SFSB type

WL L (FHNT for finishing
il Gaif- TEH- 71 /\— K JEANI
WA (S50C, S550) (SKD, SKH, NAK) (SKD61, DAC, DHA)
Work materials hg&~250HB g & ~45HRC F#E & 42~52HRC

Carbon steel (1.0540,1.0535) ~250HB

Hardened die steel (1.2344, 1.2379, 1.2311, P20) ~45HRC

Hardened die steel (1.2344, 1.2379) 42~52HRC

TIHIAZAR
Type of
machining de — de
ap=0.05Dc ap=0.05Dc ap=0.05Dc
ae=0.02Dc ae=0.02Dc ae=0.02Dc
T E4Z Tool dia. [ElEmRE XY RE [ElEmREE X EE [ElEnEE XY EE
R ©Dc Spindle speed Cutting speed Spindle speed Cutting speed Spindle speed Cutting speed
(mm) (mm) n (min1) V£ (mm/min) n (min1) V£ (mm/min) n (min1) V£ (mm/min)
0.5 1 38,200 3,440 38,200 3,440 35,000 2,450
1 2 27,100 3,250 27,100 3,250 25,500 2,550
1.5 3 21,200 3,390 21,200 3,180 20,200 2,630
2 4 15,900 3,340 15,900 3,180 15,100 2,270
2.5 5 12,700 2,670 12,700 2,540 12,100 2,420
3 6 10,600 2,860 10,600 2,650 10,100 2,530
4 8 8,000 2,560 8,000 2,400 7,600 2,280
5 10 6,400 2,370 6,400 2,240 6,000 1,920
6 12 5,300 1,960 5,300 1,860 5,000 1,600
BEAN BEANH
Pt (SKD11, SKH51, SLD) (SKH, HAP)

Work materials BE & 55~62HRC g & 63~70HRC

Hardened die steel (1.2344, 1.2379) 55~62HRC

Hardened die steel (1.3343) 63~70HRC

SIRIAZIR
Type of ol
machining de < de
ap=0.05Dc ap=0.03Dc
ae=0.02Dc ae=0.02Dc
T E7& Tool dia. ElEmRE X RE [EEmRE X RE
R ©Dc Spindle speed Cutting speed Spindle speed Cutting speed
(mm) (mm) n (min) V£ (mm/min) n (min) V£ (mm/min)
0.5 1 31,800 1,590 30,200 1,210
1 2 22,300 2,010 19,100 1,530
1.5 3 19,100 2,290 15,900 1,910
2 4 14,300 2,150 11,900 1,790
2.5 5 11,500 2,070 9,500 1,710
3 6 9,500 1,900 8,000 1,600
4 8 7,200 1,800 6,000 1,200
5 10 5,700 1,710 4,800 1,200
6 12 4,800 1,440 4,000 1,000
BERALDFEEE

1. LROBEVHIZHE. —BOBCEROFHETLTVEY, ERABEMSULDOBEE, LREHROTONERERRE LTS,

2. . MIMOERMAS FRIENEIMEERE. BE LERESNARWMEEFD. &Y. EEEI/RETIEENHYET. TOHEEF. BIEE.
BEYREETFCIEAVECERGERABILE,

3. MMOEEZHARY BIMGEE, EEEEEEYEEEZR CLETTHFTILZE,

H Attention:
1. Above cutting conditions are for general guidance. In case of inclined angle 15° or more, reduce 70% of the above data.
2. The figures to be adjusted according to machining shape, overhung length, purpose and rigidity of machine and work clamping.
3. If machine does not have enough spindle speed, reduce the feed speed to the same ratio.
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N—E1 =

AR ID A—IN—>a—b& 47/ 70HRC ¥kt

DH Coated Solid carbide end mill series for high hardened die steel up to 70HRC.

