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CAS — Customer Application Support

Get Fast and Reliable Answers to Your Toughest Problems

Our CAS Team is the metalworking industry’s leading help desk resource

for tooling application solutions and problem resolution.

Easy Access to Proven Metalworking Expertise!

Kennametal Application Engineers assist customers and engineering groups throughout the world
with expert tool selection and application recommendations for the entire range of Kennametal tooling.

Region Originating Country Language CAS Hotline Email
North America USA English 800 835 3668 hafechsupporf@kennamefal.con
Mexico Spanish 1800 253 0758 ba.techsupport@kennametal.con
Africa South Africa English +27117489300 ha.techsuppori@kennamefal.coml
Europe Austria German 0223 63181360 bu.techsupport@kennametal.com
Belgium English/French 0279 06 540 ku.techsuppori@kennametal.com
Denmark English 808 89298 ha.techsupport@kennametal.com
Finland English 0800 919412 ha.techsupport@kennametal.coml
France French 0160128300 Bu.fechsupport@kennametal.conl
Germany German 06003 8277110 eu.techsupport@kennametal.coml
Israel English — hafechsupporf@kennamefal.com
Italy [talian 028 9596 212 eu.techsuppori@kennametal.com
Netherlands English 076 79 95 220 eu.techsupport@kennametal.com
Norway English 800 10080 ha.techsupport@kennametal.com
Poland Polish 616 656 553 Ew.techsupport@kennametal.com
Russia English — Bu.techsupporf@kennamefal.com
Sweden English 0207 99246 ba.techsuppori@kennametal.com
UK English 0138 44 08 095 ba.techsupport@kennametal.conl
Ukraine English — Bu.fechsupporf@kennamefal.con
Asia Pacific Australia English 1800 666 667 Rp-kmt.techsupport@kennametal.com]
India English 1800 103 5227 In.techsupport@kennametal.com
Japan English 03 3820 2855 hp-kmt.techsupport@kennametal.com
Korea (South) English +82 22100 6100 Bp-kmt.techsupport@kennametal.com
Malaysia English 1800 812 990 Rp-kmt.techsupport@kennametal.com]
New Zealand English 0800 450 941 Bp-kmt.techsuppori@kennametal.com
Singapore English 1800 6221031 hp-kmt.techsupport@kennametal.com
Taiwan English 0800 666 197 hp-kmt.techsupport@kennametal.com
Thailand English 1800 4417820 Bp-kmt fechsupporf@kennamefal.cond
Numbers shown only serve the originating country listed.
KZKENNAMETAE



http://kennametal.com
http://kennametal.com
mailto:na.techsupport@kennametal.com
mailto:na.techsupport@kennametal.com
mailto:na.techsupport@kennametal.com
mailto:eu.techsupport@kennametal.com
mailto:eu.techsupport@kennametal.com
mailto:na.techsupport@kennametal.com
mailto:na.techsupport@kennametal.com
mailto:eu.techsupport@kennametal.com
mailto:eu.techsupport@kennametal.com
mailto:na.techsupport@kennametal.com
mailto:eu.techsupport@kennametal.com
mailto:eu.techsupport@kennametal.com
mailto:na.techsupport@kennametal.com
mailto:eu.techsupport@kennametal.com
mailto:eu.techsupport@kennametal.com
mailto:na.techsupport@kennametal.com
mailto:na.techsupport@kennametal.com
mailto:eu.techsupport@kennametal.com
mailto:ap-kmt.techsupport@kennametal.com
mailto:in.techsupport@kennametal.com
mailto:ap-kmt.techsupport@kennametal.com
mailto:ap-kmt.techsupport@kennametal.com
mailto:ap-kmt.techsupport@kennametal.com
mailto:ap-kmt.techsupport@kennametal.com
mailto:ap-kmt.techsupport@kennametal.com
mailto:ap-kmt.techsupport@kennametal.com
mailto:ap-kmt.techsupport@kennametal.com

Service & Sales Centers Around the World

Region Country Sales Hotline Email

North America United States +1 800 446 7738 FIMITService@kennamefal.com
Canada +1 800 446 7738 toronto.service@kennametal.coml
Mexico +1 888 402 4963 k-mx.service@kennametal.com

Central/South America Argentina +54 11 4719 0700 buenos-aires.ventas@kennametal.com
Brazil +55 19 3936 9200 bra.marketing@kennametal.com
Chile +56 2 2264 1177

Africa Egypt +44 1384 408060 ha.techsuppori@kennametal.com
South Africa +27 11 748 9300 ha.techsupport@kennametal.com

Europe Austria +43 2236 3798980 brunn.sales@kennametal.con
Belgium +32 0800 81 372 belgium.sales@kennametal.com
Czech Republic +420 800 900 840 K-prha.sales@kennametal.com
France +33160128100 Info.ir@kennametal.com
Germany +49 6003 8277 0 tosbach.sales@kennametal.com
Great Britain +44 1384 408060 Kingswinford.service@kennametal.com
Hungary +36 96 618 150 ovoer.sales@kennametal.con
Ireland +44 1384 408060 ha.techsupport@kennametal.coml
Italy +39 02 895 961 milano.vendite@kennametal.com
Luxemborg +324 248 48 48 liege.sales@kennametal.com
Netherlands +31 0800 44 33 201 hetherlands.sales@kennametal.com
Poland +48 61 6656501 boland.service@kennametal.coml
Portugal +351 22 4119 400 poarfo.service@kennamefal.coml
Russia +7 495 4115386 moscow.information@kennametal.comi
Slovakia +421 0800 044 053 k-eu-zilina.sales@kennametal.com]
Spain +34 93 586 03 50 barcelona.service@kennametal.com
Turkey +90 216 574 4780 [r.information@kennametal.com

Asia Pacific Australia +61 800 666 667 k-au.service@kennametal.com
China +86 400 889 2135 k-cn.service@kennametal.com
India +91 800 103 5138 K-bngl.information@kennametal.com
Indonesia +65 6265 9222 k-sg.sales@kennamefal.com]
Japan +81 3 3820 2855 k-Ip.service@kennametal.com
Korea (South) +82 22109 6100 k-kr-service@kennametal.comy
Malaysia +60 3 5569 9080 k-sg.sales@kennametal.com
New Zealand +64 0800 536626 k-nz.service@kennametal.com
Singapore* +65 62659222 k-sg.sales@kennametal.com]
Taiwan +886 4 2350 1920 taiwan.service@kennametal.com
Thailand +66 2 642 3455 k-sg.sales@kennametal.com

*Vietnam and Philippines individuals should contact the Singapore office.

Visit kennametal.com to find local Authorized Kennametal Distributors.

