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employees worldwide
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sales representatives worldwide
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100,000

articles in the standard range IE#E %Y 100,0001E 518

Quality ,

Made in Germany BEIZGE MERE
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1.1 billion RERERARE 1B
turnover

—
2,400

tonnes of carbide annually —F4E 2,4004885 4

48

country subsidiaries

You benefit from 125 years of experience in tool development. Our range of cutting tools is well
established in the market, has been specially optimised for the requirements of mould & die and has
been expanded with additional dimensioning and new products. In addition to quantity, quality also
matters, we have therefore invested in specialised production and measurement technologies at our
site in Germany -for tools you can rely on.
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Perfection in Machining
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|00} Bullin

New milling cutters ##t /]
specially designed for mould making

15T ARIRE N T

FlERAESERE RN LR TE
Neck clearance with smooth transitions
for interference-free ranges.

JEi8 A T O1R:£A/Y Signum & Perrox £ &
A AR MIER T A S amAERIER THRE
Maximum tool life and perfect
surfaces thanks to smooth and
ge-resistant Signum & Perrox coating.

GiihroJet peripheral cooling

s perfects chip removal by means of

essed air or internal cooling.

et JMNEL ARG - FILUERBEZER
AlRERSEE LB

ide substrate
& die is around 200 HV

d. The finest grains

-lasting cutting edges

n the component

wear behaviour.
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G- Mold p SF5E &t 7]

High-precision milling cutters

G-Moldy

p-precise radius accuracy
and line shape
for reproducible component shape accuracy

PIREYEERBEFRR - URHSHEENEREESHIEHIIK

o G-Mold py programme

Milling tools




V‘ Milling tools
Cutting 7 )
. ) Hard- Helix Tool  Sur- Article
I M l S H Tool illustration z el ?grgrr? Length angle° NMBIEHEN face d1/mm e Page

=

g Ball nose end mills G-Mold | 65 B 57 st/ =itk HRC 65ul 25% 27 X

" . . . a Tf HRC N B sts . @ 0200-12000 6815 09
o e o ﬂ‘ ﬁzp Hsp?c Rk/o-jm = sto . @ 0200-12000 6816 10
o e o m Tf Hspgsc Rk/;joos = sto . @ 0200-12000 6817 11
o E . a Tf 85 Rk/ajoos - ’sto . @ 0200-12000 6818 12
Y S uCAIE] S| Rt
Ball nose end mills G-Mold 65 B #7] ss/shEssemm &R ik HRC 65/ 30° -7°/ XY
o e . “ Tf 8 % b Qw .o 0.500-12.000 6832 14
o e . ﬁ HHZW 8. RK/BZ o Qsoe .(' 0.500-12.000 6833 15
o e . * ?ZD 8. % — Qw .o 0.500-10.000 6834 16
S — ) Tl =0 M8 @ o0 s
o e . q T‘l‘p 88 RK/BJZ o ’Qw.o 1.000-12.000 6836 18
Ball nose end mills G-Mold 55 B #77 izm% HRC 55/ 30°/ +8°/ XY
e e 00 o0 q -%P e % b %300.0 0.500 - 12.000 6844 19
e o0 0 0 o a Tf H5R50 % | A&w .o 0.500 - 12.000 6845 20
e e 00 o0 * Tf . % = Qsoe .o 0.500-10.000 6846 21
e e 00 0 * Tf . RK/BZ — ano.o 0.500-8.000 6847 22
e o060 0 o a ?45 Hfﬁ-’c RK/BJZ S st.o 1.000 - 12.000 6848 23
M N m T’;p HRC Rk/;é s ’Qw.o 1.000 - 12.000 6849 24
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Tool illustration

z

Miling tools W

Cutting

edge  Length L, -
form

material face

Helix
angle °

Hard-
ness

d1/mm

Torus end mills G-Mold u 65 T @E&7) ss/EEEEBEMER HRC 650/ 367 +0%/ X

Torus end mills G-Mold 65 T B

Torus end mills G-Mold 55 T

e ¢ ¢ O o o

e ¢ o O o o

— ==
=

’AQ 30°
0

! 65 Il =1/ 0.300 - 12.000
2-4 |HRC| g o005 0 ’ '
= e [, I =%
2-4 |HRC ,%m @  0300-12.000
ﬁp 65 | || e ]

