














Tooling Systems Tooling Systems

TAPER FLANGE MOUNT ADAPTOR e DV50 B

CSWS\\
D2
L1
order number catalogue number D2 G L1 CSMS CSws kg
6635812 DV50BBTF46070M | 117,48 M12X1.75 70,00 DV50 BTF46 | 5,81

TAPER FLANGE MOUNT ADAPTOR e BT50 B

) / -

order number catalogue number D2 G L1 CSMS CSwWs kg
6621043 BT50BBTF46080M | 117,48 M12X1.75 80,00 BT50 BTF46 | 6,85

TAPER FLANGE MOUNT ADAPTOR e SHELL MILL ADAPTOR

z’

/CSMS

D2 D1i = =

’C
@ KQ

L1

order number catalogue number D1 D2 L1 L2 CSMS kg
6808363 BTF46SMC22150M 22,00 49,00 150,00 74,80 BTF46 4,25
6808364 BTF46SMC22200M 22,00 49,00 200,00 124,80 BTF46 4,25
6808365 BTF46SMC27150M 27,00 60,00 150,00 84,30 BTF46 4,84
6808366 BTF46SMC27200M 27,00 60,00 200,00 134,30 BTF46 5,92
6808367 BTF46SMC32150M 32,00 78,00 150,00 99,90 BTF46 6,32
6808368 BTF46SMC32200M 32,00 78,00 200,00 149,90 BTF46 8,13
— v
ol W& Nevo
52 24-25 39, 54
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POWERED BY

Aerospace N%«VO‘

Assemblies

Machining of CFRP and
CFRP stacks .
—

O O
- o @)
e
L = /_/
kennametal.com/Aerospace -
| b
k g |

Composite materials are utilised in multiple applications, including flight surfaces and
some internal cabin parts.

These materials are unique to each design in their fiber layering techniques, resins, and curing
processes, which creates great challenges to consistency in manufacturing and assembly.

Kennametal offers tooling solutions that can be applied on automated drilling units, robot end
effectors, as well as in gantry machines to machine CFRP, CFRP stacks with metal exit,
non-ferrous materials, and titanium.

KZKENNAMETAI:
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Tooling for Tooling for gantry machines, robot end
automated drilling units. effectors, and common machining centres.

KenTIP" FS customsed drill bodies for automated drilling units (ADU). Contact our regional service centres to request a quote.

Modern Airplane Material Mix

KZKENNAMETAIQ
kennametal.cor 29 kennametal.cor
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POWERED BY

Holemaking N&VO

KenTIP™ FS - DAL and ’/
SPF Inserts yr

Modular Drilling for CFRP and ;
Stack Materials y

Materials

e B <

Applications

B oo B e
[ R
Drling. Crose Hole

KenTIP FS covers more applications and provides better performance than any other modular
system, delivering substantial cost savings and process simplifications on your shop floor.

NEW!
KenTIP FS inserts for CFRP and Stack Materials.

KenTIP FS inserts cover the entire front part of the drill. The coupling is completely protected from
chip flow and contact with the workpiece. Carbide where it matters.

Quick release. Every drill body comes with a KenTIP smart wrench. Insert exchange in the machine
becomes easy and saves idle time. And that saves money.

KZKENNAMETAI:
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DAL insert for CFRP stacks with metal exit, SPF insert for CFRP.
non-ferrous materials, and titanium.
Diamond coating for best tool life on CFRP stacks.
Diamond coating for best tool life.
Through coolant.

gl okl Uncoated for cost-efficient aluminium machining.

Double angle geometry with 128° and Double angle geometry with 128° and 155° point
90° point angle to avoid delamination. angle to minimise exits burrs.

DAL

KenTIP" FS customised drill bodies for automated drilling units (ADU).
Contact our regional service centres to request a quote.

KZKENNAMETAI:
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Modular Drills Modular Drills
MODULAR DRILLS e TOOL SELECTION GUIDE
“% - ’“f{ 3 - . - %»
KenTIP™ FS
DAL SPF FEG HPG HPC HPL
NEW! NEW!

