Y/ HARVEY TOOL

Speeds and Feeds

Product: Non-Ferrous Square V-Helix End Mills, 10x Reach
Series: 9193xx, 9194xx,
9193xx-C8, 9194xx-C8

Cutter [ TERIAL SFM Chip Load (IPT) By Cutter Diameter Depth of Cut
Series 0.015 0.031 0.047 0.062 0.078 0.093 0.125 0.187 0.250 0312 0375 0.500 Radial Axial
ALUMINUM ALLOYS
Slotting 00014 100030 00045 100060 00075 00090 00120 100180 100241 100316 100379 100506 1x Dia 3xDia
Casting (2xx, 5xx, 7xx, 8xX) 750
g‘i’x‘l;‘gm (1300, 2000, 3300, 5300, 630, 73008, B 100017 100035 100053 100070 100088 100105 100141 100210 100281 100368 100443 100590 3x Dia 5x- 1xDia
MAGNESIUM ALLOYS 1500 |Finishing 00018 00037 100057 00075 100094 00112 00151 100225 100301 100395 00474 100632 .07x Dia 5x- 1xDia
ZINC ALLOYS 800  |Max 00019 00040 100060 100080 100100 00119 00161 100240 100321 100421 100506 100675 - -
COPPER ALLOYS
B |High Coppers - 90%+ (CTox) 225 lSiotting 00012 00024 00036 00048 .00060 00072 00096 00144 00193 00253 00304 00405 1x Dia 3x Dia
3 Brass (Copper Zinc alloys, C2xxxx, C3xxxx, 500
8 |caxox, C66400-C69800)
= Phosphor Bronzes (Copper Tin alloys, 205
C5000) Roughing 00013 00028 00042 00056 100070 00084 00112 00168 100225 100295 100354 00472 3xDia 5x- 1x Dia
Aluminum Bronzes (Copper Aluminum 500
alloys, C60600-C64200)
Silicon Bronzes (Copper Silicon alloys, 500
C64700-C66100) Finishing 00014 100030 00045 100060 00075 100090 00120 00180 100241 100316 100379 100506 .07x Dia 5x- 1x Dia
Copper Nickels, Nickel Silvers (Copper 205
Nickel alloys, C7x0x)
Cast Copper Alloys (C83300-C86200, M 1 > 4 4 12 192 257 e 4 4 i _
Caca00 mara00, casoooosacy cara00  ss0 ax 00015 0003 00048 10006 100080 100096 00128 0019 0025 10033 100405 100540
97800, C99400-C99700)
ALUMINUM ALLOYS - -
Slotting 00019 100039 100059 00078 100098 00116 00157 100234 00313 100410 100493 100658 1x Dia 3x Dia
Casting (2xx, 5xx, 7xx, 8xx) 1000
Z‘i’x‘;;‘gh' (100x, 2000, 3300, 5006 63000, 0% 4400 |Roughing 00022 100045 100069 100091 00114 100136 100183 00273 100365 100479 100575 00767 3xDia 5x- 1xDia
MAGNESIUM ALLOYS 2000 [Finishing 00023 00049 00074 100097 00122 00146 00196 100293 100391 00513 00617 100822 .07x Dia 5x- 1x Dia
ZINC ALLOYS 1100 |Max 00025 00052 100079 00104 00130 00155 100209 00312 00418 100547 100658 00877
ALUMINUM (High Silicon)
Casting - 3%-5% Si (3x, ABxx, Caxx, 4x¢, | 2500 [Siotting 00016 00033 100050 100066 100083 100099 00132 00198 100265 100347 00417 100556 1x Dia 22xDia
Adxx, Baxx)
Casting - 5%-8% Si (3xx, A3xx, C3xx, 4xx,
Adxx, B4xx) 2000
Casing - B9 T2 S o Ao Com o Roughing 00019 00038 100058 00077 100096 00115 00155 100231 100309 100405 100487 100649 22x Dia 3x- .8x Dia
1500
Adxx, Baxx)
f;st:g;gz:)s% Si (3xx, ABxx, C3xx, 1000 |Finishing 100020 100041 100062 100082 100103 00123 100166 100248 100331 100434 100522 100696 07x Dia 5x- 1xDia
Wrought - 5%-8% Si (4
rought - 5%-8% S (400) 2200 Jypax 00021 00044 100066 100088 00110 00131 00177 100264 100353 100463 100556 00742 - -
B Wrought - 8%-12% Si (4xxx) 1700
£ [COPPERALLOYS
E |
@  |High Coppers - 90%+ (C1xxxx) 800 lsiotting 100013 100026 100040 100053 100066 100079 100106 100159 00212 100278 100334 100445 1x Dia 22x Dia
a Brass (Copper Zinc alloys, C2xxxx, C3xxxx, 1500
3 [caxox, C66400-Co9800)
[ Phosphor Bronzes (Copper Tin alloys, 800
=3
£ [Cooxq Roughing 00015 100031 00046 100061 00077 100092 00124 00185 00247 00324 100390 100519 22x Dia 3x- .8x Dia
< Aluminum Bronzes (Copper Aluminum 1000
alloys, C60600-C64200)
Silicon Bronzes (Copper Silicon alloys,
C64700-C66100 1000
-C66100) Finishing 00016 00033 100050 100066 100083 100099 00132 00198 100265 100347 00417 100556 07x Dia 5x- 1x Dia
Copper Nickels, Nickel Silvers (Copper 800
Nickel alloys, C7xxxx)
Cast Copper Alloys (C80100-C82800,
86300, C90200-C91700, CI6200- 150
C96600, C99300) . .
o Ceae A or (CB3330-Ca6E00, Max 00017 00035 100053 100070 100088 00105 00141 00211 100283 100370 00445 100594
C86400-C87900, C92200-C95800, C97300{ 750
97800, C99400-C99700)

Please note:
All posted speed and feed parameters are suggested starting values that may be increased given optimal setup conditions. If less than minimum Axial or Radial DOC values are used, increased feed rates are possible. If greater than maximum Axial or Radial DOC values are used, decreased feed rates may be needed.
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 tech@harveytool.com.
WARNING: Cutting tools may shatter under improper use. Government regulations require use of safety glasses and other approp riate safety equipment in the vicinity of use.



