Sharp extra short for 40 % higher milling performance
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OUR
SHARPEST
MILLING CUTTER

Specialist for soft, tough and
high-alloyed materials

Milling soft, tough and high-alloyed materials presents particular challenges
when it comes to the tool. If you choose the wrong one, you will end up with chips
that stick and jam — causing the tool to break. With our sharpest solid carbide milling
cutter to date, you don‘t have to worry as you’ll achieve high-quality machining results.
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exceptionally easy cutting
<<:>/ in soft, tough & high-alloyed materials THE - FIMsReEELMR - FEESHH

with a tensile strength of 300-900 N/mm? B HSREAE 300 - 900 N/mm?

full flexibility in milling operations = T 4 I T B SR
slotting, roughing, ramping, helical, finishing & - #/0T - R@EIT - Eie T - #5MNT

powerful & smooth #HRmA N mEFIR
711N on all machines BT AR S

application-oriented construction dimensions FEER R~ BT
for cost-efficient machining KEY=D
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Aixtm Stainless steel




FROM UNSTABLE
TO HPC
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Powerful on all machines

The RF 100 Sharp solid carbide milling cutter is designed to cover all of the different operating conditions —
and always achieves outstanding results.
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Application example

Effective, quiet milling on weaker
machines and unstable clamping.

EREA
HRBENHSRE AR ERN TR
— R IB R ERFIRRVETE -

Machine Spinner TC 600 CNC lathe CNCEIR
Milling tool RF 100 Sharp, art. no. 6478, @ 10 mm, Z=4
Operating conditions MTC TRAERE
Milling operation Hexagonal milling 7NATYEEH
Tool holder BMT Life Tool ER 25 collet chuck ER 25&3& 5835
Material/component 1.7131or 16MnCr5/shaft 54
Cutting parameters HEEE ve 130 m/min
@w®E S 4,138 rpm

gYJ#E#4 fz 0.07 mm
soaEEs v 1,158 mm/min
& ae 8mm
;& ap 3.8mm
Metal removal rate Q@ 35 cm®min S9EBKRE

Tool life 78 min J1E=#&



Short machining times and long tool lives
— MIREMRERSFmRIR

tough carbide &5t E

prevents tool breakage even under very unstable conditions
ENETESFRE ABEMM LA - thackie ) 2%

= AICrN coating AICIN $E/E

provides optimum wear protection at all cutting speeds
FEEHIHIER T RESENEFERE

optimised facet grinding g &L EHE

dampens vibrations and increases smoothness and service life
MFIRENI IR & FIRE R E A=

= corner protection chamfer JJOfI&BRE

provides more stability and edge strength
RHESNBEMMYORE
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Application example

High-performance milling with
extremely high cutting speeds
under stable operating conditions.

EREA
LR - BB AR T
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Machine CNC BAZ DMG DMU 100 P

Milling tool RF 100 Sharp, art. no. 6479, @ 16 mm, Z=4

Operating conditions HPC BXE#EHI

Milling operation Contour roughing & ER#E 1T

Tool holder HSK 100 A GuhroJet Weldon tool holder HSK 100 A filEI= )12

Material/component 1.0503 or C45/block ks C45

Cutting parameters tHIEE ve 180 m/min
@R S 3,580 rpm

FY)EH fz 01 mm
gH8EELS v 1,430 mm/min

{J&s ae 6 mm

)% ap 34 mm
Metal removal rate Q 291 cm®min B2 EBRE

Tool life 134 min B



THE EXTRA
SHORT &ensz
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Ressource-efficient and economical EREANERSEKE
thanks to lower material consumption MRLHFER (R

for slot drilling and high ramping angles
EEREEREET]ER
\

P l" SPECIAL FRONT END %551 Y1100
! -

HHIMERERS 40%

1D%E¥1710
——  a  1XD CUTTING EDGE LENGTH
thanks to more compact dimensions maximum feed rate when slotting

PIETLIB AR

40 % HIGHER MILLING PERFOMANCE

AICrN COATING AICrN /&
i A for highest wear resistance

SWE i =

EXTRA SHORT DESIGN = BREERRE
maximum stability and
hardly any radial deflection

BRAIREN
AP RBRMER RS

2xD THE REACH ZWIII&RE2D
for more flexibility
with deeper contours

oI S M R AR BURRY

RApvisHEM E
EXTRA-TOUGH CUTTING MATERIAL
prevents damage to cutting edges
even under unstable conditions
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EXTRA SHORT




EXTRA SHORT

Application example

HSC slot drilling in the micro range
with @ 1 mm in stainless steel and
high-performance slotting @ 10 mm

in C45 steel.

