e The GF 500 for machining tempered steel, stainless
steel, high tensile aluminium and Titanium

e GF 300 for machining hardened steel and chilled cast iron
wear parts

e Now with ultra-hard Signum Coating: 5500 HV

e Finely homogenised surfaces by cutting edges

e | ong life through improved coating: SIGNUM

Milling tools for the mould and die industry

GUHRING - YOUR WORLD-WIDE PARTNER
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ADVANTAGES
Al A GLANC

absolutely precise diameter tolerances

close radius tolerances Seamless
radius area

radius point grind with constant helix correction

cylinder and radius areas ground in one-pass process

grinding procedure for highest surface qualities

Optimal
wear-protection

Radius accuracy of competitor milling cutter GF 500 radius in tolerance area
(+/- 0.06 mm) +/- 0.01 mm



GF 500 copy milling cutters
for maximum accuracy
in tool and mould making




Guhring mould and die cutters
Hard shell protection of core

Summary of advantages

e The GF 500 for machining tempered steel,
stainless steel, high tensile aluminium and
Titanium

e GF 300 for machining hardened steel
and chilled cast iron wear parts

¢ Now with ultra-hard Signum Coating: 5500 HV

¢ Finely homogenised surfaces by cutting
edges

¢ | ong life through improved coating: SIGNUM

Torus cutter GF 500 T Radius cutter GF 500 B Torus cutter GF 300 T Radius cutter GF 300 B
roughing, finishing & copy copy milling up to 54 HRC  roughing, finishing & copy  copy milling from 50-63 HRC
milling up to 54 HRC i.e.: i.e.: Guhring no. 3866 milling from 40-63 HRC i.e.: Guhring no. 3359

Guhring no. 3863 i.e.: Guhring no. 3361



RF 100 H - High performance end mills

for hardened steels also above 63 HRC

Summary of advantages

¢ roughing and finishing of hardened steels,
tool steels and chilled cast iron

e flute design with reinforced core for roughing
up to ap: 1xD (from 32 to 54 HRC)

e finishing and HPC milling over entire cutting
edge length also above 63 HRC

with neck clearance

face cutting edges with
centre cutting

micro-corner protection
for longer toal life




Chapter break-down into material classes

On the price and programme pages you will find suitability recommendations for every tool
for the following application groups:

Application group

Material examples Chapter
Steel, high-alloyed steel Steel
Stainless steel Stainless
Grey cast iron, spher, graphite/mall. cast iron | Steel

N Aluminium and other non-ferrous metals Aluminium and diamond
S Special, super and titanium alloys Stainless
H Hardened steel and chilled cast iron Steel and radius cutters

Pictograms
Application —mr ;&_‘ Q&' ‘%‘ _m’ /@f
AvA
Slotting Roughing Ramping Helix Drilling Finishing Copying
Tool material 32 48 54 63

hardness

Tool material

o e o

High-speed steel

Polycrystalline diamond

Finest grain solid carbide (carbide-UF)

. T
Shank form DHA D-HA DHB D-HB D A B B MK SK
to DIN 6535 to DIN 1835 Morse taper  Taper shank
Standard 327 | | 844 | | 845 | | 850 | 851 | | 885 | 1833 |2328 |6518||6527| 6528 | G
to DIN to Guhring
Type w N NH H HF NF | | WF |WR | NR | NRf|| HR | | HRf
Application range similar to DIN 1836
A 3xD 4xD 5xD
Length - -
ANNSNNNY ANNNNANY ANNSAANY
short (DIN) long (DIN) medium length extra length
No. of cutting T‘p —'HD HEP _EYP = P - _,HD _,HD T‘D T‘E
edges 2 3 3-6 4 4-5 4-6 4-8 5 5-6 6 6+
no. of major cutting edges
. 30° 30° 35° 36° 36° 39° 40° 41° 44° 0° 2-4 20° 30° 45° 55°
HelIX angle 29° 32° 38° 38° 38° 40° 42° 43° 45°
31° 37° 41° 45° 46°
Size of helix angle / no. of different helix angles
Cutting edge form | ,.. R£0,01 | R0,02 ||R0,05 U U 4
v 4 4 R0,01 |R0,02| |R0,05 60° 90° 120°

Corner chamfer

Radius with tolerance

Chamfer end mill angles

0.

/R

Feed
b ] ¥ N
for lateral feed for lateral feed for lateral feed,
and oblique plunging oblique plunging and drilling
[-15° | -7°| [T 0° 3° 4° 5° T 6° [ 7 | 8°| [T 90| [T 100 [ 11e] [ 12° 15° 25°
Rake angle gm g 3 jﬁ jﬁ jﬁ gm g g j g g g j/(»l
o b : u L L - : u
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Rake angle of circumference cutting edges




Tools for the mould industry

. Dis-
Al Tool illustration Tool ~Surface GURRNG ¢

Helix Z Length Feed . -
ness material finish no. group
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Slot drills with corner radius (2-fluted)
centre cutting
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HSC-profile cutters with Torus form GF 500 T
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Tools for the mould industry

Helix

z

Length Feed

Hard-
ness

Tool illustration

Standard Ratio end mills RF 100 U
centre cutting
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Hard profile cutters with Torus grind GF 300 T
centre cutting
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Multi-tooth end mills with corner radius GH 100 U
centre cutting

r
45 [ s 54 ¥
I =
Hard multi-tooth end mills GH 100 H
centre cutting
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GUHRING

Tool Surface Guhring c?)ijr-mt

material finish
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Tools for the mould industry

. Dis-
Al Tool illustration Tool ~Surface GURRNG ¢

Helix Z Length Feed . -
ness material finish no. group

Page

Hard multi-tooth end mills corner radius GH 100 H
centre cutting
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Tools for the mould industry

. Dis-
Al Tool illustration Tool ~Surface GURRNG ¢

Helix Z Length Feed . -
ness material finish no. group
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Tools for the mould industry

Hard-

Helix Z Length Feed e

Tool illustration

HSC-ball nose profile cutters GF 500 B
centre cutting

Ball nose profile cutters GF 200 B
centre cutting
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Tools for the mould industry

. Dis-
Helix ~ Z Length Feed Hard- Tool illustration ool | Surface GUAMNG - gt
group
Die sinking cutter holder GF 200 WP
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Indexable inserts round
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Slot drills with corner radius (2-fluted)

centre cutting

30° j‘* 90
N Y -QD Am Rx0,02 m s DHA DHA
6527 2 L _ T E
Tool material - IISSicCabccII
‘M’ ;&_‘ Q&' ‘%’ ‘@’ ;W 48 Surface finish bright FIRE
Discount group 117 117
Guhring no. 3106 3561

do
di

d1h10 | d2 h6 d3 11 12 13 r Z o
Code no. Availability
mm mm mm mm mm mm mm
6.005 6.000 6.000 5.700 57.00 10.00 20.00 0.50 2 o o
6.010 6.000 6.000 5.700 57.00 10.00 20.00 1.00 2 o o
8.005 8.000 8.000 7.700 63.00 16.00 26.00 0.50 2 o o
8.010 8.000 8.000 7.700 63.00 16.00 26.00 1.00 2 @ [ J
8.015 8.000 8.000 7.700 63.00 16.00 26.00 1.50 2 [ ] o
8.020 8.000 8.000 7.700 63.00 16.00 26.00 2.00 2 (] ]
10.005 10.000 10.000 9.500 72.00 19.00 30.00 0.50 2 o o
10.010 10.000 10.000 9.500 72.00 19.00 30.00 1.00 2 o o
10.015 10.000 10.000 9.500 72.00 19.00 30.00 1.50 2 o o
10.020 10.000 10.000 9.500 72.00 19.00 30.00 2.00 2 @ [ )
12.005 12.000 12.000 11.500 83.00 22.00 36.00 0.50 2 [ J [ J
12.010 12.000 12.000 11.500 83.00 22.00 36.00 1.00 2 [ ] (]
12.015 12.000 12.000 11.500 83.00 22.00 36.00 1.50 2 o o
12.020 12.000 12.000 11.500 83.00 22.00 36.00 2.00 2 o o
16.010 16.000 16.000 15.500 92.00 26.00 42.00 1.00 2 o o
16.015 16.000 16.000 15.500 92.00 26.00 42.00 1.50 2 o o
16.020 16.000 16.000 15.500 92.00 26.00 42.00 2.00 2 o [ )
20.010 20.000 20.000 19.500 104.00 32.00 52.00 1.00 2 o (]
20.015 20.000 20.000 19.500 104.00 32.00 52.00 1.50 2 o o
20.020 20.000 20.000 19.500 104.00 32.00 52.00 2.00 2 o o
Cutting values: Slotting* and roughing
Feed depth Feed width** Cutting speed fz (mm/z) with nom. @
ISO Code Hardness ap o, s 5 4 6 8 10 12 16 20
- < 850 N/mm?2 0.5xd 1xd 125 0.013 0.018 0.025 0.032 0.042 0.049 0.063 0.07
850 -
1400 N/mm?2 0.5xd 1xd 95 0.01 0.015 0.02 0.024 0.033 0.039 0.048 0.057
M < 750 N/mm?2 0.5xd 1xd 85 0.01 0.015 0.02 0.024 0.033 0.039 0.048 0.057
Stainless
Steel > 750 N/mm?2 0.5xd 1xd 50 0.007 0.01 0.015 0.018 0.027 0.03 0.039 0.048
‘Castmat. =240HB30  05xd 1xd 100 001 0015 002 0024 0033 0.039 0048 0.057
AIum'}lnium <7% Si 1xd 1xd 160 0.013 0.018 0.025 0.032 0.042 0.049 0.063 0.07

* peripheral cooling ,,Guhrojet” is recommended for optimal chip evacuation and tool life

** for finishing with ae = 0.02xd the cutting speed v¢ can be incressed by 50 %
All recommendations are valid for coated tools. For bright milling cutters please v¢ -40% and fz -25% !