KZKENNAMETAI:
kennametal.cor 3


http://kennametal.com
http://kennametal.com
mailto:FtMill.Service@kennametal.com
mailto:toronto.service@kennametal.com
mailto:k-mx.service@kennametal.com
mailto:buenos-aires.ventas@kennametal.com
mailto:bra.marketing@kennametal.com
mailto:na.techsupport@kennametal.com
mailto:na.techsupport@kennametal.com
mailto:brunn.sales@kennametal.com
mailto:belgium.sales@kennametal.com
mailto:k-prha.sales@kennametal.com
mailto:info.fr@kennametal.com
mailto:rosbach.sales@kennametal.com
mailto:kingswinford.service@kennametal.com
mailto:gyoer.sales@kennametal.com
mailto:na.techsupport@kennametal.com
mailto:milano.vendite@kennametal.com
mailto:liege.sales@kennametal.com
mailto:netherlands.sales@kennametal.com
mailto:poland.service@kennametal.com
mailto:porto.service@kennametal.com
mailto:moscow.information@kennametal.com
mailto:k-eu-zilina.sales@kennametal.com
mailto:barcelona.service@kennametal.com
mailto:tr.information@kennametal.com
mailto:k-au.service@kennametal.com
mailto:k-cn.service@kennametal.com
mailto:k-bngl.information@kennametal.com
mailto:k-sg.sales@kennametal.com
mailto:k-jp.service@kennametal.com
mailto:k-kr-service@kennametal.com
mailto:k-sg.sales@kennametal.com
mailto:k-nz.service@kennametal.com
mailto:k-sg.sales@kennametal.com
mailto:taiwan.service@kennametal.com
mailto:k-sg.sales@kennametal.com
http://kennametal.com
mailto:kennametalchile@kennametal.cl

Spare Parts & Accessories Information

Lost a screw? Have to replace worn-out clamping wedges?
Need to find and re-order those spare parts?

Are you in need of some accessories, like a torque wrench or coolant shower plate? These tools are at your fingertips!
Go to and find what you need in seconds. Enter the catalog number of the corresponding tool, and it will display.

Enter the tool catalog number here

B kennamenac a }e PN

PRODUCTS INDUSTRIES SERVICES RESOURCES SUPPORT ABOUT US

Products / Metalworking Tools / Millng / Indexable Miling / Face Mills / Ml 16

& Contactus [4 Sharethispage Q) Add to Favorites

- Mill 16™ « Shell Mill « Screw-On
g “* ' Clamping = Fine Pitch = Metric

Face Mill - Cast Iron Machining

Features and benefits

« Milling cutters for cast iron and compacted graphite iron (CGI) machining.
+ Ideal for roughing of engine heads and blocks, housings, gear boxes, etc.
+ Insert pocket numbering system.

+ High feed rate capability to boost productivity and reduce cycle time..

Y8y

Workpiece Materials

Y Filters 1l columns Face Mills | Mill 16
o ra Displaying 1-7 of 7 results vetric ) Show ALL ¥
Filters View fitters in metic (I [‘ o -‘ &
Fr—-J‘—-w
[ U s G [D]
Update search term Q [o1] [DIMAX]  Adapter
Effective Maximum /Shank  [D4]
SAP Material Cutting Cutting 1/ Bore Bolt [D6] Hub

Display Obsolete Products (]

Number ISO Catalog Number Diameter Diameter Diameter Circle4 Diameter

A Key Filters 6159026 MILL16D063Z050N08SC  63.0000  75.0200 220 50.0000

Select the spare parts & accessories

Spare Parts for Mill 16™ « Shell Mill « Screw-On Clamping « Fine Pitch « Metr

WRENCH
Spare Part ANTI-SEIZE LUBRICANT INSERT SCR M5-08 x 14 1P20 SOCKET HEAD SCREW DIN 912
M10X25
Get Price Get Price Get Price Get Price

Digitally access spare parts and accessories information to ensure you

N QV o keep your operation running.

Visit kennametal.com/nova and log into the web app.
It’s free!

KZKENNAMETAE
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Online Catalog

Can’t find your paper copy of our catalog anymore?
No worries. Go to catalogs.kennametal.com to see what’s out there.

Search for what you need, watch a video, and share pages with others, all from one site! Go to tatalogs.kennametal.cond,
and if you want to check it out on your mobile device, just download the FREE app for iOS or Android™.

CO) Search for what you need
‘ZKENNAMETAL

Search
@ Watch videos
@ Share with others
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a. Check out our new catalog app.
Available in the Google Play™ Store or
Eemun the App Store®.
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Indexable Drills

Indexable Drills

Tool Selection Guide ¢ Indexable Drills ® Drill Fix PRO™

PK MS LC PK MS LC
NEW! NEW! NEW! NEW! NEW! NEW!
L / \L' / t\ Yaay
Page 14 14 14 15 15 15
Insert position Inboard Outboard

Workpiece material

Primary

Secondary

For long chipping

material v v
@

— PUPYIIYIIY G

Hole tolerance IT9-11

Cutting diameter

[D1 min] Lo

Cutting diameter

[D1 max] o]

Drilling depth L/D1 2-5xD

Cutting edges per insert 4

Coolant

Ny

Connection Style
Machine Side (CSMS)

339

kennametal.com
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Indexable Drills

Tool Selection Guide ¢ Indexable Drills e HTS

Indexable Drills

GD

DFT-ST (PCD)

€

Page

kennametal.com

kennametal.com

kennametal.com

kennametal.com

kennametal.com

Insert position

Inboard/Outboard

Workpiece material

Primary

Secondary

For long chipping
material

Main operation

Hole tolerance IT9-11
:I:)L;ttrl::lgn ]diameter 45mm
ﬁ)l.:ttri:gxt]:liameter 270mm
Drilling depth L/D1 10xD
Cutting edges per insert 3-4

Coolant

Ny

Connection Style
Machine Side (CSMS)

s9vue

kennametal.com
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KENNAMETAL

Dodeka™ Series
Face Milling

Materials
H » B

Applications

@ Face Milling

Dodeka Mini, Dodeka, and Dodeka MAX™ face milling platforms are the most comprehensive
face milling boosters on the market today. Twelve true cutting edges per insert mean low cost-
per-edge and high productivity.

With Beyond™ premium milling grades, achieve up to 30% higher metal removal rates (MRR),
25% lower cutting forces due to soft cutting action, and up to 35% better tool life in light to
heavy machining.

‘ZKENNAMETAI:
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Face Milling Face Milling

Face Milling e Tool Selection Guide

Fix-Perfect™ 70° IC12 Fix-Perfect 90° IC12 HexaCut™ 45° HexaCut 60° Mill 16 Screw Clamping
g ~>uilh* >
i I 1¢ ‘t
0 [o" ), “
< A F
Page kennametalcon Kennametal Kennametal ke el kennamefalcon
Main operation @
Workpiece materials
[k [P [k [P a a a
Secondary
Approach angle [KRA] 70° 90° 45° 60° 435°
Cutting diameter [D1] 50-250mm 50-250mm 80-160mm 80-250mm 50-250mm
Cutting diameter [D1 max] — - 92,8-172,8mm 89-259mm 62,7-262mm
Maximum cutting depth [Ap1 max] 5,9/9,5mm 6,0/10,0mm 6,5mm 8,0mm 5,5mm
Cutting edges per insert 1*/4/8 1*/4/8 12 12 16
Insert size IC 11,4mm 11,4mm 16,2mm 16,2mm 20,0mm
Insert corner nose radius — — 0,8-3,0mm 0,8-3,0mm 0,8-3,0mm
Axial adjustable pocket seats (Y/N) Y,N Y, N N Y N
Internal coolant N N N N Y
Connection style machine side (CSMS) @ @ @ @ @
Fits regular milling adapters Y Y Y Y Y

