Shoulder Milling » Mill 1-10™ Helical
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catalog number catalog number| mm in mm in mm in [KC422M|KC520M|KC522M|KC725M | KCPK30 |KCPM40|KCSM40
Light Machining
EDCT10T302PDERLD | EC1002ELD 12,04 .474 2,29 .090 0,2 .008 - - - 3959611 - - - "i
EDCT10T304PDERLD | EC1004ELD |12,05 .474 1,98 .078 0,4 .016 - - 3682513 | 3682514 - - -
EDCT10T308PDERLD | EC1008ELD (12,05 .474 1,70 .067 0,8 .031 - 3649189 | 3649190 | 3649191 | 3649192 - 6176096
EDCT10T312PDERLD | EC1012ELD |12,06 .475 1,30 .051 1,2 .047 - - - 3682655 - - -
EDCT10T316PDERLD | EC1016ELD 12,06 .475 0,90 .036 1,6 .062 - - - 3682781 - - -
EDCT10T320PDERLD | EC1020ELD (12,06 .475 0,49 .019 2,0 .079 - - - 3766023 - - -
EDCT10T324PDERLD | EC1024ELD (12,06 .475 0,11 .004 2,4 .094 - - - 3766029 - - -
&)
General Machining E
EDCT10T304PDERLDJ| EC1004ELDJ |12,05 .474 1,98 .078 0,4 .016|3682451 - - - - - - §'
EDCT10T308PDERLDJ| EC1008ELDJ (12,05 .474 1,70 .067 0,8 .031|3649188 - - - - - - —_
EDPT10T304PDERHD | EP1004EHD |12,05 .474 2,07 .082 0,4 .016 - - - 3641741 - 5545215 - 22
EDPT10T308PDERHD | EP1008EHD (12,05 .474 1,70 .067 0,8 .031 - 3753593 | 3641712 | 3641734 | 3641736 | 5545214 | 6175756 (T
EDPT10T312PDERHD | EP1012EHD |12,06 .475 1,30 .051 1,2 .047 - - - 3642029 - 6127887 - “
EDPT10T316PDERHD | EP1016EHD |12,06 .475 0,90 .036 1,6 .062 - - - 3642094 | 3642096 | 6127888 | 6175758
EDPT10T320PDERHD | EP1020EHD |12,06 .475 0,49 .019 2,0 .079 - - - 3642097 - 6127889 -
EDPT10T324PDERHD | EP1024EHD |12,06 .475 0,11 .004 2,4 .094 - - - 3642102 - - -
EDPT10T331PDERHD | EP1031EHD |11,52 453 — — 3,1 .122 - - - 3642137 - - -
Heavy Machining
EDPT10T304PDSRGD | EP1004SGD |12,05 .474 2,07 .082 0,4 .016 - - - 3642141 - - -
EDPT10T308PDSRGD | EP1008SGD |[12,05 .474 1,70 .067 0,8 .031 - - - 3642170 | 3642172 | 5545216 -
EDPT10T312PDSRGD | EP1012SGD |12,06 .475 1,30 .051 1,2 .047 - - - 3642193 - - -
EDPT10T316PDSRGD | EP1016SGD |12,06 .475 0,90 .036 1,6 .062 - - - 3642196 | 3642198 - -
EDPT10T308PDSRGE | EP1008SGE (12,05 .474 1,70 .067 0,8 .031 - - 3775016 - - - -
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Shoulder Milling e Mill 1-10™ Helical

