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KONRAD 4[i[s[K:)

SOLID CARBIDE TOOLS

KTU MILLING CUTTERS FOR STEEL AND CAST MATERIALS PAGE 25 - 58
FOR GENERAL MILLING OF STEEL AND CAST MATERIALS.

KTA MILLING CUTTERS FOR ALUMINIUM AND NON-FERROUS MATERIALS PAGE 66 - 89
BEST PERFORMANCE FOR ALUMINIUM AND NON-FERROUS MACHINING.

KTAD MILLING CUTTERS FOR ALUMINIUM, GRAPHITE PAGE 97 - 103

DUE TO THE EXTREME HARDNESS OF THE COATING THESE TOOLS OFFER AN EXCELLENT WEAR RESISTANCE
AND VERY GOOD TOOL LIFE. SUITABLE FOR MACHINING GRAPHITE.

KTS

MILLING CUTTERS FOR EXOTIC MATERIALS AND STAINLESS STEELS

PAGE 112 - 120

IDEAL FOR HIGH SPEED MACHINING OF EXOTIC MATERIALS TITANIUM, LNCONEL) AND STAINLESS STEELS.

KTT

MILLING CUTTERS FOR STEEL AND HARDENED STEEL

PAGE 127 - 137

FOR MACHINING OF ALLOY AND NON-ALLOY STEEL. EXCELLENT PERFORMANCE ALSO WHEN MACHINING HARD
STEEL UP TO 50 HRC AS WELL AS TOUGH MATERIALS. SUITABLE ALSO FOR DRY-MACHINING.

KTH

MILLING CUTTERS FOR HARDENED STEEL AND HIGH SPEED MILLING

PAGE 146 - 177

FOR MILLING OF HARDENED STEEL UP TO 70 HRC. ALSO SUITABLE FOR HIGH SPEED MILLING. CAN BE USED

FOR DRY MILLING.

KTHT

MILLING CUTTERS FOR STAINLESS STEEL AND EXOTIC MATERIALS

PAGE 188 - 191

ESPECIALLY DEVELO
SPEED MACHINING.

PED FOR MACHINING STAINLESS STEEL AND EXOTIC MATERIALS. SUITABLE FOR HIGH

KTR

MILLING CUTTERS FOR STEEL, TOOL STEEL, CAST IRON AND PRE-HARDENED STEEL

PAGE 198 - 201

ROUGHING CUTTERS WITH UNEQUAL PITCH (43° — 46°) FOR MACHINING STEEL, ALLOY STEEL, TOOL STEEL,
CAST MATERIALS AND HARDENED STEEL UP TO 40 HRC.

KTP

MILLING CUTTERS WITH UNEQUAL PITCH (35°- 38°)

PAGE 205 - 224

SOLID CARBIDE MILLING CUTTER WITH UNEQUAL PITCH (35° — 38°). ADVANTAGES: UP TO 60 % MORE FEED
RATE, VIBRATION FREE MACHINING, BETTER SURFACE FINISH.

KTHS

MILLING CUTTERS FOR PRE-HARDENED STEELS UP TO 55 HRC, STEEL AND CAST IRON

PAGE 231 - 260

SOLID CARBIDE MILLING CUTTERS FOR MACHINING PRE-HARDENED MATERIALS UP TO 55 HRC, STEEL
MATERIALS AND CAST IRON. SUITABLE FOR HIGH SPEED MILLING AND ALSO FOR DRY-MACHINING.

KTW

POWDER METAL HSS MILLING CUTTERS

PAGE 277 - 294

UNIVERSAL POWDER METAL CUTTERS WITH THEIR TIALN COATING ARE EXTREMELY STRONG, TOUGH AND
WEAR RESISTANT, THEREFORE ACHIEVING EXCELLENT TOOL LIFE.

KTTH

THREAD MILLING CUTTERS

PAGE 298 - 316

THREAD MILLING CUTTERS FOR PRODUCING ISO, UNC UNF, BSP AND NTP INTERNAL THREADS.

KTDC

DEBURRING CUTTERS

PAGE 318 - 325

DEBURRING CUTTERS FOR DEBURING EDGES ON ALL TYPES OF MATERIALS.

KTD

SOLID CARBIDE AND HSS SPIRAL DRILLS

PAGE 326 - 377

3xD 1O 30xD SPIRA

L DRILLS FOR DRILLING ALL TYPES OF MATERIALS.

KTD

SPOT DRILLS AND CENTRE DRILLS

PAGE 386 - 395

SPOT DRILLS AND CENTRE DRILLS TO MAKE YOUR JOB EASIER.




KONRAD ‘EEB SOLID CARBIDE TOOLS

AF - for steel and cast materials

Numbre of

Description
p flutes

Design Helix angle Picture

KTU 02MB 2 Ball-nose end-mill mini 30°

KTU 02S 2 End-mill short, with corner radius 30°

KTU 02 2 long, with corner radius 30°
End-mill

KTU 02SB 2 Ball-nose end-mill short 30°
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KTU 02LB1 2 Ball-nose end-mill long 30°




KONRAD ‘EEB SOLID CARBIDE TOOLS

Description Nu&zg of Type Design Helix angle Picture Page
KTU 03s 3 End-mill extra short 30°

KTU 03L 3 End-mill long 30°

KTU 04S 4 End-mill short 30°

KTU 04S2 4 End-mill short 30°

long, with corner

KTU 04L2 4 End-mill )
radius

30°

KTU 04SB 4 Ball-nose end-mill short 30°
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KONRAD ‘EEB SOLID CARBIDE TOOLS

Description Numéi of Type Design Helix angle Picture Page
KTU 04SF/

4-6 End-mill short 45°
KTU 06SF

KTU 03LR/
KTU O4LR / 3-5 Roughing end-mill long 30°
KTU 05LR
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KONRAD ‘EEB SOLID CARBIDE TOOLS

KTA - for aluminium and non-ferrous machining

Numbre of
flutes

Description Type Design Helix angle Picture Page

KTA 028 2 End-mill short 45°

KTA 02L 2 End-mill long 45°

KTA 02XL 2 End-mill extra long 45°

KTA 03XL2 3 End-mill mid-length 45°

KTA 03L1 3 End-mill long 45°
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KONRAD ‘EEB SOLID CARBIDE TOOLS

Numbre of
flutes

Description Type Design Helix angle Picture Page

KTA 03XL 3 End-mill extra long 45°

KTA 03LR1 Roughing end mill

KTA 03LR3 Roughing end mill
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KONRAD AEEB SOLID CARBIDE TOOLS

KTAD - for graphite and non-ferrous materials

Numbre of

Description flutes

Helix angle Picture

=~

=

KTAD 02L End-mill

KTAD 03S.R 2 End-mill mini 30°

KTS - for exotic materials and stainless steels

Numbre of

Description flutes

Type Design Helix angle Picture Page

KTS 0581 End-mill

KTS 05S3 End-mill

KTS 05L.R 5 Roughing end mill with corner radius 40°




KONRAD ‘EEB SOLID CARBIDE TOOLS

KTT - for steel and hardened steel up to 50 HRC

Numbre of
flutes

Description Type Design Helix angle Picture Page

KTT 02L 2 End-mill long 30°

KTT 0481 4 End-mill short 30°

KTT 04L1 4 End-mill long 30°

KTT 06XL 6 End-mill extra long 45°

KTT 03L3 3-5 Roughing end mill long 20°

NMAUAMNRRNANN




KONRAD ‘EEB SOLID CARBIDE TOOLS

KTH - for hardened steel up to 70 HRC and high speed milling

Numbre of
flutes

Description Type Design Helix angle Picture Page

KTH 02M2 2 End-mill mini (slotting) 30°

KTH 02M4.R 2 Ball-nose end-mill mini 30°

KTH 02MB2.R 2 Ball-nose end-mill mini (slotting) 30°

KTH 02M6.R 2 End-mill with corner radius 30°

KTH 02SB3 2 Ball-nose end-mill 30°

AAR NN NN
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KON RAD‘EEB SOLID CARBIDE TOOLS
. Numbre of . . .
Description flutes Type Design Helix angle Picture Page
KTH 03LB 3 Ball-nose end-mill 30°

KTH 04S.R 4 End-mill with corner radius 30°

KTH 04M1.R 4 End-mill with corner radius 30°

KTH 06LF.R 6 End-mill with corner radius 45°

KTH 06XLF /

6-8 End-mill extra long 45°
KTH 08XLF

long, with corner

KTH 04LHF.R 4 High feed end-mill .
radius

90°
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KONRAD 4IS[[EEY

KTHT - for stainless steel and exotic materials

Numbre of

flutes Helix angle

Description

KTHT 04SF /
KTHT 06SF/ End-mill
KTHT 08SF

KTR - for steel, tool steel, cast iron and pre-hardened steel

Numbre of

SOLID CARBIDE TOOLS

Picture

e
~
Z

Description flutes Type Design Helix angle Picture Page
KTR 04SR /

4-5 Roughing end mill short 43 - 46°
KTR 05SR

KTR 04LR/
KTR 05LR

4-5 Roughing end mill long 43 - 46°
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KONRAD ‘EEB SOLID CARBIDE TOOLS

KTP - with unequal pitch (26°- 30° / 35°- 38°)

Numbre of
flutes

Description Type Design Helix angle Picture Page

hort, with
KTP2 04S.R 4 End-mill short, W COMer 350 _3g°
radius

KTP2 04S1.R 4 End-mill short 35-38°

long, with corner

KTP2 04L1.R 4 End-mill .
radius

35-38°

KTP2 04LB1 4 End-mill long 35° - 38°

KTP2 06LF1 5 End-mill long 45°
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KONRAD 4IS[[EEY

SOLID CARBIDE TOOLS

radius

Description Nu&?ertsa of Type Design Helix angle Picture Page
long, with corner
KTP2 06LF2.R 6 End-mil 9 45°




KONRAD ‘EEB SOLID CARBIDE TOOLS

KTHS - for pre-hardened steels up to 55 HRC, steel and cast iron

Numbre of
flutes

Description Type Design Helix angle Picture Page

KTHS 02SM 2 End-mill short 30°

long, with corner
radius

KTHS 02L1.R 2 End-mill 30°

KTHS 02B 2 Ball-nose end-mill long 30°

KTHS 04S 4 End-mill short 26 - 30°

long, with corner

KTHS 04L3.R 4 End-mill .
radius

30°
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KONRAD 4IS[[EEY

SOLID CARBIDE TOOLS

KTHS 06SF

End-mill short 45°

Description Nu&?ertsa of Type Design Helix angle Picture Page
KTHS 04L4 4 End-mill long 30°




KONRAD ‘EIE]B SOLID CARBIDE TOOLS

KTW - metal powder HSS milling cutters

Numbre of
flutes

Description Type Design Helix angle Picture Page

KTW 02L 2 PM-HSS end mill long 30°

KTW 03XS 3 PM-HSS end-mill extra short 30°

KTW 04S /
KTW 06S

4-6 PM-HSS end-mill short 30°

KTW 0381/
KTW 0481/
KTW 0581/
KTW 06S1

3-6  PM-HSS roughing end-mill short 30°

KTW 03L1/
KTW 04L1/
KTW 05L1/
KTW 06L1

3-6  PM-HSS roughing end-mill long 30°

MNNNNNNNNNN
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KONRAD ‘EEB SOLID CARBIDE TOOLS

KTW - metal powder HSS milling cutters

Description Nufrlz?ertsa of Type Design Helix angle Picture Page
KTW 03S2/
KTW 04S2/
3-6 PM-HSS roughing end-mill short 45°
KTW 05S2/
KTW 06S2
KTW 04XL /
4-5  PM-HSS roughing end-mill extra long 30°
KTW 05XL




KONRAD ‘EEB SOLID CARBIDE TOOLS

Thread milling cutter ISO-internal thread

Numbre of
flutes

Description Type Design Helix angle Picture Page

medium length
with through tool 15°
coolant

Thread milling cutter

KTTH .ML4SO-A1 3-5 ISO - internal thread

Thread milling cutter

KTTH .S-ISO 3-5 ISO - internal thread

short 15°

short with through
tool coolant and 15°
chamfers

Thread milling cutter

KTTH .84S0O-A1C 3-5 ISO - internal thread

Thread milling cutter long with through tool 15°
ISO - internal thread  coolant and chamfers

KTTH 2L-ISO-A1C 2

MARNRRNYN
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KONRAD 4I3[\[KY; SOLID CARBIDE TOOLS

Thread milling cutter UNC-internal thread

Description Nufm?éz of Type Design Helix angle Picture Page
KTTH .ML-UNC 3.5  Thread milling cutter ;00 jength 15°

UNC - internal thread

Thread milling cutter I Gl

KTTH .ML-UNC-A1C 3-5 - with through tool coo- 15°
UNC - internal thread lant and chamfers
KTTH 3M-UNC 3 Thread milling cutter mini 15°

UNC - internal thread

=
e

Thread milling cutter UNF-internal thread

Numbre of
flutes

KTTH .ML-UNF 3-5 UNF - internal thread medium length 15° /
15° /

Description Type Design Helix angle Picture Page

medium length
KTTH .ML-UNF-A1C 3-5 UNF - internal thread with through tool coo-
lant and chamfers

Thread milling cutter BSP-internal thread

Description Nufm?éz of Type Design Helix angle Picture Page
medium length
KTTH .ML-BSP-A1 3-5 BSP - internal thread with through tool 15° o
coolant e
Thread milling cutter BSP-internal thread
o Numbre of . . .
Description flutes Type Design Helix angle Picture Page
short with through
KTTH .ML-NPT-A1C 3-4 NPT - internal thread tool coolant and 15°

chamfers




Solid carbide drill

KONRAD AEEB SOLID CARBIDE TOOLS

Through tool

Diameter Picture
coolant

Solid carbide drill for aluminium —
diamond coated

Powder metal drill 1,0-13,0

RANANR

. Through tool . .
Design Type coolant Diameter Picture Page
5xD Solid carbide drill X 1,0-20,0

Solid carbide drill for aluminium —
5xD diamond coated / 3,0-20,0

M
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KONRAD AEEB SOLID CARBIDE TOOLS

Through tool
coolant

Design Type Diameter Picture Page

5xD Solid carbide drill, 3 flutes / 5,0 - 20,0 /

- Through tool . .
Design Type coolant Diameter Picture Page
7xD Solid carbide drill X 1,0-10,0 /
7xD Powder metal dril X 2,0- 13,0 /

Through tool
coolant

Design Type Diameter Picture Page

~
D
~

8xD Solid carbide drill / 3,0-12,0

8xD Solid carbide drill for stainless steel / 3,0-14,0
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KONRAD SOLID CARBIDE TOOLS

Through tool

Design Type coolant

Diameter Picture Page

10xD Solid carbide drill / 3,0-14,0

Through tool

Design Type coolant

Diameter Picture Page

15xD Solid carbide drill / 3,0-12,0

Through tool
coolant

Design Type Diameter Picture Page

20xD Solid carbide drill / 3,0-12,0

Through tool

Design Type coolant Diameter Picture Page
25xD Solid carbide drill / 3,0-10,0

. Through tool . .
Design Type coolant Diameter Picture Page

30xD Solid carbide drill / 3,0-8,0

23
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KONRAD 4i[i]KY SOLID CARBIDE TOOLS
Spot drills

. Through tool . .
Design Type coolant Diameter Picture Page
Spot drills Solid carbide NC spot drills 90° X 2,0-20,0

Spot drills Solid carbide NC spot drills 135° X 12,0 - 20,0

Spot drills Powder metal NC spot drills 120° X 2,0-20,0

MR RN

Centre drills

- Through tool . .
Design Type coolant Diameter Picture Page
Centre drills Solid carbide centre drills X 1,0-6,3

X!




KTU

GREAT PERFORMANCE.

For general milling of steel, stainless
steel and cast materials.

25



KONRAD 4i[i[EY SOLID CARBIDE TOOLS

KTU 02M

2 flutes, mini design

-

)
Ultra micro
granulation
<
N J U ‘ J

- >

I
o

Shank DIN 6535HA d d, d
-0,03 h6

KTU 02M.0070-004B

o
™
IS

0,37 0,70 4

a
o

KTU 02M.0075-005B

o
&}
IN

0,45 0,75

IN
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S

KTU 02M.0090-006A

o
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0,5

o
o
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KTU 02M.0090-006C 5 9

o
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KTU 02M.0110-007B 6
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o

KTU 02M.0120-008B

o
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o
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o
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KTuozmotao-0eC 09 4 08 140 10 s
*
KTUO2M0150010B 10 4 095 15 8 s ¢
*
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*
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KTU 02M.0230-015B 4
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o
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S
S

KTU 02M.0230-015D 4 3

KTU 02M.0230-015F

[é;}
-

45 2,3

o
o
(o)}
o

KTU 02M.0230-015H

N
[&]
~

1,45 2,30

N
o
a1
o

KTU 02M.0300-020B

»d
[=}
N
)
S

KTU 02M.0300-020D 2,0 4 50

KTU 02M.0300-020F 2,0 4 1,95 3,00 16 50




KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Shank DIN 6535HA d d, d

HC = Carbide coated ﬂ

27



28

KONRAD 4i[i[EY SOLID CARBIDE TOOLS

KTU 02MB (e
2 flutes, mini design l
PAGE
HA |~ 5965 |
|
. 300/ . 2 J
)
Ultra micro
granulation
=
. J ‘\)
12
|
HC
Shank DIN 6535HA d d, d, I, I, I R
0,03 h6 +0,02
KTU 02MB.0075-005A 0,5 4 0,45 0,75 2 50 0,25
KTU 02MB.0075-005C 0,5 4 0,45 0,75 6 50 0,25
KTU 02MB.0090-006B 0,6 4 0,55 0,90 4 50 0,30
KTU 02MB.0120-008A 0,8 4 0,75 1,20 4 50 0,40
KTU 02MB.0120-008C 0,8 4 0,75 1,20 8 50 0,40
KTU 02MB.0150-010B 1,0 4 0,95 1,50 8 50 0,50
KTU 02MB.0150-010D 1,0 4 0,95 1,50 12 50 0,50

L 2R 2R 2K 2R 2K 2K 2R 2K 2R 2K 2R 2K 2R 2K 2K 2K 28 2K 2K 2K 2K 2R 2K 2R 2K 2K 2R 2K 2R 2K 2R 2K 2R 2K 28 JRiV.\

KTU 02MB.0230-015E 1,5 4 1,45 2,30 16 50 0,75
KTU 02MB.0240-016A 1,6 4 1,55 2,40 8 50 0,80
KTU 02MB.0300-020E 2,0 4 1,95 3,00 16 50 1,00
KTU 02MB.0450-030A 10 50 1,50
KTU 02MB.0450-030C 3,0 6 2,85 4,50 16 60 1,50




KONRAD A[\[/E:4

SOLID CARBIDE TOOLS

Shank DIN 6535HA d d, d

KTU 02MB.0450-030E

KTU 02MB.0600-040B

KTU 02MB.0600-040D

HC = Carbide coated
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

KTU 02S

2 flutes, short design

&

" "_ Ultra micro
granulation
< -
© N AN t\/
A
HC
Shank DIN 6535HB d d, 1, 1 >
-0,03 h6é I
'_
*
.
*
.
*
.
*
.
*
.
*
4
*
.
*
KTU 02S.2000-200 20,0 20 20 92 L 4
HC = Carbide coated H Y
M [ ]
< I
N
s .
-+ I




KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

KTU 02S )

2 flutes, short design with corner radius

~N

-
(]

l PAGE

L 59-65

R
N J
N 30°)

- - I} -
< ‘\
N /
A - ( )
| Ultra micro
1 granulation
|
o - J
HC
Shank DIN 6535HA d d, 1, I R
-0,03 h6 +0,03
KTU 02S.0400-020R0,3 2,0 4 4 50 0,3
KTU 02S.0500-025R0,2 2,5 4 5 50 0,2

KTU 02S.0500-025R0,5

N
[3)]
a
o
o
[4)]

KTU 02S.0600-030R0,3

KTU 02S.0600-030R1,0

w
o
a1
o
-
o

KTU 02S.0800-040R0,3

>
[=]
N
[o]
o
S
e
w

KTU 02S.0800-040R1,0

>
[=)
ES
[oo)
[$)]
S
N
[=)

KTU 02S5.1000-050R0,3

o
o
-
o
a
o
o
w

KTU 025.1000-050R1,0

KTU 02S.1200-060R0,3

KTU 025.1200-060R1,0

g
=]
o
=
[N}
)
S
N
=]

KTU 02S5.1600-080R1,0

»
[=}
®
N
o
[0}
S
-
[=}

KTU 02S.1600-080R2,0

oo
o
-
(o}
(o2}
o
N
o

KTU 02S.2000-100R0,5

KTU 02S.2000-100R1,5

o
N
S
S
~
o
N
]

KTU 02S.2000-100R2,5 10,0

N
o
N
<]
~
o

N
o

KTU 02S.2400-120R1,0

N
N
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=
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N
i
~
o
N
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KONRAD A[\[/E:4

SOLID CARBIDE TOOLS

Shank DIN 6535HA d
-0,03

KTU 02S.2400-120R2,0

HC = Carbide coated

+0,03

I
o

¢ ¢ ¢ TiAIN




KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

KTU 02L1 (e
2 flutes, long design l

PAGE

5965

S
HB )
N 30°)

)
Ultra micro
granulation

|

Shank DIN 6535HA d d, 1
0,03 h6

HC = Carbide coated ﬂ

HC

Shank DIN 6535HB d d, 1, 1 -
-0,03 hé b

(=

*

.
*

.
*

.
*

.
*

o
*

.
*

.
*

o
*

KTU 02L.1.1600-087 8,70 10 16 72 *
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Shank DIN 6535HB d d, 1
0,03 h6

=z
<
'—
*
Wuoatioss e 0 8w
*

Wuoatow0 w0 0 8w
*

Wuoaizooto e 1 @ s
*

otz o 1 @ s
*

Motz w0 W @ s
*

oot s o x e
*

Mot o w x e
*

*

*

KTU 02L.1.3200-197 19,70 20 32 104

HC = Carbide coated ﬂ PY




KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

~N

KTU 02 )

(o
2 flutes, long design with corner radius l Pace

5965

R
N J
N 30°)

S
Ultra micro
granulation
- J
HC
Shank DIN 6535HA d d, 1, I R
-0,03 h6 +0,03

KTU 02.0600-030R1,0 75 1,0

HC = Carbide coated ﬂ PY
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

KTU 02XL

2 flutes, extra long design

&

S—
Ultra micro
granulation
-
‘\
N J D

HC
Shank DIN 6535HA d d, I, 1 >
-0,03 h6 =
-
*
o
*
=
*
.
*
o
.
o
*

HC = Carbide coated ﬁ
M °
B -

N

3

- I




KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide ball-nose end-mill

KTU 02SB 1(

2 flutes, short design l PAGE

|
N 30°) L 2 )
| Y e
Ultra micro
granulation
< -
N J U ‘\1
— —
HC
Shank DIN 6535HB d d, 1 | R

KTU 02SB.0400-030 50

KTU 02SB.0600-050 5 6 6 54

KTU 02SB.0900-080 8 8 9 58 4,0
KTU 02SB.1200-120 12 12 12 73 6,0
KTU 02SB.1600-160 16 16 16 82 8,0

KTU 02SB.2000-200 20 20 20 92 10,0

HC = Carbide coated ﬂ °
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide ball-nose end-mill

KTU 02LB (e
2 flutes, long design l Pace
HA  |© 5965
|
. 300/ . 2 J
0
Ult i
A Y granulation
—p
. J ;\J
HC
Shank DIN 6535HA d d, l, 1 R >
-0,03 h6 +0,02 2
=
*
KTU 02LB.0800-040 75 2,0 *
*
KTU 02LB.1000-060 6 6 10 100 3,0 *
*
KTU 02LB.1400-100 10 10 14 100 5,0 *
*
KTU 02LB.1800-140 14 14 18 100 7,0 *
*
KTU 02LB.2600-200 20 20 26 150 10,0 *
HC = Carbide coated ﬂ PY
M °




KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide ball-nose end-mill

KTU 02LB1 1o
2 flutes, long design l Pace
HB |~ 59-65 |
|
. 300/ . 2 J
)
J! !L Ultra micro
granulation
<
. J L J/
— —
HC
Shank DIN 6535HB d d, 1, I R >
-0,03 h6 +0,02 <
2
*
KTU 02LB1.0800-040 4 6 8 57 2,0 *
*
KTU 02LB1.1000-060 6 6 10 57 3,0 *
*
KTU 02LB1.1900-100 10 10 19 72 5,0 *
*
KTU 02LB1.2200-140 14 14 22 83 7,0 *
*
KTU 02LB1.2600-180 18 18 26 92 9,0 *
*
HC = Carbide coated ﬂ °
M [ ]
In [ ]
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide ball-nose end-mill

KTU 02XLB NN
2 flutes, extra long design l PAGE
HA |~ 5965 |
|
. 300/ . 2 J
)
Ultra micro
granulation
=
. J L ;\J
HC
Shank DIN 6535HA d d, 1, 1 R >
-0,03 h6 +0,02 b=
=
*
KTU 02XLB.2000-040 60 2,0 *
*
¢
*
.
*
.
*
.
*

HC = Carbide coated ﬂ °




KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

KTU 03S

3 flutes, extra short design

Ultra micro
granulation

Shank DIN 6535HA d d, 1

KTU 03S.0150-006

KTU 03S.0200-010

KTU 03S.0200-015

HC = Carbide coated E °

HC

Shank DIN 6535HB d d, I, I 2
-0,03 he 2

=

*

.
*

.
*

.
*

.
*

.
<
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

HC

Shank DIN 6535HB d d, 1, 1 ~

-0,03 h6 3

=

KTU 03S.1000-0675 6,75 8 10 42 *

*

.

*

¢

*

.

*

5

*

o

*

.

*

o

*

o

*

o

*

KTU 038S.2200-200 20,00 20 22 75 *
HC = Carbide coated ﬁ

M °

K °




KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

KTU 03S1 )
3 flutes, short design
HB )
N 300/ N 3 J
Ultra micro
granulation
-
N J t\/

HC

Shank DIN 6535HB d d, 1, 1 -
-0,03 h6 b

=

*

KTU 03S1.0400-030 3,0 50 *
*

.
*

o
*

o
*

=
*

o
*

o
*

KTU 0351.2000-200 20,0 20 20 92 *
HC = Carbide coated ﬂ °
M °
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

KTU 03L )
3 flutes, long design
HB |
. 300/ . 3 J/
JL Ql Ultra micro
granulation
=
. J L t\)
HC
Shank DIN 6535HB d d, 1, 1 -
<
=
*
KTU 03L.0800-040 57 *
*
.
*
o
*
o
*
.
*
KTU 03L.3200-200 20 20 32 104 .

HC = Carbide coated ﬂ °




KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

KTU 03L1 1(

3 flutes, long design l PAGE

HB | 59-65

J

N 45°/ N 3 J

[ Ultra micro

B granulation
S NN e 2
N J D

HC

Shank DIN 6535HB d d, 1, 1 >
0,03 hé b

=

*

o
*

.
*

o
*

o
*

o
*

.
*

.
*

HC = Carbide coated ﬂ °
M )
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

KTU 04S
4 flutes, short design

Ultra micro
granulation

-
A

A
!

Shank DIN 6535HA d d, 1 1

KTU 04S.0450-015 40

KTU 04S.0800-025 2,5 2,5 8,0 32
KTU 04S.1200-035 3,5 3,5 12,0 32
KTU 04S.1400-045 4,5 4,5 14,0 50

HC = Carbide coated ﬂ °




KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

KTU 04S1 )

4 flutes, short design, with corner radius

~N

-
(]

l PAGE

L 59-65

R
N J
N 30°)

S
Ultra micro
granulation

-

g —
HC
Shank DIN 6535HA d d, 1, I R
-0,03 h6 +0,03

KTU 0451.0400-020R0,3

n
[=)
IS
o
9]
S
e
w

N
[&)]
IN
[$)]
[$)]
S
e
N

KTU 0451.0500-025R0,2

KTU 0451.0500-025R0,5

N
[3)]
a
o
[4)]

KTU 0451.0600-030R0,3

KTU 0451.0600-030R1,0

w
o
a1
o
o

KTU 0451.0800-040R0,3

>
[=]
N
[o]
o
S
e
w

KTU 0451.0800-040R1,0

>
[=)
ES
[oo)
[$)]
S
N
[=)

KTU 0451.1000-050R0,3

o
o
-
o
a
o
o
w

KTU 0451.1000-050R1,0

KTU 0451.1200-060R0,3

KTU 0451.1200-060R1,0

g
=]
o
=
[N}
)
S
N
=]

KTU 0451.1600-080R1,0

»
[=}
®
N
o
[0}
S
-
[=}

KTU 0451.1600-080R2,0

oo
o
-
(o}
(o2}
o
N
o

KTU 0451.2000-100R0,5

KTU 0451.2000-100R1,5

o
N
S
S
~
o
N
]

KTU 0451.2000-100R2,5 10,0

N
o
N
<]
~
o

N
o

KTU 0451.2400-120R1,0

N
N
=]
=
[N}
N
i
~
o
N
=)

S w !
[=}

& EN ~
o o 3]
33
S
= o o
w

S o S
[=}
o [} [}
- N
o
&)
S
-
[=}

(=)
o
N
a
o
o
w

N N

=4 -
[S) S

N

= o
N} N

S

~

o
b o !

o

LR 2R 2R 2R 2R 2R 2R 2R 2R 2K 2R 2K 2R 2K 2R 2R 2 2R 2R 2R 2K 2R 2K 2R 2R 2R 2R 2R 2R 2K 2R 2K 2R 2R 7.\
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KONRAD A[\[/E:4

SOLID CARBIDE TOOLS

Shank DIN 6535HA d
-0,03

KTU 0451.2400-120R2,0

HC = Carbide coated

+0,03

I
o

¢ ¢ ¢ TiAIN




KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

KTU 04S2 )
4 flutes, short design

o
\ 30°) L {4
S—
Ql Ultra micro
granulation
© -
;\
N J D

HC

Shank DIN 6535HB d d, l, 1 >
-0,03 h6 3

(=

*

.
*

o
>

o
*

o
*

o
*

o
*

o
*

.
*

HC = Carbide coated E °
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

KTU 04L / KTU 04L1 ) )

PAGE

) 5965

°
4 flutes, long design l
HA

-
HB )
N 30°)

S—
Ultra micro
granulation

|

Shank DIN 6535HA d d, 1
-0,03 h6

HC = Carbide coated E

Shank DIN 6535HB d d, 1
-0,03 hé

=z
<
'—
*
Wuostiwoss 3 s w5
<

Wuoaivoooss 45 s on 5
*

. *
*

*

*

*

3,5 6 10 57
4,5 6 11 57

KTU 04L1.2200-100 10,0 10 22 72




KONRAD A[\[/E:4

SOLID CARBIDE TOOLS

Shank DIN 6535HB d
0,03

KTU 04L.1.2600-140

KTU 04L1.3200-180

HC = Carbide coated

51
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KONRAD A[\[/E:4

KTU 04L2

4 flutes, long design

);u

SOLID CARBIDE TOOLS

~N

-
(]

l PAGE

L 59-65

R
N J
N 30°)

- =—p
= e N ‘\/
S
i[ Ultra micro
granulation
|1
o N J
HC
Shank DIN 6535HA d d, 1, I R
-0,03 h6 +0,03

KTU 04L2.0600-030R1,0

HC = Carbide coated

75

1,0




KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

KTU 04XL / KTU 04XL1 NN
4 flutes, extra long design l Pace

59-65 |

.

HB |

- 30°J

'O

Ultra micro
granulation
I, |
|

HC
Shank DIN 6535HA d d, 1, I -
-0,03 h6 <
S
*
KTU 04XL.2000-040 4 4 20 60 *
*
KTU 04XL.3000-060 6 6 30 75 *
*
KTU 04XL.4000-100 10 10 40 100 *
*
KTU 04XL.4500-140 14 14 45 100 *
*
KTU 04XL.4500-180 18 18 45 100 *
*
HC = Carbide coated ﬂ °
M °
n °
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KONRAD A[\[/E:4

SOLID CARBIDE TOOLS

Shank DIN 6535HB

KTU 04XL1.3000-080

HC = Carbide coated

I
o

¢ ¢ ¢ TiAIN




KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

KTU 04SB 1(

4 flutes, short design l PAGE

HA 7 s9-65

J

N 300/ N J
S—
JL Ql Ultra micro
/) granulation
© U< [
N J ‘\/
—= —
HC
Shank DIN 6535HA d d, 1, 1 R >
-0,03 h6 +0,02 2_
=
*
.
*
4
*
.
*
.
*
.
*
KTU 04SB.2000-200 20 20 20 82 10,0 *
HC = Carbide coated ﬂ PY
M [ J
Ia [ ]
|~
s I
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KONRAD A[\[/E:4

KTU 04SF / KTU 06SF
4 - 6 flutes, short design

SOLID CARBIDE TOOLS

Shank DIN 6535HA d

KTU 04SF.1100-040

HA
\ 45°) [ ! 4-6)
S—
Ultra micro
granulation
-
N J t\)
HC

50 4

KTU 06SF.1600-060
KTU 06SF.2200-100

KTU 06SF.3000-140
KTU 06SF.3800-180

HC = Carbide coated

6 6 16 50 6
10 10 22 75 6
14 14 30 90 6
18 18 38 100 6




KONRAD A[\[/E:4

Solid carbide end-mill

KTU 06LF

6 flutes, long design

SOLID CARBIDE TOOLS

Ultra micro
granulation

Shank DIN 6535HA d

KTU 06LF.6500-160

HC = Carbide coated

I
o

¢ ¢ ¢ TIiAIN
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KONRAD A[\[/E:4

KTU 03LR / KTU 04LR / KTU 05LR
3 - 5 flutes, long design

SOLID CARBIDE TOOLS

~

Ultra micro
granulation

Shank DIN 6535HB d d, 1

KTU 03LR.1600-080 63

KTU 04LR.2600-120 12 12 26 83 4

KTU 04LR.3200-160 16 16 32 92 4
KTU 04LR.3800-200 20 20 38 104 4

HC = Carbide coated

3




KONRAD 4IS[[EEY

SOLID CARBIDE TOOLS -

TECHNICAL DATA

Material

Low alloyed steel

Stainless steel

Malleable cast iron

Cast iron with nodular
graphite

Aluminium alloys
long chipping

Magnesium alloys

Non-ferrous materials

Titanium alloys

@ £ a 8 Cutting speed
) @ 2 3 S V_ (m/min)
Structure of the material groups 2 g 5 =
. - . s k7 o ]
and identification letters = e T £ 3
2 ®_E £ £ Z
52 2z & 8 =
125 428 P1 1,2 100 - 170 - 240
210 708 P3 1,2 90 - 155 - 220
300 1013 P5 1,0 60 - 100 - 140
220 745 P6 1,2
annealed 175 591 P7 1,2
hardened and tempered 300 1013 P8 1,0
hardened and tempered 380 1282 P9 0,8 60-90-120
hardened and tempered 430 1477 P10 0,8
20 675 P 12
300 1013 P12 1,0
400 | 1361 P13 08
ferritic / martensitic, annealed 200 675 P14 1,0
martensitic, hardened and tempered 330 1114 P15 0,9
200 675 M1 1,0
300 1013 M2 09
230 778 M3 1,0
ferritic 200 675 K1 1,0
pearlitic 260 867 K2 0,8
245 825 K4 1,0
ferritic 155 = 518 K5 1,0
pearlitic 265 885 K6 1,0
200 675 KT 10
not heat treatable 30 - N1
heat treatable, heat treated 100 343 N2 _
75 260 N3
130 447 N5
100 343 N7
110 382 N9
Lead alloys (without abrasive filling material) - - N11
Duroplastic (without abrasive filing material) - - N12 -]
Plastic glas fibre reinforced GFRP - - N13
Plastic carbon fibre reinforced CFRP - - N14 _
Plastic aramid fibre reinforced KTRP - - N15
Graphite (tech.) 80 Shore - N16 -
200 675 S1
280 943 S2
250 839 S3
350 177 S4 -
320 1076 S5
Pure titan 200 675  S6 -]
a- and B-alloys, heat treated 375 1262 S7
B-alloys 410 | 1396 S8 -]
300 1013 S9
Molybdan alloys 300 1013 | s10 -]
50 HRC - H1
60 HRC - H3
hardened 55 HRC - H4 -

Hardened cast iron

The recommended cutting data are only approximate values. It may be necessary to adjust them to each individual machining application.
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KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

For the following feed tables the values must be corrected depending on the material being machined in line
with the correction factor.

An example using a cutter with @ 6 mm is detailed:

TiAIN
VC
[m/min]

Strength

ISO Material [N/mm?]

Automatenstahl
Free cutting steel < 800 N/mm? 1,2 100 - 150

g dl
Acier de décolletage
_ = : " "

Einsatzstahl, legiert
Alloyed case hardened steel < 1000 N/mm? 2 0,008 0,006 0,008

Acier cémenté, allié

0,011 0,013

Vergutungsstahl, unlegiert
Tempering steel, non alloyed <1000 N/mm? 1 60 - 90
Acier de traitement, non allié

Vergutungsstahl, legiert
Tempering steel, alloyed < 1300 N/mm? @ 60 - 80
Acier de traitement, allié

For case-hardening alloy steel the feed value from the table is valid: Kf (f ) = 1 (according to 100 %) f, = 0,024
For heat treatable steel alloys < 1300 N/mm? the feed value from the table is reduced by 20 %.
Kf (fz) = 0,8 (according to 80%) fz= 0,019



KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

Feed per tooth with radial depth of cut from 0,2 — 0,3 mm

ad, Correction factor

[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5 1,6 1,8 1,9 @d,

0,008 0,006 0,006 0,007 0,009 0,010 0,012 0,013 0,014 0,015

4 0,016 0,011 0,013 0,014 0,018 0,019 0,024 0,026 0,029 0,030 Iy
5
X
w
0,024 0,017 0,019 0,022 0,026 0,029 0,036 0,038 0,043 0,046 ‘|f
o
Y
10 0,040 0,028 0,032 0,036 0,044 0,048 0,060 0,064 0,072 0,076
14 0,056 0,039 0,045 0,050 0,062 0,067 0,084 0,090 0,101 0,106
a,=0,2-0,3 mm

18 0,072 0,050 0,058 0,065 0,079 0,086 0,108 0,115 0,130 0,137

25 0,100 0,070 0,080 0,090 0,110 0,120 0,150 0,160 0,180 0,190

Feed per tooth with radial depth of cut of 10 % of the cutter (2 d,)

ad, Correction factor
[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5 1,6 1,8 1,9

0,008 0,006 0,006 0,007 0,009 0,010 0,012 0,013 0,014 0,015

4 0,014 0,010 0,011 0,013 0,015 0,017 0,021 0,022 0,025 0,027

0,020 0,014 0,016 0,018 0,022 0,024 0,030 0,032 0,036 0,038

1,5xd,

10 0,033 0,023 0,026 0,030 0,036 0,040 0,050 0,053 0,059 0,063

P

a

14 0,047 0,033 0,038 0,042 0,052 0,056 0,071 0,075 0,085 0,089

a,=0,10x d,
-~

18 0,060 0,042 0,048 0,054 0,066 0,072 0,090 0,096 0,108 0,114

25 0,083 0,058 0,066 0,075 0,091 0,100 0,125 0,133 0,149 0,158

Attention: Take the correction factor from the table “Cutting speeds”.
Correction factor -> 1,1 witha =1xd, ->1,2witha =0,5xd,
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SOLID CARBIDE TOOLS -
TECHNICAL DATA

KONRAD 4IS[[EEY

Recommended cutting data feed tables

Feed per tooth with radial depth of cut of 20 % of the cutter (2 d,)

ad, Correction factor

[mm] 1

0,005

4 0,010

0,7

0,003

0,007

0,8

0,004

0,008

0,9

0,004

0,009

1,1

0,005

0,011

1,2

0,006

0,012

1,5

0,007

0,015

1,6

0,008

0,016

1,8

0,009

0,018

1,9

0,009

0,019

-
0,015 0,010 0,012 0,013 0,016 0,018 0,022 0,024 0,027 0,028 - \
o
x
©
10 0,025 0,017 0,020 0,022 0,027 0,030 0,037 0,040 0,045 0,047 :.f‘
v
14 0,035 0,024 0,028 0,031 0,038 0,042 0,052 0,056 0,063 0,066
a,=0,20 x d,
18 0,045 0,031 0,036 0,040 0,049 0,054 0,067 0,072 0,081 0,085
25 0,063 0,044 0,050 0,056 0,069 0,075 0,094 0,100 0,113 0,119
Feed per tooth with radial depth of cut of 40 % of the cutter (2 d,)
ad, Correction factor
[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5 1,6 1,8 1,9 ad,
0,004 0,002 0,003 0,003 0,004 0,004 0,006 0,006 0,007 0,007
4 0,008 0,005 0,006 0,007 0,008 0,009 0,012 0,012 0,014 0,015
0,012 0,008 0,009 0,010 0,013 0,014 0,018 0,019 0,021 0,022 HA
©
x
©
10 0,020 0,014 0,016 0,018 0,022 0,024 0,030 0,032 0,036 0,038 2,“
v
14 0,028 0,019 0,022 0,025 0,030 0,033 0,042 0,044 0,050 0,053
a,=0,40 x d,

18

25

0,036

0,050

0,025

0,035

0,028

0,040

0,032

0,045

0,039

0,055

0,043

0,060

0,054

0,075

0,057

0,080

0,064

0,090

0,068

0,095

Attention: Take the correction factor from the table “Cutting speeds”.
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Correction factor -> 1,1 witha =1xd, ->1,2witha =0,5xd,



KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

Feed per tooth with radial depth of cut of 60 % of the cutter (2 d,)

ad, Correction factor

[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5 1,6 1,8 1,9 @d,

0,003 0,002 0,002 0,002 0,003 0,003 0,004 0,005 0,005 0,006

4 0,006 0,004 0,005 0,005 0,007 0,007 0,009 0,010 0,011 0,012

.
0,009 0,006 0,007 0,008 0,010 0,011 0,014 0,015 0,017 0,018 - i
©
x
L
10 0,016 0,011 0,013 0,014 0,017 0,019 0,024 0,026 0,029 0,030 2,“
Y
14 0,022 0,015 0,018 0,020 0,025 0,027 0,034 0,036 0,040 0,043
a,=0,60 x d,

18 0,029 0,020 0,023 0,026 0,032 0,035 0,043 0,046 0,052 0,055

25 0,040 0,028 0,032 0,036 0,045 0,049 0,061 0,065 0,073 0,077

Feed per tooth with radial depth of cut of 80 % of the cutter (2 d,)

ad, Correction factor

[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5 1,6 1,8 1,9 gd,

0,002 0,001 0,002 0,002 0,002 0,003 0,003 0,004 0,004 0,004

4 0,005 0,003 0,004 0,004 0,005 0,006 0,007 0,008 0,009 0,009

0,007 0,005 0,006 0,006 0,008 0,009 0,011 0,012 0,013 0,014

10 0,012 0,008 0,010 0,011 0,013 0,015 0,018 0,020 0,022 0,023

14 0,017 0,012 0,014 0,015 0,019 0,021 0,026 0,028 0,031 0,033
}I |:

A
5
x
©
‘ITE.
©
Y
a,=0,80 xd,

18 0,022 0,015 0,018 0,020 0,024 0,027 0,033 0,036 0,040 0,042

25 0,031 0,022 0,025 0,028 0,034 0,037 0,047 0,050 0,056 0,059

Attention: Take the correction factor from the table “Cutting speeds”.
Correction factor -> 1,1 witha =1xd, ->1,2witha =0,5xd,



KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

Feed per tooth when full slot milling ap = 0,5 x d;

ad, Correction factor
[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5 1,6 1,8 1,9

0,004 0,002 0,003 0,003 0,004 0,004 0,006 0,006 0,007 0,007

4 0,009 0,006 0,007 0,008 0,009 0,010 0,013 0,014 0,016 0,017

0,013 0,009 0,010 0,011 0,014 0,015 0,019 0,020 0,023 0,024

10 0,022 0,015 0,017 0,019 0,024 0,026 0,033 0,035 0,039 0,041

14 0,032 0,022 0,025 0,028 0,035 0,038 0,048 0,051 0,057 0,060

18 0,042 0,029 0,033 0,037 0,046 0,050 0,063

25 0,056 0,039 0,044 0,050 0,061 0,067 0,084 0,089 0,100 0,106

Feed per tooth when full slot milling ap =1 x d,

ad, Correction factor
[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5 1,6 1,8 1,9

0,003 0,002 0,002 0,002 0,003 0,003 0,004 0,004 0,005 0,005

4 0,006 0,004 0,005 0,005 0,006 0,007 0,009 0,009 0,011 0,011

0,008 0,006 0,007 0,008 0,009 0,010 0,013 0,014 0,015 0,016

10 0,014 0,010 0,011 0,013 0,016 0,017 0,021 0,023 0,026 0,027

14 0,021 0,015 0,017 0,019 0,023 0,025 0,031 0,033 0,037 0,040

18 0,027 0,019 0,022 0,025 0,030 0,033 0,041 0,044 0,049 0,052

25 0,036 0,025 0,029 0,033 0,040 0,044 0,055 0,058 0,066 0,069

Attention: Feed rates are reduced by 10-20 % for uncoated tools.



KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

Feed rates for ball nosed- and High feed cutters

Ball nose end milling cutters ~ Ball nose end milling cutters Ball nose cutter for mold Torus end milling cutters Torus end milling cutters
and die production

1 fz [mm] fz [mm] fz [mm] fz [mm] fz [mm]

25 0,240 0,220 0,140 0,160 0,200

Attention: Feed rates are reduced by 10-20 % for uncoated tools.
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KTA

HIGH PERFORMANCE FOR ALUMINIUM
AND NON-FERROUS MATERIALS

Best performance for aluminium and non-ferrous
materials. The dedicated geometry with a very
strong cutting edge guarantees best surface finish
and excellent chip flow.
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KONRAD A[\[/E:4

Solid carbide end-mill

SOLID CARBIDE TOOLS

KTA 01L N
1 flute, mid-length design PAcE
HA [ 90-96 |
. 300/ . 1 J
' 7
Ultra micro
granulation
=
. J ‘\J
HC
Shank DIN 6535HA d d, 1, 1
G
(=
*
KTA 01L.1200-030 *
*
KTA 01L.1700-050 *
*
KTA 01L.2200-080 *
*
KTA 01L.3000-120 12 12 30 80 *

HC = Carbide coated
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

KTA 02S
2 flutes, short design

&

S—
Ultra micro
= granulation
=l
-
‘\
N J D

HC
Shank DIN 6535HA d d, 1, |
0,015 h6 5
[=
*
.
*
.
*
.
*
4
*
.
*
HC = Carbide coated F
M
<
“I [ ]
s .
-+ I




KONRAD A[\[/E:4

Solid carbide ball-nose end-mill

KTA 02SB
2 flutes, short design

SOLID CARBIDE TOOLS

o
l PAGE
HA

©

0-96

®

50°
d Ultra micro
3 granulation
— _ _ 5= -
|2
\ HC
Shank DIN 6535HA d d, d, 1, I, 1 R
=z
Qo
(=
*
KTA 02SB.0700-080 *
*
KTA 02SB.1050-120 *
*
KTA 02SB.1700-200 20 20 18,0 17,0 50 100 10 *

HC = Carbide coated
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

KTA 02L

2 flutes, long design, uncoated

&

A VY e

granulation

-
A

HU
o~
Shank DIN 6535HA d d, 1, | 3
0,03 hé Q
(=]
*
KTA 02L.1100-040 4 6 11 57 *
*
KTA 02L.1300-060 6 6 13 57 *
*
KTA 02L.2200-100 10 10 22 72 *
*
KTA 02L.3200-160 16 16 32 92 *
*

HU = Hartmetall unbeschichtet / Carbide uncoated / Carbure sans revétement E

M

“I [ ]




KONRAD A[\[/E:4

Solid carbide end-mill

KTA 02L1.R

2 flutes, long design with corner radius

SOLID CARBIDE TOOLS

R
— _ < -

N b ™ 30°)
| S

1 Ultra micro

granulation
-

HC
Shank DIN 6535HA d d, R

KTA 02L1.0800-060R0,5

KTA 02L.1.1200-100R0,8

KTA 02L.1.1800-160R1,3

HC = Carbide coated
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KONRAD A[\[/E:4

SOLID CARBIDE TOOLS

KTA 02XL

2 flutes, extra long design

-

)
Ultra micro
granulation
N 3
N J U ‘ J

Shank DIN 6535HA d d, 1 1

KTA 02XL.0500-015 40

HC = Carbide coated ﬂ




KONRAD A[\[/E:4

Solid carbide end-mill

KTA 02XL1

2 flutes, extra long design

SOLID CARBIDE TOOLS

-

' )
Ultra micro
- granulation
Yy —p
| N J ‘\J
1
||
HC
Shank DIN 6535HA d d 1

KTA 02XL1.0600-010

KTA 02XL1.0500-015

KTA 02XL1.0600-020 2,0 6 6 50
KTA 02XL1.0800-025 2,5 6 8 55
KTA 02XL1.1500-030 3,0 6 15 65

KTA 02XL1.3700-140

14,0

6 5

16 37

60

50

90
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KONRAD A[\[/E:4

SOLID CARBIDE TOOLS

Shank DIN 6535HA d
-0,015

KTA 02XL1.5200-160

KTA 02XL1.4800-200

HC = Carbide coated




KONRAD A[\[/E:4

Solid carbide end-mill

SOLID CARBIDE TOOLS

KTA 03XL2
3 flutes, extra long design
HA |
L 45°) | 34
0
Ultra micro
= granulation
% | ]
. J ‘\J
HC
Shank DIN 6535HA d d, 1, 1, 1
g
'_
*
KTA 03XL2.1900-080 *
*
KTA 03XL2.2600-120 *
*
KTA 03XL2.3200-160 *
*
KTA 03XL2.3800-200 20 20 38 52 120 *

HC = Carbide coated
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

KTA 03L )

3 flutes, mid-length design, with neck

o
L 45°) | 34 )

ke - —
o Ultra micro

-
A

Shank DIN 6535HA d da 1, 1, 1

KTA 03L.1100-040 4 6 11 18 57
KTA 03L.1300-060 6 6 13 18 57

KTA 03L.2200-100 10 10 22 30 72
KTA 03L.3600-160 16 16 36 42 92

HC = Carbide coated E




KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

KTA 03L1

3 flutes, long design

Ultra micro
granulation

~
-
~

Shank DIN 6535HA d d, 1, 1

KTA 03L1.1400-030 65

'—
*
*
<
Waoitso 4 s % e
*
T S T S S R
*

X T S S B R
*

Wmotzoeom s s » e
*

WAotzoco o 0 @ w
*

Kmotamewo 0 0 » e
*

Kmotamem 1 nm e
*

*

*

*

*

*

KTA 03L1.4200-160 16 16 42 100
KTA 03L1.4800-180 18 16 48 110

KTA 03L1.5500-200 20 20 55 110

HC = Carbide coated E

7



KONRAD 4i[i[EY SOLID CARBIDE TOOLS

~N

KTA 03L2.R )

(o
3 flutes, long design, with corner radius l Pace
9096

J

R
N J
N 45°)

)
1 Ultra micro
granulation

|

Shank DIN 6535HA d d, 1 | R
0,015 hé

'—
*
X T R R S R A S R
*

WAoztswowRie 4 6 15 5 0
*

T R T T A S R
*

WAozzoomRie 6 6w e 0 o
*

WAozzoeomRie s s @ e 0
*

*

*

*

*

*

*

*

*

*

*

*

KTA 03L2.4000-200R2,0 20 20 40 100 2,0

HC = Carbide coated E




KONRAD A[\[/E:4

Solid carbide end-mill

SOLID CARBIDE TOOLS

3 flutes, extra long design l Pace
HA [ 9096 |
— = )
& 45°J &
0
. Ultra micro
granulation
o] — — — — =<
=
| & J ‘\J
1 | |
HC
Shank DIN 6535HA d d, 1, 1
0,03 h6
KTA 03XL.2000-030 3 6 20 70
KTA 03XL.2000-040 4 6 20 70

KTA 03XL.3000-040

w

KTA 03XL.3000-050

o

o 3} ~
o o o
w
a S S
~ ~ [°9)
3

KTA 03XL.2500-060 2 0
KTA 03XL.3500-060 6 6 35 80
KTA 03XL.3000-080 8 8 30 80

KTA 03XL.4000-080

N
o

KTA 03XL.3500-100

o

-

o ©
= =

o ©

wW

(&)

© ©

o

KTA 03XL.5500-100 10 0 55 110
KTA 03XL.4000-120 12 12 40 95
KTA 03XL.5500-120 12 12 55 110
KTA 03XL.9500-160 16 16 95 180
KTA 03XL.11500-160 16 16 115 200
KTA 03XL.6500-200 20 20 65 140

L 2R 2R 2K 2R 2K 2R 2R 2R 2R 2K 2R 2K 2R 2K 2K 2K 2K 2K 2K 2R 2K 2R 2K 2R 2K 2R 2R 2K 2R 2R 2R 2 2R 2K 2R 2R (o)
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KONRAD A[\[/E:4

SOLID CARBIDE TOOLS

HC
Shank DIN 6535HA d d, 1, I
-0,03 hé 3
=
*
KTA 03XL.8500-200 *
*
KTA 03XL.10500-200 *
*
KTA 03XL.12500-200 20 20 125 220 *

HC = Carbide coated




KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

KTA 03XLA1 )

3 flutes, extra long design

HA |

o
L 45°) 34 )
( N
Ultra micro
= = granulation
-

-

(
N\
-
-
4

I
o

Shank DIN 6535HA d d, 1 1

KTA 03XL1.0200-010 1,0 6

n
o
N
<)

KTA 03XL1.0400-010

1,0 6 4,0 60

KTA 03XL1.0400-012

N
IN
[=
o
o

KTA 03XL1.0300-015

o
-

BN N N
[&]
o o o
» b
< [=)
IS
o

KTA 03XL1.1000-015 0

o
(o2}
o

KTA 03XL1.0300-020

2,0 6 3,0 40

(o2}
o

KTA 03XL1.1000-020

N
[=}
[}

10,0

KTA 03XL1.1000-025

N
o
-

0

(=}
o
a

KTA 03XL1.1200-025 2

2,5 6 12,0 60

15,0

KTA 03XL1.0400-030

w0
o
>
=]
IS
o

(o2}
o

KTA 03XL1.1500-030

»
=}
[}

~
(&)}

KTA 03XL1.2500-030

»
[=}
[}

25,0

KTA 03XL1.1200-035

w
(¢}
-

2

o
o
o

KTA 03XL1.0500-040

4,0 6 5,0 45

26,0

KTA 03XL1.1600-040

»
=)

6

=}
2}
a

~
(&)

KTA 03XL1.2600-040

»
<)
o

KTA 03XL1.1500-045

»
2]
o
3]
a

15,0

KTA 03XL1.0600-050 5,0 6 6,0 45

L 2K 2R 2K 2R 2K 2R 2R 2R 2R 2R 2R 2K 2R 2K 2R 2K 2R 2K 2K 2K 2K 2R 2K 2K 2 2R 2R 2R 2K 2K 2K 2R 2R 2K 2R 2K 2R 2k (o)

KTA 03XL1.2500-050 5,0 6 25,0 70
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KONRAD A[\[/E:4

SOLID CARBIDE TOOLS

Shank DIN 6535HA d
-0,015

KTA 03XL1.3500-050

(4]
o

o
o

“

©
o

KTA 03XL1.4500-050

KTA 03XL1.8500-160 16,0

'—

*

*

*

*

*

KTA 03XL1.1700-060 6,0 6 17,0 60 *
*

KTA 03XL1.1300-060 6,0 6 13,0 50 *
*

.
*

.
*

.
*

KTA 03XL1.2200-080 8,0 8 22,0 70 *
*

KTA 03XL1.1900-080 8,0 8 19,0 60 *
*

.
*

.
*

.
*

KTA 03XL1.6500-080 8,0 8 65,0 110 *
*

KTA 03XL1.2700-100 10,0 10 27,0 75 *
*

.
*

.
*

.
*

KTA 03XL1.5500-100 10,0 10 55,0 110 *
*

KTA 03XL1.6500-100 10,0 10 65,0 120 *
*

.
*

.
*

.
*

KTA 03XL1.6000-120 12,0 12 60,0 110 *
*

KTA 03XL1.7000-120 12,0 12 70,0 120 *
*

.
*

.
*

.
*

KTA 03XL1.6500-160 16,0 16 65,0 130 *
*

*

*

-
(o2}

wW

5,0

N
o

5

85,0

@
o

160

I
o




KONRAD A[\[/E:4

Solid carbide end-mill

SOLID CARBIDE TOOLS

HC

Shank DIN 6535HA d d, 1, 1
-0,015 hé 3
'—
KTA 03XL1.10500-160 16,0 16 105,0 190 *
*
.
*
.
*
.
*
.
*
o
*
.
*

HC = Carbide coated
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KONRAD A[\[/E:4

Solid carbide ball-nose end-mill

KTA 03SB
3 flutes, short design

SOLID CARBIDE TOOLS

N 40°)

S—
Ultra micro
granulation

~
-
'

Shank DIN 6535HA

KTA 03SB.0400-025

4,0 6,0

KTA 03SB.0500-035 3,5 6 3,2 5,0 7,0 65 1,75

KTA 03SB.0750-050 5,0 6 4,6 7,5 10,0 65 2,50
KTA 03SB.1200-080 8,0 8 7,4 12,0 25,0 75 4,00
KTA 03SB.1800-120 12,0 12 11,4 18,0 36,0 90 6,00

KTA 03SB.3000-200

20,0 20 18,0 30,0 50,0 110 10,00

HC = Carbide coated




KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide roughing end-mill

KTA O3LR

3 flutes, long design, uncoated

&

S—
Ly | Ultra micro
e = — |
-
N J t\)
|
HU
~
Shank DIN 6535HB d d, 1, | :tl
h10 hé g'll
[a]
*
KTA 03LR.1600-070 7 8 16 63 *
*
KTA 03LR.1900-090 9 10 19 72 *
*
KTA 03LR.2600-120 12 12 26 83 *
*
KTA 03LR.3200-160 16 16 32 92 *
*
KTA 03LR.3800-200 20 20 38 104 *
*
HU = Hartmetall unbeschichtet / Carbide uncoated / Carbure sans revétement H
M
I“ [ ]
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide roughing end-mill

KTA 03LR1 )

3 flutes, long design

o
L 30°) [ 34 )
S—
Ultra micro
granulation
<
N J ‘ D
HC

Shank DIN 6535HA d d, 1

KTA 03LR1.1600-070 63

KTA 03LR1.1900-090 9 10 19 72

KTA 03LR1.2600-120 12 12 26 83
KTA 03LR1.3200-160 16 16 32 92
KTA 03LR1.3800-200 20 20 38 104

HC = Carbide coated H




KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide roughing end-mill

KTA 03LR2

3 flutes, long design

Ultra micro
S| = = = = = = granulation

Shank DIN 6535HA d d, 1

KTA 03LR2.1000-060 65

KTA 03LR2.3000-060 6 6 30 - 70
KTA 03LR2.1200-080 8 8 12 26 80
KTA 03LR2.3000-080 8 8 30 - 100

KTA 03LR2.6000-200 20 20 60 - 120

HC = Carbide coated H
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KONRAD A[\[/E:4

Solid carbide roughing end-mill

KTA O3LR3

3 flutes, long design

SOLID CARBIDE TOOLS

HA
o
L 45°) | 34 )
S—
Ultra micro
granulation
-
;\
N J D

Shank DIN 6535HA

KTA 03LR3.5000-120 12 12 50 110
KTA 03LR3.4200-160 16 16 42 100
KTA 03LR3.4500-180 18 20 45 100

KTA 03LR3.5500-200

h10

20

20

55

160

HC = Carbide coated




KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide roughing end-mill

KTA 03LR4 )
3 flutes, long design, with neck
HA |
- T N 45°) [ 3'41
S—
= = Ultra micro
granulation
-
|1 N J ‘\1
|
2
HC
Shank DIN 6535HA d d, , 1, |
h10 hé 5
=
*
KTA 03LR4.0700-050 L 2
*
KTA 03LR4.1000-080 *
*
KTA 03LR4.1400-120 *
*
KTA 03LR4.2200-200 20 20 22 52 120 *
HC = Carbide coated ﬂ
M
0 e




KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data Solid carbide end-mill

@ £ a 8 Cutting speed
So . ] o 3 3 V_ (m/min)
53 Structure of the material groups B g E s
g 5 and identification letters < § = £ 3 g
£n EZeE 2 & &
M X< o o =] -
125 428 P1 - -
190 639 P2
210 708 P3
190 639 P4
300 1013 P5
220 745 P6
annealed 175 591 P7
Low alloyed steel hardened and tempered 300 1013 P8
hardened and tempered 380 1282 P9
hardened and tempered 430 1477 P10
200 675 P11
300 1013 P12
400 1361 P13
Stainless steel ferritic / martensitic, annealed 200 675 P14
martensitic, hardened and tempered 330 1114 P15
200 675 M1
300 1013 M2
230 778 M3
Malleable cast iron ferrltl.c. 200 675 KL
pearlitic 260 867 K2
180 602 K3
245 825 K4
Cast iron with nodular ferritic 155 518 K5
graphite pearlitic 265 885 K6
Aluminium alloys not heat treatable 30 - N1 1,9
long chipping heat treatable, heat treated 100 343 N2 18
75 260 N3 1,9

90 314 N4 1,7 170 - 265 - 360170 - 265 - 360
130 447 N5 1,6
Magnesium alloys 70 250 N6 1,8
100 343 N7 1,2
90 314 N8 1,1 100-175-250100 - 175 - 250
110 382 N9 11
300 1013 N0 07
Lead alloys (without abrasive filling material) - - N11 1,9
Duroplastic (without abrasive filling material) - - N12 1,9 120-185-250120 - 185 - 250
Non-ferrous materlals Plastic glas fibre reinforced GFRP - - N13 1,0
Plastic carbon fibre reinforced CFRP - - N14 10
Plastic aramid fibre reinforced KTRP - - N15 1,0
Graphite (tech.) 80 Shore - N16
200 675 S1
280 943 S2
250 839 S3
350 177 S4
320 1076 S5

Pure titan 200 675 S6
Titanium alloys a- and B-alloys, heat treated 375 1262 S7
B-alloys 410 1396 S8
300 1013 S9
Molybdan alloys 300 1013 S10
50 HRC - H1
55 HRC - H2
60 HRC - H3
Hardened cast iron hardened 55 HRC - H4 - -

The recommended cutting data are only approximate values. It may be necessary to adjust them to each individual machining application.



KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

For the following feed tables the values must be corrected depending on the material being machined in line
with the correction factor.

An example using a cutter with @ 6 mm is detailed:

TiAIN
VC
[m/min]

Strength

1SO Material [N/mm2 - HB]

Correction factor

Free cutting steel < 800 N/mm? 1,2 100 - 150

Q
o

2 0,008 0,006 0,006

Alloyed case hardened steel < 1000 N/mm?

0,016 0,011 0,013

Tempering steel, non alloyed < 1000 N/mm?

Tempering steel, alloyed < 1300 N/mm? @ 60 - 80

For case-hardening alloy steel the feed value from the table is valid: Kf (f)) = 1 (according to 100 %) f, = 0,024
For heat treatable steel alloys < 1300 N/'mm? the feed value from the table is reduced by 20 %.
Kf (fz) = 0,8 (according to 80%) fz = 0,019

91
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KONRAD 4IS[[EEY

Recommended cutting data feed tables

Feed per tooth with radial depth of cut from 0,2 — 0,3 mm

ad, Correction factor
[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5

0,008 0,006 0,006 0,007 0,009 0,010 0,012

4 0,016 0,011 0,013 0,014 0,018 0,019 0,024

0,024 0,017 0,019 0,022 0,026 0,029 0,036

10 0,040 0,028 0,032 0,036 0,044 0,048 0,060

14 0,056 0,039 0,045 0,050 0,062 0,067 0,084

18 0,072 0,050 0,058 0,065 0,079 0,086 0,108

25 0,100 0,070 0,080 0,090 0,110 0,120 0,150

1,6

0,013

0,026

0,038

0,064

0,090

0,115

0,160

1,8

0,014

0,029

0,043

0,072

0,101

0,130

0,180

1,9

0,015

0,030

0,046

0,076

0,106

0,137

0,190

Feed per tooth with radial depth of cut of 10 % of the cutter (o d,)

ad, Correction factor
[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5

0,008 0,006 0,006 0,007 0,009 0,010 0,012

4 0,014 0,010 0,011 0,013 0,015 0,017 0,021

0,020 0,014 0,016 0,018 0,022 0,024 0,030

10 0,033 0,023 0,026 0,030 0,036 0,040 0,050

14 0,047 0,033 0,038 0,042 0,052 0,056 0,071

18 0,060 0,042 0,048 0,054 0,066 0,072 0,090

25 0,083 0,058 0,066 0,075 0,091 0,100 0,125

1,6

0,013

0,022

0,032

0,053

0,075

0,096

0,133

1,8

0,014

0,025

0,036

0,059

0,085

0,108

0,149

1,9

0,015

0,027

0,038

0,063

0,089

0,114

0,158

Attention: Take the correction factor from the table “Cutting speeds™.

Correction factor -> 1,1 with ap = 1x d1 -> ,2 with ap = ,5 x d1

SOLID CARBIDE TOOLS -
TECHNICAL DATA

1,5xd,
>

p

a

[«

a,=0,2-0,3 mm

1,5xd,

P

a

a,=0,10x d,
-~



KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

Feed per tooth with radial depth of cut of 20 % of the cutter (o d1)

a2d

[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5 1,6 1,8 1,9 gd,

Correction factor

0,005 0,003 0,004 0,004 0,005 0,006 0,007 0,008 0,009 0,009

4 0,010 0,007 0,008 0,009 0,011 0,012 0,015 0,016 0,018 0,019

=
0,015 0,010 0,012 0,013 0,016 0,018 0,022 0,024 0,027 0,028 - \
©
x
©
10 0,025 0,017 0,020 0,022 0,027 0,030 0,037 0,040 0,045 0,047 1:,“
Y
14 0,035 0,024 0,028 0,031 0,038 0,042 0,052 0,056 0,063 0,066
a,=0,20 x d,
18 0,045 0,031 0,036 0,040 0,049 0,054 0,067 0,072 0,081 0,085
25 0,063 0,044 0,050 0,056 0,069 0,075 0,094 0,100 0,113 0,119
Feed per tooth with radial depth of cut of 40 % of the cutter (o d,)
ad, Correction factor
[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5 1,6 1,8 1,9 ad,
0,004 0,002 0,003 0,003 0,004 0,004 0,006 0,006 0,007 0,007
4 0,008 0,005 0,006 0,007 0,008 0,009 0,012 0,012 0,014 0,015
=
0,012 0,008 0,009 0,010 0,013 0,014 0,018 0,019 0,021 0,022 . \
©
x
©
10 0,020 0,014 0,016 0,018 0,022 0,024 0,030 0,032 0,036 0,038 2,“
Y
14 0,028 0,019 0,022 0,025 0,030 0,033 0,042 0,044 0,050 0,053
a,=0,40 x d,

18 0,036 0,025 0,028 0,032 0,039 0,043 0,054 0,057 0,064 0,068

25 0,050 0,035 0,040 0,045 0,055 0,060 0,075 0,080 0,090 0,095

Attention: Take the correction factor from the table “Cutting speeds™.
Correction factor -> 1,1 with ap = 1x d1 -> ,2 with ap = ,5 x d1
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KONRAD

yTOOLS /

Recommended cutting data feed tables

Feed per tooth with radial depth of cut of 60 % of the cutter (2 d,)

@d
[mm]

4

10

14

18

25

0,003

0,006

0,009

0,016

0,022

0,029

0,040

0,7

0,002

0,004

0,006

0,011

0,015

0,020

0,028

0,8

0,002

0,005

0,007

0,013

0,018

0,023

0,032

0,9

0,002

0,005

0,008

0,014

0,020

0,026

0,036

Correction factor

1,1

0,003

0,007

0,010

0,017

0,025

0,032

0,045

1,2

0,003

0,007

0,011

0,019

0,027

0,035

0,049

1,5

0,004

0,009

0,014

0,024

0,034

0,043

0,061

1,6

0,005

0,010

0,015

0,026

0,036

0,046

0,065

1,8

0,005

0,011

0,017

0,029

0,040

0,052

0,073

1,9

0,006

0,012

0,018

0,030

0,043

0,055

0,077

Feed per tooth with radial depth of cut of 80 % of the cutter (2 d,)

@d
[mm]

4

10

14

18

25

0,002

0,005

0,007

0,012

0,017

0,022

0,031

0,7

0,001

0,003

0,005

0,008

0,012

0,015

0,022

0,8

0,002

0,004

0,006

0,010

0,014

0,018

0,025

0,9

0,002

0,004

0,006

0,011

0,015

0,020

0,028

Correction factor

1,1

0,002

0,005

0,008

0,013

0,019

0,024

0,034

1,2

0,003

0,006

0,009

0,015

0,021

0,027

0,037

1,5

0,003

0,007

0,011

0,018

0,026

0,033

0,047

1,6

0,004

0,008

0,012

0,020

0,028

0,036

0,050

1,8

0,004

0,009

0,013

0,022

0,031

0,040

0,056

1,9

0,004

0,009

0,014

0,023

0,033

0,042

0,059

Attention:

Take the correction factor from the table “Cutting speeds”.

Correction factor -> 1,1 with ap = 1x d1 -> ,2 with ap = ,5 x d1

SOLID CARBIDE TOOLS -

TECHNICAL

DATA

a,=0,60 x d,

@d,

A

1,5xd

—
o

Y

a

a,=0,80 xd,

>
I I




KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

Feed per tooth when full slot milling ap =0,5 x d,

ad Correction factor
[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5 1,6 1,8 1,9

0,004 0,002 0,003 0,003 0,004 0,004 0,006 0,006 0,007 0,007

4 0,009 0,006 0,007 0,008 0,009 0,010 0,013 0,014 0,016 0,017

0,013 0,009 0,010 0,011 0,014 0,015 0,019 0,020 0,023 0,024

10 0,022 0,015 0,017 0,019 0,024 0,026 0,033 0,035 0,039 0,041

14 0,032 0,022 0,025 0,028 0,035 0,038 0,048 0,051 0,057 0,060

18 0,042 0,029 0,033 0,037 0,046 0,050 0,063 0,067

25 0,056 0,039 0,044 0,050 0,061 0,067 0,084 0,089 0,100 0,106

Feed per tooth when full slot milling ap =1 x 1

ad Correction factor
[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5 1,6 1,8 1,9

0,003 0,002 0,002 0,002 0,003 0,003 0,004 0,004 0,005 0,005

4 0,006 0,004 0,005 0,005 0,006 0,007 0,009 0,009 0,011 0,011

0,008 0,006 0,007 0,008 0,009 0,010 0,013 0,014 0,015 0,016

10 0,014 0,010 0,011 0,013 0,016 0,017 0,021 0,023 0,026 0,027

14 0,021 0,015 0,017 0,019 0,023 0,025 0,031 0,033 0,037 0,040

18 0,027 0,019 0,022 0,025 0,030 0,033 0,041 0,044 0,049 0,052

25 0,036 0,025 0,029 0,033 0,040 0,044 0,055 0,058 0,066 0,069

Attention: Feed rates are reduced by 10-20% for uncoated tools.
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KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

Feed rates for ball nosed- and High feed cutters

Ball nose end milling Ball nose end milling

Ball nose cutter for mold  Torus end milling cutters  Torus end milling cutters
cutters cutters

and die production

1 1 1 1
o o
X i&\ X
+ + +
& & 4
[rr?rln ] fz [mm] fz [mm] fz [mm] fz [mm] > fz [mm]

25 0,240 0,220 0,140 0,160 0,200




KTAL

ESPECIALLY FOR GRAPHITE MACHINING

The hard coating ensures excellent wear resistance
and long tool life, the ultra-fine diamond coating
leaves an outstanding surface finish.
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KONRAD

E

KTAD 02M / KTAD 02M.R

2 flutes, mini design, with corner radius

o

SOLID CARBIDE TOOLS

-
[
l PAGE

~

104111

& 2/

. R J/
. 30°)

o
© _
_ _ _ < -
o
| o N Y R — Y
1 'a N [ Y
AWA Ultra micro
I, v,/ granulation
. J J
Only for graphite machining
HC
Shank DIN 6535HA d d, d | 1 I R

KTAD 02M.0050-003

KTAD 02M.0070-005AR0,05

KTAD 02M.0090-006AR0,05

KTAD 02M.0120-008AR0,05

KTAD 02M.0150-010AR0,1

KTAD 02M.0150-010CRO,1

-
o
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N
w

KTAD 02M.0220-015BR0,15
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o
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©
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KTAD 02M.0300-030DR0,2

KTAD 02M.0400-040AR0,2

o
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KTAD 02M.0500-050BR0,3
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

Only for graphite machining

\ HC
[

Shank DIN 6535HA d d, d, I, I, 1 R 2
-0,02 hé g

.

' KTAD 02M.0600-060BR0,3 6,0 6 5,90 6,0 40,0 90 0,30 e
.

KTAD 02M.0600-060DR0,3 6,0 6 5,90 6,0 60,0 100 0,30 .

HC = Carbide coated

LHIT
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

KTAD 02L )
2 flutes, long design
HA |
N 30°)
S—
Ultra micro
granulation
-
N J ‘\)
AVAVA

Only for graphite machining

I
(3]

Shank DIN 6535HA d d, d

L 2R 2R 2K 2R 2K 2R 2R 2R 2R 2R 2R 2R 2R 2K 2R 2K 2R 2R 2R Jik{cl.\:y)

KTAD 02L.5500-120 12,0 12 11,40 55 80 150

HC = Carbide coated ﬂ
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide ball-nose end-mill

KTAD 02MB (&
2 flutes, mini design lpAGE
HA [ 104111

-
w
JO
°

.

R 'c? L 2 J
- Ultra micro
granulation
. <<
oy -
A B —p
F 1 ;\

4 . J
—J'Z {AVA

~

Only for graphite machining

HC

[

Shank DIN 6535HA d d, d, I, I, I R 2
-0,02 he 0,01 )

a

*

KTAD 02MB.0030-003A 0,3 3 - 0,3 - 40 0,15 *
*

KTAD 02MB.0050-005A 0,5 3 0,45 0,5 2,5 40 0,25 *
*

.
*

.
*

.
*

KTAD 02MB.0120-012A 1,2 3 1,15 1,2 6,0 50 0,60 *
*

KTAD 02MB.0150-015A 1,5 3 1,40 1,5 7,5 50 0,75 *
*

.
*

.
¢

.
*

KTAD 02MB.0300-030C 3,0 4 2,90 3,0 20,0 65 1,50 *
*

KTAD 02MB.0300-030E 3,0 4 2,90 3,0 30,0 75 1,50 *
*

.
*

.
*

KTAD 02MB.0500-050C 5,0 6 4,90 5,0 40,0 90 2,50 *
*
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KUNRAD‘M SOLID CARBIDE TOOLS

Solid carbide ball-nose end-mill

Only for graphite machining

HC

N

Shank DIN 6535HA d d, d, 1, I, I R g
-0,02 h6 0,01 o

[52d

[=]

KTAD 02MB.0600-060A 6,0 6 5,90 6,0 30,0 75 3,00 *
KTAD 02MB.0600-060B 6.0 6 5,90 6,0 40,0 90 3,00 4
KTAD 02MB.0600-060C 6,0 6 5,90 6,0 50,0 90 3,00 .
KTAD 02MB.0600-060D 6.0 6 5,90 6,0 60,0 100 3,00 *

HC = Carbide coated

Eolz~ Ko
[ ]
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

KTAD 03S.R

°
3 flutes, short design, with corner radius lPAGE
104-111 |

R J
40°)

Ultra micro
granulation
J
Only for graphite machining
\ HC
I
Shank DIN 6535HA d d, , | R 2
(V]
@
[a]
*
KTAD 03S.1200-030R0,15 *
*
KTAD 03S.1600-050R0,3 *
*
KTAD 03S.2000-080R0,5 *
*
KTAD 03S.2500-120R0,5 12 12 25 75 0,50 L 2
HC = Carbide coated ﬂ
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KDNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

KTAD
D3G-AB2 coating for graphite machining

24, z fz n 15000 min1 n 25000 min1 n 30000 min1 n 45000 min1 Roughing
[mm] [mm] vf [mm/min.] vf[mm/min.] vf[mm/min.] vf[mm/min.]

’ 6,0 2 0,071 2130 3550 4260 6390 ‘

@d, z fz n 15000 min1 n 25000 min1 n 30000 min1 n 45000 min1 Roughing
[mm] [mm] vf [mm/min.] vf[mm/min.] vf[mm/min.] vf[mm/min.]

6,0 2 0,055 1650 2750 3300 4950
Attention: These cutting data are recommendations only.
t specific cir such as hine power, stability, tool overhang etc. are not taken into conside-
ration.
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KDNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

KTAD
D3G-AB2 coating for graphite machining

z fz n 15000 min1 n 25000 min1 n 30000 min1 n 45000 min1
[mm] [mm] vf [mm/min.] vf[mm/min.] vf[mm/min.] vf[mm/min.]

’ 6,0 2 0,080 2400 4000 4800 7200 ‘
2d, z fz n 15000 min1 n 25000 min1 n 30000 min1 n 45000 min1 Finishing
[mm] [mm] vf [mm/min.] vf[mm/min.] vf[mm/min.] vf[mm/min.]

6,0 2 0,080 2400 4000 4800 7200
Attention: These cutting data are recommendations only.
t specific cir such as hine power, stability, tool overhang etc. are not taken into conside-
ration.
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KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

KTAD
D3G-AB2 coating for graphite machining

2d z fz n 15000 min1 n 25000 min1 n 30000 min1 n 45000 min1 Roughing

[mm] [mm] vf [mm/min.] vf[mm/min.] vf[mm/min.] vf[mm/min.]

12,0 2 0,080 2400 4000 4800 7200
24, z fz n 15000 min1 n 25000 min1 n 30000 min1 n 45000 min1 Roughing
[mm] [mm] vf [mm/min.] vf[mm/min.] vf[mm/min.] vf[mm/min.]

12,0 2 0,060 1800 3000 3600 5400
Attention: These cutting data are recommendations only.
t specific cir such as hine power, stability, tool overhang etc. are not taken into conside-
ration.
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KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

KTAD
D3G-AB2 coating for graphite machining

2d z fz n 15000 min1 n 25000 min1 n 30000 min1 n 45000 min1 Finishing
[mm] [mm] vf [mm/min.] vf[mm/min.] vf[mm/min.] vf[mm/min.]

12,0 2 0,080 2400 4000 4800 7200
24, z fz n 15000 min1 n 25000 min1 n 30000 min1 n 45000 min1 Finishing
[mm] [mm] vf [mm/min.] vf[mm/min.] vf[mm/min.] vf[mm/min.]

12,0 2 0,080 2400 4000 4800 7200
Attention: These cutting data are recommendations only.
t specific cir such as hine power, stability, tool overhang etc. are not taken into conside-
ration.
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KDNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

KTAD
D3G-AB2 coating for graphite machining

2d, z fz n 15000 min1 n 25000 min1 n 30000 min1 n 45000 min1 Roughing
[mm] [mm] vf [mm/min.] vf[mm/min.] vf[mm/min.] vf[mm/min.]

=

6,0 2 0,055 1650 2750 3300 4950
24, z fz n 15000 min1 n 25000 min1 n 30000 min1 n 45000 min1 Roughing
[mm] [mm] vf [mm/min.] vf[mm/min.] vf[mm/min.] vf[mm/min.]

6,0 2 0,043 1290 2150 2580 3870
Attention: These cutting data are recommendations only.
t specific cir such as hine power, stability, tool overhang etc. are not taken into conside-

ration.
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KDNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

KTAD
D3G-AB2 coating for graphite machining

2d, z fz n 15000 min1 125000 min1 n 30000 min1 n 45000 min1 Finishing
[mm] [mm] vf [mm/min.] vf[mm/min.] vf[mm/min.] vf[mm/min.]

6,0 2 0,063 1890 3150 3780 5670
24, z fz n 15000 min1 n 25000 min1 n 30000 min1 n 45000 min1 Finishing
[mm] [mm] vf [mm/min.] vf[mm/min.] vf[mm/min.] vf[mm/min.] E
6,0 2 0,063 1890 3150 3780 5670
Attention: These cutting data are recommendations only.
t specific cir such as hine power, stability, tool overhang etc. are not taken into conside-
ration.

109



KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

KTAD
D3G-AB2 coating for graphite machining

2d z fz n 10000 min1 n 15000 min1 n 20000 min1 n 30000 min1 Roughing

[mm] [mm] vf [mm/min.] vf[mm/min.] vf[mm/min.] vf[mm/min.]

12,0 3 0,141 4230 6345 8460 12690
2d, z fz n 10000 min1 n 15000 min1 n 20000 min1 n 30000 min1 Roughing
[mm] [mm] vf [mm/min.] vf[mm/min.] vf[mm/min.] vf[mm/min.]

12,0 3 0,109 3270 4905 6540 9810
Attention: These cutting data are recommendations only.
t specific cir such as hine power, stability, tool overhang etc. are not taken into conside-
ration.
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KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

KTAD
D3G-AB2 coating for graphite machining

2d, z fz n 10000 min1 n 15000 min1 n 20000 min1 n 30000 min1 Finishing
[mm] [mm] vf [mm/min.] vf[mm/min.] vf[mm/min.] vf[mm/min.]

12,0 3 0,160 4800 7200 9600 14400
ad, z fz n 10000 min1 n 15000 min1 n 20000 min1 n 30000 min1
[mm] [mm] vf [mm/min.] vf[mm/min.] vf[mm/min.] vf[mm/min.]

12,0 3 0,160 4800 7200 9600 14400
Attention: These cutting data are recommendations only.
t specific cir such as hine power, stability, tool overhang etc. are not taken into conside-
ration.
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KONRAD 4i[i[EY
KTS

IDEAL FOR HIGH SPEED MACHINING OF
EXOTIC MATERIALS (TITANIUM, INCONEL)
AND STAINLESS STEELS.

Tools for Aerospace Industry, Energy & Power generation.
For Roughing and Semi-finishing for universal use, also
for Finishing

difficult-to-machine materials.

The special coating achieves higher wear resistance,
better oxidation resistance and higher thermal stability.



KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

~N

KTS 04S.R )

(o
4 flutes, short design, with corner radius l Pace
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| Ultra micro
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KTS 04S.1300-060R1,0

(o2}
w
-
o

KTS 04S.1900-080R1,0

KTS 04S.1900-080R2,0

©
[$]
w

KTS 04S.2200-100R1,0

N
o o ®
N 2 »
> =)
© © N
) N G
N N —
N
w w N
)
~ ~ o
N
N = N
=) =} =)

N
o
[S)
N
S
N

KTS 04S.2200-100R2,0

KTS 04S.2600-120R1,0

w
[&]
[or]
w
-
o

N
o
w
o
©
w
N
o
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KONRAD A[\[/E:4

SOLID CARBIDE TOOLS

HC

N

Shank DIN 6535HA d d, d, I, 1, I R P
-0,03 hé fa)

~N

w

KTS 045.5500-250R1,5 25 25,0 24,0 55 70 130 1,5 .
*

KTS 04S.5500-250R3,0 *
*

HC = Carbide coated




KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

J

KTS 0551 [ ®
5 flutes, short design l

PAGE
121-126 |

|
l' ' ®
45° L . 5) 45°)

=
IS Multi

~

S—
Ultra micro
granulation

-
HC
N
Shank DIN 6535HA d d, 1, I Fase 4
=)
N
w
*
KTS 05S1.1200-080 0,2x45° *
*
KTS 05S1.1600-120 , 0,35x45° *
*
KTS 05S1.2600-200 0,5x45° *
*

HC = Carbide coated E o
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

KTS 05S2.R 1( )

°
5 flutes, short design with corner radius l PAce

121126
-

w '

L Multi )

S—
Ultra micro
granulation

HC
N
Shank DIN 6535HA d d, 1, I R 4
a
~N
w
.
KTS 0552.1200-080R0,5 *
*
KTS 0552.1600-120R0,5 *
.
KTS 0552.2600-200R1,0 *
*

HC = Carbide coated E o
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KONRAD A[\[/E:4

Solid carbide end-mill

KTS 05S3

5 flutes, long design

SOLID CARBIDE TOOLS

o
l PAGE
HA

121-126 |

|
' '\
5 45°)

4_5"\‘ L
» .
L SO Ml
S—
Ultra micro
granulation
-
HC
N
Shank DIN 6535HA d Fase 4
=)
N
w
*
KTS 05S3.1900-080 0,2x45° *
*
KTS 05S3.2600-120 0,35x45° *
*
KTS 05S3.4400-200 0,5x45° *
*

HC = Carbide coated
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

KTS 05S4.R )

5 flutes, long design with corner radius

~
J

PAGE
. 121-126

~
o
-

-
A

=

L Multi )

-t -

)
Ultra micro
granulation

|

Shank DIN 6535HA d d, 1
0,03 hé

KTS 05S4.1300-060R0,5 6 6,0

N
@
o
~

o
o

121

KTS 05S4.5400-250R2,5

N
(&3]
N
o
[=)
4l
>
N
&l

o

o

*

*

*

KTS 05S4.1900-080R0,5 8 8,0 19 63 0,5 *
*

.
*

.
*

.
*

KTS 05S4.2600-120R0,5 12 12,0 26 83 0,5 *
*

KTS 05S4.2600-120R1,5 12 12,0 26 83 1,5 *
*

.
*

.
*

.
*

KTS 05S4.3600-160R3,0 16 16,0 36 92 3,0 *
*

KTS 05S4.4400-200R1,0 20 20,0 44 104 1,0 *
*

.
*

.
*

.
*

KTS 05S4.5400-250R1,5 25 25,0 54 121 1,5 *
<

*

I
o




KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

HC
N
Shank DIN 6535HA d d, 1, 1 R b
o)
~N
w
*
KTS 0554.5400-250R4,0 *
*
HC = Carbide coated ﬁ
0
M °
B o
E °

119



KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide roughing end-mill

KTS 05L.R

5 flutes, long design with corner radius
121-126 |

e
o

l PAGE

—_

Ay, gy, \ 3
1 40°)
0
Ultra micro
granulation

-
HC
Shank DIN 6535HA d d, 1, I R >
h10 hé b=
Z
*
KTS 05L.1600-080R0,2 *
*
KTS 05L.2600-120R0,3 *
*
KTS 05L.3200-160R0,3 *
*
KTS 05L.4500-250R0,3 25 25,0 45 121 0,3 *

HC = Carbide coated E

M )
E )
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KONRAD 4IS[[EEY

Recommended cutting data feed tables

SOLID CARBIDE TOOLS -
TECHNICAL DATA

d RPM
(mm) (Ulmin)

Side cutting

Aplxd/Ae0,4xd
Ve =128 - 160 - 192 m/min

Fz

(mmvZahn)

0,035

0,053

0,063

Carbon steel

< 300 Brinell

1.1191 (C45) « 1.0726 (35 S 20) « 1.0715 (9 SMn 28) » 1.0718 (9 SMnPb 28)

Slotting
Aplxd/Aelxd
Vc =100 - 125 - 150 m/min
FEED

(mm/min)

FEED RPM Fz

(mm/min) (U/min) (mm/Zahn)

891 4974 0,034
900 0,049 650

802 0,063 627

Carbon steel

> 300 / < 380 Brinell
1.2330 (35 CrMo 4) * 1.6565 (40NiCrMo6) « 1.7033 (34Cr4) « 1.6523 (21 NiCrMo2)
Side cutting Slotting
Aplxd/Ae0,4xd Aplxd/Aelxd
Vc =120 - 150 - 180 m/min

FEED RPM Fz
(mmmin) (Uimin)

Ve =96 - 120 - 144 m/min
FEED

(mm/min)

RPM Fz

(Ulmin) (mm/zahn) (mm/Zahn)

5968 0,035

0,049 780 3183 0,049

0,063 752 0,063

25 2037 0,084 684 1592 0,084 535 1910 0,084 642 1528 0,077 471
> 2d < Ae=o 3 od Ae=0o
2 b %
Tool steels Cast iron
> 380 Brinell < 280 Brinell

d RPM
(mm) (Ulmin)

1.2363 (X100 CrMoV 5 1) » 1.2379 (X155 CrvMo 12 1)
«1.2344 (X40 CrMoV 5 1) « 1.3243 (S 6-5-2-5)

Side cutting

Aplxd/Ae0,4xd
Ve =120 - 150 - 180 m/min

Fz
(mm/Zahn)

0,035

0,053

0,067

Slotting
Aplxd/Aelxd
Ve =96 - 120 - 144 m/min
FEED

(mmymin)

FEED RPM Fz

(mmVmin) (Ulmin) (mmv/Zahn)

836 4775 0,035 668

844 3183 0,053

800 2387 0,063

0.6020 (GG20) * 0.8145 (GTS-45-06) » 0.7060 (GGG-60)

Side cutting Slotting

Aplxd/Ae0,4xd Aplxd/Aelxd
Ve =140 - 175 - 210 m/min

FEED RPM Fz
(mm/min) (Ulmin)

Ve =112 - 140 - 168 m/min
FEED

(mmy/min)

RPM Fz

(Ulmin) (mm/Zahn) (mm/Zahn)

780

4642 0,042 3714 0,042

3482 0,053 2785 0,053

25 1910 0,084 642 1528 0,084 513 2228 0,07 624 1783 0,067 478
ad 3 2 Ae=0

B

The recommended cutting data are only approximate values. It may be necessary to adjust them to each individual machining application. Finish cuts typically require reduced
feed rates and/or higher spindle speed, with radial width of 2% x d1 or less. Reduce speed and feed recommendations for materials harder than listed.




SOLID CARBIDE TOOLS -
TECHNICAL DATA

KONRAD 4IS[[EEY

Recommended cutting data feed tables

Stainless steel 300 Stainless steel 400

1.4301(X5 CrNi 18 10) » 1.4436(X3 CrNiMo 17 13 3) + 1.4306(X2 CrNi 19 11)

+1.4435(X2 CrNiMo 18 14 3) 1.4005(X12 CrS 13) » 1.4104(X14 CrMoS 17)

Side cutting Slotting Side cutting Slotting

Aplxd/Ae0,4xd Aplxd/Aelxd Aplxd/Ae0,4xd Aplxd/Aelxd

Ve =84 - 105 - 126 m/min

d RPM Fz
(mm) (Ulmin)

Vc =68 -85 - 102 m/min Ve =124 - 155 - 186 m/min Ve =100 - 125 - 150 m/min

FEED

(mm/Zahn) (mm/min)

FEED RPM Fz
(mm/Zahn) (mmy/min) (Ulmin)

FEED RPM Fz
(mm/Zahn) (mmimin) (Ulmin)

FEED RPM Fz
(mmvzahn) (mmmin) (Ulmin)

0,034 572 3382 0,034 463 0,046 1125 4974 0,046

2785 0,048 529 2255 0,048 428 0,067 1094 3316 0,067
2089 0,062 516 0,062 418 0,086 1055 2487 0,081
25 1337 0,081 432 1082 0,081 350 1974 0,114 900 1592 0,105 665
od Ae=0 o4 Ae=o
2
E ‘% E
2 2
Ae Ae

Stainless steel PH Titanium

1.4594(27 CNU 1505) TiBAI4V « TiI5AI5V5Mo  Ti7Al4Mo

Side cutting Slotting Side cutting Slotting

Aplxd/Ae0,4xd Aplxd/Aelxd Aplxd/Ae0,4xd Aplxd/Aelxd

Vc =35 - 44 - 53 m/min
d RPM Fz

(mm) (U/min)

Ve =29 - 36 - 43 m/min Vc =56 - 70 - 84 m/min Vc =44 - 55 - 66 m/min

FEED

(mm/Zahn) (mm/min)

FEED RPM Fz

(mm/Zahn) (mm/min) (U/min)

FEED RPM Fz

(mm/Zahn) (mm/min) (U/min)

FEED RPM Fz
(mm/Zahn) (mm/min) (U/min)

146

1432

2785

0,048

123

494

476

2188

1459

1094

0,046

25 560 0,052 117 458 0,052 96 891 0,114 406 700 0,105 293

The recommended cutting data are only approximate values. It may be necessary to adjust them to each individual machining application. Finish cuts typically require reduced
feed rates and/or higher spindle speed, with radial width of 2% x d1 or less. Reduce speed and feed recommendations for materials harder than listed.
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KONRAD 4i[si[EY SOLID CARBIDE TOOLS -
TECHNICAL DATA

Recommended cutting data feed tables

High Temperature Alloys
RENE * INCONEL * WASPALOY « HASTELLOY
Side cutting Slotting
Ap 0,6 xd/Ae0,3xd Ap0,4xd/Aelxd
Ve =26 - 32 - 38 m/min Ve =20 - 55 - 30 m/min
d RPM Fz FEED RPM Fz FEED
(mm) (Ulmin) (mmv/Zahn) (mmymin) (U/min) (mmvZahn) (mmvmin)

25 407 0,065 106 318 0,055 70

The recommended cutting data are only approximate values. It may be necessary to adjust them to each individual machining application. Finish cuts typically require reduced
feed rates and/or higher spindle speed, with radial width of 2% x d1 or less. Reduce speed and feed recommendations for materials harder than listed.
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KONRAD 4IS[[EEY

Recommended cutting data feed tables

SOLID CARBIDE TOOLS -

TECHNICAL DATA

Carbon steel

< 300 Brinell

1.1191 (C45)
+1.0726 (35 S 20)
+1.0715 (9 SMn 28)
+1.0718 (9 SMnPb 28)

Side cutting
Ap1,5xd/Ae0,3xd
Vc =115 - 144 - 173 m/min
FEED

(mmv/min)

RPM Fz
(Ulmin) (mmvZahn)

5730 0,038 1089

Carbon steel

> 300 / < 380 Brinell

1.2330 (35 CrMo 4)
+ 1.6565 (40NiCrMo6)
+1.7033 (34Cr4)
«1.6523 (21 NiCrMo2)

Side cutting
Ap15xd/Ae0,3xd
Vc =81-101- 121 m/min

RPM Fz
(Ulmin) (mmizahn)

4019 0,038 764 2387 0,027 322 4218

FEED

(mmy/min)

Tool steels

> 380 Brinell

1.2363 (X100 CrMoV 5 1)
+1.2379 (X155 CrvMo 12 1)
+ 1.2344 (X40 CrMoV 5 1)
+1.3243 (S 6-5-2-5)

Side cutting
Ap15xd/Ae0,3xd
Vc =48 -60 - 72 m/min
FEED

(mmymin)

RPM Fz
(Ulmin) (mmv/Zahn)

RPM Fz
(Ulmin) (mmv/Zahn)

Cast iron

< 260 Brinell

0.6020 (GG20)
0.8145 (GTS-45-06)
0.7060 (GGG-60)

Side cutting
Ap15xd/Ae0,3xd
Vc =85 - 106 - 127 m/min
FEED

(mmy/min)

0,048 1012

3820 0,063 1203 0,079

2679 0,063 844 1592 0,044 350 2812

2865 0,076 1089 0,096 1012

2009 0,076 764 1194 0,054 322 2109

2292 0,089 1020

1607 0,089 715 955 0,062 296 1687 0,111 936

(mm)

£ g 2 2
Ae Ae Ae Ae

Stainless steel 300 Stainless steel 400 Stainless steel PH Titanium

1.4301(X5 CrNi 18 10) TiGAIY
« 1.4436(X3 CrNiMo 17 13 3) 1.4005(X12 CrS 13) -

+ 1.4306(X2 CrNi 19 11) 1.4104(X14 CrMoS 17) 1.4594(27 CNU 1505) .T'Ts’i’;zxa"ém
+ 1.4435(X2 CrNiMo 18 14 3)

Side cutting Side cutting Side cutting Side cutting

Ap15xd/Ae0,3xd
Vc =66 - 82 - 98 m/min

RPM Fz FEED
(Uimin) (mmizahn) (mmimin)

Ap15xd/Ae0,3xd
Ve =94 - 117 - 140 m/min
RPM Fz

(U/min) (mmy/Zahn)

FEED

(mm/min)

Ap15xd/Ae0,3xd
Ve =47 - 59 - 71 m/min
RPM Fz FEED

(U/min) (mmyZahn) (mm/min)

RPM Fz

Ap15xd/Ae0,3xd
Ve =55 - 69 - 83 m/min
FEED

(Ulmin) (mm/Zahn) (mmy/min)

8 | 3263 0,032 522 4655 0,025 582 2348 0,032 376 2745 0,029 308
2175 0,063 685 3104 0,046 714 1565 0,063 493 1830 0,057 522

1631 0,069 563 2328 0,054 628 1174 0,069 405 1373 0,062 426
1305 0,076 496 1862 0,061 568 939 0,076 357 1098 0,069 379

1 N ﬂi

The recommended cutting data are only approximate values. It may be necessary to adjust them to each individual machining application. Finish cuts typically require reduced
feed rates and/or higher spindle speed, with radial width of 2% x d1 or less. Reduce speed and feed recommendations for materials harder than listed.



JCLLEyTO0LS /

Recommended cutting data feed tables

(mm)

10
12
14
16
18
20
25

High Temperature Alloys

RENE
« INCONEL
* WASPALOY
* HASTELLOY

Side cutting

Ap15xd/Ae0,1xd

Ve =25 - 31 - 37 m/min

RPM
(U/min)

1645
1233
987
822
705
617
548
493
395

Fz

(mm/Zahn)

0,021
0,022
0,027
0,044
0,046
0,048
0,049
0,053
0,062

FEED
(mm/min)

173
136
133
181
162
148
134
131
122

SOLID CARBIDE TOOLS -
TECHNICAL DATA

The recommended cutting data are only approximate values. It may be necessary to adjust them to each individual machining application. Finish cuts typically require reduced
feed rates and/or higher spindle speed, with radial width of 2% x d1 or less. Reduce speed and feed recommendations for materials harder than listed.
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KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

Stainless steel 400 Titanium High Temperature Alloys
Ti6AI4V
1.4005(X12 CrS 13) .
1.4104(X14 CrMoS 17) Tﬁ?ﬁﬁ? Inconel
Side cutting Side cutting Side cutting
Ap:1,5xd Ap:1xd Ap1xd
Ae: Ae:
26 - 10: 0.15 x d 26 - 10: 0.15 x d X
012 - 16: 0,10 x d 012 - 916: 0,10 x d Ae:0,05xd
220 - 225: 0.05 x d 220 - 925: 0.05 x d
Vc =64 - 80 - 96 m/min Vc =52 - 65 - 78 m/min Vc =32 -40 - 48 m/min
d RPM Fz FEED RPM Fz FEED RPM Fz FEED
(mm) (U/min) (mm/Zahn) (mm/min) (U/min) (mm/Zahn) (mm/min) (U/min) (mm/Zahn) (mmV/min)

3183 0,034 541 0,031

2122 0,051 541 0,046

1592 0,063 501 0,058

1019 0,091

The recommended cutting data are only approximate values. It may be necessary to adjust them to each individual machining application. Finish cuts typically require reduced
feed rates and/or higher spindle speed, with radial width of 2% x d1 or less. Reduce speed and feed recommendations for materials harder than listed.
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KONRAD 4[[s[EY; SOLID CARBIDE TOOLS

KTT

EXCELLENT FOR MACHINING STEEL AND
HARDENED STEEL.

Not just for milling of alloy and non-alloy steel, but
also for hard steel (up to 50 HRC) as well as other
tough materials. Also suitable for dry machining.
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

KTT 02S
2 flutes, short design

&

JL Ql Ultra micro

granulation

-
A

HC
Shank DIN 6535HA d d, 1, 1 -
<
=
*
KTT 025.0800-030 45 *
*
.
*
o
*
o
*
.
*
»
.
KTT 028.4500-250 25 25 45 120 *
HC = Carbide coated ﬁ
M °
~
3
B o |

128



KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

KTT 02L

2 flutes, long design

&
)

Ultra micro
J L granulation

-
A

Shank DIN 6535HA d d, 1

KTT 02L.1200-030 50

KTT 02L.2000-050 5 6 20 60
KTT 02L.2500-080 8 8 25 70

KTT 02L.3000-120 12 12 30 90
KTT 02L.5000-160 16 16 50 110
KTT 02L.5500-200 20 20 55 110

HC = Carbide coated E P
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide ball-nose end-mill

KTT 02LB e ]
2 flutes, long design lpAGE

N 30°) L 2 )

)

' Ultra micro
_ 1 granulation
/ ~—

=
Y

Shank DIN 6535HA d d, 1

KTT 02LB.0800-030 60 1,5

KTT 02LB.1000-050 5 6 10 80 2,5
KTT 02LB.1400-080 8 8 14 100 4,0

KTT 02LB.2200-120 12 12 22 110 6,0
KTT 02LB.3000-160 16 16 30 140 8,0
KTT 02LB.3800-200 20 20 38 160 10,0

HC = Carbide coated E P
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

KTT 0451 )
4 flutes, short design
HA
\ 30°) L L4
JL QL Ultra r;wi;;ro
granulation
-

HC

Shank DIN 6535HA d d, 1, 1 -
-0,03 hé b

=

*

KTT 0451.0600-020B 2,0 40 *
*

¢
*

o
*

o
*

o
*

o
*

o
*

KTT 0451.4500-250 25,0 25 45 120 *
HC = Carbide coated ﬂ °
M °
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

KTT 04S2 )
4 flutes, short design
HB )
\ 30°) L L4
YRR
Jl !L Ultra micro
granulation
» =
N J U J
HC
Shank DIN 6535HB d d, 1, 1 -
<
=
*
KTT 04S2.0800-030 45 *
*
KTT 04S2.1300-050 5 6 13 50 *
*
KTT 04S2.1900-080 8 8 19 60 *
*
KTT 04S2.2600-120 12 12 26 75 *
*
KTT 0452.3200-160 16 16 32 100 *
*
KTT 04S52.3800-200 20 20 38 105 *
HC = Carbide coated ﬂ °
M [ J
o
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

KTT 04L1 )
4 flutes, long design
HA
\ 30°) L L4
f% ' T §
- S granuiason
—p
. J L J/
HC

Shank DIN 6535HA d d, 1

KTT 04L1.1200-030 50

KTT 04L1.2000-050 5 6 20 60
KTT 04L1.2500-080 8 8 25 70

KTT 04L1.3000-120 12 12 30 90
KTT 04L1.5000-160 16 16 50 110
KTT 04L1.5500-200 20 20 55 110

HC = Carbide coated E P
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

KTT 04L2
4 - 8 flutes, long design

Ultra micro
granulation
-
N J J
—= —
HC
Shank DIN 6535HA d d, 1, I z -
<
=
*
KTT 06L2.1300-060 57 6 *
*
KTT 06L2.2200-100 10 10 22 72 6 L 2
*
KTT 06L2.2600-140 14 14 26 83 6 *
*
KTT 08L2.3200-180 18 18 32 92 8 *
*
KTT 08L2.4400-250 25 25 44 104 8 *
HC = Carbide coated ﬂ °
M [}
Bl o |
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

KTT 06 XL )
6 flutes, extra long design
HA
R
- S granuiason
—F -
] .

Shank DIN 6535HA d d, 1

KTT 06XL.3600-080

KTT 06XL.5600-120

KTT 06XL.7600-200

HC = Carbide coated H °
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

KTT 06XL1

6 flutes, extra long design

L Ultra micro
granulation

~
-
'
-

Shank DIN 6535HB d d, 1

KTT 06XL1.3600-080

KTT 06XL1.5600-120

KTT 06XL1.7600-200

HC = Carbide coated E °

136



KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide roughing end-mill

KTT 03L3 )
3 - 5 flutes, long design
HB |
L 200/ L 3'5)
SN B | R
1 1 e
o _O“:
—p
. J J
1
HC
Shank DIN 6535HB d d, 1 | z

KTT 03L3.1300-050 57 3

KTT 03L3.1600-070 7 8 16 63 3
KTT 04L3.1900-090 9 10 19 72 4

KTT 04L3.2600-120 12 12 26 83 4
KTT 04L3.3200-160 16 16 32 92 4
KTT 04L3.3800-200 20 20 38 104 4

HC = Carbide coated ﬂ °
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KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data Solid carbide end-mill

@ < a s Cutting speed
T o @ ‘g" 3 e V_ (m/min)
T 5 Structure of the material groups 1 g 5 ‘c
20 . . . s ° o 2
S5 and identification letters £ e T £ 3
° = =
52 c°E2 & 8 e
125 428 P1 1,22 100 - 170 - 240
190 | 639 P2 12 | 100-170-240
210 708 P3 1,2 90 - 155 - 220
190 63 P4 12 | 100-170-240
300 1013 P5 1,0 60 - 100 - 140
220 745 P6 1,2
annealed 175 591 P7 1,2 90 - 145 - 200
Low alloyed steel hardened and tempered 300 1013 P8 1,0
W
v hardened and tempered 380 1282 P9 0,8 60 -90 - 120
hardened and tempered 430 1477 P10 0,8

200 675 P11 1,2 90 - 145 - 200

300 1013 P12 1,0

400 1361 P13 0,8 60 -85-110

200 675 P14 1,0

330 1114 P15 0,9 30-55-80

ferritic / martensitic, annealed
martensitic, hardened and tempered

Stainless steel

200 675 M1 1,0
300 1013 M2 09
230 778 M3 1,0
ferritic 200 675 K1
Malleable cast iron
pearlitic 260 867 K2
180 602 K3
245 825 K4
Cast iron with nodular ferritic 155 518 K5
graphite pearlitic 265 885 K6
200 675 K7
Aluminium alloys not heat treatable 30 - N1
long chipping heat treatable, heat treated 100 343 N2

75 260 N3
90 314 N4
130 447 N5
70 250 N6
100 343 N7
90 314 N8

Magnesium alloys

N

110 382 N9
300 1013 N10
Lead alloys (without abrasive filling material) - - N11
Duroplastic (without abrasive filling material) - - N12
Plastic glas fibre reinforced GFRP - - N13
Non-ferrous materials . : .
Plastic carbon fibre reinforced CFRP - - N14
Plastic aramid fibre reinforced KTRP - - N15
Graphite (tech.) 80 Shore - N16 -]

200 675 S1
280 943 S2
250 839 S3
350 177 S4
S 320 1076 S5
Pure titan 200 675 S6

Titanium alloys a- and B-alloys, heat treated 375 1262 S7
B-alloys 410 1396 S8

300 1013 S9
Molybdan alloys 300 1013 S$10

50 HRC - H1 0,7
H 85HRC - | H2 07
60 HRC - H3 1,1
Hardened cast iron hardened 55 HRC - H4 0,7 20-70-120
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KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

<40 HRC
Feed per tooth with radial depth of cut from 0,2 — 0,3 mm

a2d

[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5 1,6 1,8 1,9 @d,

0,008 0,006 0,006 0,007 0,009 0,010 0,012 0,013 0,014 0,015

Correction factor

4 0,016 0,011 0,013 0,014 0,018 0,019 0,024 0,026 0,029 0,030 Iy
5
X
w
0,024 0,017 0,019 0,022 0,026 0,029 0,036 0,038 0,043 0,046 ‘|f
o
Y
10 0,040 0,028 0,032 0,036 0,044 0,048 0,060 0,064 0,072 0,076
14 0,056 0,039 0,045 0,050 0,062 0,067 0,084 0,090 0,101 0,106
a,=0,2-0,3 mm

18 0,072 0,050 0,058 0,065 0,079 0,086 0,108 0,115 0,130 0,137

22 0,090 0,060 0,070 0,080 0,095 0,110 0,130 0,140 0,160 0,170

<40 HRC
Feed per tooth with radial depth of cut of 10 % of the cutter (2 d,)

@d
[mm] 1 0,7 08 0,9

Correction factor

1,1 1,2 1,5 1,6 1,8 1,9

0,008 0,006 0,006 0,007 0,009 0,010 0,012 0,013 0,014 0,015

0,014 0,010 0,011 0,013 0,015 0,017 0,021 0,022 0,025 0,027

0,020 0,014 0,016 0,018 0,022 0,024 0,030 0,032 0,036 0,038

1,5xd,

10 0,033 0,023 0,026 0,030 0,036 0,040 0,050 0,053 0,059 0,063

P

a

14 0,047 0,033 0,038 0,042 0,052 0,056 0,071 0,075 0,085 0,089

a,=0,10x d,
-~

18 0,060 0,042 0,048 0,054 0,066 0,072 0,090 0,096 0,108 0,114

25 0,083 0,058 0,066 0,075 0,091 0,100 0,125 0,133 0,149 0,158

Attention: Take the correction factor from the table “Cutting speeds”.
Correction factor -> 1,1 with ap = 1x d1 -> ,2 with ap = ,5 x d1
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KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

<40 HRC
Feed per tooth with radial depth of cut of 20 % of the cutter (2 d,)

ad, Correction factor

[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5 1,6 1,8 1,9 2d,

0,005 0,003 0,004 0,004 0,005 0,006 0,007 0,008 0,009 0,009

4 0,010 0,007 0,008 0,009 0,011 0,012 0,015 0,016 0,018 0,019

S
0,015 0,010 0,012 0,013 0,016 0,018 0,022 0,024 0,027 0,028 - \
©
x
©Q
10 0,025 0,017 0,020 0,022 0,027 0,030 0,037 0,040 0,045 0,047 :\I.f‘
Y
14 0,035 0,024 0,028 0,031 0,038 0,042 0,052 0,056 0,063 0,066
a,=0,20 x d,
18 0,045 0,031 0,036 0,040 0,049 0,054 0,067 0,072 0,081 0,085
22 0,055 0,040 0,045 0,050 0,060 0,065 0,080 0,090 0,100 0,100
<40 HRC
Feed per tooth with radial depth of cut of 40 % of the cutter (2 d,)
ad, Correction factor
[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5 1,6 1,8 1,9 2d,
0,004 0,002 0,003 0,003 0,004 0,004 0,006 0,006 0,007 0,007
0,008 0,005 0,006 0,007 0,008 0,009 0,012 0,012 0,014 0,015
S
0,012 0,008 0,009 0,010 0,013 0,014 0,018 0,019 0,021 0,022 - i
©
x
©
10 0,020 0,014 0,016 0,018 0,022 0,024 0,030 0,032 0,036 0,038 ilu‘*
4
14 0,028 0,019 0,022 0,025 0,030 0,033 0,042 0,044 0,050 0,053
a,=0,40 x d;
18 0,036 0,025 0,028 0,032 0,039 0,043 0,054 0,057 0,064 0,068
22 0,045 0,030 0,035 0,040 0,045 0,050 0,065 0,070 0,080 0,085
Attention: Feed rate correction factor (| Kffz=1,10 Sithap=1xdland Kffz=1,25with ap =5 x d1. Feed rates are reduced

by 10-20% for uncoated tools.
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KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

<40 HRC
Feed per tooth with radial depth of cut of 60 % of the cutter (2 d,)

ad Correction factor

[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5 1,6 1,8 1,9 @d,

0,003 0,002 0,002 0,002 0,003 0,003 0,004 0,005 0,005 0,006

4 0,006 0,004 0,005 0,005 0,007 0,007 0,009 0,010 0,011 0,012

.
0,009 0,006 0,007 0,008 0,010 0,011 0,014 0,015 0,017 0,018 - i
©
x
e
10 0,016 0,011 0,013 0,014 0,017 0,019 0,024 0,026 0,029 0,030 :'““
Y
14 0,022 0,015 0,018 0,020 0,025 0,027 0,034 0,036 0,040 0,043
a,=0,60 x d,

18 0,029 0,020 0,023 0,026 0,032 0,035 0,043 0,046 0,052 0,055

22 0,035 0,025 0,030 0,031 0,038 0,041 0,053 0,054 0,064 0,066

<40 HRC
Feed per tooth with radial depth of cut of 80 % of the cutter (2 d,)

ad
[mm] 1 0,7 0,8

Correction factor

0,9 1,1 1,2 1,5 1,6 1,8 1,9

@d,

3> <

0,002 0,001 0,002 0,002 0,002 0,003 0,003 0,004 0,004 0,004

0,005 0,003 0,004 0,004 0,005 0,006 0,007 0,008 0,009 0,009

-
0,007 0005 0006 0006 0008 0009 0011 0012 0013 0014 4

©

x

©

10 0012 0008 0010 0011 0013 0015 0018 0020 0022 0023 s
v

14 0017 0012 0014 0015 0019 0021 002 0028 0031 0,033

a,=0,80 x d,

18 0,022 0,015 0,018 0,020 0,024 0,027 0,033 0,036 0,040 0,042

22 0,030 0,020 0,020 0,024 0,030 0,031 0,040 0,045 0,050 0,050

Attention: Feed rate correction factor (| Kffz=1,10 ith ap=1xdland Kffz=1,25with ap = ,5 x d1. Feed rates are reduced
by 10-20 % for uncoated tools.
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KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

<40 HRC
Feed per tooth when full slot milling [1 ap =0,5 x d,

ad Correction factor
[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5 1,6 1,8 1,9

0,004 0,002 0,003 0,003 0,004 0,004 0,006 0,006 0,007 0,007

4 0,009 0,006 0,007 0,008 0,009 0,010 0,013 0,014 0,016 0,017

0,013 0,009 0,010 0,011 0,014 0,015 0,019 0,020 0,023 0,024

10 0,022 0,015 0,017 0,019 0,024 0,026 0,033 0,035 0,039 0,041

14 0,032 0,022 0,025 0,028 0,035 0,038 0,048 0,051 0,057 0,060

18 0,042 0,029 0,033 0,037 0,046 0,050 0,063 0,067 0,075 0,079

22 0,050 0,035 0,040 0,045 0,055 0,060 0,072 0,076 0,090 0,095

<40 HRC
Feed per tooth when full slot milling [/ ap =1 xd,

ad
[mm] 1 0,7 0,8

Correction factor

0,9 1,1 1,2 1,5 1,6 1,8 1,9

0,003 0,002 0,002 0,002 0,003 0,003 0,004 0,004 0,005 0,005

0,006 0,004 0,005 0,005 0,006 0,007 0,009 0,009 0,011 0,011

0,008 0,006 0,007 0,008 0,009 0,010 0,013 0,014 0,015 0,016

10 0,014 0,010 0,011 0,013 0,016 0,017 0,021 0,023 0,026 0,027

14 0,021 0,015 0,017 0,019 0,023 0,025 0,031 0,033 0,037 0,040

18 0,027 0,019 0,022 0,025 0,030 0,033 0,041 0,044 0,049 0,052

22 0,031 0,022 0,025 0,030 0,038 0,040 0,050 0,050 0,060 0,061

Attention: Feed rate correction factor (| Kffz=1,10 Sithap=1xdland Kffz=1,25with ap =5 x d1. Feed rates are reduced
by 10-20% for uncoated tools.



KDNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

Ball nose end milling Ball nose end milling

Ball nose cutter for mold  Torus end milling cutters ~ Torus end milling cutters
cutters cutters

and die production

ad

e

1 fz [mm] fz [mm] fz [mm] fz [mm] fz [mm]

Attention: Feed rates are reduced by 10-20 % for uncoated tools.
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KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

<40 HRC
Feed per tooth f [mm], hardened materials, dry processing

Solid carbide end-mill Solid carbide end-mill Solid carbide end-mill Solid carbide end-mill Solid carbide end-mill
ad, @d, @d, @d, @d,

>

0,02-0,03 xd, 01xd, 0,02-0,03 xd,

d

fz [mm] fz [mm] fz [mm] fz [mm] fz [mm]

[mm]

25 0,060 0,065 0,055 0,055 0,035

Attention: Feed rates are reduced by 10-20% for uncoated tools.



KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

<40 HRC
Feed per tooth f [mm], hardened materials, dry processing

Ball nose end milling Ball nose end milling Ball nose cutter for  Ball nose cutter for Torus end milling Torus end milling
cutters cutters mold mold cutters cutters
and die production and die production

L fz [mm] fz [mm] fz [mm] fz [mm] fz [mm] fz [mm]

Attention: Feed rates are reduced by 10-20 % for uncoated tools.
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SOLID CARBIDE TOOLS
KTH

FOR THE REALLY HARD JOBS.

This series is suitable for milling steel
up to 70 HRC as well as high speed milling.
Can be run dry.
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

KTH 02M1 / KTH 02M1.R [ ®
2 flutes, mini design, with corner radius lPAGE
178-187 |
-
R J/
=
30°)
'O
Ultra micro
granulation
-—
HC
Shank DIN 6535HA d d, 1, I R p
2
=
.
KTH 02M1.0060-004 50 *
*
KTH 02M1.0090-006R0,05 06 6 0,90 50 0,05 .
.
KTH 02M1.0150-010R0,1 1,0 6 1,50 50 0,10
*
KTH 02M1.0220-015R0,15 1,5 6 2,20 50 0,15 *
*
HC = Carbide coated ﬂ
o
M
Bl o |
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill (Slotting)

KTH 02M2 )
2 flutes, mini design

HA |

- 300}

'O

Ultra micro
granulation
o W~
— - J J

HC
Shank DIN 6535HA d d, d, 1, 1, I p
-0,012 hé 2
(=
*
KTH 02M2.0015-001B 0,1 4 0,085 0,15 0,5 45 *
*
KTH 02M2.0030-002B 0,2 4 0,180 0,30 1,0 45 *
*
o
*
o
*
o
*
KTH 02M2.0060-004B 0,4 4 0,370 0,60 2,0 45 *
*
KTH 02M2.0060-004D 0,4 4 0,370 0,60 4,0 45 *
*
o
*
¢
*
.
*
KTH 02M2.0090-006B 0,6 4 3,0 45 *
*
KTH 02M2.0090-006D 0,6 4 0,550 0,90 6.0 45 *
*
.
*
o
*
KTH 02M2.0120-008D 0,8 4 0,750 1,20 8,0 45 *
*
KTH 02M2.0120-008F 45 *
*
KTH 02M2.0150-010B 1,0 4 45 .
*
KTH 02M2.0150-010D 1,0 4 45 *
*
KTH 02M2.0150-010F 1,0 4 0,950 1,50 16,0 50 *
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill (Slotting)

HC
Shank DIN 6535HA d d, d, 1, 1, I i
0,012 h6 2
=
*
.
*
.
*
KTH 02M2.0180-012E 1,2 4 1,150 1,80 16,0 50 *
*
KTH 02M2.0230-015B 15 4 1,450 2,30 8,0 45 *
>
o
*
o
*
KTH 02M2.0230-015H 15 4 1,450 2,30 20,0 55 *
*
KTH 02M2.0300-0208 2,0 4 1,950 3,00 8,0 45 *
*
KTH 02M2.0300-020D 2,0 4 1,950 3,00 12,0 45 *
*
*
*
.
>
o
*
KTH 02M2.0450-030B 3,0 6 2,850 4,50 12,0 45 *
*
KTH 02M2.0450-030D 3,0 6 2,850 4,50 16,0 55 *
*
o
*
o
*
KTH 02M2.0450-030K 3,0 6 2,850 4,50 40,0 £l *
*
KTH 02M2.0600-040B 4,0 *
*
KTH 02M2.0600-040D 4,0 6 3,850 6,00 25,0 70 *
*
o
*
KTH 02M2.0600-040H 4,0 6 3,850 6,00 45,0 9 *
*

HC = Carbide coated ﬁ

M

< -

[~ I

s I

- IO
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill (Slotting)

KTH 02M3.R 1( )

°
2 flutes, mini design, with corner radius lPAGE

HA | | 178-187
. (1

R )
o \ ‘Om !
=
= = . & - . . B = L I 30°)
N | )
Ultra micro
7] granulation

A —
HC
Shank DIN 6535HA d d, d, I, I, I R p
3I
(=
*
KTH 02M3.0070-005BR0,05 0,5 0,7 3,3 *
*
.
*
o
*
o
*
o
*
°
*
KTH 02M3.0220-020BR0,15 2,0 6 1,95 2,2 13,0 50 0,15 *

HC = Carbide coated

Al
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide ball-nose end-mill

KTH 02M4.R ®
2 flutes, mini design lPAGE
HA 178-187 |
|
2 o
8 30 2 )
o' 0
o Ultra micro
R granulation
R —p
T . . < ™~
= | |
1
HC
Shank DIN 6535HA d d, 1, I R p
2
-
L 2
KTH 02M4.0050-005R0,25 *
*
KTH 02M4.0080-008R0,4 L 2
*
KTH 02M4.0120-012R0,6 *
*
KTH 02M4.0200-020R1,0 2,0 6 2,0 50 1,00 *
HC = Carbide coated ﬁ
O
M
Bl e
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide ball-nose end-mill (slotting)

KTH 02MB1.R 1[® ]
2 flutes, mini design lpAGE

15°-20°
~

J w

<
-

Ultra micro
granulation

I
o

Shank DIN 6535HA d d, d

L2 2K 2K 2R 2R 2K 2R 2K 2K 2K 2R 2K 2K 2K 2K 2R JRVAN K|

HC = Carbide coated ﬂ o
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide ball-nose end-mill (slotting)

KTH 02MB2.R 1( )
2 flutes, mini design lPAGE
HA | |7 178-187
|
- 300/ - 2 J
'O
Ultra micro
granulation
=
- J L ;\)
=l
HC
Shank DIN 6535HA d d, d, I, I, I R
0,012 h6 +0,005

KTH 02MB2.0010-001BR0,05

KTH 02MB2.0020-002BRO,1

IN
N
=]
IS
o

KTH 02MB2.0030-003AR0,15

B S
N
[=]
N
o
B o
N
3

»
[=)
IS
[
o
N
3

KTH 02MB2.0030-003CR0,15

KTH 02MB2.0040-004BR0,2

~
»
o
A~
a

KTH 02MB2.0040-004DR0,2

>
[=]
N
o

KTH 02MB2.0040-005AR0,25

N
N
o
N
(&

KTH 02MB2.0040-005CR0,25

v
~ ~
ES
>
=)
N
o
a

[&]
~
&
[=)
N
[
o
3]

KTH 02MB2.0040-005ER0,25

KTH 02MB2.0050-006BR0,3

IN
»
=]
IS
5

KTH 02MB2.0050-006DR0,3

o
[=)
IS
[

o
<)
IN
&
[=)
N
[

KTH 02MB2.0050-006FR0,3

KTH 02MB2.0060-008AR0,4

[«
n
[=]
N
o
o
<)

“

[e)
o
[=)
IS
[
o
o

KTH 02MB2.0060-008CR0,4

KTH 02MB2.0060-008ERO0,4

IN
o
[$)]

KTH 02MB2.0080-010BR0,5

N
o

KTH 02MB2.0080-010DR0,5

KTH 02MB2.0080-010FR0,5

KTH 02MB2.0080-010HR0,5 1,0 4 0,950 0,8 10,0 45 0,50

LR 2K 2K 2R 2K 2K 2R 2K 2R 2K 2K 28 2R 2K 2K 2K 2K 2K 2K 2K 2K 2K 2K 2K 2K 2R 2% 2K 2K 2K 2K 2K 2K 2K 2K 2K 2K 2N V.VE K
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide ball-nose end-mill (slotting)

I
(3]

Shank DIN 6535HA d d, d
0,012 hé +0,005

k=)
~
)
N
>
[=)
a
o
o
a
o

L 2R 2R 2K 2R 2K 2K 2R 2K 2R 2K 2R 2K 2K 2K 2R 2K 2R 2K 2K 2R 2K 2R 2K 2K 28 2K 2% 2K 2K 2K 2R 2K 2R 2K 2R 2K 2R 2K 2K 2R 2K 2R 2K I V.VE

KTH 02MB2.0080-010KR0,5

KTH 02MB2.0080-010MR0,5

N

KTH 02MB2.0100-012BR0,6

KTH 02MB2.0100-012DR0,6

E

KTH 02MB2.0120-015BR0,75

&) ke
IS IN
N N
N X
° o
B P
(4] (4]
°© o

3
[&)] (4]

N
~

KTH 02MB2.0120-015DR0,75

KTH 02MB2.0120-015FR0,75

IS

KTH 02MB2.0160-020AR1,0

N
o
IN

KTH 02MB2.0160-020CR1,0

KTH 02MB2.0160-020ER1,0

2,0 4 ,6 12,0 50 1,00
0 4 , 16,0 50 1,00

KTH 02MB2.0160-020GR1,0

[e2}
o
o

KTH 02MB2.0160-020JR1,0

»

KTH 02MB2.0160-020LR1,0

o

KTH 02MB2.0240-030AR1,5

KTH 02MB2.0240-030CR1,5

w
EN
o
o

w S
[S) [S)
) [
EN

N —_
o K
[S) [S)
) 3]
) o]
N -
&)

) S)

KTH 02MB2.0240-030ER1,5

KTH 02MB2.0240-030GR1,5

©
[=)

KTH 02MB2.0320-040AR2,0

KTH 02MB2.0320-040CR2,0

KTH 02MB2.0320-040ER2,0

KTH 02MB2.0320-040GR2,0

KTH 02MB2.0320-040JR2,0 4,0 6 3,850 3,2 50,0 100 2,00

o

HC = Carbide coated ﬂ
M
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

KTH 02M5 )
2 flutes

~
w
o
e

Ultra micro
granulation

~
-
~

I
(3]