Page

39

Hg*

H12*

H14

Workpiece material

Primary

Secondary

o

Main operation

e« H
Q®
&

B
FEr

vy

@< s

oy

Point angle

128°/155°

128°/90°

145°/180°

143°

143°

140°

Cutting diameter [D1]

6,35-12,7mm

6,35-12,7mm

6,0-26,0mm

6,0-26,0mm

6,0-26,0mm

6,0-26,0mm

Flutes and margin

d

d

<

9

Corner chamfer

&\ @

&

<
Y

Yy

*See page in the Kennametal Master Catalogue 2018 ¢ Volume Two ¢ Rotating Tools, A-16-05217.

**See page in the Kennametal Innovations 2020 ¢ 02, A-19-06096.

KZKENNAMETAI:
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Modular Drills Modular Drills
MODULAR DRILLS e TOOL SELECTION GUIDE
Y —
ey
KSEM™
FEG HP HPG HPCCL HPL SPL PC
Page H29* H26* H8* H48* H14* H52* H56*

Workpiece material

Primary

Secondary

Pr

o

Main operation

Ll

PIYIIS

<

<

VI

iy

VIR VIC L

VUL

¥

Point angle

150°/180°

140°

140°

140°

140°

140°

150°

Cutting diameter [D1]

12,5-40,0mm

12,5-40,0mm

12,5-40,0mm

12,5-40,0mm

12,5-40,0mm

12,5-40,0mm

12,5-40,0mm

Flutes and margin

<

d

D

<

<

<

<

Corner chamfer

1Y

1Y

*See page in the Kennametal Master Catalogue 2018 ¢ Volume Two ¢ Rotating Tools, A-16-05217.

KZKENNAMETAI:
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Modular Drills Modular Drills

MODULAR DRILLS e TOOL SELECTION GUIDE

KSEM PLUS™"—A1 Heads

dia.: 28-31,75mm dia.: 31,76-70,34mm dia.: 70,35-93,34mm dia.: 93,35-101mm

KSEM PLUS A1 Heads

Drill head style
HPG FEG
Centre insert ‘ ‘
DFR-GD DFR-MD DFR-LD DFT-HP DFT-MD DFT-DS
Outboard insert u ' u . . s
Page H89-J84* H90-J87*

Workpiece material
Primary P K|S P K 'N P K|S A M M
Secondary m [ 3  BAv m [ K N|S

Yo 9o 99 | 99 | @9

Cutting diameter [D1] 28,0-31,75mm 31,75-101,40mm

Flutes and margin @J

*See page in the Kennametal Master Catalogue 2018 ¢ Volume Two e Rotating Tools, A-16-05217.

®

Main operation

KZKENNAMETAE
kennametal.cor 34 kennametal.cor


http://kennametal.com
http://kennametal.com

Modular Drills

MODULAR DRILLS e TOOL SELECTION GUIDE

Modular Drills

KSEM PLUS™—B1 Heads

dia.: 28-70,34mm dia.: 70,34-93,34mm

dia.: 93,35-101mm

KSEM PLUS B1 Heads

Drill head style

HPG FEG
Centre insert ‘ ‘
DFC-HP DFC-MD DFC-DS DFC-HPF
Outboard insert - ’ i -
Page H90* 40+

Workpiece material

Primary

Secondary

.

Main operation

>

«L

&

@

i

¥
T,

&
&
s

1

e

®

&

Cutting diameter [D1]

28,0-101mm

Flutes and margin

<

*See page in the Kennametal Master Catalogue 2018 ¢ Volume Two e Rotating Tools, A-16-05217.
**See page in the Kennametal Innovations 2020 ¢ 02, A-19-06096.
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Modular Drills

