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HY-PRO Chamfering Cutter Series HSCTPR Txaocs

LS-HSCT-P
LS-HSCT-N
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A complete line-up! No more chamfering headaches!!
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LS-HSCT-P  HSCT-P V-UCS FX-MG-CS
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A wide variety of products is available so you can choose the ideal tools for your applications!
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/ HSCT-N LS-HSCT-N
Carbide Chamfering Cutter

400 N&

ﬁ?ﬁigjﬁﬁIﬁmque 3flutes design - EL );y7"lT‘°9.yh
. ﬁ 40degree helixangle & wider chip pocket

Eliminates vibration
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Enabled high feed high production
Superior sharpness and smooth surface finish!
oy <D - JNUHVEGEL!

Cut down burres
Ov7&/@a - REEDYIDL FHEHE
egular and long types are available

Superb chip ejection capability
MICEHDETEVGITITELY,

Please chose proper type for the application
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Regrindable

KIFGLTP IR e N e C Vs
Positive Type ALUMINUM ALLOYS, COPPER ALLOYS,

HEAT RESISTANT ALLOYS, STAINLESS STEELS

RHIATN - Bk, IEREE. S
Negative Type CAST IRON, CARBON STEELS, ALLOY STEELS

d=FT 120 3RHANIII—=20T

Coated 3-Flute Countersink

FX-MG-CS & |[V-UCS
BlE/1)—X60°-90° / N A)=2X60°90°-120°
FX3—51% (TIiAIN) Va—51% (TiCN)

Carbide Series FX Coating HSS Series V Coating /

A=FAITHhOIT=I I DIFR Features

B itk 30~200%7 v T OEEEIEIH Bl meE<b. )XUBD. EED SiEEL < FIF
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Cuts 30 to 200% faster than the conventional type. Can perform a wide range of applications including countersinking,
deburring and chamfering.

B =ULWMEEDDENZ SNET, A 710 <O\ HEIFICIED E T,

Creates a smooth surface finish. Chip evacuation has been improved.

El E5auEhassEciEb £,

Achieves a long tool life.

B 7U=p5257 VU, AEMAFETELL
YIBITEX T,
Can machine a wide range of materials, from aluminum to stainless

\ steel to heat-treated steel. J




Eﬁgﬁﬂy D jJ “J g Carbide Chamfering Cutter

TINVEERTRE 30 FIREETRZE  +£005mm
Tolerance for Cutting Edge Incline Tip diameter tolerance

M e Bl TEESE

Tool Material Micro Grain Carbide
BUNAE- 40°BLh IE T4 2R TEFFX-SCC, FX-LS-SCC. VP-SCC. CA-SCC, CA-LS-SCCEZfERT AL,
Holie Ancl FX-SCC,VP-SCC,CA-SCC,CA-LS-SCC are available as chamfering cutter with bottom teeth.
elix Angle
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z 3 Flute

.ﬁﬂfﬂ'iﬁﬁ SPECIFICATION CHART

HSCT-P (#2547 L#a35 positive type Regular) stz Wnitem)  LS-HSCT-P (#2447 024424 Positive type Long Shank)  (ssftzmm) (Unitmm)
9200006 1X45°X 6 25 9,070 9200026 1X45°X 6 25 9,730
9200008 1X45°% 8 60 815) 8 C 11,100 9200028 1X45°X 8 100 Bi5) 8 C 12,500
9200010 2X45°X10 70 4 10 (¢} 14,500 9200030 2X45°X10 100 4 10 C 16,000
9200012 2X45°X12 75 5 12 C 18,700 9200032 2X45°X12 105 5 12 C 20,600
9200016 2X45°X16 100 7 16 C 29,900 9200036 2X45°X16 140 7 16 C 36,300

HSCT-N (24447 L%15 Negative type Regular) @trrm wniemm) LS=-HSCT-N (244147 B2%534>% Negative type Long Shank)  (8i:mm) (Unitmm)
9200056 1X45°X 6 25 9,070 9200076 1X45°X 6 25 9,730
9200058 1X45°% 8 60 815) 8 C 11,100 9200078 1X45°% 8 100 Bi5) 8 C 12,500
9200060 2X45°X10 70 4 10 (¢} 14,500 9200080 2X45°X10 100 4 10 C 16,000
9200062 2X45°X12 75 5 12 C 18,700 9200082 2X45°X12 105 5 12 C 20,600
9200066 2X45°X16 100 7 16 C 29,900 9200086 2X45°X16 140 7 16 C 36,300

