
SERIES EXPANSION

PN-E-009

■Solid carbide radius end mill
■Size range: φ2-φ12mm dia.

SFSB

SFSR

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

Hard-One Series

■Solid carbide ball nose end mill
■Size range: φ1-φ12mm dia.
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■Tolerance (mm)

Tolerance of R

R0.5 R6 ±0.005

R of ball nose
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Fig.
Dimensions mm

●For high hardened die steel up to 70HRC

●2 flutes / Helix angle 30°

●For shrink fit holder
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■for roughing & semi-finishing

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.

■Attention:

Recommended cutting conditions for SFSB typeHard-One Ball
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■ for finishing

Recommended cutting conditions for SFSB type

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.

■Attention:

Hard-One Ball

Hard-One Series



● Standard stock items

Cat. No. Stock Grade r φDc
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Fig.
Dimensions mm

●For high hardened die steel up to 70HRC

●4 flutes / Helix angle 50°-52°

●For shrink fit holder
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■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.

Hard-One Series

■ for roughing
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Hard-One Radius Recommended cutting conditions for SFSR type (face milling)
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■for finishing

Recommended cutting conditions for SFSR type (face milling)
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■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.

Hard-One Radius
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■for roughing

Recommended cutting conditions for SFSR type (shoulder milling)
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■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.

Hard-One Radius

Haed-One Series
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■for finishing

Recommended cutting conditions for SFSR type (shoulder milling)
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■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.

Hard-One Radius
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■荒加工 for roughing
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■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.
        7. Recommend to shorten overhung length (2Dc-3Dc).
        8. Recommended ramping angle is within 45°.

Haed-One Series

Recommended cutting conditions for SFSR type (slotting)Hard-One Radius
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■荒加工 for roughing

Recommended cutting conditions for SFSR type (plunging)
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■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.
        7. In case of helical interpolation, set “Max. helical interpolation depth per tool path revolution” to above Max. ap.

Hard-One Radius



HEADQUARTER

DIJET Industrial Co.Ltd.

1-1-18, Kami-Higashi,

Hirano-ku, Osaka 547-0002, Japan

PHONE +81-6-6791-6781

FAX       +81-6-6793-1221

MAIN OFFICE EUROPE

DIJET GmbH

Immermannstraße 9

40210 Düsseldorf, Germany

PHONE +49-211-50088820

FAX      +49-211-50088823

www.dijet.de


