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M Cutting data page 55-58 4|2 852 55-588
. * ¢ High-precision ball nose end mills for maximum form accuracy HRC 65u
N ® exact tolerance of the radius contour r = 0.5 x d1 +0.005 mm
¢ @ tolerance d1 of @ 0.2-3 mm +0.000/-0.010 mm 25J8k 7]
S ¢ with GlhroJet peripheral cooling from @ 0.2-3 mm
H ° e centre cutting
® neck clearance
HREERAEGT] - BRESEZNEE
« HACIHERAIEHE/AZE r=0,5 x d1 £0.005 mm
@ /N7ZEd1 #£@ 0.2- 3 mm +0.000/-0.010 mm GuhroJet FMEIZ 4]
%7 @ 0.2- 3 mm Y GuhroJet SMNEAAD - RS HIK
.ﬁ%p;ﬂi?zlg\i{ﬂjﬁu o° r r
B HEERR = — s < ? < 5| '
B%: l2 | g I
|3 |3
I lg
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l4
Article no. 6815
d133% | d2h5 d3 1 12 13 14 15 r B z Order no. o
mm mm mm mm mm mm mm mm mm °
0.20 4.00 0.18 50 0.2 0.50 9.2 22.0 0.10 11.80 2 6815 0.200 1,120
0.30 4.00 0.28 50 0.3 0.75 9.1 22.0 0.15 11.60 2 6815 0.300 1,120
0.40 4.00 0.38 50 0.4 1.00 9.1 22.0 0.20 11.40 2 6815 0.400 1,120
0.50 4.00 0.45 50 0.5 1.25 9.2 22.0 0.25 11.00 2 6815 0.500 1,120
0.60 4.00 0.55 50 0.6 1.50 9.2 22.0 0.30 10.80 2 6815 0.600 1,120
0.80 4.00 0.75 50 0.8 2.00 9.1 22.0 0.40 10.40 2 6815 0.800 1,120
1.00 4.00 0.92 50 1.0 2.50 9.2 22.0 0.50 9.70 2 6815 1.000 1,120
1.20 4.00 1.12 50 1.2 3.00 9.3 22.0 0.60 9.10 2 6815 1.200 1,120
1.50 4.00 1.40 50 1.5 4.00 9.6 22.0 0.75 8.00 2 6815 1.500 1,120
1.80 4.00 1.70 50 1.8 4.50 9.4 22.0 0.90 7.30 2 6815 1.800 1,120
2.00 6.00 1.85 50 2.0 5.00 14.2 14.0 1.00 8.60 2 6815 2.000 1,240
2.50 6.00 2.35 50 2.5 6.50 14.6 15.0 1.25 7.40 2 6815 2.500 1,240
3.00 6.00 2.85 50 3.0 7.50 14.4 14.0 1.50 6.60 2 6815 3.000 1,240
4.00 6.00 3.80 50 4.0 12.50 515 14.0 2.00 4.20 2 6815 4.000 1,240
5.00 6.00 4.80 50 5.0 15.00 16.6 14.0 2.50 2.00 2 6815 5.000 1,240
6.00 6.00 5.70 54 6.0 17.00 17.6 18.0 3.00 2 6815 6.000 1,240
8.00 8.00 7.70 58 8.0 22.00 22.6 22.0 4.00 2 6815 8.000 1,480
10.00 10.00 9.50 72 10.0 25.00 25.9 32.0 5.00 2 6815 10.000 2,020
12.00 12.00 11.50 73 12.0 30.00 30.9 28.0 6.00 2 6815 12.000 2,740
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Solid carbide Torus end mills W
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B ° GUHRINGNAVIGATOR ®
M Cutting data page 55-58 4JEI 281522/ 55-58E
. ° ¢ High-precision ball nose end mills for maximum form accuracy HRC 65u
N ¢ exact tolerance of the radius contour r = 0.5 x d1 £0.005 mm N
o @ tolerance d1 of @ 0.2-3 mm +0.000/-0.010 mm 25)8k7)
S ¢ with GlihroJet peripheral cooling from @ 0.2-3 mm
H . e centre cutting
® neck clearance
SREEMANT)  BRESMINGE
o HILEBETRIFSEAZE r =0,5 x d1 £0.005 mm
@ ANZd1 1D 0.2- 3 mm +0.000/-0.010 mm GuhroJet 4}ME4%
*#578 @ 0.2- 3 mm 9 GuhroJet SMNEI 44T - ARk
«Uis 73O R TH = } r |
SEELHE AT ~ r =1
SRS [ S B > =3 S
P [ — [
2 | 2
|3 |3
I lg
Is
I1
Article no. 6816
d133% | d2h5 d3 1 12 13 14 15 r B z
Order no. Bt%
mm mm mm mm mm mm mm mm mm
0.20 4.00 0.18 50 0.2 0.75 9.5 22.0 0.10 11.40 2 6816 0.200 1,160
0.30 4.00 0.28 50 0.3 1.00 9.4 22.0 0.15 11.30 2 6816 0.300 1,160
0.40 4.00 0.38 50 0.4 1.50 9.6 22.0 0.20 10.80 2 6816 0.400 1,160
0.50 4.00 0.45 50 0.5 1.50 9.5 22.0 0.25 10.70 2 6816 0.500 1,160
0.60 4.00 0.55 50 0.6 2.00 9.7 22.0 0.30 10.20 2 6816 0.600 1,160
0.80 4.00 0.75 50 0.8 3.00 10.1 22.0 0.40 9.30 2 6816 0.800 1,160
1.00 4.00 0.92 50 1.0 3.00 9.7 22.0 0.50 9.20 2 6816 1.000 1,160
1.20 4.00 1.12 50 1.2 4.00 10.3 22.0 0.60 8.20 2 6816 1.200 1,160
1.50 4.00 1.40 50 1.5 6.00 11.6 22.0 0.75 6.50 2 6816 1.500 1,160
1.80 4.00 1.70 50 1.8 6.00 10.9 22.0 0.90 6.20 2 6816 1.800 1,160
2.00 6.00 1.85 50 2.0 6.00 15.2 15.0 1.00 8.00 2 6816 2.000 1,290
2.50 6.00 2.35 50 2.5 8.00 16.1 16.0 1.25 6.70 2 6816 2.500 1,290
3.00 6.00 2.85 57 3.0 10.00 16.9 21.0 1.50 5.50 2 6816 3.000 1,290
4.00 6.00 3.80 57 4.0 14.00 17.0 21.0 2.00 3.80 2 6816 4.000 1,290
5.00 6.00 4.80 57 5.0 18.00 19.6 21.0 2.50 1.60 2 6816 5.000 1,290
6.00 6.00 5.70 57 6.0 20.00 20.6 21.0 3.00 2 6816 6.000 1,290
8.00 8.00 7.70 63 8.0 26.00 26.6 27.0 4.00 2 6816 8.000 1,540
10.00 10.00 9.50 72 10.0 31.00 31.9 32.0 5.00 2 6816 10.000 2,090
12.00 12.00 11.50 83 12.0 37.00 37.9 38.0 6.00 2 6816 12.000 2,830
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B ° GUHRINGNAVIGATOR ®
M Cutting data page 55-58 HJEI22 8155220 55-5880
. ° ¢ High-precision ball nose end mills for maximum form accuracy HRC 65
N  exact tolerance of the radius contour r = 0.5 x d1 £0.005 mm N u
* O tolerance d1 of @ 0.2-3 mm +0.000/-0.010 mm 25]8k 7]
S ¢ with GlhroJet peripheral cooling from @ 0.2-3 mm
H . e centre cutting
® neck clearance
EREENANRT]  BRESMINEE
* FICERERAVISHE/AZ r=0,5 x d1 £0.005 mm
@ ANZd1 4¢3 0.2- 3 mm +0.000/-0.010 mm GuhroJet SMEIZ4]
#75 @0.2- 3 mm 9 GuhroJet SME 44D - sl K
B TIBAL ALY S r
SRR ER — L |
GG [ ~3 = < E s ‘
" el el
|3 |3
I4 |4
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Article no. 6817
d12818?§ d2 h5 d3 1 12 13 14 15 r B Z
Order no. B
mm mm mm mm mm mm mm mm mm °
0.20 4.00 0.18 50 0.2 1.0 9.7 22.0 0.10 11.20 2 6817 0.200 1,200
0.30 4.00 0.28 50 0.3 1.5 9.9 22.0 0.15 10.70 2 6817 0.300 1,200
0.40 4.00 0.38 50 0.4 2.0 10.1 22.0 0.20 10.30 2 6817 0.400 1,200
0.50 4.00 0.45 50 0.5 25 10.5 22.0 0.25 9.60 2 6817 0.500 1,200
0.60 4.00 0.55 50 0.6 3.0 10.7 22.0 0.30 9.20 2 6817 0.600 1,200
0.80 4.00 0.75 50 0.8 4.0 111 22.0 0.40 8.50 2 6817 0.800 1,200
1.00 4.00 0.92 50 1.0 5.0 11.7 22.0 0.50 7.60 2 6817 1.000 1,200
1.20 4.00 1.12 50 1.2 6.0 12.3 22.0 0.60 6.80 2 6817 1.200 1,200
1.50 4.00 1.40 50 1.5 8.0 13.6 22.0 0.75 5.50 2 6817 1.500 1,200
1.80 4.00 1.70 50 1.8 9.0 13:9 22.0 0.90 4.80 2 6817 1.800 1,200
2.00 6.00 1.85 50 2.0 10.0 19.2 19.0 1.00 6.20 2 6817 2.000 1,330
2.50 6.00 2.35 50 2.5 12.5 20.6 21.0 1.25 5.10 2 6817 2.500 1,330
3.00 6.00 2.85 65 3.0 15.0 21.9 29.0 1.50 4.20 2 6817 3.000 1,330
4.00 6.00 3.80 65 4.0 20.0 23.0 29.0 2.00 2.70 2 6817 4.000 1,330
5.00 6.00 4.80 65 5.0 25.0 26.6 29.0 2.50 1.10 2 6817 5.000 1,330
6.00 6.00 5.70 65 6.0 25.0 25.6 29.0 3.00 2 6817 6.000 1,330
8.00 8.00 7.70 75 8.0 30.0 30.6 39.0 4.00 2 6817 8.000 1,590
10.00 10.00 9.50 90 10.0 40.0 40.9 50.0 5.00 2 6817 10.000 2,160
12.00 12.00 11.50 100 12.0 40.0 40.9 55.0 6.00 2 6817 12.000 2,930
