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@Cutting conditions are recommended on page 192. Unit [size :mm]
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CodeNo. | Flute Diameter | ffctive Length | Flute Length | Neck Diameter | Total Length | Shank Diameter CodeNo. | Flute Diameter | Effective Length | Flute Length | Neck Diameter | Total Length | Shank Diameter
KREQH-220060{ 2 6 3 1.94 50 4 KREOH-240150| 4 15 6 3.8 60 6 H
KREOH-220080| 2 8 3 1.94 50 4 KREOH-240200] 4 20 6 3.8 60 6 B
KREOH-220100{ 2 10 3 1.94 50 4 KREOH-240250| 4 25 6 3.8 70 6 5
KREOH-220120] 2 12 3 1.94 50 4 KREOH-240300( 4 30 6 3.8 70 6 N
KREOH-220140| 2 14 3 1.94 50 4 KREOH-240350| 4 35 6 3.8 80 6 =
KREOH-220160| 2 16 3 1.94 60 4 KREOH-240400| 4 40 6 3.8 80 6 v
KREOH-220180| 2 18 3 1.94 60 4 KREOH-250150| 5 15 7.5 4.8 60 6
KREOH-220200{ 2 20 3 1.94 60 4 KREOH-250200| 5 20 7.5 4.8 60 6
KREOH-225120] 2.5 12 37 24 50 4 KREOH-250250| 5 25 7.5 4.8 70 6 Caige
KREOH-225160| 2.5 16 3.7 24 60 4 KREOH-250300] 5 30 7.5 4.8 70 6
KREOH-225200| 2.5 20 37 24 60 4 KREOH-250350f 5 35 7.5 4.8 80 6
KREOH-230080| 3 8 4.5 29 50 4 KREOH-250400| 5 40 7.5 4.8 80 6
KREOH-230100| 3 10 4.5 29 50 4 KREOH-250500] 5 50 7.5 4.8 100 6
KREOH-230120| 3 12 4.5 29 50 4 KREOH-260200] 6 20 9 5.8 60 6
KREOH-230160| 3 16 4.5 29 60 4 KREOH-260300] 6 30 9 5.8 70 6
KREOH-230200{ 3 20 4.5 29 60 4 KREOH-260400| 6 40 9 5.8 80 6
KREOH-230250| 3 25 4.5 29 70 4 KREOH-260500 6 50 9 58 100 6
KREOH-230300| 3 30 4.5 29 70 4 KREOH-260600[ 6 60 9 5.8 120 6
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Referential Cutting Conditions
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KRE-OH with oil hole is recommended to be increased by 10% to 30% of the following conditions.
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Workpiece [ arbon Steel-General Structural Steel Alloy Steel-Tool Steel Pre-Harden Steel
S55C-SS#4 SCM-SKT+SKS+SKD HPM-1+NAK55+SKT
H FE | EEH [ xXVERE [ElEcEy | XY EE EERgy | XY EE
Flute Diameter | Revolution Feed Ad Revolution Feed Ad Revolution Feed Ad
mm min”’ mm/min min’ mm/min min’! mm/min
0.2 32,000 15~ 30 | 0.003~0.006 | 32,000 15~ 30 | 0.003~0.006 [ 32,000 15~ 30 | 0.003~0.006
03 32,000 20~ 50 ] 0.003~0.009 | 32,000 20~ 50 ] 0.003~0.009 | 31,000 20~ 50 | 0.003~0.009
04 32,000 50~120 ] 0.003~0.012 | 31,500 50~120 | 0.003~0.012 | 22,000 50~120 | 0.003~0.012
0.5 32,000 140~250 | 0.003~0.018 | 25,500 140~250 | 0.003~0.018 | 18,000 140~250 | 0.003~0.018