KENTIP™ FS © INSERT e CATALOGUE NUMBERING SYSTEM

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

G e ocoec

FSS19050HPGM

Modular Drills

‘Modular Drlls

KENTIP" FS INSERTS » SPF

®* o

KTFS

S

19050

HPG

Drill Coolant Diameter Point Suffix
Series Type Geometry
KTFS = KenTIPFS T = Through-the-insert coolant Metric or Inch, depends HPG = Steel M = Metric diameter
S = Solid insert without coolant on suffix HPL = Stainless Steel Blank = Inch diameter
channels HPC = Castlron
FEG = Flat Bottom
DAL = Stack, Titanium, Aluminium
SPF = CFPR

kennametal.con] 36
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Modular Drills

KENTIP™ FS INSERTS e SPF

Modular Drills

o first choice
O alternate choice

P
M
K
N
S
H
C [
=]
IS0 8
order number catalogue number D1 L5 SSC 4
6773154 KTFST06350SPFM 6,35 1,54 B °
6773155 KTFST07938SPFM 7,94 1,94 E .
6773160 KTFST09525SPFM 9,53 2,38 | °
6773171 KTFST11113SPFM 11,11 2,46 L °
6773172 KTFST12700SPFM 12,70 3,10 [0} [
KENTIP FS INSERTS e DAL
o first choice
O alternate choice
[ P
D1 128°<> = M
- K
N °
S 0
H
- C oo
2w
1SO 8 z
order number catalogue number D1 L5 SSC X| X
6773176 KTFST06350DALM 6,35 1,13 B of-
6773231 KTFST06350DALM 6,35 1,13 B -|®
6773232 KTFST06800DALM 6,80 1,21 C -|®
6773177 KTFST07938DALM 7,94 1,41 E |-
6773233 KTFST07938DALM 7,94 1,41 E -|®
6773234 KTFST08000DALM 8,00 1,44 F -|e
6773235 KTFST08500DALM 8,50 1,54 G -|e
6773236 KTFST09000DALM 9,00 1,63 H -|e
6773178 KTFST09525DALM 9,53 1,73 | o|-
6773237 KTFST09525DALM 9,53 1,73 | -|e
6773238 KTFST10000DALM 10,00 1,83 J -le
6773179 KTFST11113DALM 11,11 2,04 L o -
6773239 KTFST11113DALM 11,11 2,04 L -|®
6773240 KTFST11500DALM 11,50 2,13 M -|e
6773180 KTFST12700DALM 12,70 2,37 0] o|-
6773241 KTFST12700DALM 12,70 2,37 0] -le
— N v
oy N&VO
50-51 || 52 Il 36 Il 39,54
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Modular Drills Modular Drills

KENTIP™ FS e SPF « APPLICATION DATA ¢ KCC10

Cutting Speed — vc Metric
Range — m/min Recommended Feed Rate per Rev
Material Starting
Group min Value max 6,0 8,0 10,0 12,0 16,0 20,0
1 80 100 150 mm/r 0,05-0,20 0,05-0,20 0,05-0,20 0,05-0,20 0,05-0,20 0,05-0,20

KENTIP FS e DAL » APPLICATION DATA ¢ KCC10

g i

Cutting Speed — vc Metric
Range — m/min Recommended Feed Rate per Rev
Material Starting
Group min Value max 6,0 8,0 10,0 12,0 16,0 20,0
2 80 120 150 mm/r 0.03-0.10 0,04-0,12 0,05-0,15 0,05-0,18 0,06-0,21 0,07-0,23
Cc 3 10 15 25 mm/r 0.03-0.10 0,04-0,12 0,05-0,15 0,05-0,18 0,06-0,21 0,07-0,23
4 10 25 50 mm/r 0.03-0.10 0,04-0,12 0,05-0,15 0,05-0,18 0,06-0,21 0,07-0,23

