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@Cutting conditions are recommended on page 213. Unit [size :mm]
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Code No. Flute Diameter | ComnerR | Flute Length | Total Length | ShankDiameter Code No. Fiute Diameter [ ComerR | Flute Length | Total Length | ShankDiameter

e} KSRA-410010R 1 RO.1 3 60 3
T KSRA-410020R 1 R0.2 3 60 3
5 KSRA-410030R 1 RO.3 3 60 3
N KSRA-415010R 15 RO.1 4 60 3
g KSRA-415020R 15 RO.2 4 60 3
W KSRA-415030R 1.5 RO.3 4 60 3
KSRA-415050R 1.5 RO.5 4 60 3
KSRA-420010R | 2 RO.1 6 60 3
e KSRA-420020R | 2 RO.2 6 60 3
KSRA-420030R | 2 RO.3 6 60 3
KSRA-420050R | 2 RO.5 6 60 3
KSRA-425010R | 2.5 RO.1 8 60 3
KSRA-425020R | 2.5 RO.2 8 60 3
KSRA-425030R | 2.5 RO.3 8 60 3
KSRA-425050R | 2.5 RO.5 8 60 3
KSRA-425075R | 2.5 RO.75 8 60 3
KSRA-430010R | 3 RO.1 10 60 3
KSRA-430020R | 3 R0.2 10 60 3
KSRA-430030R | 3 RO.3 10 60 3
KSRA-430050R | 3 RO.5 10 60 3
KSRA-430075R | 3 RO.75 10 60 3
KSRA-430100R | 3 R1 10 60 3
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Referential Cutting Conditions
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Workpiece Carbon Steel - Alloy Steel - Tool Steel Pre-Harden Steel Cast iron
General Structural Steel
S55C + SS #4 SCM - SKT « SKS - SKD HPM-1 « NAK55 « SKT FC - FCD
S ElEg | EWRE [ElEnEk XY RE Bl | EWRE [ElEREK XY RE
Flute Diameter | Revolution Feed Revolution Feed Revolution Feed Revolution Feed
mm min-’! mm/min min-' mm/min min-' mm/min min-' mm/min
1 18,400 180 13,700 170 11,800 135 18,400 180
1.5 14,000 210 10,500 170 8,900 135 14,000 210
2 11,000 240 8,400 180 7,000 135 11,000 240
2.5 9,000 250 7,400 200 6,200 150 9,000 250
3 7,400 270 6,350 210 5,300 160 7,400 270
fis = cEEEE XD REIXE CBIE THERE L TTFEL, -AdjustRevolution and Feed Speed at the same rate.
Remarks - PIHAEER L TTREL, - Use Cutting Oil.

213

<17\ HEES

Tg

ide
ndmill