2.4 |HREC ,%m g @  0.300 - 12.000
T [ L _

24 |HAC| |oom| | == % @  0.300-12.000
ng 65 ||, 36° )

2.4 |HRC| | Soom| o @  0.300-8.000
27) 58%/SEERBMER HRC 65/ 30°/ -7°/ X
~ 30°

o | 65 -

4 |Hrc| | ,@ . @  1.000-12.000
T | 65

4 |Hrc| | . . @  1.000-12.000
27] 5

7 =]

2

7 =]

2

2 FIBY HRC 55/ 30°/ +8°/ XY
55 Lom =] %w’ . @  0.500-12.000
H5F?C LLom — A&am . @ 0.500-12.000

Article

6820

6821

6822

6823

6824

6837

6838

6850

6851

Page

25

26

27

28

29

30

31

32,33

34,35

Milling tools
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V‘ Milling tools
Cutting 7 )
. ) Hard- Helix Tool  Sur- Article
I M l S H Tool illustration z el ?gr%r? Length angle° NMBIEHEN face d1/mm e Page

Torus end mills G-Mold 55 T B 7] 55 A HRC 55/ 30°/ +8°/ XY

30°
55 R=0,01 -
AN = Q .o 1.000 - 10.000 6852 36
55 | [lazasr * @ 1000-8000 6853 37

|00} BulliN

44 -4 . Y Y

e ¢ o O o o

30°
HEI’=:5C Rat01 s . @Y 1.000-12.000 6854 38
55 R ; 30°
B8] R0 | e @Y 1.000-12.000 6855 39

JIEST) FubHK ZFE HRC 65/ 30°/ -7°/ XY

30°
A& .o 1.000 - 16.000 | 6830 40
30°
8 “‘“A& .o 1.000 - 16.000 | 6814 41

30°
.o 1.000- 16.000 | 6831 42

Finishing end mills G-Mold | 48 F a~e7)a18t77 52mA% HRC 48u/ 40° +12°/ X

NNy Ef s & s Qw . @ 3000-20000 6825 43
ORI AR s—— - = S 0 |2 s | o= ﬂw . @ 0000-20000 6826 44
Finishing end mills G-Mold U 65 F a~e7fst7) /=@ Em HRC 65u/ 42°/ -3°/ X
EGD 8 e || = Qw . @ 300-20000 6827 45
H_G 1o |f 50 = Qw . @ 3000-20000 (6828 46
Finishing end mills G-Mold 65 F 6747 s&st/EREERE B E A HRC 65/ 42°/-3°/ Y
? oo || age | | ms Qw . @ 3000-20000 (6945 47
ki a

42°
. ®  3.000-20000 6946 48

oy T - _ 6TIAIT) SE SRR E M E
Finishing end mills with cormner radius G-Mold 65 FR PR e 10 5y

42°
o o o ﬂ Eg HGFf’C 002 ““Q . ®  3.000-16.000 6947 49

65 Y

HRC

65
HRC

ANNNNNNY

e o © o o O

.“

65
HRC 5

ANSNANYY
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Milling tools V‘
Cutting 7 )
. ) Hard- Helix Tool  Sur- Article
I M l S H Tool illustration z el ?gr%? Length angle ° NMEIEHEN face d1/mm e Page

C . . . PR B S/ SRR
Finishing end mills with corner radius G-Mold 65 FR glﬁﬁ,éﬂ’%é”i, 42%,%0, yﬁm :

42°
65 048
) . . |3 Rx0,02 ®  3.000-16.000 50
m 6 HRC L S /@ . °

. ' NENE| ##F & St S IEE RS
Ratio end mills G-Mold 65 U ‘11R¢ e apyazey 5 o ) S/BRERHER

—

o e . m P @ s Qﬁ: . @ 3000-20000 6944 51
Micro-precision milling cutters MicroMill U 55 /vE3~477##%a8k7] 72 FE HRC 55u/ 30°/ +4°/ X
¢ 0 00 0 0 i r— T;f H5ch @ - Qw . @  0200-3000 6829 53,54

Milling tools
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V Solid carbide Torus end mills
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Surface

Type

Shank form

= SRREREMER

)

H
HA

B ° GUHRINGNAVIGATOR @
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
Is
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
GUHRING