FERESH

MU EEEINRY HSCRTE St

¢ 1T mm AFEME -
PR & HEERTE ¢ 10 mm
CAShREMEEH -

Machine

Milling tool
Milling operation
Tool holder
Cooling

Material

Cutting parameters

Machine

Milling tool
Milling operation
Tool holder
Cooling

Material

Cutting parameters

Core micro

RF 100 Sharp extra short, art. no. 6938, @ 1 mm, Z=4
Plunging + slotting (slot drilling) &&;eagasE

HSK-E40 precision collet chuck holders HSK-E40 338 3& 5
Emulsion ZK&#IHIR

INOX 1.4301 A#5#8 SUS304

TIYEE Ve 70 m/min
3 S 22,282 rpm

prE )4 fz  Slotting 0.01 mm
RfEEHiEEss ve Slotting 891 mm/min
e Y4 fz Plunging 0.002 mm
e iEELZ v Plunging 178 mm/min
& ae 1mm
ti® ap 0.8 mm
Metal removal rate Q Slotting 0.7 cm®min S/9ERBKRE

J)E=# Toollife 1,850 slots (10.5 mm long each)

=5 Al

MAG NBV 700

RF 100 Sharp extra short, art. no. 6938, @ 10 mm, Z=4
Slotting g {E &%

HPC clamping chuck HSK-A 63 HPC HSK-A 63

Air RZER

C45 ikl

tHEE ve 180 m/min
@i S 5730 rpm
=Y)#4 fz 0.08 mm
goHgEEs vi 1,833 mm/min
;& ae 10mm
g ap 10 mm
Metal removal rate Q@ 183.3 cm¥min SHERERE

J1E%48 Tool life 113 min
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especially for soft, tough and high-alloyed materials « neck clearance « centre cutting » 40% higher

milling performance thanks to short stable design « with special front end

HREARNE - BENS SR - BEERRETBD O T
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RF 100 Sharp extra short MUY 1D#EY]E $RAEIMRERS 40% #R3% : 6939
— B mEIN s H
_..._...— L * L .
38° (XS =) [l [ 12e
o) B (@] ~ | o] ] O oo (B ) o
1 5 ;
] [< 5
Ia
l4
- R - 6938 6939
dl(e8) JJ4& | d2(he) ffE | d3 % 2E| JEL, |TIHEL| B g B B
mm mm mm mm mm mm mm x 45° Z
0.80 4.00 0.75 40.00 0.80 1.70 0.00 4 1,040
1.00 4.00 0.92 40.00 1.00 2.10 0.01 4 1,040
1.20 4.00 112 40.00 1.20 2.50 0.01 4 1,040
1.40 4.00 1.32 40.00 1.40 2.90 0.01 4 1,040
1.50 4.00 1.40 40.00 1.50 3.20 0.01 4 1,040
1.60 4.00 1.50 40.00 1.60 3.40 0.01 4 1,040
1.80 4.00 1.70 40.00 1.80 3.80 0.01 4 1,040
2.00 6.00 1.85 50.00 2.00 4.20 0.02 4 1,040
2.50 6.00 2.35 50.00 2.50 5.30 0.02 4 1,040
2.80 6.00 2.65 50.00 2.80 5.90 0.02 4 1,040
3.00 6.00 2.85 50.00 3.00 6.30 0.03 4 1,040
3.50 6.00 3.30 50.00 3.50 7.40 0.03 4 1,040 1,080
3.80 6.00 3.60 50.00 3.80 8.00 0.03 4 1,040 1,080
4.00 6.00 3.80 50.00 4.00 8.40 0.04 4 1,040 1,080
4.50 6.00 4.30 50.00 450 9.50 0.04 4 1,040 1,080
4.80 6.00 4.60 50.00 4.80 10.10 0.04 4 1,040 1,080
5.00 6.00 4.30 50.00 5.00 10.50 0.05 4 1,040 1,080
5.50 6.00 5.30 50.00 5.50 12.00 0.05 4 1,040 1,080
5.70 6.00 5.50 50.00 5.70 12.00 0.05 4 1,040 1,080
6.00 6.00 5.70 50.00 6.00 12.00 0.06 4 1,040 1,080
6.70 8.00 6.40 55.00 6.70 16.00 0.06 4 1,400 1,430
7.00 8.00 6.70 55.00 7.00 16.00 0.07 4 1,400 1,480
7.70 8.00 7.40 55.00 7.70 16.00 0.07 4 1,400 1,430
.00 8.00 7.70 55.00 8.00 16.00 0.08 4 1,400 1,480
9.00 10.00 8.70 61.00 9.00 20.00 0.09 4 2,140 2,210
9.70 10.00 9.40 61.00 9.70 20.00 0.09 4 2,140 2,210
10.00 10.00 9.50 61.00 10.00 20.00 0.10 4 2,140 2,210
11.00 12.00 10.50 70.00 11.00 24.00 0.11 4 2,770 2,830
11.70 12.00 11.20 70.00 11.70 24.00 0.11 4 2,770 2,830
12.00 12.00 11.50 70.00 12.00 24.00 0.12 4 2,770 2,830
14.00 14.00 13.50 75.00 14.00 28.00 0.14 4 3,650 3,750
15.60 16.00 15.10 82.00 15.60 32.00 0.15 4 4,770 4,390
16.00 16.00 15.50 82.00 16.00 32.00 0.16 4 4,770 4,890




