s

XO<

Series

SwiftCARB Speeds & Feeds for RampMill Tools MDC Coated

XO4 Series Feeds and Speeds -MDOLC Coated-

Hardened Steels (55-60HRC)

mMAx | 30° | 26° [ 22°
Di ¢ #FL Chip Thickness AXIAL} Surface Feet Per Min
iameter at TEA DOC

3/16” | 0.187 4 0.0011 [ 0.0014 [ 0.0016 }| 0.375 101 122 144
1/4” | 0.250 4 0.0017 [ 0.0020 [ 0.0024 | 0.500 112 136 160
5116” | 0.312 4 0.0020 | 0.0024 [ 0.0028 || 0.625 123 150 176
3/18” | 0.375 4 0.0021 | 0.0026 | 0.0030 || 0.750 134 163 192
7/16” | 0.437 4 0.0022 | 0.0027 | 0.0032 || 0.875 134 163 192
12| 0.500 4 0.0024 | 0.0029 | 0.0034 || 1.000 146 177 208
5/8” | 0.625 4 0.0025 | 0.0030 | 0.0035 [| 1.250 146 177 208
3/4” | 0.750 4 0.0025 | 0.0031 | 0.0036 || 1.500 146 177 208
7/18” | 0.875 4 0.0027 | 0.0032 [ 0.0038 || 1.750 146 177 208
= 1.000 4 0.0027 | 0.0032 | 0.0038 || 2.000 146 177 208

When ramping,
reduce program to

RPM = 70% | Feed = 30%

Helical Ramp Angle
3-5°
Over 3° for
Coolant-Through
Only

P

e ISO ‘ XTS5 Series Feeds and Speeds -MOLC Coated-
X ' 5 'E Non-Alloy Steel, Cast Steel, Free Cutting Steel 1018, 1020, A36, 8620
. mMAX | 50° | 40° [ 30°
Diameter | #FL Chip Thickness AXIAL| Surface Feet Per Min
at TEA DOC |[Min _ Mid _ Max
3/16” | 0.187 5 0.0015 | 0.0018 | 0.0021 | 0.375 540 656 771
1/4” 0.250 5 0.0018 | 0.0022 | 0.0026 | 0.500 596 724 851
5/16” | 0.312 5 0.0022 | 0.0027 | 0.0032 | 0.625 633 769 904
3/8” 0.375 5 0.0025 | 0.0031 0.0036 | 0.750 670 814 958
7/16” | 0.437 5 0.0028 | 0.0034 [ 0.0040 | 0.875 689 837 984
1/2” 0.500 5 0.0032 | 0.0038 | 0.0045 | 1.000 708 859 1011
5/8” 0.625 5 0.0039 [ 0.0047 | 0.0055 | 1.250 708 859 1011
3/4” 0.750 5 0.0042 | 0.0051 0.0060 | 1.500 708 859 1011
7/8” 0.875 5 0.0046 [ 0.0055 | 0.0065 | 1.750 708 859 1011
1” 1.000 5 0.0049 | 0.0060 | 0.0070 | 2.000 708 859 1011

When ramping,
reduce program to

RPM = 80% | Feed = 50%

Helical Ramp Angle
5-8°
Over 5° for
Coolant-Through
Only

XTS5

Series

XTS5 Series Feeds and Speeds -MOLC Coated-

Low Alloy Steel, Cast Steel 4130, 4140, 8620, 4330, 4340

mAax | 50° [ 40° | 30°
S Chip Thickness AXIAL|] Surface Feet Per Min
Diameter | #FL
at TEA DOC
3/16” | 0.187 5 0.0013 | 0.0015 | 0.0018 || 0.375 372 452 532
1/4” 0.250 5 0.0018 | 0.0022 | 0.0026 | 0.500 410 497 585
5/16” | 0.312 5 0.0023 | 0.0028 | 0.0033 || 0.625 447 543 638
3/8” 0.375 5 0.0027 | 0.0033 | 0.0039 || 0.750 484 588 692
7116” | 0.437 5 0.0029 | 0.0035 | 0.0041 || 0.875 503 610 718
1/2” 0.500 5 0.0031 | 0.0037 | 0.0044 || 1.000 521 633 745
5/8” 0.625 5 0.0036 | 0.0044 | 0.0052 || 1.250 521 633 745
3/4” 0.750 5 0.0039 | 0.0048 | 0.0056 || 1.500 521 633 745
7/8” 0.875 5 0.0042 | 0.0051 | 0.0060 {| 1.750 521 633 745
1” 1.000 5 0.0044 | 0.0054 | 0.0063 || 2.000 521 633 745

When ramping,
reduce program to

RPM = 80% | Feed = 50%

Helical Ramp Angle
5-8°
Over 5° for
Coolant-Through
Only

XTS5

Series

XT5 Series Feeds and Speeds -MOL Coated-

Die & Mold Steels P20, A-2, D-2, M2, M42, T15

mAax | 50° [ 40° | 30° When ramping,
. Chip Thickness AXIALJ Surface Feet Per Min reduce program to
Diameter | #FL
at TEA DOC RPM = 80% | Feed = 40%