KENTIP FS e DAL » APPLICATION DATA « KN15

® © @

Cutting Speed — vc Metric
Range — m/min Recommended Feed Rate per Rev
Material Starting
Group min Value max 6,0 8,0 10,0 12,0 16,0 20,0
4 10 15 25 mm/r 0.03-0.10 0.04-0.12 0.05-0.15 0.05-0.18 0.06-0.21 0.07-0.23
100 230 270 mm/r 0.13-0.22 0.16-0.24 0.20-0.28 0.24-0.32 0.28-0.40 0.32-0.48
2 100 220 270 mm/r 0.14-0.23 0.16-0.28 0.20-0.32 0.24-0.36 0.28-0.44 0.32-0.52
3 90 180 230 mm/r 0.13-0.22 0.16-0.24 0.20-0.28 0.24-0.32 0.28-0.40 0.32-0.44
4 90 130 200 mm/r 0.10-0.18 0.16-0.28 0.20-0.32 0.24-0.36 0.28-0.40 0.32-0.48

kennametal.cor 38 kennametal.cor
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Digitally access and leverage product data and knowledge
to connect systems and processes throughout
the entire manufacturing lifecycle.
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VISIT KENNAMETAL.COM/NOVQ AND DOWNLOAD TODAY.
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POWERED BY

Holemaking NaVO

HIPACS

Fastener Hole Drilling and
Countersinking System

Materials

Applications

O - | Coolant:

Riling @J Dry: Drilling
Drilling: %Q | Through Coolant:
Half-Cylindrical Radial: Drilling

<& Diilling:
% #) Stacked Plates

Drilling:
Countersinking/
Stroke Chamfering

<

The HIPACS drilling and countersinking tool is a unique high-precision system,

achieving 1-degree angular countersink tolerances in aerospace fastener hole applications.

Designed to be clamped in a standard hydraulic chuck, HIPAGS consists of
3 standard off-the-shelf components:

e The HiPACS reducer sleeve, featuring a built-in, high-precision pocket seat for a
countersinking insert.

e The HIPACS PCD countersinking insert.
e The HiPACS solid carbide drills with SPF and DAL point geometry.

This easy-to-assemble system reduces cost per hole since drill and chamfer insert
can be indexed independently from another.

KZKENNAMETAI:
kennametal.cor 40
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The straight shank enables
length adjustment of 10mm.

Designed to be clamped in a
standard hydraulic chuck.

Replaces expensive custom
solution step drill, separates tool
life and cost of insert and drill.

PCD-tipped drills provide best
tool life in stable conditions
with high runout accuracy, for
example on gantry machines
and machining centres.

True 360-degree clamping
through hydraulic chuck
clamping mechanism.

Cost-effective solution,
easy and fast to assemble.

High-precision system to drill

. i i and chamfer in one operation.
Diamond coated carbide drills

offer competitive tool life in less
stable conditions like on robot
end effectors.

B516 — SPF PCD-tipped drill for CFRP.

S—

B536 — SPF Diamond coated carbide drill for CFRP.

B566 — DAL PCD-tipped drill for CFRP stacks with metal exit and non-ferrous materials.

B556 — DAL Diamond coated carbide drill for CFRP stacks with metal exit.

KZKENNAMETAI:
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Holemaking Holemaking
-4 Ay

HiPACS ¢ CATALOGUE NUMBERING SYSTEM e DRILLS

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

HiPACS * SPF « B536 « 3 X D * INTERNAL COOLANT
~ U= @
BAGBAP0B500DAL

B 46 8 A P 08500 DAL

Style Drill Series Length/Coolant Shank Insert Surface Diameter i G_e ometry/
Application
B = Metric 51 = SPF, PCD 6=3xD, internal A = Form HA, straight P = HiPACS clearance 08500 = 8.5mm SPF = Point geometry
K=Inch 53 = SPF, carbide coolant round shank 06350 = 1/4" = for CFRP
55 = DAL, carbide E=6.35mm DAL = Point geometry
56 = DAL, PCD

for CFRP stacks
with metal exit,
non-ferrous
materials, and
titanium

HiPACS  CATALOGUE NUMBERING SYSTEM e SLEEVE

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

Holemaking Holemaking

HIPACS * REDUCER SLEEVE

IFER INSERT
P12MHCO080M

P 12 M HC 080 M

Style Outer Diameter Outer Diameter Unit Back-End Type Inner Diameter Inner Diameter Unit
HiPACS 12=12mm M = Metric HC = Hydraulic Chuck 080 = 8mm M = Metric
KZKENNAMETAIZ
kennametal.con]
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Holemaking Holemaking
-4 Ay ARy

