Face Milling ® Dodeka™ Mini 45°
Indexable Inserts KZKENNAMETAI:

4+ first choice with coolant

/4 ++ S
<< first choice without coolant &/4 *+ & PoN
+ alternate choice with coolant /4 - Py PO
<> alternate choice without coolant M1-M2 >/ + + -
M3 \2hd + +4+
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& >4
+4
L + +4
\&V& BB + ++
2l + + +4
+ + ++
ISO ANSI D BS
catalog number catalog number ([mm in  mm in |KC410M|KC510M|KC522M|KC725M| KCK15 | KCPK30 |[KCPM40|KCSM40
Light Machining
HNGJO604ANFNLDJ [ HNGJ43ANFNLDJ | 12 472 1,54 .060|4121575| - - - - - - -
HNGJO0604ANENLD | HNGJ43ANENLD | 12 .472 1,54 .060 - 4121576 | 4121578 - 4119227 | 4119190 | 5550701 | 6165862
General Machining
- HNPJOB04ANSNGD | HNPJ43ANSNGD | 12 472 145 .057| - | - |4119697|4119701 4119699 4119700 5550703 | 6165759
S
E 1N
=
22 Heavy Machining
s HNGJ0604ANSNHD | HNGJ43ANSNHD | 12 .472 1,45 .057 - = = = = = 6039659 =
“ HNPJO604ANSNHD | HNPJ43ANSNHD | 12 .472 1,45 .057| - - - 4119229 - |4119228|5550702| -
HNPJ060432ANSNHD | HNPJ438ANSNHD | 12 472 — — - - - - - - - 6165861

Recommended Starting Feeds

Recommended Starting Feeds [IPT]

Light General Heavy
Machining Purpose Machining
Recommended Starting Feed per Tooth (Fz) in
InSert Relation to % of Radial Engagement (ae) [nsert
Geometry 5% 10% 20% 30% 40-100% Geometry
.F..LDJ .007 | .018 | .032 | .005 | .013 | .023 | .004 | .010 | .017 | .003 | .009 | .015 | .003 | .008 | .014 .F..LDJ
.E..LD .007 | .024 | .040 | .005 | .017 | .029 | .004 | .013 | .021 .003 | .011 | .019 | .003 | .010 | .017 .E..LD
.S..GD .013 | .031 | .046 | .009 | .022 | .033 | .007 | .016 | .025 | .006 | .014 | .022 | .006 | .013 | .020 .S..GD
.S..HD .013 | .033 | .053 | .009 | .024 | .038 | .007 | .018 | .028 | .006 | .015 | .025 | .006 | .014 | .023 .S..HD
Recommended Starting Feeds [mm] Light General e
Machining Purpose Machining
Recommended Starting Feed per Tooth (Fz) in
Insert Relation to % of Radial Engagement (ae) InSert
Geometry 5% 10% 20% 30% 40-100% Geometry
.F..LDJ 017 | 046 | 0,79 | 0,12 | 0,33 | 057 | 0,09 | 0,25 | 043 | 008 | 0,22 | 0,37 | 0,07 | 0,20 | 0,34 .F..LDJ
.E.LD 0,18 | 0,59 | 099 | 0,13 | 043 | 0,71 | 0,10 | 0,32 | 053 | 0,09 | 0,28 | 046 | 0,08 | 0,25 | 0,42 .E..LD
.S..GD 033 | 0,79 | 1,19 | 024 | 0,57 | 086 | 0,18 | 0,43 | 064 | 0,16 | 0,37 | 056 | 0,14 | 0,34 | 0,51 .S..GD
.S.HD 033 | 0,84 | 135 | 024 | 060 | 097 | 0,18 | 045 | 0,72 | 0,16 | 0,39 | 063 | 0,14 | 0,36 | 057 .S..HD