C=TEEt 42— 17 Em

C=Inventory Center stock item

.9’( 73”*&%“*2%”5% CROSS-REFERENCE CHART FOR WORK MATERIALS BY TYPE
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Tolerance for Cutting Edge Incline
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Tip diameter tolerance
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(¥54i7:mm) (Unitmm

-0.2~0mm
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(B fi:mm) (Unit:mm)

Y—JVNo. e IR | KR | & R | Dvof | 7R | EERS | IREAME J—JVNo. U KR | KiER | & R | Dvof |7 R | EERS | IREAME
EDP No. Designaion Ds D1 L d Lt Stock (Yen) EDP No. Designaion Ds D1 L d Lt Stock (Yen)
9139063 | 6.3X 6x2.0x55 1.0 6.3 55 6 (4.59) C 21,300 9149063 | 6.3X 6x2.0X55 1.0 6.3 55 6 (2.65) C 21,300
9139083 | 8.3x 8x3.0x55 | 2.5 8.3 55 6 (5.02) C 24,000 9149083 | 8.3x 6x2.5x55 | 2.5 8.3 55 6 (2.9) C 24,000
9139104 | 10.4X 8X3.0x65 2.6 104 65 8 (6.75) C 30,800 9149104 | 10.4X 8X3.0x65 2.6 10.4 65 8 (3.9) C 30,800
9139124 | 12.4X10X4.0X65 25 12.4 65 10 (8.57) C 31,600 9149124 | 12.4X10X4.0X65 25 12.4 65 10 (4.95) C 31,600
9139165 | 16.5X10%X4.0X70 3.1 16.5 70 10 (11.6) C 37,500 9149165 | 16.5X10%X4.0X70 3.1 16.5 70 10 (6.7) C 37,500
9139205 | 20.5%12%5.0x80 3.5 20.5 80 12 (14.72) C 42,500 9149205 | 20.5%12%5.0x70 3.8 20.5 70 12 (8.35) C 42,500
9139250 25%x12x5.0x80 3.8 250 80 12 (18.36) C 61,600 9149250 25%x12x5.0X70 3.8 250 70 12 (10.6) C 61,600

C=1EEt2—1E%#7EEM C=Inventory Center stock item
INRAYYU—XV-UCSV I—5 ¢ ~VJ TiCN
ToINEEFFRE 0~1° FIRERFRAE +0.05mm
Tolerance for Cutting Edge Incline Tip diameter tolerance
(B fir:mm) (Unit:mm)
Y—JNo. U FihfE KigfZ £ R PRk: 3 TINER TEEX S RAEAAR
EDP No. Designaion Ds D1 L d Lt Stock (Yen)
9106063 6.3X60"X47 1.5 6.3 47 5 (4.16) C 3,600
9106083 8.3X60°X52 2.0 8.3 52 6 (5.46) C 4,300
9106104 10.4X60°X53 2.5 10.4 53 6 (6.84) C 4,950
9106124 12.4X60°%x60 3.0 12.4 60 8 (8.14) C 5,270
9106165 16.5X60°X65 4.0 16.5 65 10 (10.83) C 6,290
9106205 20.5X60°X69 4.0 20.5 69 10 (14.29) C 8,730
9106250 25x60°X75 5.0 25 75 10 (17.32) C 11,100
90"
401 H-}----—-- --% - —
|
. (Béfi:mm) (Unit:mm)
J—JiNo. O KlpE RIETE 2 £ SR FEE EER S TR
EDP No. Designaion Ds [o]] L d Lt Stock (Yen)
9109043 4.3X90'X 40 1.3 4.3 40 4 (1.5) C 2,750
9109053 5.3X90'X 40 1.5 5.3 40 4 (1.9) C 2,850
9109063 6.3X90'X 45 1.5 6.3 45 5 (2.4) C 2,880
9109073 7.3X90°X 50 1.8 7.3 50 6 (2.75) C 3,400
9109083 8.3X90°X 50 2.0 8.3 50 6 (3.15) C 3,490
9109094 9.4X90°X 50 22 9.4 50 6 (3.6) C 3,900
9109104 10.4x90°X 50 2.5 10.4 50 6 (3.95) C 3,960
9109115 11.5X90°x 56 25 11.5 56 8 (4.5) C 4,120
9109124 12.4X90°%x 56 2.8 12.4 56 8 (4.8) C 4,200
9109134 13.4X90°%x 56 28 13.4 56 8 (5.3) C 4,890
9109144 14.4X90°%x 56 29 14.4 56 8 (5.75) C 4,890
9109150 15X90°X 60 3.2 15 60 10 (5.9) C 4,890
9109165 16.5X90°X 60 3.2 16.5 60 10 (6.65) C 4,960
9109190 19%X90°X 63 3.5 19.0 63 10 (7.75) C 6,520
9109205 20.5x90°X 63 3.5 20.5 63 10 (8.5) C 7,100
9109230 23%x90°X 67 3.8 23 67 10 (9.6) C 8,100
9109250 25X90°X 67 3.8 25 67 10 (10.6) C 8,610
9109260 26x90°X 67 3.8 26 67 10 (11.1) C 10,600
9109280 28X90°X 71 4.0 28 71 12 (12) (¢} 11,400
9109300 30X90°X 71 4.2 30 71 12 (12.9) C 12,300
9109310 31X90°X 71 4.2 31 71 12 (13.4) (o} 13,100
9109340 34x90°%107 4.5 34 107 16 (14.75) C 20,900
9109370 37x90°X111 4.5 37 111 16 (16.25) C 26,900
9109700 *ED-- 7AHEE YN —Z AN C 35,200
If:'
Ve
(BEAz:mm) (Unit:mm)
J—JLNo. U St KinfE S pak:d T—IVERR TEEX S RAEAAR
EDP No. Designaion Ds D1 L d Lt Stock (Yen)
9112063 6.3X120°%44 1.5 6.3 44 5 (1.39) C 3,960
9112083 8.3X120°X48 20 8.3 48 6 (1.82) C 4,660
9112104 10.4X120°%x48 25 10.4 48 6 (2.28) C 5,440
9112124 12.4x120°x54 215) 12.4 54 8 (2.86) C 6,130
9112165 16.5X120°X57 28 16.5 57 10 (3.95) C 7,350
9112205 20.5x120°x59 3.5 20.5 5fe) 10 (4.91) C 9,610
9112250 25X120°%62 3.8 25 62 10 (6.12) C 12,400