316 | 0187 | 5 |l 0.0011 | 0.0014 | 0.0016 | 0.375 | 317 384 452
174" | 0.250 | 5 | 0.0017 | 0.0020 | 0.0024 | 0.500 | 335 407 479 )
516" | 0.312 | 5 | 0.0020 | 0.0024 | 0.0028 § 0.625 | 363 441 519 )| Helical Ramp Angle
358" | 0375 | 5 | 0.0021 | 0.0026 | 0.0030 | 0.750 | 382 464 545 5.8°
7/16” | 0437 | 5 | 0.0023 | 0.0028 | 0.0033 | 0.875 | 391 475 559 i
1727 | 0500 | 5 § 0.0025 | 0.0031 | 0.0036 § 1.000 | 410 497 585 Over 5° for
58" | 0.625 | 5 § 0.0027 | 0.0032 | 0.0038 | 1.250 § 410 497 585 Coolant-Through
3/4” | 0.750 | 5 | 0.0029 | 0.0036 | 0.0042 | 1.500 § 410 497 585
7/8" | 0875 | 5 [ 0.0031 | 0.0037 | 0.0044  1.750 | 410 497 585 Only

17 | 1.000 | 5 |} 0.0032 | 0.0039 2.000 | 410 497 585
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N
g XT5 Series Feeds and Speeds -MOLC Coated-
X , 5 'E Nodular Cast Iron, Grey Cast Iron, Malleable Cast Iron
& mMAX § 50° [ 40° | 30° When ramping,
. Chip Thickness AXIALJ Surface Feet Per Min reduce program to
Diameter | #FL
at TEA DOC RPM = 80% | Feed = 50%
3/16” | 0.187 5 0.0015 | 0.0018 | 0.0021 M 0.375 J| 466 565 665
1/4” | 0.250 5 || 0.0018 | 0.0022 | 0.0026 | 0.500 § 484 588 692 Helical R Anal
5/16” | 0.312 5 0.0022 | 0.0027 | 0.0032 § 0.625 503 610 718 elical Ramp Angle
3/8” | 0.375 5 | 0.0025 | 0.0031 | 0.0036 § 0.750 § 521 633 745 3.-5°
7/16” | 0.437 5 0.0028 | 0.0034 | 0.0040 § 0.875 | 531 644 758 Over 3° f
1/2” | 0.500 5 0.0032 | 0.0038 | 0.0045 J| 1.000 559 678 798 ver 5° tor
5/8” | 0.625 5 0.0039 | 0.0047 | 0.0055 § 1.250 §| 559 678 798 Coolant-Through
3/4” | 0.750 5 || 0.0042 | 0.0051 | 0.0060 | 1.500 § 559 678 798 onl
718" | 0.875 5 0.0046 | 0.0055 | 0.0065 § 1.750 §| 559 678 798 nly
1z 1.000 5 || 0.0049 | 0.0060 | 0.0070 J| 2.000 § 559 678 798
e ISO ‘ XTS5 Series Feeds and Speeds -MOLC Coated- M
X ' 5 'E Stainless Steel (Precipitation) 15-5PH, 17-4PH
0 MAX | 32° | 28° | 24° When ramping,
Diameter | #FL Chip Thickness AXIAL| Surface Feet Per Min reduce program to
at TEA pocC | i iERll | RPM = 80% | Feed = 40%
3/16” | 0.187 5 0.0011 | 0.0014 | 0.0016 | 0.375 | 329 400 470
1/4”_| _0.250 5 | 0.0017 | 0.0020 | 0.0024 | 0.500 | 350 425 500 .
5116 | 0.312 | 5 | 0.0021 | 0.0026 | 0.0030 | 0.625 | 370 450 529 | Helical Ramp Angle
3/8” | 0.375 5 | 0.0024 | 0.0029 | 0.0034 | 0.750 | 390 473 557 3-5°
7/16” | 0.437 5 0.0027 | 0.0032 | 0.0038 | 0.875 | 400 486 572 Over 3° f
1/2”_|_0.500 5 | 0.0029 | 0.0036 | 0.0042 | 1.000 | 410 498 586 ver 5 tor
5/8” | 0.625 5 0.0034 | 0.0041 | 0.0048 | 1.250 | 410 498 586 Coolant-Through
3/4”_| 0.750 5 | 0.0036 | 0.0044 | 0.0052 | 1.500 | 410 498 586 onl
7/8” | 0.875 5 0.0038 | 0.0046 | 0.0054 | 1.750 | 410 498 586 nly
= 1.000 5 | 0.0039 | 0.0048 | 0.0056 | 2.000 | 410 498 586
[ 1so N_____ XTS5 Series Feeds and Speeds -MOL Loated- 0
X ' 5 'E Stainless Steels (Austenitic) 303, 304, 304L, 312, 316, 316L
i MAX | 30° | 27° [ 24° When ramping,
. Chip Thickness AXIAL| Surface Feet Per Min | reduce program to
Diameter #FL
at TEA pocC | iR mia I mER | RPM = 70% | Feed = 30%
3/16” | 0.187 5 0.0011 | 0.0014 [ 0.0016 | 0.375 | 223 271 319
1/4”__|_0.250 5 | 0.0017 | 0.0020 | 0.0024 | 0.500 | 246 298 351 Helical R A
5/16” | 0.312 5 0.0020 | 0.0024 | 0.0028 | 0.625 | 268 326 383 elical Ramp Angle
3/8” | 0.375 5 | 0.0021 | 0.0026 | 0.0030 | 0.750 | 290 353 415 3.5°
7/16” | 0.437 5 | 0.0022 | 0.0027 | 0.0032 | 0.875 | 302 366 431 Over 3° f
1/2”__|_0.500 5 0.0025 | 0.0031 | 0.0036 [ 1.000 313 380 447 ver 5° tor
5/8” | 0.625 5 | 0.0027 | 0.0032 | 0.0038 | 1.250 313 380 447 Coolant-Through
3/4”_| 0.750 5 | _0.0029 | 0.0036 | 0.0042 | 1.500 313 380 447 onl
7/8” | 0.875 5 | 0.0031 | 0.0037 | 0.0044 | 1.750 | 313 380 447 nly
B 1.000 5 | 0.0032 | 0.0039 | 0.0046 | 2.000 313 380 447
e I s o ‘ XT5 Series Feeds and Speeds -MOLC Coated- s
X , 5 E High Temp Alloys, Titanium Alloys Ti-6AL4V
i MAX | 32° | 28 [ 24° When ramping,
[ Chip Thickness AXIAL| Surface Feet Per Min reduce program to
Diameter #FL
at TEA poc | R ia I ERl | RPM = 70% [ Feed = 30%
3/16” | 0.187 5 0.0011 | 0.0014 | 0.0016 || 0.375 156 190 223
1/4” | 0.250 5 | 0.0017 [ 0.0020 | 0.0024 | 0.500 179 217 255 Helical R Anal
5/16” | 0.312 5 0.0020 | 0.0024 | 0.0028 | 0.625 | 201 244 287 elical kamp Angle
3/8" | 0.375 5 | 0.0021 | 0.0026 | 0.0030 | 0.750 | 223 271 319 3.5°
7/16” | 0.437 5 | 0.0022 | 0.0027 | 0.0032 | 0.875 | 235 285 335 Over 3° f
12" | 0.500 5 0.0024 | 0.0029 | 0.0034 | 1.000 246 298 351 ver 5 tor
5/8” | 0.625 5 | 0.0025 | 0.0030 | 0.0035 || 1.250 | 246 298 351 Coolant-Through
3/4” | 0.750 5 | 0.0025 | 0.0031 | 0.0036 | 1.500 | 246 298 351 onl
7/8” | 0.875 5 | 0.0027 | 0.0032 | 0.0038 | 1.750 | 246 298 351 nly
P 1.000 5 | 0.0027 | 0.0032 | 0.0038 | 2.000 | 246 298 351
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XTS5