GUHRING 13




HSC-profile cutters with Torus form GF 500 T

centre cutting

Tool material —
/SRS g |

Surface finish | Signum
s Discount group | 106
Guhring no. 3863
r
S o °
Iy
I3
I
d1 e8 d2 h6 I 12 13 r Z o
Code no. Availability
mm mm mm mm mm mm
4.000 4.000 4.000 80.00 8.00 52.00 0.50 2 (]
6.000 6.000 6.000 100.00 12.00 64.00 1.00 2 ([ J
8.000 8.000 8.000 100.00 16.00 64.00 1.00 2 o
10.000 10.000 10.000 100.00 20.00 60.00 1.00 2 ([ J
12.000 12.000 12.000 120.00 24.00 75.00 1.50 2 o
Cutting values: HPC-roughing and HSC copy milling*
Feed depth Feed width** Cutting speed fz (mm/z) with nom. @
ISO Code Hardness ap o, o 5 3 4 6 8 10 12 16
< 850 N/mm?2 0.2xd 0.5xd 200 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15
850 -
1400 N/mm2 0.15xd 0.4xd 180 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15
M <750 N/mm2  0.15xd 0.4xd 140 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15
Stainless
Steel >750 N/mm2  0.15xd 0.4xd 100 0.02 0.03 0.085 0.04 005 0.07 0.08 0.1
Alum'?nium <7% Si 0.15xd 0.4xd 280 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15
Ti spilloys <1300 N/mm2  0.1xd 0.4xd 90 0.02 003 0.035 004 005 0.07 0.08 0.15
upto54 HRC  0.05xd 0.3xd 140 0.02 0.03 0.085 0.04 0.05 0.07 0.08 0.1

* peripheral cooling ,,Guhrojet” is recommended for optimal chip evacuation and tool life, for hard machining air cooling is recommended
** for HSC copy milling and imachining with ae = 0.1xd the cutting speed v¢ can be increased by 50 %

14 GUHRING



HSC-profile cutters with Torus form GF 500 T

centre cutting
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Tool material - [NSOlidicarbice N

i

_&’ ;&_‘ Q&' ‘%’ ‘@’ “ 54 Surface finish Signum
Discount group 106
Guhring no. 3856
™
© r
! |
N —
1 ©
BT Ll ]
- la
d1 h8 | d2 h6 d3 11 12 13 14 r B 4 o
Code no. S Availability
mm mm mm mm mm mm mm mm
0.501 0.500 4.000 0.480 50.00 1.00 3.00 22.00 0.10 4.60 2 ([
1.002 1.000 4.000 0.950 50.00 2.00 6.00 22.00 0.20 4.00 2 o
2.000 2.000 6.000 1.900 57.00 3.00 8.00 21.00 0.50 5.60 2 ([ J
2.002 2.000 6.000 1.900 57.00 3.00 8.00 21.00 0.20 5.50 2 J
3.000 3.000 6.000 2.800 57.00 3.50 9.00 21.00 0.50 4.20 2 o
3.003 3.000 6.000 2.800 57.00 3.50 9.00 21.00 0.30 4.20 2 ([ J
4.000 4.000 6.000 3.800 57.00 4.00 9.40 21.00 1.00 2.90 2 [ J
4003 4.000 6.000 3.800 57.00 4.00 940 21.00 0.30 2.80 2 ([ J
4.005 4.000 6.000 3.800 57.00 4.00 9.40 21.00 0.50 2.80 2 (
5.005 5.000 6.000 4.800 57.00 5.00 11.90 21.00 0.50 1.40 2 ([
5.010 5.000 6.000 4.800 57.00 5.00 11.90 21.00 1.00 1.50 2 o
6.000 6.000 6.000 5.700 57.00 6.00 20.00 21.00 2.00 > 2 {
6.005 6.000 6.000 5.700 57.00 6.00 20.00 21.00 0.50 = 2  J
6.010 6.000 6.000 5.700 57.00 6.00 20.00 21.00 1.00 - 2 ([
6.015 6.000 6.000 5.700 57.00 6.00 20.00 21.00 1.50 = 2 (]
8.000 8.000 8.000 7.700 63.00 8.00 26.00 27.00 2.00 = 2 [
8.005 8.000 8.000 7.700 63.00 8.00 26.00 27.00 0.50 = 2 o
8.010 8.000 8.000 7.700 63.00 8.00 26.00 27.00 1.00 = 2 [ J
8.015 8.000 8.000 7.700 63.00 8.00 26.00 27.00 1.50 = 2 (]
10.000 10.000 10.000 9.500 72.00 10.00 30.00 32.00 3.00 = 2 ([ J
10.005 10.000 10.000 9.500 72.00 10.00 30.00 32.00 0.50 = 2 o
10.010 10.000 10.000 9.500 72.00 10.00 30.00 32.00 1.00 = 2 [
10.015 10.000 10.000 9.500 72.00 10.00 30.00 32.00 1.50 = 2 o
10.020 10.000 10.000 9.500 72.00 10.00 30.00 32.00 2.00 = 2 o
12.000 12.000 12.000 11.500 83.00 12.00 36.00 38.00 4.00 = 2 ([ J
12.020 12.000 12.000 11.500 83.00 12.00 36.00 38.00 2.00 = 2 o
Cutting values: HPC-roughing and HSC copy milling*
Feed depth Feed width** Cutting speed fz (mm/2) with nom. @
ISO Code Hardness ap . o 2 3 4 6 8 10 12 16
P < 850 N/mm?2 0.2xd 0.5xd 200 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15
Steel 850 -
1400 N/mm2 0.15xd 0.4xd 180 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15
M <750 N/mm2  0.15xd 0.4xd 140 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15
Stainless
Steel =750 N/mm2  0.15xd 0.4xd 100 0.02 0.0 0.035 0.04 005 0.07 0.08 0.1
N <7% Si 0.15xd 0.4xd 280 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15
Aluminium
Ti spilloys <1300 N/mm2  0.1xd 0.4xd 90 0.02 003 0.035 004 005 0.07 0.08 0.15
upto54 HRC  0.05xd 0.3xd 140 0.02 0.03 0.08 004 0.05 0.07 0.08 0.1

* peripheral cooling ,,Guhrojet” is recommended for optimal chip evacuation and tool life, for hard machining air cooling is recommended

**for HSC copy milling and imachining with ae = 0.1xd the cutting speed v¢ can be increased by 50 %
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HSC-profile cutters with Torus form GF 500 T

centre cutting
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Tool material - [NSOlidicarbice N

i

M ;&_‘ wa ‘%’ “ o4 Surface finish Signum
Discount group 106
Guhring no. 3865
2]
© r
I |
N —
i o S
p o A
l4
d1h8 | d2 h6 d3 11 12 13 14 r B Z R
Code no. S Availability
mm mm mm mm mm mm mm mm
0.500 0.500 4.000 0.480 50.00 1.00 6.00 20.00 0.10 5.10 2 )
1.002 1.000 4.000 0950 50.00 2.00 12.00 20.00 0.20 4.40 2 o
2.002 2.000 6.000 1.900 80.00 3.00 18.00 40.00 0.20 2.90 2 ®
2.005 2.000 6.000 1.900 80.00 3.00 18.00 40.00 0.50 2.90 2 o
3.003 3.000 6.000 2.800 80.00 3.50 25.00 40.00 0.30 2.20 2 ()
3.005 3.000 6.000 2.800 80.00 3.50 25.00 40.00 0.50 2.20 2 ®
4.003 4.000 6.000 3.800 80.00 4.00 32.00 40.00 0.30 1.50 2 o
4,005 4.000 6.000 3.800 80.00 4.00 32.00 40.00 0.50 1.50 2 o
4,010 4.000 6.000 3.800 80.00 4.00 32.00 40.00 1.00 1.50 2 ()
5.005 5.000 6.000 4.800 80.00 5.00 39.00 40.00 0.50 0.80 2 ®
5.010 5.000 6.000 4.800 80.00 5.00 39.00 40.00 1.00 0.80 2 o
6.000 6.000 6.000 5.600 80.00 6.00 39.00 44.00 2.00 - 2 o
6.005 6.000 6.000 5.700 80.00 6.00 39.00 44.00 0.50 - 2 o
6.010 6.000 6.000 5.700 80.00 6.00 39.00 44.00 1.00 - 2 o
6.015 6.000 6.000 5.700 80.00 6.00 39.00 44.00 1.50 - 2 ®
8.000 8.000 8.000 7.600 100.00 7.00 59.00 64.00 2.00 - 2 o
8.005 8.000 8.000 7.700 100.00 8.00 59.00 64.00 0.50 - 2 ()
8.010 8.000 8.000 7.700 100.00 8.00 59.00 64.00 1.00 - 2 o
8.015 8.000 8.000 7.700 100.00 8.00 59.00 64.00 1.50 - 2 ()
10.000 10.000 10.000 9.600 120.00 8.00 73.00 80.00 3.00 - 2 o
10.005 10.000 10.000 9.500 120.00 10.00 73.00 80.00 0.50 - 2 o
10.010 10.000 10.000 9.500 120.00 10.00 73.00 80.00 1.00 - 2 ®
10.015 10.000 10.000 9.500 120.00 10.00 73.00 80.00 1.50 - 2 o
10.020 10.000 10.000 9.500 120.00 10.00 73.00 80.00 2.00 - 2 o
12.000 12.000 12.000 11.500 120.00 10.00 68.00 75.00 4.00 - 2 o
12.020 12.000 12.000 11.500 120.00 12.00 68.00 75.00 2.00 - 2 o
Cutting values: HPC-roughing and HSC copy milling*
Feed depth Feed width** Cutting speed fz (mm/z) with nom. @
ISO Code Hardness ap -~ o 2 3 4 6 8 10 12 16
< 850 N/mm?2 0.2xd 0.5xd 200 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15
1100 mmz | 0-15xd 0.4xd 180 003 004 0045 005 007 01 012 015
M < 750 N/mm2 0.15xd 0.4xd 140 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15
Stainless
Steel > 750 N/mm?2 0.15xd 0.4xd 100 0.02 0.03 0.035 0.04 0.05 0.07 0.08 0.1
Aunhium < 7% Si 0.15xd 0.4xd 280 003 004 0045 005 007 01 012 015
Ti spglloys < 1300 N/mm?2 0.1xd 0.4xd 90 0.02 0.03 0.035 0.04 0.05 0.07 0.08 0.15
up to 54 HRC 0.05xd 0.3xd 140 0.02 0.03 0.085 0.04 0.05 0.07 0.08 0.1

* peripheral cooling ,,Guhrojet” is recommended for optimal chip evacuation and tool life, for hard machining air cooling is recommended
** for HSC copy milling and imachining with ae = 0.1xd the cutting speed v¢ can be increased by 50 %
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HSC-profile cutters with Torus form GF 500 T

centre cutting

G N S Gz Qw @‘ @: % DHA
Tool material  [NSOlidicarbideNN
U ﬂj S ﬁ ;W >4 Surface finish Signum

Uy

Discount group 106
Guhring no. 3859
[32)
© r
! |
N —
p = =
T _ |2 - 1
- la
d1 h8 | d2 h6 d3 I 12 13 14 r B 4 .
Code no. S Availability
mm mm mm mm mm mm mm mm
2.000 2.000 6.000 1.800 80.00 3.00 8.00 40.00 0.50 2.90 2 ()
3.000 3.000 6.000 2.800 80.00 3.50 12.00 40.00 0.50 2.20 2 ([
4.000 4.000 6.000 3.800 80.00 4.00 20.00 40.00 1.00 1.50 2 o
6.000 6.000 8.000 5.600 100.00 6.00 59.00 60.00 2.00 1.00 2 ([ J
8.000 8.000 10.000 7.600 120.00 7.00 74.00 75.00 2.00 0.80 2 ([ J
10.000 10.000 12.000 9.600 120.00 8.00 68.00 70.00 3.00 0.90 2 ([ J
12.000 12.000 16.000 11.500 150.00 10.00 95.80 100.00 4.00 1.20 2 ([ J
Cutting values: HPC-roughing and HSC copy milling*
Feed depth Feed width** Cutting speed fz (mm/z) with nom. @
ISO Code Hardness ap o, o 5 3 4 6 8 10 12 16
- < 850 N/mm?2 0.2xd 0.5xd 200 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15
850 -
1400 N/mm2 0.15xd 0.4xd 180 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15
M <750 N/mm2  0.15xd 0.4xd 140 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15
Stainless
Steel >750 N/mm2  0.15xd 0.4xd 100 0.02 0.03 0.0385 0.04 005 0.07 0.08 0.1
Alum'?nium <7%Si 0.15xd 0.4xd 280 0.038 0.04 0.045 0.05 0.07 0.1 0.12 0.15
Ti spglloys <1300 N/mm2  0.1xd 0.4xd 90 0.02 003 0.035 004 005 0.07 0.08 0.15
upto 54 HRC  0.05xd 0.3xd 140 0.02 0.03 0.08 004 0.05 0.07 0.08 0.1