Shank DIN 6535HA d d, d
0,012 hé

KTH 02M5.0040-002 0,2 40

KTH 02M5.0080-004 0,4 4 - 0,8 - 40
KTH 02M5.0120-006 0,6 4 - 1,2 - 40
KTH 02M5.0160-008 0,8 4 - 1,6 - 40

HC = Carbide coated ﬂ

L 2R 2R 2K 2R 2K 2K 2R 2K 2K 2K 2R 2K 2K 2K 2K 2R JRIVAN K|




KONRAD 4i[i[EY SOLID CARBIDE TOOLS

HC

Shank DIN 6535HA d d, d, 1, 1, I i

2

=

*

KTH 02M5.0800-080 *

*

KTH 02M5.1200-120 *

*

KTH 02M5.2000-200 20 20 19,70 20 40 105 *
HC = Carbide coated ﬁ
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

KTH 02M6.R 1(

2 flutes, with corner radius

&

30°)

)

Ultra micro
granulation

I
o

Shank DIN 6535HA d d, d

KTH 02M6.0120-006R0,05

KTH 02M6.0160-008R0,05 4 1,6

KTH 02M6.0150-010ARO0,1 1,0 4 - 1,5 - 40 0,10

KTH 02M6.0600-050R0,2 5,0 6 4,85 6,0 11 50 0,20

L 2R 2R 2R 2R 2R 2R 2R 2R 2K 2R 2K 2R 2R 2R 2R IR TN K|

HC = Carbide coated ﬂ

157



KONRAD 4i[i[EY SOLID CARBIDE TOOLS

HC

Shank DIN 6535HA d d, d, I, I, I R i

3

'—

L 2

KTH 02M6.0900-080R0,2 *

*

KTH 02M6.1500-120R0,3 *

L 2

KTH 02M6.2400-200R0,3 20 20 19,70 24 45 100 0,3 *
HC = Carbide coated ﬁ
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KONRAD A[\[/E:4

Solid carbide end-mill

KTH 02M7.R

2 flutes, with corner radius

SOLID CARBIDE TOOLS

(@
l PAGE
HA

178187

~

/—M\
o N 2 ) RJ
o
o
R
= =’ - -
= [— e | N ‘\/ N 30°)
| | )
1 L Ultra micro
|2 granulation
-
HC
Shank DIN 6535HA d d, d, I, I, I R
-0,012 hé 10,010

KTH 02M7.0070-005BR0,05

KTH 02M7.0090-006AR0,05

KTH 02M7.0090-006CR0,05

KTH 02M7.0100-007R0,1

KTH 02M7.0120-008BRO,1

©

KTH 02M7.0150-010AR0,1

-
o

-
o

KTH 02M7.0150-010CR0,2

KTH 02M7.0150-010ERO0,2

-
o

KTH 02M7.0150-010GR0,3

»

o

o

a

o
3

o o <
~ o
» B N
o
o
- N
[=)
d >
[=)
IS
[
K
N
o

=
=
o

o
o

L
3

o
©

o
©

N

-
(&)}

-
4]

3

N
&)

N
<)

»
=)

IN
[=)

»
=)

»
<)

©
o

N
(o]

IS
o

N
o

N
[

a
o

al
o

(6]
o

o
o

o
i
IS}

o

1,0 6 0,95 1,5 6,0 50 ,30

KTH 02M7.0250-015AR0,2

-
o]

KTH 02M7.0250-015CR0,2

-
(&)

KTH 02M7.0250-015ER0,2

-
o

KTH 02M7.0250-015GR0,3

-
9]

KTH 02M7.0300-020AR0,2

KTH 02M7.0300-020CR0,2

o

KTH 02M7.0300-020ER0,3

KTH 02M7.0300-020GR0,3

KTH 02M7.0300-020JR0,3

KTH 02M7.0300-020LR0,5 2,0

o

-
[&)]

6]

-
o

] N E
o o O O O
N N
o
5»
o
> ®2 o
- © O
(o
o
o o ¢
o

o
=}

1,95

g
2]

g
o

N
&)

N
[

©»
=}

»
[=}

w
[=}

3,0

»
=)

L
[S)

o
[=}

o

o
[=}

10,0

o
o

ul
o

(o)}
o

a
o

)]
o

[$)]
o

o))
(&)

55

o
o

o
o

0,50

LR 2K 2K 2R 2K 2K 2R 2K 2R 2K 2K 28 2R 2K 2K 2K 2K 2K 2K 2K 2K 2K 2K 2K 2K 2R 2% 2K 2K 2K 2K 2K 2K 2K 2K 2K 2K 2N V.VE K
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Shank DIN 6535HA d d, d

HC = Carbide coated ﬂ o

I
(3]

Shank DIN 6535HA d d, d

KTH 02M7.0700-060BR0,5 6 6 5,85 7 20 60 0,5
KTH 02M7.0700-060DR1,5 6 6 5,85 7 20 60 1,5

KTH 02M7.0900-080AR0,3 8 8 7,70 9 25 60 0,3
KTH 02M7.0900-080CR1,0 8 8 7,70 9 25 60 1,0
KTH 02M7.0900-080ER2,0 8 8 7,70 9 25 60 2,0

L 2R 2R 2K 2R 2K 2R 2K 2K 2R 2R 2R yV.\E K|




KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

HC
Shank DIN 6535HA d d, d, I, I, I R i
-0,012 hé +0,015 :_t'
'—
KTH 02M7.1100-100BR0,5 10 10 9,70 11 32 70 0,5 *
L 2
KTH 02M7.1100-100DR1,5 *
*
KTH 02M7.1200-120AR0,5 *
L 2
KTH 02M7.1200-120CR1,5 *
*
HC = Carbide coated H e}
M
<
[N
B
Bl o |
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KONRAD A[\[/E:4

Solid carbide ball-nose end-mill

SOLID CARBIDE TOOLS

KTH 02SB3 NN
2 flutes l -
HA | |7 178-187
|
R . 300/ . 2 J
)
Ultra micro
] granulation
< =P
[ . J L J/
|1
2
HC
Shank DIN 6535HA d d, d, I, I, I R p
2
(=
4
KTH 02SB3.0120-012 *
*
KTH 02SB3.0200-020 .
.
KTH 02SB3.0400-040 .
*

HC = Carbide coated

Shank DIN 6535HA d d,

KTH 02SB3.0700-070

KTH 02SB3.0900-090

KTH 02SB3.1200-120 12 12

R
10,010

I
o

® & 6 6 ¢ ¢ TIALNA




KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide ball-nose end-mill

HC
Shank DIN 6535HA d d, d, I, I, I R i
2
=
*
KTH 02SB3.1600-160 .
*
KTH 02SB3.2000-200 *
*

HC = Carbide coated ﬂ o
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide ball-nose end-mill

KTH 02SB4 NN
2 flutes L.
HA YA 178-187 |
|
- 300/ - 2 J
'O
Ultra micro
granulation
=
- J L ‘\)
I
HC
Shank DIN 6535HA d d, d, I, I, I R p
EI
(=
*
KTH 02SB4.0030-002 *
*
KTH 02SB4.0060-004 4 0,6 *
*
o
*
o
*
o
*
o
*
o
*
.
*
.
4

HC = Carbide coated ﬂ o




KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide ball-nose end-mill

HC
Shank DIN 6535HA d d, d, I, I, 1 R i
3
'—
*
o
*
.
*
.
*
.
*
HC = Carbide coated ﬂ e}
M
<
[N
B
k e
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KONRAD A[\[/E:4

Solid carbide ball-nose end-mill

SOLID CARBIDE TOOLS

KTH 03LB (&
3 flutes l PAGE
HA | |7 178-187
T )
. 300/ . 3 J
R (
Ultra micro
granulation
=
. J ‘\J
HC
Shank DIN 6535HA d d, I [ R z
-0,012 hé 0,005 =
=
*
KTH 03LB.0800-040 *
*

HC = Carbide coated

Shank DIN 6535HA

KTH 03LB.1400-080

KTH 03LB.2200-120

KTH 03LB.3800-200

I
o

® 6 6 6 6 6 TIALNA

HC = Carbide coated
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KONRAD A[\[/E:4

Solid carbide end-mill

KTH 04M
4 flutes

SOLID CARBIDE TOOLS

&

Ultra micro
granulation

~

)

Shank DIN 6535HA d

KTH 04M.0200-020

KTH 04M.0400-040

HC = Carbide coated

I
o

® ¢ 6 6 ¢ TIALNA

Shank DIN 6535HA d

KTH 04M.0800-080

KTH 04M.1200-120

KTH 04M.2000-200 20

19,70

I
o

® 6 6 6 6 ¢ TIALNA

HC = Carbide coated
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

KTH 04S.R (e
4 flutes, with corner radius l PAce
178187
P
. R J
R ]
'Um _
o | - = = = = = = =° -
L ‘\/ L 30°1
Il
| Ultra micro
2 | granulation
A —
HC
Shank DIN 6535HA d d, d, I, I, 1 R pE
3
'_
*
KTH 04S.0900-060R1,0 *
*
KTH 04S.1200-080R1,0 8 8 7,70 12 25 100 1,0 *
*
KTH 04S.1500-100R1,0 10 10 9,70 15 32 100 1,0 *
*
KTH 04S.1800-120R0,5 12 12 11,70 18 38 110 0,5 *
*
KTH 04S.1800-120R2,0 12 12 11,70 18 38 110 2,0 *
HC = Carbide coated W




KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

KTH 04L.R 1o

4 flutes, with corner radius

-
. ‘\/ . 30°)
'O
Ultra micro
granulation
| —
HC
Shank DIN 6535HA d d, d, I, I, I R p
EI
(=
*
KTH 04L.0400-030BR0,3 4 16 55 *
*
.
*
.
*
.
*
o
*
.
*

HC = Carbide coated E o

HC
Shank DIN 6535HA d d, d, 1, I, 1 R i
2
=
*
KTH 04L.0700-060R1,0 4
*
KTH 04L.0900-080R0,5 *
*
KTH 04L.0900-080R1,5 8 8 7,70 9 25 60 15 *
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

HC
Shank DIN 6535HA d d, d, I, I, I R i
iI

=

*

o
*

.
*

.
*

.
*

HC = Carbide coated ﬂ o

M




KONRAD A[\[/E:4

Solid carbide end-mill

KTH 04M1.R

4 flutes, with corner radius

SOLID CARBIDE TOOLS

R
=
=] = g
© N ‘\/ N 30°)
T
|1 Ultra micro
granulation
lz

- J
HC
Shank DIN 6535HA d d, d, I, I, I R p
2
=
*
KTH 04M1.0220-015R0,1 *
*
KTH 04M1.0400-025R0,1 L 2
*
KTH 04M1.0500-035R0,1 *
*
KTH 04M1.0600-045R0,1 *
*

HC = Carbide coated ﬂ
O
M
B e |

HC

Shank DIN 6535HA d d, d, I, I, I R e
3l

-

*

KTH 04M1.0900-080R0,2 *
*

KTH 04M1.1500-120R0,3 *
*

KTH 04M1.2400-200R0,3 20 20 19,70 24 45 100 0,3 *
HC = Carbide coated H o
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KONRAD A[\[/E:4

Solid carbide ball-nose end-mill

KTH 04SB
4 flutes

SOLID CARBIDE TOOLS

R N
)
_ e Ultra micro
granulation
© <
-
- N J ‘\1
M
HC
Shank DIN 6535HA d d, I, [ R z
-0,012 hé 0,005 =
P
L 2
KTH 04SB.0800-040 *
*

HC = Carbide coated

Shank DIN 6535HA d d,

KTH 04SB.1400-080

KTH 04SB.2200-120

KTH 04SB.3800-200 20 20

160

I
o

® 6 6 6 6 6 TIALNA

HC = Carbide coated




KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

J

KTH 06LF.R 1[®

6 flutes, with corner radius

Ultra micro
granulation

|

I
o

Shank DIN 6535HA d d, d

KTH 06LF.0600-060R0,5 50

KTH 06LF.2600-120R0,5 12 12 - 26 - 110 0,50
KTH 06LF.2600-120R1,0 12 12 - 26 - 110 1,00
KTH 06LF.3200-160R1,0 16 16 - 32 - 130 1,00

LR 2R 2R 2R 2R 2R 2R 2R 2R 2K 2R 2K 2R 2K 2R 2K 2R 2K 2R 2R 2K 2R V.\R K|

KTH 06LF.6600-160R1,5 16 16 - 66 - 130 1,50
KTH 06LF.3800-200R1,5 20 20 - 38 - 140 1,50
KTH 06LF.7600-200R2,0 20 20 - 76 - 140 2,00
HC = Carbide coated H
O
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

KTH 06LF1 / KTH 08LF1 )
6 - 8 flutes, long design

N R
S
Ultra micro
granulation
-
N J U J
HC
Shank DIN 6535HA d d, 1, I z i
-0,02 hé 2
=
L 2
KTH 06LF1.1900-080 63 6 *
*
KTH 06LF1.2600-120 12 12 26 83 6 *
L 2
KTH 06LF1.3200-160 16 16 32 92 6 *
*
KTH 08LF1.3800-200 20 20 38 104 8 *
*
HC = Carbide coated ﬂ
O
M
Bl e«
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

KTH 06XLF / KTH 08XLF )
6 - 8 flutes, extra long design
HA
R
- )
Ultra micro
< granulation
©
h
|
HC
Shank DIN 6535HA d d, 1, I z i
2
=
*
KTH 06XLF.3600-080 *
*
*
*
KTH 08XLF.7600-200 *
*
HC = Carbide coated W
M
°
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide high-feed end-mill

KTH 04SHF.R 1( )

°
4 flutes, short design, with corner radius l PAce

178187
.

w '

. 9001

|

Ultra micro
granulation

HC
Shank DIN 6535HA d d, d, I, I, I R i
2
(==
*
o
*
o
*
.
*
.
*
o
*

HC = Carbide coated EI

M

n

|~ I
i e
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide high-feed end-mill

KTH 04LHF.R 1o

4 flutes, long design, with corner radius

-
N ‘\/ N 9001
S—
Ultra micro
granulation
o -
HC
Shank DIN 6535HA d d, d, I, I, I R i
3
=
*
.
*
.
*
.
*
.
*
.
*
.
*
HC = Carbide coated W
M
|~
s I
°
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JCLLEyTO0LS /

Recommended cutting data solid carbide end-mill

radius 0,1 mm — D 4,0 mm MINI Z2

D
[mm]

0,10
0,10
0,20
0,20
0,30
0,30
0,40
0,40
0,50
0,50
0,50
0,50
0,60
0,60
0,60
0,60
0,70
0,70
0,70
0,80
0,80
0,80
0,80
0,80
0,90
0,90
1,00
1,00
1,00
1,20
1,50
1,50
1,50
1,50
1,50
2,00
2,00
2,00
2,00
2,00
2,00
2,00
2,50
2,50
3,00
3,00
3,00
3,00
3,00
3,50
3,50
4,00
4,00
4,00
4,00
4,00

Fraser
End-mill
Fraise

R

[mm]

0,10
0,50
1,00

1

[mm]

0,15
0,20
0,30
0,40
0,45
0,60
0,60
0,80
0,70
0,70
1,00
1,00
0,90
0,90
1,20
1,20
1,40
1,40
1,00
1,20
1,20
1,60
1,60
1,20
2,00
2,00
1,50
1,50
1,80
1,80
1,70
2,30
2,20
2,20
2,50
2,00
3,00
3,00
2,20
3,00
3,00
3,00
2,50
4,00
3,00
4,50
4,00
4,00
4,00
3,50
5,00
4,00
6,00
5,00
5,00
5,00

D = Shank diameter
Attention:

machining application.

178

Steel

<800 N/mm? (2 22 HRC)

Steel

<1100 N/mm? (25-35 HRC)

Steel

< 1400 N/mm? (35-45 HRC)

SOLID CARBIDE TOOLS -
TECHNICAL DATA

Hardened steel

<1950 N/mm? (45-55 HRC)

Hardened steel

22000 N/mm? (55-70 HRC)

a
P

[mm]

0,006
0,006
0,020
0,020
0,021
0,021
0,040
0,040
0,050
0,050
0,050
0,050
0,042
0,042
0,042
0,042
0,049
0,049
0,049
0,056
0,056
0,056
0,056
0,056
0,036
0,036
0,010
0,010
0,010
0,084
0,110
0,110
0,110
0,110
0,110
0,200
0,200
0,200
0,200
0,200
0,200
0,200
0,180
0,180
0,300
0,300
0,300
0,300
0,300
0,350
0,350
0,400
0,400
0,400
0,400
0,400

n
[mm]

50000
50000
45000
45000
40000
40000
32000
32000
32000
32000
32000
32000
32000
32000
32000
32000
28800
28800
28800
32000
32000
32000
32000
32000
28800
28800
28800
28800
28800
25600
22400
22400
22400
22400
22400
16800
16800
16800
16800
16800
16800
16800
14400
14400
12800
12800
12800
12800
12800
11175
11175
9550
9550
9550
9550
9550

R =radius

f

z

[mm]

0,011
0,011
0,016
0,016
0,016
0,016
0,021
0,021
0,021
0,021
0,021
0,021
0,026
0,026
0,026
0,026
0,024
0,024
0,024
0,026
0,026
0,026
0,026
0,026
0,024
0,024
0,032
0,032
0,032
0,032
0,032
0,032
0,032
0,032
0,032
0,042
0,042
0,042
0,042
0,042
0,042
0,042
0,053
0,053
0,053
0,053
0,053
0,053
0,053
0,060
0,060
0,070
0,070
0,070
0,070
0,070

Vi

[mm/min]

1050
1050
1418
1418
1260
1260
1344
1344
1344
1344
1344
1344
1680
1680
1680
1680
1382
1382
1382
1680
1680
1680
1680
1680
1382
1382
1814
1814
1814
1613
1411
1411
1411
1411
1411
1411
1411
1411
1411
1411
1411
1411
1512
1512
1344
1344
1344
1344
1344
1340
1340
1337
1337
1337
1337
1337

a
P

[mm]

0,005
0,005
0,018
0,018
0,019
0,019
0,036
0,036
0,045
0,045
0,045
0,045
0,038
0,038
0,038
0,038
0,044
0,044
0,044
0,050
0,050
0,050
0,050
0,050
0,032
0,032
0,090
0,090
0,090
0,076
0,099
0,099
0,099
0,099
0,099
0,180
0,180
0,180
0,180
0,180
0,180
0,180
0,162
0,162
0,270
0,270
0,270
0,270
0,270
0,310
0,310
0,360
0,360
0,360
0,360
0,360

1, = Cutting length

n
[mm]

50000
50000
40500
40500
36000
36000
28800
28800
28800
28800
28800
28800
28800
28800
28800
28800
25920
25920
25920
28800
28800
28800
28800
28800
25920
25920
25920
25920
25920
23040
20160
20160
20160
20160
20160
15120
15120
15120
15120
15120
15120
15120
12960
12960
11520
11520
11520
11520
11520
1057
1057
8595
8595
8595
8595
8595

f

z

[mm]

0,011
0,011
0,016
0,016
0,016
0,016
0,021
0,021
0,021
0,021
0,021
0,021
0,026
0,026
0,026
0,026
0,024
0,024
0,024
0,026
0,026
0,026
0,026
0,026
0,024
0,024
0,032
0,032
0,032
0,032
0,032
0,032
0,032
0,032
0,032
0,042
0,042
0,042
0,042
0,042
0,042
0,042
0,053
0,053
0,053
0,053
0,053
0,053
0,053
0,060
0,060
0,070
0,070
0,070
0,070
0,070

min]
1050
1050
1276
1276
1134
1134
1210
1210
1210
1210
1210
1210
1512
1512
1512
1512
1244
1244
1244
1512
1512
1512
1512
1512
1244
1244
1633
1633
1633
1452
1270
1270
1270
1270
1270
1270
1270
1270
1270
1270
1270
1270
1361
1361
1210
1210
1210
1210
1210
1207
1207
1203
1203
1203
1203
1203

a
p

[mm]

0,004
0,004
0,014
0,014
0,015
0,015
0,028
0,028
0,035
0,035
0,035
0,035
0,029
0,029
0,029
0,029
0,034
0,034
0,034
0,039
0,039
0,039
0,039
0,039
0,025
0,025
0,070
0,070
0,070
0,059
0,077
0,077
0,077
0,077
0,077
0,140
0,140
0,140
0,140
0,140
0,140
0,140
0,126
0,126
0,210
0,210
0,210
0,210
0,210
0,250
0,250
0,280
0,280
0,280
0,280
0,280

n
[mm]

50000
50000
38250
38250
34000
34000
27200
27200
27200
27200
27200
27200
27200
27200
27200
27200
24480
24480
24480
27200
27200
27200
27200
27200
24480
24480
24480
24480
24480
21760
19040
19040
19040
19040
19040
14280
14280
14280
14280
14280
14280
14280
12240
12240
10880
10880
10880
10880
10880
9500
9500
8118
8118
8118
8118
8118

f

z

[mm]

0,008
0,008
0,012
0,012
0,012
0,012
0,016
0,016
0,016
0,016
0,016
0,016
0,020
0,020
0,020
0,020
0,020
0,020
0,020
0,020
0,020
0,020
0,020
0,020
0,020
0,020
0,023
0,023
0,023
0,023
0,023
0,023
0,023
0,023
0,023
0,031
0,031
0,031
0,031
0,031
0,031
0,031
0,039
0,039
0,039
0,039
0,039
0,039
0,039
0,044
0,044
0,052
0,052
0,052
0,052
0,052

Vf
[mm/
min]
780
780
895
895
796
796
849
849
849
849
849
849

1061
1061
1061
1061
955
955
955
1061
1061
1061
1061
1061
955
955
1146
1146
1146
1018
891
891
891
891
891
891
891
891
891
891
891
891
955
955
849
849
849
849
849
846
846
844
844
844
844
844

a
p

[mm]

0,003
0,003
0,010
0,010
0,011
0,011
0,020
0,020
0,025
0,025
0,025
0,025
0,021
0,021
0,021
0,021
0,025
0,025
0,025
0,028
0,028
0,028
0,028
0,028
0,018
0,018
0,050
0,050
0,050
0,042
0,055
0,055
0,055
0,055
0,055
0,100
0,100
0,100
0,100
0,100
0,100
0,100
0,090
0,090
0,150
0,150
0,150
0,150
0,150
0,180
0,180
0,200
0,200
0,200
0,200
0,200

n
[mm]

45000
45000
33750
33750
30000
30000
24000
24000
24000
24000
24000
24000
24000
24000
24000
24000
21600
21600
21600
24000
24000
24000
24000
24000
21600
21600
21600
21600
21600
19200
16800
16800
16800
16800
16800
12600
12600
12600
12600
12600
12600
12600
10800
10800
9600
9600
9600
9600
9600
8380
8380
7163
7163
7163
7163
7163

f

z

[mm]

0,007
0,007
0,010
0,010
0,010
0,010
0,013
0,013
0,013
0,013
0,013
0,013
0,017
0,017
0,017
0,017
0,017
0,017
0,017
0,017
0,017
0,017
0,017
0,017
0,017
0,017
0,020
0,020
0,020
0,020
0,020
0,020
0,020
0,020
0,020
0,026
0,026
0,026
0,026
0,026
0,026
0,026
0,033
0,033
0,033
0,033
0,033
0,033
0,033
0,038
0,038
0,044
0,044
0,044
0,044
0,044

Vf
[mm/
min]
594
594
668
668
594
594
634
634
634
634
634
634
792
792
792
792
713
713
713
792
792
792
792
792
713
713
855
855
855
760
665
665
665
665
665
665
665
665
665
665
665
665
713
713
634
634
634
634
634
632
632
630
630
630
630
630

a
P

[mm]

0,002
0,002
0,008
0,008
0,008
0,008
0,016
0,016
0,020
0,020
0,020
0,020
0,017
0,017
0,017
0,017
0,020
0,020
0,020
0,022
0,022
0,022
0,022
0,022
0,014
0,014
0,040
0,040
0,040
0,034
0,044
0,044
0,044
0,044
0,044
0,080
0,080
0,080
0,080
0,080
0,080
0,080
0,072
0,072
0,120
0,120
0,120
0,120
0,120
0,140
0,140
0,160
0,160
0,160
0,160
0,160

n
[mm]

42000
42000
31500
31500
28000
28000
22400
22400
22400
22400
22400
22400
22400
22400
22400
22400
20160
20160
20160
22400
22400
22400
22400
22400
20160
20160
20160
20160
20160
17920
15680
15680
15680
15680
15680
11760
11760
11760
11760
11760
11760
11760
10080
10080
8960
8960
8960
8960
8960
7800
7800
6685
6685
6685
6685
6685

f

z

[mm]

0,006
0,006
0,009
0,009
0,009
0,009
0,011
0,011
0,011
0,011
0,011
0,011
0,014
0,014
0,014
0,014
0,014
0,014
0,014
0,014
0,014
0,014
0,014
0,014
0,014
0,014
0,017
0,017
0,017
0,017
0,017
0,017
0,017
0,017
0,017
0,023
0,023
0,023
0,023
0,023
0,023
0,023
0,029
0,029
0,029
0,029
0,029
0,029
0,029
0,032
0,032
0,038
0,038
0,038
0,038
0,038

Vi

[mm/min]

479
479
539
539
479
479
511
511
511
511
511
511
638
638
638
638
B1(5)
575
575
638
638
638
638
638
B7/5
575
689
689
689
613
536
536
536
536
536
536
536
536
536
536
536
536
B15)
575
511
511
511
511
511
510
510
508
508
508
508
508

The recommended cutting data are only approximate values. It may be necessary to adjust them to each individual



KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data solid carbide end-mill

Contour milling 55—-70 HRC
@ Hardened steel Hardened steel Hardened steel
(< 55 HRC) (55-62 HRC) (62—70 HRC)
D n \2 a, n \2 a, n \2 a,
[mm] [min?] [mm/min] [mm] [min] [mm/min] [mm] [min?] [mm/min] [mm]

20 | 40000 2000 0,10 24000 1000 0,05 16000 600 0,05
40 | 24000 4400 0,20 12000 2200 0,10 8000 1300 0,05

80 | 12000 5800 0,40 6000 2900 0,20 4000 1800 0,10
120 | 8000 4800 0,60 4000 2400 0,30 2700 1500 0,20

20,0 4800 2900 1,00 2400 1400 0,50 1600 880 0,30

A A
el hel
x x
[} S
i ,
© ©
\4 Y
- < ae
>
Slot milling 35-70 HRC
@ Steel Hardened steel Hardened steel
<1400 N/mm? (35-45 HRC) <1950 N/mm? (45-55 HRC) > 2000 N/mm? (55-70 HRC)
D a a n f vV, a a n f vV, a a n f vV,

P e z f P e z f ] e z f
[mm] [mm] [mm] [min] [mm] [mm/min] [mm] [mm] [min] [mm] [mm/min] [mm] [mm] [min] [mm] [mm/min]

20 |om 20 oo oow 1 | om 20 wo oo 1 | 0 20 =0 oo
60 los 40 o ooms 1o | 0@ 40 w@o ome us | 0s0 40 0 o3 a1
60 |osm ©0 w0 oom 1o |om co ;o omp 12 | 0s 60 1 oom 4o
w0 |1 100 10 oo s | 1 oo 1m0 oo 1 | 1s 00 G0 oo a2
60 | o 100 o oo i | 240 o wo oo s | 240 100 40 O3 a5

Information: Calculation is based on two tooth Z2
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KONRAD

yTOO0LS /

Recommended cutting data solid carbide end-mill

Radius 0,05 mm - 1,5 mm

SOLID CARBIDE TOOLS -
TECHNICAL DATA

End-mill

[mm]

0,10
0,10
0,20
0,20
0,30
0,30
0,40
0,40
0,50
0,50
0,50
0,60
0,60
0,60
0,70
0,80
0,80
0,80
0,90
1,00
1,00
1,00
1,20
1,20
1,50
1,50
1,50
2,00
2,00
2,00
2,50
3,00
3,00
3,00
3,00

R
[mm]

0,05
0,05
0,10
0,10
0,15
0,15
0,20
0,20
0,25
0,25
0,25
0,30
0,30
0,30
0,35
0,40
0,40
0,40
0,45
0,50
0,50
0,50
0,60
0,60
0,75
0,75
0,75
1,00
1,00
1,00
1,25
1,50
1,50
1,50
1,50

1

[mm]

0,10
0,20
0,20
0,30
0,30
0,50
0,40
0,60
0,40
0,50
0,70
0,50
0,60
0,90
1,10
0,60
0,80
1,20
1,40
0,80
1,00
1,50
1,00
1,20
1,20
1,50
2,00
1,60
2,00
2,50
3,00
2,40
3,00
4,00
8,00

Steel

<800 N/mm? (2 22 HRC)

Steel

<1100 N/mm? (25-35 HRC)

Steel

<1400 N/mm? (35-45 HRC)

a n f

ap e z f P e z f P e z f

[mm]  [mm]  [mm]  [mm] [mm]  [mm]  [mm]  [mm]

0,0080,024 50000 0,015 1500/0,0070,022 50000 0,015 1500{0,0060,019 50000 0,014 1350
0,0080,024 50000 0,015 1500/0,0070,022 50000 0,015 1500/0,0060,019 50000 0,014 1350
0,0200,060 50000 0,023 2250/0,0180,054 45000 0,023 2025(0,0160,048 42500 0,020 1721
0,0200,060 50000 0,023 2250(0,0180,054 45000 0,023 2025)0,0160,048 42500 0,020 1721
0,0210,063 50000 0,023 2250/0,0190,057 45000 0,023 2025(0,0170,050 42500 0,020 1721
0,0210,063 50000 0,023 2250/0,0190,057 45000 0,023 2025|0,0170,050 42500 0,020 1721
0,0400,120 40000 0,030 2400/0,0360,108 36000 0,030 2160/0,0320,096 34000 0,027 1836
0,0400,120 40000 0,030 2400/0,0360,108 36000 0,030 2160/0,0320,096 34000 0,027 1836
0,0450,135 40000 0,030 2400/0,0410,122 36000 0,030 2160/0,0360,108 34000 0,027 1836
0,0450,135 40000 0,030 2400/0,0410,122 36000 0,030 2160/0,0360,108 34000 0,027 1836
0,0450,135 40000 0,030 2400/0,0410,122 36000 0,030 2160|0,0360,108 34000 0,027 1836
0,0420,126 40000 0,038 3000/0,0380,113 36000 0,038 2700/0,0340,101 34000 0,034 2295
0,0420,126 40000 0,038 3000/0,0380,113 36000 0,038 2700/0,0340,101 34000 0,034 2295

Hardened steel

<1950 N/mm? (45-55 HRC)

[mm]  [mm]  [mm]  [mm]

min]
,0050,016 45000 0,012 1080
,0050,016 45000 0,012 1080
,0130,039 37500 0,018 1350
,0130,039 37500 0,018 1350
,0140,041 37500 0,018 1350
,0140,041 37500 0,018 1350
,0260,078 30000 0,024 1440
,0260,078 30000 0,024 1440
,0290,088 30000 0,024 1440
,0290,088 30000 0,024 1440
,0290,088 30000 0,024 1440
,0270,082 30000 0,030 1800
,0270,082 30000 0,030 1800

0,0420,126 40000 0,038 3000(0,0380,113 36000 0,038 2700(0,0340,101 34000 0,034 2295|0,0270,082 30000 0,030 1800

0,0800,240 40000 0,038 3000/0,0720,216 36000 0,038 2700/0,0640,192 34000 0,034 2295
0,0800,240 40000 0,038 3000/0,0720,216 36000 0,038 2700/0,0640,192 34000 0,034 2295
0,0800,240 40000 0,038 3000/0,0720,216 36000 0,038 2700/0,0640,192 34000 0,034 2295
0,0800,240 40000 0,038 3000/0,0720,216 36000 0,038 2700/0,0640,192 34000 0,034 2295
0,1000,300 36000 0,045 3240]0,0900,270 32400 0,045 2916|0,0800,240 30600 0,041 2479
0,1000,300 36000 0,045 3240]0,0900,270 32400 0,045 2916(0,0800,240 30600 0,041 2479
0,1000,300 36000 0,045 3240/0,0900,270 32400 0,045 2916|0,0800,240 30600 0,041 2479
0,1000,300 36000 0,045 3240(0,0900,270 32400 0,045 2916)0,0800,240 30600 0,041 2479
0,0400,120 28800 0,041 2333|0,0360,108 25920 0,041 2100)0,0320,096 24480 0,041 1983

,0520,156 30000 0,030 1800
,0520,156 30000 0,030 1800
,0520,156 30000 0,030 1800
,0520,156 30000 0,030 1800
,0650,195 27000 0,036 1944
,0650,195 27000 0,036 1944
,0650,195 27000 0,036 1944
,0650,195 27000 0,036 1944
,0260,078 21600 0,036 1555

0,0400,120 28800 0,041 2333/0,0360,108 25920 0,041 21000,0320,096 24480 0,041 1983|0,0260,078 21600 0,036 1555

0,1000,300 28000 0,045 2520/0,0900,270 25200 0,045 2268|0,0800,240 23800 0,041 1928
0,1000,300 28000 0,045 2520/0,0900,270 25200 0,045 2268|0,0800,240 23800 0,041 1928
0,1000,300 28000 0,045 2520/0,0900,270 25200 0,045 2268|0,0800,240 23800 0,041 1928

,0650,195 21000 0,036 1512
,0650,195 21000 0,036 1512
,0650,195 21000 0,036 1512

0,1400,042 21000 0,075 31500,1260,378 18900 0,075 2835]0,1120,336 17850 0,075 2678(0,0910,273 15750 0,060 1890

0,1400,042 21000 0,075 3150/0,1260,378 18900 0,075 2835|0,1120,336 17850 0,075 2678
0,1400,042 21000 0,075 31500,1260,378 18900 0,075 2835]0,1120,336 17850 0,075 2678
0,1400,042 21000 0,075 31500,1260,378 18900 0,075 2835]0,1120,336 17850 0,075 2678
0,2100,630 14400 0,068 1944)0,1890,567 12960 0,068 1750/0,1680,504 12240 0,069 1652
0,2100,630 14400 0,068 1944/0,1890,567 12960 0,068 1750/0,1680,504 12240 0,069 1652
0,2100,630 14400 0,068 1944)0,1890,567 12960 0,068 1750/0,1680,504 12240 0,069 1652
0,0800,240 14400 0,068 194410,0720,216 12960 0,068 1750|0,0640,192 12240 0,068 1652

,0910,273 15750 0,060 1890
,0910,273 15750 0,060 1890
,0910,273 15750 0,060 1890
,1370,410 10800 0,060 1296
,1370,410 10800 0,060 1296
,1370,410 10800 0,060 1296
,0520,156 10800 0,060 1296

Hardened steel

22000 N/mm? (55-70 HRC)

[mm]  [mm]  [mm]  [mm]

min]
0,0050,014 42000 0,011 882
0,0050,014 42000 0,011 882
0,0120,036 35000 0,016 1103
0,0120,036 35000 0,016 1103
0,0130,038 35000 0,016 1103
0,0130,038 35000 0,016 1103
0,0240,072 28000 0,021 1176
0,0240,072 28000 0,021 1176
0,0270,081 28000 0,021 1176
0,0270,081 28000 0,021 1176
0,0270,081 28000 0,021 1176
0,0250,076 28000 0,026 1470
0,0250,076 28000 0,026 1470
0,0250,076 28000 0,026 1470
0,0480,144 28000 0,026 1470
0,0480,144 28000 0,026 1470
0,0480,144 28000 0,026 1470
0,0480,144 28000 0,026 1470
0,0600,180 25200 0,032 1588
0,0600,180 25200 0,032 1588
0,0600,180 25200 0,032 1588
0,0600,180 25200 0,032 1588
0,0240,072 20160 0,032 1270
0,0240,072 20160 0,032 1270
0,0600,180 19600 0,032 1235
0,0600,180 19600 0,032 1235
0,0600,180 19600 0,032 1235
0,0840,253 14700 0,053 1544
0,0840,253 14700 0,053 1544
0,0840,253 14700 0,053 1544
0,0840,253 14700 0,053 1544
0,1260,380 10080 0,053 1058
0,1260,380 10080 0,053 1058
0,1260,380 10080 0,053 1058
0,0480,144 10080 0,053 1058

D = diameter
R =radius
I, = Cutting length

Attention:
machining application.

The recommended cutting data are only approximate values. It may be necessary to adjust them to each individual
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Recommended cutting data solid carbide end-mill

Radius0,2 mm - 12,5 mm

Hardened steel

3

[mm]
0,15
0,20
0,25
0,30
0,40
0,50
0,50
0,50
0,50
0,50
0,50
0,50

Hardened steel

a<15°
n v,

[min"] [mm/min]
24000 6200
19000 5300
16000 4800
12000 3600
11000 3300
10000 3200
8500 2550
7000 2200
5000 1600
4500 1400
4000 1300
3500 1100

(55—62 HRC)
a>1
n
[min“]
12000
9600
8000
6000
5400
4800
4200
3600
2500
2100
1800
1500

5°
Vf
[mm/min]
1900
1700
1600
1200
1080
960
840
720
500
420
360
300

a,

[mm]
0,13
0,15
0,20
0,20
0,20
0,20
0,30
0,30
0,30
0,30
0,30
0,30

SOLID CARBIDE TOOLS -

TECHNICAL DATA

Hardened steel

a<15°

n v,
[min] [mm/min]
12000 2400
9600 2100
8000 1700
6000 1400
5400 1200
4800 1100
3600 860
3000 780
2500 650
2200 570
1800 470
1500 390

(62—70 HRC)
a>1
n
[min]
8000
6000
5000
4000
3500
3000
2200
1850
1500
1250
1000
700

50

Vi

[mm/min]

800
600
600
480
450
420
310
290
240
200
160
105

a,

[mm]
0,10
0,10
0,11
0,11
0,11
0,12
0,12
0,12
0,15
0,15
0,15
0,15

1. In case of unstable workpiece or tool clamping or heavy vibration during machining, we recommend proportional reduction of feed rate

Radius
(s 55 HRC)
a<15° a>15°
R n Vv, n v,
[mm] [min~] [mm/min] [min-] [mm/min]
2,0 32000 10880 | 20000 3600
2,5 25000 9000 | 16000 2900
3,0 21000 8400 | 13000 2600
4,0 16000 6400 | 10000 2000
4,5 14500 5800 9000 1800
5,0 13000 5200 8000 1700
5,5 11000 4400 7000 1450
6,0 9000 3600 6000 1300
8,0 6000 2400 4000 1000
9,0 5500 2200 3500 875
10,0 4500 1800 3000 780
12,5 3500 1400 2000 520
Information:
ad,
4’|—|<; and revolutions.

2. At low cutting depths, revolutions and feed rate can be increased.
3. “a” is the machine angle.
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TECHNICAL DATA

Application Solid carbide - High feed end-mill

Tighter radius tolerance 0,005-0,010 mm

Sp
®

06

-1

c’-g-oé- ' gcg m§°% %c%

+1

Tighter radius tolerance * 0,005 mm for a higher accurance and longer tool life.

Polished surface and specifically engineered coating for the best results also for high
speed machining:
Surfaces

High feed end-mill Normal end-mill

Special coating give consistent result in high speed cutting of high hardness materials.

Comparison of the endteeth shape: High feed end-mill — normal end-mill

High feed end-mill Normal end-mill
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LGEYSYTOOLS / SOLID CARBIDE TOOLS -

TECHNICAL DATA

Application Solid carbide - High feed end-mill

Comparison of the endteeth shape: High feed end-mill — normal end-mill

Reduced clearance angles and short strengt-
hens corner radius and reduces chattering.
Extra short flutes length

for high rigidity.

. 00sd \
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KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Approximate values Feed per tooth fz [mm]

- Medium Roughing
Strength Medium Rough d,=2 mm d,=2 mm
g P P 1 1
machining machining
[N/mm?] . ) a
V, [m/min] V, [m/min] L]

ISO Material

Stainless steel, ferritic [ N AN N A
Stainless steel, ferritic / martensitic _—_—_—
Stainless steel, austenitic [ N AN N A

Grey cast iron with lamellar graphite 100-350
| speroidalcastion 3050 | | | |
K | white castiron, tempered 350450 | | | | |

Black cast iron, tempered s0-450 | | |

| Aluminium (non alloyed, lowalloyed) <30 [ | | | [
| Aluminiumalloys 0.6%-10%Si <400 | | | | |
| Aluminiumalloys >15%si <400 | | | |
| Copperwroughtalloys  <w0 | | | |
| Special copperalloys  <goWB | | | |
N Short-chipping brass, bronze, red bronze <600 _—_—_—
| Thermoplases | | | | |
| Fibrereinforced plasties | | | | |
| Graphite
|_Molybdenum and molybdenumalloys | | | . |
| Nickelalloys | | |
| Nickel-chromiumalloys | | |
S | Nickeland cobaltalloys <100 | | | |
| Nickel-cobaltchromiumalioys <10 | | | |
| Titaniumalloys <70 | | |
H

65-70 HRC

1 84 The recommended cutting data are only approximate values. It may be necessary to adjust them to each individual machining application.



KDNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Approximate values Feed per tooth fz [mm]

Medium Roughing Medium Roughing Medium Roughing
d =3 mm d =3 mm d =4 mm d =4 mm d =6 mm d,=6 mm

mm
AN NN A AN (N [ S S I U I ——
AN N N AN (N (U S S U U I ——
AN N SN AN (N (U S S I U N ——
I I I N A S I U S S S E——
AN AN S AN (N [ S S I I N ——

The recommended cutting data are only approximate values. It may be necessary to adjust them to each individual machining application.
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KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Approximate values Feed per tooth fz [mm]

- Medium Roughing
Strength Medium Rough d,=8 mm d,=8 mm
g . P . .
machining machining
[N/mm?] . ) a
V, [m/min] V, [m/min] L]

ISO Material

Stainless steel, ferritic R N N N R
Stainless steel, ferritic/martensitic _—_—_—
Stainless steel, austenitic R N N N R

Grey cast iron with lamellar graphite 100-350
| Speroidalcastion 3000 | | | | | |
K | White castiron, tempered  3s04s0 | | | | | |

Black cast iron, tempered s0-450 | | |

| Aluminium (non alloyed, lowalloyed) <30 [ | | | [
| Aluminiumalloys 0.6%-10%Si <400 | | | | |
| Aluminiumalloys >15%si <400 | | | |
| Copperwroughtalloys  <w0 | | | |
| Special copperalloys  <goWB | | | |
N Short-chipping brass, bronze, red bronze <600 _—_—_—
| Thermoplases | | | | |
| Fibrereinforced plasties | | | | |
| Graphite
|_Molybdenum and molybdenumalloys | | | . |
| Nickelalloys | | |
| Nickel-chromiumalloys | | |
S | Nickeland cobaltalloys <100 | | | |
| Nickel-cobaltchromiumalioys <10 | | | |
| Titaniumalloys <70 | | |
H

65-70 HRC

1 86 The recommended cutting data are only approximate values. It may be necessary to adjust them to each individual machining application.



KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Approximate values Feed per tooth fz [mm]

Medium Roughing Medium Roughing Medium Roughing Attention: )
d,=10 mm ‘ d,=10 mm | d,=12 mm ‘ d,=12 mm d,=16 mm d,=16 mm The width of cut (ae) in steel should

be 60-90% of the cutter diameter @ d,
a, f, a, f, a, f, a, f, a, f, a, f, with high-grade steels and for sticking
{mm] [mm] {mm] [mm] mm] [mm] [mm] [mm] mm] fmm] [mm] fmm] materials 40% of g d, maximum.

Coolant:

For machining stainless steel and
non-ferrous materials use emulsion.

For cast iron and hardened materials

use compressed air.
For steel and heat resistant alloys

e e
e
e
e e
e
e
e
e e e
e
e
e
e
e
e
e e
e
e
e
e
e
e
e

0,25-0,4/0,35-0,45 0,1-0,25/0,1-0,35

The recommended cutting data are only approximate values. It may be necessary to adjust them to each individual machining application. 1 87



SOLID CARBIDE TOOLS
KTHT

IDEAL FOR EXOTICS AND STAINLESS STEEL.

Especially developed for milling stainless steel and
exotic materials such as titanium, Inconel® and

Hastelloy®.
Also suitable for high speed milling.
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

KTHT O3L / KTHT 04L 1[®

3 - 4 flutes, long design

l PAGE

HB | | ° 192-197

S—
N 50°) L 3-4)

JL JL Ultra micro

granulation

— <<
ko) =)
N J t\/
1
HC

Shank DIN 6535HB d d, 1

KTHT 03L.1100-040 55 3
HC = Carbide coated N -~ |
Ih:ll
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

KTHT 04SF / KTHT 06SF / KTHT 08SF
4 - 8 flutes, short design

l PAGE

192-197 |

~N
HB
45°

)

JL QL Ultra micro

granulation

1

Shank DIN 6535HB d d, 1

KTHT 04SF.1100-040 55 4

=z
<
'—
*
*
*
e R S S R 2 S
*
wrossFzo0 0 0 2 w5
*

*

*

*

KTHT 06SF.2600-140 14 14 26 83 6

KTHT 08SF.3800-200 20 20 38 104 8

HC = Carbide coated ﬂ o
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Solid carbide roughing end-mill

KTHT 03LR / KTHT 04LR / KTHT O5LR / KTHT 06LR
3 - 6 flutes, long design

SOLID CARBIDE TOOLS

o
l PAGE

192-197 |

' ®
45°)

45°
]L\\ |

45°)
)

- _
|1 Ultra micro
granulation
-—
HC
Shank DIN 6535HB d d, 1, I Fase z -
h10 hé <
=
*
KTHT 04LR.1300-050 57 0,13 x 45° 4 *
*
KTHTOMR1G000 8 8 16 63 omxay 4 e
*
.
*
¢
*
KTHT 06LR.4500-250 25 25 45 121 0,2 x 45° 6 *

HC = Carbide coated

g -
o

HI
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KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data Solid carbide end-mill

@ < a s Cutting speed
T o @ ‘g" 3 e V_ (m/min)
T 5 Structure of the material groups 1 g 5 ‘c
20 . . . s ° o 2
S5 and identification letters £ e T £ 3
° = =
52 c°E2 & 8 e
125 428 P1 1,22 100 - 170 - 240
190 | 639 P2 12 | 100-170-240
210 708 P3 1,2 90 - 155 - 220
190 63 P4 12 | 100-170-240
300 1013 P5 1,0 60 - 100 - 140
220 745 P6 1,2
annealed 175 591 P7 1,2 90 - 145 - 200
Low alloyed steel hardened and tempered 300 1013 P8 1,0
W
v hardened and tempered 380 1282 P9 0,8 60 -90 - 120
hardened and tempered 430 1477 P10 0,8

200 675 P11 1,2 90 - 145 - 200

300 1013 P12 1,0

400 1361 P13 0,8 60 -85-110

200 675 P14 1,0

330 1114 P15 0,9 30-55-80

ferritic / martensitic, annealed
martensitic, hardened and tempered

Stainless steel

200 675 M1 1,0
300 1013 M2 09
230 778 M3 1,0
ferritic 200 675 K1
Malleable cast iron
pearlitic 260 867 K2
180 602 K3
245 825 K4
Cast iron with nodular ferritic 155 518 K5
graphite pearlitic 265 885 K6
200 675 K7
Aluminium alloys not heat treatable 30 - N1
long chipping heat treatable, heat treated 100 343 N2

75 260 N3
90 314 N4
130 447 N5
70 250 N6
100 343 N7
90 314 N8

Magnesium alloys

N

110 382 N9
300 1013 N10
Lead alloys (without abrasive filling material) - - N11
Duroplastic (without abrasive filling material) - - N12
Plastic glas fibre reinforced GFRP - - N13
Non-ferrous materials . : .
Plastic carbon fibre reinforced CFRP - - N14
Plastic aramid fibre reinforced KTRP - - N15
Graphite (tech.) 80 Shore - N16 -]

200 675 St 07
280 943 | S2 07 30 - 60 - 90

250 839 | S3 09

0 | M7 4| 07
320 1076 S5 07

S Pure titan 200 675 S6 1,0 50-85-120

Titanium alloys a- and B-alloys, heat treated 375 1262 S7 1,0

410 1396 S8 1,0 40-75-110

B-alloys
300 1013 S9

Molybdan alloys 300 1013 S$10

50 HRC - H1

55 HRC - H2

H 60 HRC - H3
Hardened cast iron hardened 55 HRC - H4 -
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KONRAD 4IS[[EEY

Recommended cutting data feed tables

Feed per tooth with radial depth of cut from 0,2 — 0,3 mm

ad, Correction factor
[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5

0,008 0,006 0,006 0,007 0,009 0,010 0,012

4 0,016 0,011 0,013 0,014 0,018 0,019 0,024

0,024 0,017 0,019 0,022 0,026 0,029 0,036

10 0,040 0,028 0,032 0,036 0,044 0,048 0,060

14 0,056 0,039 0,045 0,050 0,062 0,067 0,084

18 0,072 0,050 0,058 0,065 0,079 0,086 0,108

25 0,100 0,070 0,080 0,090 0,110 0,120 0,150

1,6

0,013

0,026

0,038

0,064

0,090

0,115

0,160

1,8

0,014

0,029

0,043

0,072

0,101

0,130

0,180

1,9

0,015

0,030

0,046

0,076

0,106

0,137

0,190

Feed per tooth with radial depth of cut of 10 % of the cutter (o d,)

ad, Correction factor
[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5

0,008 0,006 0,006 0,007 0,009 0,010 0,012

4 0,014 0,010 0,011 0,013 0,015 0,017 0,021

0,020 0,014 0,016 0,018 0,022 0,024 0,030

10 0,033 0,023 0,026 0,030 0,036 0,040 0,050

14 0,047 0,033 0,038 0,042 0,052 0,056 0,071

18 0,060 0,042 0,048 0,054 0,066 0,072 0,090

25 0,083 0,058 0,066 0,075 0,091 0,100 0,125

1,6

0,013

0,022

0,032

0,053

0,075

0,096

0,133

1,8

0,014

0,025

0,036

0,059

0,085

0,108

0,149

1,9

0,015

0,027

0,038

0,063

0,089

0,114

0,158

Attention: Take the correction factor from the table “Cutting speeds™.

Correction factor -> 1,1 with ap = 1x d1 -> ,2 with ap = ,5 x d1

SOLID CARBIDE TOOLS -
TECHNICAL DATA

1,5xd,
>

p

a

[«

a,=0,2-0,3 mm

1,5xd,

P

a

a,=0,10x d,
-~
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Recommended cutting data feed tables

Feed per tooth with radial depth of cut of 20 % of the cutter (o d1)

@d
[mm]

4

10

14

18

25

0,005

0,010

0,015

0,025

0,035

0,045

0,063

0,7

0,003

0,007

0,010

0,017

0,024

0,031

0,044

0,8

0,004

0,008

0,012

0,020

0,028

0,036

0,050

0,9

0,004

0,009

0,013

0,022

0,031

0,040

0,056

Correction factor

1,1

0,005

0,011

0,016

0,027

0,038

0,049

0,069

1,2

0,006

0,012

0,018

0,030

0,042

0,054

0,075

1,5

0,007

0,015

0,022

0,037

0,052

0,067

0,094

1,6

0,008

0,016

0,024

0,040

0,056

0,072

0,100

1,8

0,009

0,018

0,027

0,045

0,063

0,081

0,113

1,9

0,009

0,019

0,028

0,047

0,066

0,085

0,119

Feed per tooth with radial depth of cut of 40 % of the cutter (g d1)

@d
[mm]

4

10

14

18

25

0,004

0,008

0,012

0,020

0,028

0,036

0,050

0,7

0,002

0,005

0,008

0,014

0,019

0,025

0,035

0,8

0,003

0,006

0,009

0,016

0,022

0,028

0,040

0,9

0,003

0,007

0,010

0,018

0,025

0,032

0,045

Correction factor

1,1

0,004

0,008

0,013

0,022

0,030

0,039

0,055

1,2

0,004

0,009

0,014

0,024

0,033

0,043

0,060

1,5

0,006

0,012

0,018

0,030

0,042

0,054

0,075

1,6

0,006

0,012

0,019

0,032

0,044

0,057

0,080

1,8

0,007

0,014

0,021

0,036

0,050

0,064

0,090

1,9

0,007

0,015

0,022

0,038

0,053

0,068

0,095

Attention:

Take the correction factor from the table “Cutting speeds”.

Correction factor -> 1,1 with ap = 1x d1 -> ,2 with ap = ,5 x d1

SOLID CARBIDE TOOLS -
TECHNICAL DATA

a,=0,20 x d,

a,=0,40 x d,



KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

Feed per tooth with radial depth of cut of 60 % of the cutter (g d1)

ad, Correction factor

[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5 1,6 1,8 1,9 @d,

0,003 0,002 0,002 0,002 0,003 0,003 0,004 0,005 0,005 0,006

4 0,006 0,004 0,005 0,005 0,007 0,007 0,009 0,010 0,011 0,012

.
0,009 0,006 0,007 0,008 0,010 0,011 0,014 0,015 0,017 0,018 - i
©
x
L
10 0,016 0,011 0,013 0,014 0,017 0,019 0,024 0,026 0,029 0,030 2,“
Y
14 0,022 0,015 0,018 0,020 0,025 0,027 0,034 0,036 0,040 0,043
a,=0,60 x d,

18 0,029 0,020 0,023 0,026 0,032 0,035 0,043 0,046 0,052 0,055

25 0,040 0,028 0,032 0,036 0,045 0,049 0,061 0,065 0,073 0,077

Feed per tooth with radial depth of cut of 80 % of the cutter (g d1)

ad, Correction factor

[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5 1,6 1,8 1,9 gd,

0,002 0,001 0,002 0,002 0,002 0,003 0,003 0,004 0,004 0,004

4 0,005 0,003 0,004 0,004 0,005 0,006 0,007 0,008 0,009 0,009

0,007 0,005 0,006 0,006 0,008 0,009 0,011 0,012 0,013 0,014

10 0,012 0,008 0,010 0,011 0,013 0,015 0,018 0,020 0,022 0,023

14 0,017 0,012 0,014 0,015 0,019 0,021 0,026 0,028 0,031 0,033
}I |:

A

1,5xd

—
o

Y

a

a,=0,80 xd,

18 0,022 0,015 0,018 0,020 0,024 0,027 0,033 0,036 0,040 0,042

25 0,031 0,022 0,025 0,028 0,034 0,037 0,047 0,050 0,056 0,059

Attention: Take the correction factor from the table “Cutting speeds™.
Correction factor -> 1,1 with ap = 1x d1 -> ,2 with ap = ,5 x d1
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KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

Feed per tooth when full slot milling ap = 0,5 x 1

ad Correction factor
[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5 1,6 1,8 1,9

0,004 0,002 0,003 0,003 0,004 0,004 0,006 0,006 0,007 0,007

4 0,009 0,006 0,007 0,008 0,009 0,010 0,013 0,014 0,016 0,017

0,013 0,009 0,010 0,011 0,014 0,015 0,019 0,020 0,023 0,024

10 0,022 0,015 0,017 0,019 0,024 0,026 0,033 0,035 0,039 0,041

14 0,032 0,022 0,025 0,028 0,035 0,038 0,048 0,051 0,057 0,060

18 0,042 0,029 0,033 0,037 0,046 0,050 0,063 0,067

25 0,056 0,039 0,044 0,050 0,061 0,067 0,084 0,089 0,100 0,106

Feed per tooth when full slot milling ap =1 x 1

ad Correction factor
[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5 1,6 1,8 1,9

0,003 0,002 0,002 0,002 0,003 0,003 0,004 0,004 0,005 0,005

4 0,006 0,004 0,005 0,005 0,006 0,007 0,009 0,009 0,011 0,011

0,008 0,006 0,007 0,008 0,009 0,010 0,013 0,014 0,015 0,016

10 0,014 0,010 0,011 0,013 0,016 0,017 0,021 0,023 0,026 0,027

14 0,021 0,015 0,017 0,019 0,023 0,025 0,031 0,033 0,037 0,040

18 0,027 0,019 0,022 0,025 0,030 0,033 0,041 0,044 0,049 0,052

25 0,036 0,025 0,029 0,033 0,040 0,044 0,055 0,058 0,066 0,069

Attention: Feed rates are reduced by 10-20% for uncoated tools.
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G sPTOOLS / SOLID CARBIDE TOOLS -
TECHNICAL DATA

Recommended cutting data feed tables

Feed rates for ball nosed- and High feed cutters

Ball nose end milling Ball nose end milling Ball nose cutter for mold  Torus end milling cutters ~ Torus end milling cutters
cutters cutters - -
and die production
ad,
o ¢
% %

+ +
o o

i 4

d
[m rln ] fz [mm] fz [mm] fz [mm] fz [mm] fz [mm]

25 0,250 0,240 0,140 0,170 0,200

Attention: Feed rates are reduced by 10-20% for uncoated tools.

197



KTR

SOLID CARBIDE TOOLS

ROUGHING TO YOUR REQUIREMENTS.

The cutter design with uneven pitch,

43°-46°, is suitable for milling alloy steel,
non-alloy steel, cast iron and hardened
materials up to 40HRC.
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KONRAD A[\[/E:4

SOLID CARBIDE TOOLS

Solid carbide roughing end-mill

KTR 04SR / KTR 05SR
4 - 5 flutes, short design

HB

o
l PAGE
202-204

L8
g

\

43-46°
Ultra micro
I granulation
|

HC
Shank DIN 6535HB d d, 1, | R z -
<
=
*
KTR 04SR.1200-080R0,5 *
*
KTR 04SR.1800-120R0,5 *
*
KTR 05SR.3000-200R1,0 20 20 30 104 1,0 5 *

HC = Carbide coated
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide roughing end-mill

KTR 04XLR / KTR 05XLR °
4 - 5 flutes, extra long design l PAce
HB 202-204
@ ﬁE
R R
— - '
o| s N N 5
Ay, Ny,
— 43-46°
Ultra micro
granulation
I, |
I
HC
Shank DIN 6535HB d d, d, I, 1, I R z
=z
<
=
*
KTR 04XLR.1200-080R0,5 *
*
' KTR 04XLR.1800-120R0,5 *
*
KTR 05XLR.3000-200R1,0 .

HC = Carbide coated

T

H
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KONRAD A[\[/E:4

Solid carbide roughing end-mill

SOLID CARBIDE TOOLS

KTR 04LR / KTR 05LR °
4 - 5 flutes, long design l PAGE
HB 202-204
@ E
R
-
Al ——— — | E
© AN
iy, gy WS ° -
) Ultra micro
granulation
HC
Shank DIN 6535HB d d, 1, I R z ~
<
F
*
KTR 04LR.1600-080R0,5 *
*
KTR 04LR.2400-120R0,5 *
*
KTR 05LR.4000-200R1,0 20 20 40 104 1,0 5 *

HC = Carbide coated
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KONRAD 4IS[[EEY

Recommended cutting data Solid carbide end-mill

SOLID CARBIDE TOOLS -

TECHNICAL DATA

@ s a s Cutting speed
Sa . 2 > 3 E V_ (m/min)
53 Structure of the material groups B g ) =
= 0 . . . 2 ® o )
S5 and identification letters = e T £ 3 .
< 2 c E 2 = S
aF  eEc2 5 8 <
125 428 P1 1,2 150 - 175 - 200
190 639 P2 12 140-165- 190
210 708 P3 1,2 140 - 165 - 190
190 639 P4 12 140-165- 190
300 1013 P5 1,0 120 - 140 - 160
220 745 P6 12 170-195-220
annealed 175 591 P7 1,2 100-135-170
Low alloyed steel hardened and tempered 300 1013 P8 1,0
hardened and tempered 380 1282 P9 0,8
hardened and tempered 430 1477 P10 0,8
200 675 P11 12
300 1013 P12 -
400 1361 P13 08
ferritic / martensitic, annealed 200 675 P14 -
Stainless steel
martensitic, hardened and tempered 330 1114 P15 - —
200 675 M1 -
300 1013 M2 - -
230 778 M3 -
) ferritic 200 675 KL 1,0
Malleable cast iron
pearlitic 260 867 K2 0,8
180 602 K3 1,0
245 825 K4 1,0
o  ferritic 155 518 K5 1,0
Cast iron with nodular graphite "
pearlitic 265 885 K6 1,0
200 675 K7 1,0
Aluminium alloys not heat treatable 30 - N1
long chipping heat treatable, heat treated 100 343 N2 _
75 260 N3
90 314 N4 -]
130 447 N5
Magnesium alloys 70 250 N6 -]
100 343 N7
N 90 314 N8 -]
110 382 N9
300 1013 N10 -]
Lead alloys (without abrasive filling material) - - N11
Duroplastic (without abrasive filling material) - - N12 —
Plastic glas fibre reinforced GFRP - - N13
Non-ferrous materials X -
Plastic carbon fibre reinforced CFRP - - N14 -
Plastic aramid fibre reinforced KTRP - - N15
Graphite (tech.) 80 Shore - N16
200 675 S1 0,7
280 943 S2 0,7 30-60-90
250 839 S3 0,9
350 177 S4 07
S 320 1076 S5 0,7
Pure titan 200 675 s6 1,0
Titanium alloys a- and B-alloys, heat treated 375 1262 S7 1,0
B-alloys 410 1396 S8 1,0
Molybdan alloys 300 1013 s10 - -
50 HRC - H1 -
H 55 HRC - H2 - -
60 HRC - H3 -
Hardened cast iron hardened 55 HRC - H4 - -




KONRAD 4IS[[EEY

Recommended cutting data feed tables

Solid carbide end-mill

Feed per tooth with radial depth of cut of 50 % of the cutter (o d1)

SOLID CARBIDE TOOLS -
TECHNICAL DATA

@d
[mm] 1 07 08 0,9

0,035 0,040 0,045

0,049 0,056 0,063

Correction factor

1,1

0,055

0,077

1,2

0,060

0,084

1,5

20 0,120 0,084 0,090 0,108 0,132 0,144 0,180
Feed per tooth when full slot milling [l ap =1 x 1

ad, Correction factor

[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5

0,028 0,032 0,036

0,042 0,048 0,054

20 0,100 0,070 0,089 0,090

0,044

0,066

0,110

0,048

0,072

0,120

0,150

Attention:
Take the correction factor fr m the table “_utting s eeds”.
Corr ction factor > 1,1 withap =1 x d1 -> 1,2 with ap = 0,5 x d1
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G sPTOOLS / SOLID CARBIDE TOOLS -
TECHNICAL DATA

Recommended cutting data feed tables

Powder metal HSS end-mill

Feed per tooth with radial depth of cut of 50 % of the cutter (o d1)

ad, Correction factor
[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5

0,021 0,024 0,027 0,030 0,035

0,033 0,037 0,042 0,050 0,056

20 0,084 0,059 0,067 0,075 0,092 0,100 0,130

Feed per tooth when full slot milling [l ap =1 x 1

ad, Correction factor
[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5

0,018 0,020 0,023 0,028 0,031

0,029 0,033 0,037 0,045 0,049

20 0,073 0,050 0,060 0,065 0,080 0,090 0,110

Attention:
Take the correction factor fr m the table “_utting s eeds”.
Corr ction factor > 1,1 withap =1 x d1 -> 1,2 with ap = 0,5 x d1
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SOLID CARBIDE TOOLS
KTP

GENERAL PURPOSE HIGH PERFORMANCE
FOR ROUGHING AND FINISHING.

Solid carbide cutters with uneven pitch design
(35°-38°) for both roughing and finishing of ne-
arly all materials with up to 60 % higher feed
rate, less vibration, better surface finish and in-
creased cutting depth.
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Solid carbide end-mill with unequal pitch

4 flutes, short design

KONRAD 4i[i[EY SOLID CARBIDE TOOLS

)l 35-38°)
'O
Ultra micro
granulation

| —

HC
Shank DIN 6535HB d d, 1, 1 Fase
=z
-0,03 3
2
.
KTP1 04S.0800-040 4 6 54 0,15 x 45° .
.
KTP1 04S.1000-060 6 6 M 54 0,2 x45° .
.
KTP1 04S.1400-100 10 10 f 14 N\ 66 0,3 x 45° .
.
KTP1 04S.1800-140 14 14 75 0,4 x 45° .
.
KTP1 04S.2400-180 18 18 84 0,5 x 45° .
.
HC = Carbide coated ﬂ

o
M e

B o
H o



serykh
Line

serykh
Line


KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill with unequal pitch

J

KTP2 04S [ ®
4 flutes, short design l

PAGE
225-230

' ®
45°)

L Multi )

S—
Ultra micro
granulation

|

Shank DIN 6535HB d d, 1, 1 Fase

KTP2 04S.0800-040 54 0,15 x 45°

o
$]
<
[=])
@
1]
*
*
*

KTP2 04S.1000-060 6 6 10 54 0,2 x 45° *
L 4

KTP2 04S.1400-100 10 10 14 66 0,3 x 45° *
*
*
*
*
*

KTP2 04S.1800-140 14 14 18 75 0,4 x 45°
KTP2 04S.2400-180 18 18 24 84 0,5 x 45°
HC = Carbide coated ﬂ
[ ]
M [ ]
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill with unequal pitch

~

KTP2 04S.R

(o
4 flutes, short design, with corner radius l PAce
B

225230

R
& J
a1 )

o E
. J

)

-

=

L Multi ) [
S—
Ultra micro
granulation
-
‘\
N J D

HC

N

Shank DIN 6535HB d d, 1, I R g
-0,03 hé §

*

.
*

.
*

.
*

.
*

.
*

.
*

.
*

.
*

.
*

.
*

.
*

KTP2 04S.2600-200R3,0 20 20 26 92 3,0 *
HC = Carbide coated E °




KONRAD A[\[/E:4

Solid carbide end-mill with unequal pitch

KTP2 0451
4 flutes, short design

SOLID CARBIDE TOOLS

J

(]
l PAGE

225-230

' ®
45°)

W

L Multi )

)
Ultra micro
granulation

|

Shank DIN 6535HB

KTP2 0451.0700-030B 3 6 2,7 7 17 57 0,1 x 45°
KTP2 04S1.0800-040A 4 6 3,7 8 15 57 0,15 x 45°
KTP2 04S1.1000-060A 6 6 55 10 15 57 0,2 x 45°

KTP2 04S1.1000-060C 6 6 55 10 32 74 0,2 x 45°
KTP2 04S1.1200-080A 8 8 7,5 12 20 63 0,2 x 45°
KTP2 04S1.1600-120A 12 12 11,0 16 30 83 0,35 x 45°
KTP2 04S1.2600-120C 12 12 11,0 26 38 83 0,35 x 45°
KTP2 0451.2200-160C 16 16 15,0 22 55 109 0,4 x 45°

-0,03

Fase

I
(3]

L 2R 2R 2K 2R 2K 2R 2K 2K 2K 2K 2R 2K 28 2 2R 2R 2R 2K 2R 2K 2R 2R 2K 2R 2K 2R 2R 2R 8-k ».Xey]
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KUNRAD‘M SOLID CARBIDE TOOLS

Solid carbide end-mill with unequal pitch

with extended neck

HC
N
Shank DIN 6535HB d d, d, I, , 1 Fase g
-0,03 hé 2
m
KTP2 0451.2600-200A 20 20 19,0 26 50 104 0,5 x 45° *
KTP2 0451.3800-2008 20 20 19,0 38 54 104 0,5 x 45° *
KTP2 04S1.2600-200C 20 20 19,0 26 70 124 0,5 x 45° *
KTP2 04S1.2600-200D 20 20 19,0 26 110 164 0,5 x 45° *
HC = Carbide coated H PY
M °
°

[N
°

[ H]
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill with unequal pitch

KTP2 04S1.R

4 flutes, short design, with corner radius

| 225230

~

-
[
l PAGE

L8
I}

L Multi )
S—
Ultra micro
granulation
-
with extended neck

HC
o~
Shank DIN 6535HB d d, d, 1 1, | R %
-0,03 h6é §
*
KTP2 04S1.0700-030AR0,5 3 6 2,7 7 12 54 0,5 L 2
*
KTP2 04S1.0700-030BR0,5 3 6 2,7 7 17 57 0,5 *
*
.
*
.
*
.
*
KTP2 0451.1000-050BR0,5 5 6 4,7 10 27 67 0,5 *
*
KTP2 04S1.1000-060AR0,5 6 6 55 10 15 57 0,5 *
*
*
*
.
*
.
*
KTP2 04S1.1200-080AR0,5 8 8 7,5 12 20 63 0,5 L 2
*
KTP2 0451.1200-080BR0,5 8 8 7,5 12 30 73 0,5 *
*
.
*
o
*
.
*
KTP2 04S1.1400-100CR0,5 10 10 9,2 14 55 102 0,5 *
*
KTP2 04S1.1600-120AR0,5 12 12 11,0 16 30 83 0,5 *
*
KTP2 04S1.1600-120AR2,0 12 12 11,0 16 30 83 2,0 L 2
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Solid carbide end-mill with unequal pitch

with extended neck

KONRAD 4i[i[EY SOLID CARBIDE TOOLS

I
(3]

Shank DIN 6535HB d d, d

’
y
3
3
3
y
3
’
i
3

KTP2 0451.2200-160CR2,0
KTP2 04S1.2600-200AR1,0
KTP2 04S1.2600-200AR3,0

KTP2 04S1.2600-200BR2,0
KTP2 0451.2600-200CR1,0

KTP2 04S1.2600-200CR3,0 20 20 19,0 26 110 164 3,0

12 12 11,0 16 40 93 1,0
12 12 11,0 16 64 17 0,5
12 12 11,0 16 64 17 2,0
16 16 15,0 22 38 92 2,0
16 16 15,0 22 55 109 1,0
. 16 16 15,0 22 87 141 2,0
20 20 19,0 26 50 104 1,0
20 20 19,0 26 50 104 3,0
20 20 19,0 26 70 124 2,0
20 20 19,0 26 110 164 1,0

L 2R 2R 2K 2R 2K 2R 2K 2K 2R 2K 2R 2K 2K 2K 2R 2R 2R 2K 2R 2K 2R 2K 2K 28 :-k1»V.Xe]

HC = Carbide coated ﬂ °




KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill with unequal pitch

KTP2 04S (e
4 flutes, long design l

PAGE
225-230

Z
I}

L Multi )
S—
Ultra micro
granulation

- J
HC
o~
Shank DIN 6535HB d d, 1, I Fase g
a
@
o
*
KTP2 04S.1100-040 57 0,15 x 45° *
*
KTP2 04S.1300-060 6 6 13 57 0,2 x 45° L 2
*
KTP2 04S.2200-100 10 10 22 72 0,3 x 45° *
*
KTP2 04S.2600-140 14 14 26 83 0,4 x 45° *
*
KTP2 04S.3200-180 18 18 32 92 0,5 x 45° *
*
KTP2 04S.3800-250 25 25 38 104 0,5 x 45° *
HC = Carbide coated ﬂ °
M [ J
Ia [ ]
E [ J
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill with unequal pitch

PAGE
225-230

5
35-38°)
0

Ultra micro
granulation

|

Shank DIN 6535HB

KTP2 04S.1100-040

KTP2 04S.1300-060 6 6 A 57 0,2x45°
KTP2 04S.3200-180 18 18 92 0,5 x 45°

KTP2 04S.3800-250

57 0,15 x 45°

KTP2 04S.2200-100 10 10 72

0,3 x 45°

KTP2 04S.2600-140 14 14 83 0,4 x 45°

0,5 x 45°

HC = Carbide coated



serykh
Line

serykh
Line


KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill with unequal pitch

~N

KTP2 04L1.R (e
4 flutes, long design lpAGE

| 225230
R
- J

L Multi )

)
Ultra micro
granulation

|

Shank DIN 6535HB d d, 1
0,03 hé

HC = Carbide coated ﬂ °
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill with unequal pitch

04L1.R

PAGE
225-230

i,

35-38°

Ultra micro

granulation
HC
Shank DIN 6535HB d d, | R -~
<
'—
*
KTP2 04L1.2200-100R3,0 *
*
KTP2 04L1.3200-160R2,0 *
*
KTP2 04L1.3800-200R2,0 *
*
KTP2 04L1.3800-250R3,0 *
HC = Carbide coated E o
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide ball-nose end-mill with unequal pitch

KTP1 04LB )

4 flutes, long design

3538 )
S—
Ultra micro
granulation
—p
N J J
HC
Shank DIN 6535HB d d, 1, I R >
-0,03 h6 +0,01 b4
=
*
KTP1 04LB.1100-040 57 2,0 *
*
o
*
.
*
.
*
KTP1 04LB.3800-250 25 25 38 104 12,5 *
HC = Carbide coated W
M [ ]
Ig O
|~
E @]
-
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide ball-nose end-mill with unequal pitch

KTP2 04LB1 (&
4 flutes, long design lpAGE

HB | | 225-230

L Multi )L 4
S—
Ultra micro
granulation
—p
Y
N J J
HC
o~
Shank DIN 6535HB d d, 1, I R g
-0,03 h6 +0,02 [=]
@
11}
*
KTP2 04LB1.1100-040 57 2,0 *
*
KTP2 04LB1.1300-060 6 6 13 57 3,0 L 2
*
KTP2 04LB1.2200-100 10 10 22 72 5,0 *
*
KTP2 04LB1.3200-160 16 16 32 92 8,0 *
*
KTP2 04LB1.3800-250 25 25 38 104 12,5 *
HC = Carbide coated ﬂ °
M [ ]
Ig [ J
E [ ]
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

olid carbide end-mill with unequal pitch

35-38°)

'O
Ultra micro
granulation

—

HC
Shank DIN 6535HB d d, 1, I Fase

=z
-0,03 <
=
*
KTP1 05LF.1900-080 8 8 63 0,1x45° .

. *
KTP1 05LF.2600-120 12 12 ¢ 83 0,1x45° .
*
KTP1 05LF.3200-160 16 16 /32 \ 92 0,2 x 45° .
*
KTP1 05LF.3800-200 20 20 104 0,2 x 45° .
*

HC = Carbide coated E

o
M e

B o |
H o
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

KTP2 06LF1 )
6 flutes, long design
HB |
. 450} . ! 6 J/
B ) ( )
Ultra micro
granulation
o -5 -
ﬁ[ . J L \J
| -
-
HC
N
Shank DIN 6535HB d d, I, I g
=)
[v]
o
*
KTP2 06LF1.1900-080 *
*
KTP2 06LF1.2600-120 *
*
KTP2 06LF1.3800-200 *
*

HC = Carbide coated E °
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KONRAD A[\[/E:4

Solid carbide end-mill

SOLID CARBIDE TOOLS

KTP2 06XLF )
6 flutes, extra long design
HB
45°
()
— | v
—p
™
HC
N
Shank DIN 6535HB g
a
©
[11]
.
KTP2 06XLF.3200-080 *
.
KTP2 06XLF.4800-120 *
.
KTP2 06XLF.8000-200 *
.

HC = Carbide coated
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KONRAD A[\[/E:4

Solid carbide end-mill

KTP2 06LF2.R

6 flutes, long design, with corner radius

Z B\‘

SOLID CARBIDE TOOLS

[
l PAGE

225-230
- A

R J
- 450)
'O

Ultra micro
granulation

|

Shank DIN 6535HA d d,
0,03 hé

HC = Carbide coated




KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

J

KTP2 06XLF1.R )

°
6 flutes, extra long design, with corner radius l

PAGE
225-230

. A
R
\ 45°)

\
o RSy — —————°© 5{
N J
I
| Ultra micro
1 granulation
-
HC
Shank DIN 6535HA d d, 1 1 R

KTP2 06XLF1.2400-060R1,0 75 1,0

KTP2 06XLF1.3200-080R1,0 8 8 32 75 1,0

L 2R 2R 2R 2R 2K 2R 2R 2R 2R 2R 2R 2R 2R 2R 2R 2K 2R 2K 2R 2K 2R 2R 2R 2R 2K 2 :%1h IV.-Xev}

KTP2 06XLF1.10000-250R1,5 25 25 100 170 1,5
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

HC

N

Shank DIN 6535HA d d, 1, I R Etl’

-0,03 hé §

*

KTP2 06XLF1.10000-250R3,0 *

*

KTP2 06XLF1.10000-250R5,0 25 25 100 170 5,0 *
HC = Carbide coated EI

M °




G sPTOOLS / SOLID CARBIDE TOOLS -
TECHNICAL DATA

Recommended cutting data Solid carbide end-mill

@ = a 8 Cutting speed
= a . g 'év 3 S V_ (m/min)
5 3 Structure of the material groups B g & E
. . g . o -
S5 and identification letters = ° T £ B §
= g ®_E £ £ a 3
= s ES = o ® =2
0T X< [3) [3) 0 =
125 428 P1 12 110-185-260 100 - 170 - 240
190 639 P2 1,2
210 708 P3 1,2 100-180-260 90 - 155 - 220
190 63 P4 | 12 110-185-260 100170240
300 1013 P5 1,0 | 65-108-150 60-100- 140
220 745 P6 1,2
annealed 175 591 P7 1,2 100-160-220 90 - 145 - 200
Low alloved steel hardened and tempered 300 1013 P8 1,0
v hardened and tempered 380 1282 P9 0,8 65-98-130 60-90-120
hardened and tempered 430 1477 P10 0,8

200 675 P11 12 100 - 160 - 220 90 - 145 - 200

300 1013 P12 1,0

400 1361 P13 0,8 65-93-120 60-85-110

) ferritic / martensitic, annealed 200 675 P14 1,0
Stainless steel -
martensitic, hardened and tempered 330 1114 P15 0,9 35-63-90 30-55-80
200 675 M1 1,0
300 1013 M2 0,9 35-63-90 30-55-80
230 778 M3 1,0
. ferritic 200 675 K1 1,0 1 90-135-180 80-120-160
Malleable cast iron "
pearlitic 260 867 K2 0,8

180 602 K3 1,0 90-135-180 80-120-160
245 825 K4 1,0

Cast iron with nodular ferritic 155 518 K5 1,0 90 -145-200 80-120-160

graphite pearlitic 265 885 K6 1,0
Aluminium alloys not heat treatable 30 - N1
long chipping heat treatable, heat treated 100 343 N2

75 260 N3

90 314 N4

130 447 N5
Magnesium alloys 70 250 N6

100 343 N7

90 314 N8

110 382 N9
300 1013 N10

Lead alloys (without abrasive filling material) - - N11
Duroplastic (without abrasive filling material) - - N12
i Plastic glas fibre reinforced GFRP - - N13
Non-ferrous materials . : .
Plastic carbon fibre reinforced CFRP - - N14
Plastic aramid fibre reinforced KTRP - - N15
Graphite (tech.) 80 Shore - N16
200 675 S1 0,7
280 93 sz 07
250 839 S3 0,9
B | M7 s 07
320 1076 S5 0,7
Pure titan 200 675 | S6 1,0
Titanium alloys a- and B-alloys, heat treated 375 1262 S7 1,0
B-alloys 410 | 1396 S8 1,0
300 1013 S9 11
Molybdan alloys 300 1013 S10 1,0
50 HRC - H1
55 HRC - H2
60 HRC - H3
Hardened cast iron hardened 55 HRC - H4 - -

The recommended cutting data are only approximate values. It may be necessary to adjust them to each individual machining application.
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KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

Feed per tooth with radial depth of cut from 0,2 — 0,3 mm

ad, Correction factor
[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5 1,6 1,8 1,9

0,008 0,006 0,006 0,007 0,009 0,010 0,012 0,013 0,014 0,015

0,016 0,011 0,013 0,014 0,018 0,019 0,024 0,026 0,029 0,030

1,5xd,

0,024 0,017 0,019 0,022 0,026 0,029 0,036 0,038 0,043 0,046

p

a

10 0,040 0,028 0,032 0,036 0,044 0,048 0,060 0,064 0,072 0,076

14 0,056 0,039 0,045 0,050 0,062 0,067 0,084 0,090 0,101 0,106

a,=0,2-0,3 mm
18 0,072 0,050 0,058 0,065 0,079 0,086 0,108 0,115 0,130 0,137

25 0,100 0,070 0,080 0,090 0,110 0,120 0,150 0,160 0,180 0,190

Feed per tooth with radial depth of cut of 10 % of the cutter (o d1)

@d
[mm] 1 0,7 08 0,9

Correction factor

1,1 1,2 1,5

0,008 0,006 0,006 0,007 0,009 0,010 0,012 0,013 0,014 0,015

0,014 0,010 0,011 0,013 0,015 0,017 0,021 0,022 0,025 0,027
0,020 0,014 0,016 0,018 0,022 0,024 0,030 0,032 0,036 0,038 \

1 0,033 0,023 0,026 0,030 0,036 0,040 0,050 0,053 0,059 0,063
Y

14 0,047 0,033 0,038 0,042 0,052 0,056 0,071 0,075 0,085 0,089
0 10 x d,

1,6 1,8 1,9

Q
o

1,5 xd,;

a:

18 0,060 0,042 0,048 0,054 0,066 0,072 0,090 0,096 0,108 0,114

25 0,083 0,058 0,066 0,075 0,091 0,100 0,125 0,133 0,149 0,158

Attention: Take the correction factor from the table “Cutting speeds”.
Correction factor -> 1,1 with ap = 1x d1 -> ,2 with ap = ,5 x d1
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KONRAD

yTOOLS /

SOLID CARBIDE TOOLS -
TECHNICAL DATA

Recommended cutting data feed tables

Feed per tooth with radial depth of cut of 20 % of the cutter (o d1)

@d
[mm]

4

0,005

0,010

0,7

0,003

0,007

0,8

0,004

0,008

0,9

0,004

0,009

Correction factor
1,1 1,2 1,5 1,6 1,8 1,9

@d,

0,005 0,006 0,007 0,008 0,009 0,009

0,011 0,012 0,015 0,016 0,018 0,019

0,015 0010 0012 0013 0016 0018 0022 0024 0027 0,028
&
x
0
10 0,025 0017 0020 0022 0027 0030 0037 0040 0045 0,047 in
©
14 0,035 0,024 0028 0,031 0,038 0,042 0052 0056 0,063 0,066
a,=0,20 x d,
18 0,045 0,031 0,036 0,040 0,049 0054 0067 0072 0,081 0,085
25 0,063 0044 0050 0056 0069 0075 0094 0100 01113 0,119
Feed per tooth with radial depth of cut of 40 % of the cutter (o d1)
ad, Correction factor
[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5 1,6 1,8 1,9 2d,
0,004 0,002 0003 0003 0004 0004 0006 0006 0007 0,007
0,008 0,005 0006 0007 0008 0009 0012 0012 0014 0015
T
0,012 0,008 0009 0010 0013 0014 0018 0019 0,021 0,022 H\
©
x
0
10 0,020 0,014 0016 0018 0022 0024 0030 0032 0036 0,038 o
Y
14 0,028 0,019 0022 0025 0030 0033 0042 0044 0,050 0,053
a,=0,40 x d,

18

25

0,036

0,050

0,025

0,035

0,028

0,040

0,032

0,045

0,039 0,043 0,054 0,057 0,064 0,068

0,055 0,060 0,075 0,080 0,090 0,095

Attention:

Feed rate correction factor (| Kffz=1,10 Sithap=1xdland Kffz=1,25with ap =5 x d1. Feed rates are reduced
by 10-20% for uncoated tools.
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KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

Feed per tooth with radial depth of cut of 60 % of the cutter (o d1)

ad, Correction factor

[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5 1,6 1,8 1,9 @d,

0,003 0,002 0,002 0,002 0,003 0,003 0,004 0,005 0,005 0,006

4 0,006 0,004 0,005 0,005 0,007 0,007 0,009 0,010 0,011 0,012

.
0,009 0,006 0,007 0,008 0,010 0,011 0,014 0,015 0,017 0,018 - i
©
x
e
10 0,016 0,011 0,013 0,014 0,017 0,019 0,024 0,026 0,029 0,030 :'““
Y
14 0,022 0,015 0,018 0,020 0,025 0,027 0,034 0,036 0,040 0,043
a,=0,60 x d,

18 0,029 0,020 0,023 0,026 0,032 0,035 0,043 0,046 0,052 0,055

25 0,040 0,028 0,032 0,036 0,045 0,049 0,061 0,065 0,073 0,077

Feed per tooth with radial depth of cut of 80% of the cutter (o d1)

@d
[mm] 1 0,7 08 0,9

Correction factor

1,1 1,2 1,5 1,6

1,8 1,9 @d, ’

0,002 0,001 0,002 0,002 0,002 0,003 0,003 0,004 0,004 0,004
:I I:

0,005 0,003 0,004 0,004 0,005 0,006 0,007 0,008 0,009 0,009

-
0,007 0005 0006 0006 0008 0009 0011 0012 0013 0014 4

©

x

©

10 0012 0008 0010 0011 0013 0015 0018 0020 0022 0023 s
v

14 0017 0012 0014 0015 0019 0021 002 0028 0031 0,033

a,=0,80 x d,

18 0,022 0,015 0,018 0,020 0,024 0,027 0,033 0,036 0,040 0,042

25 0,031 0,022 0,025 0,028 0,034 0,037 0,047 0,050 0,056 0,059

Attention: Take the correction factor from the table “Cutting speeds”.
Correction factor -> 1,1 with ap = 1x d1 -> ,2 with ap = ,5 x d1
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KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

Feed per tooth when full slot milling ap = 0,5 x 1

ad Correction factor
[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5 1,6 1,8 1,9

0,004 0,002 0,003 0,003 0,004 0,004 0,006 0,006 0,007 0,007

4 0,009 0,006 0,007 0,008 0,009 0,010 0,013 0,014 0,016 0,017

0,013 0,009 0,010 0,011 0,014 0,015 0,019 0,020 0,023 0,024

10 0,022 0,015 0,017 0,019 0,024 0,026 0,033 0,035 0,039 0,041

14 0,032 0,022 0,025 0,028 0,035 0,038 0,048 0,051 0,057 0,060

18 0,042 0,029 0,033 0,037 0,046 0,050 0,063 0,067

25 0,056 0,039 0,044 0,050 0,061 0,067 0,084 0,089 0,100 0,106

Feed per tooth when full slot milling ap =1 x 1

@d
[mm] 1 0,7 08 0,9

Correction factor

1,1 1,2 1,5 1,6 1,8 1,9

0,003 0,002 0,002 0,002 0,003 0,003 0,004 0,004 0,005 0,005

0,006 0,004 0,005 0,005 0,006 0,007 0,009 0,009 0,011 0,011

0,008 0,006 0,007 0,008 0,009 0,010 0,013 0,014 0,015 0,016

10 0,014 0,010 0,011 0,013 0,016 0,017 0,021 0,023 0,026 0,027

14 0,021 0,015 0,017 0,019 0,023 0,025 0,031 0,033 0,037 0,040

18 0,027 0,019 0,022 0,025 0,030 0,033 0,041 0,044 0,049 0,052

25 0,036 0,025 0,029 0,033 0,040 0,044 0,055 0,058 0,066 0,069

Attention: Feed rates are reduced by 10-20 % for uncoated tools.