Series

SwiftCARB Speeds & Feeds for RampMill Tools MDC Coated

XT5 Series Feeds and Speeds -MOLC Coated-

Chip Thickness

High Temp Alloys (Nickel & Cobalt Based) Monel 400, Hastelloy, Nimonic 75, Inconel 625, 718 -

[ 26°

[ 22°

When ramping,
reduce program to

RPM = 70% | Feed = 30%

Diameter #FL at TEA DOC
3/16” 0.187 5 0.0011 0.0014 0.0016 || 0.375 39 47 56
1/4” 0.250 5 0.0017 0.0020 0.0024 || 0.500 45 54 64
5/16” 0.312 5 0.0020 0.0024 0.0028 0.625 56 68 80
3/8” 0.375 5 0.0021 0.0026 0.0030 0.750 56 68 80
7/16” 0.437 5 0.0022 0.0027 0.0032 0.875 56 68 80
1/2” 0.500 5 0.0024 0.0029 0.0034 1.000 67 81 96
5/8” 0.625 5 0.0025 0.0030 0.0035 1.250 67 81 96
3/4” 0.750 5 0.0025 0.0031 0.0036 1.500 67 81 96
7/8” 0.875 5 0.0027 0.0032 0.0038 1.750 67 81 96

1” 1.000 5 0.0027 0.0032 0.0038 || 2.000 67 81 96

Helical Ramp Angle
3-5°
Over 3° for
Coolant-Through
Only

XTS5

Series

XTS5 Series Feeds and Speeds -MOLC Coated-

Chip Thickness

Hardened Steels (55-60HRC)

MAX

30°

[ 26°

[ 22°

AXIAL} Surface Feet Per Min

When ramping,
reduce program to

RPM = 70% | Feed = 30%

Diameter #FL at TEA DOC
3/16” | 0.187 5 0.0011 | 0.0014 | 0.0016 }{ 0.375 101 122 144
1/4” 0.250 5 0.0017 | 0.0020 | 0.0024 { 0.500 112 136 160
5M16” | 0.312 5 0.0020 | 0.0024 | 0.0028 { 0.625 123 150 176
3/8” 0.375 5 0.0021 | 0.0026 | 0.0030 | 0.750 134 163 192
71167 | 0.437 5 0.0022 | 0.0027 | 0.0032 || 0.875 134 163 192
1/2” 0.500 5 0.0024 | 0.0029 [ 0.0034 || 1.000 146 177 208
5/8” 0.625 5 0.0025 | 0.0030 [ 0.0035 || 1.250 146 177 208
3/4” 0.750 5 0.0025 | 0.0031 [ 0.0036 || 1.500 146 177 208
718” 0.875 5 0.0027 | 0.0032 | 0.0038 || 1.750 146 177 208
1” 1.000 5 0.0027 | 0.0032 | 0.0038 || 2.000 146 177 208

Helical Ramp Angle
3-5°
Over 3° for
Coolant-Through
Only

I s 0 ‘ XT7 Series Feeds and Speeds -MDOLC Coated-

P

When ramping,
reduce program to

RPM = 80% | Feed = 50%

in
X , 7 'g Non-Alloy Steel, Cast Steel, Free Cutting Steel 1018, 1020, A36, 8620
0 max | 45° | 350 [ 30°
Di t 4FL Chip Thickness AXIAL| Surface Feet Per Min
iameter at TEA 00C |EWin__WiaWax_
3/16” 0.187 7 0.0015 0.0018 0.0021 | 0.375 540 656 771
1/4” 0.250 7 0.0018 0.0022 0.0026 | 0.500 596 724 851
5/16” 0.312 7 0.0022 0.0027 0.0032 | 0.625 633 769 904
3/8” 0.375 7 0.0025 0.0031 0.0036 | 0.750 670 814 958
7/16” 0.437 7 0.0028 0.0034 0.0040 | 0.875 689 837 984
1/2” 0.500 7 0.0032 0.0038 0.0045 | 1.000 708 859 1011
5/8” 0.625 7 0.0039 0.0047 0.0055 | 1.250 708 859 1011
3/4” 0.750 7 0.0042 0.0051 0.0060 | 1.500 708 859 1011
7/8” 0.875 7 0.0046 0.0055 0.0065 | 1.750 708 859 1011
1” 1.000 7 0.0049 0.0060 0.0070 | 2.000 708 859 1011