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B ° GUHRINGNAVIGATOR ®
M Cutting data page 55-58 4JEI 281522/ 55-58E
. ° ¢ High-precision ball nose end mills for maximum form accuracy HRC 65u
N ¢ exact tolerance of the radius contour r = 0.5 x d1 £0.005 mm N
* O tolerance d1 of @ 0.2-3 mm +0.000/-0.010 mm 29]5}37]
S ¢ with GlihroJet peripheral cooling from @ 0.2-3 mm
H . e centre cutting
® neck clearance
EREERAGET] - BRESNEE
 PEERERAVIERE/AZE r=0,5 x d1 £0.005 mm
@ NZEd1 %D 0.2- 3 mm +0.000/-0.010 mm GuhroJet ZMEIZH]
#5748 @ 0.2- 3 mm #J GuhroJet FMNE 44T - Ak
BT LAY S )4 r ,
SEAS S = = ( =
) [I i) (@ ° ? ©
P [ — [
2 | 2
|3 |3
[ lg
Is
l1
Article no. 6818
d133% | d2h5 d3 1 12 13 14 15 r B z
Order no. B%
mm mm mm mm mm mm mm mm mm
0.20 4.00 0.18 50 0.2 1.25 10.0 22.0 0.10 10.80 2 6818 0.200 1,410
0.30 4.00 0.28 50 0.3 2.00 10.4 22.0 0.15 10.20 2 6818 0.300 1,410
0.40 4.00 0.38 50 0.4 3.00 111 22.0 0.20 9.30 2 6818 0.400 1,410
0.50 4.00 0.45 50 0.5 3.00 11.0 22.0 0.25 9.20 2 6818 0.500 1,410
0.60 4.00 0.55 50 0.6 4.00 11.7 22.0 0.30 8.40 2 6818 0.600 1,410
0.80 4.00 0.75 50 0.8 5.00 121 22.0 0.40 7.70 2 6818 0.800 1,410
1.00 4.00 0.92 50 1.0 7.00 13.7 22.0 0.50 6.40 2 6818 1.000 1,410
1.20 4.00 1.12 50 1.2 8.00 14.3 22.0 0.60 5.80 2 6818 1.200 1,410
1.50 4.00 1.40 50 1.5 10.00 15.6 22.0 0.75 4.80 2 6818 1.500 1,410
1.80 4.00 1.70 55 1.8 12.00 16.9 27.0 0.90 3.90 2 6818 1.800 1,410
2.00 6.00 1.85 57 2.0 12.00 21.2 21.0 1.00 5.60 2 6818 2.000 1,560
2.50 6.00 2.35 57 2.5 15.00 23.1 23.0 1.25 4.50 2 6818 2.500 1,560
3.00 6.00 2.85 65 3.0 18.00 24.9 29.0 1.50 3.60 2 6818 3.000 1,560
4.00 6.00 3.80 65 4.0 24.00 27.0 29.0 2.00 2.30 2 6818 4.000 1,560
5.00 6.00 4.80 80 5.0 30.00 31.6 44.0 2.50 0.90 2 6818 5.000 1,560
6.00 6.00 5.70 80 6.0 30.00 30.6 44.0 3.00 2 6818 6.000 1,560
8.00 8.00 7.70 90 8.0 40.00 40.6 54.0 4.00 2 6818 8.000 1,860
10.00 10.00 9.50 100 10.0 50.00 50.9 60.0 5.00 2 6818 10.000 2,530
12.00 12.00 11.50 120 12.0 60.00 60.9 75.0 6.00 2 6818 12.000 3,430
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M Cutting data page 55-58 4|2 852 55-588
. ° ¢ High-precision ball nose end mills for maximum form accuracy HRC 65
N e exact tolerance of the radius contour r = 0.5 x d1 +£0.005 mm N u
® @ tolerance d1 of @ 0.2-3 mm +0.000/-0.010 mm 29]5,(7]
S e with GlhroJet peripheral cooling from @ 0.2-3 mm
H . e centre cutting
® neck clearance
EREERAGT] - BRESZNEE
o KBRS FE/AZ r=0,5 x d1 £0.005 mm
@ N7FZ=d1 @ 0.2- 3 mm +0.000/-0.010 mm GuhroJet 7MEA 4l
*#578 @ 0.2- 3 mm #J GuhroJet SMNEI 44N - EVDY=APS
BT LAY S r
SHELHE AT T ~ r =1
FREIT I = s S E ke
’ NN ol
|3 |3
|4 |4
Is
l1
Article no. 6819
d133% | d2h5 d3 1 12 13 14 15 r B z ord s
rder no. B
mm mm mm mm mm mm mm mm mm °
0.20 4.00 0.18 50 0.2 1.5 10.2 22.0 0.10 10.60 2 6819 0.200 1,450
0.30 4.00 0.28 50 0.3 3.0 114 22.0 0.15 9.30 2 6819 0.300 1,450
0.40 4.00 0.38 50 0.4 4.0 121 22.0 0.20 8.60 2 6819 0.400 1,450
0.50 4.00 0.45 50 0.5 5.0 13.0 22.0 0.25 7.80 2 6819 0.500 1,450
0.60 4.00 0.55 50 0.6 6.0 13.7 22.0 0.30 7.20 2 6819 0.600 1,450
0.80 4.00 0.75 50 0.8 8.0 15.1 22.0 0.40 6.20 2 6819 0.800 1,450
1.00 4.00 0.92 50 1.0 10.0 16.7 22.0 0.50 5.30 2 6819 1.000 1,450
1.20 4.00 1.12 55 1.2 12.0 18.3 27.0 0.60 4.50 2 6819 1.200 1,450
1.50 4.00 1.40 55 1.5 16.0 21.6 27.0 0.75 3.40 2 6819 1.500 1,450
1.80 4.00 1.70 63 1.8 20.0 24.9 35.0 0.90 2.60 2 6819 1.800 1,450
2.00 6.00 1.85 65 2.0 20.0 29.2 29.0 1.00 4.00 2 6819 2.000 1,610
2.50 6.00 2.35 65 2.5 20.0 28.1 29.0 1.25 3.70 2 6819 2.500 1,610
3.00 6.00 2.85 70 3.0 25.0 31.9 34.0 1.50 2.80 2 6819 3.000 1,610
4.00 6.00 3.80 75 4.0 32.0 35.0 39.0 2.00 1.70 2 6819 4.000 1,610
5.00 6.00 4.80 80 5.0 42.0 43.6 44.0 2.50 0.70 2 6819 5.000 1,610
6.00 6.00 5.70 100 6.0 40.0 40.6 64.0 3.00 2 6819 6.000 1,610
8.00 8.00 7.70 100 8.0 40.0 40.6 64.0 4.00 2 6819 8.000 1,920
GUHRING
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B °© GUHRINGNAVIGATOR @
M Cutting data page 55-58 4B 281522 55-58E
[ ]
HRC 65
< 25J8k 7]
H ° ® neck cleara_lnce
e centre cutting
<3 7D AT
R B
S r
yal
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Article no. 6832
d13% [ a2ns | d3 N 12 13 14 15 r B z
! Order no. 1B1%
mm mm mm mm mm mm mm mm mm
0.50 4.00 0.45 45 0.5 2.5 9.1 17.0 0.25 10.80 2 6832 0.500 660
0.80 4.00 0.75 45 0.8 3.2 9.3 17.0 0.40 9.70 2 6832 0.800 660
1.00 4.00 0.92 45 1.0 4.0 9.7 17.0 0.50 8.70 2 6832 1.000 660
1.50 4.00 1.40 45 1.5 6.0 10.9 17.0 0.75 6.50 2 6832 1.500 660
2.00 6.00 1.85 54 2.0 8.0 13.7 18.0 1.00 8.30 2 6832 2.000 730
3.00 6.00 2.85 54 3.0 12.0 16.3 18.0 1.50 5.20 2 6832 3.000 730
4.00 6.00 3.80 57 4.0 14.0 17.0 21.0 2.00 3.30 2 6832 4.000 730
5.00 6.00 4.80 57 5.0 17.0 18.6 21.0 2.50 1.50 2 6832 5.000 730
6.00 6.00 5.70 57 6.0 20.0 20.6 21.0 3.00 2 6832 6.000 730
8.00 8.00 7.70 63 8.0 26.0 26.6 27.0 4.00 2 6832 8.000 870
10.00 10.00 9.50 72 10.0 31.0 31.9 32.0 5.00 2 6832 10.000 1,180
12.00 12.00 11.50 83 12.0 37.0 37.9 38.0 6.00 2 6832 12.000 1,600
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& \& ;&'\ v Shank form HA
B ° GUHRINGNAVIGATOR @
M Cutting data page 55-58 442852 55-588
[ ]
HRC 65
s 25)Ek7]
H ° ® neck clearance
e centre cutting
¥ 7D AR N AT E) )
*SEERHE SERT E
S r
s 57 5 .ﬁ
el
I3
I
5
I
Article no. 6833
d12% [ da2ns | a3 N 2 13 14 15 r B z
! Order no. B
mm mm mm mm mm mm mm mm mm °
0.50 4.00 0.45 50 0.5 3.6 10.2 22.0 0.25 9.70 2 6833 0.500 750
0.80 4.00 0.75 50 0.8 5.0 111 22.0 0.40 8.20 2 6833 0.800 750
1.00 4.00 0.92 50 1.0 6.5 12.2 22.0 0.50 7.00 2 6833 1.000 750
1.50 4.00 1.40 50 1.5 10.0 14.9 22.0 0.75 4.80 2 6833 1.500 750
2.00 6.00 1.85 57 2.0 13.0 18.7 21.0 1.00 6.10 2 6833 2.000 840
3.00 6.00 2.85 65 3.0 20.0 24.3 29.0 1.50 3.50 2 6833 3.000 840
4.00 6.00 3.80 75 4.0 25.0 28.0 39.0 2.00 2.00 2 6833 4.000 840
5.00 6.00 4.80 75 5.0 31.0 32.6 39.0 2.50 0.80 2 6833 5.000 840
6.00 6.00 5.70 75 6.0 38.0 38.6 39.0 3.00 2 6833 6.000 840
8.00 8.00 7.70 90 8.0 53.0 53.6 54.0 4.00 2 6833 8.000 1,000
10.00 10.00 9.50 100 10.0 59.0 59.9 60.0 5.00 2 6833 10.000 1,360
12.00 12.00 11.50 120 12.0 74.0 74.9 75.0 6.00 2 6833 12.000 1,840
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Solid carbide Torus end mills W