Hard-One Ball
SFSB#




’\—|—1 =) )= Hard-One Series

N=k1s=i72 G137k -1- Features of Hard-One Radius SFSR type

AVDETHRE, N
AR1DORA— /S~ 3 — b 21 7T e RESE N L airse.

Adopting high rigidity web thickness & super short flute length (1D)
achieves high efficient machining from roughing to finishing.

BREL - FRONALHATNTIES — L L AFH £ 5.
AERE-AF) — FeougnoznzsEmL.
VU M,

Adopted seamless geometry of corner radius & peripheral cutting edge.
Un-equal pitch and irregular helix flutes solved vibration problem.

FRARKICEWLD=02LTFTO KV V L FHTE, d—7 R¥EE :20.01
Kiru b 7][11&933 z ”uI#ﬂﬂﬁo Corner radius accuracy :

Possible plunge milling L/D<0.2 and pocket milling. +0.01mm

Feature 4

EBEEEICHSTIREEREEALLREEDFN P
N EAY -V JICBIREIRER Y v ViEE(hS) 2R T B,

High precision shank tolerance (h5).

EEEMOUEINITRER - SHREMIZXERYT 3
PVDI—7 « » Y ##&DH110 1% %M.
AUSHICEhIBHMEAFREEAS L.
F/BBRTHBREENHI—F 1« FHETDH IC &Y

SEEMMIoREmILeax.

"DH110", multi nano layered PVD coating on super micro grain base
material, perform longer tool life at machining high hardened materials.

AT 1 I Bl DA Newly developed “DH COATING™
— IN=
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=157 LUl 3 - Cutting performance

OYIHEIHEHLEE  Cutting force comparison

/.?&'ﬁ']ﬂ : SKD11(55HRC) N
600
Work materials : 1.2379 (55HRC)
@I ERE Tooldia. : p6mmXR1.5
500 @ HIS -
@ _ DlJ"ET n Cutting conditions
5 a0 [l n=6,000min-1
2 | Ve=113.1m/min
= Vf=1,680mm/min
2 %0 R il il ol f=0.28mm/rev
z )
= I ap=3.6mm
12
g 200 ae=1.0mm
= ZE2H L & & Overhung length: 20mm
= i I 7 7 O— Air blow
BEEEROKRIL A ER
Shrink fit holder
0 NG )
DIUET E V£t Bt
SFSR H:Z Competitor E Competitor V. Competitor B
L)) fott B (S R YIBHER AN S <, TR & ZEBIEL /NS,
ERGAY-:PN REFEYIHIEREZE KRR,

Achieved smooth cutting by solving vibration problem compared with competitor.

large rake angle

@#FattE Tool life comparison

~

‘%&‘ﬁw : SKD11(60HRC)
Work materials : 1.2379 (60HRC)

@ T E®E Tooldia. : p6mmXR1.5

o
in

e .
0.4 E40 1.3 _ OUIRIZEM -
1.3 times longer toql life Cutting conditions
n=6,000min-"

Vc=113.1m/min
Vf=2,000mm/min
f=0.33mm/rev

B#tm 2.5 &
2.5 times longer tool life
; ap=0.15mm
; E %t Competitior E .
| 4 =@ \/ ¥t Competitior V f? ;E < gvi:hung length: 24mm
4 — AIr blow

o
w

e
N

BARITEEFEE (mm) Max. flamk wear

0.1
~@— B ft Competitior B . N
. : I8 2 R e AL 4 15
Shrink fit holder
0 10 20 30 NG J

ST & (mm) Cutting length

.‘f%% Result
AWDEEEVIRIZE 2ERIME & THIERERIZE Y

UUY ZlFIT 5 & TREMEER,

Due to solving vibration problem by high rigidity & reduction cutting force, achieved longer tool life.