229



230

KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

Feed rates for ball nosed- and High feed cutters

Ball nose end milling Ball nose end milling
cutters cutters

Ball nose cutter for mold  Torus end milling cutters  Torus end milling cutters
and die production

L fz [mm] fz [mm] fz [mm] fz [mm] fz [mm]

25 0,240 0,220 0,140 0,160 0,200

Attention: Feed rates are reduced by 10-20 % for uncoated tools.



KUNRAD‘EEE SOLID CARBIDE TOOLS

KTHS

EXCELLENCE IN HIGH SPEED MACHINING.

Even at high speed machining of pre-hardened or naturally hardened
materials (up-to 55HRC). Also suitable for dry machining.
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KONRAD A[\[/E:4

KTHS 02M.R

2 flutes, mini design, with corner radius

SOLID CARBIDE TOOLS
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KONRAD A[\[/E:4

Solid carbide end-mill

SOLID CARBIDE TOOLS

Shank DIN 6535HA
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS
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LR 2R 2K 2R 2K 2K 2R 2K 2R 2K 2R 2K 2R 2K 2R 2K 2K 2K 2K 2K 2K 2R 2K 2R 2K 2R 2R 2K 2K 2K 2K 28 2R 2K 2R 2K 2K 2K 2k 2K 2K 2R 2K 2K 2K 2R 2R 2R 2K 2K 2K 2 -k I7.Xev3

KTHS 02M.0600-040DR0,3 4,0 6

»
™
a
o
=}
N
o
[=}
[}
a
o
w
=}
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

HC
N
Shank DIN 6535HA d d, d, I, I, I R g
Q
[v]
[11]
.
KTHS 02M.0600-040DR1,0 .
*
KTHS 02M.0600-040ER0,5 *
*

HC = Carbide coated ﬂ °

Shank DIN 6535HA d d, d

N
g
[a]
@
*
\Msozwowoos0ARDS 6 o ss o 2w o3 e
*

\Hsozwowoos0ARLO 6 o ss o 2w 10 e
*

\HseawrzvomARD2 8 & 70 12 om0z e
*

\HseawrzoomARDS 8 & 70 1 w05 e
*

\Hseawtsoo0ARD 0 0 s 15 % 15 oa e
*

\Hseawrmo-0ARLO 0 0 s % 15 0 e
*

*

*

*

*

*

*

KTHS 02M.1800-120AR1,0 12 12 11,70 18 32 80 1,0
KTHS 02M.2000-160AR0,5 16 16 15,70 20 35 100 0,5

KTHS 02M.2500-200AR0,5 20 20 19,70 25 40 100 0,5

HC = Carbide coated E °
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

KTHS 02SM )
2 flutes, short design

~
w
o
Lo

Ultra micro

[ L granulation

-
. J J
HC
N
Shank DIN 6535HA d d, I, I g
-0,012 hé a
1]
*
KTHS 02SM.0040-002 0.2 40 *
*
.
*
.
*
.
*
.
*
.
*
.
*
.
L 2
.
*
KTHS 02SM.1500-055 55 6 15,0 60 *
HC = Carbide coated ﬁ
M o)
K °
|~
g |
°
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

Shank DIN 6535HA d d, 1
-0,015 hé

N
<
[=]
@
*
\Wseswimooss 65 s % e o
*

sesmaooos 7s s e
*

\sozswzooess es 0 a2 w0
*

ihsozsmaeoes  es 0w w0
*

sezsmao0s 08 1 % s
*

hsezsmaotts  ms 1w
*

Whsozswasoto a0 1% w0
*

KiHsozsmasmotso  tso % w0 o
*

*

*

KTHS 02SM.4500-180 18,0 16 45 100

HC = Carbide coated ﬂ °
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

KTHS 02L

2 flutes, long design

-

|

Ultra micro

[ L granulation

I
o

Shank DIN 6535HA d d, 1

KTHS 02L.0400-010B 1,0 6 4

(o2}
o

KTHS 02L.0800-010D

-
o
o
oo
(o]
o

KTHS 02L.0600-015A

[3)]
(o2}
(=]

KTHS 02L.1000-015C

=N - -
5,
(e} (o2} o
= =
o o
(o2}
o

w !
o
) ) o)
5 N
3
L 2R 2R 2K 2R 2K 2R 2R 2K 2R 2K 2R 2K 2R 2K 2R 2K 2R 2K 2K 2K 2K 2K 2K 2K 2 2R 2K 2K 2K 2K 2K 2R 2R 2R 2R 2K 2R JN:-k]» V. Xe7]

KTHS 02L.1600-015E

o
o
(o2}
o

KTHS 02L.1000-020B

eg
[=}
o
-~
IS}
o2}
S

KTHS 02L.1600-020D

N
[=}
[}
~
=)
o2}
S

KTHS 02L.1600-025B

N
o
(o2}
(o2
o

KTHS 02L.1200-030B

KTHS 02L.2000-030D

w
o
N
o
~
o

KTHS 02L.1200-040A

>
=]
o
=
[N}
~
o

KTHS 02L.2000-040C

»
o
[
N
o
~
=)

KTHS 02L.3000-040E

IN
[=]
w
S
~
o

KTHS 02L.2500-050B

o :
<)

) o o
N
o
~
=]

o
[=)
IN
o
-

0

o

KTHS 02L.4000-050D

KTHS 02L.1500-060B

o
[=)
o
N
o
©
S

KTHS 02L..2000-060D

o
[=}
[}
N
o
©
<}

KTHS 02L.3000-060F 6,0 6 30 80

KTHS 02L.3000-060H 6,0 6 30 150
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

HC
N

Shank DIN 6535HA d d, 1, 1 5‘.’
-0,03 hé §

*

.
*

o
*

KTHS 02L.3500-080C 8,0 8 35 90 *
*

KTHS 02L.4000-080E 8,0 40 120 *
*

o
*

.
*

.
*

KTHS 02L.4500-100F 10,0 10 45 100 .
*

KTHS 02L.5000-100H 10,0 10 50 150 *
*

.
*

.
*

.
*

KTHS 02L.6000-120G 12,0 12 60 110 *
*

KTHS 02L.5000-140 14,0 16 50 110 *
*

.
*

KTHS 02L.9000-200A 20,0 20 90 200 *
*

HC = Carbide coated

H

<
O

ALk
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

J

KTHS 02L1.R 1[®

2 Schneiden, lange Ausfiihrung mit Eckenradius

N J 30°)
S—

Ultra micro

granulation
-

HC
Shank DIN 6535HA d d, 1, I R
-0,012 h6 0,010

L 2R 2K 28 2K 2R 2R 2R 2R 2R 2K 2R 2R 2R 2K 2K 2R 2R 2R 2R 2K 2R 2 :X]».Ney

KTHS 02L1.1300-050AR1,0 5,0 6 13,0 90 1,0

HC = Carbide coated H

240



KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

HC
N

Shank DIN 6535HA d d, 1, | R 5‘.’
0,015 hé 0,015 a

[11]

*

.
*

o
L 2

.
*

KTHS 02L1.1500-060BR1,0 6 6 15 90 1,0 *
*

KTHS 02L1.1500-060DR1,0 6 6 15 130 1,0 *
*

o
*

.
*

KTHS 02L1.2000-080BR0,5 8 8 20 100 0,5 *
*

KTHS 02L1.2000-080BR1,5 8 8 20 100 1,5 *
*

.
*

.
*

.
*

KTHS 02L1.3000-120AR0,3 12 12 30 110 0,3 *
*

KTHS 02L1.3000-120AR1,0 12 12 30 80 1,0 *
*

o
*

o
*

.
*

KTHS 02L1.3500-160AR1,0 16 16 35 150 1,0 *
*

KTHS 02L1.3200-160BR1,0 16 16 32 150 1,0 *
*

| KTHS 02L1.3800-200AR2,0 20 20 38 150 2,0 e

HC = Carbide coated

7

<
O

Ik
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

KTHS 02XL

2 flutes, extra long design

-

|

Ultra micro
granulation

ly
. N AN J

HC
N

Shank DIN 6535HA d d, d, 1, 1, I 2.
-0,012 hé §

*

KTHS 02XL.0050-003A 0,3 4 0,27 0,5 1,5 40 *
*

KTHS 02XL.0060-004A 04 4 0,37 0,6 1,0 40 *
*

5
*

o
*

=
*

KTHS 02XL.0070-005C 05 4 0,45 0,7 4,0 45 *
*

KTHS 02XL.0070-005E 05 4 0,45 0,7 6,0 45 *
*

.
*

¢
*

5
*

KTHS 02XL.0120-008A 08 4 0,75 1,2 2,0 45 *
*

KTHS 02XL.0120-008C 0,8 4 0,75 1,2 4,0 45 *
*

5
*

o
*

o
*

KTHS 02XL.0150-010D 1,0 4 0,95 15 6.0 50 *
.

KTHS 02XL.0150-010F 1,0 4 1,5 50 *
*

KTHS 02XL.0150-010H 1,0 4 50 *
*

KTHS 02XL.0150-010J 1,0 4 0,95 1.5 20,0 50 *
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

HC
N
Shank DIN 6535HA d d, d, 1, 1, I 5‘.’
0,012 h6 §
*
.
*
=
*
KTHS 02XL.0230-015A 1,5 4 1,45 2,3 4,0 50 *
*
KTHS 02XL.0230-015C 15 4 1,45 2,3 8,0 50 *
>
o
*
o
*
¢
*
KTHS 02XL.0270-018C 1.8 4 1,75 2,7 12,0 50 *
*
KTHS 02XL.0300-020B 2,0 4 1,95 3,0 8,0 50 *
*
.
*
.
>
o
*
KTHS 02XL.0400-025C 2,5 4 2,40 4,0 16,0 50 *
*
KTHS 02XL.0450-030A 3,0 6 2,85 4,5 8,0 50 *
*
o
*
.
*
.
*
KTHS 02XL.0600-040A 4,0 6 3,85 6,0 10,0 50 *
*
KTHS 02XL.0600-040C 4,0 6 3,85 6,0 16,0 60 *
*
.
*
.
*
o
*
KTHS 02XL.0800-050D 5,0 6 8,0 80 *
*

HC = Carbide coated W
M 0
<

|~
i e
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

HC

N

Shank DIN 6535HA d d, d, 1, 1, 1 &tl’
[=]

a

*

KTHS 02XL.0900-060B *
*

KTHS 02XL.1200-080A *
*

KTHS 02XL.1500-100B *
*

KTHS 02XL.2000-120B 12 12 11,70 20 50 110 *

HC = Carbide coated ﬁ

M ¢

K °
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KONRAD A[\[/E:4

Solid carbide ball-nose end-mill

SOLID CARBIDE TOOLS

KTHS 02B NN
2 flutes, long design lPAGE
HA |7 261-276
|
& 300) & 2 J
0
Ul i
] — grandiation
© -
& J /
-
HC
Shank DIN 6535HA d d, 1, I R
-0,012 hé 0,005

N

<

[=]

@

*

KTHS 02B.0040-002A 0,2 4 0,4 40 0,10 *
*

KTHS 02B.0080-004A 0,4 4 0,8 40 0,20 *
*

.
*

.
*

.
*

KTHS 02B.0250-010C 1,0 6 2,5 70 0,50 *
*

KTHS 02B.0400-015A 1,5 4 4,0 50 0,75 *
*

.
*

.
*

.
*

KTHS 02B.0600-025B 2,5 6 6,0 80 1,25 *
*

KTHS 02B.0450-030B 3,0 6 4.5 40 1,50 *
*

.
*

.
*

.
*

KTHS 02B.0800-040E 4,0 6 8,0 100 2,00 *
*
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SOLID CARBIDE TOOLS

KONRAD A[\[/E:4

Solid carbide ball-nose end-mill

HC
N

Shank DIN 6535HA d d, 1, 1 R g
-0,012 hé +0,005 a

1]

KTHS 02B.0900-045 4,5 6 9,0 80 2,25 *
*

KTHS 02B.1000-050B 0 5

o
=Y
o
N

k=)
©
S

N
<]
*

HC = Carbide coated

=&
°

O

Ik

HC
N

Shank DIN 6535HA d d, 1, 1 R ‘<l’
0,015 hé +0,010 Q

[11]

*

KTHS 02B.0900-060A 6 6 9 60 3,0 *
*

KTHS 02B.1200-060C 6 6 12 90 3,0 *
*

.
*

.
*

.
*

KTHS 02B.1400-080E 8 8 14 100 4,0 *
*

KTHS 02B.1800-090 9 10 18 100 45 *
*

.
*

o
*

.
*

KTHS 02B.1800-120A 12 12 18 80 6,0 *
*

o
*

.
*

o
*

KTHS 02B.2400-160A 16 16 24 100 8,0 >
*

KTHS 02B.3000-200A 20 20 30 100 10,0 *
*

HC = Carbide coated

H

<
@]

Ik



KONRAD A[\[/E:4

Solid carbide ball-nose end-mill

SOLID CARBIDE TOOLS

KTHS 02MB NN
2 flutes, long design (Slotting) lPAGE
HA | 261-276
|
. 300/ . 2 J
)
Ultra micro
R granulation
\ .
- = \ J L J
R} 1
; ‘
HC
Shank DIN 6535HA d d, d, I, I, I R
0,012 h6 0,005
KTHS 02MB.0020-002B 0,2 4 0,17 0,2 1,0 40 0,10
KTHS 02MB.0020-002D 0,2 4 0,17 0,2 3,0 40 0,10

KTHS 02MB.0080-008C 0,8 4 0,75 0,8 4,0 45

N

<

[=]

@

*

*

*

*

*

.
*

.
*

.
*

KTHS 02MB.0040-004D 0,4 4 0,37 0,4 3,0 40 0,20 *
*

KTHS 02MB.0040-004F 0,4 4 0,37 0,4 5,0 40 0,20 *
*

.
*

.
*

.
*

KTHS 02MB.0050-005G 0,5 4 0,45 0,5 8,0 45 0,25 *
*

KTHS 02MB.0060-006A 0,6 4 0,55 0,6 1,0 45 0,30 *
*

.
*

.
*

.
*

KTHS 02MB.0060-0061 0,6 4 0,55 0,6 12,0 45 0,30 *
*

KTHS 02MB.0080-008A 0,8 4 0,75 0,8 2,0 45 0,40 *
*

*

*

*

KTHS 02MB.0080-008E 0,8 4 0,75 0,8 6,0 45

0,40

0,40
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide ball-nose end-mill

HC
N
Shank DIN 6535HA d d, d, I, I, I R 5‘.’
0,012 h6 0,005 Q
[11]
*
o
*
.
*
KTHS 02MB.0200-020A 2,0 6 1,95 2,0 8,0 50 1,00 *
*
KTHS 02MB.0300-030A 3,0 6 2,85 3,0 8,0 50 1,50 *
*
>
*
o
*
.
*
KTHS 02MB.0300-030I 3,0 6 2,85 3,0 30,0 70 1,50 *
*
KTHS 02MB.0400-040A 4,0 6 3,85 4,0 10,0 50 2,00 *
*
.
*
.
*
.
*
KTHS 02MB.0400-0401 4,0 6 3,85 4,0 35,0 70 2,00 .
*
KTHS 02MB.0600-050A 5,0 6 4,85 6,0 30,0 70 2,50 *
HC = Carbide coated E °
M o
K °

~

3
°
HC
N
Shank DIN 6535HA d d, d, I, I, I R &5’
0,015 h6 0,010 Q
1]
*
.
*
.
*
.
*
KTHS52021-120A 12 12 11,70 14 32 80 6 *
*

HC = Carbide coated




KONRAD A[\[/E:4

Solid carbide end-mill

KTHS 04S
4 flutes

d

~

—

SOLID CARBIDE TOOLS

L <3mm 30° )

W~

-

>3mm 26-30°

)
Ultra micro
granulation

Shank DIN 6535HA

N

<

[=]

@

*

KTHS 04S.0400-015 1,5 6 4,0 50 <
*

KTHS 04S.0700-025 2,5 6 7,0 50 *
*

.
*

.
*

.
*

KTHS 04S.1800-065 6,5 8 18,0 60 *
*

KTHS 04S.2000-075 7,5 8 20,0 60 *
*

.
*

.
*

.
*

KTHS 04S.3000-115 1,5 12 30,0 80 *
*

KTHS 04S.3500-130 13,0 12 35,0 100 *
*

.
*

KTHS 04S.4500-200 20,0 20 45,0 100 *
*

HC = Carbide coated

-0,03

I
o
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KONRAD A[\[/E:4

KTHS 04L2.R

4 flutes, long design, with corner radius

SOLID CARBIDE TOOLS

~
J

PAGE
. 261-276

=

~
-

=

23mm 26-309 | <3mm 30° )
)
Ultra micro
granulation

=

. J ‘\)
HC
N
Shank DIN 6535HA d d, d, I, I, 1 R 2.
-0,03 h6 +0,02 Q
P
*
KTHS 04L2.0150-010AR0,2 50 0,2 *
*
KTHS 04L2.0150-010BR0,1 1,0 4 1,5 6 50 0,1 *
*
.
*
.
*
o
*
KTHS 04L2.0180-012AR0,3 1,2 4 1,15 1,8 4 50 0,3 *
*
KTHS 04L2.0180-012BR0,2 1,2 4 1,15 1,8 6 50 0,2 *
*
.
*
.
*
.
*
KTHS 04L2.0230-015AR0,5 1,5 4 2,3 50 0,5 *
*
KTHS 04L2.0230-015BR0,2 1,5 4 23 8 50 0,2 *
*
o
*
.
*
o
*
KTHS 04L2.0230-015DR0,2 1,5 4 2,3 12 50 0,2 L 2
*
KTHS 04L2.0230-015DR0,5 1,5 2,3 12 50 0,5 *
*
KTHS 04L2.0300-020AR0,2 3,0 50 0,2 *
*
KTHS 04L2.0300-020AR0,5 2,0 4 1,95 3,0 6 50 0,5 *




KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

HC
N

Shank DIN 6535HA d d, d, I, I, 1 R 5‘.’
-0,03 hé +0,02 a

@

*

o
*

¢
L 2

KTHS 04L2.0300-020CR0,2 2,0 4 3,0 10 50 0,2 *
*

KTHS 04L2.0300-020CR0,5 2,0 4 3,0 10 50 0,5 *
*

.
*

.
L 2

.
*

KTHS 04L2.0450-030AR0,5 3,0 45 60 0,5 *
*

KTHS 04L2.0450-030BR0,1 3,0 6 45 10 50 0,1 *
L 2

.
*

.
*

¢
*

KTHS 04L2.0450-030CR0,5 3,0 6 45 12 50 0,5 *
*

KTHS 04L2.0450-030DRO,1 3,0 6 45 16 60 0,1 *
*

.
*

.
L 2

.
*

KTHS 04L2.0600-040AR0,1 4,0 6 6,0 10 50 0,1 *
*

KTHS 04L2.0600-040AR0,3 4,0 6 6,0 10 50 0,3 *
*

.
*

.
*

.
*

KTHS 04L2.0600-040CRO,1 4,0 6,0 16 60 0,1 *
L 2

KTHS 04L2.0600-040CR0,3 6,0 16 60 0,3 *
*

.
*

o
*

.
*

KTHS 04L2.0600-040ER0,2 4,0 6 6,0 26 65 0,2 *
*

KTHS 04L2.0600-040ER0,5 4,0 6,0 26 65 0,5 *
*

251



252

KONRAD 4i[i[EY SOLID CARBIDE TOOLS

HC
Shank DIN 6535HA d d, d, I, I, I R

-0,03 hé +0,02
KTHS 041.2.0900-060AR0,3 6,0 6 5,85 9,0 20 60 0,3

HC = Carbide coated E °




KONRAD A[\[/E:4

Solid carbide end-mill

KTHS 04L3.R

4 flutes, long design, with corner radius

SOLID CARBIDE TOOLS

~
J

PAGE
. 261-276

=

~
-

=

23mm 26-309 | <3mm 30° )
'O
Ultra micro
granulation

-

- J ‘\)
HC
N
Shank DIN 6535HA d d, I, I R g
-0,03 hé +0,02 a
3
.
KTHS 04L.3.0400-015R0,2 1,5 6 4,0 50 0,2 *
*
KTHS 04L3.0600-020R0,2 2,0 6 6,0 50 0,2 *
.
o
*
o
*
o
.
KTHS 04L3.1000-040R1,0 4,0 6 10,0 70 1,0 *
*
KTHS 04L3.1300-050R0,5 5,0 6 13,0 90 0,5 *
*
o
*
¢
*
.
*
KTHS 04L.3.2000-080AR1,0 8,0 8 20,0 70 1,0 *
*
KTHS 04L3.2000-080BR0,5 8,0 8 20,0 100 0,5 L 4
.
.
*
o
*
o
*
KTHS 04L3.2500-100R1,0 10,0 10 25,0 100 1,0 *
*
KTHS 04L3.2500-100R2,0 10,0 10 25,0 100 2,0 *
*
KTHS 04L3.3000-120AR1,0 12,0 12 30,0 80 1,0 L 4
*
KTHS 04L3.3000-120R1,0 12,0 12 30,0 110 1,0 *

253



254

KONRAD A[\[/E:4

SOLID CARBIDE TOOLS

HC
N
Shank DIN 6535HA d d, 1, I R 5‘.’
-0,03 hé +0,02 Q
1]
*
KTHS 04L3.3000-120R2,0 *
*
KTHS 04L3.3200-160R1,0 *
*
KTHS 04L3.3200-160R2,0 *
*
KTHS 04L3.3800-200R2,0 20,0 20 38,0 150 2,0 *
HC = Carbide coated ﬁ
M @)
K ®
|~
B
m ®
*


serykh
Line


KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

KTHS 04S1 )
4 flutes

>3mm 35-38% |

—p
N ‘\/ N

<3mm 38° )

)

Ultra micro
granulation

I
o

Shank DIN 6535HA d d, 1

KTHS 0451.0300-012 50

KTHS 0451.0600-020 2,0 6 6,0 50
KTHS 0451.0800-030 3,0 6 8,0 50

KTHS 04S1.4500-200 20,0 20 45,0 100

L 2R 2R 2K 2R 2K 2R 2K 2R 2R 2R 2R 2K 2R 2K 2R JN:-%»V-Ye]

HC = Carbide coated ﬂ
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

KTHS 04L4

4 flutes, long design

-

)
Ultra micro
granulation

<
N J U ‘ J

Il
L
HC

Shank DIN 6535HA d d, 1

KTHS 04L4.0400-010B 1,0 6 4

(o2}
o

KTHS 04L4.0600-010D

-
o
o
o
(o]
o

KTHS 04L4.0800-020A

N
o
(o2}
(=]

KTHS 04L4.1200-020C

! n !
=]
o o o
= =
[y ®
o
S

KTHS 04L4.1000-025A

N
o
o
(o2}
o

KTHS 04L4.1000-030A

w
<)
o
N
S
~
=]

KTHS 04L4.1600-030C

w
[S)
o
N
=
~
<]

KTHS 04L4.2600-030E

w
[S)
N}
[
~
o

KTHS 04L4.1200-040A

KTHS 04L.4.2000-040C

>
o
N
o
~
o

KTHS 04L4.3000-040E

»
=
o
w
<
~
o

KTHS 04L4.2500-050B

o
o
[
N
(6]
~
=)

KTHS 04L4.1500-060A

(=)
o
[¢)]
[
o

KTHS 04L4.2000-060C

2 S
o

o [e2] o
) -
o
©
o

o
[S)
w
)
©
S

KTHS 04L4.3000-060E

KTHS 04L4.3500-060G

o
[=)
o
w
5
©
o

KTHS 04L.4.4000-0601 120

o
[=}
[}
»
o

Bk
o
) ) o)
S
3
L 2R 2R 2K 2R 2K 2R 2R 2K 2R 2K 2R 2K 2R 2K 2R 2K 2R 2K 2K 2K 2K 2K 2K 2K 2 2R 2K 2K 2K 2K 2K 2R 2R 2R 2R 2K 2R JN:-k]» V. Xe7]

KTHS 04L4.2500-080A 8,0 8 25 80

KTHS 04L4.3500-080C 8,0 8 35 80
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

I
(3]

Shank DIN 6535HA d d, 1
0,03 hé

KTHS 04L4.9000-250A 25,0 25 90 150

L 2R 2R 2K 2R 2K 2R 2K 2K 2K 2K 2K 2K 2R 2K 2R 2K 2R 2K 2R 2K 2R 2R 2R 2R 2K 2N:-k)» - Yev]

HC = Carbide coated ﬂ °
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

KTHS 04XL1 )
4 flutes, extra long design
HA |
. 300/
)
Ultra micro
granulation
=
. J L ‘\)
HC
N
Shank DIN 6535HA d d, d, 1, 1, I 2.
-0,03 h6 a
[11]
*
KTHS 04XL1.0150-010B 1,0 4 0,95 15 5 50 *
*
KTHS 04XL1.0150-010D 1,0 4 0,95 1,5 8 50 *
*
o
*
o
*
o
*
KTHS 04XL1.0300-020C 2,0 4 1,95 3,0 12 50 *
*
KTHS 04XL1.0450-030A 3,0 6 2,85 4,5 10 50 *
*
.
*
¢
*
o
*
KTHS 04XL1.0600-040D 4,0 6 3,85 6,0 30 70 *
*
KTHS 04XL1.0800-050A 5,0 6 4,85 8,0 20 60 *
*
o
*
KTHS 04XL1.1200-080A 8,0 8 7,70 12,0 25 70 *
*
KTHS 04XL1.1500-100A 10,0 10 9,70 15,0 30 75 *
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide end-mill

HC
N
Shank DIN 6535HA d d, d, 1, 1, I g
=)
©
[11]
*
KTHS 04XL1.2000-120A *
*
HC = Carbide coated ﬁ
°
M 0
B o
Bl e |
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

KTHS 06SF )
6 flutes, short design
HA
. 450} . [ 6 J
0
Ultra micro
granulation
© =
. J ‘\)
HC
N
Shank DIN 6535HA d d, I, I g
0,03 hé §
*
.
*
.
*
.
*
.
*
.
*
.
*
HC = Carbide coated ﬁ
M o
K °
|~
s I
°
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JCLLEyTO0LS /

Recommended cutting data Solid carbide end-mill

Design KTHS
MATERIAL
Hardness /

Strengh
d l,
(mm) (mm)
0,2 1,0
0,3 1,0
0,3 2,0
0,4 1,0
0,4 15
0,4 2,0
0,4 2,5
0,5 1,0
0,5 15
0,5 2,0
0,5 3,0
0,5 4,0
0,6 2,0
0,6 3,0
0,6 4,0
0,6 6,0
0,8 2,0
0,8 4,0
0,8 6,0
0,8 8,0
1,0 3,0
1,0 4,0
1,0 6,0
1,0 8,0
1,0 10,0
1,0 12,0
1,2 4,0
1,2 6,0
1,2 8,0
1,2 10,0
2,0 6,0
2,0 8,0
2,0 10,0
2,0 12,0
2,0 14,0
2,0 16,0
3,0 8,0
3,0 10,0
3,0 12,0
3,0 14,0
3,0 16,0
3,0 20,0
3,0 26,0
4,0 10,0
4,0 12,0
4,0 16,0
4,0 20,0
4,0 26,0
4,0 30,0
6,0 20,0
6,0 30,0
8,0 25,0
10,0 30,0
12,0 32,0
16,0 35,0
20,0 40,0

Non-alloyed steel / Alloy steel / Cast iron

a,

(mm)
0,028
0,042
0,024
0,080
0,056
0,056
0,032
0,100
0,100
0,070
0,040
0,040
0,084
0,084
0,048
0,030
0,160
0,112
0,064
0,040
0,200
0,140
0,080
0,080
0,050
0,050
0,168
0,168
0,096
0,060
0,400
0,280
0,280
0,160
0,160
0,160
0,600
0,420
0,420
0,420
0,240
0,240
0,150
0,800
0,800
0,560
0,560
0,320
0,320
0,840
0,840
1,120
2,000
2,400
3,200
4,000

n
(U/min)
50.000
50.000
45.000
50.000
50.000
50.000
45.000
43.000
43.000
43.000
38.700
38.700
36.400
36.400
32.760
32.760
36.400
36.400
32.760
32.760
33.100
33.100
29.790
29.790
29.790
26.480
29.750
29.750
26.780
26.780
21.600
21.600
21.600
19.440
19.440
19.440
15.900
15.900
15.900
15.900
14.310
14.310
14.310
12.800
12.800
12.800
12.800
11.520
11.520
9.500
9.500
7.200
6.000
5.000
3.720

~HRc 35
~ 1100 N/mm?
fz Vf
(mm) (mm/min)
0,002 170
0,002 200
0,002 160
0,002 200
0,002 200
0,002 200
0,002 160
0,003 220
0,003 220
0,003 220
0,002 180
0,002 180
0,003 250
0,003 250
0,003 205
0,003 205
0,003 250
0,003 250
0,003 205
0,003 205
0,004 280
0,004 280
0,004 225
0,004 225
0,004 225
0,003 180
0,005 290
0,005 290
0,004 235
0,004 235
0,007 310
0,007 310
0,007 310
0,006 250
0,006 250
0,006 250
0,010 330
0,010 330
0,010 330
0,010 330
0,009 265
0,009 265
0,009 265
0,016 400
0,016 400
0,016 400
0,016 400
0,014 325
0,014 325
0,032 600
0,032 600
0,044 640
0,053 640
0,050 500
0,060 450
0,055 330

3.000

V

c
(m/min)

Alloy steel / Heat resistant steel

ap

(mm)
0,021
0,032
0,018
0,060
0,042
0,042
0,024
0,075
0,075
0,053
0,030
0,030
0,063
0,063
0,036
0,023
0,120
0,084
0,048
0,030
0,150
0,105
0,060
0,060
0,038
0,038
0,126
0,126
0,072
0,045
0,300
0,210
0,210
0,120
0,120
0,120
0,450
0,315
0,315
0,315
0,180
0,180
0,113
0,600
0,600
0,420
0,420
0,240
0,240
0,630
0,630
0,840
1,500
1,800
2,400
3,000

HRc 35 ~ HRc 45
1110 ~ 1500 N/mm?2

n
(Umin)
34.500
32.000
28.800
32.000
32.000
32.000
28.800
28.000
28.000
28.000
25.200
25.200
24.000
24.000
21.600
21.600
24.000
24.000
21.600
21.600
21.600
21.600
19.440
19.440
19.440
17.280
18.900
18.900
17.010
17.010
13.800
13.800
13.800
12.420
12.420
12.420
10.300
10.300
10.300
10.300
9.270
9.270
9.270
8.200
8.200
8.200
8.200
7.380
7.380
6.000
6.000
4.550
4.000
3.340
2.520
1.950

f

z
(mm)
0,001
0,001
0,001
0,001
0,001
0,001
0,001
0,002
0,002
0,002
0,001
0,001
0,002
0,002
0,002
0,002
0,002
0,002
0,002
0,002
0,003
0,003
0,002
0,002
0,002
0,002
0,003
0,003
0,003
0,003
0,005
0,005
0,005
0,005
0,005
0,005
0,008
0,008
0,008
0,008
0,007
0,007
0,007
0,012

(mm/min)

©

Vi

\%

c
(m/min)

The recommended cutting data are only approximate values. It

ap

(mm)
0,017
0,025
0,014
0,048
0,034
0,034
0,019
0,060
0,060
0,042
0,024
0,024
0,050
0,050
0,029
0,018
0,096
0,067
0,038
0,024
0,120
0,084
0,048
0,048
0,030
0,030
0,101
0,101
0,058
0,036
0,240
0,168
0,168
0,096
0,096
0,096
0,360
0,252
0,252
0,252
0,144
0,144
0,090
0,480
0,480
0,336
0,336
0,192
0,192
0,504
0,504
0,672
1,200
1,440
1,920
2,400

SOLID CARBIDE TOOLS -

TECHNICAL DATA

Hardened steel

HRc 45 ~ HRc 55
1500 ~ 2000 N/mm?2

n
(Umin)
21.150
20.000
18.000
20.000
20.000
20.000
18.000
17.100
17.100
17.100
15.390
15.390
14.500
14.500
13.050
13.050
14.500
14.500
13.050
13.050
13.200
13.200
11.880
11.880
11.880
10.560
11.700
11.700
10.530
10.530
8.640
8.640
8.640
7.780
7.780
7.780
6.300
6.300
6.300
6.300
5.670
5.670
5.670
5.150
5.150
5.150
5.150
4.640
4.640
3.930
3.930
3.020
2.420
2.000
1.540
1.200

f

z
(mm)
0,001
0,001
0,001
0,001
0,001
0,001
0,001
0,002
0,002
0,002
0,002
0,002
0,002
0,002
0,002
0,002
0,002
0,002
0,002
0,002
0,003
0,003
0,002
0,002
0,002
0,002
0,003
0,003
0,003
0,003
0,005
0,005
0,005
0,004
0,004
0,004
0,006
0,006
0,006
0,006
0,006
0,006
0,006
0,009
0,009
0,009
0,009
0,008
0,008
0,018
0,018
0,023
0,029
0,030
0,031
0,029

Vi

(mm/min)

\%

c
(m/min)

may be necessary to adjust them to each individual machining

application.
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KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

Design KTHS
MATERIAL Non-alloyed steel / Alloy steel / Cast iron Alloy steel / Heat resistant steel Alloy steel / Heat resistant steel
Hardness / ~HRc 35 HRc 35 ~ HRc 45 HRc 45 ~ HRc 55
Strengh ~ 1100 N/mm? 1110 ~ 1500 N/mm?2 1500 ~ 2000 N/mm?2
d n f, 2 v, n f, 2 A n f, \2 A
(mm) (U/min) (mm) (mm/min) (m/min) (U/min) (mm) (mm/min) (m/min) (U/min) (mm) (mm/min) (m/min)

04 ] 39000 0001 95 49 | 23400 0001 57 20 | 15600 0001 19 20
06 ] 32000 0002 125 60 | 19200 0002 76 36 | 12800 0001 25 24
08 ] 25000 0003 155 63 | 15000 00038 95 38 | 10000 0002 32 25
45 ] 6930 0023 35 98 | 4200 0023 195 59 | 2630 0009 47 37
55 ] 5930 003 350 102 | 3570 0030 215 62 | 2160 0013 55 37
65 | 5220 003 375 107 | 3150 003 225 64 | 1920 0016 63 39
85 | 3965 0049 385 106 | 239 0042 200 64 | 1600 0023 74 43
95 | 3495 0051 355 104 | 2130 0042 180 64 | 1440 0022 63 43

0,05 xd

<g1mm-0,15xd <@ 1mm-0,02xd
>g1mm-0,2xd >@ 1mm-0,05xd
>@3mm-0,5xd

The recommended cutting data are only approximate values. It may be necessary to adjust them to each individual machining application.
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SOLID CARBIDE TOOLS -
TECHNICAL DATA

KONRAD 4IS[[EEY

Recommended cutting data feed tables

Design KTHS
MATERIAL Non-alloyed steel / Alloy steel / Cast iron Alloy steel / Heat resistant steel Hardened steel
Hardness / Strengh ~HRc 35 HRc 35 ~ HRc 45 HRc 45 ~ HRc 55
g ~ 1100 N/mm? 1110 ~ 1500 N/mm? 1500 ~ 2000 N/mm?
d | n f \Y \Y n f \Y vV, n f \Y \Y

1 z f c z f c z f c
(mm/min)

(U/min)

(mm) (m/min) (U/min) (mm) (mm/min) (m/min) (U/min) (mm) (mm/min) (m/min)

The recommended cutting data are only approximate values.
It may be necessary to adjust them to each individual machi-
ning application.

0,05 xd

<@g 3mm-0,4 mm
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KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

Design KTHS

MATERIAL Non-alloyed steel / Alloy steel / Cast iron Alloy steel / Heat resistant steel Hardened steel
Hardness / Strengh ~HRc 35 HRc 35 ~ HRc 45 HRc 45 ~ HRc 55
9 ~ 1100 N/mm?2 1110 ~ 1500 N/mm? 1500 ~ 2000 N/mm?
d n f, Vv, A n f, A v, n f, v, A
(mm) (U/min) (mm) (mm/min) (m/min) (U/min) (mm) (mm/min) (m/min) (U/min) (mm) (mm/min) (m/min)

22000 0,006 250 104 13.500 0,004 110 64 8.500 0,004 60 40
13.240 0,011 280 125 8.560 0,008 140 81 5.280 0,007 70 50
9.160 0,023 420 144 5.800 0,017 200 91 3.800 0,013 100 60

80 | 6.000 0,045 540 151 3.800 0,033 250 96 2.520 0,024 120 63
4.120 0,051 420 155 2.780 0,041 230 105 1.680 0,030 100 63

20,0 2.520 0,056 280 158 1.640 0,037 120 103 1.000 0,030 60 63

d

1

0.2xd

The recommended cutting data are only approximate values. It may be necessary to adjust them to each individual machining application.



JCLLEyTO0LS /

Recommended cutting data feed tables

Design KTHS
MATERIAL
Hardness /

Strengh
d l,
(mm) (mm)
0,2 1,0
0,3 15
0,3 2,0
0,4 1,0
0,4 15
0,4 2,0
0,4 3,0
0,4 4,0
0,4 5,0
0,5 2,0
0,5 3,0
0,5 4,0
0,5 5,0
0,5 6,0
0,6 2,0
0,6 3,0
0,6 4,0
0,6 5,0
0,6 6,0
0,6 8,0
0,6 10,0
0,8 2,0
0,8 3,0
0,8 4,0
0,8 5,0
0,8 6,0
0,8 8,0
0,8 10,0
1,0 3,0
1,0 4,0
1,0 5,0
1,0 6,0
1,0 8,0
1,0 10,0
1,0 12,0
1,0 14,0
1,0 16,0
1,0 20,0
1,2 6,0
1,2 8,0
1,2 10,0
1,4 6,0
1,4 8,0
15 4,0
15 6,0
15 8,0
15 10,0
1,5 12,0
1,5 14,0
1,5 16,0
1,5 20,0
1,8 8,0
1,8 10,0

The recommended cutting data are only approximate values. It may be necessary to adjust them to each individual machining application.