Solid carbide Torus end mills W

Ball nose end mills G-Mold p 65 B =8 SEENREMER
WN 2 R 0,005 > )—E Surface o 3
2
gLl H :
- =
Shank form HA S
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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V Solid carbide Torus end mills
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Ball nose end mills G-Mold p 65 B

H

Skl
2

7

By

65

i\\/}
8

= SRREREMER

WN R0,005 E Surface o
gl H
>
Shank form HA
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
Is
1
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
GUHRING



Solid carbide Torus end mills W

Ball nose end mills G-Mold p 65 B =8 SEEREMER
H T % \J . || &5
WN 2 R 0,005 > ,,m Surface o §
gl H
- =
Shank form HA S
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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v Solid carbide Torus end mills
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Ball nose end mills G-Mold p 65 B
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H
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R0,005
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5
g

Surface

Type
Shank form

s SEEREEMER

%)

H
HA

B ° GUHRINGNAVIGATOR e
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



Solid carbide Torus end mills W

Ball nose end mills G-Mold 65 B =8 SEEREMER
Ty T —y
WN 2 R=0,01|| 4% ,,m Surface o é
o e ) e : :
- =
2 Shank form HA S
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
[ S S
" el
I3
I
5
I
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 Solid carbide Torus end mills

Ball nose end mills G-Mold 65 B

H

szg Qsof’

J

2.;
L]

65

i\\/}
3

s SEEREMER

5 WN WY R=0,01 m Surface o
=
@ Type H
s i ld - :ﬁ
& \& ;&'\ 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
GUVHRING
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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
]
ﬂf \ﬂr ;&_‘ Type N o
«ér - :ﬁ £
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 -
st b
3
7
Is
l1
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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V Solid carbide Torus end mills

Ball nose end mills G-Mold 65 B

s SEEREEMER

-~ 30° A7
HO| s Q LR e
z WN 4 Re002 | 3 ,,m Surface o
=
@ Type H
14 % ﬂf —
& \& ;&'\ ;ﬁ Shank form HA
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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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

=
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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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v Solid carbide Torus end mills
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|00} BulliN