C=taEt 2R ER

C=Inventory Center stock item
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— RS A - k3R 4A - $55% aam-TH SRESH - 7 N—R 48 (1RH]) -
#HIAE | VLD STEELS CARBON STEELS: ALLOY SE'T%éFS%o’O‘Lﬂ;TEELS HARDENED STEELS - TIIZILEE 27 L A4 S
WORK CAST IRON SCM. SKT. SKS. SKD PREHARDENED STEELS ALUMINUM ALLOYS STAINLESS STEELS- HEAT RESISTANT ALLOY STEEL
MATERIAL $5400, S55C. FC250 e ey {(EREFCTIIING) SUS304 Titanium, INCONEL
2 (~30HRC) SKT.SKD.NAK55, HPM1
(~750N/mm?) (30~88HRC)
KRR
MILLING 60~100m/min 35~65m/min 20~40m/min 150~230m/min 30~50m/min 15~30m/min
SPEED
AR | BERERE | RRE | NHY) | DERRE | GRRE | THY) | WERRE | XRRE | FHY) | WERRE | XURE | FHY) | WEmERE | R)RE | UHY) | EEREE | EORE | )
MILL DIA. SPEED FEED 1%V) SPEED FEED 1%V) SPEED FEED %) SPEED FEED 3%V) SPEED FEED %) SPEED FEED 3%V)
(mm) (min™) | (mm/min) | (mm/t) (min™) | (mm/min) | (mm/t) (min™) | (mm/min) | (mm/t) (min") | (mm/min) | (mm/t) (min™) | (mm/min) | (mm/t) (min") | (mm/min) | (mm/t)
6 4,250 445 0.035 2,650 160 0.02 1,590 95 0.02 10,000 | 1,200 0.04 2,100 255 0.04 1,150 70 0.02
8 3,200 380 0.04 2,000 120 0.02 1,200 70 0.02 7,550 | 1,000 0.045 1,600 190 0.04 900 60 0.022
10 2,550 305 0.04 1,600 95 0.02 955 55 0.02 6,050 815 0.045 1,250 155 0.04 700 55 0.025
12 2,100 255 0.04 1,350 90 0.022 795 55 0.022 5,050 680 0.045 1,050 125 0.04 585 55 0.03
16 1,600 190 0.04 995 70 0.024 595 45 0.024 3,800 510 0.045 795 105 0.045 440 45 0.033
PHAH TS — o020 — o1 — 03D — [ o
DEPTH
OF CUT
i8E hovvy—220 FX-MG-CS (60° - 90°)
$58% —fRAEE - k3R x| TYN—R - =
*\%Im CAST IRON MILD STEELS-CARBON STEELS ALLOY STEELS PREHARDENED ¢ sﬁeas A?Jl\;ﬁuﬁz LA‘E()%S STAﬁ&/S‘géﬂELS
FC250 FCD400 S 45C SCM435 NAK55
RTERAE (~750N/mnt?) (~750N/mm) (~30HRC) (30~38HRC) AC4D SUS304
IRIERE
MILLING 30~60m/min 60~100m/min 30~40m/min 25~40m/min 100~180m/min 24~36m/min
SPEED
KinfZ [ EEE B33 E)EE [EIEsESE IRV)RE EEREE RV RE [EE3E3: EEE [EE3E3: KR
MILL DIA. SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED
(mm) (min™") (mm/min) (min™") (mm/min) (min™") (mm/min) (min™") (mm/min) (min™") (mm/min) (min™") (mm/min)
6.3 3,035 0.17 4,550 0.17 1,820 0.11 1,820 0.11 7,580 0.17 1,515 0.11
8.3 2,300 0.22 3,455 0.22 1,380 0.14 1,380 0.14 5,755 0.22 1,150 0.14
10.4 1,835 0.27 2,755 0.27 1,100 0.18 1,100 0.18 4,595 0.27 920 0.18
12.4 1,540 0.32 2,380 0.32 925 0.22 925 0.22 3,850 0.32 770 0.22
16.5 1,160 0.38 1,735 0.40 695 0.25 695 0.25 2,895 0.40 580 0.25
20.5 930 0.45 1,400 0.45 560 0.28 560 0.28 2,330 0.45 465 0.28
25 765 0.50 1,145 0.50 460 0.32 460 0.32 1,910 0.50 380 0.32
YhHAH RS
DEPTH
OF cUT

