END MILLING FACE MILLING INSERTS

SLOTTING/ HELICAL

DIE & MOLD

MILLING

KDMB /KDMT R kennamerac
Application Data
speed | chipload| speed |chipload| speed |chipload
mimin fmin Steel Milling Grades Ve Fz Ve Fz Ve Fz
Starti ft/min | inch | ft/min| inch [ft/min | inch
300 1000 — Coolant Opaer;r;ﬁ]g
é conditions] m/min| mm | m/min|{ mm |m/min| mm
T 240 800— KC515M E ¢ |kes3oM| 650 | .006 | 580 | .004 | 400 | .004
Q /‘\ vE
5 - 0% vy 200 | 0,15 | 170 | 0,10 | 120 | 0,10
S 180 600— Y
< Bes KC515M i) .006 750 .006 450 .004
T KC530M E ‘ VVE
o 0% 222 260 | 0,15 | 230 | 0,15 | 140 | 0,10
2 120 400— :
=) <240HB or 240-350HB or |>350HB or High
£ Low Alloy | Moderate Alloy| Alloy content
5 60 200—] content content (155, 17-4
v (1018, A36) (8620, 4140) stainless, P20)
0 o0 I I I I Dry preferred  Wet, reduce speed by 25%
0 .002 .004 .006 .008 inch
0,05 0,10 0,15 020 mm
Chipload (fz) - ipt
speed | chipload| speed |chipload| speed |chipload
mimin ft/min Stainless Steel Milling Grades Ve Fz Ve Fz Ve Fz
Starti ft/min | inch | ft/min | inch |ft/min| inch
270 900 Coolant opaer.lar;ﬁ]g
% 240 800 — conditions] m/min| mm | m/min|{ mm |m/min| mm
s & [kes1sm| 800 .003 700 .003 660 .006
& 210 700— KC515M E N Vi
! 180 600— O% \AA4 240 0,10 210 0,10 200 0,15
-
S
< 150 500 — | KC530M| 500 .003 400 .003 350 .002
b KC530M E X lwwe
g,_no 400 —| wvvv | 150 | 0,70 | 120 | 0,10 | 110 | 0,05
; 90 300 — Austenitic Ferritic/ Ferritic/
-,% 60 200—] (304, 316) Martensitic Martensitic
5 ' 135-330 HB 330-450 HB
Y 30 100—
0 0 Dry preferred Wet, reduce speed by 25%
[ [ [ [
0 .002 .004 .006 .008 inch
0,05 0,10 0,15 0,20 mm
Chipload (fz) - ipt
speed |chipload]| speed |chipload
mimin_ ft/min Cast Iron Milling Grades Ve th Ve th
Startin ft/min | inc ft/min | inc
390 1300 — Coolant operat|gng X
é 320 1200— conditions] m/min| mm | m/min| mm
S N
% 70 1100— KC515M E e 1200 | .003 | 1000 | .002
T A 360 | 0,10 | 300 | 0,05
S 230 1000 <230HB <350HB or
© 180 800 —| Ductile
] or Gray Iron Cast Iron
o —]
; 140600 Dry preferred  Wet, reduce
£ 90 400— speed by 25%
-
=1
Y 50 200—
00 | | | |
0 .002 .004 .006 .008 inch
0,05 0,10 0,15 020 mm
Chipload (fz) - ipt
Edge Preparations Coolant 7:‘:7 dry Operating Conditions
S —hone + T-land (heavy)  Requirements ‘ v extra heavy - heavy interruption, continuous forging/casting skin, long tool extension

E — hone (medium)
F - sharp (extra light)

vv heavy — moderate interruption, intermittent skin, moderate tool extension
vVvY medium - light interruption, minimal/limited skin, moderate tool extension
YVvvVv light - no interruption, premachined — no skin, shortest extension

(% wet
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speed |chipload| speed |chipload| speed |chipload| speed |chipload
m/min fomin Non-Ferrous Milling Grades Ve Fz Ve Fz Ve Fz Ve Fz
750 2500 — ft/min | inch | ft/min | inch | ft/min| inch | ft/min| inch
Coolant [operating . . . .
S 680 2250 — conditions| m/min | mm | m/min| mm |[m/min| mm |m/min| mm
g 1750 | .009 1500 | .009 1100 | .008 | 1750 .010
[
& 600 2000 — 530 | 0,25 [ 450 | 0,25 | 330 | 0,20 | 530 | 0,25
|
S 530 1750 -] Free Machiningl high silicon | Copper
= <J70 ol >9%5i Zinc, Non-Metallics
ki (7075-T6, (390,380) Brass
2 450 1500 — 6061-T6, 2024) !
w
= Dry not recommended Wet preferred
= 380 1250 —
b=
=1
v}
300 1000 I I I I
0 .002 .004 .006 .008 inch
0,05 0,10 0,15 0,20 mm
Chipload (fz) - ipt
speed | chipload| speed |chipload| speed |chipload
i illi Ve Fz Ve Fz Ve Fz
m/min f/min High-Temperature Alloys Milling Grades - — — -
Startin t/min | inc| t/min | inc| t/min | inc
110 350 Coolant operatﬁqg
c conditions] m/min| mm | m/min|{ mm | m/min| mm
= 90 300—
£ 300 [ .002 | 150 | .002 | 220 | .004
9] —
g 80 20 9 | 005 | 50 | 005| 70 | 010
1 KC725M E
’;‘ 60 200 —] Nickel, Cobalt
= i Alloys (Inconel, Iron Alloys
T 50 150 IT'faR:“\'}; Hastelloy,  |(X12NiCrsi3616,
a 674 Monel,  [X2NiCrAlITi3220)
o 30 100— Nimonic)
[=
g 20 50— Dry not recommended Wet preferred
v}
00 T T T T
0 .002 .004 .006 .008 inch
0,05 0,10 0,15 020 mm
Chipload (fz) - ipt
speed |chipload| speed |chipload| speed |chipload
m/min ft/min Hardened Steels Ve Fz Vc Fz Vc Fz
210 700 — Starting | ft/min | inch | ft/min | inch | ft/min| inch
Coolant [operating . i .
c 180 600 — conditions| m/min | mm [ m/min | mm |m/min| mm
E KC515M | 600 .003 500 .002 300 .002
% 150 500 — 0% vVEi
e KCS15M E wvv | 180 | 0,10 [ 150 | 0,05 | 90 | 0,05
L 120 400 —
s Hardened Hardened Hardened
> 90 300 — Steel Steel Steel
3 45 - 52 HRC 53 -59 HRC 60 - 65 HRC
& 60 200 —
= Dry not recommended Wet preferred
E 30 100 —
=1
v}
0
0 | | | |
0 .002 .004 .006 .008 inch
0,05 0,10 0,15 0,20 mm
Chipload (fz) - ipt
Edge Preparations Coolant 7:‘:7 dry Operating Conditions
S —hone + T-land (heavy)  Requirements ‘ v extra heavy - heavy interruption, continuous forging/casting skin, long tool extension
E — hone (medium) A4 heavy — moderate interruption, intermittent skin, moderate tool extension
F - sharp (extra light) % vVvY medium - light interruption, minimal/limited skin, moderate tool extension
0 wet YVvvYV light - no interruption, premachined — no skin, shortest extension
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