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cutting speed guidelines

high-speed
steel

carbide

plastics 500 800

aluminum 300 600

brass 200 400

mild steel 75 250

stainless 50 100

speeds in surface feet per minute (SFPM)
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mill/drill spindle speed

tool diameter

4 x cutting speed
spindle speed = 

gives spindle speed in RPM 

for 

cutting speed in feet per minute (FPM) 

and 

tool diameter in inches

for now, divide by ~2
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feed rate

feed rate = chip load x teeth x spindle speed

gives feed rate in inches per minute 

for 

chip load in inches per tooth

and 

spindle speed in rpm

typical chip loads:

roughing  0.005”

finishing 0.001-0.002”
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using
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http://www.frets.com/HomeShopTech
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squaring
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SECTION A-A

DO NOT SCALE DRAWING
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UNLESS OTHERWISE SPECIFIED:

SCALE: 1:1 WEIGHT: 

REVDWG.  NO.
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TITLE:
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INTERPRET GEOMETRIC
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PROPRIETARY AND CONFIDENTIAL

THE INFORMATION CONTAINED IN THIS
DRAWING IS THE SOLE PROPERTY OF
<INSERT COMPANY NAME HERE>.  ANY 
REPRODUCTION IN PART OR AS A WHOLE
WITHOUT THE WRITTEN PERMISSION OF
<INSERT COMPANY NAME HERE> IS 
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AL - 6061 T6

DIMENSIONS ARE IN INCHES
TOLERANCES:
ANGULAR: MACH 1    BEND 
TWO PLACE DECIMAL     .01
THREE PLACE DECIMAL   .005
FOUR PLACE DECIMAL    .0005
FRACTIONAL  1/64

206 BREAK ALL EDGES AND
SHARP CORNERS.

NONE
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cut all six sides

front/back - carbide-insert face mill

top/bottom - face cut w/ end mill

sides - side cut w/ end mill
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insert face mill 

- 

face cut
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end mill - face cut
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end mill - side cut
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end mill - face cut
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