FEEDS & SPEEDS FOR RF100 U, F, VA, A, SF, Ti, H, RF 50 METRIC

Stable conditions: Application v_factor f_factor Feed width (ae) Feed depth (ap)
- good cooling Slotting 1 1 (0.7 for a, = 2xd) 1xd 0.5 up to 1xd
- sufficient performance Roughing 1 1 (0.7 for a, = 2xd) 0.4 up to 0.9xd 0.5 up to 1xd
- short-chipping Finishing 1 1 0.01 up to 0.1xd 1 up to 2xd
HPC-roughing 1.3 1.5 0.15 up to 0.4xd 1 up to 2xd
HSC-roughing 1.5 2 0.05 up to 0.15xd 1 up to 2xd
cut .
Material Hardness R:::o:\:;g:;d:d a Tylliacea(t)if)n Ve fz (mm/z) with nom. &
pe | app 3 6 | 8 |10 | 12] 16 ] 20 | 25
F Slotting 180 0.016 | 0.031 | 0.042 | 0.06 | 0.072 | 0.01 0.12 0.15
up to
850 F Roughing | 210 | 0.018 | 0.036 | 0.048 | 0.069 | 0.083 | 0.011 | 0.014 | 0.017
N/mm?
SF Finishing | 360 | 0.017 | 0.034 | 0.046 | 0.066 | 0.079 | 0.11 | 0.13 | 0.17
F Slotting 160 | 0.014 | 0.029 | 0.038 | 0.055 | 0.066 | 0.09 | 0.11 | 0.14
850-
1,200 F Roughing | 190 | 0.017 | 0.033 | 0.044 | 0.063 | 0.076 | 0.1 | 0.13 | 0.16
N/mm?
SF Finishing 320 0.016 | 0.032 | 0.042 | 0.061 | 0.073 0.1 0.12 0.15
u Slotting 135 | 0.014 | 0.027 | 0.036 | 0.05 | 0.06 | 0.08 | 0.1 | 0.13
850-
1,400 U Roughing | 160 | 0.016 | 0.031 | 0.041 | 0.058 | 0.069 | 0.09 | 0.12 | 0.14
N/mm?
SF Finishing 270 0.015 | 0.03 0.04 | 0.055 | 0.066 | 0.06 0.11 0.14
U Slotting 70 0.011 | 0.021 | 0.028 | 0.04 | 0.048 | 0.06 | 0.08 0.1
szrl)_'tgc V] Roughing 100 | 0.014 | 0.027 | 0.036 | 0.052 | 0.062 | 0.08 0.1 0.13
SF Finishing 140 [ 0.011 | 0.021 [ 0.028 | 0.04 | 0.048 | 0.06 | 0.08 0.1
H Roughing 80 0.021 | 0.042 | 0.056 | 0.075 | 0.09 | 0.12 | 0.15 | 0.19
54-60 HRC —
H Finishing 100 | 0.008 | 0.015 | 0.02 | 0.027 | 0.032 | 0.04 | 0.05 | 0.07
ST e _— VA Slotting 120 | 0.014 | 0.027 | 0.036 | 0.05 | 0.06 | 0.08 | 0.1 | 0.13
1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X10CrNiS18-9 750 VA Roughing 140 0.016 | 0.031 | 0.041 | 0.058 | 0.069 | 0.09 0.12 0.14
USA = 303, 410, 420F, 430, 430F N/mm? L
SF Finishing | 240 | 0.015 | 0.08 | 0.04 | 0.055 | 0.066 | 0.09 | 0.11 | 0.14
Stainless steel 750-850 VA Slotting 80 0.012 | 0.024 | 0.032 | 0.045 | 0.054 | 0.07 0.09 0.11
1.4301X5CrNi18-10, 1.4303 X5CrNi18-12 1.4310 XCrNi18-8 N VA Roughing | 100 | 0.014 | 0.028 | 0.037 | 0.052 | 0.062 | 0.08 | 0.1 | 0.12
USA = 304, 304L, 420 Y
SF Finishing 160 0.013 | 0.026 | 0.085 | 0.05 | 0.059 | 0.08 0.1 0.12
ST above VA/F Slotting 60 | 0.011 | 0.021 | 0.028 | 0.04 | 0.048 | 0.06 | 0.08 | 0.1
1.4438 X2CrNiMo18-15-4, 1.4404 X2CrNiMo17-12-2, 1.4571 X6CrNiTi18-10 850 VA/F Roughing 80 0.013 | 0.025 | 0.034 | 0.048 | 0.058 | 0.08 0.1 0.12