* peripheral cooling ,,Guhrojet” is recommended for optimal chip evacuation and tool life, for hard machining air cooling is recommended
**for HSC copy milling and imachining with ae = 0.1xd the cutting speed v¢ can be increased by 50 %
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HSC-profile cutters with Torus form GF 500 T

centre cutting

-ﬁD 30° [ 8°
R+0,01
SEE =R N [Jue
m Tool material - [INSOlidicarbideNN
;&_‘ Q&' ‘%’ /w 54 Surface finish Signum
Discount group 106
Guhring no. 3860
[32)
©
! |
N —
p = =
T _ |2 - 1
- la
I4 o
d1 h8 | d2 h6 d3 I 12 13 14 r B 4 .
Code no. S Availability
mm mm mm mm mm mm mm mm
2.000 2.000 6.000 1.800 80.00 3.00 8.00 40.00 0.50 2.90 2 ()
3.000 3.000 6.000 2.800 80.00 3.50 12.00 40.00 0.50 2.20 2 {
4.000 4.000 6.000 3.800 100.00 4.00 20.00 60.00 0.50 1.00 2 o
6.000 6.000 8.000 5.600 120.00 6.00 79.00 80.00 1.00 0.80 2 ([ J
8.000 8.000 10.000 7.600 150.00 7.00 104.00 105.00 1.00 0.60 2 o
Cutting values: HPC-roughing and HSC copy milling*
Feed depth Feed width** Cutting speed fz (mm/z) with nom. @
ISO Code Hardness ap o, o 5 3 4 6 8 10 12 16
< 850 N/mm?2 0.2xd 0.5xd 200 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15
850 -
1400 N/mm2 0.15xd 0.4xd 180 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15
M <750 N/mm2  0.15xd 0.4xd 140 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15
Stainless
Steel =750 N/mm2  0.15xd 0.4xd 100 0.02 0.03 0.085 0.04 005 0.07 0.08 0.1
Alum'?nium <7% Si 0.15xd 0.4xd 280 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15
Ti spilloys <1300 N/mm2  0.1xd 0.4xd 90 0.02 003 0.035 004 005 0.07 0.08 0.15
upto54 HRC  0.05xd 0.3xd 140 0.02 0.03 0.085 0.04 0.05 0.07 0.08 0.1

* peripheral cooling ,,Guhrojet” is recommended for optimal chip evacuation and tool life, for hard machining air cooling is recommended
** for HSC copy milling and imachining with ae = 0.1xd the cutting speed v¢ can be increased by 50 %
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Ratio end mills Alu RF 100 A

centre cutting

G

w

AW\

39°
40°
41°

R0,05
s

[ 10°

Uy

3N

\§ AN
vy

Tool material - [NSOlidicarbideNN

i

oo

—&’ ‘Q_‘ me ‘%’ ‘@* Surface finish bright bright
v e Discount group 106 106

Guhring no. 3599 6729

5 l |

)y /]
N —
gel ©
bl |
I3 -
lq % ,'ﬁ
d1 e8 d2 h6 d3 I 12 13 r 4 R
Code no. Availability
mm mm mm mm mm mm mm

6.005 6.000 6.000 5.700 57.00 13.00 20.00 0.50 3 ([ J ([ J
6.010 6.000 6.000 5.700 57.00 13.00 20.00 1.00 3 ([ J [
8.005 8.000 8.000 7.700 63.00 19.00 26.00 0.50 3 ([ J ([ J
8.010 8.000 8.000 7.700 63.00 19.00 26.00 1.00 3 ([ [
10.005 10.000 10.000 9.500 72.00 22.00 30.00 0.50 3 { )
10.010 10.000 10.000 9.500 72.00 22.00 30.00 1.00 3 ([ o
10.015 10.000 10.000 9.500 72.00 22.00 30.00 1.50 3 ([ J ([ J
12.005 12.000 12.000 11.500 83.00 26.00 36.00 0.50 3 (] [
12.010 12.000 12.000 11.500 83.00 26.00 36.00 1.00 3 o [ J
12.015 12.000 12.000 11.500 83.00 26.00 36.00 1.50 3 [ J (]
12.020 12.000 12.000 11.500 83.00 26.00 36.00 2.00 3 o ([
12.025 12.000 12.000 11.500 83.00 26.00 36.00 2.50 3 o o
12.080 12.000 12.000 11.500 83.00 26.00 36.00 3.00 3 () ()
12.040 12.000 12.000 11.500 83.00 26.00 36.00 4.00 3 ([ [
16.010 16.000 16.000 15.500 92.00 32.00 42.00 1.00 3 [ J ([
16.020 16.000 16.000 15.500 92.00 32.00 42.00 2.00 3 ([ J [ J
16.025 16.000 16.000 15.500 92.00 32.00 42.00 2.50 3 ([ J o
16.030 16.000 16.000 15.500 92.00 32.00 42.00 3.00 3 o o
16.040 16.000 16.000 15.500 92.00 32.00 42.00 4.00 3 o ()
20.010 20.000 20.000 19.500 104.00 38.00 52.00 1.00 3 ([ J ([ J
20.020 20.000 20.000 19.500 104.00 38.00 52.00 2.00 3 ([ J ([
20.025 20.000 20.000 19.500 104.00 38.00 52.00 2.50 3 [ J (]
20.030 20.000 20.000 19.500 104.00 38.00 52.00 3.00 3 o [ ]
20.040 20.000 20.000 19.500 104.00 38.00 52.00 4.00 3 o o

Cutting values: Slotting and HPC-roughing*

Feed depth Feed width** fz (mm/z) with nom. @

Cutting speed

I de Hardness**
SO Code ardness ap . o 3 6 8 10 12 16

N <3% Si 1xd 1xd 600 0.045 005 0.065 008 012 0.5
Aluminium <7% Si 1xd 1xd 280 003 0045 005 0065 008 0.12

* peripheral cooling ,,Guhrojet” is recommended for optimal chip evacuation and tool life
** for trochoidal milling and imachining with ap 2xd and ae 0.15xd the cutting speed and feed rate can be increased by 50 %
*** as an option we can provide our Carbo-coating as a special tool for soft and sticky aluminium alloys and plastics

20
0.18

0.15

25
0.25

0.18
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End mills with corner radius (4-fluted)

centre cutting

“GP 30°
AN R0,02
6527 N 4 % L/t

AN
vy
U

% DHA DHA

7 Tool material - [INSolidicarbideN
;&_‘ i&' ‘%’ ;W 48 Surface finish bright FIRE
Discount group 117 117
Guhring no. 3111 3562
Sy v
o 2]
Pt

d1h10 | d2 h6 d3 11 12 13 r Z R
Code no. Availability
mm mm mm mm mm mm mm
6.005 6.000 6.000 5.700 57.00 13.00 20.00 0.50 4 o o
6.010 6.000 6.000 5.700 57.00 13.00 20.00 1.00 4 o o
8.005 8.000 8.000 7.700 63.00 19.00 26.00 0.50 4 o o
8.010 8.000 8.000 7.700 63.00 19.00 26.00 1.00 4 @ @
8.015 8.000 8.000 7.700 63.00 19.00 26.00 1.50 4 o o
8.020 8.000 8.000 7.700 63.00 19.00 26.00 2.00 4 o (]

10.005 10.000 10.000 9.500 72.00 22.00 30.00 0.50 4 o o

10.008 10.000 10.000 9.500 72.00 22.00 30.00 0.80 4 o o

10.010 10.000 10.000 9.500 72.00 22.00 30.00 1.00 4 o o

10.015 10.000 10.000 9.500 72.00 22.00 30.00 1.50 4 @ o

10.020 10.000 10.000 9.500 72.00 22.00 30.00 2.00 4 o o

12.005 12.000 12.000 11.500 83.00 26.00 36.00 0.50 4 o [ ]

12.008 12.000 12.000 11.500 83.00 26.00 36.00 0.80 4 o o

12.010 12.000 12.000 11.500 83.00 26.00 36.00 1.00 4 o o

12.015 12.000 12.000 11.500 83.00 26.00 36.00 1.50 4 ® o

12.020 12.000 12.000 11.500 83.00 26.00 36.00 2.00 4 o ®

16.010 16.000 16.000 15.500 92.00 32.00 42.00 1.00 4 o o

16.015 16.000 16.000 15.500 92.00 32.00 42.00 1.50 4 (] (]

16.020 16.000 16.000 15.500 92.00 32.00 42.00 2.00 4 o o

20.010 20.000 20.000 19.500 104.00 38.00 52.00 1.00 4 o o

20.015 20.000 20.000 19.500 104.00 38.00 52.00 1.50 4 o o

20.020 20.000 20.000 19.500 104.00 38.00 52.00 2.00 4 o o

Cutting values: Roughing* and finishing
Feed depth Feed width**  Cutting speed fz (mm/z) with nom.

ISO Code Hardness ap o, s 5 4 6 8 10 12 16 20
< 850 N/mm2 1.5xd 0.5xd 125 0.013 0.018 0.025 0.032 0.042 0.049 0.063 0.07
14085'\?/';]m2 1.5xd 0.5xd 95 0.01 0.015 0.02 0.024 0.033 0.039 0.048 0.057

M < 750 N/mm2 1.5xd 0.5xd 85 0.01 0.015 0.02 0.024 0.033 0.039 0.048 0.057

Stainless

Steel > 750 N/mm2 1.5xd 0.2xd 50 0.007 0.01 0.015 0.018 0.027 0.03 0.039 0.048
\Castmat. =240HB30  15xd 0.5xd 100 001 0015 002 0024 0033 0.039 0048 0.057
AIumr‘ilnium < 7% Si 1.5xd 0.3xd 160 0.013 0.018 0.025 0.032 0.042 0.049 0.063 0.07

* peripheral cooling ,,Guhrojet” is recommended for optimal chip evacuation and tool life

** for finishing with ae = 0.02xd the cutting speed v¢ can be increased by 50 %
All recommendations are valid for coated tools. For bright milling cutters please v¢ -40% and fz -25% !
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Hard profile cutters with Torus grind GF 500 T

centre cutting

o D] [2 700 e [
ﬂqiﬁf‘% :m%u

_70

Y]