Non-alloyed steel / Alloy steel / Cast iron

a
(mm)
0,013
0,019
0,011
0,036
0,025
0,025
0,014
0,009
0,009
0,032
0,018
0,018
0,011
0,011
0,038
0,038
0,022
0,014
0,014
0,008
0,005
0,072
0,050
0,050
0,029
0,029
0,018
0,018
0,090
0,063
0,063
0,036
0,036
0,023
0,023
0,014
0,014
0,009
0,076
0,043
0,027
0,088
0,050
0,135
0,095
0,054
0,054
0,054
0,034
0,034
0,020
0,113
0,065

n
(U/min)

38.500
34.200
30.780
27.400
27.400
27.400
24.660
24.660
21.920
27.400
24.660
24.660
24.660
21.920
27.400
27.400
24.660
24.660
24.660
21.920
16.440
27.400
27.400
27.400
24.660
24.660
24.660
21.920
24.600
24.600
24.600
22.140
22.140
22.140
19.680
19.680
14.760
14.760
21.900
19.710
19.710
19.200
17.280
19.200
19.200
17.280
17.280
17.280
17.280
15.360
15.360
17.800

~ HRc 35
~ 1100 N/mm?
fz Vf
(mm) (mm/min)
0,005 380
0,006 390
0,005 315
0,010 540
0,010 540
0,010 540
0,009 435
0,009 435
0,008 345
0,010 540
0,009 435
0,009 435
0,009 435
0,008 345
0,014 775
0,014 775
0,013 630
0,013 630
0,013 630
0,011 495
0,010 325
0,014 775
0,014 775
0,014 775
0,013 630
0,013 630
0,013 630
0,011 495
0,021 1045
0,021 1045
0,021 1045
0,019 845
0,019 845
0,019 845
0,017 670
0,017 670
0,015 440
0,015 440
0,021 930
0,019 755
0,019 755
0,021 815
0,019 660
0,024 905
0,024 905
0,021 735
0,021 735
0,021 735
0,021 735
0,019 580
0,019 580
0,024 840
0,021 680

16.020

\%

c
(m/min)

24

Alloy steel / Heat resistant steel

a
(mm)
0,010
0,015
0,008
0,028
0,020
0,020
0,011
0,007
0,007
0,025
0,014
0,014
0,009
0,009
0,029
0,029
0,017
0,011
0,011
0,006
0,004
0,056
0,039
0,039
0,022
0,022
0,014
0,014
0,070
0,049
0,049
0,028
0,028
0,018
0,018
0,011
0,011
0,007
0,059
0,034
0,021
0,069
0,039
0,105
0,074
0,042
0,042
0,042
0,026
0,026
0,016
0,088
0,050

HRc 35 ~ HRc 45
1110 ~ 1500 N/mm?

n
(U/min)

36.300
32.300
29.070
25.800
25.800
25.800
23.220
23.220
20.640
25.800
23.220
23.220
23.220
20.640
25.800
25.800
23.220
23.220
23.220
20.640
15.480
25.800
25.800
25.800
23.220
23.220
23.220
20.640
23.300
23.300
23.300
20.970
20.970
20.970
18.640
18.640
13.980
13.980
20.700
18.630
18.630
18.100
16.290
18.100
18.100
16.290
16.290
16.290
16.290
14.480
14.480
16.800
15.120

f

z
(mm)
0,004
0,004
0,004
0,007
0,007
0,007
0,007
0,007
0,006
0,008
0,007
0,007
0,007
0,007
0,011
0,011
0,009
0,009
0,009
0,008
0,007
0,012
0,012
0,012
0,011
0,011
0,011
0,009
0,019
0,019
0,019
0,017
0,017
0,017
0,015
0,015
0,013
0,013
0,017
0,016
0,016
0,016
0,014
0,018
0,018
0,016
0,016
0,016
0,016
0,014
0,014
0,019
0,018

Vi

(mm/min)
270
270
220
380
380
380
310
310
245
425
345
345
345
270
545
545
440
440
440
350
230
605
605
605
490
490
490
385
890
890
890
720
720
720
570
570
375
375
720
585
585
570
460
635
635
515
515
515
515
405
405
655
530

\%

c
(m/min)

a
(mm)
0,007
0,011
0,006
0,020
0,014
0,014
0,008
0,005
0,005
0,018
0,010
0,010
0,006
0,006
0,021
0,021
0,012
0,008
0,008
0,005
0,003
0,040
0,028
0,028
0,016
0,016
0,010
0,010
0,050
0,035
0,035
0,020
0,020
0,013
0,013
0,008
0,008
0,005
0,042
0,024
0,015
0,049
0,028
0,075
0,053
0,030
0,030
0,030
0,019
0,019
0,011
0,063
0,036

SOLID CARBIDE TOOLS -

TECHNICAL DATA

Hardened steel

HRc 45 ~ HRc 55
1500 ~ 2000 N/mm?2

n
(U/min)

32.100
28.500
25.650
22.800
22.800
22.800
20.520
20.520
18.240
22.800
20.520
20.520
20.520
18.240
22.800
22.800
20.520
20.520
20.520
18.240
13.680
22.800
22.800
22.800
20.520
20.520
20.520
18.240
20.500
20.500
20.500
18.450
18.450
18.450
16.400
16.400
12.300
12.300
18.200
16.380
16.380
16.000
14.400
16.000
16.000
14.400
14.400
14.400
14.400
12.800
12.800
14.800
13.320

f

z
(mm)
0,003
0,004
0,004
0,006
0,006
0,006
0,005
0,005
0,005
0,006
0,006
0,006
0,006
0,005
0,009
0,009
0,008
0,008
0,008
0,007
0,006
0,010
0,010
0,010
0,009
0,009
0,009
0,008
0,016
0,016
0,016
0,015
0,015
0,015
0,013
0,013
0,011
0,011
0,013
0,012
0,012
0,013
0,012
0,015
0,015
0,013
0,013
0,013
0,013
0,012
0,012
0,017
0,015

Vi

(mm/min)
200
230
185
280
280
280
225
225
180
285
230
230
230
180
405
405
330
330
330
260
170
450
450
450
365
365
365
290
665
665
665
540
540
540
425
425
280
280
485
395
395
425
345
475
475
385
385
385
385
305
305
490
395

\%

c
(m/min)
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KDNRAD‘W SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

Design KTHS
MATERIAL Non-alloyed steel / Alloy steel / Cast iron Alloy steel / Heat resistant steel Hardened steel
Hardness / ~HRc 35 HRc 35 ~ HRc 45 HRc 45 ~ HRc 55
Strengh ~ 1100 N/mm? 1110 ~ 1500 N/mm? 1500 ~ 2000 N/mm?
d L, a n f v, v, a n f v, v, a n f v, v,
p z c p z c p z c

(mm) (mm) (mm) (U/min) (mm) (mm/min) (m/min) (mm) (U/min) (mm) (mm/min) (m/min) (mm) (U/min) (mm) (mm/min) (m/min)
1,8 12,0 0,065 16.020 0,021 680 91 0,050 15.120 0,018 530 86 0,036 13.320 0,015 395 75
2,0 6,0 0,180 14.400 0,028 820 90 0,140 13.600 0,023 620 85 0,100 12.000 0,020 475 75
2,0 8,0 0,126 14.400 0,028 820 90 0,098 13.600 0,023 620 85 0,070 12.000 0,020 475 75
2,0 10,0 0,126  14.400 0,028 820 90 0,098 13.600 0,023 620 85 0,070 12.000 0,020 475 75
2,0 12,0 0,072 12.960 0,026 665 81 0,056 12.240 0,020 500 77 0,040 10.800 0,018 385 68
2,0 14,0 0,072 12.960 0,026 665 81 0,056 12.240 0,020 500 7 0,040 10.800 0,018 385 68
2,0 16,0 0,072 12.960 0,026 665 81 0,056 12.240 0,020 500 77 0,040 10.800 0,018 385 68
2,0 20,0 0,045 12960 0,026 665 81 0,035 12.240 0,020 500 7 0,025 10.800 0,018 385 68
2,5 8,0 0,158 12.300 0,039 970 97 0,123 11.600 0,029 680 91 0,088 10.300 0,025 510 81
2,5 12,0 0,158 12.300 0,039 970 97 0,123 11.600 0,029 680 il 0,088 10.300 0,025 510 81
2,5 16,0 0,090 11.070 0,035 785 87 0,070 10.440 0,026 550 82 0,050 9.270 0,022 415 73
2,5 20,0 0,090 11.070 0,035 785 87 0,070  10.440 0,026 550 82 0,050 9.270 0,022 415 73
3,0 8,0 0,270  10.900 0,039 860 103 0,210 10.300 0,029 605 97 0,150  6.600 0,034 450 62
3,0 10,0 0,189 10.900 0,039 860 103 0,147 10.300 0,029 605 97 0,105 6.600 0,034 450 62
3,0 12,0 0,189 10.900 0,039 860 103 0,147  10.300 0,029 605 97 0,105 6.600 0,034 450 62
3,0 14,0 0,189 10.900 0,039 860 103 0,147 10.300 0,029 605 97 0,105 6.600 0,034 450 62
3,0 16,0 0,108 9.810 0,035 695 92 0,084 9.270 0,026 490 87 0,060 5.940 0,031 365 56
3,0 18,0 0,108 9.810 0,035 695 92 0,084 9.270 0,026 490 87 0,060 5.940 0,031 365 56
3,0 20,0 0,108 9.810 0,035 695 92 0,084 9.270 0,026 490 87 0,060 5940 0,031 365 56
3,0 26,0 0,068 9.810 0,035 695 92 0,053 9.270 0,026 490 87 0,038 5940 0,031 365 56
4,0 10,0 0,360 8.000 0,081 1300 101 0,280 7.600 0,076 1160 96 0,200 6.700 0,057 770 84
4,0 12,0 0,360 8.000 0,081 1300 101 0,280 7.600 0,076 1160 96 0,200 6.700 0,057 770 84
4,0 16,0 0,252 8.000 0,081 1300 101 0,196 7.600 0,076 1160 96 0,140 6.700 0,057 770 84
4,0 18,0 0,252  8.000 0,081 1300 101 0,196  7.600 0,076 1160 96 0,140 6.700 0,057 770 84
4,0 20,0 0,252  8.000 0,081 1300 101 0,196  7.600 0,076 1160 96 0,140 6.700 0,057 770 84
4,0 26,0 0,144 7.200 0,073 1055 90 0,112  6.840 0,069 940 86 0,080 6.030 0,052 625 76
4,0 30,0 0,144  7.200 0,073 1055 90 0,112  6.840 0,069 940 86 0,080 6.030 0,052 625 76
5,0 20,0 0,315 6.400 0,090 1155 101 0,245 6.100 0,074 900 96 0,175 5400 0,056 605 85
5,0 30,0 0,180  5.760 0,081 935 90 0,140 5.790 0,066 730 86 0,100 4.860 0,050 490 76
5,0 35,0 0,180 5.760 0,081 935 90 0,140 5.790 0,066 730 86 0,100 4.860 0,050 490 76
5,0 40,0 0,180 5.760 0,081 935 90 0,140 5.790 0,066 730 86 0,100 4.860 0,050 490 76
5,0 50,0 0,113 5760 0,081 935 90 0,088 5790 0,066 730 86 0,063 4.860 0,050 490 76
6,0 15,0 0,540 5.300 0,100 1055 100 0,420 5.000 0,082 820 94 0,300 4.400 0,063 550 83
6,0 20,0 0,378 5.300 0,100 1055 100 0,294 5.000 0,082 820 94 0,210  4.400 0,063 550 83
6,0 30,0 0,378 5.300 0,100 1055 100 0,294  5.000 0,082 820 94 0,210 4.400 0,063 550 83
8,0 25,0 0,504 4.000 0,119 950 101 0,392 3.800 0,099 750 96 0,280 3.300 0,076 500 83
10,0 30,0 0,900 3.200 0,141 900 101 0,700  3.050 0,111 680 96 0,500 2.630 0,076 400 83
10,0 45,0 0,630 3.200 0,141 900 101 0,490 3.050 0,111 680 96 0,350 2.630 0,076 400 83
12,0 35,0 1,080 2.650 0,151 800 100 0,840 2520 0,119 600 95 0,600 2.180 0,080 350 82
12,0 50,0 0,756 2650 0,151 800 100 0,588 2520 0,119 600 95 0,420 2.180 0,080 350 82

Depth of cut in one pass

The recommended cutting data are only approximate values. It may be necessary to adjust them to each individual machining application.
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SOLID CARBIDE TOOLS -
TECHNICAL DATA

Recommended cutting data feed tables

Design KTHS

30.000

20,0 10,0

30.000

30.000

30.000

30.000

23.800

14.900

8.340

6.660

5.580

4.170

3.750

2.670

0,019
0,029
0,039
0,048
0,054
0,074
0,121
0,174
0,189
0,199
0,212
0,224

0,264

1140

1740

2340

2880

3240

3510

3600

2910

2520

2220

1770

1680

1410

168

30.000 0,017 1020 38 27.000 0,017 900 34
30.000 0,025 1500 57 27.000

30.000 0,033 1980 75

30.000 0,042 2520 94 27.000

28.800 0,047 2700

8.040

2.580

0,153 2460

0,227 1170 162

27.000

25.800

19.200

12.000

6.600

5.400

4.500

3.360

3.030

2.160

0,024
0,033
0,042
0,047
0,063
0,100
0,141
0,150
0,160
0,170
0,178

0,208

1320

1800

2280

2400

2400

2400

1860

1620

1440

1140

1080

900

MATERIAL Non-alloyed steel / Alloy steel / Cast iron Alloy steel / Heat resistant steel Hardened steel
~HRc 35 HRc 35 ~ HRc 45 HRc 45 ~ HRc 55
Hardness / Strengh ~ 1100 N/mm2 1110 ~ 1500 N/mm? 1500 ~ 2000 N/mm?
d R n f, v, v, n f, v, v, n f, 2 v,
(mm) (mm) (U/min) (mm) (mm/min) (m/min) (U/min) (mm) (mm/min) (m/min) (U/min) (mm) (mm/min) (m/min)

136

0,05 xd

The recommended cutting data are only approximate values. It may be necessary to adjust them to each individual machining application.
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TECHNICAL DATA

Recommended cutting data feed tables

Design KTHS
MATERIAL Non-alloyed steel / Alloy steel / Cast iron Alloy steel / Heat resistant steel Hardened steel
Hardness / ~HRc 35 HRc 35 ~ HRc 45 HRc 45 ~ HRc 55
Strengh ~ 1100 N/mm? 1110 ~ 1500 N/mm? 1500 ~ 2000 N/mm?
d L, a n f v, v, a n f v, v, a n f v, v,
p z c p z c p z c

(mm) (mm) (mm) (U/min) (mm) (mm/min) (m/min) (mm) (U/min) (mm) (mm/min) (m/min) (mm) (U/min) (mm) (mm/min) (m/min)
0,2 0,5 0,018 50.000 0,003 335 31 0,014 50.000 0,003 310 31 0,010 43.200 0,003 260 27
0,2 1,0 0,013 50.000 0,003 335 31 0,010 50.000 0,003 310 31 0,007 43.200 0,003 260 27
0,2 1,5 0,007 45.000 0,003 270 28 0,006 45.000 0,003 250 28 0,004 38.880 0,003 210 24
0,2 3,0 0,003 45.000 0,003 270 28 0,003 45.000 0,003 250 28 0,002 38.880 0,003 210 24
0,3 1,0 0,019 50.000 0,005 475 47 0,015 50.000 0,004 430 47 0,011 42.800 0,004 365 40
0,3 1,5 0,019 50.000 0,005 475 47 0,015 50.000 0,004 430 47 0,011 42.800 0,004 365 40
0,3 2,0 0,011  45.000 0,004 385 42 0,008 45.000 0,004 350 42 0,006 38.520 0,004 295 36
0,3 3,0 0,007 45.000 0,004 385 42 0,005 45.000 0,004 350 42 0,004 38.520 0,004 295 36
0,4 1,0 0,036 41.000 0,006 490 52 0,028 38.800 0,005 425 49 0,020 34.200 0,005 340 43
0,4 1,5 0,025 41.000 0,006 490 52 0,020 38.800 0,005 425 49 0,014 34.200 0,005 340 43
0,4 2,0 0,025 41.000 0,006 490 52 0,020 38.800 0,005 425 49 0,014 34200 0,005 340 43
0,4 3,0 0,014  36.900 0,005 395 46 0,011 34.920 0,005 345 44 0,008 30.780 0,004 275 39
0,4 4,0 0,009 36.900 0,005 395 46 0,007 34.920 0,005 345 44 0,005 30.780 0,004 275 39
0,4 5,0 0,009 32.800 0,005 315 41 0,007  31.040 0,004 270 39 0,005 27.360 0,004 220 34
0,4 6,0 0,005 32.800 0,005 315 41 0,004 31.040 0,004 270 39 0,003 27.360 0,004 220 34
0,5 1,0 0,045 34.200 0,010 685 54 0,035 32.300 0,009 580 51 0,025 28.500 0,009 515 45
0,5 2,0 0,032 34200 0,010 685 54 0,025 32.300 0,009 580 51 0,018 28.500 0,009 515 45
0,5 3,0 0,018 30.780 0,009 555 48 0,014 29.070 0,008 470 46 0,010 25.650 0,008 415 40
0,5 4,0 0,018 30.780 0,009 555 48 0,014 29.070 0,008 470 46 0,010 25.650 0,008 415 40
0,5 5,0 0,011 30.780 0,009 555 48 0,009 29.070 0,008 470 46 0,006 25.650 0,008 415 40
0,5 6,0 0,011 27.360 0,008 440 43 0,009 25.840 0,007 370 41 0,006 22.800 0,007 330 36
0,5 8,0 0,007 20.520 0,007 290 32 0,005 19.380 0,006 245 30 0,004 17.100 0,006 215 27
0,5 10,0 0,005 20.520 0,007 290 32 0,004 19.380 0,006 245 30 0,003 17.100 0,006 215 27
0,6 1,0 0,038 34.200 0,015 1025 64 0,029 32.300 0,013 840 61 0,021 28.500 0,012 685 54
0,6 2,0 0,038 34200 0,015 1025 64 0,029 32300 0,013 840 61 0,021  28.500 0,012 685 54
0,6 3,0 0,038 34.200 0,015 1025 64 0,029 32.300 0,013 840 61 0,021 28.500 0,012 685 54
0,6 4,0 0,022 30.780 0,013 830 58 0,017 29.070 0,012 680 55 0,012 25650 0,011 555 48
0,6 5,0 0,014 30.780 0,013 830 58 0,011 29.070 0,012 680 55 0,008 25.650 0,011 555 48
0,6 6,0 0,014 30.780 0,013 830 58 0,011 29.070 0,012 680 55 0,008 25.650 0,011 555 48
0,6 8,0 0,008 27.360 0,012 655 52 0,006 25.840 0,010 540 49 0,005 22.800 0,010 440 43
0,6 10,0 0,005 20.520 0,010 430 39 0,004 19.380 0,009 355 37 0,003 17.100 0,008 290 32
0,6 12,0 0,005 20.520 0,010 430 39 0,004 19.380 0,009 355 37 0,003 17.100 0,008 290 32
0,7 6,0 0,016  30.780 0,015 915 68 0,012 29.070 0,013 755 64 0,009 25.650 0,012 620 56
0,8 2,0 0,072 34200 0,018 1230 86 0,056 32.300 0,016 1035 81 0,040 28.500 0,015 855 72
0,8 3,0 0,050 34.200 0,018 1230 86 0,039 32300 0,016 1035 81 0,028 28.500 0,015 855 72
0,8 4,0 0,050 34.200 0,018 1230 86 0,039 32.300 0,016 1035 81 0,028 28.500 0,015 855 72
0,8 5,0 0,029 30.780 0,016 995 77 0,022 29.070 0,014 840 73 0,016 25.650 0,014 695 64
0,8 6,0 0,029 30.780 0,016 995 77 0,022 29.070 0,014 840 73 0,016  25.650 0,014 695 64
0,8 8,0 0,018 30.780 0,016 995 77 0,014 29.070 0,014 840 73 0,010 25.650 0,014 695 64
0,8 10,0 0,018 27.360 0,014 785 69 0,014 25840 0,013 660 65 0,010 22.800 0,012 545 57
1,0 5,0 0,063 30.800 0,025 1540 97 0,049 29.100 0,023 1310 91 0,035 25.700 0,021 1075 81
1,0 6,0 0,036 27.720 0,022 1245 87 0,028 26.190 0,020 1060 82 0,020 23.130 0,019 870 73

Depth of cut in one pass

The recommended cutting data are only approximate values. It may be necessary to adjust them to each individual machining application.
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Recommended cutting data feed tables

Design KTHS
MATERIAL
Hardness /

Strengh

d 1,
(mm) (mm)
1,0 8,0
2,0 8
2,0 10
3,0 8
3,0 10
3,0 12
3,0 14
3,0 16
3,0 18
3,0 20
3,0 26
3,0 30
3,0 35
4,0 10
4,0 12
4,0 14
4,0 16
4,0 18
4,0 20
4,0 26
4,0 30
4,0 35
4,0 40
5,0 30
6,0 20
6,0 30
8,0 25
8,0 35
10,0 30
10,0 40
12,0 32

Non-alloyed steel / Alloy steel / Cast iron

a
(mm)
0,036
0,126
0,126
0,270
0,189
0,189
0,189
0,108
0,108
0,108
0,068
0,068
0,068
0,360
0,360
0,252
0,252
0,252
0,252
0,144
0,144
0,090
0,090
0,180
0,378
0,378
0,504
0,504
0,900
0,630
1,080

n
(Uimin)
27.720
18.000
18.000
13.700
13.700
13.700
13.700
12.330
12.330
12.330
12.330
12.330
10.960

~HRc 35
~ 1100 N/mm?
fz vf

(mm) (mm/min)
0,022 1245
0,050 1795
0,050 1795
0,075 2050
0,075 2050
0,075 2050
0,075 2050
0,067 1660
0,067 1660
0,067 1660
0,067 1660
0,067 1660
0,060 1310
0,100 1965
0,100 1965
0,100 1965
0,100 1965
0,100 1965
0,100 1965
0,090 1590
0,090 1590
0,090 1590
0,090 1590
0,108 1495
0,146 1900
0,146 1900
0,186 1800
0,186 1800
0,214 1650
0,214 1650
0,238 1520

\"

(m/min)
87
113
113
129
129
129
129
116
116
116
116
116
103
123
123
123
123
123
123
111
111
111
111
109
123
123
122
122
121
121
121

Alloy steel / Heat resistant steel

a
P

(mm)
0,028
0,098
0,098
0,210
0,147
0,147
0,147
0,084
0,084
0,084
0,053
0,053
0,053
0,280
0,280
0,196
0,196
0,196
0,196
0,122
0,122
0,070
0,070
0,140
0,294
0,294
0,392
0,392
0,700
0,490
0,840

HRc 35 ~ HRc 45
1110 ~ 1500 N/mm?

n
(Uimin)
26.190
17.000
17.000
12.900
12.900
12.900
12.900
11.610
11.610
11.610
11.610
11.610
10.320

vf
(mm/min)
1060
1525
1525
1730
1730
1730
1730
1400

Depth of cut in one pass

\"

(m/min)
82
107
107
122
122
122
122
109
109
109
109
109
97
117
117
117
17
117
17
105
105
105
105
103
17
117
116
116
116
116
115

a
P

(mm)
0,020
0,070
0,070
0,150
0,105
0,105
0,105
0,060
0,060
0,060
0,038
0,038
0,038
0,200
0,200
0,140
0,140
0,140
0,140
0,080
0,080
0,050
0,050
0,100
0,210
0,210
0,280
0,280
0,500
0,350
0,600

SOLID CARBIDE TOOLS -

TECHNICAL DATA

Hardened steel

HRc 45 ~ HRc 55
1500 ~ 2000 N/mm?

n
(Uimin)
23.130
15.000
15.000
11.400
11.400
11.400
11.400
10.260
10.260
10.260
10.260
10.260
9.120
8.200
8.200
8.200
8.200
8.200
8.200
7.380
7.380
7.380
7.380
5.760

The recommended cutting data are only approximate values. It may be necessary to adjust them to each individual machining application.

f

(mm)
0,019
0,043
0,043
0,063
0,063
0,063
0,063
0,057
0,057
0,057
0,057
0,057
0,050
0,085
0,085
0,085
0,085
0,085
0,085
0,077
0,077
0,077
0,077
0,090
0,121
0,121
0,160
0,160
0,188
0,188
0,208

vf
(mm/min)
870
1285
1285
1435
1435
1435
1435
1160

\"

c
(m/min)

269



KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

Design KTHS
MATERIAL Non-alloyed steel / Alloy steel / Cast iron Alloy steel / Heat resistant steel Hardened steel
Hardness / Strengh ~HRc 35 HRc 35 ~ HRc 45 HRc 45 ~ HRc 55
9 ~ 1100 N/mm?2 1110 ~ 1500 N/mm? 1500 ~ 2000 N/mm?
d n f, Vv, v, n f, v, A n f, A A
(mm) (U/min) (mm) (mm/min) (m/min) (U/min) (mm) (mm/min) (m/min) (U/min) (mm) (mm/min) (m/min)

60 | 695 0025 695 131 | 4200 0026 430 79 | 2500 0009 85 47

80 | 5250 003 745 132 | 3150 0032 400 79 | 2100 0014 115 53
90 | 4660 0037 695 132 | 2830 0031 355 80 | 1900 0014 105 54

25,0 1.700 0,039 265 134 1.050 0,032 135 82 680 0,012 32 53

1,0xd

0,05 xd

The recommended cutting data are only approximate values. It may be necessary to adjust them to each individual machining application.
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Recommended cutting data feed tables

Design KTHS

SOLID CARBIDE TOOLS -
TECHNICAL DATA

MATERIAL Non-alloyed steel / Alloy steel / Cast iron Alloy steel / Heat resistant steel
Hardness / ~HRc 35 HRc 35 ~ HRc 45
Strengh ~ 1100 N/mm?2 1110 ~ 1500 N/mm?2
d I, a, n f, Vv, v, a, n f, Vv, A a,
(mm) (mm) (mm) (U/min) (mm) (mm/min) (m/min) (mm) (U/min) (mm) (mm/min) (m/min) (mm)

29.790 0,002 0,009

0,015
0,009
0,011
0,011

0,005

19.440 0,003 0,007

0,012
0,025
0,014
0,018
0,018
0,042
0,024
0,063
0,036
0,023
0,120
0,084
0,126
0,168
0,210
0,252

20,0 40

29.750 0,003

26.780 0,003

23.760 0,003

23.760 0,003

21.600 0,004 136 0,032  13.800

0,018 12.420 0,005 225 78 0,014
0,047 10.300 0,008 310 97 0,038

0,022

0,025
19.440 0,004

15.900 0,006 150

14.310 0,006 0,027

0,014
0,072
0,050
0,076

0,024 430 114

9.270 0,007

14.310 0,006 135

12.800 0,010
12.800 0,010
9.500 0,013

7.200 0,019 0,126  4.550

0,158  4.000 0,027 430 126 0,126
0,189 3.340 0,028 380 126 0,151

210

0,101

6.000 0,023

5.000 0,022 188

0,600 3.000 0,023 270 188 0,450 1950 0,027 123 0,360

Hardened steel

HRc 45 ~ HRc 55
1500 ~ 2000 N/mm?
n f, Vv, v,
(U/min) (mm) (mm/min) (m/min)

11.880 0,002

11.700 0,003
10.530 0,003
9.180 0,003
9.180 0,003
8.640 0,004
7.780 0,004
6.300 0,006
5.670 0,005
5.670 0,005
5.150 0,008
5.150 0,008
3.930 0,013
3.020 0,017
2420 0,021

2.000 0,020

1.200 0,021 100 75

e

1,0xd

0,05 xd

The recommended cutting data are only approximate values. It may be necessary to adjust them to each individual machining application.
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TECHNICAL DATA

Recommended cutting data feed tables

Design KTHS

MATERIAL Non-alloyed steel / Alloy steel / Cast iron Alloy steel / Heat resistant steel Hardened steel
Hardness / Strengh ~HRc 35 HRc 35 ~ HRc 45 HRc 45 ~ HRc 55
9 ~ 1100 N/mm? 1110 ~ 1500 N/mm?2 1500 ~ 2000 N/mm?2
d n f, 2 A n f, 2 A n f, 2 v,
(mm) (U/min) (mm) (mm/min) (m/min) (U/min) (mm) (mm/min) (m/min) (U/min) (mm) (mm/min) (m/min)

22000 0,004 310 104 13500 0,004 230 64 8.500 0,004 120 40
15.000 0,006 330 118 9.500 0,007 250 75 6.100 0,005 130 48
40 | 10720 0,010 420 135 6.820 0,011 300 86 4.300 0,008 140 54

60 | 7.900 0,014 430 149 5.040 0,018 360 95 3.280 0,013 170 62
5.040 0,023 460 158 3.280 0,027 360 103 2.020 0,021 170 63
3.100 0,023 280 156 2.100 0,027 230 106 1.280 0,022 115 64

T e

A A
© hel
x x
o o
o o~
\4 \4
0,05 xd 0,02 xd

The recommended cutting data are only approximate values. It may be necessary to adjust them to each individual machining application.
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TECHNICAL DATA

Recommended cutting data feed tables

Design KTHS
MATERIAL Non-alloyed steel / Alloy steel / Cast iron Alloy steel / Heat resistant steel Hardened steel
Hardness / Strengh ~HRc 35 HRc 35 ~ HRc 45 HRc 45 ~ HRc 55
9 ~ 1100 N/mm?2 1110 ~ 1500 N/mm? 1500 ~ 2000 N/mm?
d n f, Vv, v, n f, Vv, A n f, v, v,
(mm) (U/min) (mm) (mm/min) (m/min) (U/min) (mm) (mm/min) (m/min) (U/min) (mm) (mm/min) (m/min)

.60 | 6950 0025 695 131 | 4200 0026 43 79 | 2500 0009 8 47

80 | 5250 0035 745 132 | 3150 0032 400 79 | 2100 0014 115 53
90 | 4660 0037 695 132 | 2830 0031 355 80 | 1900 0014 105 54

25,0 1.700 0,039 265 134 1.050 0,032 135 82 680 0,012 32 53

e

1,0xd

0,05 xd

The recommended cutting data are only approximate values. It may be necessary to adjust them to each individual machining application.
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SOLID CARBIDE TOOLS -
TECHNICAL DATA

KONRAD

yTOOLS /

Recommended cutting data feed tables

Design KTHS
MATERIAL Non-alloyed steel / Alloy steel / Cast iron Alloy steel / Heat resistant steel Hardened steel
~HRc 35 HRc 35 ~ HRc 45 HRc 45 ~ HRc 55
Hardness / Strengh ~ 1100 N/mm? 1110 ~ 1500 N/mm? 1500 ~ 2000 N/mm?
d [ n f, 2 v, n f, v, v, n f, 2 A
(mm) (mm) (U/min) (mm) (mm/min) (m/min) (U/min) (mm) (mm/min) (m/min) (U/min) (mm) (mm/min) (m/min)

A A
© ©
x x
0 <
o~ o~
Y Y
The recommended cutting data are only approximate valu-
es. It may be necessary to adjust them to each individual
machining application.
0,05 xd 0,02xd




KUNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

Design KTHS

MATERIAL Non-alloyed steel / Alloy steel / Cast iron Alloy steel / Heat resistant steel Hardened steel
Hardness / ~HRc 35 HRc 35 ~ HRc 45 HRc 45 ~ HRc 55
Strengh ~ 1100 N/mm?2 1110 ~ 1500 N/mm?2 1500 ~ 2000 N/mm?2
d l, a, n f, \2 v, a, n f, \2 v, a, n f, \2 v,
(mm) (mm) (mm) (U/min) (mm) (mm/min) (m/min) (mm) (U/min) (mm) (mm/min) (m/min) (mm) (U/min) (mm) (mm/min) (m/min)

0,015 22.000 0,004 310 69 0,011 13500 0,003 180 42 0,009 8500 0,001
0,008 19.800 0,003 250 62 0,005 7.650 0,001
0,008  5.850 0,002
0,013 15.300 0,004 260 72 0,008 5.850 0,002
0,029 13.900 0,006 330 87 0,018 6.000 0,003
0,017 12510 0,005 265 79 0,013 8160 0,005 160 51 0,010 5.400 0,002
0,044 10.700 0,009 380 101 0,026 4.030 0,004
0,025 9.630 0,008 310 91 0,015 3.630 0,004
0,016 9.630 0,008 310 91 0,012 6.000 0,008 198 57 0,009 3.630 0,004
0,059 9.070 0,019 680 114 0,035 3530 0,005
0,034 8160 0,017 550 103 0,020 3.180 0,004
0,074 7560 0,024 720 119 0,044 2780 0,008
0,126 6.670 0,030 790 126 0,076  2.400 0,010
0,118 5.040 0,042 850 127 | 0,088 3.020 0,037 450 76 0,071 2.010 0,016
0,210 3910 0,047 730 123 0,126 1.630 0,016
0,252 3300 0,047 620 124 0,151 1.400 0,017

1,0xd

The recommended cutting data are only approximate values. It may be necessary to adjust them to each individual machining application.
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KONRAD 4IS[[EEY

Recommended cutting data feed tables

Design KTHS

Normal speed

SOLID CARBIDE TOOLS -
TECHNICAL DATA

MATERIAL

Hardness / Strengh

n
(U/min)

5.840

60 | 30
80 | 40
100 | 40
120 | 50

4.410
3.530
2.980
200 | 45 |

2.205

1.765

High speed

Non-alloyed steel / Alloy steel / Cast iron

~HRc 35
~ 1100 N/mm?
fz Vf Vc
(mm) (mm/min) (m/min)

0,051 1.785

0,067 1.785
0,099 2.100
0,084 1.500
0,100 1.325

0,100 1.060

01xd,

Alloy steel / Heat resistant steel

n
(U/min)

4.075

HRc 35 ~ HRc 45
1110 ~ 1500 N/mm?

f

z
(mm)

0,050

Vf
(mm/min)

1.225

Hardened steel

HRc 45 ~ HRc 55
1500 ~ 2000 N/mm?

\% n f 2 \%

c z
(U/min)

1.660 0,019 190 31

c
(m/min)

(m/min) (mm) (mm/min)

3.085 0,066 1.225 78 1.220 0,026 190 31
2.435 0,099 1.440 76 1.050 0,035 220 33
2.100 0,082 1.035 79 880 0,031 165 33

111 1.555 0,099 925 78 670 0,034 135 34

1.220 0,099 725 77 525 0,037 115 33

1,5xd

0,05 xd,

MATERIAL

Hardness / Strengh

d | n

- 80 | 40 | 13230
100 | 40 | 10480
160 | 40 |

|45 |

8.820

6.615

5.290

Alloy steel / Heat resistant steel

HRc 35 ~ HRc 45
1110 ~ 1500 N/mm?

fz Vf Vc

(mm/min) (m/min)

0,051 5.435
0,068 5.435
0,100 6.290
0,085 4.500
0,100 3.970

0,101 3.205

e

1,5xd

0,05xd

n
(U/min)

8.820

6.615

5.290

4.410

3.320

Hardened steel

HRc 45 ~ HRc 55
1500 ~ 2000 N/mm?

0,051
0,069
0,101
0,085
0,100

0,097

f
(mnVmin)

2.720

2.725

3.205

2.245

1.985

1.545

1,0xd

0,05 xd

V,

c
(m/min)

The recommended cutting data are only approximate
values.

It may be necessary to adjust them to each individual
machining application.



PM-HSS MILLS

PERFECT HARDNESS TO TOUGHNESS RATIO

Powder metal high speed steel tools are good alternative to
solid carbide tools for certain application thanks to the good
hardness and toughness ratio.
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KUNRADm PM-HSS MILLING CUTTERS

KTW - metal powder HSS milling cutters

Numbre of
flutes

Description Type Design Helix angle Picture Page

KTW 02L 2 PM-HSS end mill long 30°

KTW 03XS 3 PM-HSS end-mill extra short 30°

KTW 04S /
KTW 06S

4-6 PM-HSS end-mill short 30°

KTW 0381/
KTW 0481/
KTW 0581/
KTW 06S1

3-6  PM-HSS roughing end-mill short 30°

KTW 03L1/
KTW 04L1/
KTW 05L1/
KTW 06L1

3-6  PM-HSS roughing end-mill long 30°

MNNNNNNNNNN
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KONRAD A[\[/E:4

KTW - metal powder HSS milling cutters

Numbre of

Description flutes

Type Design Helix angle

PM-HSS MILLING CUTTERS

Picture Page

KTW 0382/
KTW 0482/
KTW 0582/
KTW 06S2

3-6  PM-HSS roughing end-mill short 4

KTW 04XL /
KTW 05XL

4-5  PM-HSS roughing end-mill extra long 30

=
W
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KTW

PERFECT HARDNESS TO TOUGHNESS RATIO

These universal powder metal cutters with their TiAIN
coating are extremely strong, tough and wear re-
sistant, therefore achieving excellent tool life.
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KDNRAD‘IEEE PM-HSS MILLING CUTTERS

Powder metal HSS end-mill

KTW 02S
2 flutes, short design

PMC

Shank DIN 6535HB d d, 1, 1
e8 he E
=
*
KTW 02S.0500-030 49 *
*
.
*
o
*
o
*
o
*
o
*
o
*
KTW 02S.2600-250 25 25 26 102 *
PMC = Powder metal HSS coated ﬂ PY
M )
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KDNRAD‘IEEE PM-HSS MILLING CUTTERS

Powder metal HSS end-mill

KTW 02L

2 flutes, long design

&

PM-HSS

PMC
Shank DIN 6535HB d d, 1, 1
e8 h6 g
(=
*
KTW 02L..0800-030 52 *
>
¢
*
.
*
.
*
.
*
.
*
.
*
KTW 02L.4500-250 25 25 45 121 *
PMC = Powder metal HSS coated ﬂ PY
M °
Q -
o
B o
- I
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KDNRAD‘IEEE PM-HSS MILLING CUTTERS

Powder metal HSS ball-nose end-mill

KTW 02S1 (o

2 flutes, short design l PAGE
HB | | 295297

|
R N\ 300/ N\ 2 J
— ) PM-HSS

= —_— = = \/ —
™

& J

PMC

Shank DIN 6535HB d d, 1, 1 R >
-0,03 hé 0,02 b=
(=
*
KTW 0251.0500-030 49 1,5 *
*
.
*
.
*
.
*
o
*
.
*
.
*
KTW 0251.2600-250 25 25 26 102 12,5 *
PMC = Powder metal HSS coated ﬂ PY
M °

< I

N

E 0

-+ I
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KONRAD A[\[/E:4

Powder metal HSS end-mill

KTW 03XS

3 flutes, extra short design

PM-HSS MILLING CUTTERS

. 300} . 3 J/

PM-HSS

Shank DIN 6535HB d d, 1

KTW 03XS.0500-030 49

KTW 03XS.0800-050 5 6 8 52
KTW 03XS.1000-070 7 10 10 60
KTW 03XS.1100-090 9 10 11 61

KTW 03XS.1600-120 12 12 16 73
KTW 03XS.1900-160 16 16 19 79
KTW 03XS.2200-200 20 20 22 88

KTW 03XS.2600-250 25 25 26 102

PMC = Powder metal HSS coated




KDNRAD‘IEEE PM-HSS MILLING CUTTERS

Powder metal HSS end-mill

KTW 03S )
3 flutes, short design

. 300} . 3 J
R - - 5 Y Punss
— v N

PMC
Shank DIN 6535HB d d, 1, 1
e8 he E
(=
*
KTW 03S.0800-030 52 *
*
¢
*
.
*
.
*
.
*
.
*
.
*
KTW 03S.4500-250 25 25 45 121 *
PMC = Powder metal HSS coated ﬂ PY
M °
Q -
]
H o |
- I
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KDNRAD‘IEEE PM-HSS MILLING CUTTERS

Powder metal HSS end-mill

KTW 04S / KTW 06S
4 - 6 flutes, short design

Shank DIN 6535HB d d, 1

KTW 04S.0800-030 52 4

KTW 04S.1300-050 5 6 13 57 4
KTW 04S.1600-070 7 10 16 66 4
KTW 045.1900-090 9 10 19 69 4

PMC = Powder metal HSS coated ﬂ °
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KDNRAD‘IEEE PM-HSS MILLING CUTTERS

Powder metal HSS end-mill

KTW 04L / KTW 06L
4 - 6 flutes, long design

Shank DIN 6535HB d d, 1

KTW 04L.1200-030 56 4

KTW 04L.2400-050 5 6 24 68 4
KTW 04L.3000-070 7 10 30 80 4
KTW 04L.3800-090 9 10 38 88 4

PMC = Powder metal HSS coated ﬂ °
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KUNRAD‘IEEE PM-HSS MILLING CUTTERS

Powder metal HSS roughing end-mill

J

KTW 03S1 / KTW 04S1 / KTW 05S1 / KTW 06S1 [ ®
3 - 6 flutes, short design l

PAGE
295-297 |

A
45°)
\>(2520 mm ] 30°)
)
/—Mf‘:

PM-HSS

L \/ ) <@20mm )

Shank DIN 6535HB d d, 1 1 Fase z

KTW 0351.1600-070 66 0,18 x 45° 3
PMC = Powder metal HSS coated B ¢ |
Eio
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KUNRAD‘IEEE PM-HSS MILLING CUTTERS

Powder metal HSS roughing end-mill

J

KTW 03ML / KTW 04ML / KTW 05ML / KTW 06ML [ ®
3 - 6 flutes, mid-length design l

PAGE
295-297 |

A
45°)
\>(2520 mm ] 30°)
)
/—Mf‘:

! ! PM-HSS

| | \/ <@20mm )

& J

Shank DIN 6535HB d d, 1 1 Fase z

KTW 03ML.1900-070 63 0,18 x 45° 3

KTW 04ML.5800-200 20 20 58 122 0,25 x 45° 4

PMC = Powder metal HSS coated Y
B
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KUNRAD‘IEEE PM-HSS MILLING CUTTERS

Powder metal HSS roughing end-mill

J

KTW 03L1 / KTW 04L1 / KTW 05L1 / KTW 06L1 [ ®
3 - 6 flutes, long design l

PAGE
295-297 |

A
45°)
\>(2520 mm ] 30°)
)
/—Mf‘:

PM-HSS

L \/ ) <@20mm )