Recommended Starting Feeds KZKENNAMETAE
-
Recommended Starting Feeds [IPT] Light General Heavy
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 .005 | .014 | .023 | .003 | .010 | .017 | .003 | .008 | .013 | .002 | .007 | .011 | .002 | .006 | .010 .F..LDJ
.F..-PCD .005 .014 .023 .003 .010 .017 .003 .008 .013 .002 .007 .011 .002 .006 .010 .F..-PCD
.E..LDJ .005 .014 .023 .003 .010 .017 .003 .008 .013 .002 .007 .011 .002 .006 .010 .E..LDJ
.E.LD .005 | .014 | .023 | .004 | .010 | .016 | .003 | .008 | .012 | .002 | .007 | .011 | .002 | .006 | .010 .E.LD
.S..GE .009 .018 .028 .007 .013 .020 .005 .010 .015 .004 .009 .013 .004 .008 .012 .S..GE
.S..GD .009 | .019 | .028 | .007 | .013 | .020 | .005 | .010 | .015 | .004 | .009 | .013 | .004 | .008 | .012 .S..GD
.E.HD .009 | .020 | .032 | .007 | .014 | .023 | .005 | .011 | .017 | .004 | .009 | .015 | .004 | .009 | .014 .E.HD
Recommended Starting Feeds [mm]
—_
E = Recommended Starting Feed per Tooth (Fz) in
q Insert Relation to % of Radial Engagement (ae) Insert
Geometry 5% 10% 20% 30% 40-100% Geometry
.F..LDJ 012 | 0,35 | 058 | 0,08 | 0,25 | 0,42 | 0,06 | 0,49 | 0,31 | 006 | 0,46 | 027 | 0,05 | 0,5 | 0,25 .F..LDJ
.F..-PCD 0,12 | 0,35 | 0,58 | 0,08 | 0,25 | 042 | 0,06 | 0,49 | 0,31 | 006 | 0,46 | 0,27 | 0,05 | 0,45 | 0,25 .F..-PCD
.E..LDJ 0,12 0,35 0,58 0,08 0,25 0,42 0,06 0,19 0,32 0,06 0,16 0,28 0,05 0,15 0,25 .E..LDJ
.E.LD 012 | 0,35 | 057 | 009 | 0,25 | 0,41 | 007 | 0,49 | 0,31 | 0,06 | 0,47 | 0,27 | 0,05 | 0,5 | 0,25 .E..LD
.S..GE 023 | 046 | 0,70 | 0,17 | 0,33 | 051 | 0,13 | 0,25 | 0,38 | 0,11 | 0,22 | 0,33 | 0,10 | 0,20 | 0,30 .S..GE
.S..GD 0,23 0,47 0,71 0,17 0,34 0,51 0,13 0,25 0,38 0,11 0,22 0,33 0,10 0,20 0,30 .S..GD
L .E.HD 023 | 051 | 08 | 0,17 | 0,37 | 0,59 | 0,13 | 0,28 | 044 | 0,11 | 0,24 | 0,38 | 0,10 | 0,22 | 0,35 .E.HD

EDC...: Ground inserts; high versatility for all finishing applications and difficult-to-machine stainless steels and high-temp alloys.
EDP...: Pressed; lower cost per edge for most roughing to semi-finishing operations.

nﬂﬁlsc'!' MILLING

.E.LDJ: For aluminum and other non-ferrous alloys.

.E.LD: Finishing and high-precision applications.

.E.HD: Medium roughing and semi-finishing.

.S.GE: Medium roughing and semi-finishing. Also suitable for austenitic stainless steel and super alloys.
.S.GD: Strongest cutting edge for heavy roughing applications with high feed rates in all material groups.
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Shoulder Milling ¢ Mill 1-10™ Helical
KZKENNAMETAIZ Recommended Starting Speeds for Dry Machining e Inch

KC422M* KC520M KC522M KC725M KCPK30 KCPM40 KCSM40

1085 755 1495 1295 1215 855
900 625 920 835 755 705
835 560 835 755 675 640
740 490 625 575 525 560
605 855 510
540 525 375
675 675 560
- - - |e605 605 490
- - - |40 475
885 805 705 970
690 625 575 770
575 525 475 640
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*Recommended for wet machining only. (T
NOTE: FIRST choice starting speeds are in bold type. L‘

As the average chip thickness increases, the speed should be decreased.
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Shoulder Milling ¢ Mill 1-10™ Helical
Recommended Starting Speeds for Wet Machining e Inch ‘ZKENNAMETAI:

Ng‘f&ﬁ" KC422M KC520M KC522M KC725M KCPK30 KCPM40 KCSM40
1 | = - - [ - - <~ [8m0 750 710|685 605 565 |1195 1035 970 | 775 685 645 | - - -

- - - - - - | 720 630 525|575 500 420 | 735 670 605 | 655 565 470 | - - -
- - - - - - | 670 565 460 | 525 450 370 | 670 605 540 | 605 510 420 | - = =
- - - - - - | 590 485 390 | 470 390 315 | 500 460 420 | 540 450 355 | - - -
- - - - - - | 485 450 390 | 390 355 315 | 685 605 550 | 450 410 355 | 450 380 315
- - - - - - | 430 330 265|340 265 210 | 420 355 325 | 390 300 235 | 390 290 210
- - - - - - | 540 470 430 | 450 390 355 | 540 485 410 | 510 450 410 | 550 450 370
- - - - - - | 485 420 340 | 410 340 290 | 485 420 370 | 460 390 330 | 470 380 315
- - - - - - | 370 315 250 | 300 265 210 | 380 340 300 | 340 300 235 | 380 290 225
- - - | 710 645 565 | 605 540 485 | - - - | 775 695 630 | - = = - > -