Tool material - [NSOlidicarbice N

i

Surface finish Signum
Discount group 106
Guhring no. 4268
[32]
gl
| |
N —
I s
- la
d1h8 | d2 h6 d3 11 12 13 14 r B Z —
Code no. S Availability
mm mm mm mm mm mm mm mm
3.003 3.000 6.000 2.800 57.00 3.50 14.00 21.00 0.30 4.20 4 o
3.005 3.000 6.000 2.800 57.00 3.50 14.00 21.00 0.50 4.20 4 o
4.0038 4.000 6.000 3.800 57.00 4.00 16.00 21.00 0.30 2.80 4 ()
4,005 4.000 6.000 3.800 57.00 4.00 16.00 21.00 0.50 2.80 4 ®
5.003 5.000 6.000 4.800 57.00 5.00 18.00 21.00 0.30 1.40 4 ®
5.005 5.000 6.000 4.800 57.00 5.00 18.00 21.00 0.50 1.40 4 )
6.003 6.000 6.000 5.700 57.00 6.00 20.00 21.00 0.30 - 4 o
6.005 6.000 6.000 5.700 57.00 6.00 20.00 21.00 0.50 - 4 ()
6.010 6.000 6.000 5.700 57.00 6.00 20.00 21.00 1.00 - 4 o
6.015 6.000 6.000 5.700 57.00 6.00 20.00 21.00 1.50 - 4 o
8.005 8.000 8.000 7.700 63.00 8.00 26.00 27.00 0.50 - 4 ®
8.010 8.000 8.000 7.700 63.00 8.00 26.00 27.00 1.00 - 4 o
8.015 8.000 8.000 7.700 63.00 8.00 26.00 27.00 1.50 - 4 o
8.020 8.000 8.000 7.700 63.00 8.00 26.00 27.00 2.00 - 4 o
10.005 10.000 10.000 9.500 72.00 10.00 30.00 32.00 0.50 - 4 o
10.010 10.000 10.000 9.500 72.00 10.00 30.00 32.00 1.00 - 4 ()
10.015 10.000 10.000 9.500 72.00 10.00 30.00 32.00 1.50 - 4 ®
10.020 10.000 10.000 9.500 72.00 10.00 30.00 32.00 2.00 - 4 ()
12.005 12.000 12.000 11.500 83.00 12.00 36.00 38.00 0.50 - 4 o
12.010 12.000 12.000 11.500 83.00 12.00 36.00 38.00 1.00 - 4 ()
12.015 12.000 12.000 11.500 83.00 12.00 36.00 38.00 1.50 - 4 ()
12.020 12.000 12.000 11.500 83.00 12.00 36.00 38.00 2.00 - 4 o
16.020 16.000 16.000 15.500 92.00 16.00 42.00 44.00 2.00 - 4 ()
16.030 16.000 16.000 15.500 92.00 16.00 42.00 44.00 3.00 - 4 o
Cutting values: HPC-roughing and HSC copy milling*
Feed depth* Feed width** Cutting speed fz (mm/z) with nom. @
ISO Code Hardness ap - e 2 3 4 6 8 10 12 16
< 850 N/mm?2 - - - - - - - - - - -
a0 mme 0:2xd 0.5xd 200 003 004 0045 005 007 01 012 0.5
‘Cashmat. =240HB30  0.2xd 0.5xd 200 003 004 0045 005 007 01 012 0.5
< 54 HRC 0.1xd 0.5xd 140 0.02 0.03 0.035 0.04 0.05 0.07 0.08 0.1
< 63 HRC 0.05xd 0.3xd 80 0.02 0.03 0.035 0.04 0.05 0.07 0.08 0.1

* Dry machining with air cooling is recommended for optimal chip evacuation and tool life.

** for HSC copy milling and imachining with ae = 0.1xd the cutting speed v¢ can be increased by 50 %
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Hard profile cutters with Torus grind GF 500 T

centre cutting

G H -G:;D Qw @2 m;’
;Q_‘ i@‘% :@//W 54

=70

Y]

Tool material - [NSOlidicarbice N

i

Surface finish Signum
Discount group 106
Guhring no. 4269
[32]
gl
| |
N —
I E
- la
d1 h8 | d2h6 d3 11 12 13 14 r B Z R
Code no. S Availability
mm mm mm mm mm mm mm mm
3.003 3.000 6.000 2.800 80.00 3.50 14.00 40.00 0.30 2.20 4 o
3.005 3.000 6.000 2.800 80.00 3.50 14.00 40.00 0.50 2.20 4 o
4.003 4,000 6.000 3.800 80.00 4.00 16.00 40.00 0.30 1.50 4 ]
4.005 4.000 6.000 3.800 80.00 4.00 16.00 40.00 0.50 1.50 4 ®
5.003 5.000 6.000 4.800 80.00 5.00 18.00 40.00 0.30 0.80 4 ®
5.005 5.000 6.000 4.800 80.00 5.00 18.00 40.00 0.50 0.80 4 o
6.003 6.000 6.000 5.700 80.00 6.00 39.00 40.00 0.30 - 4 o
6.005 6.000 6.000 5.700 80.00 6.00 39.00 40.00 0.50 - 4 ()
6.010 6.000 6.000 5.700 80.00 6.00 39.00 40.00 1.00 - 4 o
6.015 6.000 6.000 5.700 80.00 6.00 39.00 40.00 1.50 - 4 @
8.005 8.000 8.000 7.700 100.00 8.00 59.00 60.00 0.50 - 4 ®
8.010 8.000 8.000 7.700 100.00 8.00 59.00 60.00 1.00 - 4 [ )
8.015 8.000 8.000 7.700 100.00 8.00 59.00 60.00 1.50 - 4 o
8.020 8.000 8.000 7.700 100.00 8.00 59.00 60.00 2.00 - 4 o
10.005 10.000 10.000 9.500 120.00 10.00 73.00 75.00 0.50 - 4 ]
10.010 10.000 10.000 9.500 120.00 10.00 73.00 75.00 1.00 - 4 o
10.015 10.000 10.000 9.500 120.00 10.00 73.00 75.00 1.50 - 4 ®
10.020 10.000 10.000 9.500 120.00 10.00 73.00 75.00 2.00 - 4 o
12.005 12.000 12.000 11.500 120.00 12.00 68.00 70.00 0.50 - 4 @
12.010 12.000 12.000 11.500 120.00 12.00 68.00 70.00 1.00 - 4 o
12.015 12.000 12.000 11.500 120.00 12.00 68.00 70.00 1.50 - 4 o
12.020 12.000 12.000 11.500 120.00 12.00 68.00 70.00 2.00 - 4 o
16.020 16.000 16.000 15.500 150.00 16.00 98.00 100.00 2.00 - 4 @
16.030 16.000 16.000 15.500 150.00 16.00 98.00 100.00 3.00 - 4 [ )
Cutting values: HPC-roughing and HSC copy milling*
Feed depth* Feed width** Cutting speed fz (mm/z) with nom. @
ISO Code Hardness ap - e 2 3 4 6 8 10 12 16
< 850 N/mm?2 - - - - - - - - - - -
a0 mme 0:2xd 0.5xd 200 003 004 0045 005 007 01 012 0.5
- >240HB30  0.2xd 0.5xd 200 003 004 0045 005 007 01 012 0.5
< 54 HRC 0.1xd 0.5xd 140 0.02 0.03 0.035 0.04 0.05 0.07 0.08 0.1
< 63 HRC 0.05xd 0.3xd 80 0.02 0.03 0.035 0.04 0.05 0.07 0.08 0.1

* Dry machining with air cooling is recommended for optimal chip evacuation and tool life.

** for HSC copy milling and imachining with ae = 0.1xd the cutting speed v¢ can be increased by 50 %
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Standard Ratio end mills RF 100 U

centre cutting

35°
x| ?F o R0,02
6527 N ) %38 /

AN
vy
U

N o [l

Y Discount group 106 106
Guhring no. 3872 3873
Sy g
S =
© ©
Pt

Tool material  IIIEGEGNSSiacarBiacN
& ;ZL i% ‘% >4 Surface finish FIRE FIRE

N

d1h10 | d2h6 d3 I 12 13 r o
Code no. Availability

mm mm mm mm mm mm mm

6.005 6.000 6.000 5.700 57.00 13.00 20.00 0.50
6.010 6.000 6.000 5.700 57.00 13.00 20.00 1.00
6.020 6.000 6.000 5.700 57.00 13.00  20.00 2.00
8.005 8.000 8.000 7.700 63.00 19.00 26.00 0.50
8.010 8.000 8.000 7.700 63.00 19.00 26.00 1.00
8.020 8.000 8.000 7.700 63.00 19.00 26.00 2.00
10.005 10.000 10.000 9.500 72.00 22.00 30.00 0.50
10.010 10.000 10.000 9.500 72.00 22.00 30.00 1.00
10.020 10.000 10.000 9.500 72.00 22.00 30.00 2.00
12.005 12.000 12.000 11.500 83.00 26.00 36.00 0.50
12.010 12.000 12.000 11.500 83.00 26.00 36.00 1.00
12.020 12.000 12.000 11.500 83.00 26.00 36.00 2.00
16.005 16.000 16.000 15.500 92.00 32.00 42.00 0.50
16.010 16.000 16.000 15.500 92.00 32.00 42.00 1.00
16.020 16.000 16.000 15.500 92.00 32.00 42.00 2.00
16.030 16.000 16.000 15.500 92.00 32.00 42.00 3.00
20.005 20.000 20.000 19.500 104.00 38.00 52.00 0.50
20.010 20.000 20.000 19.500 104.00 38.00 52.00 1.00
20.020 20.000 20.000 19.500 104.00 38.00 52.00 2.00
20.080 20.000 20.000 19.500 104.00 38.00 52.00 3.00
25.020 25.000 25.000 24.000 121.00 45.00 63.00 2.00
25.030 25.000 25.000 24.000 121.00 45.00 63.00 3.00

E NN N N N N NI NI N NI NI NI NI NN NN N N NS
0000000000000000OCOCGOCOCOCS
000000000000000000OCOGOCGS

Cutting values: HPC-roughing*

ISO Code Hardness Feedafi)epth Feed ::dth Cuttln\c_;l;cspeed . . 8fZ (mn:/:) Wlth1 :om. ﬁ16 a0
< 850 N/mm2 2xd 0.3xd 200 0.02 004 0055 007 0085 01 0.12
T 2xd 0.3xd 180 0.02 004 0055 007 0085 01 0.12
> 240 HB 30 2xd 0.4xd 180 002 004 005 0065 008 0.095 0.11

* peripheral cooling ,,Guhrojet” is recommended for optimal chip evacuation and tool life
** for trochoidal milling and imachining with ae 0.1-0.2xd the cutting speed and feed rate can be increased by 50 %.

25
0.17

0.17
0.16
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Ratio end mills RF 100 H

centre cu

tting

6527

H

NN

40°
42°

45°

Uy

N [Joe

Tool material - [NNSOlidicarbide NN

oo

M ;&_‘ i%’ ‘%’ Surface finish Signum Signum
Y Discount group 106 106
Guhring no. 3895 3896
{ﬂ ¢
N |—7
o o
T
I3
I
d1 h10 | d2 h6 d3 I 12 13 c Z o
Code no. Availability
mm mm mm mm mm mm mm x 45°
6.000 6.000 6.000 5.700 57.00 13.00 20.00 0.15 4 o o
8.000 8.000 8.000 7.700 63.00 19.00 26.00 0.15 4 o o
10.000 10.000 10.000 9.500 72.00 22.00 30.00 0.20 4 o o
12.000 12.000 12.000 11.500 83.00 26.00 36.00 0.20 4 ) o
16.000 16.000 16.000 15.500 92.00 32.00 42.00 0.35 4 o o
20.000 20.000 20.000 19.500 104.00 38.00 52.00 0.45 4 o o
Cutting values: HPC-roughing* and hard finishing
Feed depth Feed width** Cutting speed fz (mm/z) with nom. @
ISO Code Hardness ap - s 3 6 8 10 12 16 20
- < 850 N/mm2 : - ; ; : : : ; - ;
850 -
1400 N/mm?2 1xd - 140 0.02 0.04 0.05 0.065 0.08 0.095 0.11
Cashmat, =240 HB 30 1xd 0.5xd 130 0.014 0027 0036 005 0059 0072 0.086
< 54 HRC 1xD 0.15xD 110 0.015 0.03 0.04 0.05 0.06 0.07 0.09
<63 HRC 2xD 0.03xD 80 0.01 0.015 0.025 0.035 0.042 0.05 0.08

* air cooling is recommended for optimal chip evacuation and tool life.
** for slotting (up to 54 HRC) the cutting speed and feed rate should be reduced by 30 %.