USA = 310, 316, 316B, 316L, 317 N/mm? o
SF Finishing 120 | 0.011 | 0.021 | 0.028 | 0.04 | 0.048 | 0.06 | 0.08 | 0.1
e Ti/U Slotting 60 0.008 | 0.017 | 0.022 | 0.032 | 0.038 | 0.05 0.06 0.08
Special alloys (nickel based “Ni“) X E
Nimonic, Inconel, Monel, Hastelloy l\]/’ri?g? Ti/U Roughing 80 | 0.01 | 0.02 | 0.027 | 0.038 | 0.046 | 0.06 | 0.08 | 0.1
SF Finishing 120 0.008 | 0.017 | 0.022 | 0.032 | 0.088 | 0.05 0.06 0.08
Titanium alloys (“Ti") W TilU Slotting 30 0.01 0.015 | 0.02 | 0.025 | 0.03 0.04 0.05 0.06
3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2 1,300 Ti/U Roughing 40 | 001 | 0.02 | 0.03 | 0.035 | 0.04 | 0.055 | 0.065 | 0.08
3.7154 TiAI6Zr5, 3.7164 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5 2
L2455 L5k LS Y SF Finishing | 60 | 0.015 | 0.025 | 0.035 | 0.045 | 0.05 | 0.065 | 0.08 | 0.12
F Slotting 160 | 0.017 | 0.033 | 0.044 | 0.065 | 0.078 | 0.1 | 0.13 | 0.16
up to )
240 HB 30 7 Roughing 190 0.019 | 0.038 | 0.051 | 0.075 | 0.09 0.12 0.15 0.19
SF Finishing | 320 | 0.018 | 0.036 | 0.048 | 0.072 | 0.086 | 0.11 | 0.14 | 0.18
u Slotting 140 0.015 | 0.03 0.04 | 0.055 | 0.066 | 0.09 0.11 0.14
above .
N u Roughing | 170 | 0.017 | 0.035 | 0.046 | 0.063 | 0.076 | 0.1 | 0.13 | 0.16
SF Finishing 280 0.017 | 0.033 | 0.044 | 0.061 | 0.073 0.1 0.12 0.15
A Slotting 500 0.02 | 0.039 | 0.052 | 0.08 | 0.096 | 0.13 0.16 0.2
:;;) tgi A Roughing | 600 | 0.022 | 0.045 | 0.06 | 0.092 | 0.11 | 0.15 | 0.18 | 0.23
A Finishing 1000 | 0.021 | 0.043 | 0.057 | 0.088 | 0.106 | 0.14 0.18 0.22
A Slotting 230 | 0.017 | 0.083 | 0.044 | 0.06 | 0.072 | 0.1 | 0.12 | 0.15
;E/:)vaei A Roughing 280 0.019 | 0.038 | 0.051 | 0.069 | 0.083 | 0.11 0.14 0.17
A Finishing | 350 | 0.018 | 0.086 | 0.048 | 0.066 | 0.079 | 0.11 | 0.13 | 0.17
Magnesium-alloys A Slotting 180 0.015 | 0.03 0.04 | 0.055 | 0.066 | 0.09 0.11 0.14
Mghn2, G-MgAI&Zn1, G-MgAI6Zn3 - A Roughing | 210 | 0.017 | 0.035 | 0.046 | 0.063 | 0.076 | 0.1 | 0.13 | 0.16
A Finishing | 360 | 0.017 | 0.033 | 0.044 | 0.061 | 0.073 | 0.1 | 0.12 | 0.15
Non-ferrous metals (copper, short- or long-chipping brass or bronze) .
2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb oo A Slotting 250 | 0.017 | 0.033 | 0.044 | 0.06 | 0.072 | 0.1 | 012 | 0.15
2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2 .
2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5 N/an‘]?nz A Roughing 290 0.019 | 0.038 | 0.051 | 0.069 | 0.083 | 0.11 0.14 0.17
2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn L
2.0916 GuAl5, 2.0960 CuAI9Mn. 2.1050 CuSn10 SF Finishing 500 0.018 | 0.036 | 0.048 | 0.066 | 0.079 | 0.11 0.13 0.17