Ball nose end mills G-Mold 65 B =8 SEEREMER
WN s | 2 R=001]| 3w ,,m Surface @ 3
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2 Shank form HA S
B °© GUHRINGNAVIGATOR @
M Cutting data page 55-58 +tJJ5I 2 Hz52 R 55-588
[ ]
HRC 65
s 27J¥%7]
H O ® neck cleara_lnce
« centre cutting
70RO AT I E)
£
i S r
SIE =3 -
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Article no. 6834
d19% [d2hs| a3 [ d4 | 1 12 13 14 I5 16 r B z
Order no. 1B1%
mm | mm | mm | mm [ mm | mm | mm | mm | mm | mm | mm
0.50 4.00 0.45 1.47 50 0.5 1.3 14.7 22.0 10.0 0.25 3.00 2 6834 0.500 820
0.80 4.00 0.75 2.38 50 0.8 2.0 19.0 22.0 16.0 0.40 3.00 2 6834 0.800 820
1.00 4.00 0.92 2.99 63 1.0 2.5 21.9 35.0 20.0 0.50 3.00 2 6834 1.000 820
1.50 4.00 1.40 63 1.5 3.8 25.6 35.0 0.75 3.00 2 6834 1.500 820
2.00 6.00 1.85 80 2.0 5.0 40.1 44.0 1.00 3.00 2 6834 2.000 910
3.00 6.00 2.85 80 3.0 7.5 31.1 44.0 1.50 3.00 2 6834 3.000 910
4.00 6.00 3.80 80 4.0 10.0 22.0 44.0 2.00 3.00 2 6834 4.000 910
5.00 8.00 4.80 90 5.0 125 32.1 54.0 2.50 3.00 2 6834 5.000 1,090
6.00 8.00 5.70 20 6.0 15.0 483.1 54.0 3.00 1.50 2 6834 6.000 1,090
8.00 10.00 7.70 100 8.0 20.0 441 60.0 4.00 1.50 2 6834 8.000 1,470
10.00 12.00 9.50 120 10.0 25.0 451 75.0 5.00 1.50 2 6834 10.000 2,000
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Ball nose end mills G-Mold 65 B
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B ° GUHRINGNAVIGATOR @
M Cutting data page 55-58 HJEI22 855220 55-5880
[ )
HRC 65
4TJERT]
S ® 4 face cutting edges up to the centre
H ° ® neck clearance
e centre cutting
« 4 PIEIZIEIRD
TR AT LN
SHER AR SER E
S r
V4
o Ls =3 s
T ‘—lli<7
I3
lg
Is
l1
Article no. 6835
di15% | d2h5 d3 11 12 13 14 15 r B VA
! Order no. B
mm mm mm mm mm mm mm mm mm °
1.00 4.00 0.92 45 1.0 4.0 9.7 17.0 0.50 8.70 4 6835 1.000 750
1.50 4.00 1.40 45 1.5 6.0 10.9 17.0 0.75 6.50 4 6835 1.500 750
2.00 6.00 1.85 54 2.0 8.0 13.7 18.0 1.00 8.30 4 6835 2.000 840
3.00 6.00 2.85 54 3.0 12.0 16.3 18.0 1.50 5.20 4 6835 3.000 840
4.00 6.00 3.80 57 4.0 14.0 17.0 21.0 2.00 3.30 4 6835 4.000 840
5.00 6.00 4.80 57 5.0 17.0 18.6 21.0 2.50 1.50 4 6835 5.000 840
6.00 6.00 5.70 57 6.0 20.0 20.6 21.0 3.00 4 6835 6.000 840
8.00 8.00 7.70 63 8.0 26.0 26.6 27.0 4.00 4 6835 8.000 1,000
10.00 10.00 9.50 72 10.0 31.0 31.9 32.0 5.00 4 6835 10.000 1,360
12.00 12.00 11.50 83 12.0 37.0 37.9 38.0 6.00 4 6835 12.000 1,840
GUHRING
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Solid carbide Torus end mills W