HIiPACS e CATALOGUE NUMBERING SYSTEM e INSERT

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

Holemaking Holemaking
-—

HIPACS » REDUCER SLEEVE

v e
\MFER INSERT
PC06350M100C055

PC 06350 M 100 C055

Style Diameter of Drill Drill Diameter Unit Countersink Angle Corner Style

HiPACS 06350 = 6.35mm M = Metric 100 = 100° €055 = With chamfer, 55°
R090 = With radius, 0.9mm

KZKENNAMETAIi
kennametal.cor 43 kennametal.cor
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Holemaking

HIiPACS ¢ SPF * B536 3 X D ® INTERNAL COOLANT

L5 —] ‘«

90°

o® first choice
O alternate choice

Holemaking

n

o

o
catalogue number D1 L L3 L5 D §'¢)
B536AP04828SPF 4,83 75 33 2,2 6 [}
B536AP05558SPF 5,56 75 &) 2,5 6 o
B536AP06350SPF 6,35 75 33 2,9 8 o
B536AP07938SPF 7,94 75 33 3,6 8 °
B536AP09525SPF 9,53 75 33 4,3 10 o

HiPACS * SPF ¢ B516 3 X D « INTERNAL COOLANT
L5
“r o first choice
l?’ 2. O alternate choice
o g 01174 \l\m/

-

L3

[Ted
o
8
catalogue number D1 L L3 L5 D X
B516AP04828SPF 4,83 75 33 1,9 6 °
B516AP05558SPF 5,56 75 33 2,2 6 °
B516AP06350SPF 6,35 75 33 2,5 8 °
B516AP07938SPF 7,94 75 33 3,1 8 °
B516AP09525SPF 9,53 75 33 3,7 10 °
— 1\
()
5051 || 52 Il
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Holemaking Holemaking

HiPACS ¢ DAL ¢ B556 3 X D  INTERNAL COOLANT

o first choice

L8 O alternate choice
5 & o] ) — F b % P
i M[ |
K|
L3 m
E
L [ H|
[ D
[Ted
o
3
catalogue number D1 L L3 L5 D X
B556AP04828DAL 4,83 80 38 0,9 6 [}
B556AP05558DAL 5,56 80 38 1,0 6 o
B556AP06350DAL 6,35 80 38 11 8 o
B556AP07938DAL 7,94 80 38 1,4 8 °
B556AP09525DAL 9,53 80 38 1,7 10 o

HIPACS e DAL » B566 * 3 X D » INTERNAL COOLANT

o first choice

O alternate choice
7 P @
A
-
L
0
8
catalogue number D1 L L3 L5 D X
B566AP04828DAL 4,83 80 38 0,8 6 °
B566AP05558DAL 5,56 80 38 1,0 6 °
B566AP06350DAL 6,35 80 38 1,1 8 °
B566AP07938DAL 7,94 80 38 1,4 8 °
B566AP09525DAL 9,53 80 38 1,7 10 °
— 1\
oy N&VO
50-51 || 52 )| 42-43 || 39,54
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Holemaking Holemaking

HiPACS * REDUCER SLEEVE

@//

L1 LS
order number catalogue number ‘ D D4 D5 L1 LS
6770413 P12MHC060M 12 6 20,5 18,0 40
6770414 P12MHC080M 12 8 22,3 18,0 40
6770416 P12MHC100M 12 10 24,3 18,0 40
HiPACS ¢ CHAMFER INSERT

