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D BS

ISO 
catalog number

ANSI  
catalog number mm in mm in KC410M KC520M KC522M KC725M KCK15 KCPK30 KCPM40KCSM40 KY3500

Light Machining
HNGJ0905ANFNLDJ HNGJ535ANFNLDJ 16 .6251,80.071 3849320 – – – – – – – –
HNGJ0905ANENLD HNGJ535ANENLD 16 .6251,80.071 – 3331174 3093561 3331175 3330952 3331178 – 6178103 –

Face Milling • Dodeka™ 45°
Indexable Inserts

Finishing with Wiper
XNGJ0905ANSNGD3W XNGJ535ANSNGD3W 16 .6256,00.230 – – – – 3547022 3547035 – – –

General Machining
HNGJ0905ANSNGD HNGJ535ANSNGD 16 .6251,80.071 – – – 3331176 3331173 3093719 5550793 6178104 –
HNPJ0905ANSNGD HNPJ535ANSNGD 16 .6251,80.071 – – 3774250 3763727 3763725 3763728 5550795 – –

Heavy Machining
HNGJ0905ANSNHD HNGJ535ANSNHD 16 .6251,66.065 – – – 3556331 3556330 3556332 5550794 6178105 –
HNPJ0905ANSNHD HNPJ535ANSNHD 16 .6251,66.065 – – 3774249 3763723 3763185 3763724 5550796 6178108 –

HNGJ090543ANSNHD HNGJ53511ANSNHD 16 .625 — — – – – 3556374 – 3556375 – 6178106 –
HNPJ090543ANSNHD HNPJ53511ANSNHD 16 .625 — — – – – – 3763729 3763731 5550797 6178109 –

D BS

 first choice with coolant

 first choice without coolant

alternate choice with coolant

 alternate choice without coolant

P1–P2 /

P3–P4 /

P5–P6 /

M1–M2 /

M3 /

K1–K2

K3

N1

N2

S1

S2

S3

S4

KCK15 KY3500

High Speed Cast Iron Machining
HNEC0905ANSN HNEC535ANSN 16 .6251,95.077 – – – – – – – – 6140064
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kennametal.com  B23

Face Milling • Dodeka™ 45°

Recommended Starting Feeds [IPT]

Light 
Machining

General 
Purpose

Heavy 
Machining

Insert
Geometry

Recommended Starting Feed per Tooth (Fz) in  
Relation to % of Radial Engagement (ae) Insert

Geometry5% 10% 20% 30% 40–100%
.F..LDJ .007 .018 .032 .005 .013 .023 .004 .010 .017 .003 .009 .015 .003 .008 .014 .F..LDJ

.E..LD .009 .026 .040 .007 .019 .029 .005 .014 .021 .004 .012 .019 .004 .011 .017 .E..LD

.S..GD .013 .028 .045 .009 .020 .032 .007 .015 .024 .006 .013 .021 .006 .012 .019 .S..GD

.S..HD .013 .033 .053 .009 .024 .038 .007 .018 .028 .006 .015 .025 .006 .014 .023 .S..HD

Recommended Starting Feeds

Light 
Machining

General 
Purpose

Heavy 
Machining

Recommended Starting Feeds [mm]

Insert
Geometry

Recommended Starting Feed per Tooth (Fz) in  
Relation to % of Radial Engagement (ae) Insert

Geometry5% 10% 20% 30% 40–100%
.F..LDJ 0,17 0,46 0,79 0,12 0,33 0,57 0,09 0,25 0,43 0,08 0,22 0,37 0,07 0,20 0,34 .F..LDJ

.E..LD 0,23 0,66 0,99 0,17 0,47 0,71 0,13 0,35 0,53 0,11 0,31 0,46 0,10 0,28 0,42 .E..LD

.S..GD 0,33 0,72 1,15 0,24 0,52 0,82 0,18 0,39 0,61 0,16 0,34 0,54 0,14 0,31 0,49 .S..GD

.S..HD 0,33 0,84 1,35 0,24 0,60 0,97 0,18 0,45 0,72 0,16 0,39 0,63 0,14 0,36 0,57 .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. 
XNG….: Wiper finishing insert. To be used in combination with HNGJ..LD insert.
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kennametal.com B24