Helical Ramp Angle
3-5°
Over 3° for
Coolant-Through
Only

XT7

Series

XT7 Series Feeds and Speeds -MDOLC Coated-

Low Alloy Steel, Cast Steel 4130, 4140, 8620, 4330, 4340

When ramping,
reduce program to

RPM = 80% | Feed = 50%

MAX |_Surface Feet Per Min

Diameter | #FL | Feed (Inch Per Tooth) | /oo |22t 0Tl
3/16” 0.187 7 0.0013 0.0015 0.0018 0.375
1/4” 0.250 7 0.0018 0.0022 0.0026 || 0.500
5/16” 0.312 7 0.0023 0.0028 0.0033 0.625
3/8” 0.375 7 0.0027 0.0033 0.0039 0.750
7/16” 0.437 7 0.0029 0.0035 0.0041 0.875
1/2” 0.500 7 0.0031 0.0037 0.0044 1.000
5/8” 0.625 7 0.0036 0.0044 0.0052 1.250
3/4” 0.750 7 0.0039 0.0048 0.0056 1.500
7/8” 0.875 7 0.0042 0.0051 0.0060 1.750
1” 1.000 7 0.0044 0.0054 0.0063 || 2.000

Helical Ramp Angle
3-5°
Over 3° for
Coolant-Through
Only

15

SiwiftCARB

WWW.SWIFTCARB.COM



SwiftCARB Speeds & Feeds for RampMill Tools MDC Coated

XT7

Series

XT7 Series Feeds and Speeds -MOLC Coated-

Die & Mold Steels P20, A-2, D-2, M2, M42, T15

When ramping,
reduce program to

RPM = 80% | Feed = 40%

max | 45° | 35° [ 30°
Di ¢ #FL Chip Thickness AXIALJ Surface Feet Per Min
iameter at TEA DOC

3/16” | 0.187 7 0.0011 [ 0.0014 [ 0.0016 | 0.375 317 384 452
1/4” | 0.250 7 0.0017 | 0.0020 [ 0.0024 § 0.500 335 407 479
5116” | 0.312 7 0.0020 | 0.0024 [ 0.0028 || 0.625 363 441 519
3/18” | 0.375 7 0.0021 | 0.0026 | 0.0030 § 0.750 382 464 545
7/16” | 0.437 7 0.0023 | 0.0028 | 0.0033 | 0.875 391 475 559
1/2”_ | 0.500 7 0.0025 | 0.0031 | 0.0036 § 1.000 410 497 585
5/8” | 0.625 7 0.0027 | 0.0032 | 0.0038 | 1.250 410 497 585
3/4” | 0.750 7 0.0029 | 0.0036 | 0.0042 § 1.500 410 497 585
7/18” | 0.875 7 0.0031 | 0.0037 1.750 410 497 585
17 1.000 7 0.0032 | 0.0039 2.000 410 497 585

