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HARVI™ ULTRA 8X e INSERT SELECTION GUIDE ¢ IC10

Light Heavy
Machining S:rneor:; Machining
(Light geometry) P (Strong geometry)
wear — r—~
Material resistance — o e
Geometry Grade Geometry Grade Geometry Grade
S..GDH CSM40 .S..GDH KCSM40 .S..GDH CSM40
S..GDH CSM40 .S..GDH KCSM40 .S..GDH CSM40
S..GDH CSM40 .S..GDH KCSM40 .S..GDH CSM40
.S..GDH KCSM40 .S..GDH KCSM40 .S..GDH KCSM40
.S..GDH KCSM40 .S..GDH KCSM40 .S..GDH KCSM40
.S..GDH KCSM40 .S..GDH KCSM40 .S..GDH KCSM40

HARVI ULTRA 8X « RECOMMENDED STARTING FEEDS [MM] « IC10

Light | General | Heavy
Machining Purpose Machinin

Recommended Starting Feed per Tooth (F2z)
Insert in Relation to % of Radial Engagement (ae) Insert
Material Geometry 5% 0% 20% 30% 40-100% Geometry
P .S..GDH — - = 0,18 | 0,26 | 040 | 0,16 | 0,23 | 0,36 | 0,13 | O, 029 | 007 | 0,10 | 0,16 .S..GDH
.S..GDH — = 018 | 0O, 033 | 016 | 0, 029 [ 013 | O, 024 | 007 | 0,08 | 0,13 .S..GDH
M .S..GDH — - = 0,18 | 0,24 038 | 016 | 0,2 0,34 013 | 0, 027 | 007 | 0,10 | 0,15 .S..GDH
M .S..GDH — - = 0,18 | 0,24 038 | 016 | 0,2 0,34 013 | 0, 027 | 007 | 0,10 | 0,15 .S..GDH
M .S..GDH — - = 018 | 0O, 033 | 016 | 0, 029 | 013 | O, 024 | 007 | 0,08 | 0,13 .S..GDH
.S..GDH — = = 0,18 ,16 025 | 016 b 022 | 013 h 018 | 007 ,0 0.10 .S..GDH
.S..GDH - = = 0,18 ,16 025 | 0,16 022 | 013 0,18 | 0,07 ,0 0.10 .S..GDH
.S..GDH = = = 0,18 ,2 033 | 0,16 029 | 013 024 | 0,07 ,08 | 0,13 .S..GDH
.S..GDH - = = 0,18 ,24 0,38 | 0,16 22 | 034 | 013 027 | 0,07 10 | 0,15 .S..GDH
NOTE: Use “General Purpose” values as starting feed rate (ae = radial depth of cut, Dc = cutting diameter).

HARVI ULTRA 8X « RECOMMENDED STARTING SPEEDS [M/MIN] ¢ IC10

Material
Group KC725M KCSM40
1 — - — — - —
2 — - — — - —
3 — - — — - —
4 — - — — - —
5 120 110 95 250 138 125
6 105 80 65 225 127 115
1 135 120 110 270 127 115
2 125 105 90 270 127 115
3 90 80 65 200 88 80
1 — - — — - —
2 — - — — - —
3 — = — — = —
1 — = — — = —
2 — - — — - —
3 — - — — - —
1 30 25 20 60 27 23
2 30 25 20 50 27 21
3 35 30 20 55, 32 24
4 45 35 25 80 45 35
1 — = — — = —
2 — - — — - —
3 — - — — - —
NOTE: FIRST choice starting speeds are in bold type.
Do not exceed max RPM. Reduce speed if necessary.
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