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OSEE[IFHFIA I — MKW BNTMEEFE - MiZ 7= FeE @Special coating offers excellent wear and heat resistance.
@& EMH SEEEM (HRC55UT) FTOIRBLEWTI—IIIIHTIEE @Ability to process a range of materials from alloyed steel to
@4 H - XTI UAAS’ ICKU  WHIEZE&FL. (t L AR hardened steel (up to HRC55).

@4 flutes and 45 degrees corner twist provides low cutting
residence and a good cut face.
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Item Code Tolerance of Dia

IC4HST-3.0 3 0~-0.02 8 50 4
|IC4HST-4.0 4 0~-0.03 10 50 4
IC4HST-5.0 5 0~-0.02 13 50 6
IC4HST-6.0 6 0~-0.03 15 50 6
IC4HST-8.0 8 0~-0.03 20 60 8
IC4HST-10.0 10 0~-0.03 25 75 10
IC4HST-12.0 12 0~-0.03 30 75 12
IC4HST-16.0 16 0~-0.03 40 100 16
IC4HST-20.0 20 0~-0.03 45 100 20

WZHEYIHISRFR (BIT) Recommended cutting conditions (Slotting)
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Work SSOC/FCZSO/SCM(HRC3OLIF) SKD61/SK/NAK SUS304/5US316 Hardende Steels(HRC45~55)
D ; TRV REE L EVEE ] EYEE 5 EYEE
F(mm/min) - F(mm/min) -~ F(mm/min) - F(mm/min)
3 , 400 6,400 6,700 300 5,300 130
4 4,800 450 4,800 500 5,100 320 4,000 135
5 3,800 480 3,800 530 4,100 330 3,200 150
6 3,200 500 3,200 550 3,400 340 2,700 170
8 2,400 530 2,400 590 2,600 320 2,000 170
10 1,900 470 1,900 520 2,000 290 1,600 155
12 1,600 430 1,600 490 1,750 240 1,300 135
16 1,200 370 1,200 420 1,300 230 1,000 120
20 1,000 370 1,000 420 1,000 210 800 110
ggp’ﬁao? = ae=1D.ap=1D ae=1D.ap=0.5D ae=1D.ap=0.2D

WZHEIHIRER (BEMNTI) Recommended cutting conditions (Side cutting)

HRHI# PR/ i/ S il S/ TEH A5V LA AN - SAEH

Work | S50C/FC250/SCM(HRC30LAT) SKD61/SK/NAK SUS304/5US316 Hardende Steels(HRC45~55)
5 ; ERE s R RE ; R EE n R RE
N F(mm/min) - F(mm/min) - F(mm/min) - F(mm/min)
3 9,600 700 9,600 770 9,500 630 7,400 420
4 7,200 750 7,200 830 7,200 700 5,600 450
5 5,700 810 5,700 900 5,800 730 4,500 500
6 4,800 870 4,800 980 4,800 780 3,700 520
8 3,600 940 3,600 1,040 3,600 770 2,800 570
10 2,900 860 2,900 960 2,900 670 2,200 510
12 2,400 810 2,400 900 2,450 570 1,900 500
16 1,800 660 1,800 730 1,800 460 1,400 400
20 1,400 540 1,400 600 1,500 420 1,100 350
gg;ﬁao?ﬁ ae=0.15D.ap=1.5D ae=0.1D.ap=1.5D ae=0.05D.ap=1.5D
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These conditions are for general guidance. Therefor they are subject to change to the situation of the machine used, the tool hold rigidity, cutting oil, etc.
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