*True Wiper Insert

KZKENNAMETAE
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Face Milling Face Milling
Face Milling » Tool Selection Guide
Mill 16 Wedge Clamping | Mill 16 Split Case Design KSSR84 FixPerfect™ Finisher KCFM™ 45 Fine Finisher
o o { vty “; - :{;:; [r;"s\) ; "«of:_%i
ey €. L
== Cuae
Page kennametal Kennametalcor] Kennametal
Main operation @l @l @ @l @
Workpiece materials
Primary n n n n n
Secondary
Approach angle [KRA] 435° 43.5° 84° 30° 45°
Cutting diameter [D1] 50-250mm 315-500mm 63-200mm 51-239mm 80-250mm
Cutting diameter [D1 max] 63-263mm 327,6-512,6mm 65-202mm 63-250mm 90-260mm
Maximum cutting depth [Ap1 max] 5,5mm 5,5mm 5,0mm 1,0mm 1,0mm
Cutting edges per insert 16 16 18 4 4/6
Insert size IC 20,0mm 20,0mm 12,7mm 13,0mm 12,7mm
Insert corner nose radius 0,8-3,0mm 0,8-3,0mm 1,2-1,6mm — 0,8mm
Axial adjustable pocket seats (Y/N) N N Y, N N Y
Internal coolant y N Y y Y
Connection style machine side (CSMS) @ KMT Split Case Design @ @ @
Fits regular milling adapters Y KMT Split Case Design Y Y Y
*True Wiper Insert
‘ZKENNAM ETAL
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Face Milling
-4

Face Milling
Ay

Face Milling e Tool Selection Guide

KBDM FixPerfect™ AL M Line FixPerfect AL PM Line | FixPerfect AL HPM Line | FixPerfect AL HSM Line
™ - > " o e o
[
¥ PSS Y . - - ' l 7‘ - “ * ?v
\ 9 W, [ | e \ .
r) o - () ) - 0 x =
1 s 1 _.) 3 j )15
. 6 — l
o L e \ b
— 3 T 1
Page Kennametal.con Kennamertal.con] kKennametal.corl kennametal.con
Main operation @l @l @l @ @
Workpiece materials
v [V v v v
Secondary
Approach angle [KRA] 90° 90° 90° 90° 90°
Cutting diameter [D1] 63-250mm 40-160mm 40-250mm 50-200mm 50-80mm
Cutting diameter [D1 max] — — — — —
Maximum cutting depth [Ap1 max] 12,7mm 9,5mm 9,5mm 9,5mm 9,5mm
Cutting edges per insert 1 1 1 1 1
Insert size IC 15,88mm 15,0mm 15,0mm 15,0mm 15,0mm
Insert corner nose radius 0,8-2,4mm 0,4-1,5mm 0,4-1,5mm 0,4-1,5mm 0,4-1,5mm
Axial adjustable pocket seats (Y/N) Y N YIN Y Y
Internal coolant N Y Y Y Y
Connection style machine side (CSMS) @ @ @ @ @
Fits regular milling adapters Y Y Y Y Y
*True Wiper Insert

64
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Face Milling Face Milling
H———T A 4 A —

Face Milling e Tool Selection Guide

MEGA45
Page Kennamefal.cor
Main operation @l
Workpiece materials
Secondary
Approach angle [KRA] 45°
Cutting diameter [D1] 125-315mm
Cutting diameter [D1 max] 160,3-350,3mm
Maximum cutting depth [Ap1 max] 17,2mm
Cutting edges per insert 4
Insert size IC 20,0mm
Insert corner nose radius 1,2mm
Axial adjustable pocket seats (Y/N) N
Internal coolant N
Connection style machine side (CSMS) @
Fits regular milling adapters Y

*True Wiper Insert

KZKENNAMETAE
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Mill 47-12"

Tangential Shoulder Milling

Kennametal’s Mill 4-12% requires up to 15% less horsepower, enabling increased feed
rates even on 40 taper machines. Its proprietary insert design features a triangular shaped
margin that provides unprecedented stability in steel and cast-iron applications and its
minimal axial runout delivers excellent floor finish. With seven grades, seven corner radii
and a depth-of-cut range up to .472" (12mm), the Mill 4-12%T can bring new versatility to
your shoulder milling applications.

Machinists can expect:

e A proprietary insert design that delivers
unprecedented stability in steel and
cast-iron applications

¢ A comprehensive portfolio that offers
a wide range of standard inch and
metric sizes

° NEW!
HD geometry and fine pitch cutters to
further enhance performance

LET’S TAKE YOUR
MANUFACTURING TO

KZKENNAMETAL THE NEXT LEVEL

kennametal.com
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Face Milling

Milling Tool Bodies ® Catalog Numbering System

Each character in our catalog number signifies a specific trait of that product. Use the following key columns and
corresponding images to easily identify which attributes apply.

End Mills

KSHR HF

025 D 03 A 20 HNOG6 | |L120

Series Series Cutting Tool Number Connection Style Shank Insert Style Tool
Features Diameter Type of Inserts Machine Side Diameter and IC Length
D1 (CSMS)
KSHR = Dodeka™ HF = High Feed Cutter, D1inmm D = End Mill A = Cylindrical Shank Dinmm

15° Lead Angle
Blank: 45° Lead Angle

B = Weldon® Shank
M = Metric Thread

R50 = Right Hand,
Projection
Length 50

Shell Mills

KSHR HF

063 A 06 R S 15

HNO6

Series Series Cutting Connection Style ~ Number Hand Tool Lead Insert Style
Features Diameter Machine Side of Inserts of Tool Type Angle and IC
D1 (CSMS)
KSHR = Dodeka HF = High Feed Cutter, D1inmm A = Shell Mill, Form A; R = Right S = Shell Mill
15° Lead Angle Tenon drive, socket Hand
Blank: 45° and 60° head cap screw
Lead Angle B = Shell Mill Form B;
Tenon drive, cutter
retaining screw
C = Shell Mill Form
C; Mounted on
centering arbor
kennametal.con] 67 kennametal.cond
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Face Milling Face Milling
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Milling Inserts e Catalog Numbering System

Each character in our catalog number signifies a specific trait of that product. Use the following key
columns and corresponding images to easily identify which attributes apply.