06 26,500 | 160~300 | 0.006~0.025 | 21,000 | 160~300 | 0.006~0.025| 15,000 | 160~300 | 0.006~0.025
0.7 22,500 | 160~350 | 0.02 ~0.04 18,000 [ 160~350 | 0.02 ~0.04 13,500 [ 160~350 | 0.02 ~0.04
0.8 20,000 160~400 | 0.02 ~0.05 15,900 160~400 | 0.02 ~0.05 11,500 160~400 | 0.02 ~0.05
0.9 17,500 180~450 | 0.02 ~0.05 14,000 180~450 | 0.02 ~0.05 10,500 180~450 | 0.02 ~0.05
1 16,000 180~500 | 0.02 ~0.05 12,700 180~500 | 0.02 ~0.05 9,550 180~500 | 0.02 ~0.05
1.1~14 12,800 180~500 | 0.02 ~0.08 10,500 180~500 | 0.02 ~0.08 8,500 180~500 | 0.02 ~0.08
1.5 10,500 | 200~600 [ 0.03 ~0.1 8,400 | 200~600 [ 0.03 ~0.1 6,000 | 200~600 [ 0.03 ~0.1
16~19 9,500 [ 200~600 | 0.03 ~0.12 7,500 | 200~600 | 0.03 ~0.12 5400 [ 200~600 | 0.03 ~0.12
2 8,000 | 200~600 | 0.05 ~0.15 6,400 | 200~600 | 0.05 ~0.15 4,800 | 200~600 | 0.05 ~0.15
21~24 7,200 | 200~600 [ 0.05 ~0.15 5,600 | 200~600 | 0.05 ~0.15 4200 [ 200~600 | 0.05 ~0.15
25 6,500 | 200~600 | 0.05 ~0.2 5200 | 200~600 | 0.05 ~0.2 3,800 | 200~600 | 0.05 ~0.2
26~29 5,800 | 200~600 [ 0.05 ~0.2 4,600 [ 200~600 | 0.05 ~0.2 3,500 | 200~600 | 0.05 ~0.2
3 5,000 | 200~600 [ 0.05 ~0.25 4,200 | 200~600 | 0.05 ~0.25 3,150 | 200~600 | 0.05 ~0.25
3.1~34 4,600 | 200~600 | 0.05 ~0.25 3,800 [ 200~600 | 0.05 ~0.25 3,000 [ 200~600 | 0.05 ~0.25
35 4,500 | 200~600 | 0.05 ~0.3 3,600 | 200~600 | 0.05 ~0.3 2,800 | 200~600 | 0.05 ~0.3
3.6~3.9 4,400 | 200~600 | 0.05 ~0.3 3,500 | 200~600 | 0.05 ~0.3 2,600 | 200~600 | 0.05 ~0.3
4 4,200 150~500 | 0.05 ~04 3,300 150~500 | 0.05 ~04 2,500 150~500 | 0.05 ~04
41~44 4,200 150~500 | 0.05 ~04 3,300 150~500 | 0.05 ~04 2,500 150~500 | 0.05 ~04
45 4,000 150~500 | 0.05 ~04 3,200 150~500 | 0.05 ~04 2,400 150~500 | 0.05 ~04
46~49 3,800 150~500 | 0.05 ~04 3,000 150~500 | 0.05 ~04 2,200 150~500 | 0.05 ~04
5 3,600 [ 150~500 [ 0.05 ~05 2,800 [ 150~500 [ 0.05 ~05 2,100 | 150~500 [ 0.05 ~0.5
51~54 3,600 [ 150~500 [ 0.05 ~0.5 2,800 [ 150~500 [ 0.05 ~0.5 2,100 [ 150~500 | 0.05 ~0.5
55 3,400 150~500 | 0.05 ~0.5 2,600 150~500 | 0.05 ~0.5 2,000 150~500 | 0.05 ~0.5
56~59 3,200 150~500 | 0.05 ~0.5 2,500 150~500 | 0.05 ~0.5 2,000 150~500 | 0.05 ~0.5
6 3,200 150~500 | 0.05 ~0.5 2,500 150~500 | 0.05 ~0.5 2,000 150~500 | 0.05 ~0.5
& = | ﬁ&j}%t:zﬁu [E$524. ﬁ‘)ﬁrg?&%ﬁ]g LTFELY, -+ Adjust Revolution and Feed Speed according to Effective Length.
Remarks | s & X ) REIZR CEI S THRELTTREL, - Adjust Revolution and Feed Speed at the same rate.

< YIHIHZEERA L TR EL,

+ Use Cutting Oil.