’\—|—1 =) )=" Hard-One Series

=157 Hard-One Radius SFSR type

@ SHEEM I T A (TOHRCHIIG) For high hardened die steel up to 70HRC
@41 A 42 LN FA50°-52° 4 flutes / Helix angle 50°-52° . @
@3 1) >R For shrink fit holder

Fig.1 (¢ Dc< ¢ DsDIZE) Fig.2 (¢ Dc= ¢ DsDHH)

oK’ %

S | w fffffff 1

r'0.01 ﬁe" 2 r0.01 Je %

L a Ly | =]

22 © 82
L L
3% (mm) Dimensions

carRe, e e r | ¢bc| u | @ L | ¢D1 | ¢Ds| o | 6k | 9 ﬁﬁ{rﬁﬁﬁ
SFSR4020S04-R05 | @ 0.5 2 2 4 40 1.9 4 | 20° | 9.1° 1 5,000
SFSR4020S06-R05 | @ 0.5 2 2 4 40 1.9 6 | 20° | 126° | 1 6,000
SFSR4030S04-R08 | @ 0.8 3 3 6 40 | 29 4 | 20° | 44° 1 5,000
SFSR4030S06-R08 | @ 0.8 3 3 6 40 | 29 6 | 20° | 9.2° 1 6,000
SFSR4040S04-R10 | @ 1.0 4 4 8 40 3.8 4 - - 2 5,000
SFSR4040S06-R10 | @ 1.0 4 4 8 40 3.8 6 20° 5.9° 1 6,000
SFSR4050S06-R12 | @ 1.2 5 5 10 50 4.8 6 20° 2.9° 1 7,400
SFSR4060S06-R10 | ® |DH110| 1.0 6 6 12 50 | 5.8 6 - - 2 6,600
SFSR4060S06-R15 | @ 15 6 6 12 50 | 5.8 6 - - 2 6,600
SFSR4080S08-R10 | @ 1.0 8 8 16 60 7.8 8 = = 2 11,500
SFSR4080S08-R20 | @ 2.0 8 8 16 60 7.8 8 - - 2 11,500
SFSR4100S10-R20 | @ 2.0 10 10 20 60 9.8 10 = = 2 15,200
SFSR4100S10-R30 | @ 3.0 10 10 20 60 9.8 10 - - 2 15,200
SFSR4120S12-R20 | @ 2.0 12 12 24 60 | 118 | 12 - - 2 | 20,500
SFSR4120S12-R30 | @ 3.0 12 12 24 60 11.8 12 - - 2 20,500

@ A—H—TEES Standard stock items



IS E5r»Y TR M Cutting data

// DIJET

@ FEANFOIMITEFI(ER - FFRAMI) 1. Face milling on Hardended die steel (for semi-roughing)

ZZH LK & Overhung length : 20mm

AT &K Cutting length : 11.619m & Part name T L REE! Stamping die
WINTH# Work | #EEI# Material SKD11 1.2379
/ ) FE X Hardness 62.5HRC
2% Tool No. SFSR4060S06-R15
I B Tool
H#7& Grade DH110
EERE, CIAIERE N 4,000 (min™)
Spindle speed
Cutting speed | Ve 75.4  (m/min)
EYERE, XY VS 1,150  (mm/min)
Feed speed
e e o e
M Result Cutting conditions
— FAGAHE | ap 01 (mm)
t\‘ t U 7,_‘; < bﬂI—C g_s Axial depth of cut
s S 3 £ |a
HEFEOEY < FHHL RIT, B2l 30 (mm)
No chatter, stable machining. 2 —5 > bk Coolant I 7— 7 A— Airblow
Improved better surface roughness & chip evacuation. N
{3 AR Vachine ILFMC Vertical MC
4118
N— K THE - 5T . Face milling on hardened die steel (Roughing
@ FUN—FUHMOMIEH (F@E - FMI) 2.F I hardened die steel (Rough
ZZH LK & Overhung length : 30mm
7][] Cutting Iegth : 238.2m B Part norme F2 R T—2 Tost pioce
W HH work | #EEI# Material NAKS55 P21
FE & Hardness 37-43HRC
5% Tool No. SFSR4080S08-R20
I & Tool
#1178 Grade DH110
EEEE. PEEE N 6,300 (min™)
Spindle speed [ e
Cutting speed | Ve 158.3  (m/min)
EYERE. £YE 5,200  (mm/min)
Feed speed  [oowrrrrrrrrirrimrisrssssss s
n Result Cutting conditions "
a o - (roughing) ?&i@@eﬁtﬁﬁ% ap 0.2 (mm)
BATVALICK L TREEAIA Sh. kR < BB AnE 2 e o
MITET-, Radial depth of cut : mm
Compared with competitor V, SFSR suppressed wear from roughing 9 —3 > b Coolant I 7—7JA— Airblow
to finishing. {38 AR Vachine SLHMC Vertical MC
4231



