KZ , KenFeed™ Mini
KENNAMETAL Recommended Starting Speeds and Feeds

Recommended Starting Speeds [SFM]

MGar?Jifl KC510M KC522M KC725M KCPM20 KCPK30
1 - - - 1300 1130 1060 1030 900 840 2170 1910 1760 1780 1560 1450
2 - - - 1080 950 790 860 760 640 1340 1210 1090 1100 1000 900
3 = - = 1000 840 700 790 670 550 1210 1090 1000 1000 900 820
4 960 780 660 890 730 590 710 590 470 910 840 760 740 690 620
5 = - = 730 660 590 590 530 470 1090 980 900 1020 910 830
6 = - = 650 490 400 520 400 310 760 660 570 620 540 —
1 - - - 800 710 650 670 590 540 880 790 680 820 720 620
2 - - - 730 620 520 610 520 430 800 700 620 730 640 550
3 - - - 550 480 370 460 400 310 640 570 490 570 520 460
1 1150 1040 940 900 820 720 — - — 1420 1280 1150 1160 1050 940
2 910 820 760 710 640 590 - - — 1130 1010 920 920 830 760
3 770 680 620 590 530 480 — - — 950 840 780 770 690 640
1 2520 2240 2060 — - — — - — - - - — - —
2 —_ —_ —_ — - — —_ - — —_ —_ —_ — - —
1 - - - 160 140 110 140 120 100 - - - — - —
2 - - - 160 140 110 140 120 100 - - - — - -
3 - - - 200 160 110 180 140 100 - - - — - —
4 = - = 280 200 140 240 180 120 = - = — - —
1 600 500 370 470 360 280 - - — 550 460 370 — - —
2 — = — — = — — = — — = — — = —
3 — - — — - — — - - — - — - - —
NOTE: FIRST choice starting speeds are in bold type.
As the average chip thickness increases, the speed should be decreased.
i Light General Heavy
Recommended Starting Feeds [IPT] Macbiing S i
Programmed Feed per Tooth (fz)
Insert as a % of Radial Depth of Cut (ae) Insert
Geometry 10% 20% 30% 40% 50-100% Geometry
.LD.. .027 | .070 | 121 | .019 | .049 | .081 | .017 | .042 | .068 | .016 | .040 | .063 | .015 | .039 | .062 .LD..
LN.. .027 | .070 | 121 | .019 | .049 | .081 | .017 | .042 | .068 | .016 | .040 | .063 | .015 | .039 | .062 LN..
NOTE: Use “Light Machining” values as starting feed rate.
General Programming Information for Applying KenFeed Mini
Rt Wt t
.039 .094 .016
L
=
>
(=3
o
o
For CAM programming, the loads can Small Ap1 values and higher feed rates
be programmed as a toroidal tool type generate lower cutting forces versus
by using the Rt value as the insert radius. traditional milling strategies.
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