KDMS™ e KDMT™ KZ
Recommended Starting Speeds and Feeds KENNAMETAL

Recommended Starting Speeds [m/min]

N(';t:;':' K115M KC505M KC515M
1 - - - - - - 330 295 255
2 - - - - - - 310 275 240
3 - - - - - - 275 240 200
4 - - - 360 260 215 240 200 165
5 - - _ 360 260 215 200 165 130
6 - - - 350 240 190 165 130 110
1 - - _ _ - - 330 275 240
2 - - - - - - 275 220 165
3 - - - - - - 220 185 145
1 220 185 145 — - - 440 330 220
2 185 145 110 - - - 330 255 185
3 110 90 75 - - - 145 110 75
12 440 330 220 - - - - - -
3 295 220 185 - - - - - -
1 —_ — - - — p— p— — p—
2 — - —_ —_ - —_ —_ - —
3 —_ —_— —_ —_ —_— —_ —_ —_— —_
4 ) 70 50 - - - - - -
1 - - - 260 205 170 170 120 %

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

Recommended Starting Feeds [mm] Light General T
Machining Purpose Machining
Programmed Feed per Tooth (fz)

Insert as a % of Radial Depth of Cut (ae) Insert
Geometry 10% 20% 30% 40% 50-100% Geometry
E.GC 012 | 0,25 | 0,34 | 0,09 | 0,49 | 0,25 | 0,08 | 0,47 | 0,22 | 0,07 | 0,16 | 0,21 | 0,07 | 0,15 | 0,20 E.GC
E.GN 017 | 0,25 | 034 | 0,12 | 0,19 | 0,25 | 0,11 | 0,47 | 0,22 | 0,10 | 0,16 [ 0,21 | 0,10 | 0,15 | 0,20 .E.GN
.E.HC 0,17 | 0,25 | 0,34 | 0,13 | 0,19 | 0,25 | 0,11 | 0,47 | 0,22 | 0,10 | 0,16 [ 0,21 | 0,10 | 0,15 | 0,20 .E.HC

NOTE: Use “Light Machining” values as starting feed rate.

Application Advice for KDMT-HF Insert Style

For CAM programming, the tools can be programmed as a toroidal tool type requiring
the diameter and the RT values only.

. metric
insert type -
Ap max diameter RT max fz
KDMTO0604SRHF 0,4 6 08 1
KDMTO0806SRHF 05 8 1 13
KDMT1008SRHF 05 10 1 13
KDMT1210SRHF 0,6 12 1 1,3
KDMT1615SRHF 08 16 15 15
KDMT2020SRHF 1 20 2 1,5
@ Data for Face Milling, Pocketing, and Profiling Operations
= Starting Values
2
8 tool diameter o6 o8 210 212 216 @20
Ap max 04 05 05 06 08 1
(mm)
(£ 0,4 045 | 045 05 055 | 065

recommended for 45 HRC (approximately)

fz 03 | 035 | 035 | 04 05 | 055

recommended for 55 HRC (approximately)

fz 05 0,55 0,55 0,65 0,7 0,8
recommended for general purpose

NOTE: Use two effective teeth for feed calculations.
For materials above 45 HRC, we recommend to adjust the Ae max to 55% of cutting diameter.
Steel shanks for roughing operations are recommended.
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