Ball nose end mills G-Mold 65 B izl SEEREMER
by ° F-7° Tool material
=1/l 7 o5 ~ solidcabide
wi||| M ] Rkﬁé ™ im Surface @ 3
]
g sk gl e H :
- =
2 Shank form HA S
B °© GUHRINGNAVIGATOR @
M Cutting data page 55-58 4JEI 281522/ 55-58E
[ )
HRC 65
4TIERT)
S e 4 face cutting edges up to the centre
H ® neck clearance
e centre cutting
4 JIHIZIZIFR D
U5 T BT
«SEERHE AR T
S r
V4
o L =D s
T ‘—l|>2<7
I3
lg
Is
l1
Article no. 6836
d13% | d2h5 d3 I 12 13 14 15 r B Z
- Order no. {B1&
mm mm mm mm mm mm mm mm mm
1.00 4.00 0.92 50 1.0 6.5 12.2 25.0 0.50 7.00 4 6836 1.000 850
1.50 4.00 1.40 50 1.5 10.0 14.9 25.5 0.75 4.80 4 6836 1.500 850
2.00 6.00 1.85 57 2.0 13.0 18.7 29.5 1.00 6.10 4 6836 2.000 950
3.00 6.00 2.85 65 3.0 20.0 24.3 34.5 1.50 3.50 4 6836 3.000 950
4.00 6.00 3.80 75 4.0 25.0 28.0 40.6 2.00 2.00 4 6836 4.000 950
5.00 6.00 4.80 75 5.0 31.0 32.6 41.6 2.50 0.80 4 6836 5.000 950
6.00 6.00 5.70 75 6.0 38.0 38.6 39.0 3.00 4 6836 6.000 950
8.00 8.00 7.70 90 8.0 53.0 53.6 54.0 4.00 4 6836 8.000 1,130
10.00 10.00 9.50 100 10.0 59.0 59.9 60.0 5.00 4 6836 10.000 1,530
12.00 12.00 11.50 120 12.0 74.0 74.9 75.0 6.00 4 6836 12.000 2,080
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@ Solid carbide milling cutters