Helical Ramp Angle
3-5°
Over 3° for
Coolant-Through
Only

XT7

Series

XT7 Series Feeds and Speeds -MOLC Coated-

Nodular Cast Iron, Grey Cast Iron, Malleable Cast Iron

MAX | 45° | 35° | 30° When ramping,
Di t 4FL Chip Thickness AXIALJ Surface Feet Per Min reduce program to
lamezpr at TEA DOC RPM = 80% | Feed = 50%
316" | 0487 | 7 0 0.0015 | 0.0018 | 0.0021 § 0.375 § TEA-24 | 565 665
174" | 0.250 | 7 | 0.0018 | 0.0022 | 0.0026 || 0.500 || 466 588 692 :
5116 | 0.312 | 7 0 0.0022 | 0.0027 | 0.0032 § 0.625 | 484 610 718 || Helical Ramp Angle
38" | 0375 | 7 |} 0.0025 | 0.0031 | 0.0036 | 0.750 | 503 633 745 2.3°
716" | 0.437 | 7 0 0.0028 | 0.0034 | 0.0040 § 0.875 | 521 644 758 5
1/2”_|_0.500 7 | 0.0032 | 0.0038 | 0.0045 | 1.000 § 531 678 798 Over 2° for
58" | 0.625 | 7 J 0.0039 | 0.0047 | 0.0055 | 1.250 | 559 678 798 Coolant-Through
3/4" | 0.750 | 7 | 0.0042 | 0.0051 | 0.0060 || 1.500 § 559 678 798
7/8” | 0.875 | 7 | 0.0046 | 0.0055 | 0.0065 | 1.750 | 559 678 798 Only
17 | 1.000 | 7 | 0.0049 | 0.0060 | 0.0070 J| 2.000 | 559 678 798
o[ 1so . XI7 5eries Feeds and Speeds -MOL Loated- 0
X ' 7 'E Stainless Steel (Precipitation) 15-5PH, 17-4PH
5 MAX | 32° [ 28 | 24° When ramping,
. Chip Thickness AXIAL| Surface Feet Per Min reduce program to
Diameter #FL
at TEA poc | EREER | RPV = 80% [ Feed = 40%
316" | 0.187 | 7 | 0.0011 | 0.0014 | 0.0016 | 0.375 | 329 400 470
174" | 0.250 | 7 | 0.0017 | 0.0020 | 0.0024 | 0.500 | 350 425 500 )
516" | 0.312 | 7 | 0.0021 | 0.0026 | 0.0030 | 0.625 | 370 450 529 | Helical Ramp Angle
3/8” | 0.375 | 7 | 0.0024 | 0.0029 | 0.0034 | 0.750 | 390 473 557 2.3°
716" | 0437 | 7 | 0.0027 | 0.0032 | 0.0038 | 0.875 | 400 486 572 1
172" | 0.500 | 7 | 0.0029 | 0.0036 | 0.0042 | 1.000 | 410 498 586 Over 2° for
58" | 0625 | 7 | 0.0034 | 0.0041 | 0.0048 | 1.250 | 410 498 586 Coolant-Through
3/4” | 0.750 | 7 | 0.0036 | 0.0044 | 0.0052_ | 1.500 | 410 498 586
7/8” | 0875 | 7 | 0.0038 | 0.0046 | 0.0054 | 1.750 | 410 498 586 Only
17 | 1.000 | 7 | 0.0039 | 0.0048 | 0.0056 | 2.000 | 410 498 586
e I s 0 ‘ XT7 Series Feeds and Speeds -MDOLC Coated- M
X , 7 E Stainless Steels (Austenitic) 303, 304, 304L, 312, 316, 316L
i MAX | 30° | 27° [ 24° When ramping,
[ Chip Thickness AXIAL| Surface Feet Per Min reduce program to
Diameter #FL
at TEA poc | ISR | RPV = 70% [ Feed = 30%
316” | 0187 | 7 | 0.0011 | 0.0014 | 0.0016 | 0.375 | 223 271 319
174" | 0.250 | 7 | 0.0017 | 0.0020 | 0.0024 | 0.500 | 246 298 351 |
516° | 0.312 | 7 | 0.0020 | 0.0024 | 0.0028 | 0.625 | 268 326 383 | Helical Ramp Angle
3/8” | 0.375 | 7 | 0.0021 | 0.0026 | 0.0030 | 0.750 | 290 353 415 2.3°
716" | 0.437 | 7 | 0.0022 | 0.0027 | 0.0032 | 0.875 | 302 366 431 5
1727 | 0500 | 7 | 0.0025 | 0.0031 | 0.0036 | 1.000 | 313 380 447 Over 2° for
58" | 0625 | 7 | 0.0027 | 0.0032 | 0.0038 | 1.250 | 313 380 447 Coolant-Through
34" | 0750 | 7 | 0.0029 | 0.0036 | 0.0042 | 1.500 | 313 380 447
7/8” | 0875 | 7 | 0.0031 | 0.0037 | 0.0044 | 1.750 | 313 380 447 Only
17 | 1.000 | 7 | 0.0032 | 0.0039 | 0.0046 | 2.000 | 313 380 447

CALL 800-227-9876 FOR YOUR NEAREST DISTRIBUTOR
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SwiftCARB Speeds & Feeds for RampMill Tools MDC Coated

S

e IS o ‘ XT7 Series Feeds and Speeds -MOLC Coated-
X , 7 'E High Temp Alloys, Titanium Alloys Ti-6AL4V
o mAx | 320 | 28° [ 24°
Diameter | #FL Chip Thickness AXIAL] Surface Feet Per Min
at TEA DOC |[Min __ Mid _ Max
3/16” 0.187 7 0.0011 0.0014 | 0.0016 | 0.375 156 190 223
1/4” 0.250 7 0.0017 | 0.0020 | 0.0024 || 0.500 179 217 255
5/16” 0.312 7 0.0020 [ 0.0024 | 0.0028 | 0.625 201 244 287
3/8” 0.375 7 0.0021 0.0026 | 0.0030 | 0.750 223 271 319
7/16” 0.437 7 0.0022 | 0.0027 | 0.0032 | 0.875 235 285 335
1/2” 0.500 7 0.0024 | 0.0029 | 0.0034 | 1.000 246 298 351
5/8” 0.625 7 0.0025 | 0.0030 [ 0.0035 | 1.250 246 298 351
3/14” 0.750 7 0.0025 | 0.0031 0.0036 | 1.500 246 298 351
7/8” 0.875 7 0.0027 | 0.0032 [ 0.0038 | 1.750 246 298 351
1” 1.000 7 0.0027 | 0.0032 | 0.0038 || 2.000 246 298 351

When ramping,
reduce program to

RPM = 70% | Feed = 30%

Helical Ramp Angle
2-3°
Over 2° for
Coolant-Through
Only

XT7

Series

XT7 Series Feeds and Speeds -MOLC Coated-
High Temp Alloys (Nickel & Cobalt Based) Monel 400, Hastelloy, Nimonic 75, Inconel 625, 718

MAX | 30° | 26° [ 22°
Diamet #FL Chip Thickness AXIAL] Surface Feet Per Min
lam@ter at TEA DOC

