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High-Performance DUO- OCK® Modular End Mills • Finishing

Application Data

FSDE • Metric

Material  
Group

Side Milling (A) short medium long
Recommended feed per tooth  
(fz = mm/th) for side milling (A).

A

adaptor reach

D1 — Diameter
KC643M KC643M KC643M

Cutting Speed — vc  
m/min

Cutting Speed — vc  
m/min

Cutting Speed — vc  
m/min

ap ae min max min max min max mm 10,0 12,0 16,0 20,0 25,0

P
4 1,5 x D 0,2–0,3mm 135 – 495 122 – 446 122 – 446 fz 0,120 0,129 0,149 0,163 0,166

5 1,5 x D 0,2–0,3mm 90 – 330 77 – 281 72 – 264 fz 0,108 0,116 0,135 0,150 0,155

M

1 1,5 x D 0,2–0,3mm 135 – 379,5 108 – 304 95 – 266 fz 0,135 0,145 0,169 0,187 0,193

2 1,5 x D 0,2–0,3mm 90 – 264 72 – 211 63 – 185 fz 0,108 0,116 0,135 0,150 0,155

3 1,5 x D 0,2–0,3mm 90 – 231 72 – 185 63 – 162 fz 0,090 0,096 0,110 0,120 0,121

S

1 1,5 x D 0,2–0,3mm 75 – 297 60 – 238 45 – 178 fz 0,135 0,145 0,169 0,187 0,193

2 1,5 x D 0,2–0,3mm 37,5 – 132 30 – 106 23 – 79 fz 0,071 0,077 0,090 0,100 0,104

3 1,5 x D 0,2–0,3mm 37,5 – 132 30 – 106 23 – 79 fz 0,071 0,077 0,090 0,100 0,104

4 1,5 x D 0,2–0,3mm 75 – 198 60 – 158 45 – 119 fz 0,099 0,107 0,124 0,138 0,142

H
1 1,5 x D 0,2–0,3mm 120 – 462 96 – 370 72 – 277 fz 0,120 0,129 0,149 0,163 0,166

2 1,5 x D 0,2–0,3mm 105 – 396 84 – 317 63 – 238 fz 0,090 0,096 0,110 0,120 0,121

NOTE:  For better surface finish, reduce feed per tooth. 
For side milling with ap larger than 1 x D, reduce fz by 20%! 
Cylindrical shanks not recommended for full slotting.
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