Face Milling • Dodeka™ 45°
Recommended Starting Speeds for Dry Machining • Inch

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

Material
Group KCPK30 KCPM40 KCSM40 KY3500

P

1 1790 1560 1460 1165 1015 970 – – – – – –

2 1100 1000 900 985 855 705 – – – – – –

3 1000 900 805 900 770 625 – – – – – –

4 755 690 625 805 675 525 – – – – – –

5 1015 900 820 675 605 525 675 575 475 – – –

6 625 525 475 590 460 360 590 425 310 – – –

M
1 805 720 605 770 675 605 820 675 560 – – –

2 720 625 560 690 590 490 705 575 475 – – –

3 575 510 460 510 460 360 575 425 330 – – –

K
1 1165 1050 950 – – – – – – 3165 2870 2560

2 920 820 755 – – – – – – 2495 2245 2085

3 770 690 625 – – – – – – – – –

N
1 – – – – – – – – – – – –

2 – – – – – – – – – – – –

3 – – – – – – – – – – – –

S

1 – – – – – – – – – – – –

2 – – – – – – – – – – – –

3 – – – – – – – – – – – –

4 – – – – – – – – – – – –

H
1 – – – – – – – – – – – –

2 – – – – – – – – – – – –

3 – – – – – – – – – – – –

Material
Group KC410M KC520M KC522M KC725M KCK15

P

1 – – – – – – 1295 1115 1065 1015 900 855 – – –

2 – – – – – – 1085 950 785 870 755 625 – – –

3 – – – – – – 1000 855 690 785 675 560 – – –

4 – – – – – – 885 720 590 705 590 475 – – –

5 – – – – – – 720 675 590 590 525 475 – – –

6 – – – – – – 655 490 395 510 395 310 – – –

M
1 – – – – – – 805 705 655 675 590 525 – – –

2 – – – – – – 720 625 510 605 510 425 – – –

3 – – – – – – 560 475 375 460 395 310 – – –

K
1 – – – 1065 970 855 900 805 720 – – – 1655 1510 1345

2 – – – 820 755 690 705 625 590 – – – 1310 1165 1085

3 – – – 690 625 575 590 525 475 – – – 1100 985 900

N
1 – – – – – – – – – – – – – – –

2 – – – – – – – – – – – – – – –

3 – – – – – – – – – – – – – – –

S

1 – – – – – – – – – – – – – – –

2 – – – – – – – – – – – – – – –

3 – – – – – – – – – – – – – – –

4 – – – – – – – – – – – – – – –

H
1 – – – – – – 475 360 280 – – – – – –

2 – – – – – – – – – – – – – – –

3 – – – – – – – – – – – – – – –

*

Dry

Wet

*Recommended for wet machining only.
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kennametal.com  B25

Face Milling • Dodeka™ 45°
Recommended Starting Speeds for Wet Machining • Inch

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

Material
Group KCPK30 KCPM40 KCSM40 KY3500

P

1 1430 1250 1170 930 810 775 – – – – – –

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 – – –

M
1 645 575 485 615 540 485 655 540 450 – – –

2 575 500 450 550 470 390 565 460 380 – – –

3 460 410 370 410 370 290 460 340 265 – – –

K
1 930 840 760 – – – – – – 2530 2295 2050

2 735 655 605 – – – – – – 1995 1795 1670

3 615 550 500 – – – – – – – – –

N
1 – – – – – – – – – – – –

2 – – – – – – – – – – – –

3 – – – – – – – – – – – –

S

1 – – – 130 105 90 130 105 80 – – –

2 – – – 130 105 90 130 105 80 – – –

3 – – – 155 130 90 155 130 80 – – –

4 210 155 105 210 155 105 185 155 90 – – –

H
1 – – – – – – – – – – – –

2 – – – – – – – – – – – –

3 – – – – – – – – – – – –

Material
Group KC410M KC520M KC522M KC725M KCK15

P

1 – – – – – – 1035 890 850 810 720 685 – – –

2 – – – – – – 870 760 630 695 605 500 – – –

3 – – – – – – 800 685 550 630 540 450 – – –

4 – – – – – – 710 575 470 565 470 380 – – –

5 – – – – – – 575 540 470 470 420 380 – – –

6 – – – – – – 525 390 315 410 315 250 – – –

M
1 – – – – – – 645 565 525 540 470 420 – – –

2 – – – – – – 575 500 410 485 410 340 – – –

3 – – – – – – 450 380 300 370 315 250 – – –

K
1 – – – 850 775 685 720 645 575 – – – 1325 1210 1075

2 – – – 655 605 550 565 500 470 – – – 1050 930 870

3 – – – 550 500 460 470 420 380 – – – 880 790 720

N
1 3830 3400 3135 – – – – – – – – – – – –

2 3400 3135 2890 – – – – – – – – – – – –

3 3400 3135 2890 – – – – – – – – – – – –

S

1 – – – – – – 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 90 – – –

H
1 – – – – – – 380 290 225 – – – – – –

2 – – – – – – – – – – – – – – –

3 – – – – – – – – – – – – – – –

Dry

Wet
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kennametal.com B26

Face Milling • Dodeka™ 45°
Recommended Starting Speeds for Dry Machining • Metric