Solid carbide milling cutters @

FEAREY /\E RF 100 Sharp #£/] 1D#a 5L
Ratio end mill sets RF 100 Sharp short shank Article no. 6163

% You can find cutting data in our online navigator at
https://webnavigator.guehring.de.
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especially for soft, tough and high-alloyed materials ® neck clearance e centre cutting ® 40% higher
milling performance thanks to short stable design e with special front end

FRIBEBARERMY - SIS SaTMK - REtBERE/ BB/ O 4

Sy ¢
o) el
Pk
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I

J& #m%% . 6163

d1e8 d2 hé d3 1 12 13 c z .
Price

mm mm mm mm mm mm mm x 45°

0.80 4.00 0.75 30 0.8 1.7 0.00 4 1,100
1.00 4.00 0.92 30 1.0 21 0.01 4 1,100
1.20 4.00 1.12 30 1.2 25 0.01 4 1,100
1.40 4.00 1.32 30 1.4 2.9 0.01 4 1,100
1.50 4.00 1.40 30 1.5 3.2 0.01 4 1,100
1.60 4.00 1.50 30 1.6 3.4 0.01 4 1,100
1.80 4.00 1.70 30 1.8 3.8 0.01 4 1,100
2.00 6.00 1.85 35 2.0 4.2 0.02 4 1,100
2.50 6.00 2.35 35 2.5 5.3 0.02 4 1,100
2.80 6.00 2.65 35 2.8 5.9 0.02 4 1,100
3.00 6.00 2.85 35 3.0 6.3 0.03 4 1,100

FEAREY /K RF 100 Sharp #5/] &2
Ratio end mill sets RF 100 Sharp short shank Article no. 6164

m You can find cutting data in our online navigator at
https://webnavigator.guehring.de.
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especially for soft, tough and high-alloyed materials e longer cutting edge than DIN 6527 L ¢ neck
clearance e centre cutting

FRERARRY - TN s &R - RELEER/ BB/

NH
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I3
I

J& 4R9% - 6164

d1e8 d2 hé d3 11 12 13 c z .
o Price

mm mm mm mm mm mm mm x 45

1.00 4.00 0.92 33 3.0 4.0 0.02 4 1,100
1.50 4.00 1.40 33 4.5 6.0 0.03 4 1,100
2.00 6.00 1.85 43 6.0 8.0 0.04 4 1,200
2.50 6.00 2.35 43 7.5 10.0 0.05 4 1,200
3.00 6.00 2.85 43 10.0 15.0 0.06 4 1,200
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RF 100 Sharp M) A&7 & RER
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RF 100 Sharp MY] F&E 5 & R ER

4RaE : 6478
WM RN s

[ ] 1= B

#RiE . 6479
EM-" S H

i e 0 L

28° [ 1 120
B | ® || ~ | [w] =] = 77 el [ || B S
1 3 ;
£ << 5
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e 6478 6479
d1(e8) I d2(h6) R d3 g8 2R &, atEIE |5 pakEy=: & B B
mm mm mm mm mm mm mm x 45° Z

1.00 4.00 0.92 50.00 3.00 4.00 0.02 4 1,100

1.50 4.00 1.40 50.00 4.50 6.00 0.03 4 1,100

2.00 6.00 1.85 50.00 6.00 8.00 0.04 4 1,200

2.50 6.00 2.35 50.00 7.50 10.00 0.05 4 1,200

3.00 6.00 2.85 57.00 10.00 15.00 0.06 4 1,200
4.00 6.00 3.80 57.00 14.00 18.00 0.08 4 1,200 1,300
5.00 6.00 4.80 57.00 15.00 20.00 0.10 4 1,200 1,300
6.00 6.00 5.70 57.00 16.00 20.00 0.12 4 1,200 1,300
8.00 8.00 7.70 63.00 21.00 26.00 0.16 4 1,700 1,700
10.00 10.00 9.50 72.00 25.00 31.00 0.20 4 2,500 2,600
12.00 12.00 11.50 83.00 28.00 37.00 0.24 4 3,300 3,300
14.00 14.00 13.50 83.00 28.00 37.00 0.28 4 4,300 4,400
16.00 16.00 15.50 92.00 36.00 43.00 0.32 4 5,600 5,800
20.00 20.00 19.50 104.00 41.00 53.00 0.40 4 8,600 8,800