3/16” | 0.187 7 0.0011 [ 0.0014 [ 0.0016 /| 0.375 39 47 56
1/4” 0.250 7 0.0017 | 0.0020 [ 0.0024 || 0.500 45 54 64
5M16” | 0.312 7 0.0020 | 0.0024 | 0.0028 || 0.625 56 68 80
3/8” 0.375 7 0.0021 [ 0.0026 [ 0.0030 | 0.750 56 68 80
7/16” | 0.437 7 0.0022 | 0.0027 | 0.0032 || 0.875 56 68 80
1/2” 0.500 7 0.0024 | 0.0029 [ 0.0034 || 1.000 67 81 96
5/8” 0.625 7 0.0025 | 0.0030 [ 0.0035 || 1.250 67 81 96
3/14” 0.750 7 0.0025 | 0.0031 [ 0.0036 || 1.500 67 81 96
718” 0.875 7 0.0027 | 0.0032 | 0.0038 | 1.750 67 81 96
T 1.000 7 0.0027 | 0.0032 | 0.0038 || 2.000 67 81 96

When ramping,
reduce program to

RPM = 70% | Feed = 30%

Helical Ramp Angle
2-3°
Over 2° for
Coolant-Through
Only

XT7

Series

XT7 Series Feeds and Speeds -MOLC Coated-

Hardened Steels (55-60HRC)

When ramping,
reduce program to

RPM = 70% | Feed = 30%

Helical Ramp Angle
2-3°
Over 2° for
Coolant-Through
Only

P

mAx | 30° [ 26 | 22°
S Chip Thickness
Diameter #FL at TEA
3/16” 0.187 7 0.0011 0.0014 0.0016 § 0.375 101 122 144
1/4” 0.250 7 0.0017 0.0020 0.0024 | 0.500 112 136 160
5/16” 0.312 7 0.0020 0.0024 0.0028 || 0.625 123 150 176
3/8” 0.375 7 0.0021 0.0026 0.0030 || 0.750 134 163 192
7/16” 0.437 7 0.0022 0.0027 0.0032 || 0.875 134 163 192
1/2” 0.500 7 0.0024 | 0.0029 0.0034 || 1.000 146 177 208
5/8” 0.625 7 0.0025 0.0030 0.0035 | 1.250 146 177 208
3/14” 0.750 7 0.0025 0.0031 0.0036 | 1.500 146 177 208
7/8” 0.875 7 0.0027 0.0032 0.0038 || 1.750 146 177 208
1” 1.000 7 0.0027 0.0032 0.0038 || 2.000 146 177 208
e I s 0 ‘ XTY Series Feeds and Speeds -MOL Coated-
X , g E Non-Alloy Steel, Cast Steel, Free Cutting Steel 1018, 1020, A36, 8620
0 mAX | 40° | 30° [ 20°
Di t 4FL Chip Thickness AXIAL| Surface Feet Per Min
EE at TEA 00C |EWin__WiaWax_
3/16” 0.187 9 0.0015 0.0018 0.0021 | 0.375 540 656 771
1/4” 0.250 9 0.0018 0.0022 0.0026 | 0.500 596 724 851
5/16” 0.312 9 0.0022 0.0027 0.0032 | 0.625 633 769 904
3/8” 0.375 9 0.0025 0.0031 0.0036 | 0.750 670 814 958
7/16” 0.437 9 0.0028 0.0034 0.0040 | 0.875 689 837 984
1/2” 0.500 9 0.0032 0.0038 0.0045 | 1.000 708 859 1011
5/8” 0.625 9 0.0039 0.0047 0.0055 | 1.250 708 859 1011
3/4” 0.750 9 0.0042 0.0051 0.0060 | 1.500 708 859 1011
7/8” 0.875 9 0.0046 0.0055 0.0065 | 1.750 708 859 1011
1” 1.000 9 0.0049 0.0060 0.0070 | 2.000 708 859 1011

When ramping,
reduce program to

RPM = 80% | Feed = 50%

Helical Ramp Angle
3-5°
Over 3° for
Coolant-Through
Only
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SwiftCARB Speeds & Feeds for RampMill Tools MDC Coated

XT9

Series

XT9 Series Feeds and Speeds -MOL LCoated-

Chip Thickness

Low Alloy Steel, Cast Steel 4130, 4140, 8620, 4330, 4340

MAX

AXIAL] Surface Feet Per Min

40°

[ 30°

[ 20° When ramping,

reduce program to

2UEUBIP | ias at TEA DOC RPM = 80% | Feed = 50%
316 | 0.187 | 9 | 0.0013 [ 0.0015 [ 0.0018 || 0.375
174" | 0250 | 9 | 00018 | 0.0022 | 0.0026 | 0.500 .
516 | 0.312 | 9 | 0.0023 | 0.0028 | 0.0033 || 0.625 Helical Ramp Angle
358" | 0.375 ] 9 | 0.0027 | 0.0033 | 0.0039 | 0.750 3 .50
7116 | 0.437 | 9 | 0.0029 | 0.0035 | 0.0041 || 0.875 5
172" | 0500 | 9 | 0.0031 | 0.0037 | 0.0044 || 1.000 Over 3° for
5/8” | 0625 | 9 | 0.0036 | 0.0044 | 0.0052 | 1.250 Coolant-Through
304" | 0750 | 9 | 0.0039 | 0.0048 | 0.0056 | 1.500 .
7/8" | 0.875 | 9 | 0.0042 | 0.0051 | 0.0060 | 1.750 nly

17 | 1.000 | 9 | 0.0044 | 0.0054 | 0.0063 | 2.000

XTY9

Series

XTY Series Feeds and Speeds -MOLC Coated-

Die & Mold Steels P20, A-2, D-2, M2, M42, T15

mAax | 40° | 30° [ 20° When ramping,
s Chip Thickness AXIALJ Surface Feet Per Min reduce program to
Diameter | #FL — —
at TEA DOC RPM = 80% | Feed = 40%