F2Hh2 G-Mold 55B 3k J]

Ball nose end mills G-Mold 55 B short shank

e

=N

Q|| n

WN UCV'

neck clearance ® centre cutting

S, r
yal
[ S5 5
"1 el
I3
g
I
d1 h10 d2 h5 d3
mm mm mm
0.50 4.00 0.45
0.80 4.00 0.75
1.00 4.00 0.92
1.50 4.00 1.40
2.00 6.00 1.85
3.00 6.00 2.85

T G-Mold 55B 3k7] SEEfMRE
Ball nose end mills G-Mold 55 B short shank

e

=l

Q|| n

WN UCyI

neck clearance e centre cutting

(5]
ki r
— 1
1 LS S5 s
' T
I3
g
l1
d1 h10 d2 h5 d3
mm mm mm
0.50 4.00 0.45
0.80 4.00 0.75
1.00 4.00 0.92
1.50 4.00 1.40
2.00 6.00 1.85
3.00 6.00 2.85

MmI&

mm
3.6
5.0
6.5
10.0
18.0
20.0

mm
10.2
111
12.2
14.9
18.7
243

mm
0.25
0.40
0.50
0.75
1.00
1.50

r
mm
0.25
0.40
0.50
0.75
1.00
1.50

Article no. 6166

You can find cutting data in our online navigator at
https://webnavigator.guehring.de.

o™

11.10
10.20
9.20
7.00
8.90
5.70

NDNDNDNNDN

N S H
e O o o

#mo% : 6166

Price

2,500
2,500
2,500
2,500
2,700
2,700

Article no. 6167

You can find cutting data in our online navigator at
https://webnavigator.guehring.de.

9.90
8.50
7.30
5.00
6.40
3.70

N

NDNDNDNNDN

Amal

N S H
e O o o

6167

Price

2,800
2,800
2,800
2,800
3,200
3,200



V Solid carbide Torus end mills

Ball nose end mills G-Mold 55 B e B
z WN 2 R:0,01|| 4 ,,m Surface o
=
< % m % Type N
9 ﬂf >
= \& v Shank form HA
B *© GUHRINGNAVIGATOR @
M o Cutting data page 55-58 44| 2852 55-588
[ ]
o HRC 55
25J8k7)
S °
H ° ® neck cleara_nce
e centre cutting
i 7@ HR AT
G R AR SR S
S, r
yal
s 5P s ﬁ
el
I3
I
Is
l1
Article no. 6844
d19% | d2hs | a3 I 12 13 14 15 r B z
! Order no. B
mm mm mm mm mm mm mm mm mm
0.50 4.00 0.45 45 0.5 2.5 9.1 17.0 0.25 10.80 2 6844 0.500 660
0.80 4.00 0.75 45 0.8 3.2 9.3 17.0 0.40 9.70 2 6844 0.800 660
1.00 4.00 0.92 45 1.0 4.0 9.7 17.0 0.50 8.70 2 6844 1.000 660
1.50 4.00 1.40 45 1.5 6.0 10.9 17.0 0.75 6.50 2 6844 1.500 660
2.00 6.00 1.85 54 2.0 8.0 13.7 18.0 1.00 8.30 2 6844 2.000 730
3.00 6.00 2.85 54 3.0 12.0 16.3 18.0 1.50 5.20 2 6844 3.000 730
4.00 6.00 3.80 57 4.0 14.0 17.0 21.0 2.00 3.30 2 6844 4.000 730
5.00 6.00 4.80 57 5.0 17.0 18.6 21.0 2.50 1.50 2 6844 5.000 730
6.00 6.00 5.70 57 6.0 20.0 20.6 21.0 3.00 2 6844 6.000 730
8.00 8.00 7.70 63 8.0 26.0 26.6 27.0 4.00 2 6844 8.000 870
10.00 10.00 9.50 72 10.0 31.0 31.9 32.0 5.00 2 6844 10.000 1,180
12.00 12.00 11.50 83 12.0 37.0 37.9 38.0 6.00 2 6844 12.000 1,600
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Solid carbide Torus end mills W

Ball nose end mills G-Mold 55 B B
by ° C 8° Tool material
=1/l S ~ solidcabide
wi||| N ] Rk=30j1 ™ im Surface @ 3
]
i ot il e N :
- =
vy Shank form HA S
B © GUHRINGNAVIGATOR @
M ° Cutting data page 55-58 4B 2 815522/ 55-58H
[ ]
o HRC 55
25]8k 7]
S °
H . ® neck clearance
e centre cutting
U 7048 AR/ AT
SHER AR SERT
S r
yal
[ s 5D s ﬁ
" el
I3
I
5
l1
Article no. 6845
d19% | d2hs | a3 I 12 13 14 15 r B z
! Order no. 1B1%
mm mm mm mm mm mm mm mm mm
0.50 4.00 0.45 50 0.5 3.6 10.2 22.0 0.25 9.70 2 6845 0.500 750
0.80 4.00 0.75 50 0.8 5.0 11.1 22.0 0.40 8.20 2 6845 0.800 750
1.00 4.00 0.92 50 1.0 6.5 12.2 22.0 0.50 7.00 2 6845 1.000 750
1.50 4.00 1.40 50 1.5 10.0 14.9 22.0 0.75 4.80 2 6845 1.500 750
2.00 6.00 1.85 57 2.0 13.0 18.7 21.0 1.00 6.10 2 6845 2.000 840
3.00 6.00 2.85 65 3.0 20.0 24.3 29.0 1.50 3.50 2 6845 3.000 840
4.00 6.00 3.80 75 4.0 25.0 28.0 39.0 2.00 2.00 2 6845 4.000 840
5.00 6.00 4.80 75 5.0 31.0 32.6 39.0 2.50 0.80 2 6845 5.000 840
6.00 6.00 5.70 75 6.0 38.0 38.6 39.0 3.00 2 6845 6.000 840
8.00 8.00 7.70 90 8.0 53.0 53.6 54.0 4.00 2 6845 8.000 1,000
10.00 10.00 9.50 100 10.0 59.0 59.9 60.0 5.00 2 6845 10.000 1,360
12.00 12.00 11.50 120 12.0 74.0 74.9 75.0 6.00 2 6845 12.000 1,840
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V Solid carbide Torus end mills

