
.015 .031 .047 Radial Axial .062 .078 .093 .125 .187 .250 .312 .375 .500 .625 .750 1.000 Radial Axial

Profiling .00013 .00027 .00041 .08 x Dia 3 x Dia .00047 .00060 .00071 .00096 .00143 .00192 .00239 .00287 .00383 .00479 .00575 .00766 .15 x Dia 3 x Dia

Roughing .00015 .00031 .00047 .25 x Dia 1 x Dia .00053 .00067 .00080 .00108 .00161 .00215 .00269 .00323 .00431 .00539 .00646 .00862 .50 x Dia 1 x Dia

Profiling .00012 .00025 .00037 .08 x Dia 3 x Dia .00043 .00054 .00064 .00086 .00129 .00172 .00215 .00259 .00345 .00431 .00517 .00689 .15 x Dia 3 x Dia

Roughing .00013 .00027 .00041 .25 x Dia 1 x Dia .00047 .00060 .00071 .00096 .00143 .00192 .00239 .00287 .00383 .00479 .00575 .00766 .50 x Dia 1 x Dia

Profiling .00011 .00022 .00033 .08 x Dia 3 x Dia .00038 .00048 .00057 .00077 .00115 .00153 .00191 .00230 .00306 .00383 .00460 .00613 .15 x Dia 3 x Dia

21% - 40% Filled or Fiber Reinforced 400 - 750

.00718 .00958 .50 x Dia 1 x Dia

Unfilled

.00359 .00479 .00599.00052

5% - 20% Filled or Fiber Reinforced 550 - 1100

.00179 .00239 .00299.25 x Dia 1 x Dia .00059 .00075 .00089 .00120
PLASTICS

750 - 1500

Roughing .00017 .00034

MATERIAL SFM
Chip Load (IPT) By Cutter Diameter Depth of Cut Chip Load (IPT) By Cutter Diameter Depth of Cut

All posted speed and feed parameters are suggested starting values that may be increased given optimal setup conditions. In cases where starting parameters are not given, traditional 
carbide speeds & feeds may be substituted (diamond is not suited for ferrous materials or materials with low machinability).

If you require additional information, Harvey Tool has a team of technical experts available to assist you through even the most challenging applications.   
Please contact us at 800-645-5609 or Harveytech@harveyperformance.com.

WARNING: Cutting tools may shatter under improper use.  Government regulations require use of safety glasses and other appropriate safety equipment in the vicinity of use.

General Notes:

To optimize machining, keep the following in mind:

Since the melting point varies greatly from plastic to plastic, the speed used should be closely supervised

Fiber Reinforced Plastics can be challenging as they encompass multiple variations.  Please consider the following:
- An additional reduction in RPM may be necessary to avoid excessive fraying, splitting and tear out of fibers.
- There may be high density areas or "hard spots" (especially in random/whisker reinforcement) in which speeds & feeds should be reduced.
- Aramid fibers are more ductile and less abrasive than glass and carbon fibers allowing increased Chip Loads in these materials.
- When machining woven/cloth layered materials, use an oscillating program to help avoid heavy, localized wear on the cutter.

Product Notes:

Speeds & Feeds

Product Table: End Mills for Composites - Compression Cutter
Characteristics: 3x Length of Cut, 4 Flutes
Series: 9937xx