~

INARANDOIT—=2

~2 V-UCS (60°-90°- 120°)

$Hsk — RS - xR A& TUN—K = =
*\%EI'JRE CAST IRON MILD STEELSGARBON STEELS ALLOY STEELS PREHAF{DEN:D/ ;’;EELS Am&maa /L\\fcﬁs STAﬁ,{é‘géﬁE&S
FC250 FCD400 S$S400.845C SCM435 NAK55
LN (~750N/mn) (~750N/mnr’) (~30HRC) (380~38HRC) Ao S
IHIRE
MILLING 10~30m/min 20~40m/min 10~14m/min 8~14m/min 30~60m/min 8~12m/min
SPEED
KinfE [EEREYES EREE [EERRE VR 1R EE EVIRE B4R BE EVRE [E1$RR BE EVRE (R IR A ) RE
MILL DIA. SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED
(mm) (min™") (mm/min) (min') (mm/min) (min'™) (mm/min) (min'™) (mm/min) (min'") (mm/min) (min') (mm/min)
4.3 1,480 0.11 2,220 0.11 890 0.08 890 0.08 3,705 0.11 740 0.07
583 1,200 0.14 1,800 0.14 720 0.10 720 0.10 3,005 0.14 600 0.09
6.3 1,010 0.17 1,515 0.17 605 0.12 605 0.12 2,525 0.17 505 0.11
7.3 870 0.20 1,310 0.20 525 0.13 525 0.13 2,180 0.20 435 0.12
8.3 765 0.22 1,150 0.22 460 0.14 460 0.14 1,920 0.22 385 0.14
9.4 675 0.25 1,015 0.25 405 0.16 405 0.16 1,695 0.25 340 0.16
10.4 610 0.27 920 0.28 365 0.19 365 0.19 1,530 0.28 305 0.18
12.4 515 0.32 770 0.32 310 0.22 310 0.22 1,285 0.32 255 0.22
14.4 440 0.34 665 0.35 265 0.23 265 0.23 1,105 0.35 220 0.23
15 425 0.35 635 0.37 255 0.24 255 0.24 1,060 0.36 210 0.24
16 385 0.38 580 0.40 230 0.25 230 0.25 965 0.40 195 0.25
20.5 310 0.45 465 0.45 185 0.28 185 0.28 775 0.45 155 0.28
25 255 0.50 380 0.50 150 0.32 150 0.32 635 0.50 125 0.32
PHAHRE
DEPTH
OF cUT

1. EREDUIBISMAEERIE KBETIHIARIEER T35 5DLOTY,
2. RAKEMR BB AT 21558 3 TIRIEREE20% T TFEWL,
3. HEERNEEADE 2T RN BEEDICLTT S,

1. The "Recommended Milling Conditions" above are applicable when using a water-soluble cutting fluid.
2. When using a non-water-soluble cutting fluid, the cutting speed must be reduced 20%.
3. When centering on a curved or tilted surface, set the feed rate lower.
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V-UCS-90° 7&tvh

HSS Countersink V-UCS-90° seven-piece set o
@7 FvhRE
Contents of seven-piece set

: : 6.3x90°
FKEHETNS 8.3x90°

7 B9 A4 X% 10.4x90°
- Bybr—=2AC 12.4%x90°

IERLFE UL, 16.5X90°

The set contains seven 20.5%X90°
frequently used sizes.