- - - |550 500 460 470 420 390 | - - - |615 550 500 | - - - | - - -

- - - |460 420 380 |390 355 315 | - - - |510 460 420 | - - - | - - -

i 2820 2480 2295| - - - | - - - |- - - |- - - |- - -1- - -
ﬁ 2480 2205 1995 | - - - | - - - | - - - |- - - |- - - |- - -
1‘ 2480 2205 1995 | - - - | - - - | - - - | - - |- o - |- -
- - -|- - -[15 9 65 [9% 8 6 |- - - [15 9 8 |15 9 65

- - - |- - - |15 9 65 9% 8 6 - - - 105 9 8 105 90 65

- - - |- - - |10 105 65 (120 9 65| - - - |[130 105 80 | 130 105 65
- - - | - - - |185 130 90 | 145 120 80 | 170 130 90 | 170 130 90 | 155 130 80
o =G e e e ey e

W N =D WON=2|ON=2(WON =N 2000 A ODN

HOICE

NOTE: FIRST choice starting speeds are in bold type.
As the average chip thickness increases, the speed should be decreased.
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ncFIRST MILLING
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Shoulder Milling e Mill 1-10™ Helical
KZKENNAMETAIZ Recommended Starting Speeds for Dry Machining e Metric

"g‘:&‘:' KC422M* KC520M KC522M KC725M KCPK30 KCPM40 KCSM40

1 285 230 395 260 230
240 190 255 215 190
215 170 230 195 170
185 150 175 170 150
170 135 230 155 135
125 100 135 115 100
180 150 185 170 150

- - - 160 130 160 150 130

= - = 120 130
270 245 215 205 265
210 190 175 160 210
175 160 145

2
3
4
5
6
1
2
3
1
2
3
1
2
3
1
2
3
4
1
2
3

*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.

kennametal.com KKENNAMETAE B83



Shoulder Milling ¢ Mill 1-10™ Helical
Recommended Starting Speeds for Wet Machining e Metric ‘ZKENNAMETAI:

N(';r‘:u";" KC422M KC520M KC522M KC725M KCPK30 KCPM40 KCSM40
1 | = - - [ - -~ 265 230 215|210 185 170 | 365 315 295 | 285 250 235 | - - -

- - - - - - | 220 190 160 | 175 150 130 | 225 205 185 | 240 210 170 | - - -
- - - - - - | 205 170 140 | 160 135 110 | 205 185 165 | 220 190 150 | - = =
- - - - - - | 180 150 120 | 145 120 95 | 150 140 130 | 195 165 130 | - - -
- - - - - - | 150 135 120 | 120 110 95 | 210 185 170 | 165 150 130 | 135 115 95
- - - - - - | 130 100 80 | 105 80 65 | 130 110 100 | 145 110 90 | 120 90 65
- - - - - - | 165 145 130 | 135 120 110 | 165 150 125 | 190 165 150 | 170 135 110
- - - - - - | 150 130 105 | 125 105 90 | 150 130 110 | 170 145 120 | 145 115 95
- - - - - - |10 95 75 | 90 80 65 | 115 105 90 | 125 110 90 | 115 90 70

- - - |215 195 170185 165 150 - - - [235 210 190 - - - [ - - -

- - - |170 150 140|145 130 120 | - - - |190 170 150 | - - - | - - -

- - - |140 130 115|120 110 95 | - - - |155 140 130 | - - - | - - -

""‘ 80 75 700 | - - - | - - - |- - - |- - -—1T- - -—1T- - =
ﬁ 755 700 610 | - - - | - - - | - - - | - - |- - |- - -
-1‘ 75 700 610 | - - - | - - - | - - - | - - - |- - - |- - -
- - -|- - -]3 3 20|3 25 20 |- - - |4 3 33 3 20

- - - |- - -3 3 203 2 20| - - - |4 30 30 3 3 220

- - - |- - -4 3 203 3 20| - - - |5 40 30|40 30 20

- - - | - - - |55 40 30 |4 35 25 |5 40 25|65 50 30 | 50 40 25

- - -]- - -Je w0 |- - -]- - -]- - -]- - -

WO N =D ODN=2ON =N =2 OON =00 DN

CHOICE

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