HNG....: Ground inserts; high versatility for all finishing applications and difficult-to-machine stainless steels and high-temp alloys.
HNP....: Pressed inserts; lower cost per edge for most roughing to semi-finishing operations.
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Face Milling  Dodeka™ Mini 45°
KZKENNAMETAII Recommended Starting Speeds for Dry Machining e Inch

KC410M * KC510M KC522M KC725M

1115 900
950 755
855 675
720 590
675 525
490 395
705 590
625 510
475
805
625

W N 2D WON=2|ON=2WON =N =00~ N =

KCPK30 KCPM40 KCSM40

1560 1015
1000 855
900 770
690 675
900 605
525 460
720 675

- - - 625 590

= = = 510
1655 1510 1345 1050
1310 1165 1085 820
1100 985 900 690

WO N =D ON =2 ON =200 =N =00 & O =

*Recommended for wet machining only.
NOTE: FIRST choice starting speeds are in bold type.
As the average chip thickness increases, the speed should be decreased.
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Face Milling  Dodeka™ Mini 45°

Recommended Starting Speeds for Wet Machining e Inch KKENNAMETAI:

"(';t:J?' KC410M KC510M KC522M KC725M
1 - - - - - _ 1035 890 850 810 720 685
2 - - - - - - 870 760 630 695 605 500
3 - - - - - - 800 685 550 630 540 450
4 - - - 775 630 540 710 575 470 565 470 380
5 - - - - - - 575 540 470 470 420 380
6 - - - - - - 525 300 315 410 315 250
1 N - N _ - N 645 565 525 540 470 420
2 - - - - - - 575 500 410 485 410 340
3 - - - - - - 450 380 300 370 315 250
1 _ - - 930 840 760 720 645 575 - - _
2 - - - 720 645 605 565 500 470 - - -
3 - - - 615 550 500 470 420 380 - - -
- 1 3830 3400 3135 | 2020 1795 1650 - - _ _ - -
2 3400 3135 2890 | 1825 1680 1550 - - - - - -
3 3400 3135 2800 | 1825 1680 1550 - - - - - -
1 Z - _ - - Z 130 105 80 105 90 80
2 - - - - - - 130 105 80 105 90 80
3 - - - - - - 155 130 80 145 105 80
4 - - - - - - 225 155 105 170 145 9
o 1 - - Z 500 410 290 380 290 225 - - Z
3 2 - - - - - - - - - - - -
= 3 _ - _ _ - _ _ - _ - - -
%
o "
;‘5 “’(';‘:Jg" KCK15 KCPK30 KCPM40 KCSM40
1 Z - Z 1430 1250 1170 930 810 775 Z - Z
2 - - - 880 800 720 790 685 565 - - -
3 - - - 800 720 645 720 615 500 - - -
4 - - - 605 550 500 645 540 420 - - -
5 - - - 810 720 655 540 485 420 540 460 380
6 - - - 500 420 382 470 370 290 470 340 250
1 Z - Z 645 575 485 615 540 485 655 540 450
2 - - - 575 500 450 550 470 390 565 460 380
3 - - - 460 410 370 410 370 290 460 340 265
1 1325 1210 1075 930 840 760 - - _ _ - Z
2 1050 930 870 735 655 605 - - - - - -
3 880 790 720 615 550 500 - - - - - -
1 — = - - = - - = —- - = -
2 —- - - - - - - - - —- - -
3 - = - - - - - - - - - -
1 - - - - - Z 130 105 9% 130 105 80
2 - - - - - - 130 105 9% 130 105 80
3 - - - - - - 155 130 90 155 130 80
4 - - - 210 155 105 210 155 105 185 155 )
1 —- - - - - —- - - —- —- - -
2 - - - - - - - - - - - -
3 - o - - = - - - - - = -

NOTE: FIRST choice starting speeds are in bold type.

As the average chip thickness increases, the speed should be decreased.