RF 100 Sharp 47]47%F 5 & FEEfMM&RE
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RF 100 Sharp 4] A% 7 E] SEERMNKRE 3% - 6481
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d1(e8) JJ& d2(h6) £ d3 S&&0 Ex =N J&E |, AEIE |5 NpAREl=2] T B B
mm mm mm mm mm mm mm x 45° Z
1.00 4.00 0.92 50.00 3.00 5.50 0.02 4 1,500
1.50 4.00 1.40 50.00 4.50 8.50 0.03 4 1,500
2.00 6.00 1.85 57.00 6.00 11.50 0.04 4 1,550
2.50 6.00 2.35 57.00 7.50 14.50 0.05 4 1,550
3.00 6.00 2.85 65.00 10.00 20.00 0.06 4 1,600
4.00 6.00 3.80 65.00 14.00 27.00 0.08 4 1,600 1,650
5.00 6.00 4.80 65.00 15.00 28.00 0.10 4 1,600 1,650
6.00 6.00 5.70 75.00 19.00 38.00 0.12 4 1,600 1,650
8.00 8.00 7.70 80.00 21.00 43.00 0.16 4 2,110 2,160
10.00 10.00 9.50 93.00 26.00 52.00 0.20 4 3,130 3,230
12.00 12.00 11.50 100.00 28.00 54.00 0.24 4 4,070 4,180
14.00 14.00 13.50 100.00 28.00 54.00 0.28 4 5,320 5,460
16.00 16.00 15.50 123.00 38.00 74.00 0.32 4 7,030 7,180
20.00 20.00 19.50 126.00 41.00 75.00 0.40 4 10,730 10,890




@ Solid carbide milling cutters

FEHREL /& RF 100 Sharp #:7) RYJSEEMEE
Ratio end mill sets RF 100 Sharp short shank Article no. 6165

m You can find cutting data in our online navigator at
https://webnavigator.guehring.de.
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especially for soft, tough and high-alloyed materials ® medium length version ¢ neck clearance e centre

cutting FRIEARRY - BItSHNSEEME - EEEER/ BB SO tH
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& KR 4RS% : 6165
d1e8 d2 hé d3 1 12 13 c z .
Price
mm mm mm mm mm mm mm x 45°
1.00 4.00 0.92 36 3.0 5.5 0.02 4 1,500
1.50 4.00 1.40 36 4.5 8.5 0.03 4 1,500
2.00 6.00 1.85 44 6.0 11.5 0.04 4 1,600
2.50 6.00 2.35 44 7.5 14.5 0.05 4 1,600
3.00 6.00 2.85 48 10.0 20.0 0.06 4 1,600

3 GUHRING



RF 100 Sharp 4] A& 5 & 1ZER ESE #R5% : 6962
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RF 100 Sharp 4] A&7 & 1Z#£R ESE #R%% : 6963

