KenFeed™ 2X Series ‘Z
Recommended Starting Speeds and Feeds KENNAMETAL

Copy Mills

Recommended Starting Speeds [m/min]

N('frt:lfg" KC522M KC725M KCK15 KCPK30
1 395 345 325 315 275 255 - - - 545 475 440
2 330 290 240 260 230 195 — - — 335 305 275
3 305 255 215 240 205 170 - - - 305 275 250
4 270 225 180 215 180 145 - - - 225 210 190
5 225 200 180 180 160 145 - - - 310 275 255
6 200 150 120 160 120 95 - - - 190 165 -
1 245 215 200 205 180 165 - - - 250 220 190
2 225 190 160 185 160 130 - - - 225 195 170
3 170 145 115 140 120 95 - - - 175 160 140
1 275 250 220 - - - 505 460 410 355 320 285
2 215 195 180 - - - 400 355 330 280 255 230
3 180 160 145 - - - 335 300 275 235 210 195
1 — — — — = — — = — — = —
2 —_ —_ — —_ —_ — —_ —_ — —_ —_ —
1 50 45 35 45 35 30 - - - - - -
2 50 45 35 45 35 30 — - — — - —
3 60 50 35 55 45 30 - - - - - -
4 85 60 45 75 55 35 = - - = - -
1 145 110 85 - - - - - - - - -
2 —_ —_ — —_ —_ — — —_ — — —_ —
3 — - - — - - — - - — - -
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 e
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
.S.GD 082 | 163 | 333 | 061 | 1,21 | 243 | 053 | 1,06 | 211 | 050 | 0,98 | 1,97 | 049 | 0,96 | 1,92 .S.GD
.S..HD 0,82 | 2,08 | 3,39 | 0,61 1,54 | 247 | 053 | 1,34 | 214 | 050 | 1,25 | 2,00 | 0,49 | 1,22 | 1,95 .S..HD

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

General Programming Information for Applying KenFeed 2X ¢ IC09

Rt

Wt

2.70

8.15

1.15

Small Ap1 values and higher feed rates
generate lower cutting forces versus
traditional milling strategies.

For CAM programming, the loads can be
programmed as a toroidal tool type by
using the Rt value as the insert radius.

Recommended when long overhang is
necessary due to lower radial forces.
Maximum L/D ratio of 10 x D.
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