}\—|‘1 =) )= Hard-One Series

J\_ |-1 5371 *Eiﬁk)] ‘ﬁu%{q: (EF-E”H I) Recommended cutting conditions for SFSR type (face milling)

W =0T for roughing

de de de

3mm (@ 21%0.15mm) ap=0.15 mm
.33Dc ae=0.33Dc

3mm (@ 21%0.15mm)
.33Dc

oo
oo

7,000 7,000

7,000 7,000
13,000 8,000 13,000 8,000 13,000 3,500
10,000 9,000 10,000 9,000 10,500 4,000
8,500 10,000 8,500 10,000 8,600 4,200
6,500 10,000 6,500 10,000 6,500 4,200
5,200 10,000 5,200 10,000 4,500 4,200
4,300 10,000 4,300 10,000 3,000 4,200

de de ae

ap=0.15mm ap=0.15mm ap=0.15mm
ae=0.33Dc ae=0.33Dc ae=0.33Dc

BEALDIESEIE

1. EROZEEIEH . —BHUEEROEHEERLTVET,

2. HEW. MIMORMFRIENEMEEXE. BELESARVGAEX. kY. EESNRET IBEL”HYET,
ZTOHAIE., BEEE, ZUREZTHTFTCIEAVECEEGHZRABESL,
HEWMOEEHARY B NGEIX, EERERELEYREZRCLEETTIFTLESL,
LAY UAY b, IT7TA—, SR MIEAUBIMIEHELET,
LATULRMEMITARIE. BRXICKEZMIEHELET,
REROBILEEFERATHRIE. v U SEANIEEETBERICTERACESL,

(o204 BN - V)

H Attention to
1. Above cutting conditions are for general guidance.
2. The figures to be adjusted accroding to machining shape, overhung length, purpose and rigidity of machine and work clamping.
3. If machine does not have enough spindle speed, reduce the feed speed to the same ratio.
4. Recommend to use down cutting with air blow or mist coolant.
5. Recommend using coolant on stainless steel.
6. It is important for grasping the shank to defend and keep proper grasping length in case of using shrink fit holder.
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’\_ I'.1 5371 *;—iﬁb)] ‘ﬁu%{q: (EF-E”I]I) Recommended cutting conditions for SFSR type (face milling)
W/t EIFANT forfinishing

de de de

ap=0.1 mm ap=0.1 mm ap=0.05 mm
ae=0.1Dc ae=0.1Dc ae=0.1Dc

BERALDFESE

1. EROZEYBIES . —BRUTZEROEHEERLTVET,

2. #H. MIPOEM FTRIEAEMEARIE. BHLESHARMEEHE. RE. BEESNRETIHEANDYET,
ZTOHAIE, RERE, ZUYREEFTTFTCIERAVZECEEGEEZRABILEIL,
CHEBORGEHENRY BENGEIX. BEEREEEYREZRICEETTIFTLLEEL,
AV AY R, ITTR—, SAMIKBUEIMIEHRELET,
ATULRMAEMITAE. BRICEKA2MIFHELET,
VREFBROBIIWAZERAT IRIE. Oy U BEAREEECIBERICTERLCEZSL,

o g~ W

W Attention
1. Above cutting conditions are for general guidance.
2. The figures to be adjusted accroding to machining shape, overhung length, purpose and rigidity of machine and work clamping.
3. If machine does not have enough spindle speed, reduce the feed speed to the same ratio.
4. Recommend to use down cutting with air blow or mist coolant.
5. Recommend using coolant on stainless steel.
6. It is important for grasping the shank to defend and keep proper grasping length in case of using shrink fit holder.



