Mill 4™ Series
Inserts KZKENNAMETAIZ

Insert Selection Guide

Light General Heavy
Material Machining guiose Machining
Group Geometry Grade Geometry Grade Geometry Grade

E.GE KCPM40 E.GE KCPM40 S.GE KCPM40
E.GE KGC522M S..GE KCPK30 S.GE KCPM40
S.GE KC522M S.GE KCPK30 S.GE KCPM40
E.GE KC725M E.GE KC725M S.GE KC725M
.E.GE KC522M .E..GE KC725M .S..GE KC725M
S.GE KCK15 .S.GEM KCK15 S.GEM KCPM20
S.GE KC520M .S.GEM KC520M S.GEM KC520M
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Mill 4-15 «
Unbeatable Performance in Shoulder Milling

e “Stepless” solution.
¢ No mismatch when machining walls in different steps.

Competitor Tool « Wall Quality Mill 4-15  Wall Quality
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Traditional tools are designed to achieve a 90° wall, Mill 4-15 minimises the marks left. By increasing wall
but exhibit poor performance when machining walls quality and avoiding a second tool, productivity increases
in multiple passes. significantly.
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Mill 4™ Series
Recommended Starting Speeds KZKENNAMETAIZ

Recommended Starting Speeds [m/min]

Material
Group KC520M KC522M KC725M KCK15
1 - = - 330 285 270 260 230 215 — = -
2 - - - 275 240 200 220 190 160 - - -
3 - = - 255 215 175 200 170 140 - = -
4 - - - 225 185 150 180 150 120 - - -
5 - = - 185 170 150 150 135 120 - = -
6 _ _ _ 165 125 100 130 100 80 - - -
1 - = - 205 180 165 170 150 135 - = -
2 - - - 185 160 130 155 130 110 - - -
3 _ _ - 140 120 95 115 100 80 - - -
o 1 270 245 215 230 205 185 - = — 420 385 340
é 2 210 190 175 180 160 150 - - - 335 295 275
E 3 175 160 145 150 135 120 - = - 280 250 230
§ 1-2 = - = = = — - = - — - =
g 3 - - - - - - - - - - - -
1 - = - 40 35 25 35 30 25 - = -
2 - - - 40 35 25 35 30 25 - - -
3 - = - 50 40 25 45 35 25 - = -
4 - - - 70 50 35 60 45 30 - - -
1 - - - 120 90 70 - - — — - —
Material
Group KCPM20 KCPK30 KCPM40
1 550 485 450 455 395 370 300 260 250
2 340 310 275 280 255 230 250 220 180
3 310 275 255 255 230 205 230 200 160
4 230 215 190 190 175 160 210 170 140
5 275 250 230 260 230 210 170 160 140
6 190 170 145 160 135 - 150 120 90
1 225 200 175 205 185 155 200 170 160
2 205 175 160 185 160 140 180 150 130
3 160 145 125 145 130 115 130 120 90
1 360 325 295 295 265 240 - = -
2 285 255 235 235 210 190 - - -
3 240 215 200 195 175 160 - = -
1-2 - - = = - = = - -
3 - - - - - - - — —
1 - - = = = - 40 40 30
2 - - - - - - 40 40 30
3 - = - - = - 50 40 30
4 - - - - - - 70 50 40
1 140 115 o5 - o = = _ —
NOTE: FIRST choice starting speeds are in bold type. As the average chip thickness increases, the speed should be decreased.
Recommended Starting Feeds [mm] Mal;:lt?ilr‘\ting S:r?)%r:elz M::I:gng
Programmed Feed per Tooth (fz)
Insert as a % of Radial Depth of Cut (ae) Insert
Geometry 10% 20% 30% 40% 50-100% Geometry
.E.GE 0,13 | 0,24 | 033 | 0,10 | 0,18 | 0,25 | 0,09 | 0,46 | 022 | 0,08 | 0,45 | 0,20 | 0,08 | 0,14 | 0,20 .E.GE
S.GE 017 | 0,30 | 045 | 0,13 | 0,23 | 0,34 | 0,11 | 0,20 | 0,29 | 0,10 | 0,48 | 0,28 | 0,10 | 0,18 | 0,27 S.GE
S..GEM 0,17 | 0,33 | 0,50 | 0,13 | 0,25 | 0,38 | 0,11 | 0,22 | 0,33 | 0,10 | 0,20 | 0,31 | 0,10 | 0,20 | 0,30 .S.GEM

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