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@Cutting conditions are recommended on page 208. Unit[size:mm “Retail Price:JPY]
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CodeNo AueDinets | Esgeinge | Fuelogh | Toalengh | ankDimets | ceruoime | Retalrice Code No. teDaneter | Eigehrge | Futelengh | Toallngt | shnkDimetr | e | RetalPrice
KSVA-209005( 0.5 | 90°| 1 40 3 10.06111,800 KSVA-209029]| 29 | 90°| 6 | 45 4 (0.2 110,600
KSVA-209006( 0.6 | 90°| 1.2 | 40 3 10.06]11,800 KSVA-206030( 3 60°| 6 | 50 6 [0.1 [11,700
KSVA-209007( 0.7 | 90°| 1.4 | 40 3 10.06 10,900 KSVA-209030( 3 90°| 6 | 50 6 102 (11,700
KSVA-209008| 0.8 | 90°| 1.6 | 40 3 10.06 10,900 KSVA-212030( 3 120°1 6 | 50 6 [0.2 [11,700
KSVA-209009| 0.9 | 90°| 2 40 3 10.06 10,600 KSVA-209035| 35 | 90°| 7 | 50 6 [0.2 [13,300
KSVA-206010( 1 60°| 2 45 4 10.08 | 10,200 KSVA-206040 | 4 60°( 8 [ 50 6 |[0.15]14,500
KSVA-209010] 1 90°| 2 45 4 (0.1 (10,200 KSVA-209040 | 4 90°( 8 [ 50 6 [0.2 [13,300
KSVA-212010( 1 120°( 2 45 4 (0.1 (10,200 KSVA-212040| 4 120°1 8 | 50 6 [0.2 [13,300
KSVA-2090111 1.1 90°| 2.5 | 45 4 (0.1 (10,200 KSVA-209045| 4.5 | 90°( 9 | 50 6 (0.3 [15,200
KSVA-209012( 1.2 | 90°| 25 | 45 4 (0.1 (10,200 KSVA-206050 [ 5 60°| 10 | 60 6 102 (16,400
KSVA-209013| 1.3 | 90°| 3 45 4 (0.1 (10,200 KSVA-209050 | 5 90°( 10 | 60 6 [0.3 [15,200
KSVA-209014| 1.4 | 90°| 3 45 4 (0.1 [10,200 KSVA-212050 | 5 120°] 10 | 60 6 [0.3 [15,200
KSVA-206015| 1.5 | 60°| 3 45 4 10.08 (10,200 KSVA-209055| 5.5 | 90°| 11 60 6 [03 16,400
KSVA-209015( 1.5 | 90°| 3 45 4 101 (10,200 KSVA-206060 | 6 60°| 12 | 60 6 (0.2 [17,900
KSVA-212015( 1.5 | 120°| 3 45 4 (0.1 (10,200 KSVA-209060| 6 90°| 12 | 60 6 [0.3 [16,400
KSVA-209016( 1.6 | 90°| 3.5 | 45 4 (0.1 (10,200 KSVA-212060 | 6 120°] 12 | 60 6 [0.3 [16,400
KSVA-209017( 1.7 | 90°| 3.5 | 45 4 (0.1 (10,200
KSVA-209018| 1.8 | 90°| 4 45 4 (0.1 (10,200
KSVA-209019| 1.9 | 90°| 4 45 4 (0.1 (10,200
KSVA-206020| 2 60°| 4 45 4 (0.1 (10,200
KSVA-209020| 2 20°| 4 45 4 (0.2 (10,200
KSVA-212020| 2 120°( 4 45 4 102 (10,200
KSVA-209021( 2.1 90°| 45 | 45 4 (0.2 110,600
KSVA-209022| 2.2 | 90°| 45 | 45 4 (0.2 (10,600
KSVA-209023| 23 | 90°| 5 45 4 (0.2 (10,600
KSVA-209024| 24 | 90°| 5 45 4 (0.2 (10,600
KSVA-209025| 2.5 | 90°| 5 45 4 (0.2 (10,600
KSVA-209026| 2.6 | 90°| 6 45 4 (0.2 (10,600
KSVA-209027( 2.7 | 90°| 6 45 4 102 (10,600
KSVA-209028( 2.8 | 90°| 6 45 4 (0.2 (10,600
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Referential Cutting Conditions
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Model EERYMI | IEmT VEMT | LERYMNI [£Y4—EIMI|{ ReFmT
Chamfer Cutting Side Cutting V Groove Cutting | Recess Cutting Center Cutting Drilling
KSVA-2 60° O O X O X X
KSVA-2 90° O O O @) [] AN
KSVA-2  120° O O O O O O