N—E1zu—=x

Hard-One Series

’\_F1 5?}71 ‘;ﬁﬂ] ‘ﬁu%# (ﬂuﬁ”u I) Recommended cutting conditions for SFSR type (shoulder milling)

W =0T for roughing

R ALl TEH- 71 /\— N ATV LA
kA (S50C, S550) (SKD, SKH, NAK) (SUS304)
Work materials hE & ~250HB hg & ~45HRC
Carbon steel (1.0540,1.0535) ~250HB Hardened die steel (1.2344, 1.2379, 1.2311, P20) ~45HRC Stainless steel (1.4350)
TIHIAZAR
Type of
machining
T E1Z ool dia. ElERRE X RE [E#m®E X RE [ElERRE XV RE
- - < | Spindle speed Cutting speed Spindle speed Cutting speed Spindle speed Cutting speed
¢Dc (mm) N (min) VF (mm/min) n (min) VF (mm/min) n (min) VF (mm/min)
2 24,000 950 24,000 950 3,200 2,500
3 24,000 1,300 24,000 1,300 2,700 2,200
4 18,000 1,800 18,000 1,800 2,300 2,000
5 15,000 2,000 15,000 2,000 2,000 1,900
6 12,000 2,200 12,000 2,200 1,800 1,800
8 10,000 2,200 10,000 2,200 1,300 1,300
10 8,000 2,200 8,000 2,200 1,000 1,000
12 6,500 1,900 6,500 1,900 800 800
BEANIH BEAN BEANH
WEA (SKD61, DAC, DHA) (SKD11, SKH51, SLD) (SKH, HAP)
Work materials BE & 42~52HRC FEE55~62HRC FE&E63~70HRC
Hardened die steel (1.2344, 1.2379) 42~52HRC Hardened die steel (1.2344, 1.2379) 55~62HRC High speed tool steel (1.3343) 63~70HRC
de
P27 :
Type of
machining
=0.
sl 2RI
T E%Z Tool dia. [ElEmRE XY RE EIEREIES XY RE [EIEREYES XY RE
T - 0 < | Spindle speed Cutting speed Spindle speed Cutting speed Spindle speed Cutting speed
@Dc (mm) N (min1) V£ (mm/min) n (min1) V£ (mm/min) N (min1) V£ (mm/min)
2 13,000 1,000 12,000 1,000 6,400 600
3 13,000 1,300 11,000 1,200 6,000 600
4 11,000 1,500 9,000 1,200 5,100 550
5 9,000 1,600 7,200 1,200 4,200 550
6 7,500 1,800 6,000 1,200 3,500 650
8 5,500 2,200 4,500 1,200 2,500 650
10 4,500 2,500 3,600 1,400 2,000 600
12 3,800 3,000 3,000 1,400 1,700 600
BERALEOEEEE

1. LROBFEGRIGFHE. —RUCBROEHETLTVEYS,
2. . MIYORMAFRIENENMEERE. BRELREVRVEEFR. K. EESIRETIEE/HYET.
ZDHEF. BEEE, FYEREETFCIERVEECERHEREILEL,

[o2 ¢, BN S V)

M Attention

HEWOREHARY BEWNESIE. REEELEYREFZRULLEETTIFTLLZEL,
AU AY R, 7 TJA—, SAMIKBYEIMIEHELET,
ATULRMEMIS A&, BRICTERACEZIL,
REROBIVFTEFEATIEE. v oV EARISBEEGBERICTHERACEZESL,

1. Above cutting conditions are for general guidance.
2. The figures to be adjusted accroding to machining shape, overhung length, purpose and rigidity of machine and work clamping.
3. If machine does not have enough spindle speed, reduce the feed speed to the same ratio.
4. Recommend to use down cutting with air blow or mist coolant.
5. Using coolant on stainless steel.
6. It is important for grasping the shank to defend and keep proper grasping length in case of using shrink fit holder.