X Kennametal P
Standard Form I:l

Insert thickness

HNGJOBO4ANENLD
Insert Shape Insert Clearance Tolerance Geometry Size
Angle Class and
Clamping Type
P |||
A arallelogram . M “L” for shapes
. )\:
7N A C|T|R|O|C|H]|E
(o} Rhomboid B = N 600 | - | - 06| - |- |-|-
80 63506 | 11| 06|02 |06]|03]06
E™ == } 800 | - | - (o8| -]-]-]|-
9,52 |09 |16 | 09| 04|09 05|09
Hexagon 7° !
H 7% O C T /X o 1000 - [ - [0 -[-]-7-
o @ 1200 - | - [12] - |-1]-] -
L Rectangular D s Indexable inserts 12,70 12 | 22 | 12 | 05 | 12 | 07 | 13
e I SIS 1588] 15 [ 27 [ 15 [ 06 [ 16 [ 09 [ 16
— " 1600 - [ - [16|-|-|-|-
- /<\>’ 19,0519 [ 33 [ 19 |07 [ 19 | 11 | 19
Octagon — ___
O 3 O E \_ n 20,00 20
== *k /% 2500 - | - |25 -|-]-]-
- 2540( 25 | 44 |25 |10 [ 25 | 14 | 26
R oun Q F 25 For shaj iti :
. pes A, L, and X, see position #1;
E ,_/ { \ M use length of leading cutting edge.
S Square G a0° Indexable inserts
90° T with corner radii
|
Triangular
T ] el | 5
= D shape of insert’
symbol | hole | shape of hole | chipbreaker section

N witott | [ ]
e R |without singlesiced | [ |
F dowlesided | [ |
tolerance |tolerance |tolerance |tolerance| tolerance |tolerance |tolerance| tolerance A without EED
class on“A” | on“M” | on*“T” class on“A” | on“M” on “T” o _ ,
A 0025 | 0005 | 002 J_ 005013 ] 0005 | 0025 M opingialhoe | singlesited | [T
B 0,025 0,005 0,13 K 0,05-0,13*| 0,013 0,025 ;
. . ; 2 . d ; G double sided

C 0,025 0,013 0,025 L 0,05-0,13* | 0,025 0,025 [:E[:]

D 0025 | 0013 | 013 M_ [005010°[005-025 | 013 w partly cylindrical | without

E 0,025 0,025 0,025 N 0,05-0,10*|0,05-0,25*| 0,025 hole, 40-60°

F 0013 [ 0005 | 0,025 P 0038 | 0038 | 0038 T countersink singlesidced | [ [T ]

G 0,025 0,025 0,13 U 0,08-0,25*|0,13-0,30*| 0,13 -

H 0,013 0,013 0,025 —_ _ _ _ Q with partly cylindrical without :
*See table below for tolerances according to insert size and class. U doﬁ{fhgg;g?;ink double sided
**Kennametal standard only.

B partly cylindrical without -i-

tolerances on “A” tolerances on “M” hole, 70-90°
A H countersink single sided
classes J, K, L, M,N | classU classes M &N class U

C artly cylindrical without -
476-10,00 0,051 0,076 0,076 0127 phoé, e [LC]
11,11-14,29 0,076 0,127 0,127 0,203 J double countersink | - double sided | [ ) (|
15,00-20,64 0,102 0,178 0,152 0,279 - X
22,00-31,16 0,127 0,254 0,178 0381 X special design
31,75-35,00 0,152 0,254 0,203 0,381
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Milling Inserts e Catalog Numbering System

(continued)
HNGJOG04ANENLD
Thickness Corner Cutting Edge Insert Hand Edge Rake Added
Configuration Form Prep Face Info
Size Angle
J = Polished
=
a‘ ﬁ F \ # rake face
QJ) P = Partial
Sharp T-land
@nsen direction of W = Wiper/radiused
thickness cutter rotation facet
e C ‘
T Honed "
2,38 02 direction of
3,18 03 cutter rotation
397 | T3 T
4,76 04
5,56 05 T-land
6,35 06
7,94 07
- direction of
S C cutter rotation
Honed T-land
; L = Light — sharp or lightly
leading or
major cutting honed and/or T-land
A—= edge - G = General — medium hone
_ 7 and/or T-land
k 4 H = Heavy — large hone
tacetor 7 | z.ssuTEd f P / and/or T-land
wiper edge | direction o E section A-A
radius &" r A— feed motion
MO round insert
wiper edge
Ui ol clearance P
02 0,2mm
If letter is replaced by number(s), refer o
L A to table for radius “r”. i & N A B c p D E F e
05 0,5mm B 5°
08 0,8mm c 70 0° o ° ® ® ® o ® e
(s 3 5 7 1 15 20 25 30
10 1,0mm D 15°
12 1,2mm lead angle K E 20° {— %
15 1,5mm A 45° F 25°
16 1,6mm D 60° G 30°
2% 2.4mm E 750 N 0° Nominal or avera_ge anglg of rake on insert face at leading cutting edge before edge
prep and before installation.
32 3,2mm P 90° P 11°
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Face Milling Face Milling
™ = L H =
Dodeka™ Mini High Feed 15 e Insert Selection Guide
Material Light Medium Heavy
Group Machining Machining Machining
P1-P2 .E.LD KC522M .S..GD KC522M .S..HD KC725M
P3-P4 .E.LD KCPM40 .S..GD KCPK30 .S..HD KCPK30
P5-P6 .E.LD KCPM40 .S..GD KCPM40 .S..HD KCPM40
M1-M2 .E.LD KC522M .S..GD KCSM40 .S..HD KCSM40
.E.LD KCSM40 .S..GD KCSM40 .S..HD KCPM40
.E.LD KCK20B .S..GD KCK15 .S..HD KCK15
.E.LD KCKP10 .S..GD KCK20B .S..HD KCPK30
.F..LDJ KC410M .F..LDJ KC410M .E.LD KCKP10
.F..LDJ KC410M .F..LDJ KC410M .E.LD KCKP10
.E.LD KC725M .S..GD KC725M .S..HD KC725M
.E.LD KCSM40 .S..GD KCSM40 .S..HD KCSM40
.E.LD KCSM40 .S..GD KCSM40 .S..HD KCSM40
.E.LD KCKP10 - - - -
T °
Dodeka Mini High-Feed 15°  Feed Rates [mm)]
Feed per Tooth (Fz) in Relation to % of Radial Engagement (ae)
30% 40-100%
Insert
Geometry L M H L M H
.F..LDJ 0,21 0,59 1,01 0,20 0,54 0,93
.E.LD 0,24 0,76 1,27 0,22 0,70 1,16
.S..GD 0,43 1,01 1,52 0,39 0,93 1,39
.S..HD 0,43 1,07 1,72 0,39 0,98 1,57
L = Light Machining; M = Medium Machining; H = Heavy Machining.
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Face Milling Face Milling
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Dodeka™ Mini 45 ¢ Insert Selection Guide