Shank DIN 6535HB d d, 1 1 Fase z

KTW 03L1.3000-070 80 0,18 x 45° 3

KTW 04L1.7500-200 20 20 75 141 0,25 x 45° 4

PMC = Powder metal HSS coated B ¢ |
Eio
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KDNRAD‘IEEB PM-HSS MILLING CUTTERS

Powder metal HSS roughing end-mill

KTW 04XS1 / KTW 05XS1 / KTW 06XS1

4 - 6 flutes, extra short design

o
l PAGE

295-297
' *
45°
45°

| PM-HSS

| v

PMC
Shank DIN 6535HB d d, I, 1, 1 Fase z -
<
=
*
KTWOMXS1M00080 8 f0  m - 61 omxasy 4 e
*
KTWOsXS11600-20 12 12 15 28 73 o0%x43 4 &
*
*
*
KTWOeXS12200200 20 20 22 % & oax4¥ 6 e
*
PMC = Powder metal HSS coated E °
M °
< I
]
H o
- I
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KUNRAD‘IEEE PM-HSS MILLING CUTTERS

Powder metal HSS roughing end-mill

J

KTW 03S2 / KTW 04S2 /| KTW 05S2 / KTW 06S2 [ ®
3 -6 flutes, short design l

PAGE
295-297 |

' A
45°)

N 45°)

EEEE—

; | PM-HSS

v

45°

PMC
Shank DIN 6535HB d d, d, I, 1, I Fase z -
<
=
*
KTW 0452.1300-050 - - 57 0,13 x 45° 4 *
*
.
*
.
*
.
*
.
*
*
*
.
*
KTW 0652.4500-250 25 25 24,0 45 63 121 0,20 x 45° 6 *
PMC = Powder metal HSS coated ﬂ PY
M °
< IO
o
B o |
- I
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KONRAD A[\[/E:4

Powder metal HSS roughing end-mill

KTW 03S3 / KTW 04S3 / KTW 05S3 / KTW 06S3
3 -6 flutes, short design

PM-HSS MILLING CUTTERS

o
l PAGE

295-207 |

' A

4_50\‘ 45°)

= - = >@20 mm 30°)

| | )

- - PM-HSS W

| \/ "\':

<@20mm
PMC
Shank DIN 6535HB d d, 1, I Fase z -~
<
(=
*
KTW 03S3.1600-070 66 0,25 x 45° *
*
KTW 03S3.1900-090 19 69 0,36 x 45° 3 *
*
.
*
.
*
o
*
.
*
KTW 06S3.5300-320 32 32 53 133 0,55 x 45° 6 *
PMC = Powder metal HSS coated E °
M )
K )
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KONRAD PM-HSS MILLING CUTTERS

E

Powder metal HSS roughing end-mill

KTW 04XL / KTW 05XL

4 - 5 flutes, extra long design

o
l PAGE

295-297
' *
45°
30°

PM-HSS

v

]
=
o

Shank DIN 6535HB d d, d | Fase z

TiAIN

*

*

KTW 04XL.2600-120 , 125 0,50 x 45°

*

*

KTW 04XL.3800-200 20 20 18,0 38 108 160 0,55 x 45° 4

*

PMC = Powder metal HSS coated




G sPTOOLS / SOLID CARBIDE TOOLS -
TECHNICAL DATA

Recommended cutting data Solid carbide end-mill

a < a § Cutting speed
= a g 'éa 3 S V_ (m/min)
T 5 Structure of the material groups 2 g 5 e
80 . igr 4x £ 5 D 2
T 5 and identification letters < o T £ g @

s ® = € () @ 2=
£, 2cE 2 £ I3
ar S22 & 3 =
125 428 P1 1,2 60-73-85
210 708 P3 1,2 45-53 -60
300 1013 P5 1,0 30-35-40
220 745 P6 1,2

annealed 175 591 P7 1,2 40 -50 - 60
hardened and tempered 300 1013 P8 1,0

Low alloyed steel
hardened and tempered 380 1282 P9 0,8 30-35-40
hardened and tempered 430 1477 P10 0,8

200 675 P11 1,2 40 - 50 - 60

300 1013 P12 1,0

400 1361 P13 0,8 20-25-30

ferritic / martensitic, annealed 200 675 P14 1,0
Stainless steel i

martensitic, hardened and tempered 330 1114 P15 _
200 675 M1 1,0
300 1013 M2 0,9 15-18-20
230 778 M3 1,0

ferritic 200 675 K1 1,0 30-35-40

pearlitic 260 867 K2 0,8

180 602 K3 1,0 35-43-50
245 825 K4 1,0

Cast iron with nodular ferritic 155 518 K5 1,0 30-35-40

Malleable cast iron

graphite pearlitic 265 885 K6 1,0
Aluminium alloys not heat treatable 30 - N1
long chipping heat treatable, heat treated 100 343 N2

75 260 N3

90 314 N4

130 447 N5
Magnesium alloys 70 250 N6

100 343 N7

90 314 N8

110 382 N9
300 1013 N10
Lead alloys (without abrasive filling material) - - N11

Duroplastic (without abrasive filling material) - - N12
Plastic glas fibre reinforced GFRP - - N13
Plastic carbon fibre reinforced CFRP - - N14
Plastic aramid fibre reinforced KTRP - - N15
Graphite (tech.) 80 Shore - N16
200 675 S1

280 943 S2

250 839 S3 0,9
350 1177 S4 0,7
320 1076 S5 0,7

Non-ferrous materials

Pure titan 200 675 S6 1,0
Titanium alloys a- and B-alloys, heat treated 375 1262 S7
B-alloys 410 1396 S8
300 1013 S9 11
Molybdan alloys 300 1013 S10
50 HRC - H1
55 HRC - H2
60 HRC - H3
Hardened cast iron hardened 55 HRC - H4

The recommended cutting data are only approximate values. It may be necessary to adjust them to each individual machining application.
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KDNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

Feed per tooth fz[ m]

Full slot miliing (in one cut) Profile slot milling (internal profile milling) Circular ramping
N
N
d; Roughing Fine cutting
[mm] f, [mm] f, [mm] f, [mm] f, [mm] f, [mm]
1,5
3,0
5,0
7,0
9,0
12,0
16,0
20,0
25,0
30,0
40,0
Attention: For optimal Its itis r ded to climb mill. For axial plunge milling: = Table value/Number of teeth
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KDNRAD‘EEB SOLID CARBIDE TOOLS -

TECHNICAL DATA

Recommended cutting data feed tables

Feed per tooth fz[ m]

Fine cutting Roughing
@d, ad, 2d,
T T M
2,=0,2-0,3 mm
d, Geometry for peripheral milling Geometry for roughing
[mm] f, [mm] f, [mm] f, [mm] f, [mm] f, [mm] f, [mm]
1,0
1,5 0,007 0,007 0,007 0,007 0,007 0,007
2,0
3,0 0,012 0,012 0,010 0,013 0,012 0,010
4,0
5,0 0,026 0,020 0,015 0,021 0,018 0,016
6,0
7,0 0,045 0,028 0,021 0,031 0,027 0,022
8,0
9,0 0,061 0,036 0,025 0,052 0,034 0,031
10,0
12,0 0,091 0,049 0,034 0,057 0,047 0,041
14,0
16,0 0,121 0,067 0,046 0,079 0,066 0,057
18,0
20,0 0,151 0,083 0,057 0,101 0,084 0,073
22,0
25,0 0,188 0,104 0,072 0,129 0,108 0,093
28,0
30,0 0,225 0,127 0,088 0,161 0,135 0,116
32,0
40,0 0,240 0,170 0,120 0,200 0,160 0,140
Attention: For optimal Its itis r ded to climb mill. For axial plunge milling: = Table value/Number of teeth
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KONRAD 4I3[\[KY; SOLID CARBIDE TOOLS

SOLID CARBIDE THREAD
MILLING CUTTERS

Design
AFT - Thread milling cutter
ISO - internal thread

- Thread milling cutter
UNC - internal thread

- Thread milling cutter
UNF - internal thread

- Thread milling cutter
BSP - internal thread

- Thread milling cutter
NPT - internal threa
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KONRAD A[\[/E:4

Thread milling cutter ISO-internal thread

Numbre of
flutes

Description Type Design Helix angle Picture Page

medium length
with through tool 15°
coolant

Thread milling cutter

KTTH .ML4SO-A1 3-5 ISO - internal thread

Thread milling cutter

KTTH .S-ISO 3-5 ISO - internal thread

short 15°

short with through
tool coolant and 15°
chamfers

Thread milling cutter

KTTH .84S0O-A1C 3-5 ISO - internal thread

Thread milling cutter long with through tool 15°
ISO - internal thread  coolant and chamfers

KTTH 2L-ISO-A1C 2

MARNRRNYN
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KONRAD 4[i[s[K:)

Thread milling cutter UNC-internal thread

Description Nufm?gz of Type Design Helix angle Picture Page
KTTH .ML-UNC 3.5  Thread milling cutter ;00 jength 15°

UNC - internal thread

Thread milling cutter T | G

KTTH .ML-UNC-A1C 3-5 L with through tool coo- 15°
UNC - internal thread lant and chamfers
KTTH 3M-UNC 3 Thread milling cutter mini 15°

UNC - internal thread

=~
Y -
Z

Thread milling cutter UNF-internal thread

Numbre of

Description flutes Type Design Helix angle Picture Page
KTTH .ML-UNF 3-5 UNF - internal thread medium length 15° /
medium length
KTTH .ML-UNF-A1C 3-5 UNF - internal thread with through tool coo- 15°
lant and chamfers
Thread milling cutter BSP-internal thread
. Numbre of . . .
Description flutes Type Design Helix angle Picture Page
medium length
KTTH .ML-BSP-A1 3-5 BSP - internal thread with through tool 15°
coolant
Thread milling cutter BSP-internal thread
o Numbre of . . .
Description flutes Type Design Helix angle Picture Page
short with through
KTTH .ML-NPT-A1C 3-4 NPT - internal thread tool coolant and 15°

chamfers




KTTH

SOLID CARBIDE THREAD MILLS FOR STEEL,
ALUMINIUM AND NON-FERROUS MATERIALS.

Fine grain solid carbide cutters with TiAIN
coating, some with through tool coolant
and chamfering edge.
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KUNRAD‘mg SOLID CARBIDE THREAD

Thread milling cutter ISO-internal thread

MILLING CUTTERS

KTTH .ML-ISO 1(

l PAGE

3 - 5 flutes, 15 degree helix angle, mid-length design

S'"“IIII!!! —

Ultra micro
granulation

Shank DIN 6535HA G Thread P Pitch d d, |

KTTH 3ML-ISO.M4X0.7 M4 0,70 2,9 6 57 3

KTTH 3ML-ISO.M6X1.0 M6 1,00 4,5 6 13,00 57 3

KTTH 4ML-ISO.M10X1.5 M10 1,50 7,5 8 21,00 72 4
KTTH 4ML-ISO.M14X2.0 M14 2,00 10,0 10 30,00 83 4
KTTH 5ML-ISO.M18X2.5 M18 2,50 14,0 14 37,50 92 5

HC = Carbide coated

t

:




KDNRAD‘mg SOLID CARBIDE THREAD

MILLING CUTTERS

Thread milling cutter ISO-internal thread

KTTH .ML-ISO-A1 ) ot
3 - 4 flutes, 15 degree helix angle, mid-length design lPAGE

317

Ultra micro
granulation

=
L}
M

HC
Shank DIN 6535HA G Thread P Pitch d d, I, 1 z ~
<
=
*
KTTHIWLISOMBX125A1 M8 125 60 6 1750 & 3 &
R 2
\ KTTH 4ML-ISO.M12X1.75-A1 26,25 0
R 2
e
.
HC = Carbide coated .
M e
°
m ®
E ®
- [
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Thread milling cutter ISO-internal thread

KTTH .ML-ISO-A1C
3 - 4 flutes, 15 degree helix angle, mid-length design

d

SOLID CARBIDE THREAD
MILLING CUTTERS

Ultra micro
granulation

Shank DIN 6535HA G Thread P Pitch d d,

KTTH 3ML-ISO.M8X1.25-A1C

‘ KTTH 4ML-ISO.M12X1.7-A1C M12 1,75

KTTH 4ML-ISO.M16X2.0-A1C M16 2,00

I
o

»
® & 6 6 ¢ ¢ TAN

HC = Carbide coated

i

I




KDNRAD‘mg SOLID CARBIDE THREAD
MILLING CUTTERS

Thread milling cutter ISO-internal thread

KTTH .S-ISO (e
3 - 5 flutes, 15 degree helix angle, short design l

PAGE

Ultra micro
granulation

HC
Shank DIN 6535HA G Thread P Pitch d d, I, 1 z -
<
=
*
KTTH 3S-1ISO.M8X1.0 M8 1,00 6,0 6 13,00 57 3 *
*
o
*
o
*
.
*
o
*
o
*
KTTH 5S-1SO.M20X1.5 M20 1,50 16,0 16 31,50 92 5 *
HC = Carbide coated E °
M ®
K ®
m )
E ®

-
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KDNRAD‘mg SOLID CARBIDE THREAD
MILLING CUTTERS

Thread milling cutter ISO-internal thread

KTTH .S-ISO-A1 o ot
3 - 5 flutes, 15 degree helix angle, short design lPAGE

317

Ultra micro
< 1 » granulation

HC
Shank DIN 6535HA G Thread P Pitch d d, I, 1 z -
<
=
*
KTTH 3S-ISO.M8X1.0-A1 M8 1,00 6,0 6 13,00 57 3 *
*
.
*
KTTHASISOMIZXI25A1 M2 125 95 10 1875 72 4 &
*
KTTH4SISOMIOXISA1 M4 150 100 10 250 8 4 &
*
KTTH 4S-1ISO.M16X1.5-A1 M16 1,50 12,0 12 25,50 83 4 .
*
*
*
KTTH 5S-1ISO.M20X1.5-A1 M20 1,50 16,0 16 31,50 92 5 .
HC = Carbide coated ﬁ
~M e
°
m )
E ®
+ [
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KDNRAD‘mg SOLID CARBIDE THREAD
MILLING CUTTERS

Thread milling cutter ISO-internal thread

KTTH .S-ISO-A1C
3 - 5 flutes, 15 degree helix angle, short design

= .

Ultra micro
granulation

HC
Shank DIN 6535HA G Thread P Pitch d d, 1, I A z >
z
=
*
KTTH 4S-1S0.M10X1.0-A1C *
*
' KTTH 4S-1SO.M12X1.0-A1C M12 1,00 10,7 14 18,40 90 90° 4 e
*
KTTH 4S-1SO.M12X1.25-A1C *
*
KTTH 5S-1SO.M16X1.5-A1C M16 1,50 14,0 18 24,65 102 90° 5 *
HC = Carbide coated ﬁ °
M e

< I

I

307


serykh
Line
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KUNRAD‘mg SOLID CARBIDE THREAD
MILLING CUTTERS

Thread milling cutter ISO-internal thread

KTTH 3M-ISO [ ®
3 flutes, 15 degree helix angle, mini design l

PAGE

~N

Ultra micro
granulation

Shank DIN 6535HA G Thread P Pitch d d, 1

KTTH 3M-ISO.M2.2X0.45 M2,2 0,45 1,66 6 1,35 4,6 57 3
KTTH 3M-1SO.M2X0.4 M2 0,40 1,52 6 1,20 4,2 57 3

KTTH 3M-1SO.M4X0.7 M4 0,70 3,16 6 2,10 8,4 57 3
KTTH 3M-ISO.M6X1.0 M6 1,00 4,80 6 3,00 12,6 57 3
KTTH 3M-ISO.M10X1.5 M10 1,50 8,20 10 4,50 21,0 73 3

HC = Carbide coated

T




KONRAD A[\[/E:4

Drilling, countersinking and internal thread milling

SOLID CARBIDE THREAD
MILLING CUTTERS

KTTH 2L-ISO-A1C ) °
2 flutes, 15 degree helix angle, long design lPAGE
317
= ! :
A © 140
I
1]
k=1 1£<O° - =
|
o | \J45e
< Iy
Ultra micro
granulation
HC
Shank DIN 6535HA GThread PPitch d d. d  d, d | 1, 1, 1, 1 I
=z
<
-
*
KTTH 2L-1ISO.M8X1.25-A1C 9,0 1627 17,25 1,25 40 *
*
KTTH 2L-ISO.M12X1.7-A1C 14 1025 12,3 135 24,21 2538 150 45 *
*

HC = Carbide coated

T

T
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KDNRAD‘mg SOLID CARBIDE THREAD
MILLING CUTTERS

310

Thread milling cutter UNC-internal thread

KTTH .ML-UNC
3 - 5 flutes, 15 degree helix angle, mid-length design

PAGE

S,

A

R
he)
llll- M I ©
v
I ‘
R Ultra micro
< > granulation
HC
P Pitch
Shank DIN 6535HA G Thread d d, I, I z
[Inch] =
g
=
*
KTTH 3ML-UNC.5/16X18 *
*
‘ KTTH 4ML-UNC.7/16X14 7/16* 14 8,0 8 23,6 72 4 ‘ *
*
KTTH 4ML-UNC.9/16X12 *
*
KTTH 5ML-UNC.3/4X10 3/4* 10 14,0 14 40,6 104 5 *
HC = Carbide coated ﬁ
[ ]
M [ ]
H -
[~
E [ ]




KDNRAD‘mg SOLID CARBIDE THREAD
MILLING CUTTERS

Thread milling cutter UNC-internal thread

KTTH .ML-UNC-A1C ) ot
3 - 5 flutes, 15 degree helix angle, mid-length design lPAGE

317

YA
o ="

Ultra micro
granulation

HC
P Pitch
Shank DIN 6535HA G Thread d d, 1, I A z
[Inch] =
g
=
*
KTTH 3ML-UNC.5/16X18-A1C 5/16* *
*
' KTTH 4ML-UNC.7/16X14-A1C 716" 14 8,9 12 22,62 80 90° 4 e
*
KTTH 4ML-UNC.9/16X12-A1C 9/16" .
.
KTTH 5ML-UNC.3/4X10-A1C 3/4 10 16,0 20 39,29 110 90° 5 *
HC = Carbide coated ﬁ
°
M °
< I

I
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KDNRAD‘mg SOLID CARBIDE THREAD
MILLING CUTTERS

Thread milling cutter UNC-internal thread

KTTH 3M-UNC (e
3 flutes, 15 degree helix angle, mini design l

PAGE

UNC

Ultra micro
granulation

HC
P Pitch
Shank DIN 6535HA G Thread d d, 1, I, I z

[Inch] z
g
=
*
=
*
¢
.
o
.
o
*
o
.

HC = Carbide coated EI
M °
<

|~ I
°

- I
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KDNRAD‘mg SOLID CARBIDE THREAD
MILLING CUTTERS

Thread milling cutter UNF-internal thread

KTTH .ML-UNF
3 - 5 flutes, 15 degree helix angle, mid-length design

/{

S,

PAGE

<>

<
©

Ultra micro
granulation

HC
P Pitch
Shank DIN 6535HA G Thread d d, I, I z
[Inch] z
g
=
.
KTTH 3ML-UNF.5/16X24 *
.
' KTTH 4ML-UNF.7/16X20 4
4
4
4
KTTH 5ML-UNF.3/4X16 3/4* 16 14 14 39,7 104 5 *
HC = Carbide coated ﬁ °
M °
a -
0 o
= IO
- I
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KUNRAD‘mg SOLID CARBIDE THREAD
MILLING CUTTERS

Thread milling cutter UNF-internal thread

KTTH .ML-UNF-A1C ) ot
3 - 5 flutes, 15 degree helix angle, mid-length design lPAGE

317

Ul_

Ultra micro
granulation

HC
P Pitch
Shank DIN 6535HA G Thread d d, 1, I A z
[Inch] =
g
=
.
KTTH 3ML-UNF.5/16X24-A1C 5/16* *
*
' KTTH 4ML-UNF.7/16X20-A1C 716" 20 9,4 12 22,19 80 90° 4 e
*
KTTH 4ML-UNF.9/16X18-A1C 916" .
*
KTTH 5ML-UNF.3/4X16-A1C 3/4 16 17,0 20 38,86 110 90° 5 *
HC = Carbide coated ﬁ
°
M °
< I

I


serykh
Line


KDNRAD‘mg SOLID CARBIDE THREAD
MILLING CUTTERS

Thread milling cutter BSP-internal thread

KTTH .ML-BSP-A1
3 - 5 flutes, 15 degree helix angle, mid-length design

o
l PAGE

317

BSP W
15°

i
| ‘ Ultra micro
1 | granulation m’

HC
Shank DIN 6535HA GThread | iof d d, , I z .
<
=
.
KTTH 4ML-BSP.1/8X28-A1 .
.
.
.
KTTH SML-BSP.3/4X14-A1 314" 1 17,9 18 345 100 5 .
S A
HC = Carbide coated ﬁ
M e
°
0 o
B o
-

315
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KUNRAD‘mB SOLID CARBIDE THREAD
MILLING CUTTERS

Thread milling cutter NPT-internal thread

KTTH .ML-NPT-A1C
3 - 4 flutes, 15 degree helix angle, short design

Ultra micro
granulation

HC
P Pitch
Shank DIN 6535HA G Thread d d, 1, I A z
[Inch] z
g
=
4
KTTH 4ML-NPT.1/8X27-A1C 1/8* 27 7,80 12 8,9 70 90° 4 *
*
' KTTH 4ML-NPT.3/8X18-A1C 3/8" 18 13,45 18 13,4 81 90° 4 e

HC = Carbide coated

T

T



KONRAD A[EY

Recommended cutting data Solid carbide end-mill

0 s a Cutting speed Feed per tooth Feed per tooth
= a . Q o 3 V_ (m/min) f, (mm) f, (mm)
§ 2 Structure of the material groups T8 5
= - = gn - 7} (=2}
S 5 and identification letters = e T £ PAGE
= £, E_E 2 2 o @317
& °zZ & = 3-10 mm 12-20 mm
C<0.25% annealed 125 428 P1 105-115-125 0,015-0,03-0,045 0,07 -0,085-0,1
C>025...<055% annealed 190 639 P2 145-155-1650,012 - 0,0285 - 0,045 0,07 - 0,085 - 0,1
C>025..055% reanf:g;gg ad 510 708 P3  120-130-140 0,02 -0,0325 - 0,045 0,07 - 0,085 - 0,1
Unalloyed steel C>0.55% annealed 190 639 P4 120-130-140 0,02 - 0,0325- 0,045 0,07 -0,085-0,1
C>0.55% :‘e""r;‘:fe"r:g ad 300 1013 P5  85-95-105 0,02-0,0325-0,045 0,07 -0,085-0,1
Machining steel tempered 220 745  P6  120-130-1400,012 - 0,0285 - 0,045 0,07 - 0,085 - 0,1
(short-chipping)
annealed 175 591 P7 120-130-1400,012-0,0285- 0,045 0,07 - 0,085 -0,1
Low alloyed steel hardened and tempered 300 1013 P8 70 -80 - 90 0,01-0,025-0,04 0,07 -0,085-0,1
hardened and tempered 380 1282 P9 65-75-85 0,02 -0,03-0,04 0,07 -0,085-0,1
hardened and tempered 430 1477 P10 55-65-75 0,02 -0,03-0,04 0,07 - 0,085 -0,1
High alloyed steel  annealed 200 675 P11 140-150- 160 0,025 -0,045- 0,065 0,07 - 0,085-0,1
flf“’ hardened 300 1013 P12 100 - 110 - 120 0,03 - 0,0475 - 0,065 0,07 - 0,085 - 0,1
igh alloyed tool
steel hardened 400 1361 P13  80-90-100 0,03-0,0475-0,065 0,07 -0,085-0,1
Stainless steel ferritic / martensitic, annealed 200 675 P14 45-55-65 0,02-0,0425-0,065 0,07 -0,085-0,1
martensitic, hardened and tempered 330 1114 P15 35-45-55 0,03-0,0525-0,075 0,095 -0,0975-0,1
austenitic, chilled 200 675 M1 45-55-65 0,015-0,0225-0,03 0,05-0,075-0,1
M Stainless steel austenitic, precipitation-hardened 300 1013 M2 30-40-50 0,02 -0,03-0,04 0,05-0,075-0,1
austenitic-ferritic, Duplex 230 778 M3 35-45-55 0,013-0,0215-0,03 0,05-0,075-0,1
Malleable cast iron ferritic 200 675 K1 80-105-130 0,02-0,035-0,05 0,075-0,0875-0,1
pearlitic 260 867 K2 75-100-125 0,025 -0,0375-0,05 0,075 -0,0875 - 0,1
S low tensile strength 180 602 K3 105-130-155 0,02-0,035-0,05 0,075-0,0875-0,1
K high tensile strength / austenitic 245 825 K4 85-110-135 0,025-0,0375-0,05 0,075 - 0,0875 - 0,1
Cast iron with nodu- ferritic 155 518 K5 80-105-130 0,02-0,035-0,05 0,075-0,0875-0,1
lar graphite pearlitic 265 885 K6 75-100-125 0,02-0,03-0,04 0,075-0,0875-0,1
GGV (CGI) 200 675 K7 60-85-110 0,025-0,0375-0,05 0,075-0,0875-0,1
Aluminium alloys not heat treatable 30 - N1 - - -
long chipping heat treatable, heat treated 100 343 N2 - - -
. <12 % Si, not heat treatable 75 260 N3 - - -
;‘I“:;Zd aluminium - _ 45 o, si, aushértbar, ausgehértet 90 314 N4 - - -
> 12 % Si, not heat treatable 130 447 N5 - - -
Magnesium alloys 70 250 N6 130-170-210 0,03-0,0525-0,075 0,08-0,1-0,12
Unalloyed, elektrolyte copper 100 343 N7 300 - 360 - 420 0,03 -0,0525-0,075 0,08-0,1-0,12
N gl‘l’:;:r and copper  prass Bronze 90 314 N8 300 - 360 - 420 0,03 -0,0525-0,075 0,08-0,1-0,12
(Brass / Bronze) Cu-alloys, short-chipping 110 382 N9 300 - 360 -420 0,03 -0,0525-0,075 0,08-0,1-0,12
High-tensile, Ampco 300 1013 | N10 35-50-65 0,03-0,0525-0,075 0,08-0,1-0,12
Lead alloys (without abrasive) - - N11 250 - 290 - 330 0,011 - 0,023 - 0,035 0,05-0,075-0,1
Duroplastic (without abrasive) - - N12 100 -145-190 0,011 -0,023 -0,035 0,05-0,075-0,1
Non-ferrous ma- Plastic glas fibre reinforced GFRP - - N13 50-65-80 0,011-0,023-0,035 0,05-0,075-0,1
terials Plastic carbon fibre reinforced CFRP - - N14 | 50-65-80 - 0,05-0,075-0,1
Plastic aramid fibre reinforced KTRP - - N15 50 - 65 - 80 - 0,05-0,075-0,1
Graphite (tech.) 80Shore - N16 - - -
N annealed 200 675 S1 25-35-45 0,015-0,0225-0,03 0,05-0,075-0,1
. heat treated 280 943 S2 15-25-35 0,015-0,0325-0,05 0,05 -0,0675 - 0,085
e t‘:r"'t‘gflf;:’e annealed 250 833  S3  30-40-50 0,015-0,0325-0,05 0,05-0,07 -0,09
Ni- or Co-alloyed heat treated 350 1177 S4 15-25-35 0,02-0,035-0,05 0,05-0,075-0,1
S casting 320 1076 S5 15-25-35 0,013-0,0315-0,05 0,05-0,075-0,1
Pure titan 200 675 S6 30-40-50 0,011-0,023-0,035 0,05-0,075-0,1
Titanium alloys a- and B-alloys, heat treated 375 1262 S7 30-40-50 0,015-0,025-0,035 0,05-0,075-0,1
B-alloys 410 1396 S8 10-20-30 0,015-0,025-0,035 0,05-0,075-0,1
Wolfram alloys 300 1013 S9 40-50-60 0,015-0,0225-0,03 0,05-0,07 - 0,09
Molybdain alloys 300 1013 | S10 50-60-70 0,015-0,0325-0,05 0,05-0,07-0,09
hardened 50 HRC - H1 - - -
H Hardened steel hardened 55 HRC - H2 - - -
hardened 60 HRC - H3 - - -
Hardened cast iron  hardened 55 HRC - H4 - - -

SOLID CARBIDE THREAD
MILLING CUTTERS

The recommended cutting data are only approximate values. It may be necessary to adjust them to each individual machining application.
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DEBURRING CUTTERS

Thanks to the TiAIN coating this NC-drill can be
up to 50 % faster than the equivalent uncoated
version. Suitable for nearly all materials. The
tools can be used with micro lubrication coolant
or run dry.
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KONRAD A[\[/E:4

Solid carbide deburring cutters

Numbre of

Description flutes

Helix angle Picture

Solid carbide

KTDC120 deburring cutter

P
>
&

Powder metal HSS deburring cutters

Description NufT,?: of Type Design Helix angle Picture Page
Powder metal o
KTDC60-HSS 4 deburring cutter short 60

Powder metal
deburring cutter

KTDC120-HSS 4 short 120°

e
&~
&
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KON RAD‘IEEE DEBURRING CUTTERS

Solid carbide deburring cutter

KTDC60 1 600

4 flutes, 60° v
h6/ N J
] N N

Ultra micro

_'_ granulation
L4 J

<|60 K F— 'S
< | ‘7
| |
HC

Shank d d, 1 A

KTDC60-060

KTDC60-100

HC = Carbide coated

7

<
[ BN J

i

B
[ ]
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KON RAD‘IEEE DEBURRING CUTTERS

Powder metal deburring cutter

KTDC60-HSS 1 600
4 flutes, 60° V4
he )

<|60 =

PMC

Shank d d 1 A

KTDC60-060 HSS

KTDC60-100 HSS

Powder metal HSS coated

7

<
[ BN J

i

B
[ ]
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KON RAD‘IEEE DEBURRING CUTTERS

Solid carbide deburring cutter

KTDC90 1 op° |
4 flutes, 90° V4

J J
I} N 7

Ultra micro
_ i granulation
L4 J
L il <<
ke
|
\

Shank d d, 1 A

KTDC90-060

KTDC90-100

HC = Carbide coated

7

<
[ BN J

i

B
[ ]
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KON RAD‘IEEE DEBURRING CUTTERS

Powder metal deburring cutter

KTDC90-HSS \( oo°
4 flutes, 90° V4
he )
|
|

PMC

Shank d d, 1 A

KTDC90-060 HSS

KTDC90-100 HSS

Powder metal HSS coated

'?W

o <
[ BN BN ]

t

B
[ ]
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KON RAD‘IEEE DEBURRING CUTTERS

Solid carbide deburring cutter

KTDC120 1 120°
4 flutes, 120°
h6 \/ )
I‘N (Ultra micro
_ i granulation
14 J
HC

Shank d d, 1 A

KTDC120-060

KTDC120-100

HC = Carbide coated

7

<
[ BN J

i

B
[ ]
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KONRAD 4[\[/E:4

Powder metal deburring cutter

KTDC120-HSS
4 flutes, 120°

DEBURRING CUTTERS

da

Shank d

KTDC120-060 HSS

KTDC120-100 HSS

Powder metal HSS coated

]
=
o

TiAIN

*

*

>

>

*
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SPIRAL DRILLS

3XD FOR GENERAL USE 8XD FOR GENERAL USE
3XD FOR ALUMINIUM 8XD FOR ALUMINIUM
3XD POWDER METTALS HSS DRILLS 8XD FOR STAINLESS STEEL

3XD 3 FLUTES DRILLS
10xD FOR GENERAL USE
5XD FOR GENERAL USE

5XD FOR ALUMINIUM 15XD FOR GENERAL USE
5XD FOR STAINLESS STEEL
5XD FOR HARDENED STEEL 20xD FOR GENERAL USE

5XD 3 FLUTES DRILLS

25XD FOR GENERAL USE
7XD FOR GENERAL USE
7XD POWDER METTALS HSS DRILLS 30xD FOR GENERAL USE




KONRAD A[\[/E:4

Through tool

Diameter Picture
coolant

Solid carbide dril X

Solid carbide drill for aluminium — diamond
coated /

Powder metal dril X 1,0-13,0

RANANR

. Through tool . .
Design Type coolant Diameter Picture Page
5xD Solid carbide drill X 1,0-20,0

Solid carbide drill for aluminium — diamond
5xD o tod / 3,0-20,0

M




Through tool
coolant

Design Type Diameter Picture Page

5xD Solid carbide drill, 3 flutes / 5,0 - 20,0 /

- Through tool . .
Design Type coolant Diameter Picture Page
7xD Solid carbide drill X 1,0-10,0 /
7xD Powder metal dril X 2,0- 13,0 /

Through tool
coolant

Design Type Diameter Picture Page

~
D
~

8xD Solid carbide drill / 3,0-12,0

8xD Solid carbide drill for stainless steel / 3,0-14,0




Through tool

Design Type coolant

Diameter Picture Page

10xD Solid carbide drill / 3,0-14,0

Through tool

Design Type coolant

Diameter Picture Page

15xD Solid carbide drill / 3,0-12,0

Through tool
coolant

Design Type Diameter Picture Page

20xD Solid carbide drill / 3,0-12,0

Through tool
coolant

Design Type Diameter Picture Page

25xD Solid carbide drill / 3,0-10,0

Through tool
coolant

Design Type Diameter Picture Page

30xD Solid carbide drill / 3,0-8,0




KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide drills

Execution 3 x D
Short design, without through tool coolant

.
AN

. 1,0-100 mm)
s A
Ultra micro
granulation
N J
HU
Shank D d, 1 1, 1,
h7 h6
*
.
*
KTD0130-0039 1,3 1,3 30 8 3,9 *
*
KTD0150-0045 1,5 1,5 32 9 4,5 *
*
KTDO0170-0051 1,7 1,7 34 10 51 *
*
KTD0190-0057 1,9 1,9 36 11 57 *
*
.
*
o
*
.
*
.
*
.
*
.
*
.
*
KTD0350-0105 3,5 3,5 52 20 10,5 *
*
KTD0370-0111 3,7 3,7 52 20 1M1 *
*
KTD0390-0117 55 22 1,7 *
*
KTD0410-0123 41 41 55 22 12,3 *
*
KTD0430-0129 43 4,3 58 24 12,9 *
*
KTD0450-0135 4,5 4,5 58 24 13,5 *
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide drills

HU
Shank D d, I 1, 1,
h7 hé
*
.
*
.
*
KTD0510-0153 5,1 5,1 62 26 15,3 .
*
KTD0530-0159 5,3 5,3 62 26 15,9 *
*
.
*
o
*
.
*
KTD0620-0186 6,2 6,2 70 31 18,6 *
*
KTD0650-0195 6,5 6,5 70 31 19,5 *
*
L
*
.
*
.
*
KTD0780-0234 7.8 7.8 79 37 23,4 .
*
KTD0810-0243 8,1 8,1 79 37 24,3 *
*
.
*
KTD0890-0267 8,9 8,9 84 40 26,7 .
*
KTD1000-0300 10,0 10,0 89 43 30,0 *

HU = Hartmetall unbeschichtet / Carbide uncoated / Carbure sans revétement

o <
[ORNORN ]

I
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide drills

Execution 3 x D
Short design, without through tool coolant

.
AN

1 1,0-200 mm)
( ) R
e e 3
\ J XD J
HC
Shank D d, I 1, 1,
m7 hé 5
(=
*
.
.
KTD0130-0039 1,30 3 45 7 3,9 *
*
KTD0150-0045 1,50 3 55 14 45 *
*
KTD0170-0051 1,70 3 55 14 5,1 .
*
KTD0190-0057 1,90 4 55 14 57 *
*
.
.
o
*
.
*
.
*
.
*
.
.
.
*
KTD0350-0105 3,50 6 62 20 10,5 *
*
KTD0370-0111 3,70 6 62 20 11,1 .
.
KTD0390-0117 3,90 6 66 24 1,7 *
*
KTD0408-0122 4,08 6 66 24 12,2 *
.
KTD0420-0126 4,20 6 66 24 12,6 .
*
KTD0430-0129 4,30 6 66 24 12,9 *
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide drills

KTD0770-0231 7,70

o]
~
©
I
=

23,1

HC

Shank D d, I 1, 1,
m7 h6 5
(=
*
.
*
.
*
.
*
KTD0500-0150 5,00 6 66 28 15,0 4
*
KTD0510-0153 5,10 6 66 28 15,3 *
*
.
*
o
*
.
*
KTD0590-0177 5,90 6 66 28 17,7 *
*
.
*
.
*
.
*
KTD0655-0197 6,55 8 79 34 19,7 *
*
KTD0670-0201 6,70 8 79 34 20,1 .
*
.
*
.
*
o
*
KTD0750-0225 7,50 8 79 41 22,5 *
*
*
*
*
*
*
*
*
*
*
*
*
*
*
*
*
*
*
*
*
*
*
*
*

KTD0850-0255 8,50 10 89 47 25,5
KTD0870-0261 8,70 10 89 47 26,1
KTD0970-0291 9,70 10 89 47 29,1
KTD0990-0297 9,90 10 89 47 29,7
KTD1010-0303 10,10 12 102 55 30,3
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KONRAD 4i[i[EY SOLID CARBIDE TOOLS

Solid carbide drills

I
o

Shank D d, 1 1

=

<

'—

*

.

*

.

*

KTD1070-0321 10,70 12 102 55 32,1 *

*

KTD1090-0327 10,90 12 102 55 32,7 *

*

KTD1110-0333 11,10 12 102 55 33,3 *

*

.

*

KTD1170-0351 11,70 12 102 55 35,1 *

*

KTD1190-0357 11,90 12 102 55 35,7 *

*

KTD1230-0369 12,30 14 107 60 36,9 *

*

.

*

.

*

KTD1400-0420 14,00 14 107 60 42,0 *

*

KTD1480-0444 14,80 16 115 65 44.4 *

*

KTD1550-0465 15,50 16 115 65 46,5 *

*

o

*

o

*

KTD1800-0540 18,00 18 123 73 54,0 *

*

KTD1900-0570 19,00 20 131 79 57,0 *

*

KTD2000-0600 20,00 20 131 79 60,0 *
HC = Carbide coated ﬁ

M ]
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KONRAD A[\[/E:4

Solid carbide drills

Execution 3 x D
Short design, with through tool coolant

SOLID CARBIDE TOOLS

1 1,0-200 mm)
( ) N
e |3
_xD
HC
Shank D d, I 1, 1,
m7 h6 Z
=
*
KTD0140-0042IC 1,40 3 45 7 4,2 .
.
KTD0160-0048IC 1,60 3 55 14 4,8 *
*
.
*
4
.
.
*
KTD0240-0072IC 2,40 4 55 20 7,2 *
*
KTD0260-0078IC 2,60 4 55 20 78 .
.
.
*
.
*
.
*
KTD0330-0099IC 3,30 6 62 20 9,9 .
.
KTD0350-0105IC 3,50 6 62 20 10,5 *
*
.
*
o
.
.
*
KTD0420-0126IC 4,20 6 66 24 12,6 *
*
KTD0440-0132IC 4,40 6 66 24 13,2 .
.
KTD0460-0138IC 4,60 6 66 24 13,8 *
.
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Solid carbide drills

I
o

O

Shank d, 1 1

KTD0540-0162IC 5,40 6 66 28 16,2
KTD0555-0167IC 5,55 6 66 28 16,7

KTD0570-0171IC 7
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KTD0590-01771C 7

o

KTD0610-0183IC 6,10 8 79 34 18,3
KTD0630-0189IC 6,30 8 79 34 18,9
KTD0710-0213IC 7,10 8 79 41 21,3

KTD0730-0219I1C 7,30

©
~
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»
=
N
=
©

KTD0745-0224IC

[
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2

S

KTD0760-0228IC 2

7,4 8 1
7,60 8 79 41 22,8
7,9 8 1

24,3

KTD0790-0237IC
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o

KTD0810-0243IC

»
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N
o
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©
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2

KTD0830-0249I1C 8,30

N
o
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©
IS
ke

24,9

KTD0850-0255IC
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KTD0870-0261IC 6,

KTD0890-02671C 6,

~

KTD0910-0273IC 9,10 10 89 47 27,3
KTD0940-0282IC 9,40 10 89 47 28,2
KTD1020-0306IC 10,20 12 102 55 30,6
KTD1040-0312IC 10,40 12 102 55 31,2

L 2R 2R 2K 28 2R 2R 2R 2R 2R 2K 2K 28 28 2R 2R 2R 2R 2K 2K 2K 28 2R 2R 2R 2K 2K 2K 2R 2R 2R 2R 2R 2R 2K 2K 28 2R 2R 2R 2R 2R 2K 2R 28 2R 2R 2R 2R 2K 2K 2K 2R 2R 2R 2R 2R 2R 2R 2R 7.\
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Solid carbide drills

HC
Shank D d 1 1 1
m7 h; ’ ) 5
'—
KTD1080-0324IC 10,80 12 102 55 32,4 *
*
KTD1100-0330IC 11,00 12 102 55 33,0 *
*
.
*
.
*
.
*
KTD1200-0360IC 12,00 12 102 55 36,0 *
*
KTD1250-0375IC 12,50 14 107 60 37,5 *
*
.
*
.
*
.
*
KTD1450-0435IC 14,50 16 115 65 43,5 *
*
KTD1510-0453IC 15,10 16 115 65 453 *
*
.
*
.
*
KTD1690-0507IC 16,90 18 123 73 50,7 *
*
KTD1750-0525IC 17,50 18 123 73 52,5 *
*
KTD1850-0555IC 18,50 20 131 73 55,5 *
*
KTD1890-0567IC 18,90 20 131 79 56,7 *
*
KTD1950-0585IC 19,50 20 131 79 58,5 *
*
KTD2000-0600IC 20,00 20 131 79 60,0 *
HC = Carbide coated EI
M O
Ia @]
~
-
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Solid carbide drills

Execution 3 x D for aluminium o
Short design, with through tool coolant, diamond coated l
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