50° o first choice
O alternate choice

l ) 2
- i M
( K
N D
C055 S ©)
H
© J
0
N
b
a
catalogue number W1 S X
PC06350M100C055 8,52 3,00 °
PC06350M100R090 8,52 3,00 °

i
IeV

50-51 || 52 I 42-43
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Holemaking Holemaking
SPF » B536 * INTERNAL COOLANT e APPLICATION DATA  KCC05
Cutting Speed — vc Metric
Range — m/min Recommended Feed Rate per Rev
Material Starting
Group min Value max 3,0 4,0 6,0 8,0 10,0 12,0 16,0 20,0
1 90 120 180 mm/r 0,05-0,20 | 0,05-0,20 | 0,05-0,20 | 0,05-0,20 | 0,05-0,20 | 0,05-0,20 = =
SPF » B516 * INTERNAL COOLANT e APPLICATION DATA * KDC05
B ——
i
Cutting Speed — vc Metric
Range — m/min Recommended Feed Rate per Rev
Material Starting
Group min Value max 3,0 4,0 6,0 8,0 10,0 12,0 16,0 20,0
1 90 120 180 mm/r 0,05-0,20 | 0,05-0,20 | 0,05-0,20 | 0,05-0,20 | 0,05-0,20 | 0,05-0,20 = =
‘ZKENNAMETAE
kennametal.con] a7 kennametal.con]
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Holemaking Holemaking

DAL  B566 * INTERNAL COOLANT » APPLICATION DATA « KDC15

Cutting Speed — vc Metric
Range — m/min Recommended Feed Rate per Rev
Material Starting
Group min Value max 3,0 4,0 6,0 8,0 10,0 12,0 16,0 20,0
2 80 120 150 mm/r 0,01-0,05 | 0,02-0,07 | 0,03-0,10 | 0,04-0,12 | 0,05-0,15 | 0,05-0,18 | 0,06-0,21 | 0,07-0,23
C 3 10 15 25 mm/r 0,01-0,05 | 0,02-0,07 | 0,03-0,10 | 0,04-0,12 | 0,05-0,15 | 0,05-0,18 | 0,06-0,2 0,07-0,23
4 10 25 50 mm/r 0,01-0,05 | 0,02-0,07 | 0,03-0,10 | 0,04-0,12 | 0,05-0,15 | 0,05-0,18 | 0,06-0,21 0,07-0,23
S 4 10 15 25 mm/r 0,01-0,05 | 0,02-0,07 | 0,03-0,10 | 0,04-0,12 | 0,05-0,15 | 0,05-0,18 | 0,06-0,2 0,07-0,23
1 100 230 270 mm/r 0,13-0,25 | 0,14-0,29 | 0,17-0,35 | 0,21-042 | 0,27-0,50 | 0,33-0,57 | 0,37-0,69 | 0,43-0,82
N 2 100 220 270 mm/r 0,14-0,23 | 0,15-0,28 | 0,17-0,34 | 0,22-0,39 | 0,29-0,46 | 0,34-0,54 | 0,39-0,67 | 0,45-0,80
3 90 180 230 mm/r 0,13-0,20 | 0,14-0,21 | 0,16-0,27 | 0,20-0,33 | 0,28-0,40 | 0,33-0,45 | 0,38-0,60 | 0,44-0,68
4 90 130 200 mm/r 0,10-0,18 | 0,12-0,20 | 0,14-0,26 | 0,16-0,30 | 0,18-0,34 | 0,20-0,38 | 0,24-0,42 | 0,28-0,46
DAL ¢ B556° INTERNAL COOLANT e APPLICATION DATA  KCC05
Cutting Speed — vc Metric
Range — m/min Recommended Feed Rate per Rev
Material Starting
Group min Value max 3,0 4,0 6,0 8,0 10,0 12,0 16,0 20,0
2 80 120 150 mm/r 0,01-0,05 | 0,02-0,07 | 0,03-0,10 | 0,04-0,12 | 0,05-0,15 | 0,05-0,18 | 0,06-0,21 | 0,07-0,23
Cc 3 10 15 25 mm/r 0,01-0,05 | 0,02-0,07 | 0,03-0,10 | 0,04-0,12 | 0,05-0,15 | 0,05-0,18 | 0,06-0,21 | 0,07-0,23
4 10 25 50 mm/r 0,01-0,05 | 0,02-0,07 | 0,03-0,10 | 0,04-0,12 | 0,05-0,15 | 0,05-0,18 | 0,06-0,21 | 0,07-0,23

kennametal.cor 48 kennametal.cor
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Check out our new catalogue app.
Available in the Google Play™ Store
or the App Store®

OR VISIT CATALOGS.KENNAMETAL.COM

TODAY.