3/16” | 0187 | 9 N 0.0011 | 0.0014 | 0.0016 § 0.375 §| 317 384 452
174" | 0250 | 9 | 0.0017 | 0.0020 | 0.0024 § 0.500 § 335 407 479 )
516” | 0.312 | 9 § 0.0020 | 0.0024 | 0.0028 | 0.625 | 363 441 519 | Helical Ramp Angle
3/8” | 0.375 | 9 § 0.0021 | 0.0026 | 0.0030 §f 0.750 | 382 464 545 3.5°
7/16” | 0.437 | 9 J 0.0023 | 0.0028 | 0.0033 | 0.875 | 391 475 559 .
1/2”_|_0.500 9 0.0025 | 0.0031 | 0.0036 § 1.000 §| 410 497 585 Over 3° for
5/8” | 0.625 | 9 | 0.0027 | 0.0032 | 0.0038 § 1.250 § 410 497 585 Coolant-Through
3/4” | 0.750 | 9 | 0.0029 | 0.0036 | 0.0042 | 1.500 || 410 497 585
7/8" | 0.875 | 9 | 0.0031 | 0.0037 | 0.0044 § 1.750 § 410 497 585 Only

17 1.000 | 9 J 0.0032 | 0.0039 | 0.0046 || 2.000 § 410 497 585

XT9

Series

XTY Series Feeds and Speeds -MOLC Coated-

Chip Thickness

Nodular Cast Iron, Grey Cast Iron, Malleable Cast Iron

MAX

AXIALJ Surface Feet Per Min

40°

[ 30°

[ 20° When ramping,

reduce program to

Diametar | #FL at TEA DOC RPM = 80% | Feed = 50%
316" | 0.187 | 9 [ 0.0015 | 0.0018 | 0.0021 | 0.375 | 466 565 665
174" | 0.250 | 9 | 0.0018 | 0.0022 | 0.0026 | 0.500 § 484 588 692 )
516" | 0.312 | 9 | 0.0022 | 0.0027 | 0.0032 § 0.625 | 503 610 718 || Helical Ramp Angle
3/8” | 0.375 | 9 | 0.0025 | 0.0031 | 0.0036 § 0.750 | 521 633 745 2.3°
7116” | 0.437 | 9 | 0.0028 | 0.0034 | 0.0040 | 0.875 §| 531 644 758 )
172" | 0500 | 9 | 0.0032 | 0.0038 | 0.0045 | 1.000 | 559 678 798 Over 2° for
5/8” | 0.625 | 9 || 0.0039 | 0.0047 | 0.0055 § 1.250 § 559 678 798 Coolant-Through
3/4” | 0.750 | 9 | 0.0042 | 0.0051 | 0.0060 § 1.500 || 559 678 798 onl
718" | 0.875 9 | 0.0046 | 0.0055 | 0.0065 § 1.750 § 559 678 798 nly
17 | 1.000 | 9 0.0060 | 0.0070 || 2.000 | 559 678 708
e I S 0 ‘ XTY Series Feeds and Speeds -MOL Coated- M
X , g 'E Stainless Steel (Precipitation) 15-5PH, 17-4PH
N MAX | 32° | 28° | 24° When ramping,
[ Chip Thickness AXIAL| Surface Feet Per Min | reduce program to
Diameter #FL - -
at TEA poc | IR | RPV = 80% [ Feed = 40%
36" | 0.187 | 9 | 0.0011 | 0.0014 | 0.0016 | 0.375 | 329 400 470
174 | 0.250 | 9 | 0.0017 | 0.0020 | 0.0024 | 0.500 | 350 425 500 |
516" | 0.312 | 9 | 0.0021 | 0.0026 | 0.0030 | 0.625 | 370 450 529 | Helical Ramp Angle
3/8” | 0.375 | 9 | 0.0024 | 0.0029 | 0.0034 | 0.750 | 390 473 557 2.73°
7116” | 0.437 | 9 | 0.0027 | 0.0032 | 0.0038 | 0.875 | 400 486 572 5
172" | 0.500 | 9 | 0.0029 | 0.0036 | 0.0042 | 1.000 | 410 498 586 Over 2° for
5/8” | 0.625 | 9 | 0.0034 | 0.0041 | 0.0048 | 1.250 | 410 498 586 Coolant-Through
3/4” | 0.750 | 9 | 0.0036 | 0.0044 | 0.0052 | 1.500 | 410 298 586 onl
7/8” | 0.875 | 9 | 0.0038 | 0.0046 | 0.0054 | 1.750 | 410 498 536 nly
17 | 1.000 | 9 | 0.0039 | 0.0048 | 0.0056 | 2.000 | 410 498 536

