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Shrink fit insert for hardened steel (HRc52~62), pre-hardened steels.
Optimum for wear resistance on the edge by TISIN-S coating.

Excellent holding power and concentricity keeping are available by shrink fitting holder.
It is very economical because regrinding is available more than three times.

Minimize fracturing by high TRS fine (0.4im) WC grade.
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4SFJB 100 085 S06 5RX 10 8.5 12 37 6
4SFJB 110 085 S06 55RX 11 8.5 12 37 6
4SFJB 120 090 S06 6RX 12 9 13 38 6
4SFJB 130 090 S06 6.5RX 13 9 13 38 6
4SFJB 160 120S10 8RX16 12 17 48 10

4SFJB170120S10 8.5RX 17 12 17 48 10
4SFJB 200 150 S12 10RX 20 15 21 54 12
4SFJB 210150512 10.5RX 21 15 21 54 12
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Shrink fit insert for hardened steel (HRc52~62), pre-hardened steels.
Optimum for wear resistance on the edge by TISIN-S coating.

Excellent holding power and concentricity keeping are available by shrink fitting holder.
It is very economical because regrinding is available more than three times.

Minimize fracturing by high TRS fine (0.4im) WC grade.
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4SFJC 100 003 085 10XR0.3 8.5 12 37 6 4SFJC 130010090 13XR1 9 13 38 6
4SFJC 100 005 085 10 XR0.5 8.5 12 37 6 4SFJC 160 005 120 16 XR0.5 12 17 48 10
4SFJC 100010085 10X R1 8.5 12 37 6 4SFJC 160010120 16 XR1 12 17 48 10
4SFJC 110003 085 11 XR0.3 8.5 12 37 6 4SFJC 170005 120 17 XR0.5 12 17 48 10
4SFJC 110 005 085 11XR0.5 8.5 12 37 6 4SFJC170010120 17 XR1 12 17 48 10
4SFJC 110010 085 11 XR1 8.5 12 37 6 4SFJC 200 005 150 20XR0.5 15 21 54 12
4SFJC 120003 090 12XR0.3 9 13 38 6 4SFJC200010 150 20 XR1 15 21 54 12
4SFJC 120 005 090 12XR0.5 9 13 38 6 4SFJC 210005 150 21 XR0.5 15 21 54 12
4SFJC 120010 090 12XR1 9 13 38 6 4SFJC210010150 21XR1 15 21 54 12
4SFJC 130003 090 13XR0.3 9 13 38 6
4SFJC 130 005 090 13 XR0.5 9 13 38 6
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4SFJC Cutting Condition « RPM: rev./min « Feed : mm/min

224 Slotting
oA ma|5EZ 1ZEZ kL=,
Material Prehardened Steels Hardened Steels Hardened Steels
A& Hardness 30 ~40HRC 40 ~ 50HRC 50 ~ 60HRC
94 A
: p Ap Ap

Iggrtvﬂadtgr RPM FEED Axial Depth RPM FEED Axial Depth RPM FEED Axial Depth
210 1600 320 3 1440 288 2 800 130 1
211 1450 290 3.3 1305 261 2.2 725 120 1.1
212 1330 265 3.6 1197 239 2.4 660 100 1.2
213 1225 245 3.9 1103 221 2.6 610 100 1.3
216 1000 200 4.8 900 180 3.2 500 80 1.6
217 940 190 5.1 846 171 3.4 470 75 1.7
220 800 160 6 720 144 4 400 65 2
221 760 150 6.3 684 135 4.2 380 60 2.1

Slotting
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SHHA - Side Cutting
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Material Prehardened Steels Hardened Steels Hardened Steels
4E Hardness 30 ~40HRC 40 ~50HRC 50 ~ 60HRC
1 A
> p Ae Ap Ae Ap Ae

Dc?}ajrgrﬁledtgr Ll — Axial Depth Radial Depth — — Axial Depth Radial Depth L — Axial Depth Radial Depth
210 2050 500 5 1 2050 480 5 0.5 800 130 3 0.5
211 1880 450 5.5 1.1 1880 420 5.5 0.6 730 120 3.3 0.6
212 1720 410 6 1.2 1720 380 6 0.6 660 100 3.6 0.6
213 1600 380 6.5 1.3 1600 350 6.5 0.7 610 100 3.9 0.7
216 1300 310 8 1.6 1300 300 8 0.8 500 80 4.8 0.8
217 1220 300 8.5 1.7 1220 285 8.5 0.9 470 75 5.1 0.9
220 1000 250 10 2 1000 240 10 1.0 400 65 6 1.0
221 980 230 10.5 2.1 980 220 10.5 1.1 380 60 6.3 1.1

Side Milling
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== «Ap: AxialDepth £
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* If the effective length is long, reduce the RPM and feed in the same proportion.

* After the heat the shrink-fit, check the clamping and bolt status, and then use.

* Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.

* If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.
* Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.

408 | < wToos



Your specials are our standards.
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