Material Light Medium Heavy
Group Machining Machining Machining

.E..LD KC522M .E.LP KC522M .E..GP KC522M .S..GD KC522M .S..HD KC725M
.E.LD KCPM40 .E.LP KCPM40 .E..GP KCPM40 .S..GD KCPK30 .S..HD KCPK30
.E..LD KCPM40 .E.LP KCPM40 .E..GP KCPM40 .S..GD KCPM40 .S..HD KCPM40
.E.LD KC522M .E.LM KC522M .E..GM KCSM40 .S..GD KCSM40 .S..HD KCSM40
.E..LD KCSM40 .E.LM KCSM40 .E..GM KCSM40 .S..GD KCSM40 .S..HD KCPM40
.E.LD KCK20B .E.LP KCK20B .E..LP KCK20B .S..GD KCK15 .S..HD KCK15
.E..LD KCKP10 .E.LP KCPK30 .E..LP KCPK30 .S..GD KCK20B .S..HD KCPK30
.F..LDJ KC410M .F..LDJ KC410M .F..LDJ KC410M .F..LDJ KC410M .E.LD KCKP10
.F..LDJ KC410M .F..LDJ KC410M .F..LDJ KC410M .F..LDJ KC410M .E.LD KCKP10
.E.LD KC725M .E.LM KCSM40 .E..GM KCSM40 .S..GD KC725M .S.HD KC725M
.E..LD KCSM40 .E.LM KCSM40 .E.GM KCSM40 .S..GD KCSM40 .S..HD KCSM40
.E.LD KCSM40 .E.LM KCSM40 .E..GM KCSM40 .S..GD KCSM40 .S..HD KCSM40
.E..LD KCKP10 - - .E..GP KC522M - - - -

Dodeka Mini 45° » Feed Rates [mm)]

Feed per Tooth (Fz) in Relation to % of Radial Engagement (ae)

30% 40-100%

Insert
Geometry L M H L M H

.F..LDJ 0,08 0,22 0,37 0,07 0,20 0,34
.E.LD 0,09 0,28 0,46 0,08 0,25 0,42
.E.LM 0,08 0,23 0,38 0,07 0,21 0,35
.E.LP 0,08 0,28 0,43 0,07 0,25 0,40
.E.GM 0,08 0,23 0,38 0,07 0,21 0,35
.E.GP 0,08 0,28 0,44 0,07 0,25 0,40
.S..GD 0,16 0,37 0,56 0,14 0,34 0,51
.S..HD 0,16 0,39 0,63 0,14 0,36 0,57

L = Light Machining; M = Medium Machining; H = Heavy Machining.

KZKENNAMETAE
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Dodeka™ Mini 60° ¢ Insert Selection Guide

Material Light Medium Heavy
Group Machining Machining Machining

.E.LD KC522M .S..GD KC522M .S.HD KC725M
.E.LD KCPM40 .S..GD KCPK30 .S..HD KCPK30
.E.LD KCPM40 .S..GD KCPM40 .S..HD KCPM40
.E.LD KC522M .S..GD KCSM40 .S..HD KCSM40
.E.LD KCSM40 .S..GD KCSM40 .S..HD KCPM40
.E.LD KCK20B .S..GD KCK15 .S..HD KCK15
.E.LD KCKP10 .S..GD KCK20B .S.HD KCPK30
.F..LDJ KC410M .F..LDJ KC410M .E.LD KCKP10
.F..LDJ KC410M .F..LDJ KC410M .E.LD KCKP10
.E.LD KC725M .S..GD KC725M .S..HD KC725M
.E.LD KCSM40 .S..GD KCSM40 .S.HD KCSM40
.E.LD KCSM40 .S..GD KCSM40 .S..HD KCSM40
.E.LD KCKP10 - - - -

Dodeka Mini 60°  Feed Rates [mm)]

Feed per Tooth (Fz) in Relation to % of Radial Engagement (ae)

30% 40-100%

Insert
Geometry L M H L M H

.F..LDJ 0,06 0,18 0,30 0,06 0,16 0,28
.E.LD 0,07 0,23 0,38 0,07 0,21 0,35
.S..GD 0,13 0,30 0,45 0,12 0,28 0,42
.S..HD 0,13 0,32 0,51 0,12 0,29 0,47

L = Light Machining; M = Medium Machining; H = Heavy Machining.
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Dodeka™ 15° High-Feed ¢ Insert Selection Guide
Material Light Medium Heavy
Group Machining Machining Machining
P1-P2 .E.LD KC522M .S..GD KC522M .S..HD KC725M
P3-P4 .E.LD KCPK30 .S..GD KCPK30 .S..HD KCPK30
P5-P6 .E.LD KC725M .S..GD KCPM40 .S..HD KCPM40
M1-M2 .E.LD KC522M .S..GD KCSM40 .S..HD KCSM40
.E.LD KCSM40 .S..GD KCSM40 .S..HD KCPM40
.E.LD KCK20B .S..GD KCK15 .S..HD KCK15
.E.LD KCK20B .S..GD KCK20B .S..HD KCPK30
.F..LDJ KC410M .F..LDJ KC410M .F..LDJ KC410M
.F..LDJ KC410M .F..LDJ KC410M .F..LDJ KC410M
.E.LD KC725M .S..GD KC725M .S..HD KC725M
.E.LD KCSM40 .S..GD KCSM40 .S..HD KCSM40
.E.LD KCSM40 .S..GD KCSM40 .S..HD KCSM40
o u:
Dodeka 15° High-Feed ¢ Feed Rates [mm]
Feed per Tooth (Fz) in Relation to % of Radial Engagement (ae)
30% 40-100%
Insert
Geometry L M H L M H
.F..LDJ 0,21 0,59 1,01 0,20 0,54 0,93
.E.LD 0,30 0,84 1,27 0,27 0,77 1,16
.S..GD 0,43 0,92 1,46 0,39 0,84 1,34
.S..HD 0,43 1,07 1,72 0,39 0,98 1,57
L = Light Machining; M = Medium Machining; H = Heavy Machining.
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Dodeka™ 45° ¢ End Mill  Cylindrical Shank e Metric