. Dry

Wet
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Face Milling  Dodeka™ Mini 45°
KZKENNAMETAII Recommended Starting Speeds for Dry Machining e Metric

N(Iaartt(,-):;:oal KC410M * KC510M KC520M KC522M KC725M

340 275
290 230
260 205
220 180
205 160
150 120
215 180
190 155
145
245

WO N =P ON=2ON =[O =20 =00 O =

KCPK30 KCPM40 KCSM40

475 310 240
305 260 205
275 235 180
210 205 160
275 185 145
160 140 110
220 205 220
190 180 145
155
320
250

W N =D WON=2ON =[O =-2WON =G & N =

*Recommended for wet machining only.

NOTE: FIRST choice starting speeds are in bold type.
As the average chip thickness increases, the speed should be decreased.
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Face Milling  Dodeka™ Mini 45°

Recommended Starting Speeds for Wet Machining e Metric KKENNAMETAII

"(';t:l:';’" KC410M KC510M KC520M KC522M KC725M
1 - - - - - - - - — | 315 270 260 | 250 220 210
2 - - - - - - - - - | 265 230 190 | 210 185 150
3 - - - - - - - - - | 245 210 170 | 190 165 135
4 - - - | 235 190 165 | - - - | 215 175 145 | 170 145 115
5 - - - - - - - - - 175 165 145 | 145 130 115
6 - - - - - - - - - 160 120 95 | 125 95 75
1 N - _ - - - N - N 195 170 160 | 165 145 130
2 - - - - - - - - - 175 150 125 | 150 125 105
3 - - - - - - - - - 135 115 9 | 110 9 75
1 - - | 285 255 230 | 260 235 210 | 220 195 175 | - - -
2 - - ~ | 20 195 185 | 200 185 170 | 170 150 145 | - - -
3 - - - | 190 170 150 | 170 150 140 | 145 130 115 | - - -
- 1 | 11770 1035 955 | 615 550 505 | - - _ - - - Z - -
2 | 1035 955 880 | 555 510 470 | - - - - - - - - -
3 | 1035 955 880 | 555 510 470 | - - - - - - - - -
1 _ - - _ - - - - _ 4 30 25 | 30 30 2
2 - - - - - - - - - 40 30 25 | 30 30 25
3 - - - - - - - - - 50 40 25 | 45 30 25
4 - - - - - - - - - 70 50 30 | 50 45 30
o 1 - - - 150 125 90 - - - 15 90 10 - - Z
= 2 - - - - - - - - - - - - - - -
= L 3 _ — _ _ - — _ - _ — - — — - -
'@3
o N
Tz 'V(';art;:':' KCK15 KCPK30 KCPM40 KCSM40
N 1 _ - - 435 380 355 285 250 235 Z - Z
2 - - - 270 245 220 240 210 170 - - -
3 - - - 245 220 195 220 190 150 - - -
4 - - - 185 170 150 195 165 130 - - -
5 - - - 250 220 200 165 150 130 165 140 115
6 - - - 150 130 118 145 110 ) 145 105 75
1 Z - _ 195 175 150 190 165 150 200 165 135
2 - - - 175 150 135 170 145 120 170 140 115
3 - - - 140 125 110 125 110 9 140 105 80
1 405 370 330 285 255 230 Z - _ - - -
2 320 285 265 225 200 185 - - - - - -
3 270 240 220 190 170 150 - - - - - -
1 _ - _ _ — _ _ — _ _ - _
2 _ - - - - - - - - - - _
3 - - - - - - - - - - - -
1 - - - - - N 40 30 30 40 30 2%
2 - - - - - - 40 30 30 40 30 25
3 - - - - - - 50 40 30 50 40 25
4 - - - 65 50 30 65 50 30 55 50 30
1 —_ - —_ —_ - —_ —_ - —_ —_ - _
2 - - - - - _ —_ - _ _ - -
3 - - - _ - —_ —_ - —_ —_ - _

NOTE: FIRST choice starting speeds are in bold type.
As the average chip thickness increases, the speed should be decreased.
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