// DIJET

’ \_ |‘1 5971 *gﬁb)] ‘ﬁu%{q: (ﬂl] EZII]I) Recommended cutting conditions for SFSR type (shoulder milling)
W/t EIFANT forfinishing

BERALDFESE

1. EROZEDEIZEHE, —BHUEEROEHEERLTVET,

2. W, MIMOmMMITRIENENEERIE. BELESIARWVMGAZL., KB, EEENRET IHEL/HY ET,
ZTOHAIE, RERE, ZUYREEFTTFTCIERAVZECEEGEEZRABILEIL,
HEBOBEHARYENESIE. REREELEYRELZRCLEETTIFTLEZEL,

LAY Ay b, 70—, SAMIELBUHMIEHELET,
ATULREEMIY A&, BHICTHERACEZSL,
RERODBILTEFEAT IRIE. v UV BEAREEELBERICTHERACREZSL,

o g~ W

W Attention
1. Above cutting conditions are for general guidance.
2. The figures to be adjusted accroding to machining shape, overhung length, purpose and rigidity of machine and work clamping.
3. If machine does not have enough spindle speed, reduce the feed speed to the same ratio.
4. Recommend to use down cutting with air blow or mist coolant.
5. Using coolant on stainless steel.
6. It is important for grasping the shank to defend and keep proper grasping length in case of using shrink fit holder.
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Hard-One Series

’\_F1 5?}71 ‘ﬁﬁﬂ] ‘ﬁu%# (%”u I) Recommended cutting conditions for SFSR type (slotting)

HHIA

Work materials

(550C, S55C)
BEE~250HB
Carbon steel (1.0540,1.0535) ~250HB

Gaif- TEH- 71 /\— K
(SKD, SKH, NAK)
& ~45HRC
Hardened die steel (1.2344, 1.2379, 1.2311, P20) ~45HRC

ATV LA
(SUS304)

Stainless steel (1.4350)

@gw

de

de

TIHIAZAR
Type of
machining
‘%‘ ap < 0.3Dc of ap <0.3Dc ‘%‘ ap=0.25Dc
ae = Dc ae = Dc ae=Dc
T E1Z ool dia. ElERRE X RE [E#m®E X RE [ElERRE 3% W) RE
- - < | Spindle speed Cutting speed Spindle speed Cutting speed Spindle speed Cutting speed
@Dc (mm) n (min) V£ (mm/min) n (min) V£ (mm/min) n (min) V£ (mm/min)
2 11,000 650 11,000 650 2,500 190
3 9,500 750 9,500 750 2,300 180
4 8,500 800 8,500 800 2,000 170
5 7,600 1,000 7,600 1,000 1,800 160
6 6,600 1,100 6,600 1,100 1,500 150
8 5,000 1,200 5,000 1,200 1,100 130
10 4,000 1,200 4,000 1,200 850 130
12 3,300 1,300 3,300 1,300 700 130
BANE AN AN
WEA (SKD61, DAC, DHA) (SKD11, SKH51, SLD) (SKH, HAP)
Work materials BE & 42~52HRC BE & 55~62HRC FE&E63~70HRC