D1 max {:::::::::1’ D
Ap1 max—=|
L
order number catalogue number | D1 D1 max D L L3 Ap1 max | Z kg max RPM
3644452 KSHR40D03R50A25SHN09 40 51,0 25 107 50 45 3 0,53 15800
3645083 KSHR40D04R50A25SHN09 40 51,0 25 107 50 45 4 0,53 15800
° . .
Dodeka 45° ¢ End Mill e Weldon® Shank e Metric
@ _
N —
i Dimax| D[ - S ————————- |D
—'j "4 2 ;/ J E—
Qe 2, .
» ) Ap1 max——=| ’X
\:‘ 5
L3
L
order number catalogue number | D1 D1 max D L L3 Ap1 max | Y4 kg max RPM
3324830 KSHR40D04R50B25SHN09 40 51,0 25 107 50,00 45 4 0,52 15800
3324829 KSHR40D03R50B25SHN09 40 51,0 25 107 50,00 45 3 0,53 15800
° . .
Dodeka 45° ¢ Shell Mill ¢ Metric
D6
D41
\
-2 D4
.i- '7 ———
order number catalogue number D1 D1 max D D4 D41 D6 L Ap1 max Y4 kg max RPM
3647201 KSHR40A04RS45HN09 40 51,0 22 - - 39 40 45 4 0,25 15800
3324831 KSHR50A04RS45HN09 50 61,0 22 - - 38 40 45 4 0,32 12700
3324832 KSHR50A05RS45HN09 50 61,0 22 - - 38 40 45 5 0,33 12700
3749959 KSHR63A05RS45HN09 63 74,0 22 - - 50 40 45 5 0,60 10100
3325163 KSHR63A06RS45HN09 63 74,0 22 - - 50 40 45 6 0,56 10100
3325164 KSHR63A07RS45HN09 63 74,0 22 — — 50 40 45 7 0,57 10100
3749960 KSHR80A05RS45HN09 80 91,0 27 - - 60 50 45 5 1,12 7900
3325165 KSHR80A06RS45HN09 80 91,0 27 — — 60 50 45 6 1,07 7900
3325166 KSHR80A09RS45HN09 80 91,0 27 - - 60 50 45 9 1,1 7900
3749961 KSHR100BO6RS45HN09 100 111,0 32 — — 80 50 4,5 6 1,73 6300
3325167 KSHR100B08RS45HN09 100 111,0 32 - - 80 50 45 8 1,68 6300
3325168 KSHR100B11RS45HN09 100 111,0 32 — — 80 50 45 1 1,73 6300
3749962 KSHR125B08RS45HN09 125 135,9 40 - - 90 63 45 8 2,84 5050
3325169 KSHR125B10RS45HN09 125 135,9 40 - - 90 63 45 10 2,77 5050
3325170 KSHR125B14RS45HN09 125 136,0 40 - - 920 63 45 14 2,86 5050
3750013 KSHR160C10RS45HN09 160 171,0 40 67 — 110 63 45 10 4,75 3900
3325171 KSHR160C12RS45HN09 160 171,0 40 67 - 110 63 45 12 4,56 3900
3325172 KSHR160C16RS45HN09 160 171,0 40 67 - 110 63 45 16 4,70 3900
3587732 KSHR200C16RS45HN09 200 211,0 60 102 - 130 63 45 16 6,43 3180
3587753 KSHR250C20RS45HN09 250 261,0 60 102 — 130 63 45 20 9,93 2550
3587754 KSHR315C24RS45HN09 315 326,0 60 102 178 230 80 45 24 22,90 2020
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Face Milling Face Milling

Dodeka MAX™ 45° e Insert Selection Guide

Material Light Medium Heavy
Group Machining Machining Machining

.E..GD KCPM40 .S..GD KCPK30 .S.HD KC725M
.E..GD KCPK30 .S..GD KCPK30 .S.HD KCPK30
.E..GD KC725M .S..GD KC725M .S..HD KCPM40
.E..GD KC725M .S..GD KC725M .S.HD KCSM40
.E..GD KCPM40 .S..GD KC725M .S..HD KCPM40
.S..GD KCK15 .S..GD KCK15 .S.HD KCK15

.S..GD KCK15 .S..GD KCK15 .S..HD KCPK30
.E..GD KC725M .S..GD KC725M .S.HD KC725M
.E..GD KCPM40 .S..GD KC725M .S..HD KCSM40
.E..GD KC725M .S..GD KC725M .S.HD KCSM40

Dodeka MAX 45° » Feed Rates [mm]

Feed per Tooth (Fz) in Relation to % of Radial Engagement (ae)

30% 40-100%

Insert
Geometry L M H L M H

.E.GD 0,11 0,31 0,54 0,10 0,28 0,49
.S..GD 0,16 0,35 0,59 0,14 0,32 0,54
.S..HD 0,16 0,39 0,63 0,14 0,36 0,57

L = Light Machining; M = Medium Machining; H = Heavy Machining.
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Face Milling

Speed Information Dodeka™ Series e Metric

Face Milling

K313 KC410M KC522M KC725M KCK15 KCPK30 KCKP10
Chip Thickness h, mm | Min Max | Min Max | Min Max | Min Max | Min Max | Min Max | Min Max
Cutting Speed (m/min) | Max Start Min | Max Start Min | Max Start Min | Max Start Min | Max Start Min | Max Start Min | Max Start Min
1 - - - - - - 395 345 325 | 310 275 260 - - - 545 475 445 | 370 340 310
2 - - - - - - 330 290 240 | 265 230 190 - - - 335 305 275 | 350 315 280
3 - - - - - - 305 260 210 | 240 205 170 - - - 305 275 245 | 330 280 245
4 - - - - - - 270 220 180 | 215 180 145 - - - 270 220 190 | 280 245 190
5 - - - - - - 220 205 180 | 180 160 145 - - - 225 200 180 | 250 190 150
6 - - - - - - 200 150 120 | 155 120 95 - - - 190 160 130 | 190 150 130
M
1 - - - - - - 245 215 200 | 205 180 160 - - - 245 220 185 - - -
2 - - - - - - 220 190 180 | 185 155 130 - - - 220 190 170 - - -
3 - - — — - - 170 145 115 | 140 120 95 - - - 175 155 140 - - -
K
1 190 165 140 | - - - 275 245 220 - - - 505 460 410 | 355 320 290 | 490 390 280
2 - - - - - - 215 190 180 - - - 400 355 330 | 280 250 230 | 335 290 225
3 - - — — - — 180 160 145 — - — 335 300 275 | 235 210 190 | 280 230 190
N
1 875 765 660 | 1335 1185 1090 | - - - - - - - - - - - - - - -
2 - - - [1185 1090 950 - - - - - - - - - - - - - - -
3 - - — [ 1185 1090 950 - - - - - - - - - - - - - - -
S
1 - - - - - - 40 35 25 35 30 25 - - - - - - - - -
2 - - - - - - 40 35 25 35 30 25 - - - - - - - - -
3 - - - - - - 50 40 25 45 3B 25 - - - - - - - - -
4 - - - - - - 50 45 35 50 45 35 - - - 60 50 40 - - -
H
1 - - - - - - 145 110 85 - - - - - - - - - 160 120 95
Recommended starting speeds are in bold type. As the average chip thickness increases, speed should be decreased.
Material groups P, M, K, and H show recommended starting speeds for dry machining. For wet machining, reduce speed by 20%.
Material groups N and S show recommended starting speeds for wet machining. Not recommended for dry machining.
KCK20B KCPM40 KCSM30 KCSM40 KTPK20 KY3500
Chip Thickness h, mm | Min Max Min Max Min Max Min Max Min Max Min Max
Cutting Speed (m/min) | Max Start Min Max Start Min Max Start Min | Max Start Min | Max Start Min Max Start Min
I T
1 - - 355 310 295 440 380 350 420 375 345 430 360 300 - - -
2 - - 300 260 215 365 320 260 360 320 255 315 260 240 - - -
3 - - 275 235 190 340 285 234 335 275 230 290 240 215 - - -
4 - - 245 205 160 300 245 195 285 240 190 250 215 190 - - -
5 - - 205 185 160 245 220 190 240 210 180 220 200 180 - - -
6 - - 180 140 110 215 165 130 210 155 120 190 155 120 - - -
M
1 - - 235 205 185 255 210 190 290 230 200 260 210 180 - - -
2 - - 210 180 150 230 190 150 260 205 170 235 200 165 - - -
3 - - 155 140 110 170 145 115 190 160 125 175 145 120 - - -
I ——
1 430 340 280 - - - - - - - - - 275 235 190 965 875 780
2 330 270 220 - - - - - - - - - 220 180 155 760 685 635
3