All recommendations are valid for coated tools. For bright milling cutters please vc - 40% and fz -25%
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RF 100 U (3-flute) - Metric - Standard Length

center cutting

- a1 T
NNy o )
?;P %go s Y DHA BHB
Standard No. Flutes Helix angle Chamfer Rake Azgle
_&, Q&, ‘%, ‘&, Tool material Solid Carbide
Slotting Roughing Ramping Helix Plunging Surface finish FIREX®
Series 3891 3892
Application | Material Ideal
group examples | for
© C
P Steel [ -O+ -
N Ay |
M gttggl'nless le) © ©
I
- Cast iron (] * ITL»
N Aluminum - | 3
A 1
s M [o
H ggrgliened O
e=Optimal O=Secondary
Speed and Feed data found on
page 302
d1l e8 d2 h6 d3 I 12 13 [
No- of | ¢ode no. EDP Number
mm mm mm mm mm mm  [mm x 45°| Flutes
3.000 6.000 2.800 57.00 8.00 15.00 0.03 3 3.000 9038910030000 9038920030000
3.500 6.000 3.300 57.00 10.00 15.00 0.05 3 3.500 9038910035000 9038920035000
3.700 6.000 3.500 57.00 11.00 15.00 0.06 3 3.700 9038910037000 9038920037000
4.000 6.000 3.800 57.00 11.00 18.00 0.06 3] 4.000 9038910040000 9038920040000
4.500 6.000 4.300 57.00 11.00 18.00 0.07 3] 4500 9038910045000 9038920045000
4.700 6.000 4.500 57.00 13.00 18.00 0.07 3 4,700 9038910047000 9038920047000
5.000 6.000 4.800 57.00 13.00 18.00 0.08 3 5.000 9038910050000 9038920050000
5.500 6.000 5.300 57.00 13.00 19.40 0.08 8 5.500 9038910055000 9038920055000
5.700 6.000 5.500 57.00 13.00 20.40 0.09 3 5.700 9038910057000 9038920057000
6.000 6.000 5.700 57.00 13.00 20.00 0.09 3 6.000 9038910060000 9038920060000
6.500 8.000 6.200 63.00 16.00 24.40 0.10 3 6.500 9038910065000 9038920065000
7.000 8.000 6.700 63.00 16.00 24.90 0.11 3 7.000 9038910070000 9038920070000
7.500 8.000 7.200 63.00 19.00 25.30 0.11 & 7.500 9038910075000 9038920075000
8.000 8.000 7.700 63.00 19.00 26.00 0.12 & 8.000 9038910080000 9038920080000
8.500 10.000 8.200 72.00 19.00 29.40 0.13 3 8.500 9038910085000 9038920085000
9.000 10.000 8.700 72.00 19.00 29.90 0.14 3 9.000 9038910090000 9038920090000
9.500 10.000 9.200 72.00 22.00 30.30 0.14 3 9.500 9038910095000 9038920095000
10.000  10.000 9.500 72.00 22.00 30.00 0.15 8 10.000 9038910100000 9038920100000
12.000 12.000 11.500 83.00 26.00 36.00 0.18 8 12.000 9038910120000 9038920120000
16.000 16.000 15.500 92.00 32.00 42.00 0.19 ) 16.000 9038910160000 9038920160000
20.000 20.000 19.500 104.00 38.00 52.00 0.24 3 20.000 9038910200000 9038920200000
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High-performance end mills for materials
up to 1600 N/mm? (48 HRC)

For extremely high feed rates thanks to
especially light cutting operation. Low
power consumption allows application
on weaker machines. Large selection

MK NS H of lengths, intermediate and undersized
The suitable solution for multiple . . .
materials: Steel, cast iron, dimensions. New end gepmetry with
stainless materials, titanium- and three faceted center cutting edges for
g asymmetrical load and symmetrical chips

and large chip spaces for outstanding
chip evacuation.

Face cutting geometry with
reinforced cutting edges and
larger chip spaces for drilling
and ramping operations.

RF 100 U - Guhring series 3114

Micro-corner protection

for longer tool ife