KZKENNAMETAI:


http://CATALOGS.KENNAMETAL.COM




Grades and Grade Descriptions Grades and Grade Descriptions

HOLEMAKING

wear <« toughness
resistance g
Coating Grade Description 05 (10| 15|20 |25 (30| 35|40 |45
Composition: Multilayered CVD diamond-coated, submicron-grain carbide.
=] Application: First choice for machining challenging carbon-fiber reinforced polymers
8 (CFRPs). This grade offers best compromise of abrasive wear resistance and
x sharpest possible cutting geometries to allow defect free machining of
difficult to cut CFRP materials.
@ Composition: Multi-modal polycrystalline diamond.
a8 Application: First choice for machining carbon-fiber reinforced polymer/metal stack
Q materials (CFRP/Al and CFRP/Ti). The multi-modal PCD offers best wear
resistance and maintains good toughness properties to allow maximum tool life.
Composition: Fine-grained polycrystalline diamond.
© Application: Alternate choice for machining carbon-fiber reinforced polymer/metal
8 stack materials (CFRP/Al and CFRP/Ti). The fine-grain PCD offers increased toughness “::-
x compared to KDC05 and makes it first choice for CFRP/metal stacks containing
high-strength, non-ferrous materials, especially titanium alloys.
© Composition: A multimodal PCD grade with a range of grain sizes brazed on
o carbide substrate.
a Application: Engineered for excellent abrasion resistance combined with good edge “::-
x strength for demanding applications. An ideal choice for high-silicon aluminum alloys,
MMCs, carbon fiber reinforced plastics, and other abrasive non-ferrous materials.
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KEY TO PRODUCT TABLE COLUMN HEADINGS

You may notice a slight change in the appearance of our product tables
and specification charts. In this catalogue, Kennametal introduces a set of
short-name codes to improve the readability of tables and drawings.
These codes replace full-text descriptions. The full list of codes and their
definitions can be found below.

Short-Name Code Full Text Description
Ap1 max Maximum Cutting Depth
BCH Corner Chamfer Width
BS Corner Facet Length
CE Cutting Edges
CSMS Connection Style Machine Side
('] Connection Style Workpiece Side
D Insert: Insert IC Size
D Adaptor/Shank Diameter
D Toolholder: Shank/Bore Diameter
D1 Holemaking: Drill Diameter
D1 Holemaking: Reamer Diameter
D1 Insert: Insert Hole Size
D1 Milling: Cutter Diameter
D1 Toolholder: Clamping Diameter
D1 max Toolholder: Maximum Shank/Bore Diameter
D1 max Maximum Drill Diameter
D2 Body Diameter 1 Workpiece Side
D3 Neck Diameter
hm Average Chip Thickness
kg Weight Kilograms
L Overall Length
L1 Holemaking: Reamer Gage Length
L1 Holemaking: Tool Length
L1 Toolholder: Gage Length
L10 Insert Cutting Edge Length
L10 Holemaking: Reamer Cut Edge Length
L2 Usable Length
L3 Drill Flute Length
L3 Milling: Maximum Depth
L4 Holemaking: Reamer Maximum Depth
L4 max Maximum Dirill Depth
L5 Drill Point Length
Ibs Weight Pounds
LI Insert Length
LS Shank Length
R Profile or Ball Nose Radii
Re Corner Radius
Torque (ft. Ibs.) Torque Foot Pounds
Nm Torque Newton Meters
4 Number of Flutes
ZU Number of Flutes
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