250 210

165 = =

180

155 125

1 _ - _ - - _ - _ - - _ - - - _ - -
2 - - - - - - - - - - - - - - - - -
3 - - - - - - - - - - - - - - - - -
1 - - 45 40 35 50 45 35 60 45 30 = - - - - -
2 - - 45 40 35 50 45 35 65 45 30 - - - - - -
3 - - 60 45 35 65 50 35 75 50 35 - - - - - -
4 - - 65 60 40 70 65 45 90 70 45 - - - - - -

= 160

120

Recommended starting speeds are in bold type. As the average chip thickness increases, speed should be decreased.
Material groups P, M, K, and H show recommended starting speeds for dry machining. For wet machining, reduce speed by 20%.
Material groups N and S show recommended starting speeds for wet machining. Not recommended for dry machining.
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Our KCSM15A grade fealures an advanced PYD coating technology amd dielivens e Hest weear
resistance in the history of Kennametal solid carbide emd miliingy. This memw gradie provicdies
increased output, higher metal removal rates and overall reliabillity whemn macihiiming Stiziinkess
steel, titanium and other high-temp alloys.

KCSM15A launches it tihe IWARN™ W,
HARVI 1l Long, and RSM Il platforms
that are proven high performance solid
carbide end mills for the aerospace,
energy, transportation, and general
engineering industries.
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Solid Carbide End Milling Solid Carbide End Milling
H———T A 4 AR —

Tool Selector

HIGH-PERFORMANCE ROUGHING AND FINISHING

HARVI™ I TE

Series H1TE4CH..R.. H1TE4CH..N.. H1TE4CH..S.. H1TE4RA..N.. H1TE4RA..E.. H1TE4SE..N..
Page 10* 11* 12* 13-14* 15-17* 18*

Tool type

Rougher [ ] [ ] [ ] [ ] [ ] [ ]
Finisher 0] O 0] ) O @)
Chamfering

% &) & ] & %

Workpiece material

Primary

Secondary

Corner style \@ @ \@ \WJ @ @
Corner radius [Re] — — - 0,25-6,0mm 0,25-6,0mm —
&"é;‘_“;’ chamfer width 0,2-0,5mm 0,15-0,35mm 0,1-0,35mm - - -
Cutter diameter [D1] 2-25mm 2-25mm 2-25mm 4-25mm 4-25mm 2-25mm
Length of cut 1,8-3 x D1 1,8-3 x D1 1,2-2 x D1 1,5xD 1,8-2,75 x D1 1,8-3 x D1
m’:";‘;’;‘] cutting depth 5-45mm 6-45mm 4-30mm 6-37,5mm 11-45mm 6-45mm
Flute helix angle 36°/39° 36°/39° 36°/39° 36°/39° 36/39 36°/39°
Number of flutes [ZU] 4 4 4 4 4 4
Center cutting v v v v v v

— | P 999 Y Y Y
9 99999 Y9 Y9 YW

*See page in the Kennametal SCEM Master Catalog 2024 ¢ 153258-23

® Primary
O Secondary

KZKENNAMETAE
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Solid Carbide End Milling Solid Carbide End Milling
HN————T A 4 A

Tool Selector

HIGH-PERFORMANCE ROUGHING AND FINISHING

HARVI™ | TE HARVI Il HARVI il
NEW! NEW!

Series H1TE4SE..S.. H1TEBN..N-L UCDE UDDE HA3R6RA/SE..S-X.. HA3R6RA/SE..N..
Page 19* 20¢ 28-30" 31-33" 106 107-108
Tool type

Rougher o ° o o ] ¢}
Finisher O O @) O

Chamfering

¥ | 9 | g | g | g | @

Workpiece material

Primary M M

Secondary

4 @ 6 6 0 8 Y b\o b
Corner radius [Re] — - 0,25-0,75mm 0,20-6mm 0,50-0,75mm 0,50-6mm
Corner chamfer width _ _ _ _ _ _
[BCH]

Cutter diameter [D1] 2-25mm 2-20mm 4-25mm 6-25mm 10-25mm 10-25mm
Length of cut 1,2-2 x D1 1-2,7xD 1,8-2,7 x D1 1,8-2,4xD 1,8-22xD 1,8-22xD
Hasupicattaldety 4-30mm 2-50mm 11-45mm 13-45mm 22-45mm 22-45mm
[Ap1 max]

Flute helix angle 36°/39° 36°/39° 38° 38° 38° 38°
Number of flutes [ZU] 4 4 5 5 6 6
Center cutting v v v v

n

woire | & ® % 9 9 99 99 P
9 9

9 v
99

*See page in the Kennametal SCEM Master Catalog 2024 ¢ 153258-23

® Primary
O Secondary
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Solid Carbide End Milling Solid Carbide End Milling
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HARVI™ e KOR™ ¢ PCD e Catalog Numbering System

Each character in our catalog number signifies a specific trait of that product. Use the following
key columns and corresponding images to easily identify which attributes apply.

Solid Carbide End Millng ‘Sold Carbide End Milling
-

HARVI™ | TE » Square End + 4 Flutes « Short » Plain Shank » Metric

— e
|

H1TE4SE1200S016HAM

H1TE 4 SE 1200 S 016 HA M

Series Number of  Front End Cutting Flute Section ~ Length of ~ Shank Style ~ Radius Specific ~ Standard
Flutes Style Diameter D1 Style Cut Ap1 Features
max
H1TE = 1 = 1-Flute SE = Sharp Edge ~ Metric = D1 N = Neck Metric = HA = Plain C = Chip M = Metric
HARVI I TE 2 =2-Flute CH = Chamfer inmm E = Extended Neck ~ Ap1 Max in HB = Weldon® Splitter Blank = Inch
HA2L = 3 = 3-Flute RA = Radius Inch=D1in S = Short Without mm SL = Safe-Lock™ I = Internal
HARVI I 4 = 4-Flute BN = Ball Nose decimal inch Neck Inch = Ap1 DL= Coolant
Long 5 =5-Flute TB = Taper Ball R = Regular Max in DUO-LOCK™ 0 = Coolant
HAS3R = 6 = 6-Flute Nose Without Neck decimal inch Grooves in
HARVI Il 7 =7-Flute TO = Torroid L = Long Without Shank
HA3A = 8 =8-Flute Neck P = Polished
HARVI Il Aero 9 = 9-Flute X = Extra Long Flutes
RSMF = M = Multi- Without Neck
RSM I flute
KOR = KOR
ALCB =
Basic PCD
end mill with
carbide body
ALCC =
Complex
PCD end mill
carbide body
ALCR =
Roughing
PCD end mill
with carbide
body
Radius Metric Radius Inch
ALSB = R020 = 0,2mm R010 = .010"
Basic PCD R025 = 0,25mm RO15 = .015"
end mill with R030 = 0,3mm R030 = .030"
steel body R040 = 0,4mm R060 = .060"
R0O50 = 0,5mm R090 = .090"
ALSR = RO75 = 0,75mm R120 = .120"
T Ri25 = '25mm | [ R250 =200
T = ,25mm = &
:{‘e‘llmb'g(‘j’cth R150 = 1.5mm || R190 = .190"
R200 = 2,0mm R375 = .375"
R250 = 25mm R045 = .045"
R300 = 3,0mm
R400 = 4,0mm
R500 = 5,0mm
R600 = 6,0mm
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Grades and Grade Descriptions

Grades

Holemaking

Grades and Grade Descriptions

wear
resistance

<—————» toughness

Coating

Grade Description

05|10 (15|20 | 25|30 |35|40 |45

KCPK10

Composition: Advanced CVD TiCN-AI,O, coating combined with a cobalt-enriched carbide
substrate.