: 25.0x90°

EATR | HscT-P
g4 1X45°%6
WEHTE | INCONEL 718  (BShi®%42HRC)
Work Material (after age hardening 42HRC)
JEVEE | 23m/min(1,200min’)
ZORE | 100mm/min (0.027mm/t)
ERE oo
Brelse
Sencaten | 18MM
SIHmA AGAMECIE S
Coolant Water Soluble

/\ 2o BEOLER ol

OILE#EHTIMIE. HEBTIERIHZ @REZ RERSHVRELLS BELICME

DT BTHN—REAH X RLHEE AERELTTFR,

{ERLTTE, Q@I EICEFEMALNTTEN,
@NTERF TEIOSHENTFAL, ONIHICTEDTEMBET>TTEL,
OTREFTELLENT T,

OLENYIhHKI B 575 BEHRIEL
TTF&EL,

QHBICOVWTE, BICHE-HURET>THINET DT FEL<AAHZOY
BHAREEETRHEN»HUET,

S i T442-8543 BHIRL)|HAH » FE3-22 ©(0533)82-1111 FAX(0533)82-1131
HIPEEL T143-0025 B R AHRKEEA3-25-4 B(03)5709-4501 FAX(03)5709-4515
IR T465-0058 B E B L EK B #M1-9 B(052)703-6131 FAX(052)703-7775
PR L T550-0013 ABR MG X H BT 2-18-2 ©(06)6538-3880 FAX(06)6538-3879
E/\T(0144)31-6080 NEFT(042)645-5406 % B (0566)77-2366 m Ez(087)868-4003
1l A£28(022)390-9701 JIl O®(048)294-3951 #HEB(052)703-6131 I~ BT (082)503-0205
HESOHOZR(018)896-1421 T E23(04)7164-4811 I E2(058)259-6055 A  M(092)504-1211
B 1UT(024)991-7485 2H30H0Z8(0294)24-4565 B7(0594)25-2212 #ANSOH0ZR(093)474-5485
# B1(025)286-9503 R=®(03)5709-4501 R®(076)268-0830 #ES0HOT(096)331-3570
+ @15(0268)28-7381
#: D (0266)58-0152
i E@(0270)40-5855
FHEDT(028)651-2720

(TRORHMBTHEBIS )
(E=mmzmn 0120
33

AT(046)296-1380
A7 (054)283-6651
AT (053)461-1121
J1lZ(0533)92-1501

#®(077)553-2012
BRZ2(06)6747-7041
AT(078)927-8212
1173(086)241-0411

41 é‘g‘é% 9:00~12:00/13.00~17:00

FBAWEZR(03)5709-4501
HPAWET(052)703-6131
EFAWEZ(06)6538-3880

g S 3 8
BBt Il

h

Mi#E#SEINCONEL718 0.86m IIT#&DIEESINAE

Wear after 0.86m milling in nickel based heat resistant alloy (Inconel718).

EEFENE © 0.076 mm (ikFetnElarae

Wear width 0.076mm (Continue)

NN

&Safe use of cutting tools

@Use safety cover, safety glasses and @Stop cutting operation immediately if

safety shoes during operation. you hear any strange cutting sounds.
@Do not touch cutting edges with bare  @pg not modify tools.

hands. @Please use correct tools for the
@Do not touch cutting chips with bare - ) "

hands. Chips will be hot after cutting. operatlonicrl('eck dimensions o ensure
@Stop cutting when the tool becomes dull. ~ Proper selection.

@ Tool specifications subject to change without notice.

0SG CORPORATION

3-22 Honnogahara, Toyokawa, Aichi 442-8543 Japan
Tel.+81-533-82-1118 Fax.+81-533-82-1136
E-mail:cs-info@osg.co.jp

OSGHRERE

Lt Sl VES s P7ardll OSG E-mail {(R3KE)
E-mail TRIERE BB LET,
A&ZEO https://www.osg.co.jp/products/club/index.php
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