RF 100 U/HF, VA/NF, A/WF, RS100 U, F for unstable conditions

METRIC

Unstable conditions: Application v_factor f _factor Feed width (ae) Feed depth (ap)
- standard cooling Slotting 1 1 (0.7 for a, = 2xd) 1xd 0.5 up to 1xd
- average performance Roughing 1 1 (0.7 for a, = 2xd) 0.4 up to 0.9xd 0.5 up to 1xd
- medium- to long-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 Rf::‘;’;‘f;d:d ape ot 1 Ve fz (mm/z) with nom. @
pe | app 3 /6| 8 |[10]/12]16]20] 25
VA/NF Slotting 135 |0.009/0.018/|0.0024|0.032(0.038| 0.05 | 0.06 | 0.08
up to
850 VA/NF Roughing 160 | 0.01 |0.021]| 0.028 |0.037|0.044| 0.06 | 0.07 | 0.09
N/mm?
Finishing
VA/NF Slotting 120 |0.009|0.018/0.0024|0.032|0.038| 0.05 | 0.06 | 0.08
850-
1,200 VA/NF Roughing 140 | 0.01 |0.021]| 0.028 |0.037|0.044| 0.06 | 0.07 | 0.09
N/mm?
Finishing
850- U/HF Slotting 100 (0.008(0.011| 0.024 |0.032|0.038| 0.05 | 0.06 | 0.08
1,400
N/mm? .
U/HF Roughing 120 [ 0.01 [0.019| 0.026 |0.035|0.041| 0.06 | 0.07 | 0.09
up to U/HF Slotting 55 |0.006/0.012| 0.016 |0.022|0.026| 0.04 | 0.04 | 0.06
54 HRC
U/HF Roughing 80 |0.008/0.016| 0.021 |0.029|0.034| 0.05 | 0.06 | 0.07
Stainless steel BiE VA/NF Slotting | 90 |0.008/0.017| 0.022 | 0.03 |0.036| 0.05 | 0.06 | 0.08
1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X10CrNiS18-9 750 VA/NF Roughing 110 | 0.01|0.019| 0.026 |0.035|0.041| 0.06 | 0.07 | 0.09
USA = 308, 410, 420F, 430, 430F N/mm? iiahi
Finishing
Stainless steel VA/NF Slotting | 65 |0.0080.015| 0.02 |0.028|0.034| 0.04 | 0.06 | 0.07
1.4301X5CrNi18-10, 1.4303 X5CrNi18-12 1.4310 XCrNi18-8 750-850 VANF Roughing | 80 [0.009/0.017| 0.023 |0.032(0.039| 0.05 | 0.06 | 0.08
- N/mm?
USA =304, 304L, 420 L
Finishing
Stainless steel above VA/NF Slotting 55 |0.007|0.013| 0.018 |0.025| 0.03 | 0.04 | 0.05 | 0.06
1.4438 X2CrNiMo18-15-4, 1.4404 X2CrNiMo17-12-2, 1.4571 X6CrNiTi18-10 850 VA/NF Roughing 70 ]0.008|0.016| 0.021 | 0.03 |0.036| 0.05 | 0.06 | 0.08
USA = 310, 316, 316B, 316L, 317 N/mm?2 Finishing
Special alloys (nickel based “Ni¥) ;Jr;(t)% U/HF Slotting | 50 |0.007/0.013| 0.018 |0.025| 0.03 | 0.04 | 0.05 | 0.06
Nienciinconehiionsiiasieloy N/mm? U/HF Roughing | 70 [0.0080.016| 0.021 | 0.03 [0.036| 0.05 | 0.06 | 0.08
Titanium alloys (“Ti") up to U/HF Slotting 25 [0.006(0.012| 0.016 |0.022|0.026 0.04 | 0.04 | 0.06
3.7024 Ti99,5, 3.7114 TiAI5Sn2,5, 3.7124 TiCu2 1,300 ;
3.7154 TiAIBZr5, 3.7164 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5 N/mm?2 U/HF Roughing 40 (0.007|0.014| 0.019 |0.026|0.032| 0.04 | 0.05 | 0.07
VA/NF Slotting 120 |0.009/0.018| 0.024 |0.032(0.038| 0.05 | 0.06 | 0.08
up to .
240 HB 30 VA/NF Roughing 140 | 0.01 |0.021]| 0.028 |0.037|0.044| 0.06 | 0.07 | 0.09
Finishing
U/HF Slotting 105 |0.008/0.017| 0.022 | 0.03 [0.036| 0.05 | 0.05 | 0.08
above .
240 HB 30 U/HF Roughing 130 | 0.01 |0.019| 0.026 |0.035(0.041| 0.06 | 0.07 | 0.09
Finishing
A/WF Slotting 375 |0.011|0.021| 0.028 |0.037|0.044| 0.06 | 0.07 | 0.09
é‘;tgi A/WF Roughing | 440 [0.012/0.024| 0.032 |0.043|0.051| 0.07 | 0.09 | 0.11
(]
Finishing
A/WF Slotting 180 [ 0.01 [0.019| 0.026 |0.035|0.042| 0.06 | 0.07 | 0.09
gl;))vsei A/WF Roughing 210 |0.011/0.022| 0.029 | 0.04 |0.048| 0.06 | 0.08 | 0.1
Finishing
A/WF Slotting 140 | 0.01|0.019| 0.026 |0.035|0.042| 0.06 | 0.07 | 0.09
Magnesium-alloys _ K
MgMn2, G-MgAI8Zn1, G-MgAI6Zn3 A/WF Roughing 170 [0.011]0.022| 0.029 | 0.04 |0.048| 0.06 | 0.08 | 0.1
Finishing
Non-ferrous metals (copper, short- or long-chipping brass or bronze)
2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb up to VA/NF Slotting 200 | 0.01 |0.019| 0.026 |0.035|0.042| 0.06 | 0.07 | 0.09
2.0380 CuzZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuzZn43Pb2 850
2.0250 CuZn20, 2.0280 CuzZn33, 2.0332 CuzZn37Pb0,5 N/mim?
2.1090 CuSn7ZnPb, 2.1170 CuPb5SnS, 2.1176 CuPb10Sn VA/NF Roughing | 230 [0.011(0.022| 0.029 | 0.04 |0.048| 0.06 | 0.08 | 0.1
2.0916 CuAl5, 2.0960 CuAI9Mn, 2.1050 CuSn10

All recommendations are valid for coated tools. For bright milling cutters please vc - 40% and fz -25%

GUHRING 295



