$HARVEY TOOL

Product Table: Variable Helix End Mills for Aluminum Alloys - Square - Long Reach, Stub Flute
Characteristics: 3x Reach Multiple
Series: 9245xx, 9246xx, 9245xx-C8, 9246xx-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 0.312 0.375 0.500 Radial Axial
ALUMINUM ALLOYS
Slotting .00021 .00044 .00067 .00088 .00111 .00133 .00178 00267 .00356 .00467 .00561 .00748 1x Dia .4x Dia
Casting (2xx, 5xx, 7xx, 8xX) 750
;‘i’x‘l;‘gm (1300, 2000, 3300, 5300, 630, 73008, B 100025 100052 100078 100103 100130 100155 100208 100311 00416 100545 100655 100873 4xDia 5x- 1xDia
MAGNESIUM ALLOYS 1500 Finishing .00027 .00055 .00084 .00110 .00139 .00166 00223 .00333 .00446 .00584 .00702 .00936 .1x Dia .5x - 1x Dia
ZINC ALLOYS 800 Max .00029 .00059 .00089 .00118 .00148 .00177 00238 .00355 .00475 .00623 .00748 .00998 - -
COPPER ALLOYS
B |High Coppers - 90%+ (CTox) 225 lSiotting 00017 00035 00054 00071 00089 00106 00143 00213 00285 00374 100449 00599 1x Dia 4xDia
3 Brass (Copper Zinc alloys, C2xxxx, C3xxxx, 500
2 C4xxxx, C66400-C69800)
= Phosphor Bronzes (Copper Tin alloys, 205
C5000 Roughing .00020 .00041 .00063 .00082 .00104 .00124 .00166 00249 .00333 .00436 .00524 .00699 .4x Dia .5x - 1x Dia
Aluminum Bronzes (Copper Aluminum 500
alloys, C60600-C64200)
Silicon Bronzes (Copper Silicon alloys, 500
C64700-C66100) Finishing .00021 .00044 .00067 .00088 .00111 .00133 .00178 .00267 .00356 .00467 .00561 .00748 .1x Dia .5x - 1x Dia
Copper Nickels, Nickel Silvers (Copper 205
Nickel alloys, C7x0x)
Cast Copper Alloys (C83300-C86200, M > 47 71 4 11 141 1 284 4 Ve i _
C86400-C87900, G92200-C95800, C97300 550 ax .00023 .000: .000 0009 .00119 .00 .00190 .0028: .00380 .00498 .00599 .00798
C97800, C99400-C99700)
ALUMINUM ALLOYS . .
Slotting .00028 .00057 .00087 .00115 .00145 .00172 .00232 .00347 .00463 .00607 .00730 .00973 1x Dia .4x Dia
Casting (2xx, 5xx, 7xx, 8xx) 1000
Z‘i’x‘;;‘gh' (100x, 2000, 3300, 5006 63000, 0% 4400 |Roughing 100032 100067 00102 00134 100169 100201 100270 100404 100541 100708 100851 01135 4xDia 5x- 1xDia
MAGNESIUM ALLOYS 2000 Finishing .00035 .00072 .00109 .00144 .00181 .00215 00290 .00433 .00579 .00759 .00912 .01216 .1x Dia .5x - 1x Dia
ZINC ALLOYS 1100 Max .00037 .00077 .00116 .00153 .00193 00230 .00309 .00462 .00618 .00810 .00973 .01297
ALUMINUM (High Silicon)
Casting - 3%-5% Si (3xx, A3xx, C3xx, 4xx, 2500 Slotting .00024 .00049 .00074 .00097 .00122 .00146 .00196 .00293 .00392 .00514 .00617 .00823 1x Dia .3x Dia
Adxx, Baxx)
Casting - 5%-8% Si (3xx, A3xx, C3xx, 4xx,
Adxx, Baxx) 2000
Casting - 8%-12% Si (3xx, ABxx, Caxx, 4xx, Roughing .00027 .00057 .00086 .00113 .00143 .00170 00229 .00342 .00457 .00599 .00720 .00960 .3x Dia .3x - .8x Dia
1500
Adxx, Baxx)
f;s“/;‘gx;gfx:)s% Si (3xx, ABxx, C3xx, 1000 |Finishing 100029 100061 100092 00122 00153 00182 100245 100367 100490 100642 00772 01029 1x Dia 5x- 1xDia
- 5%-8% Si
Wrought - 5%-8% S1 () 2200 |y 00031 00085 00098 00130 00163 00194 00261 00391 00523 00685 00823 01098 - -
B Wrought - 8%-12% Si (4xxx) 1700
£ [COPPERALLOYS
& .
@  |High Coppers - 90%+ (C1xxxx) 800 lsiotting 100019 100039 100059 100078 100098 00117 100157 100235 100314 00411 100494 100659 1x Dia 3xDia
a Brass (Copper Zinc alloys, C2xxxx, C3xxxx, 1500
2 Cé4xxxx, C66400-C69800)
[ Phosphor Bronzes (Copper Tin alloys, 800
]
= C5x00) Roughing .00022 .00045 .00069 .00091 .00114 .00136 .00183 .00274 .00366 .00479 .00576 .00768 .3x Dia .3x - .8x Dia
< Aluminum Bronzes (Copper Aluminum 1000
alloys, C60600-C64200)
Silicon Bronzes (Copper Silicon alloys,
C64700-C66100; 1000
- ) - - Finishing .00024 .00049 .00074 .00097 .00122 .00146 .00196 .00293 .00392 .00514 .00617 .00823 .1x Dia .5x - 1x Dia
Copper Nickels, Nickel Silvers (Copper 800
Nickel alloys, C7xxxx)
Cast Copper Alloys (C80100-C82800,
C86300, C90200-C91700, C96200- 150
C96600, C99300) _ _
Cast Copper Alloys (C83300-C86200, Max .00025 .00052 .00079 .00104 .00130 .00156 .00209 .00313 .00418 .00548 .00659 .00878
C86400-C87900, C92200-C95800, C97300 750
C97800, 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 eypel 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.