21

|00} BulliN

= o 205 = 1[G

Ball nose end mills G-Mold 55 B

N

=
Z

ANNNNANY

K
2

Q 30°

J

R=x0,01

Ul -l

=

\A"A

i\\/}
©

N

55

GUHRINGNAVIGATOR

° Cutting data page 55-58 4| 2852k 55-588

Surface

Type

Shank form

R

N
HA

€=

i HRC 55
. 27J547]
. ® neck clearance
e centre cutting
<71 RO AT )
SEERHE SR T
1 ] r
S ! o9 sl
st b
3
lg
Is
l1
Article no. 6846
d128;8; d2h5| d3 d4 11 12 13 14 15 16 r B A
Order no. B
mm mm mm mm mm mm mm mm mm mm mm °
0.50 4.00 045 0.96 50 0.5 1.3 15,7 220 100 025 1.50 2 6846 0.500 820
0.80 4.00 0.75 1.56 50 0.8 2.0 205 220 16.0 0.40 1.50 2 6846 0.800 820
1.00 4.00 0.92 1.97 63 1.0 2.5 23.8 35.0 200 050 1.50 2 6846 1.000 820
150 4.00 140 298 63 1.5 3.8 319 35.0 300 0.75 1.50 2 6846 1.500 820
200 6.00 1.85 3.9 80 2.0 5.0 43.7 440 40.0 1.00 1.50 2 6846 2.000 910
3.00 6.00 285 4.96 80 3.0 7.5 419 440 400 150 1.50 2 6846 3.000 910
4.00 6.00 3.80 80 4.0 10.0 421 44.0 2.00 1.50 2 6846 4.000 910
500 8.00 4.80 6.91 90 5.0 125 420 540 40.0 250 1.50 2 6846 5.000 1,090
6.00 8.00 5.70 90 6.0 15.0 431 54.0 3.00 1.50 2 6846 6.000 1,090
8.00 10.00 7.70 100 8.0 20.0 4441 60.0 4.00 1.50 2 6846 8.000 1,470
10.00 12.00 9.50 120 10.0 25.0 45.1 75.0 5.00 1.50 2 6846 10.000 2,000
GUHRING



Solid carbide Torus end mills W

Ball nose end mills G-Mold 55 B e A
N k‘g V > 55
WN s | 2 /Q Rk'='0,0j1 v ,,m Surface @ 2
iel
ﬂ/ ;Q_‘ Type N 2
v Shank form HA b
B *© GUHRINGNAVIGATOR @
M ° Cutting data page 55-58 )&l 2815522/ 55-58H
[ ]
5 HRC 55
25]8k 7]
S °
H . ® neck clearance

e centre cutting

Ui 7)3@ FR/ AT ) HI
«SEER AR AR T
i S r
< *‘ I o0 S B - |
ST b
3
lg
Is
I1
Article no. 6847
d12% |d2h5| d3 | d4 1 12 13 14 5 6 r B z
- Order no. 1B1&

mm | mm | mm | mm | mm | mm | mm | mm | mm | mm | mm

0.50 4.00 0.45 0.79 50 0.5 1.3 16.0 22.0 10.0 0.25 1.00 2 6847 0.500 820
0.80 4.00 0.75 1.29 50 0.8 2.0 21.0 22.0 16.0 0.40 1.00 2 6847 0.800 820
1.00 4.00 0.92 1.63 63 1.0 2.5 244 350 20.0 0.50 1.00 2 6847 1.000 820
1.50 4.00 1.40 2.47 63 1.5 3.8 328 350 30.0 0.75 1.00 2 6847 1.500 820
2.00 6.00 1.85 S 80 2.0 5.0 45.0 44.0 40.0 1.00 1.00 2 6847 2.000 910
3.00 6.00 2.85 4.29 80 3.0 7.5 43.2 440 40.0 1.50 1.00 2 6847 3.000 910
4.00 6.00 3.80 5.28 80 4.0 10.0 413 440 40.0 2.00 1.00 2 6847 4.000 910
5.00 8.00 4.80 6.61 90 5.0 125 526 54.0 50.0 2.50 1.00 2 6847 5.000 1,090
6.00 8.00 5.70 7.59 90 6.0 15,0 50.8 54.0 50.0 3.00 1.00 2 6847 6.000 1,090
8.00 10.00 7.70 100 8.0 20.0 64.2 60.0 4.00 1.00 2 6847 8.000 1,470
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V Solid carbide Torus end mills

Ball nose end mills G-Mold 55 B 2 iRy
TE k1 P NE Toolmarere | SO
z WN 4 R:0,02|| 4 u ,,m Surface o
=
= % m m Type N
14 ﬂ/ —
& :ﬁ Shank form HA
B *© GUHRINGNAVIGATOR @
M o Cutting data page 55-58 4|2 & 52 55-588
[ )
i HRC 55
45)¥%7)
S O ® 4 face cutting edges up to the centre
H . ® neck clearance
e centre cutting
< 4 JIHIZDEIR O
U5 T BRI EIH
«SEERHE AR T
] r
V4
o L =D s
T ‘—lli<7
I3
lg
Is
l1
Article no. 6848
d13% | d2h5 d3 I 12 13 14 15 r B VA
, Order no. B
mm mm mm mm mm mm mm mm mm °
1.00 4.00 0.92 45 1.0 4.0 9.7 17.0 0.50 8.70 4 6848 1.000 750
1.50 4.00 1.40 45 1.5 6.0 10.9 17.0 0.75 6.50 4 6848 1.500 750
2.00 6.00 1.85 54 2.0 8.0 13.7 18.0 1.00 8.30 4 6848 2.000 840
3.00 6.00 2.85 54 3.0 12.0 16.3 18.0 1.50 5.20 4 6848 3.000 840
4.00 6.00 3.80 57 4.0 14.0 17.0 21.0 2.00 3.30 4 6848 4.000 840
5.00 6.00 4.80 57 5.0 17.0 18.6 21.0 2.50 1.50 4 6848 5.000 840
6.00 6.00 5.70 57 6.0 20.0 20.6 21.0 3.00 4 6848 6.000 840
8.00 8.00 7.70 63 8.0 26.0 26.6 27.0 4.00 4 6848 8.000 1,000
10.00 10.00 9.50 72 10.0 31.0 31.9 32.0 5.00 4 6848 10.000 1,360
12.00 12.00 11.50 83 12.0 37.0 37.9 38.0 6.00 4 6848 12.000 1,840
GUHRING
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Solid carbide Torus end mills W