OMIiFES. UMNILIESk - AL IOEE. AHIZEHOZNICERAR. XHIFREETY,
MarkO :Available. Mark[] :Available for Non - Ferrous Metal and Cast Iron, MarkA :Available
for Thin Workpiece . MarkX :Not Available

QUJHSEESR  Referential Cutting Conditions

A PRI - —AEIE 5 - TEH
W . Carbon Steel-General Structural Steel Alloy Steel-Tool Steel
orkpiece
SS-S55C SCM-SKT+SKS+SKD
NIfEE Y - fiEmT VBN | tY2—E3-0\blt | mEY - flEmmnT VBIIL | t2—%3 bt
Kinds of Processing Chamfer Cutting V groove Cutting Center Cutting Chamfer Cutting V groove Cutting Center Cutting
Side Cutting Drilling Side Cutting Drilling
H & YIHIRE | xR E | TIHIRE 2R E | TIHIRE |3 R E | TIHIRE |3 )R E | IHNREE |3 )R E | IHRE | RE
Flute Diameter  [cuttingSpeed| Feed |CuttingSpeed| Feed |CuttingSpeed| Feed |CuttingSpeed| Feed |CuttingSpeed| Feed |CuttingSpeed| Feed
mm m/min [mm/rev| m/min [mm/rev] m/min |mm/rev| m/min [mm/rev[ m/min [{mm/rev| m/min |mm/rev
0.002 0.002 001 0002 0,001 0.004
0.5~0.6 10~18 ~001 10~18 ~001 10~18 ~0 10~18 ~001 8~15 ~0003 8~15 ~001
0.006 0.006 001 0.006 0.001 0.006
0.7~0.9 15~25 ~0 15~25 ~0 15~25 ~003 10~18 ~0 10~18 ~0003 10~18 ~0
001 001 002 0.006 0.002 0008
1 20~30 ~03 20~30 ~03 20~30 ~004 15~25 ~002 15~25 ~0005 15~25 ~00
001 001 002 0.006 0,002 0.008
1.5 20~30 ~03 20~30 ~003 20~30 ~008 15~25 ~00 15~25 ~0005 15~25 ~00
001 001 002 0.006 0.002 001
2 20~30 ~03 20~30 ~03 20~30 ~00 15~25 ~0 15~25 0005 15~25 ~003
001 001 002 0.006 0.002 001
3 20~30 ~003 20~30 ~003 20~30 ~004 15~25 ~00 15~25 ~0005 15~25 ~03
0.02 0.02 003 001 0.005 0.02
4 25~35 ~004 25~35 ~004 25~35 ~005 20~30 ~003 20~30 ~00T5 20~30 ~004
0.02 002 0.03 001 0.005 0.02
5 25~35 ~04 25~35 ~004 25~35 ~005 20~30 ~03 20~30 0015 20~30 ~004
003 003 003 001 0.005 002
6 25~35 005 25~35 ~005 25~35 ~005 20~30 ~003 20~30 ~0005 20~30 N




KSVA-2

W*&#J.M Cast Iron
orkpiece
FCT-FCD
INLEE Y - fIEmT VBT | tV5—E3- 06t
Kinds of Processing Chamfer Cutting V groove Cutting Center Cutting
Side Cutting Drilling
H E YIRLRE |3 RE | VIHBRE 3R E | EIHIRE | XY RE
Flute Diameter  [cutingSpeed| Feed |cCuttingSpeed| Feed | CuttingSpeed| Feed
mm m/min |mm/rev m/min |mm/rev m/min |mm/rev
0.006 0.006 001
0.5~0.6 25~35 ~0016 25~35 ~0016 25~35 ~003
0.01 0.01 001
0.7~0.9 30~40 ~00 30~40 ~0 30~40 ~003
0.02 0.02 003
1 40~60 ~004 40~60 ~004 40~60 ~006
0.02 0.02 0.03
1.5 40~60 ~004 40~60 ~004 40~60 ~006
002 002 003
2 40~60 ~004 40~60 ~00 40~60 ~006
0.02 0.02 0.06
3 40~60 04 40~60 ~004 40~60 ~008
0.02 0.02 0.06
4 40~70 005 40~70 ~005 40~70 ~008
002 002 0.06
5 40~70 ~005 40~70 ~005 40~70 ~01
0.02 002 0.06
6 40~70 ~005 40~70 ~005 40~70 ~01
fi = - OERE XY IREIZE CEIETHELTTFEL,  -Adjust Revolution and Feed Speed at the same rate.
Remarks - UIEHPAEFERA L TTFEL, +Use Cutting Oil.
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