Hardened die steel (1.2344, 1.2379) 42~52HRC

Hardened die steel (1.2344, 1.2379) 55~62HRC

High speed tool steel (1.3343) 63~70HRC

de

ae

de

P27
Type of
machining
ol ap=0.3Dc Q! ap=0.3Dc ol ap=0.3Dc
©| ae=Dc ©| ae=Dc ©| ae=Dc
T E%Z Tool dia. [ElEmRE X EE [ElEmR XY EE [ElEmEE X EE
T - 0 < | Spindle speed Cutting speed Spindle speed Cutting speed Spindle speed Cutting speed
@Dc (mm) n (min1) V£ (mm/min) n (min1) V£ (mm/min) n (min1) V£ (mm/min)
2 9,000 400 5,500 240 5,500 230
3 8,000 500 5,000 300 4,800 270
4 7,500 550 4,200 350 4,000 320
5 6,800 650 3,900 400 3,800 400
6 5,800 700 3,500 500 3,200 480
8 4,300 750 2,700 550 2,300 450
10 3,400 900 2,200 620 1,800 470
12 2,800 1,000 1,800 700 1,500 530
mERLEDTESEE

1. EROZEDEIEH X, —BUTEROEFHEERLTVET,

2. HEW. MIMORMFRIENEMEEXE. BELESARVGAEX. kY. EESNRET IBEL”HYET,
ZTOHAIE., BEERE, BYUREEZ T CIEAVEESEEGHEZARESL,

3. MHMOEEHARY EMEGEE, BEEELZYVEREZR CEETTIFTLESIL,

4.8 hy b, T7TO—, SRAMIELDYBEIMIZHELES,

5 ATV LAEMIYT A&, BRICTHEACESL,

6. HEMORILAZFERAT 2EE. v oV BEARITEELSBERICTERCLEZ S,

7. BB LRSIEHESIRYELS LTIERALZEL, (2Dc~3DciEE)

8. SVEVIMIOERAEIZ4ASLIANZERIZTHEACESL,

W Attention

. Above cutting conditions are for general guidance.

. The figures to be adjusted accroding to machining shape, overhung length, purpose and rigidity of machine and work clamping.
. If machine does not have enough spindle speed, reduce the feed speed to the same ratio.

. Recommend to use down cutting with air blow or mist coolant.

. Using coolant on stainless steel.

. It is important for grasping the shank to defend and keep proper grasping length in case of using shrink fit holder.

. Recommend to shorten overhung length (2Dc-3Dc).

. Recommended ramping angle is within 45°.

O~NO O WN
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’\_ |‘1 5?71 *;—Eﬁbﬂ 'ﬁl] ?'%14: (% é 7][] I) Recommended cutting conditions for SFSR type (plunging)

ap
ap = 0.2Dc
(MAX 1.5mm)
ae = Dc

ap
ap = 0.2Dc
(MAX 1.0mm)
ae = Dc

BERALDIFEERE

1. LROZEDEIZHE, —BHUEEROEHERLTVET,

2. W, MIMORMTRIENENVEERIE. BELESIARWVGAZL, RE. EEENRET IHBEL”HYET,
ZTOHEAIE. RERE, ZUREETTFCIEAVZECEERGEEZRABLEIL,
CHWOBREHENRYBENEEX. BEEEEEYREZRICLEETTIFTLE S,

AV AY R, ITITR—, SAMIKLBUEIMIEHRELET,
CATULREEMIY A&, BHICTERACEZSL,
REROBIILTEFEATIRE. v UV BEAREEELBERICTHERACLEZSL,
CADALMIOBRIIINES-YDUHAHFEDRKE ELREFICHREC S,

N o o b~ w

M Attention

. Above cutting conditions are for general guidance.

. The figures to be adjusted accroding to machining shape, overhung length, purpose and rigidity of machine and work clamping.
. If machine does not have enough spindle speed, reduce the feed speed to the same ratio.

. Recommend to use down cutting with air blow or mist coolant.

. Using coolant on stainless steel.

. It is important for grasping the shank to defend and keep proper grasping length in case of using shrink fit holder.