Application: The KCPK10 grade offers a balanced combination of deformation resistance and edge
toughness leading to outstanding abrasion and crater wear resistance for high-speed machining of
steel and cast iron. Use for very high cutting speeds with low to medium feed rates.

KCU25™

Composition: Advanced CVD TICN-AI,O, coating combined with a tough carbide substrate.
Application: First choice for steel and cast iron. This grade offers adequate deformation resistance,
excellent edge strength and superior wear resistance over a wide range of machining conditions for
high productivity with very good reliability.

KCU40

Composition: Multilayered PVD TiN-TiAIN coated submicron grain carbide.

Application: First choice for high reliability in most materials. This grade should be used at medium
speeds and high feeds due to sharper cutting edges. As universal grade it withstands interruptions
and provides high wear resistance for long tool life. It covers steel, stainless steel, and cast iron.

o
-

KCMS35

Composition: PVD AITiN coated submicron grain carbide.

Application: First choice for stainless steel, high-temp alloys, and long chipping steel. This grade
combines superior edge toughness with good wear resistance for long tool life in long chipping
materials.

—
—

KC7140

Composition: PVD TiCN/TiN coated medium grain carbide with high toughness.
Application: Best suited for machining of steel and stainless steel. This exceptionally tough grade is
a perferct choice for demanding machining conditions offering excellent tool life.

KCMsS40

Composition: PVD AITiN coated medium grain carbide with high toughness.

Application: Best suited for machining of stainless steel, high-temp alloys, and long chipping steel.
The tough substrate combined with its smooth built-up edge reducing coating make it the perfect
choice for long chipping materials and challenging applications.

KCU10™

Composition: Multilayered PVD AICrN-based coated submicron grain carbide with superior
surface finish.

Application: This grade is used for micro tooling. This grade can be applied in all material groups
utilizing a versatile PVD coating. The coating surface is enhanced to improve chipflow and

to prevent tool breakage.

KCK10A

Composition: Multilayered PVD AITiN-based coated submicron grain carbide with superior
surface finish.

Application: First choice for cast iron. This grade utilizes a newly developed coating combined
with a state-of-the-art surface condition to offer extraordinary wear resistance in abrasive
materials at elevated cutting conditions with improved performance consistency.
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METALCUTTING SAFETY

IMPORTANT SAFETY INSTRUCTIONS
Read before using the tools in this catalog!

Projectile and Fragmentation Hazards: Breathing and Skin Contact Hazards:
Modern metalcutting operations involve high spindle and cutter Grinding carbide or other advanced cutting tool materials
speeds and high temperatures and cutting forces. Hot metal produces dust or mist containing metallic particles. Breathing
chips may fly off the workpiece during metalcutting. Although this dust or mist — especially over an extended period — can
cutting tools are designed and manufactured to withstand high cause temporary or permanent lung disease or make existing
cutting forces and temperatures, they can sometimes fragment, medical conditions worse. Contact with this dust or mist can
particularly if they are subjected to over-stress, severe impact, irritate eyes, skin, and mucous membranes and may make
or other abuse. existing skin conditions worse.
To avoid injury: To avoid injury:
e Always wear appropriate personal protective equipment, e Always wear breathing protection and safety goggles when

including safety goggles, when operating metalcutting machines grinding.

or working nearby. * Provide ventilation control and collect and properly dispose
e Always make sure all machine guards are in place. of dust, mist, or sludge from grinding.

e Avoid skin contact with dust or mist.

For more information, read the applicable Material Safety Data Sheet provided by Kennametal and consult General Industry Safety and
Health Regulations, Part 1910, Title 29 of the Code of Federal Regulations.

These safety instructions are general guidelines. Many variables affect machining operations. It is impossible to cover every specific
situation. The technical information included in this catalog and recommendations on machining practices may not apply to your particular
operation. For more information, consult the Kennametal Metalcutting Safety booklet, available free from Kennametal at 724 539 5747 or
fax 724 539 5439. For specific product safety and environmental questions, contact our Corporate Environmental Health and Safety Office
at 724 539 5066 or fax 724 539 5372.

Kennametal, the stylized K, Beyond, Dodeka, Dodeka MAX, Drill Fix PRO, DUO-LOCK, Fix-Perfect, GOdrill, HARVI, HexaCut, KCFM, KCPMA40, KCU10, KCU25, KenDrill, Kenna Universal, KOR, KORS,
KORG6, NOVO, Stellite, Whistle Notch, and Y-TECH are trademarks of Kennametal, Inc. and are used as such herein. The absence of a product, service name, or logo from the list does not constitute a
waiver of the Kennametal trademark or other intellectual property rights concerning that name or logo.

Android™ is a trademark of Google LLC.

App Store® is a registered trademark of Apple Inc., registered in the U.S. and other countries.
Google Play™ is a trademark of Google LLC.

Hardox® is a registered trademark of SSAB Technology AB Corporation.

Hastelloy® and Haynes® are registered trademarks of Haynes International, Inc. Corporation.
HOSTALEN™ is a trademark of Hoechst GmbH Corporation.

INCONEL® and NIMONIC® are registered trademarks of Special Metals Corporation.

LEXAN® s a registered trademark of Sabic Innovative Plastics IP B.V. Company.
MAKROLON® is a registered trademark of Covestro Deutschland AG.

POLYSTYROL® is a registered trademark of BASF SE.

Safe-Lock™ is a trademark of Haimer GmbH.

Weldor® is a registered trademark of Weldon Tool Company.

©2023 Kennametal Inc. All rights reserved.
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INNOVATIONS

WORLD HEADQUARTERS
Kennametal Inc.

525 William Penn Place | Suite 3300
Pittsburgh, PA 15219 USA

Tel: 1 800 446 7738
ftmill.service@kennametal.com

EUROPEAN HEADQUARTERS
Kennametal Europe GmbH
Rheingoldstrasse 50

CH 8212 Neuhausen am Rheinfall
Switzerland

Tel: +41 52 6750 100
neuhausen.info@kennametal.com

ASIA-PACIFIC HEADQUARTERS
Kennametal Singapore Pte. Ltd.
3A International Business Park
Unit #01-02/03/05, ICON@IBP
Singapore 609935

Tel: +65 6265 9222
k-sg.sales@kennametal.com

INDIA HEADQUARTERS

Kennametal India Limited

CIN: L27109KA1964PLC001546

8/9th Mile, Tumkur Road

Bangalore - 560073

Tel: +91 080 22198444 or +91 080 43281444
bangalore.information@kennametal.com
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