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@Cutting conditions are recommended on page 183, 184. Unit [size :mm]
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Code No. Flute Diameter | FluteLength | TotalLength | Shank Diameter Code No. Flute Diameter | FluteLength | TotalLength | Shank Diameter
KSET-201002 0.1 0.2 40 3 KSET-235100 35 10 45 6
KSET-202005 0.2 0.5 40 3 KSET-240110 4 1 45 6
KSET-203010 03 1 40 3 KSET-245110 45 11 50 6
KSET-204010 04 1 40 3 KSET-250130 5 13 50 6
KSET-205015 05 1.5 40 3 KSET-255130 55 13 50 6
KSET-206020 0.6 2 40 3 KSET-260130 6 13 50 6
KSET-207020 0.7 2 40 3
KSET-208025 0.8 2.5 40 3
KSET-209030 09 3 40 3
KSET-210030 1 3 40 4
KSET-211030 1.1 3 40 4
KSET-212030 1.2 3 40 4
KSET-213030 13 3 40 4
KSET-214030 14 3 40 4
KSET-215040 15 4 40 4
KSET-216040 1.6 4 40 4
KSET-217040 1.7 4 40 4
KSET-218040 1.8 4 40 4
KSET-219040 1.9 4 40 4
KSET-220060 2 6 45 4
KSET-221060 2.1 6 45 4
KSET-222060 2.2 6 45 4
KSET-223060 23 6 45 4
KSET-224060 24 6 45 4
KSET-225080 25 8 45 4
KSET-226080 26 8 45 4
KSET-227080 2.7 8 45 4
KSET-228080 2.8 8 45 4
KSET-229080 29 8 45 4
KSET-230080 3 8 45 6
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Referential Cutting Conditions
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Workpiece Carbon Steel - Alloy Steel - Tool Steel Pre-Harden Steel
General Structural Steel
S55C-SS#4 SCM + SKT - SKS + SKD HPM-1 « NAK55 « SKT
FH E kR X RE kR X RE [E|EREL X RE
Flute Diameter Revolution Feed Revolution Feed Revolution Feed
mm min-! mm/min min-' mm/min min-' mm/min

0.1 32,000 20 32,000 20 32,000 15
0.2 32,000 30 32,000 30 32,000 25
0.3 32,000 35 32,000 35 31,500 25
0.4 32,000 60 31,500 50 24,000 45
0.5 31,500 80 25,500 60 19,000 45
0.6 26,500 100 21,000 60 16,000 45
0.7 22,700 100 18,000 60 13,500 45
0.8 20,000 100 16,000 75 12,000 50
0.9 18,000 100 14,100 75 10,600 50
1 16,000 100 12,700 95 9,500 50
1.1 14,500 100 11,500 95 8,600 55
1.2 13,200 100 10,500 95 7,900 55
13 12,200 100 9,800 95 7,300 55
1.4 11,300 100 9,000 95 6,800 55
15 10,500 100 8,500 95 6,300 55
1.6 10,000 100 8,000 100 5,900 55
1.7 9,300 100 7,500 100 5,600 55
1.8 8,800 100 7,000 105 5,300 55
1.9 8,400 100 6,700 105 5,000 55
2 8,000 135 6,300 110 4,700 55
2.1 7,500 135 6,000 110 4,500 55
2.2 7,200 140 5,800 115 4,300 55
2.3 6,900 145 5,500 115 4,100 55
24 6,600 145 5,300 120 3,900 55
2.5 6,300 150 5,100 120 3,800 55
2.6 6,100 155 4,900 120 3,600 55
27 5,900 160 4,700 125 3,500 55
2.8 5,700 160 4,500 125 3,400 55
29 5,500 165 4,400 125 3,300 55
3 5,300 170 4,200 125 3,200 55
35 4,500 170 3,600 125 2,700 55
4 4,000 170 3,200 125 2,300 60
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Referential Cutting Conditions
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Workpiece Carbon Steel - Alloy Steel + Tool Steel Pre-Harden Steel
General Structural Steel
S55C-SS#4 SCM + SKT - SKS + SKD HPM-1 - NAK55 « SKT
A 7 [El#REL X RE [ElEREL X RE B[ EYRE
Flute Diameter Revolution Feed Revolution Feed Revolution Feed
mm min-! mm/min min-! mm/min min-'! mm/min
4.5 3,500 170 2,800 125 2,100 60
5 3,200 170 2,500 125 1,900 60
55 2,900 170 2,300 125 1,700 60
6 2,600 170 2,100 125 1,600 60
fi = - [ElEEE XY REIZRE CEIE T L TTFETL, - Adjust Revolution and Feed Speed at the same rate.
Remarks - YIHIMZEFER L TR EL, + Use Cutting Oil.
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