Uni-Pro end mills 2 / 3/ 4 flute

|

Surface feet per minute - SFM

DOC
(ap)

woc—|

(ae)

INCH

SFM
RPM = d— x 3.82

IPM = No. of teeth x IPT x RPM

High Speed Milling Roughl Slot
DOC DOC
oxd 1xd Feed Rate Inch per Tooth - IPT
For finishing use WOC (ae) .01 up to .1xd, use SFM from woc
.25xd column, do not increase IPT from table values woc | woc woc 4to woc d1 End Mill Diameter
.05xd Ixd .25xd oxd 1xd
Hard 1/8 1/4 5116 38 12 5/8 3/4
Material ness TYPE 3.17mm 6.35mm 7.94mm 9,52mm 12,70mm 15.87mm 19,05mm 2540mm
25 23 1.5 1 1 Multiply IPT x this factor based on WOC
upto28 | 2,34 | g4y | 760 | 640 | 460 | 400 .0005 | .0010 | .0013 | .0016 | .0021 | .0027 | .0030 | .0044
HRc Flute
281088 | 2,34 | 760 | 680 | 580 | 425 | 360 .0005 | .0010 | .0013 | .0016 | .0021 | .0027 | .0030 | .0044
HRc Flute
olodd | 284 | 630 | s70 | 480 | 360 | 300 .0005 | .0009 | .0011 | .0015 | .0020 [ .0023 | .0030 | .0040
@ Flute
Hardened Steels Upto54 | 2,34
A oSt 234 230 | 200 | 160 | 160 | 115 .0003 | .0005 | .0007 | .0009 | .0012 | .0016 | .0019 | .0024
Stainless steel Upto28 | 2,3,4
208400 a20p 430, 430F, 416 (10281 284 | 550 | s00 | 325 | s2s | 260 .0003 | .0007 | .0009 | .0011 | .0015 | .0020 | .0023 | .0032
Stainless steel uptp28 | 2,3,4
2043008 190, 17-4PH, 7-TPH, 5-5PH, 136PH 1281 254 | 380 | 340 | 280 | 230 | 180 .0003 | .0006 | .0007 | .0010 | .0013 | .0016 | .0019 | .0028
Stainless steel over28 | 2,3,4
R e 26 | 2941 a0 | 200 | 280 | 230 | 150 .0003 | .0005 | .0007 | .0009 | .0012 | .0016 | .0019 | .0024
Titanium Alloys uptod2 | 2.3 4
GAI-4V, 5A1-25 Sn, GAI-28n-4Zr-6Mo, 3A1-8V-6CraMo-4Zt, e 234 o0 | 250 | 165 | 165 | 130 .0002 | .0004 | .0005 | .0007 | .0009 [ .0012 | .0015 | .0020
10V-2Fe-3Aj, 13V-11Cr-3Ai
High-Temperature Alloys uwto 42 | 2.3 4
Inconel, Nimonic, Monel, Hastelloy, Waspalloy, A266, Rene | 12 341 470 | 150 | 130 | 130 | s0 .0003 | .0007 | .0009 | .0011 | .0015 | .0020 | .0023 | .0032
. . c Flute
41, Udimet, Stellite
upto | 5 3 4
aaors | 2341 760 | 680 | s80 | 425 | 60 .0005 | .0009 | .0012 | .0015 | .0020 [ .0023 | .0030 | 0040
30
over240 | 23,4 | g55 | 590 | 500 | 360 | 310 .0004 | .0008 | .0010 | .0012 | .0017 | .0020 | .0026 | .0032
HB30 | Flute
wito | 2.3.4
) 2060 | 1860 | 1570 | 1150 | 980 .0008 | .0015 | .0020 | .0024 | .0033 | .0039 | .0049 | .0064
3% Si Flute
over | 234 | 4409 | 1000 | 840 | 625 | 525 .0007 | .0013 | .0016 | .0021 | .0028 | .0035 | .0041 | .0056
3% Si Flute
Magnesium-alloys — | 234 | g0 | 780 | 660 | 690 | 410 0007 | .0013 | .0016 | .0021 | .0028 | .0035 | .0041 | .0086
MgMn2, G-MgAIBZn1, G-MgAI6Zn3 Flute . : ' . . : . :
Non-ferrous metals (copper, short- or long-chipping brass | up 1028 | 23,4 | 444 | 4090 | 920 | 950 | 575 .0005 | .0010 | .0013 | .0017 | .0023 | .0027 | .0034 | .0048
or bronze) HRc Flute
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UNI-PRO End Mills (2-Flute) - Inch - Long Length ‘

center cutting with corner radius

-ﬁﬂ 30° R.002 Lo
RSN 2 /t' —ﬂw\ DHA

Long 0. Flutes Helix Angle Radius Rake A?l'gle

_&, ;ﬂ_‘ er ‘%, ‘@, Tool material Solid Carbide
. ©
Slotting Roughing Ramping Helix Plunging Surface finish FIREX
Series 3088
Application | Material Ideal
group examples | for
r
P Steel [ ] ,/
Stainless o~ -
M steel ® © E\ ©
1
N Aluminum | O
Ni/Ti
s alloys o
Hardened
H steel -
e=Optimal O=Secondary

Speed and Feed data found on

page 297
d1h10 d2 hé 1 12 No. of
—_— - _— — r Flutes Code no. EDP Number
1/8 1/8 2 1/2 0.015 2 3.172 9030880031720
1/8 1/8 2 1/2 0.031 2 3.174 9030880031740
1/4 1/4 3 1 1/8 0.015 2 6.352 9030880063520
1/4 1/4 3 1 1/8 0.031 2 6.354 9030880063540
1/4 1/4 3 1 1/8 0.062 2 6.356 9030880063560
3/8 3/8 3 1 1/8 0.015 2 9.522 9030880095220
3/8 3/8 3 1 1/8 0.031 2 9.524 9030880095240
3/8 3/8 3 1 1/8 0.062 2 9.526 9030880095260
1/2 1/2 4 1/2 2 0.015 2 12.702 9030880127020
1/2 1/2 4 1/2 2 0.031 2 12.704 9030880127040
1/2 1/2 4 1/2 2 0.062 2 12.706 9030880127060

GUHRING 235