S N

He | HEETHEEE e ekl

1 =2 ’ Y
] | 5
] 11 2 ]
Ia
L
- T 4EoE - 6962 6963

d1(e8) JJi& d2(h6) R d3 &8 2R & MR |5 r DAL Code s B
mm mm mm mm mm mm mm Z
3.00 6.00 2.85 57.00 8.00 15.00 0.20 4 3.002 1,820 1,870
3.00 6.00 2.85 57.00 8.00 15.00 0.50 4 3.005 1,820 1,870
4.00 6.00 3.80 57.00 11.00 18.00 0.20 4 4.002 1,790 1,840
4.00 6.00 3.80 57.00 11.00 18.00 0.50 4 4.005 1,790 1,840
4.00 6.00 3.80 57.00 11.00 18.00 1.00 4 4.010 1,790 1,840
5.00 6.00 4.80 57.00 13.00 18.00 0.20 4 5.002 1,740 1,790
5.00 6.00 4.80 57.00 13.00 18.00 0.50 4 5.005 1,740 1,790
5.00 6.00 4.80 57.00 13.00 18.00 1.00 4 5.010 1,740 1,790
6.00 6.00 5.70 57.00 13.00 20.00 0.20 4 6.002 1,690 1,740
6.00 6.00 5.70 57.00 13.00 20.00 0.50 4 6.005 1,690 1,740
6.00 6.00 5.70 57.00 13.00 20.00 1.00 4 6.010 1,690 1,740
6.00 6.00 5.70 57.00 13.00 20.00 1.50 4 6.015 1,690 1,740
8.00 8.00 7.70 63.00 19.00 26.00 0.30 4 8.003 2,280 2,390
8.00 8.00 7.70 63.00 19.00 26.00 0.50 4 8.005 2,280 2,390
8.00 8.00 7.70 63.00 19.00 26.00 1.00 4 8.010 2,280 2,390
8.00 8.00 7.70 63.00 19.00 26.00 1.50 4 8.015 2,280 2,390
8.00 8.00 7.70 63.00 19.00 26.00 2.00 4 8.020 2,280 2,390
10.00 10.00 9.50 72.00 22.00 31.00 0.30 4 10.003 | 3,190 3,270
10.00 10.00 9.50 72.00 22.00 31.00 0.50 4 10.005 3,190 3,270
10.00 10.00 9.50 72.00 22.00 31.00 1.00 4 10.010 | 3,190 3,270
10.00 10.00 9.50 72.00 22.00 31.00 1.50 4 10.015 3,190 3,270
10.00 10.00 9.50 72.00 22.00 31.00 2.00 4 10.020 3,190 3,270
10.00 10.00 9.50 72.00 22.00 31.00 2.50 4 10.025 3,190 3,270
12.00 12.00 11.50 83.00 26.00 37.00 0.30 4 12.003 | 4,130 4,210
12.00 12.00 11.50 83.00 26.00 37.00 0.50 4 12.005 4,130 4,210
12.00 12.00 11.50 83.00 26.00 37.00 1.00 4 12.010 | 4,130 4,210
12.00 12.00 11.50 83.00 26.00 37.00 1.50 4 12.015 4,130 4,210
12.00 12.00 11.50 83.00 26.00 37.00 2.00 4 12.020 | 4,130 4,210
12.00 12.00 11.50 83.00 26.00 37.00 2.50 4 12.025| 4,130 4,210
12.00 12.00 11.50 83.00 26.00 37.00 3.00 4 12.030 | 4,130 4,210
16.00 16.00 15.50 92.00 32.00 43.00 0.50 4 16.005 | 6,490 6,700
16.00 16.00 15.50 92.00 32.00 43.00 1.00 4 16.010 | 6,490 6,700
16.00 16.00 15.50 92.00 32.00 43.00 1.50 4 16.015 6,490 6,700
16.00 16.00 15.50 92.00 32.00 43.00 2.00 4 16.020 6,490 6,700
16.00 16.00 15.50 92.00 32.00 43.00 2.50 4 16.025 | 6,490 6,700
16.00 16.00 15.50 92.00 32.00 43.00 3.00 4 16.030 6,490 6,700
16.00 16.00 15.50 92.00 32.00 43.00 4.00 4 16.040 | 6,490 6,700
20.00 20.00 19.50 104.00 38.00 53.00 0.50 4 20.005 | 9,920 10,070
20.00 20.00 19.50 104.00 38.00 53.00 1.00 4 20.010 9,920 10,070
20.00 20.00 19.50 104.00 38.00 53.00 1.50 4 20.015 9,920 10,070
20.00 20.00 19.50 104.00 38.00 53.00 2.00 4 20.020 9,920 10,070
20.00 20.00 19.50 104.00 38.00 53.00 2.50 4 20.025 9,920 10,070
20.00 20.00 19.50 104.00 38.00 53.00 3.00 4 20.030 9,920 10,070
20.00 20.00 19.50 104.00 38.00 53.00 4.00 4 20.040 9,920 10,070




RF 100 Sharp

Ratio end mill sets RF 100 Sharp extra short

Bl (@[ ~ ][] )= 7] [ [ | SR

especially for soft, tough and high-alloyed materials ® 40% higher milling performance thanks to short
stable design e neck clearance e special front end e consisting of art. no. 6938

@-range Pieces/set
mm
6/8/10/12 4

Ratio end mill sets RF 100 Sharp extra short

WO ~ ][] 1) =T o] o | B/ ERY

especially for soft, tough and high-alloyed materials ® 40% higher milling performance thanks to short
stable design e neck clearance e special front end e consisting of art. no. 6939

@-range Pieces/set
mm
6/8/10/12 4

12

Article no. 6468

PM-NSH

i ey ol il

Article no. 6468

Order no. B
6468 1.000 6,500

Article no. 6469

PM-NSH

i e ol i il

Article no. 6469

Order no. B
6469 1.000 6,600



Ratio end mill sets RF 100 Sharp
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especially for soft, tough and high-alloyed materials ¢ longer cutting edge than DIN 6527 L ¢ neck
clearance e centre cutting ¢ consisting of item no. 6478

@-range
mm
6/8/10/12/16
6/8/10/12

Ratio end mill sets RF 100 Sharp
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Pieces/set

especially for soft, tough and high-alloyed materials ® longer cutting edge than DIN 6527 L e neck

clearance e centre cutting ® consisting of item no. 6479

@-range
mm
6/8/10/12/16
6/8/10/12

Pieces/set

RF 100 Sharp

Article no. 6482

PM-NSH

quHH

Article no.