Ball nose end mills G-Mold 55 B 2 ARy

N | % 9, 0 53
WN b 4 R 0,02 ;: ,,m Surface o %
e
o gl . e : g
- =
Shank form HA S
B *© GUHRINGNAVIGATOR @
M ° Cutting data page 55-58 )&l 2 81:522R) 55-58E
[ )
) HRC 55
47)EkT]
S O e 4 face cutting edges up to the centre
H ® neck clearance

e centre cutting
- 4 I ZDEI D
B 70RO AT

«SEERHE AR T
I
o L =D s
1] el
I3
lg
s
1
Article no. 6849
d12% | d2h5 | d3 11 12 13 14 5 r B z
: Order no. 1BF%

mm mm mm mm mm mm mm mm mm

1.00 4.00 0.92 50 1.0 6.5 12.2 25.0 0.50 7.00 4 6849 1.000 850
1.50 4.00 1.40 50 1.5 10.0 14.9 25.5 0.75 4.80 4 6849 1.500 850
2.00 6.00 1.85 57 2.0 13.0 18.7 29.5 1.00 6.10 4 6849 2.000 950
3.00 6.00 2.85 65 3.0 20.0 24.3 34.5 1.50 3.50 4 6849 3.000 950
4.00 6.00 3.80 75 4.0 25.0 28.0 40.5 2.00 2.00 4 6849 4.000 950
5.00 6.00 4.80 75 5.0 31.0 32.6 41.5 2.50 0.80 4 6849 5.000 950
6.00 6.00 5.70 75 6.0 38.0 38.6 39.0 3.00 4 6849 6.000 950
8.00 8.00 7.70 90 8.0 53.0 53.6 54.0 4.00 4 6849 8.000 1,130
10.00 10.00 9.50 100 10.0 59.0 59.9 60.0 5.00 4 6849 10.000 1,530
12.00 12.00 11.50 120 12.0 74.0 74.9 75.0 6.00 4 6849 12.000 2,080
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55

100} BulliN

G-Mold 55 B, G-Mold 65 B

Milling conditions:

Correction factors:

AR StIEREHRESER . Sega =
Cas i e A SHEL
HSE| stable machining conditions . RERE IHER i SR ST
low cutting depth, high cutting values medium length tools Ve -25%  f,-25%
LN _ N ES > =
xRIJBTIE ISl IEIRE/ AR AR
short tools swswwwy| extra length tools Ve -50%  f;-50%
s~ BYJRIT]R O RERE tIEIRE/ G AR
long tools uncoated tools Ve -60%  f,-25%
- f, (mm/tooth) with nom. @
Material Hard Type Application ap de Ve
ness max. max. 1 2 3 4 5 6 8 10 12
G-Mold 55| Roughing | 0.10xD | 0.30xD |240 [0.015|0.030 | 0.045 |0.060 | 0.075 | 0.090 | 0.120 | 0.150 | 0.180
,\T/rﬁ;’z G-Mold 55 | (Pre-)Finishing | 0.05xD | 0.10xD | 340 [0.011|0.021 |0.032 | 0.042 | 0.053 | 0.063 | 0.084 | 0.105 | 0.126
G-Mold 55| Fine finishing | 0.01xD | 0.02xD |360 [0.011|0.021 [0.032 | 0.042 | 0.053 | 0.063 | 0.084 | 0.105 | 0.126
G-Mold 55| Roughing | 0.10xD | 0.30xD | 220 |0.015 | 0.030 | 0.045 | 0.060 | 0.075 | 0.090 |0.120 | 0.150 | 0.180
850-
1,200 |G-Mold 55 | (Pre-)Finishing | 0.05xD | 0.10xD |310 |0.011 |0.021 |0.032 [0.042 | 0.053 | 0.063 | 0.084 [ 0.105 | 0.126
N/mm?
G-Mold 55| Fine finishing | 0.01xD | 0.02xD |330 [0.011|0.021 [0.032 | 0.042 | 0.053 | 0.063 | 0.084 | 0.105 | 0.126
G-Mold 55| Roughing | 0.10xD | 0.30xD |200 [0.012 |0.024 | 0.036 | 0.048 | 0.060 | 0.072 | 0.096 | 0.120 | 0.144
850-
1,400 |G-Mold 55 | (Pre-)Finishing | 0.05xD | 0.10xD | 280 |0.008 |0.017 |0.025 | 0.034 | 0.042 [ 0.050 | 0.067 | 0.084 |0.101
N/mm?
G-Mold 55| Fine finishing | 0.01xD | 0.02xD |300 [0.008 | 0.017 | 0.025 |0.034 | 0.042 | 0.050 | 0.067 | 0.084 | 0.101
G-Mold 55| Roughing | 0.06xD | 0.20xD | 140 [0.013 [0.025 [0.038 [0.051 [ 0.064 [ 0.076 [0.102 [ 0.127 [ 0.152
fisg G-Mold 55 | (Pre-)Finishing | 0.02xD | 0.05xD | 220 [0.009 [0.018 [0.027 [0.036 [ 0.044 [ 0.053 [ 0.071 [ 0.089 [ 0.107
G-Mold 55| Fine finishing | 0.01xD | 0.02xD | 220 [0.009 [ 0.018 [0.027 [0.036 [ 0.044 [ 0.053 [0.071 [ 0.089 [ 0.107
G-Mold 65| Roughing | 0.06xD | 0.20xD | 100 [0.010]0.020 | 0.030 |0.040 | 0.050 | 0.060 | 0.080 | 0.100 | 0.120
5:&%:’ G-Mold 65 | (Pre-)Finishing | 0.02xD | 0.05xD | 170 [0.007 [ 0.014 [ 0.021 [0.028 [ 0.035 [ 0.042 [ 0.056 [ 0.070 | 0.084
G-Mold 65| Fine finishing | 0.01xD | 0.02xD | 170 [0.007 [ 0.013 [ 0.020 [0.026 [ 0.033 [ 0.039 [ 0.052 [ 0.065 | 0.078
Stainless steel G-Mold 55| Roughing | 0.10xD | 0.30xD | 160 [0.013 |0.026 | 0.039 |0.052 | 0.065 |0.078 |0.104 | 0.130 | 0.156
;fgg:‘NfsfggM"Sﬂ'L“OS YEClKIeSNIT, 14103 ,\T/;‘rﬁz G-Mold 55 | (Pre-)Finishing | 0.05xD | 0.10xD | 230 [0.009 | 0.018 [0.027 [0.036 [ 0.046 [ 0.055 [ 0.073 [ 0.001 | 0.109
USA = 303, 410, 420F, 430, 430F G-Mold 55| Fine finishing | 0.01xD | 0.02xD | 240 [0.009 | 0.018 [0.027 [0.036 [ 0.046 [ 0.055 [ 0.073 [ 0.091 | 0.109
Stainless steel G-Mold 55| Roughing | 0.06xD | 0.20xD | 110 |0.012 | 0.024 [ 0.036 [ 0.048 [ 0.060 [ 0.072 [0.096 [ 0.120 [ 0.144
16‘3\%1’&?"“18'10'1'4303 YEONIE-IZ 148710 7,\51’/0:”‘:’? G-Mold 55 | (Pre-)Finishing | 0.02xD | 0.05xD | 160 [0.008 | 0.017 [0.025 [0.034 [ 0.042 [ 0.050 | 0.067 [ 0.084 [ 0.101
USA = 304, 304L, 420 G-Mold 55| Fine finishing | 0.01xD | 0.02xD | 170 [0.008 [ 0.016 [0.023 [0.031 [ 0.039 [0.047 [ 0.062 [ 0.078 | 0.094
Stainless steel G-Mold 55| Roughing | 0.06xD | 0.20xD | 80 |0.0100.020 | 0.030 [0.040 [ 0.050 [ 0.060 [0.080 [ 0.100 [0.120
Hgg? gg:ﬁmg’;ﬁg&“'t““o“ YA 7122, ,\T/fﬁz G-Mold 55 | (Pre-)Finishing | 0.02xD | 0.05xD | 120 [0.007 [ 0.014 [ 0.021 [ 0.028 [ 0.035 | 0.042 [ 0.056 | 0.070 [ 0.084
USA = 310, 316, 316B, 316L, 317 G-Mold 55| Fine finishing | 0.01xD | 0.02xD | 130 [0.007 [ 0.013 [0.020 [0.026 [ 0.033 [ 0.039 | 0.052 [ 0.065 | 0.078
G-Mold 55| Roughing | 0.06xD | 0.20xD | 45 |0.012[0.024 [0.036 [0.048 [ 0.061 [0.073 [0.097 [ 0.121 [0.145
H H g VHE
f‘fne‘g:fi':;"I'r';‘;gl“ﬂ‘:r'];amgtem"? T\Jnfr:g G-Mold 55 | (Pre-)Finishing | 0.02xD | 0.05xD | 60 [0.008 [0.017 [0.025 [ 0.034 [ 0.042 [ 0.051 [ 0.068 | 0.085 [ 0.102
G-Mold 55| Fine finishing | 0.01xD | 0.02xD | 80 [0.008 [0.016 [0.024 [0.031 [0.039 [0.047 [0.063 [ 0.079 | 0.094
. o G-Mold 55| Roughing | 0.06xD | 0.20xD | 90 [0.013[0.026 [0.039 [0.052 [0.065 [0.078 [0.104 [ 0.130 [ 0.156
Trtamum_ alloys (“Ti%) : : <1.300 ——
3.7024 Ti99,5, 3.7114 TiAI5Sn2,5, 3.7124 TiCu2 N/ |G-Mold 55 | Pre-JFinishing | 0.02xD | 0.05xD | 130 [0.008 | 0.018 [ 0.027 ] 0.036 ] 0.046 | 0.055 | 0.073 | 0.091 | 0.100
37154 TIAIBZYS, 3.7164 TIAIGV4, 3.7184 TIAl4Mo4SN2,5 G-Mold 55| Fine finishing | 0.01xD | 0.02xD | 140 | 0.009 | 0.018 | 0.027 | 0.036 | 0.046 | 0.055 | 0.073 | 0.091 | 0.109
G-Mold 55| Roughing | 0.10xD | 0.30xD | 220 |0.015 [0.030 [0.045 [0.060 [ 0.075 [ 0.090 [0.120 [ 0.150 [ 0.180
Sﬁso G-Mold 55 | (Pre-)Finishing | 0.05xD | 0.10xD | 310 [0.011|0.021 [0.032 [0.042 [ 0.053 [ 0.063 [ 0.084 [ 0.105 [ 0.126
G-Mold 55| Fine finishing | 0.01xD | 0.02xD | 330 [0.011 0.021 [0.032 [0.042 [ 0.053 [ 0.063 [ 0.084 [ 0.105 [ 0.126
G-Mold 55| Roughing | 0.10xD | 0.30xD | 155 [0.012 |0.023 [0.035 [0.047 [ 0.059 [ 0.070 [ 0.094 [ 0.117 [ 0.140
Zﬁéo G-Mold 55 | (Pre-)Finishing | 0.05xD | 0.10xD | 210 [0.008 | 0.016 [0.025 [0.033 [ 0.041 [0.049 [ 0.066 [ 0.082 | 0.098
G-Mold 55| Fine finishing | 0.01xD | 0.02xD | 240 [0.008 [0.016 [0.025 [0.033 [ 0.041 [ 0.049 [ 0.066 [ 0.082 [ 0.098
G-Mold 55| Roughing | 0.10xD | 0.30xD | 600 [0.016 |0.032 [ 0.048 [0.064 [ 0.080 [0.096 [ 0.128 [ 0.160 | 0.192
0,
= ;iﬂ’ G-Mold 55 | (Pre-)Finishing | 0.05xD | 0.10xD | 800 [0.011 |0.022 [0.034 [0.045 [ 0.056 [ 0.067 [0.090 [ 0.112 [ 0.134
G-Mold 55 Fine finishing | 0.01xD | 0.02xD | 900 [0.011 |0.022 [0.034 [0.045 [ 0.056 [ 0.067 [0.090 [ 0.112 [ 0.134
G-Mold 55| Roughing | 0.10xD | 0.30xD | 300 [0.015 |0.030 [ 0.045 [0.060 [ 0.075 [ 0.090 [0.120 [ 0.150 | 0.180
0,
Zgi/’ G-Mold 55 | (Pre-)Finishing | 0.05xD | 0.10xD | 400 [0.011[0.021 [0.032 [0.042 [ 0.053 [ 0.063 [ 0.084 [ 0.105 [ 0.126
G-Mold 55 Fine finishing | 0.01xD | 0.02xD | 500 [0.011 0.021 [0.032 [ 0.042 [ 0.053 [ 0.063 [0.084 [ 0.105 [ 0.126
G-Mold 55| Roughing | 0.10xD | 0.30xD | 180 [0.013|0.026 [ 0.039 [0.052 [ 0.065 [0.078 0.104 [ 0.130 | 0.156
MZ?A'LZS'E'."MZ'/@;m G-MgAIZn3 - |G-Mold 55| (Pre-)Finishing | 0.05xD | 0.10xD | 260 [0.009 | 0.018 [0.027 [ 0.036 [ 0.046 | 0.055 [ 0.073 | 0.091 [ 0.109
G-Mold 55 Fine finishing | 0.01xD | 0.02xD | 270 |0.009 | 0.018 [ 0.027 [ 0.036 | 0.046 [ 0.055 [0.073 [ 0.091 [0.109
g%g;g’g;‘gt (‘2"1%’;%“;:;::';q%;’g‘i(’a’%ubsr:g%b;g“ze) G-Mold 55| Roughing | 0.10xD | 0.30xD |200 |0.016 |0.032 | 0.048 |0.064 |0.080 | 0.096 | 0.128 | 0.160 |0.192
g'gggg 8ﬂ%ﬂggpﬁ‘z%g‘gzﬁéfng%ggg’5&02?307';3505 ,\T/risnfz G-Mold 55 | (Pre-)Finishing | 0.05xD | 0.10xD | 280 [0.011|0.022 [ 0.034 | 0.045 | 0.056 | 0.067 | 0.090 | 0.112 | 0.134
B T 2 10 ouPbaSnS, 211768 - G-Mold 55 | Fine finishing | 0.01xD | 0.02xD | 300 |0.011 0.022 | 0.034 | 0.045 | 0.056 | 0.067 | 0.090 | 0.112 | 0.134
GUHRING