CALL 800-227-9876 FOR YOUR NEAREST DISTRIBUTOR
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e ISO XT3 Series Feeds and Speeds with MOC Coating M
X ' g 'E Stainless Steels (Austenitic) 303, 304, 304L, 312, 316, 316L
\n MAX | 32° | 28° [ 24° When ramping,
. Chip Thickness AXIAL| Surface Feet Per Min | reduce program to
Diameter #FL
at TEA 00C | INERER | R = 707 | Fecd = 307%
3/16” | 0.187 | 9 | 0.0011 | 0.0014 | 0.0016 | 0.375 | 223 271 319
174" | 0.250 | 9 | 0.0017 | 0.0020 | 0.0024 | 0.500 | 246 298 351 .
5/16” | 0.312 | 9 | 0.0020 | 0.0024 | 0.0028 | 0.625 | 268 326 383 Helical Ramp Angle
318" | 0.375 | 9 | 0.0021 | 0.0026 | 0.0030 | 0.750 | 290 353 415 2-3°
7116 | 0.437 | 9 | 0.0022 | 0.0027 | 0.0032 | 0.875 | 302 366 431 Over 2° f
12" | 0.500 | 9 | 0.0025 | 0.0031 | 0.0036 | 1.000 | 313 380 447 ver c° tor
5/8” | 0.625 | 9 | 0.0027 | 0.0032 | 0.0038 | 1.250 | 313 380 447 Coolant-Through
3/4” | 0.750 | 9 | 0.0029 | 0.0036 | 0.0042 | 1.500 | 313 380 447 onl
7/8” | 0.875 | 9 | 0.0031 | 0.0037 | 0.0044 | 1.750 | 313 380 447 y
1” 1.000 | 9 ]70.0032 | 0.0039 | 0.0046 | 2.000 | 313 380 447
0 IS o XT9 Series Feeds and Speeds with MOLC Coating s
X ' g 5 High Temp Alloys, Titanium Alloys Ti-6AL4V
a MAX | 32° [ 28 [ 24° When ramping,
. Chip Thickness AXIAL| Surface Feet Per Min reduce program to
Diameter #FL
at TEA ooc | NRENARER | 7 = 707 | Fecd = 0%
3/16” | 0.187 | 9 | 0.0011 | 0.0014 | 0.0016 | 0.375 | 156 190 223
174" | 0.250 | 9 | 0.0017 | 0.0020 | 0.0024 | 0.500 | 179 217 255 .
5/16” | 0.312 | 9 | 0.0020 | 0.0024 | 0.0028 || 0.625 | 201 244 287 Helical Ramp Angle
318" | 0.375 | 9 | 0.0021 | 0.0026 | 0.0030 | 0.750 | 223 271 319 2-3°
7116 | 0.437 | 9 | 0.0022 | 0.0027 | 0.0032 | 0.875 | 235 285 335 Over 2° f
12" | 0.500 | 9 | 0.0024 | 0.0029 | 0.0034 | 1.000 | 246 298 351 E or
5/8” | 0.625 | 9 | 0.0025 | 0.0030 | 0.0035 | 1.250 | 246 298 351 Coolant-Through
3/4” | 0.750 | 9 | 0.0025 | 0.0031 | 0.0036 | 1.500 | 246 298 351 onl
7/8” | 0.875 | 9 | 0.0027 | 0.0032 | 0.0038 | 1.750 | 246 298 351 y
1” 1.000 | 9 ]70.0027 | 0.0032 | 0.0038 | 2.000 | 246 298 351

XT9

Series

XTY Series Feeds and Speeds with MDOLC Coating
High Temp Alloys (Nickel & Cobalt Based) Monel 400, Hastelloy, Nimonic 75, Inconel 625, 718

MAX | 30° | 26° | 22° When ramping,

AXIAL| Surface Feet Per Min reduce program to

Chip Thickness

Diametar || #FL at TEA DOC RPM = 70% | Feed = 30%
3/16” | 0.187 | 9 | 0.0011 | 0.0014 | 0.0016 | 0.375 39 47 56
174" | 0.250 | 9 | 0.0017 | 0.0020 | 0.0024 | 0.500 45 54 64 .
5/16” | 0.312 | 9 | 0.0020 | 0.0024 | 0.0028 | 0.625 56 68 80 Helical Ramp Angle
3/8” | 0.375 | 9 | 0.0021 | 0.0026 | 0.0030 | 0.750 56 68 80 2-3°
7/16” | 0.437 | 9 | 0.0022 | 0.0027 | 0.0032 | 0.875 56 68 80 Over 2° f
1727 | 0500 | 9 | 0.0024 | 0.0029 | 0.0034 | 1.000 67 81 96 Ver < for
5/8° | 0.625 | 9 | 0.0025 | 0.0030 | 0.0035 | 1.250 67 81 96 Coolant-Through
3/4” | 0.750 | 9 | 0.0025 | 0.0031 | 0.0036 | 1.500 67 81 96 onl
7/8” | 0.875 | 9 | 0.0027 | 0.0032 | 0.0038 | 1.750 67 81 96 y
17 1.000 | 9 | 0.0027 | 0.0032 | 0.0038 | 2.000 67 31 96
ltﬂ XT9 Series Feeds and Speeds with MDLC Coating
X ' g 5 Hardened Steels (55-60HRC)
0

30° | 26° | 22° When ramping,

Chip Thickness AXIAL} Surface Feet Per Min reduce program to

il A at TEA RPM = 70% | Feed = 30%
3/16” | 0.187 | 9 | 0.0011 | 0.0014 | 0.0016
174" | 0.250 | 9 | 0.0017 | 0.0020 | 0.0024 .
5(16” | 0.312 | 9 | 0.0020 | 0.0024 | 0.0028 Helical Ramp Angle
3/8” | 0.375 | 9 | 0.0021 | 0.0026 | 0.0030 2-3°
7/16” | 0.437 | 9 | 0.0022 | 0.0027 | 0.0032 o
1727 | 0.500 | 9 J 0.0024 | 0.0029 | 0.0034 Over 2° for
5/8” | 0625 | 9 J 0.0025 | 0.0030 | 0.0035 Coolant-Through
3/4” | 0.750 | 9 | 0.0025 | 0.0031 | 0.0036 onl
7/8” | 0.875 | 9 |J 0.0027 | 0.0032 | 0.0038 y

17 1.000 | 9 | 0.0027 | 0.0032 | 0.0038
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