Order no. B

6482 1.000 12,500
6482 2.000 7,600

Article no. 6483

PM-NSH

WHHH

Order no. B

6483 1.000 12,800
6483 2.000 7,800

Article no.
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@ Cutting data - RF 100 Sharp

RF 100 Sharp
Milling conditions: Correction factors:
HPC : High Performance Cutting . . .
S 21.5DFF - 4 B Pz B RRIR
HPG| stable machining conditions smsssmmrss: MIREap AR 1.5D8F - YIHIRE VS T #ELAFZNAREE25%
high drive power FHMAARERDKN ap roughing > 1.5 x D ve-25% f,-25%
1
M7C| unstable machining conditions igéﬂ%ﬁmﬁﬂ% NS RIE
low drive power BARE medium length tools Ve -40 % f2-40 %
Xs Wy —
v 1D @) & . \
long tools extra short tools I fz +40 % I
o
long (DIN)+ tools
2 (mm/z) with nom. 0
- - Ve ae z
Machining grou Application .
g group o (m/min) | max. | q 3 4 6 8 10 | 12 | 16 | 20
Slotting 180 1xD 0.005 | 0.016 | 0.020 | 0.030 | 0.040 | 0.060 | 0.070 | 0.095 | 0.120
Roughing 205 | 0.75xD | 0.007 | 0.021 | 0.030 | 0.040 | 0.055 | 0.070 | 0.085 | 0.110 | 0.140
Finishing 360 | 0.02xD | 0.007 | 0.020 | 0.025 | 0.040 | 0.055 | 0.065 | 0.080 | 0.105 | 0.130
Slotting 160 1xD 0.005 | 0.015 | 0.020 | 0.030 | 0.040 | 0.055 | 0.065 | 0.090 | 0.110
Roughing 185 | 0.75xD | 0.006 | 0.019 | 0.025 | 0.040 | 0.050 | 0.065 | 0.075 | 0.100 | 0.125
Finishing 320 | 0.02xD | 0.006 | 0.018 | 0.025 | 0.035 | 0.050 | 0.060 | 0.075 | 0.095 | 0.120
Slotting 135 1xD 0.004 | 0.013 | 0.020 | 0.025 | 0.035 | 0.050 | 0.060 | 0.080 | 0.100
Roughing 155 | 0.75xD | 0.006 | 0.017 | 0.025 | 0.035 | 0.045 | 0.060 | 0.070 | 0.090 | 0.115
Finishing 270 | 0.02xD | 0.006 | 0.017 | 0.020 | 0.035 | 0.045 | 0.055 | 0.065 | 0.090 | 0.110
M1.1.1 Stainless steel, ferritic/martensitic, with machining additives Slotting 120 1xD 0.004 | 0.013 | 0.020 | 0.025 | 0.035 | 0.050 | 0.060 | 0.080 | 0.100
M1.1.2 Stainless steel, ferritic/martensitic, annealed, Rm 680 N/mm2, 200 HB
Roughing 140 | 0.75xD | 0.006 | 0.017 | 0.025 | 0.035 | 0.045 | 0.060 | 0.070 | 0.090 | 0.115
Finishing 240 | 0.02xD | 0.006 | 0.017 | 0.020 | 0.035 | 0.045 | 0.055 | 0.065 | 0.090 | 0.110
M1.1.3 Stainless steel, ferritic/martensitic, heat-treated, Rm 810 N/mm2, 240 HB Slotting 90 1xD | 0.004 | 0.012 | 0.015 | 0.025 | 0.030 | 0.045 | 0.055 | 0.070 | 0.090
Roughing 100 | 0.75xD | 0.005 | 0.016 | 0.020 | 0.030 | 0.040 | 0.050 | 0.060 | 0.085 | 0.105
Finishing 175 | 0.02xD | 0.005 | 0.015 | 0.020 | 0.030 | 0.040 | 0.050 | 0.060 | 0.080 | 0.100
M2.1.1 Stainless steel, austenitic, quenched, 180 HB Slotting 80 1xD | 0.004 | 0.012 | 0.015 | 0.025 | 0.030 | 0.045 | 0.055 | 0.070 | 0.090
Roughing 100 0.6xD | 0.005 | 0.016 | 0.020 | 0.030 | 0.045 | 0.055 | 0.065 | 0.085 | 0.110
Finishing 160 | 0.01xD | 0.005 | 0.014 | 0.020 | 0.025 | 0.035 | 0.045 | 0.055 | 0.070 | 0.090
M2.2.1 Duplex steel, high-strength stainless steels Slotting 60 1xD | 0.003 | 0.010 | 0.015 | 0.020 | 0.030 | 0.040 | 0.045 | 0.065 | 0.080
Roughing 73 0.6xD | 0.005 | 0.014 | 0.020 | 0.030 | 0.040 | 0.045 | 0.055 | 0.075 | 0.095
Finishing 120 | 0.01xD | 0.004 | 0.012 | 0.015 | 0.025 | 0.030 | 0.040 | 0.045 | 0.065 | 0.080
Slotting 500 1xD 0.007 | 0.021 | 0.030 | 0.040 | 0.055 | 0.080 | 0.095 | 0.130 | 0.160
Roughing 575 | 0.75xD | 0.009 | 0.028 | 0.035 | 0.055 | 0.075 | 0.090 | 0.110 | 0.145 | 0.185
Finishing 1000 | 0.02xD | 0.009 | 0.026 | 0.035 | 0.055 | 0.070 | 0.090 | 0.105 | 0.140 | 0.175
Slotting 230 1xD 0.005 | 0.016 | 0.020 | 0.030 | 0.040 | 0.060 | 0.070 | 0.095 | 0.120
Roughing 265 | 0.75xD | 0.007 | 0.021 | 0.030 | 0.040 | 0.055 | 0.070 | 0.085 | 0.110 | 0.140
Finishing 460 | 0.02xD | 0.007 | 0.020 | 0.025 | 0.040 | 0.055 | 0.065 | 0.080 | 0.105 | 0.130
Slotting 180 1xD 0.005 | 0.016 | 0.020 | 0.030 | 0.040 | 0.060 | 0.070 | 0.095 | 0.120
Roughing 180 | 0.75xD | 0.006 | 0.018 | 0.025 | 0.035 | 0.050 | 0.060 | 0.070 | 0.095 | 0.120
Finishing 365 | 0.02xD | 0.007 | 0.020 | 0.025 | 0.040 | 0.055 | 0.065 | 0.080 | 0.105 | 0.130

