
.015 .031 .047 Radial Axial .062 .078 .093 .125 .187 .250 .312 .375 .500 .625 .750 1.000 Radial Axial

Finishing .00008 .00017 .00026 .06 x Dia 5 x Dia .00030 .00037 .00044 .00060 .00089 .00119 .00149 .00179 .00239 .00298 .00358 .00478 .11 x Dia 5 x Dia

Roughing .00009 .00018 .00028 .25 x Dia .25 x Dia .00032 .00040 .00048 .00064 .00096 .00128 .00160 .00192 .00256 .00320 .00384 .00512 .40 x Dia .25 x Dia

Finishing .00007 .00015 .00023 .06 x Dia 5 x Dia .00027 .00034 .00040 .00054 .00080 .00107 .00134 .00161 .00215 .00269 .00322 .00430 .11 x Dia 5 x Dia

Roughing .00007 .00015 .00023 .25 x Dia .25 x Dia .00026 .00033 .00040 .00053 .00080 .00107 .00133 .00160 .00213 .00267 .00320 .00427 .40 x Dia .25 x Dia

Finishing .00006 .00013 .00019 .06 x Dia 5 x Dia .00022 .00028 .00033 .00045 .00067 .00090 .00112 .00134 .00179 .00224 .00269 .00358 .11 x Dia 5 x Dia

Roughing .00006 .00012 .00018 .25 x Dia .25 x Dia .00021 .00027 .00032 .00043 .00064 .00085 .00107 .00128 .00171 .00213 .00256 .00341 .40 x Dia .25 x Dia

Finishing .00005 .00010 .00015 .06 x Dia 5 x Dia .00018 .00022 .00027 .00036 .00054 .00072 .00089 .00107 .00143 .00179 .00215 .00287 .11 x Dia 5 x Dia

Roughing .00010 .00020 .00031 .25 x Dia .25 x Dia .00035 .00044 .00053 .00071 .00106 .00142 .00178 .00213 .00284 .00356 .00427 .00569 .40 x Dia .25 x Dia

Finishing .00008 .00017 .00026 .06 x Dia 5 x Dia .00030 .00037 .00044 .00060 .00089 .00119 .00149 .00179 .00239 .00298 .00358 .00478 .11 x Dia 5 x Dia

Finishing .00007 .00014 .00022 .06 x Dia 5 x Dia .00025 .00032 .00038 .00051 .00076 .00101 .00127 .00152 .00203 .00254 .00304 .00406 .11 x Dia 5 x Dia

Finishing .00009 .00020 .00030 .07 x Dia 5 x Dia .00034 .00043 .00051 .00069 .00103 .00137 .00171 .00206 .00275 .00343 .00412 .00549 .15 x Dia 5 x Dia

GREEN CARBIDE & GREEN CERAMICS

Finishing .00009 .00018 .00027 .07 x Dia 5 x Dia .00031 .00039 .00047 .00063 .00094 .00125 .00156 .00188 .00251 .00313 .00376 .00501 .15 x Dia 5 x Dia

.00031

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

.00427 .00569 .40 x Dia .25 x Dia
0% - 5% Silicon (2xx, 3xx, 4xx, 5xx, 7xx, 8xx, A3xx, 
A4xx, B4xx, C3xx, 1xxx, 2xxx, 3xxx, 5xxx, 6xxx, 
7xxx, 8xxx)

5%-8% Silicon (3xx, A3xx, C3xx, 4xx, A4xx, B4xx, 
4xxx) 1500 - 3000

.00106 .00142 .00178 .00213 .00284 .00356.25 x Dia .25 x Dia .00035 .00044 .00053 .00071ALUMINUM ALLOYS

1500 - 3000
Roughing .00010 .00020

Roughing .00008 .00016 .00025

8%-12% Silicon (3xx, A3xx, C3xx, 4xx, A4xx, B4xx, 
4xxx) 1100 - 2200

12%-16% Silicon (3xx, A3xx, C3xx, 4xx, A4xx, 
B4xx) 750 - 1500

MAGNESIUM ALLOYS
1500 - 3000

ZINC ALLOYS

.00341 .00455 .40 x Dia .25 x Dia

High Coppers - 90%+ (C1xxxx)
Phosphor Bronzes (Copper Tin alloys, C5xxxx)
Copper Nickels, Nickel Silvers (Copper Nickel 
alloys, C7xxxx)

Brass (Copper Zinc alloys, C2xxxx, C3xxxx, C4xxxx, 
C66400-C69800)
Aluminum Bronzes (Copper Aluminum alloys, 
C60600-C64200)
Silicon Bronzes (Copper Silicon alloys, C64700-
C66100)
Cast Copper Alloys (C83300-C86200, C86400-
C87900, C92200-C95800, C97300-C97800, 
C99400-C99700)

1100 - 2200
Finishing .00007 .00014

.00085 .00114 .00142 .00171 .00228 .00284.25 x Dia .25 x Dia .00028 .00036 .00042 .00057

COPPER ALLOYS

500 - 1000

.00239 .00287 .00382 .11 x Dia 5 x Dia

PLASTICS

400 - 750
Roughing .00008 .00017

.00048 .00071 .00096 .00119 .00143 .00191.00021 .06 x Dia 5 x Dia .00024 .00030 .00036

21% - 40% Filled or Fiber Reinforced

.00060 .00090 .00121 .00151 .00181 .00242.00026 .25 x Dia .25 x Dia .00030 .00038 .00045

Roughing .00011 .00023 .00035

.00302 .00363 .00484 .40 x Dia .25 x Dia

.00491 .00654 .55 x Dia .35 x Dia

POCO 3

100 - 750
Roughing .00010 .00021 .00032

.00122 .00164 .00204 .00245 .00327 .00409.30 x Dia .30 x Dia .00041 .00051 .00061 .00082
GRAPHITE

600 - 1200

.35 x Dia.00112 .00149 .00186 .00224 .00299 .00373.30 x Dia .30 x Dia .00037 .00047 .00056 .00075 .00448 .00597 .55 x Dia

All posted speed and feed parameters are suggested starting values that may be increased given optimal setup conditions. In cases where starting parameters are not given, traditional 
carbide speeds & feeds may be substituted (diamond is not suited for ferrous materials or materials with low machinability).

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 Harveytech@harveyperformance.com.

WARNING: Cutting tools may shatter under improper use.  Government regulations require use of safety glasses and other appropriate safety equipment in the vicinity of use.

General Notes:

Due to Edge Rounding and Surface Texture inherent in CVD diamond, plastic materials and non-ferrous alloys should be closely supervised for galling and/or flute packing.
Product Notes:

Speeds & Feeds

Product Table: Diamond End Mills for Non-Ferrous Materials - CVD Diamond - Ball - Long Reach, Long Flute
Characteristics: 8x Reach Multiple, 5x Length of Cut, 4 Flutes
Series: 7458xx, 7459xx


