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

Semi-Roughing .00003 .00007 .00011 .00014 .00018 .00021 .00028 .00042 .00056 .00070 .00084 .00112 .15 x Dia .25 x Dia

Finishing .00004 .00008 .00013 .00017 .00021 .00025 .00034 .00051 .00068 .00085 .00102 .00136 .08 x Dia .5 x Dia

Semi-Roughing .00003 .00006 .00008 .00011 .00014 .00017 .00022 .00034 .00045 .00056 .00067 .00090 .12 x Dia .20 x Dia

Finishing .00003 .00006 .00009 .00012 .00015 .00018 .00025 .00037 .00049 .00062 .00074 .00099 .08 x Dia .5 x Dia

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

Hardened Steels

Titanium Alloys

Nickel Alloys

45 - 55 Rc 60

56 - 68 Rc 50

All posted speed and feed param eters are suggested start 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 experts available to assist  you through even the m ost  

challenging applicat ions. Please contact  us at  8 0 0 - 6 4 5 - 5 6 0 9 or Harveytech@harveyperform ance.com .

WARNI NG:  Cut t ing tools may shat ter under improper use.  Government  regulat ions require use of safety glasses and other appropr iate safety equipm ent  in the vicinity of use.

Please note:

Speeds &  Feeds

Product  Table: End Mills for Hardened Steels - Square - For Steels 45-68 Rc

Characterist ics: 5x Length of Cut , 7 Flutes

Series: 7977xx-C6, 7978xx-C6


