High-Performance DUO-)\OCK® Modular End Mills « HARVI™
KKENNAMETAIZ Application Data

HARVI ¢ ULDV ¢ Asymmetrical Flute Spacing
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Side Millng () shor medium long (PT = nchih for sde miling (A
For slotting (B), reduce IPT by 20%.
adapter reach D1 — Diameter
A B KCSM15 KCSM15 KCSM15
Vatera Cutting glr::u&ed — vc | Cutting SSI;:J“ened — vc | Cutting sS'r__J&ed =VC| tac. | 38 | 12 | 58 | 34 1 114
Group ap ae ap min max | min max | min max | dec. |.3750 |.5000 | .6250 | .7500 (1.2500(1.2500
0 | 1.5xD | 0.5xD 1xD 490 - 660 | 441 - 594 | 441 - 594 | IPT |.0023 |.0029 |.0034 |.0037 |.0042 |.0042
1 | 1.5xD | 05xD 1xD 490 - 660 | 441 - 594 | 441 - 594 | IPT |.0023 |.0029 |.0034 |.0037 |.0042 |.0042
2 | 15xD | 05xD 1xD 460 - 620 | 414 - 558 | 414 - 558 | IPT |.0023 |.0029 |.0034 |.0037 | .0042 |.0042
3 | 1.5xD | 0.5xD 1xD 390 - 520 | 351 - 468 | 351 - 468 | IPT |.0019 |.0025 | .0029 | .0033 | .0041 |.0041
4 | 1.5xD | 04xD | 0.75xD | 300 - 490 | 270 - 441 | 270 - 441 | IPT |.0017 |.0022 |.0026 | .0029 | .0034 |.0034
5 | 1.5xD | 04xD 1xD 200 - 330 | 170 - 12805 160 - 264 | IPT |.0016 |.0020 |.0023 |.0026 | .0033 |.0033
6 | 1.5xD | 04xD | 0.75xD | 160 - 250 | 136 - |2125| 128 - 200 | IPT |.0013 |.0016 |.0019 |.0021 | .0024 |.0024
1 | 1.5xD | 04xD 1xD 300 - 380 | 240 - 304 | 210 - 266 | IPT |.0019 |.0025 |.0029 | .0033 | .0041 |.0041
M| 2 | 15xD | 04xD 1xD 200 - 260 | 160 - 208 | 140 - 182 | IPT |.0016 |.0020 |.0023 |.0026 | .0033 |.0033
3 | 1.5xD | 04xD 1xD 200 - 230 | 160 - 184 | 140 - 161 | IPT |.0013|.0016 |.0019 |.0021 | .0024 |.0024 =
1 | 1.5xD | 05xD 1xD 390 - 490 | 351 - 441 | 351 - 441 | IPT |.0023 |.0029 |.0034 | .0037 | .0042 |.0042 3
2 | 1.5xD | 05xD 1xD 360 - 460 | 324 - 414 | 324 - 414 | IPT |.0019 |.0025 |.0029 | .0033 | .0041 |.0041 | , =
3 | 1.5xD | 05xD 1xD 360 - 430 | 324 - 387 | 324 - 387 | IPT |.0016 |.0020 (.0023 |.0026 | .0033 |.0033 IG:;
1 | 1.5xD | 03xD | 0.3xD | 160 - 300 | 128 - 240 | 96 - 180 | IPT |.0019|.0025 |.0029 |.0033 |.0041 |.0041 E‘E
2 | 15xD | 0.3xD | 03xD 80 - 130 | 64 - 104 | 48 - 78 IPT |.0010 |.0013|.0015 |.0018 | .0022 |.0022 'S
3 | 1.5xD [ 0.3xD | 0.3xD 80 - 130 | 64 - 104 | 48 - 78 IPT |.0010 |.0013 |.0015 |.0018 | .0022 |.0022 N
4 | 1.5xD | 04xD 1xD 160 - 200 | 128 - 160 | 96 - 120 | IPT |.0014|.0018 |.0021 |.0024 | .0030 |.0030
1 | 1.5xD | 04xD | 0.75xD | 260 - 460 | 208 - 368 | 156 - 276 | IPT |.0017 |.0022 |.0026 | .0029 | .0034 |.0034
2 | 15xD [ 02xD | 05xD | 230 - 390 | 184 - 312 | 138 - 234 | IPT |.0013|.0016 |.0019 |.0021 |.0024 |.0024

NOTE: Those guidelines may require variations to achieve optimum results.
Lower value of cutting speed is used for high stock removal applications or for higher hardness (machinability) within group.
Higher value of cutting speed is used for finishing applications or for lower hardness (machinability) within group.
Above parameters are based on ideal conditions. Please adjust parameters according to system stability.
For side milling with ap larger than 1 x D, reduce fz by 20%!
Cylindrical shanks not recommended for full slotting.
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