. In case of helical interpolation, set “Max. helical interpolation depth per tool path revolution” to above Max. ap.

~NOoOoabshwWN -
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N—KE153572

AR 1D A—Is—>a— b %47/ 70HRC M

DH Coated Solid carbide end mill series for high hardened die steel up to 70HRC.

Hard-One Radius
SFSR 2

B
— 48
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= # T547-0002 ARRHFEHXIER2TH1E185

TEL. 06(6791)67811X% FAX. 06(6793) 1221
Headquarters 2-1-18, Kami-Higashi, Hirano-ku, Osaka 547-0002, Japan
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Phone: 81-6-6791-6781 Fax: 81-6-6793-1221 JQA-2089 JOAEM1580
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TEL. 045(290)5100 FAX. 045(312)0066 TEL. 06(6794)0216 FAX.06(6794)0217
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TEL. 022(299)0528 FAX. 022(299)3270 TEL. 076(425)5171 FAX.076(425)5187
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HE B M IHE T584-0022 KERFEEMHHREMIER2TH 18235 TEL 0721(23)2700 FAX. 0721(23)2705

IDIJET GmbH (Europe) IDIJET INDUSTRIAL CO., LTD. (Chengdu Office)
Immermann Str.9 40210 Diisseldorf, Germany Rm 1-302, No.27 Dongfeng Road, Jinjiang District, Chengdu, 610065, China
Phone. 49-211-50088820, 50088822  Fax. 49-211-50088823 Phone. 86-28-8511-4585 Fax. 86-28-8511-2758
IDIJET INDUSTRIAL CO., LTD. (Bangkok Representative Office) IDIJET INDUSTRIAL CO., LTD. (Wuhan Office)
699 Srinakarindr Road, Modernform Tower 15th Floor, Kweang Suanluang B-2513, Jiayu Jianyin Business Masion, No.10 Chuangye Road,
Khet Suanluang, Bangkok 10250, Thailand Wuhan Eco. & Tech. Development Zone, Wuhan City, Hubei 430056, China
Phone. 66-2-722-8258, 8259 Fax. 66-2-722-8260 Phone. 86-27-8773-8919  Fax. 86-27-8773-8959
IDIJET INDUSTRIAL CO., LTD. (Shanghai Representative Office) IDIJET INDUSTRIAL CO., LTD. (Mumbai Representative Office)
Room No.712 Tomson Commercial Building., 710 Dongfang Rd., 322, ARCADIA Hiranandani Estate, Patlipada, G.B. Road,
Shanghai 200122, China Thane (W) 400 607, India
Phone. 86-21-5058-1698 Fax. 86-21-5058-1699 Phone. 91-22-4012-1231  Fax. 91-22-4024-0919
IDIJET INDUSTRIAL CO., LTD. (Guandong Representative Office) IDIJET Incorporated (U.S.A.)
Rm.903, N0.98, Zhenan East-Road, Changan Town, Dongguan City, 45807 Helm Street, Plymouth, MI 48170 U.S.A.
Guangdong Provence 523850, China Phone. 1-734-454-9100 Fax. 1-734-454-9395

Phone. 86-769-8188-6001 Fax. 86-769-8188-6608
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https://www.dijet.co.jp 0120-39-81-39 Fxtserosizn

9:00~12:00. 13:00~17:00 (£-H-#RBZR<)

CERALDEFE TEE2RLICTBERAVERLYIC

O TEBIHIRHE CHERALBVTLREV, @KEREFEPRITDH D TEFEALBV TS,

O T DOREL BEMECKB T AICTERLLIEE V) X RERFPRENN—ZTHERL S,

WARNING: «Grinding produces hazardous dust. *To avoid adverse health, use adequate ventilation and read Material Safety Data Sheet first.
* «Cutting tools may fragment in use. Wear eye protection in the vicinity of their operation.

OTEM R . HRDIHFERKEEIT D ENHIFT . Specification shall be changed without notice.
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