14 All the values stated are guide values. You can find detailed cutting values online in our Giihring Navigator at navigator.guehring.de. Gii“nl"ﬁ



Cutting data - RF 100 Sharp @

n - Ve ae fz (mm/z) with nom. 0
Machining group Application (m/min) | max. 1 3 2 6 s 0 12 16 2
Slotting 250 1xD | 0.005 | 0.016 | 0.020 | 0.030 | 0.040 | 0.060 | 0.070 | 0.095 | 0.120
Roughing 290 | 0.75xD | 0.007 | 0.021 | 0.030 | 0.040 | 0.055 | 0.070 | 0.085 | 0.110 | 0.140
Finishing 500 | 0.02xD | 0.007 | 0.020 | 0.025 | 0.040 | 0.055 | 0.065 | 0.080 | 0.105 | 0.130
Slotting 195 1xD | 0.005 | 0.015 | 0.020 | 0.030 | 0.040 | 0.055 | 0.065 | 0.090 | 0.110
Roughing 225 | 0.75xD | 0.006 | 0.019 | 0.025 | 0.040 | 0.050 | 0.065 | 0.075 | 0.100 | 0.125
Finishing 390 | 0.02xD | 0.006 | 0.018 | 0.025 | 0.035 | 0.050 | 0.060 | 0.075 | 0.095 | 0.120
Slotting 150 1xD | 0.006 | 0.017 | 0.020 | 0.035 | 0.045 | 0.065 | 0.075 | 0.100 | 0.125
Roughing 175 | 0.75xD | 0.007 | 0.022 | 0.030 | 0.045 | 0.060 | 0.070 | 0.085 | 0.115 | 0.145
Finishing 300 | 0.02xD | 0.007 | 0.021 | 0.030 | 0.040 | 0.055 | 0.070 | 0.085 | 0.110 | 0.140
Slotting 200 1xD | 0.005 | 0.015 | 0.020 | 0.030 | 0.040 | 0.055 | 0.065 | 0.090 | 0.110
Roughing 230 | 0.75xD | 0.006 | 0.019 | 0.025 | 0.040 | 0.050 | 0.065 | 0.075 | 0.105 | 0.130
Finishing 400 | 0.02xD | 0.006 | 0.019 | 0.025 | 0.035 | 0.050 [ 0.060 | 0.075 | 0.100 | 0.125
Slotting 240 1xD | 0.007 | 0.021 | 0.030 | 0.040 | 0.055 | 0.080 | 0.095 | 0.130 | 0.160
Roughing 275 | 0.75xD | 0.009 | 0.028 | 0.035 | 0.055 | 0.075 | 0.090 | 0.110 | 0.145 | 0.185
Finishing 480 | 0.02xD | 0.009 | 0.026 | 0.035 | 0.055 | 0.070 [ 0.090 | 0.105 | 0.140 | 0.175
Slotting 30 1xD | 0.004 | 0.011 | 0.015 | 0.020 | 0.030 | 0.040 | 0.050 | 0.065 | 0.080
Roughing 40 0.6xD | 0.005 | 0.014 | 0.020 | 0.030 | 0.040 | 0.050 | 0.060 | 0.075 | 0.095
Finishing 60 0.01xD | 0.004 | 0.012 | 0.015 | 0.025 | 0.030 | 0.040 | 0.050 | 0.065 | 0.080
Slotting 25 1xD | 0.004 | 0.011 | 0.015 [ 0.020 | 0.030 | 0.040 | 0.050 | 0.065 | 0.080