Material
Group KCPK30 KCPM40 KCSM40 KY3500

P

1 545 475 445 355 310 295 275 240 205 – – –

2 335 305 275 300 260 215 240 205 160 – – –

3 305 275 245 275 235 190 205 180 160 – – –

4 230 210 190 245 205 160 180 160 145 – – –

5 310 275 250 205 185 160 160 145 125 – – –

6 190 160 145 180 140 110 125 110 90 – – –

M
1 245 220 185 235 205 185 275 220 180 – – –

2 220 190 170 210 180 150 180 145 125 – – –

3 175 155 140 155 140 110 145 125 110 – – –

K
1 355 320 290 – – – – – – 965 875 780

2 280 250 230 – – – – – – 760 685 635

3 235 210 190 – – – – – – – – –

N
1 – – – – – – – – – – – –

2 – – – – – – – – – – – –

3 – – – – – – – – – – – –

S

1 – – – – – – – – – – – –

2 – – – – – – – – – – – –

3 – – – – – – – – – – – –

4 – – – – – – – – – – – –

H
1 – – – – – – – – – – – –

2 – – – – – – – – – – – –

3 – – – – – – – – – – – –

Material
Group KC410M KC520M KC522M KC725M KCK15

P

1 – – – – – – 395 340 325 310 275 260 – – –

2 – – – – – – 330 290 240 265 230 190 – – –

3 – – – – – – 305 260 210 240 205 170 – – –

4 – – – – – – 270 220 180 215 180 145 – – –

5 – – – – – – 220 205 180 180 160 145 – – –

6 – – – – – – 200 150 120 155 120 95 – – –

M
1 – – – – – – 245 215 200 205 180 160 – – –

2 – – – – – – 220 190 155 185 155 130 – – –

3 – – – – – – 170 145 115 140 120 95 – – –

K
1 – – – 325 295 260 275 245 220 – – – 505 460 410

2 – – – 250 230 210 215 190 180 – – – 400 355 330

3 – – – 210 190 175 180 160 145 – – – 335 300 275

N
1 – – – – – – – – – – – – – – –

2 – – – – – – – – – – – – – – –

3 – – – – – – – – – – – – – – –

S

1 – – – – – – – – – – – – – – –

2 – – – – – – – – – – – – – – –

3 – – – – – – – – – – – – – – –

4 – – – – – – – – – – – – – – –

H
1 – – – – – – 145 110 85 – – – – – –

2 – – – – – – – – – – – – – – –

3 – – – – – – – – – – – – – – –

*

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

*Recommended for wet machining only.
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kennametal.com  B27

Face Milling • Dodeka™ 45°
Recommended Starting Speeds for Wet Machining • Metric

Material
Group KCPK30 KCPM40 KCSM40 KY3500

P

1 435 380 355 285 250 235 – – – – – –

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 90 145 105 75 – – –

M
1 195 175 150 190 165 150 200 165 135 – – –

2 175 150 135 170 145 120 170 140 115 – – –

3 140 125 110 125 110 90 140 105 80 – – –

K
1 285 255 230 – – – – – – – – –

2 225 200 185 – – – – – – – – –

3 190 170 150 – – – – – – – – –

N
1 – – – – – – – – – – – –

2 – – – – – – – – – – – –

3 – – – – – – – – – – – –

S

1 – – – 40 30 30 40 30 25 – – –

2 – – – 40 30 30 40 30 25 – – –

3 – – – 50 40 30 50 40 25 – – –

4 65 50 30 65 50 30 55 50 30 – – –

H
1 – – – – – – – – – – – –

2 – – – – – – – – – – – –

3 – – – – – – – – – – – –

Material
Group KC410M KC520M KC522M KC725M KCK15

P

1 – – – – – – 315 270 260 250 220 210 – – –

2 – – – – – – 265 230 190 210 185 150 – – –

3 – – – – – – 245 210 170 190 165 135 – – –

4 – – – – – – 215 175 145 170 145 115 – – –

5 – – – – – – 175 165 145 145 130 115 – – –

6 – – – – – – 160 120 95 125 95 75 – – –

M
1 – – – – – – 195 170 160 165 145 130 – – –

2 – – – – – – 175 150 125 150 125 105 – – –

3 – – – – – – 135 115 90 110 95 75 – – –

K
1 – – – 260 235 210 220 195 175 – – – 405 370 330

2 – – – 200 185 170 170 150 145 – – – 320 285 265

3 – – – 170 150 140 145 130 115 – – – 270 240 220

N
1 1170 1035 955 – – – – – – – – – – – –

2 1035 955 880 – – – – – – – – – – – –

3 1035 955 880 – – – – – – – – – – – –

S

1 – – – – – – 40 30 25 30 30 25 – – –

2 – – – – – – 40 30 25 30 30 25 – – –

3 – – – – – – 50 40 25 45 30 25 – – –

4 – – – – – – 70 50 30 50 45 30 – – –

H
1 – – – – – – 115 90 70 – – – – – –

2 – – – – – – – – – – – – – – –

3 – – – – – – – – – – – – – – –

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

*Recommended for dry machining only.

Dry

Wet

*
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