Hard roughing end mills GS 100 H (fine teeth)

centre cutting

6527 HR — ' % a5® ﬁ: SN DHA DHB
Tool material  INSOGICarBECI
;&_‘ Q&' ‘%’ o4 Surface finish Signum Signum
Discount group 106 106
Guhring no. 6704 6705
HR
) A64° C
Sl — S
A s
2
I3
I
d1 h10 d2 h6 11 12 13 c Z L
Code no. Availability
mm mm mm mm mm mm x 45°
6.000 6.000 6.000 57.00 13.00 21.00 0.30 4 ® o
8.000 8.000 8.000 63.00 19.00 27.00 0.30 4 o ®
10.000 10.000 10.000 72.00 22.00 32.00 0.30 4 o ()
12.000 12.000 12.000 83.00 26.00 38.00 0.50 4 o o
16.000 16.000 16.000 92.00 32.00 44.00 0.50 4 o o
20.000 20.000 20.000 104.00 38.00 54.00 0.50 4 o o
25.000 25.000 25.000 121.00 45.00 65.00 0.60 4 () [ J
Cutting values: HPC-roughing*
Feed depth* Feed width** Cutting speed
ISO Code Hardness ap s 6 8 10 12 16 20 o5
< 850 N/mm2 - - - - - - - - -
1o me 15xd 0.4xd 130 0016 0032 0041 0054 0063 0081  0.09
Cashmat, =240 HB 30 oxd 0.5xd 130 0.016 0032 0041 0054 0063 0081  0.09
< 54 HRC 1.5xd 0.25xd 90 0.014 0.022 0.027 0.036 0.045 0.054 0.063
<63 HRC - - = = = - - - -
* peripheral cooling ,,Guhrojet” is recommended for optimal chip evacuation and tool life
** for slotting the cutting speed and feed rate should be reduced by 30 %.
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Hard roughing end mills GS 100 H (fine teeth)

centre cutting

20° F 3
6527 HR — w % 45° Zz;’ gi

e

Tool material [ INSOlidiCarDicem
;ZL N/, 54 Surface finish Signum
Discount group 117
Guhring no. 3682
HR
oy
s S
© T ©
2
I3
I
d1 h10 d2 hé 1 12 13 c Z . .
Code no. Availability
mm mm mm mm mm mm x 45°
6.000 6.000 6.000 57.00 13.00 21.00 0.30 4 [ )
8.000 8.000 8.000 63.00 19.00 27.00 0.30 4 o
10.000 10.000 10.000 72.00 22.00 32.00 0.30 4 [ )
12.000 12.000 12.000 83.00 26.00 38.00 0.50 4 o
16.000 16.000 16.000 92.00 32.00 44.00 0.50 4 o
20.000 20.000 20.000 104.00 38.00 54.00 0.50 4 [ )
Cutting values: HPC-roughing*
Feed depth* Feed width** Cutting speed
ISO Code Hardness ap - s 6 8 10 12 16 20 o5
< 850 N/mm2 - - - - - - - - - -
1o me 15xd 0.4xd 130 0016 0032 0041 0054 0063 0081  0.09
Cashmat, =240 HB 30 oxd 0.5xd 130 0016 0032 0041 0054 0063 0081 0.9
<54 HRC 1.5xd 0.25xd 2 0014 0022 0027 0036 0045 0054 0.063
<63 HRC - - - - - - . - - -

* peripheral cooling ,,Guhrojet” is recommended for optimal chip evacuation and tool life
** for slotting the cutting speed and feed rate should be reduced by 30 %.
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Hard profile cutters with Torus grind GF 300 T

centre cutting

G H = -G:;D Qso" @2 ﬁ;.’
;ﬂ_‘ i&‘% :@ lm/ 63

-7°

Y]

Tool material - [NSOlidicarbice N

i

Surface finish Signum
Discount group 106
Guhring no. 3361
[a2]
gl
\ |
N —
1L S
BT Ll i
- la
d1h8 | d2h6 d3 I 12 13 14 r B Z —
Code no. S Availability
mm mm mm mm mm mm mm mm
0.501 0.500 4.000 0.480 50.00 1.00 3.00 22.00 0.10 4.60 2 o
1.002 1.000 4.000 0.950 50.00 2.00 6.00 22.00 0.20 4.00 2 ()
2.002 2.000 6.000 1.900 57.00 3.00 10.00 21.00 0.20 5.50 2 ®
2.005 2.000 6.000 1900 57.00 3.00 10.00 21.00 0.50 5.60 2 o
3.000 3.000 6.000 2.800 57.00 5.00 10.00 21.00 0.50 4.20 4 ()
3.003 3.000 6.000 2.800 57.00 5.00 10.00 21.00 0.30 4.20 4 ®
4.000 4.000 6.000 3.800 57.00 6.00 13.40 21.00 0.50 2.80 4 o
4.003 4.000 6.000 3.800 57.00 6.00 13.40 21.00 0.30 2.80 4 ()
5.000 5.000 6.000 4.800 57.00 8.00 15.90 21.00 0.50 1.40 4 ()
5.0038 5.000 6.000 4.800 57.00 8.00 1590 21.00 0.30 1.40 4 ®
6.000 6.000 6.000 5.700 57.00 9.00 20.00 21.00 1.00 - 4 )
6.003 6.000 6.000 5.700 57.00 9.00 20.00 21.00 0.30 - 4 ®
6.005 6.000 6.000 5.700 57.00 9.00 20.00 21.00 0.50 - 4 o
6.015 6.000 6.000 5.700 57.00 9.00 20.00 21.00 1.50 - 4 ()
8.000 8.000 8.000 7.700 63.00 12.00 26.00 27.00 1.00 - 4 ()
8.005 8.000 8.000 7.700 63.00 12.00 26.00 27.00 0.50 - 4 o
8.015 8.000 8.000 7.700 63.00 12.00 26.00 27.00 1.50 - 4 ()
8.020 8.000 8.000 7.700 63.00 12.00 26.00 27.00 2.00 - 4 ()

10.000 10.000 10.000 9.500 72.00 15.00 30.00 32.00 1.50 - 4 o

10.005 10.000 10.000 9.500 72.00 15.00 30.00 32.00 0.50 - 4 o

10.010 10.000 10.000 9.500 72.00 15.00 30.00 32.00 1.00 - 4 o

10.020 10.000 10.000 9.500 72.00 15.00 30.00 32.00 2.00 - 4 o

12.000 12.000 12.000 11.500 83.00 18.00 36.00 38.00 1.50 - 4 o

12.005 12.000 12.000 11.500 83.00 18.00 36.00 38.00 0.50 - 4 ()

12.010 12.000 12.000 11.500 83.00 18.00 36.00 38.00 1.00 - 4 o

12.020 12.000 12.000 11.500 83.00 18.00 36.00 38.00 2.00 - 4 ®

16.000 16.000 16.000 15.500 92.00 24.00 42.00 44.00 2.00 - 4 ®

16.030 16.000 16.000 15.500 92.00 24.00 42.00 44.00 3.00 - 4 ®

Cutting values: HPC-roughing and HSC copy milling*
Feed depth* Feed width** Cutting speed fz (mm/2) with nom. @

ISO Code Hardness ap . o 2 3 4 6 8 10 12 16
< 850 N/mm2 - - - - - - - - - - -
14085l\(l)/r_nm2 0.2xd 0.5xd 200 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

‘Gashmat, =240HB30  0.2xd 0.5xd 200 003 004 0045 005 007 01 012 0.5
< 54 HRC 0.1xd 0.5xd 140 0.02 0.03 0.035 0.04 0.05 0.07 0.08 0.1
< 63 HRC 0.05xd 0.3xd 80 0.02 0.03 0.035 0.04 0.05 0.07 0.08 0.1

* Dry machining with air cooling is recommended for optimal chip evacuation and tool life.

** for HSC copy milling and imachining with ae = 0.1xd the cutting speed v can be increased by 50 %
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Hard profile cutters with Torus grind GF 300 T

centre cutting

¢ " ?Qw@zmz
;&-‘i&‘% :@%63

-7°

Y]

Tool material - [NSOlidicarbice N

i

Surface finish Signum
Discount group 106
Guhring no. 3362
[a2]
gl
\ |
N —
1L S
BT _ |2 B “
- la
d1h8 | d2h6 d3 I 12 13 14 r B Z —
Code no. S Availability
mm mm mm mm mm mm mm mm
0.501 0.500 4.000 0.480 50.00 1.00 6.00 20.00 0.10 5.10 2 o
1.002 1.000 4.000 0.950 50.00 2.00 12.00 20.00 0.20 4.40 2 ()
2.002 2.000 6.000 1.900 75.00 3.00 18.00 39.00 0.20 3.00 2 ®
2.005 2.000 6.000 1900 75.00 3.00 18.00 39.00 0.50 3.00 2 o
3.003 3.000 6.000 2.800 75.00 5.00 25.00 39.00 0.30 2.30 4 ()
3.005 3.000 6.000 2.800 75.00 5.00 25.00 39.00 0.50 2.30 4 ®
4.003 4.000 6.000 3.800 75.00 6.00 32.00 39.00 0.30 1.50 4 o
4.005 4.000 6.000 3.800 75.00 6.00 32.00 39.00 0.50 1.50 4 ()
5.003 5.000 6.000 4.800 75.00 8.00 38.00 39.00 0.30 0.80 4 ()
5.005 5.000 6.000 4.800 75.00 8.00 38.00 39.00 0.50 0.80 4 ®
6.000 6.000 6.000 5.700 75.00 9.00 38.00 39.00 1.00 - 4 )
6.003 6.000 6.000 5.700 75.00 9.00 38.00 39.00 0.30 - 4 ®
6.005 6.000 6.000 5.700 75.00 9.00 38.00 39.00 0.50 - 4 o
6.015 6.000 6.000 5.700 75.00 9.00 38.00 39.00 1.50 - 4 ()
8.000 8.000 8.000 7.700 100.00 12.00 63.00 64.00 1.00 - 4 ()
8.005 8.000 8.000 7.700 100.00 12.00 63.00 64.00 0.50 - 4 o
8.015 8.000 8.000 7.700 100.00 12.00 63.00 64.00 1.50 - 4 ()
8.020 8.000 8.000 7.700 100.00 12.00 63.00 64.00 2.00 - 4 ()

10.000 10.000 10.000 9.500 100.00 15.00 58.00 60.00 1.50 - 4 o

10.005 10.000 10.000 9.500 100.00 15.00 58.00 60.00 0.50 - 4 o

10.010 10.000 10.000 9.500 100.00 15.00 58.00 60.00 1.00 - 4 o

10.020 10.000 10.000 9.500 100.00 15.00 58.00 60.00 2.00 - 4 o

12.000 12.000 12.000 11.500 150.00 18.00 103.00 105.00 1.50 - 4 o

12.005 12.000 12.000 11.500 150.00 18.00 103.00 105.00 0.50 - 4 ()

12.010 12.000 12.000 11.500 150.00 18.00 103.00 105.00 1.00 - 4 o

12.020 12.000 12.000 11.500 150.00 18.00 103.00 105.00 2.00 - 4 ®

16.000 16.000 16.000 15.500 150.00 24.00 100.00 102.00 2.00 - 4 ®

16.030 16.000 16.000 15.500 150.00 24.00 100.00 102.00 3.00 - 4 ®

Cutting values: HPC-roughing and HSC copy milling*
Feed depth* Feed width** Cutting speed fz (mm/2) with nom. @

ISO Code Hardness ap . o 2 3 4 6 8 10 12 16
< 850 N/mm2 - - - - - - - - - - -
14085l\(l)/r_nm2 0.2xd 0.5xd 200 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

‘Gashmat, =240HB30  0.2xd 0.5xd 200 003 004 0045 005 007 01 012 0.5
< 54 HRC 0.1xd 0.5xd 140 0.02 0.03 0.035 0.04 0.05 0.07 0.08 0.1
< 63 HRC 0.05xd 0.3xd 80 0.02 0.03 0.035 0.04 0.05 0.07 0.08 0.1

* Dry machining with air cooling is recommended for optimal chip evacuation and tool life.

