
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

750

1000

1500 Finishing .00019 .00038 .00058 .00077 .00097 .00115 .00155 .00231 .00309 .00405 .00487 .00650 .1x Dia .5x - 1x Dia

800 Max .00020 .00041 .00062 .00082 .00103 .00123 .00165 .00247 .00330 .00432 .00520 .00693 - -

225

500

500

500

550

1000

2000 Finishing .00024 .00050 .00076 .00100 .00125 .00150 .00201 .00301 .00402 .00527 .00633 .00845 .1x Dia .5x - 1x Dia

1100 Max .00026 .00053 .00081 .00106 .00134 .00160 .00215 .00321 .00429 .00562 .00676 .00901

1500

2200
1700

800

1500

1000

1000

150

750

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

Un
co

at
ed

ALUMINUM ALLOYS
Slotting .00015 .00031 .00047

Wrought (1xxx, 2xxx, 3xxx, 5xxx, 6xxx, 7xxx, 
8xxx) Roughing .00017 .00036

.00324 .00390 .00520 1x Dia .35x Dia
Casting (2xx, 5xx, 7xx, 8xx)

.00061 .00077 .00092 .00124 .00185 .00248

.00378 .00455 .00606 .35x Dia .5x - 1x Dia.00054 .00072 .00090 .00107 .00144 .00216

MAGNESIUM ALLOYS

ZINC ALLOYS

COPPER ALLOYS

Slotting .00012 .00025High Coppers - 90%+ (C1xxxx)
Brass (Copper Zinc alloys, C2xxxx, C3xxxx, 
C4xxxx, C66400-C69800)

.00289

.00198 .00259 .00312 .00416 1x Dia .35x Dia.00037 .00049 .00062 .00074 .00099 .00148

.00303 .00364 .00485 .35x Dia .5x - 1x Dia
Aluminum Bronzes (Copper Aluminum alloys, 
C60600-C64200)

.00057 .00072 .00086 .00116 .00173 .00231

Phosphor Bronzes (Copper Tin alloys, 
C5xxxx) 225

Roughing .00014 .00029 .00043

.00390 .00520 .1x Dia .5x - 1x Dia
Copper Nickels, Nickel Silvers (Copper 
Nickel alloys, C7xxxx) 225

Max .00016 .00033 .00050

.00077 .00092 .00124 .00185 .00248 .00324
Silicon Bronzes (Copper Silicon alloys, 
C64700-C66100) Finishing .00015 .00031 .00047 .00061

.00346 .00416

.00422 .00507 .00676 1x Dia .35x Dia
Casting (2xx, 5xx, 7xx, 8xx)

.00080 .00100 .00120 .00161 .00241 .00322
ALUMINUM ALLOYS

Slotting .00019 .00040 .00060

.00554 - -Cast Copper Alloys (C83300-C86200, 
C86400-C87900, C92200-C95800, 
C97300-C97800, C99400-C99700)

.00065 .00082 .00098 .00132 .00197 .00264

Slotting .00016

.5x - 1x Dia.00281 .00375 .00492 .00591 .00788 .35x Dia.00047 .00071 .00093 .00117 .00140 .00188

.00034 .00051

Ti
B2

Wrought (1xxx, 2xxx, 3xxx, 5xxx, 6xxx, 7xxx, 
8xxx)

.00357 .00429 .00572 1x Dia .3x DiaCasting - 3%-5% Si (3xx, A3xx, C3xx, 4xx, 
A4xx, B4xx)

.00068 .00085 .00101 .00136 .00204 .00272

1400 Roughing .00023

MAGNESIUM ALLOYS

ZINC ALLOYS

Am
or

ph
ou

s 
Di

am
on

d

ALUMINUM (High Silicon)
2500

.00416 .00500 .00667 .3x Dia .3x - .8x Dia
Casting - 8%-12% Si (3xx, A3xx, C3xx, 4xx, 
A4xx, B4xx)

.00079 .00099 .00118 .00159 .00238 .00318

Casting - 5%-8% Si (3xx, A3xx, C3xx, 4xx, 
A4xx, B4xx) 2000

Roughing .00019 .00039 .00060

.00446 .00536 .00715 .1x Dia .5x - 1x Dia

Wrought - 5%-8% Si (4xxx)
Max .00022 .00045 .00068

.00084 .00106 .00127 .00170 .00255 .00340Casting - 12%-16% Si (3xx, A3xx, C3xx, 
4xx, A4xx, B4xx) 1000 Finishing .00020 .00042 .00064

.00476 .00572 .00762 - -
Wrought - 8%-12% Si (4xxx)

.00090 .00113 .00135 .00182 .00272 .00363

.00343 .00457 1x Dia .3x DiaHigh Coppers - 90%+ (C1xxxx)
Brass (Copper Zinc alloys, C2xxxx, C3xxxx, 
C4xxxx, C66400-C69800)

.00068 .00081 .00109 .00163 .00218 .00285

COPPER ALLOYS

Slotting .00013 .00027 .00041 .00054

.00333 .00400 .00534 .3x Dia .3x - .8x DiaAluminum Bronzes (Copper Aluminum alloys, 
C60600-C64200)

.00063 .00079 .00095 .00127 .00190 .00254

Phosphor Bronzes (Copper Tin alloys, 
C5xxxx) 800

Roughing .00015 .00032 .00048

.00429 .00572 .1x Dia .5x - 1x Dia
Copper Nickels, Nickel Silvers (Copper 
Nickel alloys, C7xxxx) 800

.00085 .00101 .00136 .00204 .00272 .00357

Silicon Bronzes (Copper Silicon alloys, 
C64700-C66100) Finishing .00016 .00034 .00051 .00068

.00457 .00610 - -
Cast Copper Alloys (C83300-C86200, 
C86400-C87900, C92200-C95800, 
C97300-C97800, C99400-C99700)

.00091 .00108 .00145 .00217 .00290 .00381

Cast Copper Alloys (C80100-C82800, 
C86300, C90200-C91700, C96200-
C96600, C99300)

Max .00017 .00036 .00055 .00072

All posted speed and feed param eters are suggested star t ing values that  m ay be increased given opt im al setup condit ions.   I f less than m inim um Axial or  Radial DOC values are used,  increased feed rates are possible. I f greater  than m axim um Axial or  Radial DOC values are used,  decreased feed rates m ay be needed.

I f you require addit ional inform at ion, Harvey Tool has a team  of technical exper ts available to assist  you through even the m ost challenging applicat ions.  Please contact  us at  8 0 0 - 6 45 -5 609 or  Harveytech@harveyperformance.com .

WARNI NG:  Cut t ing tools m ay shat ter  under  im proper use.   Government  regulat ions require use of safety  glasses and other  appropr iate safety equipm ent  in the v icinity  of use.

Please note:

Speeds &  Feeds

Product  Table : Variable Hel ix  End Mi lls for Alum inum Al loys - Square

Character ist ics: 4x Length of Cut

Series: 7700xx , 8572xx, 8573xx, 7700xx-C8 8572xx-C8, 8573xx-C8


