$$HARVEY TOOL

Product Table: Variable Helix End Mills for Aluminum Alloys - Square
Characteristics: 0.8x Length of Cut
Series: 8735xx, 8736xx, 8735xx-C8, 8736xx-C8, 8735xx-C4, 8736xx-C4

Cutter [\ reriaL 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 ,00025 ,00051 ,00078 ,00102 ,00129 ,00153 100206 ,00309 00413 ,00541 ,00650 00866 1x Dia 5x Dia
Casting (2xx, 5xx, 7xx, 8xx) 750
Z"x:i‘)‘gm (oo, 2006, 300, 500, 63006, 72006 I 100029 100060 100090 00119 100150 00179 00241 100360 00481 100631 100758 01011 5x Dia 5x- 1x Dia
MAGNESIUM ALLOYS 1500  [Finishing ,00031 00064 ,00097 00128 .00161 .00192 ,00258 .00386 .00516 .00676 .00812 01083 .1x Dia 5x- 1x Dia
ZINC ALLOYS 800  [Max ,00033 00068 ,00103 .00136 00172 .00205 00275 .00411 00550 .00721 .00866 01155 - -
COPPER ALLOYS
§  [High Coppers - 90% (C1x0009 225 lSiotting 00020 00041 00062 00082 00103 00123 00165 00247 00330 00432 100520 00693 1x Dia 5 Dia
g Brass (Copper Zinc alloys, C2xxxx, C3xxxx, 500
S |canux, C66400-C69800)
=] Phosphor Bronzes (Copper Tin alloys, 225
C50009 Roughing ,00023 00048 ,00072 ,00095 ,00120 00143 ,00193 ,00288 ,00385 .00505 .00606 .00809 5x Dia 5x- 1x Dia
Aluminum Bronzes (Copper Aluminum 500
alloys, C60600-C64200)
Silicon Bronzes (Copper Silicon alloys, 500
C64700-C66100) Finishing ,00025 ,00051 ,00078 ,00102 .00129 ,00153 ,00206 ,00309 ,00413 .00541 .00650 00866 .1x Dia 5x - 1x Dia
Copper Nickels, Nickel Silvers (Copper 225
Nickel alloys, C7xxxx)
Cast Copper Alloys (C83300-C86200,
M 0002 X X 001 00137 00164 10022 0032 00441 00577 . 00924 - -
CB5400.C87900, ©92200.055300, Co7300| 550 ax 00026 00055 00083 00109 0013 0016 00220 00329 00440 005 00693 009!
C97800, C99400-C99700)
ALUMINUM ALLOYS ) - -
Slotting ,00032 ,00066 ,00101 ,00133 00167 ,00199 ,00268 ,00401 ,00536 .00703 .00845 01126 1x Dia 5x Dia
Casting (2xx, 5xx, 7xx, 8xX) 1000
‘é";‘;gh‘ (Lo, 200, 300 500, 6% 70, | 3400 |Roughing 100038 00078 00118 100155 100195 100233 100313 100468 100626 100820 100985 01314 5xDia 5x- 1xDia
MAGNESIUM ALLOYS 2000 |Finishing ,00040 ,00083 ,00126 ,00166 ,00209 ,00249 ,00335 ,00501 .00670 .00878 01056 01408 .1x Dia 5x - 1x Dia
ZINC ALLOYS 1100 |Max ,00043 ,00089 ,00134 00177 00223 ,00266 ,00358 ,00535 .00715 .00937 01126 01502
ALUMINUM (High Silicon)
Casting - 3%-5% Si (31, A3xx, C3xx, 43K, 2500 [Slotting 00027 ,00056 ,00085 00113 00142 ,00169 00227 ,00339 00454 .00595 .00715 00953 1x Dia .4x Dia
Adxx, BaxX)
Casting - 5%-8% Si (3xx, A3xx, C3xx, 4xx, 2000
Adxx, B4xX) . . .
Castng - 891294 5 3o A00% Co #5] eom Roughing ,00032 ,00066 ,00100 ,00131 00165 ,00197 ,00265 ,00396 ,00529 .00694 .00834 01112 .4x Dia 3x- .8xDia
Adxx, B4xX)
Casting - 12%-16% Si (3xx, A3xx, C3xx, 1000  |Finishing 00034 ,00070 ,00107 00141 00177 100211 100284 00424 100567 .00743 .00893 01101 .1x Dia 5% - 1x Dia
4xx, Adxx, B4xX)
Wrought - 5%-8% Si (4
roug 8% S (o0 2200 lyjax ,00036 .00075 00114 ,00150 ,00189 ,00225 ,00303 .00453 .00605 .00793 .00953 01271 - -
= \Wrought - 8%-12% Si (4xxx) 1700
g COPPER ALLOYS
@ |High Coppers - 90%+ (CLoox) 800 fsjotting 100022 00045 100068 100090 00113 00135 00182 100272 100363 100476 100572 00762 1x Dia 4x Dia
a Brass (Copper Zinc alloys, C2xxxx, C3xxxx, 1500
S [Caxom, C66400-C69800)
=3 Phosphor Bronzes (Copper Tin alloys, 800
o
g [Co09 Roughing .00025 .00053 ,00080 ,00105 ,00132 ,00158 .00212 .00317 .00424 00555 .00667 00889 4x Dia 3x- .8x Dia
< Aluminum Bronzes (Copper Aluminum 1000
alloys, C60600-C64200)
Silicon Bronzes (Copper Silicon alloys,
C64700-C66100) 1000 ) !
- ____ Finishing 00027 .00056 ,00085 00113 .00142 ,00169 00227 ,00339 00454 .00595 00715 00953 .1x Dia 5x - 1 Dia
Copper Nickels, Nickel Silvers (Copper 800
Nickel alloys, C7xxxx)
Cast Copper Alloys (C80100-C82800,
€86300, C90200-C91700, C96200- 150
C96600, C99300) . .
Gast Conper Alovs (CB3300-Ca6200. Max .00029 ,00060 ,00091 .00120 ,00151 ,00180 00242 .00362 00484 .00634 00762 01016
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 Harvey veyperfori om.

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.