** for HSC copy milling and imachining with ae = 0.1xd the cutting speed v can be increased by 50 %
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Multi-tooth end mills with corner radius GH 100 U

centre cutting

-GP 45° 7
I
G NH o Am 5::0,02 m: _:m DHA
Tool material  [NNSolidicarbidelN
:ﬁ ;W 54 Surface finish FIRE
Discount group 106
Guhring no. 3563
© r
Sy /1
S SN £
Pt
I3
I
d1 h10 | d2 h6 d3 I 12 13 r VA o
Code no. Availability
mm mm mm mm mm mm mm
6.005 6.000 6.000 5.700 57.00 13.00 20.00 0.50 6 o
6.010  6.000 6.000 5.700 57.00 13.00 20.00 1.00 6 ()
8.005 8.000 8.000 7.700 63.00 19.00 26.00 0.50 6 o
8.010 8.000 8.000 7.700 63.00 19.00 26.00 1.00 6 o
8.015 8.000  8.000 7.700  63.00 19.00 26.00 1.50 6 ()
8.020 8.000 8.000 7.700 63.00 19.00 26.00 2.00 6 o
10.005 10.000 10.000 9.500 72.00 22.00 30.00 0.50 6 o
10.010 10.000 10.000 9.500 72.00 22.00 30.00 1.00 6 ()
10.015 10.000 10.000 9.500 72.00 22.00 30.00 1.50 6 o
10.020 10.000 10.000 9.500 72.00 22.00 30.00 2.00 6 o
12.005 12.000 12.000 11.500 83.00 26.00 36.00 0.50 6 (]
12.010 12.000 12.000 11.500 83.00 26.00 36.00 1.00 6 o
12.015 12.000 12.000 11.500 83.00 26.00 36.00 1.50 6 o
12.020 12.000 12.000 11.500 83.00 26.00 36.00 2.00 6 (]
16.005 16.000 16.000 15.500 92.00 32.00 42.00 0.50 6 o
16.010 16.000 16.000 15.500 92.00 32.00 42.00 1.00 6 o
16.015 16.000 16.000 15.500 92.00 32.00 42.00 1.50 6 [
16.020 16.000 16.000 15.500 92.00 32.00 42.00 2.00 6 ([ J
20.005 20.000 20.000 19.500 104.00 38.00 52.00 0.50 8 [ J
20.010 20.000 20.000 19.500 104.00 38.00 52.00 1.00 8 ()
20.015 20.000 20.000 19.500 104.00 38.00 52.00 1.50 8 o
20.020 20.000 20.000 19.500 104.00 38.00 52.00 2.00 8 o
Cutting values: Finishing*** and HPC-roughing**
Feed depth* Feed width** Cutting speed fz (mm/z) with nom. @
ISO Code Hardness ap . s 3 6 8 10 12 16 20 25
- < 850 N/mm? 2xd 0.2xd 280 0.014 0.027 0.036 0.05 0.059 0.072 0.086 0.12
850 -
1400 N/mm2 2xd 0.15xd 180 0.012 0.024 0.032 0.04 0.048 0.056 0.072 0.104
M < 750 N/mm?2 2xd 0.15xd 150 0.014 0.027 0.036 0.045 0.054 0.063 0.081 0.11
Stainless
Steel > 750 N/mm?2 2xd 0.1xd 100 0.014 0.027 0.036 0.045 0.054 0.063 0.081 0.11
Gashmat, =240 HB 30 2xd 0.2xd 160 0.016 003 004 0055 0065 008 0095 0.14
Alumri‘nium < 7% Si 2xd 0.15xd 280 0.018 0.035 0.045 0.05 0.065 0.08 0.12 0.15

* peripheral cooling ,,Guhrojet” is recommended for optimal chip evacuation and tool life
** for trochoidal milling and imachining with ae 0.1-0.2xd the cutting speed and feed rate can be increased by 50 %.
*** for finishing with ag 0.01xD the feed rate must be reduced to achieve optimal surfaces
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Hard multi-tooth end mills corner radius GH 100 H

centre cutting

“GP 55° =70
G H ! Am 5:0,05 m: ?im DHA
m Tool material - [INSOlidicarbidel NN
;W 63 Surface finish Signum
Discount group 106
Guhring no. 4270
o r
S /2l
S SN\ A
Pl
I3
I
d1h10 | d2h6 d3 I 12 13 r 4 o
Code no. Availability
mm mm mm mm mm mm mm
3.003 3.000 6.000 2.800 57.00 8.00 11.40 0.30 6 )
4.004 4.000 6.000 3.800 57.00 11.00 15.90 0.40 6 o
5.005 5.000 6.000 4.800 57.00 13.00 17.90 0.50 6 o
6.005 6.000 6.000 5.700 57.00 13.00 20.00 0.50 6 ([ J
6.010 6.000 6.000 5.700 57.00 13.00 20.00 1.00 6 ([ J
8.005 8.000 8.000 7.700 63.00 19.00 26.00 0.50 6 [ J
8.010 8.000 8.000 7.700 63.00 19.00 26.00 1.00 6 ( J
8.015 8.000 8.000 7.700 63.00 19.00 26.00 1.50 6 o

10.005 10.000 10.000 9.500 72.00 22.00 30.00 0.50 6 o

10.010 10.000 10.000 9.500 72.00 22.00 30.00 1.00 6 ([ J

10.015 10.000 10.000 9.500 72.00 22.00 30.00 1.50 6 [

12.005 12.000 12.000 11.500 83.00 26.00 36.00 0.50 6 [ J

12.010 12.000 12.000 11.500 83.00 26.00 36.00 1.00 6 ([ J

12.015 12.000 12.000 11.500 83.00 26.00 36.00 1.50 6 ([

16.010 16.000 16.000 15.500 92.00 32.00 42.00 1.00 6 ()

16.020 16.000 16.000 15.500 92.00 32.00 42.00 2.00 6 o

Cutting values: Finishing*** and HPC-roughing**
Feed depth* Feed width** Cutting speed fz (mm/z) with nom. @

ISO Code Hardness ap - e 3 6 8 10 12 16 20 o5
< 850 N/mm?2 - - - - - - - - - - -
14085l\(l)/r-nm2 2xd 0.05xd 180 0.012 0.024 0.032 0.04 0.048 0.056 0.072 0.104
> 240 HB 30 2xd 0.05xd 160 0.016  0.03 0.04 0.0565 0.065 0.08 0.095 0.14

<54 HRC 1.5xd 0.05xd 120 0.012 0.024 0.032 0.04 0.048 0.056 0.072 0.104
<63 HRC 1.5xd 0.02xd 90 0.01 0.015 0.025 0.035 0.042 0.05 0.08 0.09

* peripheral cooling ,,Guhrojet” is recommended for optimal chip evacuation and tool life, for hard machining air cooling is recommended
** for trochoidal milling and imachining with ae 0.1-0.2xd the cutting speed and feed rate can be increased by 50 %.
*** for finishing with ae 0.01xD the feed rate must be reduced to achieve optimal surfaces
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Hard multi-tooth end mills corner radius GH 100 H

centre cutting

-GP 55° =70
G H ! Am 5:0,05 m : ?im DHA
m Tool material  [INSolidicarbidelN
/@/ 63 Surface finish Signum
Discount group 106
Guhring no. 3363
o r
S /2l
S SN\ A
A
I3
1
d1h10 | d2h6 d3 I 12 13 r 4 o
Code no. Availability
mm mm mm mm mm mm mm
6.000 6.000 6.000 5.700 75.00 13.00 38.00 0.50 6 ()
8.000 8.000 8.000 7.700 100.00 19.00 63.00 0.50 6 o

10.000 10.000 10.000 9.500 100.00 22.00 58.00 0.50 6 o

12.000 12.000 12.000 11.500 150.00 26.00 103.00 1.00 6 ([ J

16.000 16.000 16.000 15.500 150.00 32.00 100.00 1.00 6 o

Cutting values: Finishing*** and HPC-roughing**
Feed depth* Feed width** Cutting speed fz (mm/z) with nom. @

ISO Code Hardness ap - s 3 6 8 10 12 16 20 o5
< 850 N/mm?2 - - - - - - - - - - -
14085l\(l)/r_nm2 2xd 0.05xd 180 0.012 0.024 0.032 0.04 0.048 0.056 0.072 0.104
> 240 HB 30 2xd 0.05xd 160 0.016  0.03 0.04 0.055 0.065 0.08 0.095 0.14

<54 HRC 1.5xd 0.05xd 120 0.012 0.024 0.032 0.04 0.048 0.056 0.072 0.104
<63 HRC 1.5xd 0.02xd 90 0.01 0.015 0.025 0.035 0.042 0.05 0.08 0.09

* peripheral cooling ,,Guhrojet” is recommended for optimal chip evacuation and tool life, for hard machining air cooling is recommended
** for trochoidal milling and imachining with ae 0.1-0.2xd the cutting speed and feed rate can be increased by 50 %.
*** for finishing with ae 0.01xD the feed rate must be reduced to achieve optimal surfaces
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Hard multi-tooth end mills GH 100 H

centre cutting

- “ﬁp 55° 7o
G H S 1 Am 450 ﬁ: _:m DHA
Tool material  [NSolidicarbideN
m 63 Surface finish Signum
Discount group 106
Guhring no. 3715
C
\ 7
3 SN E
ke} kel
LI—2>
I3
Iq
di1h10 d2 hé 11 12 13 c Z R
Code no. Availability
mm mm mm mm mm mm x 45°
3.000 3.000 6.000 57.00 8.00 11.40 0.05 6 [ J
4.000 4.000 6.000 57.00 11.00 15.90 0.05 6 o
5.000 5.000 6.000 57.00 13.00 17.90 0.05 6 ]
6.000 6.000 6.000 57.00 13.00 21.00 0.05 6 o
8.000 8.000 8.000 63.00 19.00 27.00 0.10 6 o
10.000 10.000 10.000 72.00 22.00 32.00 0.10 6 (]
12.000 12.000 12.000 83.00 26.00 38.00 0.10 6 o
14.000 14.000 14.000 83.00 26.00 38.00 0.15 6 [ )
14.001 14.000 16.000 92.00 32.00 43.00 0.15 6 o
16.000 16.000 16.000 92.00 32.00 44.00 0.15 6 o
18.000 18.000 18.000 92.00 32.00 44.00 0.15 8 o
18.001 18.000 20.000 104.00 38.00 53.00 0.15 8 (]
20.000 20.000 20.000 104.00 38.00 54.00 0.15 8 o
Cutting values: Finishing*** and HPC-roughing**
Feed depth* Feed width** Cutting speed fz (mm/z) with nom. @