Roughing 30 0.6xD | 0.005 | 0.014 | 0.020 | 0.030 | 0.040 | 0.050 | 0.060 | 0.075 | 0.095
Finishing 50 0.01xD | 0.004 | 0.012 | 0.015 | 0.025 | 0.030 | 0.040 | 0.050 | 0.065 | 0.080
Slotting 15 1xD | 0.003 | 0.009 | 0.010 | 0.015 | 0.025 | 0.030 | 0.040 | 0.050 | 0.065
Roughing 20 0.6xD | 0.004 | 0.012 | 0.015 | 0.025 | 0.030 | 0.040 | 0.045 | 0.060 | 0.080
Finishing 35 0.01xD | 0.003 | 0.010 | 0.015 | 0.020 | 0.025 | 0.030 | 0.040 | 0.050 | 0.065
Slotting 15 1xD | 0.003 | 0.008 | 0.010 | 0.015 | 0.020 | 0.030 | 0.035 | 0.050 | 0.060
Roughing 15 0.6xD | 0.004 | 0.011 | 0.015 | 0.020 | 0.030 | 0.035 | 0.045 | 0.060 | 0.075
Finishing 25 0.01xD | 0.003 | 0.009 | 0.010 | 0.020 | 0.025 | 0.030 | 0.035 | 0.050 | 0.060
Slotting 15 1xD | 0.003 | 0.009 | 0.010 | 0.015 | 0.025 | 0.030 | 0.040 | 0.050 | 0.065
Roughing 20 0.6xD | 0.004 | 0.012 | 0.015 | 0.025 | 0.030 | 0.040 | 0.045 | 0.060 | 0.080
Finishing 30 0.01xD | 0.003 | 0.010 | 0.015 | 0.020 | 0.025 | 0.030 | 0.040 | 0.050 | 0.065
Slotting 70 1xD | 0.004 | 0.013 | 0.020 | 0.025 | 0.035 | 0.050 | 0.060 | 0.080 | 0.100
Roughing 90 0.6xD | 0.006 | 0.018 | 0.025 | 0.035 | 0.050 | 0.060 | 0.070 | 0.095 | 0.120
Finishing 140 | 0.02xD | 0.006 | 0.017 | 0.020 | 0.035 | 0.045 | 0.055 | 0.065 | 0.090 | 0.110
Slotting 60 1xD | 0.004 | 0.012 | 0.015 | 0.025 | 0.030 | 0.045 | 0.055 | 0.070 | 0.090
Roughing 75 0.6xD | 0.005 | 0.016 | 0.020 | 0.030 | 0.045 | 0.055 | 0.065 | 0.085 | 0.110
Finishing 120 | 0.02xD | 0.005 | 0.015 | 0.020 | 0.030 | 0.040 | 0.050 | 0.060 | 0.080 | 0.100

Gij“nl"ﬁ All the values stated are guide values. You can find detailed cutting values online in our Giihring Navigator at navigator.guehring.de. 15



@ Solid carbide milling cutter RF 100 Sharp

agitdARMBERAS
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B:E: (03)498-7530 fEE : (03)4987-331
G (04)2463-3788 EHE : (04) 2463-0793
b 85 (07)622-4855 BE : (07)622-4123
e — Website: http://www.guhring.com.tw
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