ISO Code Hardness ap - s 3 6 8 10 12 16 20 o5
< 850 N/mm2 - - - - - - - - - - -
14085l\(l)/r-nm2 2xd 0.05xd 180 0.012 0.024 0.032 0.04 0.048 0.056 0.072 0.104
> 240 HB 30 2xd 0.05xd 160 0.016  0.03 0.04 0.055 0.065 0.08 0.095 0.14

< 54 HRC 1.5xd 0.05xd 120 0.012 0.024 0.032 0.04 0.048 0.056 0.072 0.104
<63 HRC 1.5xd 0.02xd 90 0.01 0.015 0.025 0.035 0.042 0.05 0.08 0.09

* peripheral cooling ,,Guhrojet” is recommended for optimal chip evacuation and tool life, for hard machining air cooling is recommended.
** for trochoidal milling and imachining with ae 0.1-0.2xd the cutting speed and feed rate can be increased by 50 %.
** for finishing with ae 0.01xD the feed rate must be reduced by 25 % to achieve optimal surfaces.
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Hard multi-tooth end mills GH 100 H

centre cutting

SEICENER o PO o

Tool material  [NSolidicarbideN
m 63 Surface finish Signum
Discount group 106
Guhring no. 3716
C
\ /
3 SN
© ©
LI—2>
I3
I
di1h10 d2 hé 11 12 13 c Z R
Code no. Availability
mm mm mm mm mm mm x 45°
6.000 6.000 6.000 75.00 30.00 39.00 0.05 6 [ J
8.000 8.000 8.000 100.00 40.00 64.00 0.10 6 o
10.000 10.000 10.000 100.00 40.00 60.00 0.10 6 ]
12.000 12.000 12.000 150.00 45.00 105.00 0.10 6 o
16.000 16.000 16.000 150.00 65.00 102.00 0.15 6 o
20.000 20.000 20.000 150.00 65.00 100.00 0.15 8 (]
Cutting values: Finishing*** and HPC-roughing**
Feed depth* Feed width** Cutting speed fz (mm/z) with nom. @

ISO Code Hardness ap - s 3 6 8 10 12 16 20 o5
< 850 N/mm2 - - - - - - - - - - -
14085l\(l)/r-‘nm2 2xd 0.05xd 180 0.012 0.024 0.032 0.04 0.048 0.056 0.072 0.104
> 240 HB 30 2xd 0.05xd 160 0.016  0.03 0.04 0.055 0.065 0.08 0.095 0.14

< 54 HRC 1.5xd 0.05xd 120 0.012 0.024 0.032 0.04 0.048 0.056 0.072 0.104
<63 HRC 1.5xd 0.02xd 90 0.01 0.015 0.025 0.035 0.042 0.05 0.08 0.09

* peripheral cooling ,,Guhrojet” is recommended for optimal chip evacuation and tool life, for hard machining air cooling is recommended.
** for trochoidal milling and imachining with ae 0.1-0.2xd the cutting speed and feed rate can be increased by 50 %.
** for finishing with ae 0.01xD the feed rate must be reduced by 25 % to achieve optimal surfaces.
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Ball nose slot drills (2-fluted)

centre cutting

30° ”‘* 9°
Y ch 4 -
6527 N 2 Q R20,05 @;’ JE DHA D"'B
Tool material  [INSolidicarbideNN
—M’ ;&_‘ i&' ‘%’ ‘@’ /W 48 Surface finish FIRE FIRE
Discount group 117 117
Guhring no. 3679 3049
r
; e
° ©
12|
I3
I
d1 h10 d2 h6 I 12 13 r VA o
Code no. Availability
mm mm mm mm mm mm
0.500 0.500 3.000 38.00 1.00 2.10 0.25 2 o
0.800 0.800 3.000 38.00 1.00 2.10 0.40 2 (]
1.000 1.000 3.000 38.00 2.00 3.90 0.50 2 o
1.500 1.500 3.000 38.00 3.00 6.40 0.75 2 [ J
2.000 2.000 6.000 57.00 6.00 9.40 1.00 2 ()
3.000 3.000 6.000 57.00 7.00 11.90 1.50 2 o @
4.000 4.000 6.000 57.00 8.00 13.40 2.00 2 o o
5.000 5.000 6.000 57.00 10.00 16.90 2.50 2 () [ )
6.000 6.000 6.000 57.00 10.00 21.00 3.00 2 ([ ([
8.000 8.000 8.000 63.00 16.00 27.00 4.00 2 o o
10.000 10.000  10.000 72.00 19.00 32.00 5.00 2 (] (]
12.000 12.000 12.000 83.00 22.00 38.00 6.00 2 o o
14.000 14.000 14.000 83.00 22.00 38.00 7.00 2 o o
14.001 14.000 16.000 92.00 26.00 43.00 7.00 2 (]
16.000 16.000 16.000 92.00 26.00 44.00 8.00 2 o o
18.000 18.000 18.000 92.00 26.00 44.00 9.00 2 o o
18.001 18.000 20.000 104.00 32.00 53.00 9.00 2 ®
20.000 20.000 20.000 104.00 32.00 54.00 10.00 2 o o
Cutting values: Roughing and copy milling*
Feed depth Feed width** Cutting speed fz (mm/z) with nom. @
ISO Code Hardness ap - . 5 3 4 6 8 10 12 16
- < 850 N/mm? 0.5xd 0.4xd 175 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15
850 -
1400 N/mm2 0.5xd 0.3xd 140 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15
M < 750 N/mm?2 1xd 0.1xd 126 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15
Stainless
Steel > 750 N/mm?2 1xd 0.1xd 56 0.02 0.03 0.035 0.04 0.05 0.07 0.08 0.1
Alumri‘nium <7% Si 1xd 0.3xd 196 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15
Ti sp.salloys < 1300 N/mm?2 1xd 0.1xd 56 0.02 0.03 0.035 0.04 0.05 0.07 0.08 0.1
- upto 54 HRC  0.05xd 0.05xd 70 002 003 0035 004 005 007 008 0.1

* peripheral cooling ,,Guhrojet” is recommended for optimal chip evacuation and tool life, for hard machining air cooling is recommended

** for HSC-finishing with ae = 0.02xd the cutting speed v¢ can be increased by 50 %
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Ball nose slot drills (2-fluted)

centre cutting

30° ”‘* 9°
Y ch 4 -
6527 N 2 Q R20,05 @;’ JE DHB
Tool material  [INSOlidicarbide NN
—&’ ;&_‘ Q&' ‘%’ ‘@’ /W 32 | Surface finish bright
Discount group 117
Guhring no. 3024
r
| B
© ©
12|
I3
I
d1 h10 d2 h6 I 12 13 r Z o
Code no. Availability
mm mm mm mm mm mm
3.000 3.000 6.000 57.00 7.00 11.90 1.50 2 (]
4.000 4.000 6.000 57.00 8.00 13.40 2.00 2 ([ J
5.000 5.000 6.000 57.00 10.00 16.90 2.50 2 o
6.000 6.000 6.000 57.00 10.00 21.00 3.00 2 ([ J
8.000 8.000 8.000 63.00 16.00 27.00 4.00 2 o
10.000 10.000 10.000 72.00 19.00 32.00 5.00 2 o
12.000 12.000 12.000 83.00 22.00 38.00 6.00 2 ( J
14.000 14.000 14.000 83.00 22.00 38.00 7.00 2 (]
16.000 16.000 16.000 92.00 26.00 44.00 8.00 2 [ J
18.000 18.000 18.000 92.00 26.00 44.00 9.00 2 [ J
20.000 20.000 20.000 104.00 32.00 54.00 10.00 2 ([ J
Cutting values: Roughing and copy milling*
Feed depth Feed width** Cutting speed fz (mm/z) with nom. @
ISO Code Hardness ap - . 5 3 4 6 8 10 12 16
- < 850 N/mm?2 0.5xd 0.4xd 175 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15
850 -
1400 N/mm2 0.5xd 0.3xd 140 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15
M < 750 N/mm2 1xd 0.1xd 126 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15
Stainless
Steel = 750 N/mm2 1xd 0.1xd 56 0.02 0.03 0.035 004 0.05 0.07 0.08 0.1
Alum'?nium <7%Si 1xd 0.3xd 196 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15
Ti sp.salloys < 1300 N/mm?2 1xd 0.1xd 56 0.02 0.03 0.085 0.04 005 0.07 0.08 0.1
0.05xd 70 0.02 0.03 0.085 0.04 0.05 0.07 0.08 0.1

- upto 54 HRC  0.05xd

* peripheral cooling ,,Guhrojet” is recommended for optimal chip evacuation and tool life, for hard machining air cooling is recommended

** for HSC-finishing with ae = 0.02xd the cutting speed v¢ can be increased by 50 %

All recommendations are valid for coated tools. For bright milling cutters please v¢ -40% and f; -25% !
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Ball nose slot drills (2-fluted)

centre cutting

30° ”‘* 9°
AW ch 4 =
6527 N 2 % RED0s @;’ SN D"'A
Tool material  [NSolidicarbideN
—Mr ;&_‘ i% ‘%’ % /W 32 | gurface finish bright
Discount group 117
Guhring no. 3308
r
~ s
kel °
12|
I3
I
d1 h10 d2 h6 I 12 13 r VA o
Code no. Availability
mm mm mm mm mm mm
0.500 0.500 3.000 38.00 1.00 2.10 0.25 2 o
0.800 0.800 3.000 38.00 1.00 2.10 0.40 2 o
1.000 1.000 3.000 38.00 2.00 3.90 0.50 2 ([
1.500 1.500 3.000 38.00 3.00 6.40 0.75 2 o
2.000 2.000 6.000 57.00 6.00 9.40 1.00 2 o
3.000 3.000 6.000 57.00 7.00 11.90 1.50 2 (]
4.000 4.000 6.000 57.00 8.00 13.40 2.00 2 o
5.000 5.000 6.000 57.00 10.00 16.90 2.50 2 o
6.000 6.000 6.000 57.00 10.00 21.00 3.00 2 o
8.000 8.000 8.000 63.00 16.00 27.00 4.00 2 o
10.000 10.000 10.000 72.00 19.00 32.00 5.00 2 o
12.000 12.000 12.000 83.00 22.00 38.00 6.00 2 (]
14.000 14.000 14.000 83.00 22.00 38.00 7.00 2 o
14.001 14.000 16.000 92.00 26.00 43.00 7.00 2 ()
16.000 16.000 16.000 92.00 26.00 44.00 8.00 2 o
18.000 18.000 18.000 92.00 26.00 44.00 9.00 2 o
18.001 18.000 20.000 104.00 32.00 53.00 9.00 2 ([ J
20.000 20.000 20.000 104.00 32.00 54.00 10.00 2 o
Cutting values: Roughing and copy milling*
Feed depth Feed width** Cutting speed fz (mm/z) with nom. @
ISO Code Hardness ap - . 5 3 4 6 8 10 12 16
- <850 N/mm2  0.5xd 0.4xd 175 0.03 004 0045 005 007 01 012 0.15
850 -
1400 N/mm2  0-5xd 0.3xd 140 003 0.04 0045 005 007 01 012 015
M < 750 N/mm2 1xd 0.1xd 126 003 004 0045 005 007 01 012 0.15
Stainless
Steel = 750 N/mm2 1xd 0.1xd 56 0.02 003 0035 004 005 007 008 01
Alum'?nium <7% Si 1xd 0.3xd 196 0.03 004 0045 005 007 01 012 0.15
Ti Spguoys <1300 N/mm2  1xd 0.1xd 56 0.02 0.03 0035 004 005 007 008 01
- upto 54 HRC  0.05xd 0.05xd 70 002 003 0035 004 005 007 008 0.1

* peripheral cooling ,,Guhrojet” is recommended for optimal chip evacuation and tool life, for hard machining air cooling is recommended
** for HSC-finishing with ae = 0.02xd the cutting speed v¢ can be increased by 50 %

All recommendations are valid for coated tools. For bright milling cutters please v¢ -40% and f; -25% !
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XL ball nose slot drills (2-fluted)

centre cutting

A N T gj”" \) @: éﬁ [Ja [Jna

Tool material  [NSOlidicarbideNN
;&_‘ Q&' % 32 Surface finish bright FIRE
Discount group 117 117
Guhring no. 3014 3030

.

I
d1 h10 d2 hé I 12 13 r VA o
Code no. Availability
mm mm mm mm mm mm
3.000 3.000 3.000 75.00 20.00 47.00 1.50 2 o o
4.000 4.000 4.000 75.00 25.00 47.00 2.00 2 (] (]
5.000 5.000 5.000 75.00 30.00 47.00 2.50 2 o o
6.000 6.000 6.000 75.00 30.00 39.00 3.00 2 ] [ )
8.000 8.000 8.000 100.00 40.00 64.00 4.00 2 () ()
10.000 10.000 10.000 100.00 40.00 60.00 5.00 2 o o
12.000 12.000 12.000 150.00 45.00 105.00 6.00 2 o o
Cutting values: Roughing and copy milling*
Feed depth Feed width** Cutting speed fz (mm/z) with nom. @
ISO Code Hardness ap - e 5 3 4 6 8 10 12 16
< 850 N/mm?2 0.5xd 0.4xd 175 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15
850 -
1400 N/mm2 0.5xd 0.3xd 140 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15
M < 750 N/mm?2 1xd 0.1xd 126 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15
Stainless
Steel > 750 N/mm?2 1xd 0.1xd 56 0.02 0.03 0.035 0.04 0.05 0.07 0.08 0.1
Alum'?nium <7% Si 1xd 0.3xd 196 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15
Ti sp.salloys < 1300 N/mm?2 1xd 0.1xd 56 0.02 0.03 0.035 0.04 0.05 0.07 0.08 0.1
- upto 54 HRC  0.05xd 0.05xd 70 002 003 0035 004 005 007 008 0.1

* peripheral cooling ,,Guhrojet” is recommended for optimal chip evacuation and tool life, for hard machining air cooling is recommended
** for HSC-finishing with ae = 0.02xd the cutting speed v¢ can be increased by 50 %
All recommendations are valid for coated tools. For bright milling cutters please v¢ -40% and f; -25% !
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Ball nose end mills (4-fluted)

centre cutting

30° j‘* 90
AN s
on [y T P W % & [ s
Tool material  [NSOlidicarbideN
;&_‘ Q&' ‘é- ;W 32 Surface finish bright FIRE
Discount group 117 117
Guhring no. 3306 3727
r
i
N —
gel ©
2
I3
I
d1 h10 d2 h6 I 12 13 r VA R
Code no. Availability
mm mm mm mm mm mm
4.000 4.000 4.000 50.00 11.00 22.00 2.00 4 o o
5.000 5.000 5.000 50.00 13.00 22.00 2.50 4 o o
6.000 6.000 6.000 57.00 13.00 21.00 3.00 4 o o
8.000 8.000 8.000 63.00 19.00 27.00 4.00 4 o [ )
10.000 10.000 10.000 72.00 22.00 32.00 5.00 4 ( J ([ J
12.000 12.000 12.000 83.00 26.00 38.00 6.00 4 o o
14.000 14.000 14.000 83.00 26.00 38.00 7.00 4 o o
14.001 14.000 16.000 92.00 32.00 36.00 7.00 4 [ J (]
16.000 16.000 16.000 92.00 32.00 44.00 8.00 4 ([ J ([
18.000 18.000 18.000 92.00 32.00 44.00 9.00 4 o o
18.001 18.000 20.000 104.00 38.00 54.00 9.00 4 (] (]
20.000 20.000 20.000 104.00 38.00 54.00 10.00 4 ] (]
Cutting values: Roughing and copy milling*
Feed depth Feed width** Cutting speed fz (mm/z) with nom. @
ISO Code Hardness ap - e 5 3 4 6 8 10 12 16
- < 850 N/mm? 0.5xd 0.4xd 175 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15
850 -
1400 N/mm2 0.5xd 0.3xd 140 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15
M < 750 N/mm2 1xd 0.1xd 126 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15
Stainless
Steel > 750 N/mm?2 1xd 0.1xd 56 0.02 0.03 0.035 0.04 0.05 0.07 0.08 0.1
Alum'?nium <7% Si 1xd 0.3xd 196 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15
T sp.salloys < 1300 N/mm?2 1xd 0.1xd 56 0.02 0.03 0.035 0.04 0.05 0.07 0.08 0.1
- upto 54 HRC  0.05xd 0.05xd 70 002 003 0035 004 005 007 008 0.1

* peripheral cooling ,,Guhrojet” is recommended for optimal chip evacuation and tool life, for hard machining air cooling is recommended

** for HSC-finishing with ae = 0.02xd the cutting speed v¢ can be increased by 50 %

All recommendations are valid for coated tools. For bright milling cutters please v¢ -40% and f; -25% !
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Ball nose end mills (4-fluted)

centre cutting

30° j‘* 90
S GD %
6527 N — 4 % &{ @;’ ) D"'B D"'B
Tool material  [NSOlidicarbideNN
;&_‘ Q&' ‘é- ;W 32 Surface finish bright FIRE
Discount group 117 117
Guhring no. 3026 3050
r
i
N —
o© §e
2
I3
lq
d1 h10 d2 h6 I 12 13 r VA R
Code no. Availability
mm mm mm mm mm mm
3.000 3.000 6.000 57.00 8.00 12.90 1.50 4 o o
4.000 4.000 6.000 57.00 11.00 16.90 2.00 4 o o
5.000 5.000 6.000 57.00 13.00 19.90 2.50 4 o o
6.000 6.000 6.000 57.00 13.00 21.00 3.00 4 ] [ )
8.000 8.000 8.000 63.00 19.00 27.00 4.00 4 o o
10.000 10.000 10.000 72.00 22.00 32.00 5.00 4 o @
12.000 12.000 12.000 83.00 26.00 38.00 6.00 4 o o
14.000 14.000 14.000 83.00 26.00 38.00 7.00 4 ([ J (]
16.000 16.000 16.000 92.00 32.00 44.00 8.00 4 ([ J ([
18.000 18.000 18.000 92.00 32.00 44.00 9.00 4 o o
20.000 20.000 20.000 104.00 38.00 54.00 10.00 4 o o
Cutting values: Roughing and copy milling*
Feed depth Feed width** Cutting speed fz (mm/z) with nom. @
ISO Code Hardness ap - e 5 3 4 6 8 10 12 16
- <850 N/mm2  0.5xd 0.4xd 175 003 0.04 0045 005 007 01 012 015
850 -
1400 N/mm2  0-5xd 0.3xd 140 003 0.04 0045 005 007 01 012 015
M < 750 N/mm2 1xd 0.1xd 126 003 004 0045 005 007 01 012 0.15
Stainless
Steel =750 N/mm? 1xd 0.1xd 56 002 003 0035 004 005 007 008 0.1
Alum'i‘nium <7% Si 1xd 0.3xd 196 003 0.04 0045 005 007 01 012 0.15
Ti spguoys <1300 N/mm2  1xd 0.1xd 56 002 003 0035 004 005 007 008 0.1
- upto 54 HRC  0.05xd 0.05xd 70 002 003 0035 004 005 007 008 0.1

* peripheral cooling ,,Guhrojet” is recommended for optimal chip evacuation and tool life, for hard machining air cooling is recommended

** for HSC-finishing with ae = 0.02xd the cutting speed v¢ can be increased by 50 %

All recommendations are valid for coated tools. For bright milling cutters please v¢ -40% and f; -25% !
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Ratio end mills RF 100 VA

centre cutting

o= T Y

6527 4 R0,05

70
jﬁ DHA DHB
i
Tool material  [NNINSClidicarbide N
—MF ;Q_‘ i&' % “ /% 48 Surface finish TiAIN-nanoA TiAIN-nanoA
\"A

Discount group 106 106
Guhring no. 6707 6708

K
©y

[s0)
© r
I ;1
[aV) —
© ©
A l2
I3
I
d1h10 | d2h6 d3 I 12 13 r 4 o
Code no. Availability
mm mm mm mm mm mm mm
4.000 4.000 6.000 3.800 57.00 11.00 18.00 2.00 4 ([ ([
5.000 5.000 6.000 4.800 57.00 13.00 18.00 2.50 4 [ J [ J
6.000 6.000 6.000 5.700 57.00 13.00 20.00 3.00 4 ([ J ([ J
8.000 8.000 8.000 7.700 63.00 19.00 26.00 4.00 4 ([ [
10.000 10.000 10.000 9.500 72.00 22.00 30.00 5.00 4 o (]
12.000 12.000 12.000 11.500 83.00 26.00 36.00 6.00 4 o o
16.000 16.000 16.000 15.500 92.00 32.00 42.00 8.00 4 ([ (]
20.000 20.000 20.000 19.500 104.00 38.00 52.00 10.00 4 o  J
25.000 25.000 25.000 24.000 121.00 45.00 63.00 12.50 4 [ J [ J
Cutting values: HPC-roughing*
Feed depth Feed width** Cutting speed fz (mm/z) with nom. @
ISO Code Hardness ap - o 3 6 8 10 12 16 20 25
- < 850 N/mm?2 1xd 0.3xd 200 0.02 0.04 0.055 0.07 0.085 0.1 0.12 0.17
M < 750 N/mm?2 1xd 0.3xd 140 0.018 0.035 0.045 0.06 0.07 0.09 0.1 0.15
Stainless
Steel = 750 N/mm?2 1xd 0.3xd 120 0.016 0.03 0.04 0.055 0.065 0.08 0.095 0.014
Al N . <7% Si 1xd 0.3xd 600 0.018 0.035 0.045 0.06 0.07 0.09 0.1 0.15
uminium
S < 1300 N/mm?2 1xd 0.2xd 130 0.02 0.03 0.04 0.06 007 0.08 0.09 0.12
Ti sp.alloys

* peripheral cooling ,,Guhrojet” is recommended for optimal chip evacuation and tool life
** for trochoidal milling and imachining with a¢ 0.1-0.2xd the cutting speed and feed rate can be increased by 50 %
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XL ball nose end mills (4-fluted)

centre cutting

300 ™ 90
G N o % £ ﬁ_. gm DHA DHA
4 R+0,05 Y iR
Tool material  [NSOlidicarbideNN
£ :&2 /w 32 Surface finish bright FIRE
Discount group 117 117
Guhring no. 3015 3043
r
i
N —
o