Torus end mills G-Mold y 65 T

4

M?QWL

i,

65

=
<

1N

= SRREREMER

Too rars. SO

WN R 0,005 Surface o
o Ul Tl e w
2 Shank form HA
B ° GUHRINGNAVIGATOR @
M Cutting data page 55-58 4|2 & 52 55-588
. ° * High-precision ball nose end mills for maximum form accuracy HRC 65
N e exact tolerance of the radius contour r = +0.005 mm u
e O tolerance d1 of @ 0.2-3 mm +0.000/-0.010 mm 2-47] EE7]
S ¢ with GlhroJet peripheral cooling from @ 0.3-3 mm
H . e centre cutting
® neck clearance
‘SREEESHT]  BRESMINEE
 FREEVFETEAZ r = +0.005 mm
@ N7Ed1 #£3 0.2- 3 mm +0.000/-0.010 mm GuhroJet 4ME4E
#75 @ 0.3-3 mm {4 GuhroJet 5ME AN - ARk
SHELARSENT + [I S 5 j 5 l
P b | 2
I3
lg
ls 1
l1
Article no. 6820
d1f8 | d2h5 d3 1 12 13 14 15 r B z
Order no. B1&
mm mm mm mm mm mm mm mm mm °
0.30 4.00 0.28 50 0.3 0.75 9.1 22,0 0.05 11.50 2 6820 0.300 1,160
0.50 4.00 0.45 50 0.5 1.25 9.2 22,0 0.05 10.80 2 6820 0.500 1,160
0.50 4.00 0.45 50 0.5 1.25 9.2 22,0 0.10 10.80 2 6820 0.501 1,160
0.60 4.00 0.55 50 0.6 1.50 9.2 22,0 0.05 10.50 2 6820 0.600 1,160
0.60 4.00 0.55 50 0.6 1.50 9.2 22,0 0.10 10.50 2 6820 0.601 1,160
0.80 4.00 0.75 50 0.8 2.00 9.1 22,0 0.05 10.00 2 6820 0.800 1,160
0.80 4.00 0.75 50 0.8 2.00 9.1 22,0 0.10 10.00 2 6820 0.801 1,160
0.80 4.00 0.75 50 0.8 2.00 9.1 22,0 0.20 10.20 2 6820 0.802 1,160
1.00 4.00 0.92 50 1.0 2.50 9.2 22,0 0.10 9.30 2 6820 1.001 1,160
1.00 4.00 0.92 50 1.0 2.50 9.2 22,0 0.20 9.40 2 6820 1.002 1,160
1.00 4.00 0.92 50 1.0 2.50 9.2 22,0 0.30 9.50 2 6820 1.003 1,160
1.50 4.00 1.40 50 15 4.00 9.6 27,0 0.10 7.50 2 6820 1.501 1,160
1.50 4.00 1.40 50 1.5 4.00 9.6 27,0 0.20 7.50 2 6820 1.502 1,160
1.50 4.00 1.40 50 1.5 4.00 9.6 27,0 0.50 7.80 2 6820 1.505 1,160
2.00 6.00 1.85 50 2.0 5.00 14.2 29,0 0.20 8.10 2 6820 2.002 1,290
2.00 6.00 1.85 50 2.0 5.00 14.2 29,0 0.50 8.30 2 6820 2.005 1,290
2.50 6.00 2.35 50 2.5 6.00 14.1 29,0 0.20 7.10 2 6820 2.502 1,290
2.50 6.00 2.35 50 2.5 6.00 14.1 29,0 0.50 7.30 2 6820 2.505 1,290
3.00 6.00 2.85 50 3.0 8.00 14.9 34,0 0.20 5.80 2 6820 3.002 1,290
3.00 6.00 2.85 50 3.0 8.00 14.9 34,0 0.30 5.80 2 6820 3.003 1,290
3.00 6.00 2.85 50 3.0 8.00 14.9 34,0 0.50 5.90 2 6820 3.005 1,290
4.00 6.00 3.80 50 4.0 10.00 13.0 39.0 0.20 4.40 4 6820 4.002 1,290
4.00 6.00 3.80 50 4.0 10.00 13.0 39.0 0.50 4.50 4 6820 4.005 1,290
4.00 6.00 3.80 50 4.0 10.00 13.0 39.0 1.00 4.70 4 6820 4.010 1,290
5.00 6.00 4.80 50 5.0 12.50 141 44.0 0.50 2.10 4 6820 5.005 1,290
6.00 6.00 5.70 54 6.0 15.00 15.6 64.0 0.20 4 6820 6.002 1,290
6.00 6.00 5.70 54 6.0 15.00 15.6 64.0 0.50 4 6820 6.005 1,290
6.00 6.00 5.70 54 6.0 15.00 15.6 64.0 1.00 4 6820 6.010 1,290
8.00 8.00 7.70 58 8.0 20.00 20.6 64.0 0.50 4 6820 8.005 1,540
8.00 8.00 7.70 58 8.0 20.00 20.6 64.0 0.80 4 6820 8.008 1,540
8.00 8.00 7.70 58 8.0 20.00 20.6 64.0 1.00 4 6820 8.010 1,540
10.00 10.00 9.50 72 10.0 25.00 25.9 32.0 0.50 4 6820 10.005 2,090
10.00 10.00 9.50 72 10.0 25.00 25.9 32.0 1.00 4 6820 10.010 2,090
10.00 10.00 9.50 72 10.0 25.00 25.9 32.0 2.00 4 6820 10.020 2,090
12.00 12.00 11.50 73 12.0 30.00 30.9 28.0 0.50 4 6820 12.005 2,830
12.00 12.00 11.50 73 12.0 30.00 30.9 28.0 1.00 4 6820 12.010 2,830
12.00 12.00 11.50 73 12.0 30.00 30.9 28.0 2.00 4 6820 12.020 2,830
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Solid carbide Torus end mills W

Torus end mills G-Mold p 65 T izt SEEREEMEA

e with GlhroJet peripheral cooling from @ 0.3-3 mm
e centre cutting

® neck clearance

‘BEEESHT]  BRESTEMREE

o FRERERHIAETE/AZ r = £0.005 mm

=T U Tooi e | SO GS
wn||| NH L/zi < »> gx & 0
2-4 R0,005 MiEE Surface o 2
[e]
éé ﬂ/ \% m Type NH =
= =
Shank form HA S
B ° GUHRINGNAVIGATOR ®
M Cutting data page 55-58 +tJJEI 2 #:522R 55-58H
. ° ¢ High-precision ball nose end mills for maximum form accuracy HRC 65u
N e exact tolerance of the radius contour r = +0.005 mm -
s ¢ g tolerance d1 of @ 0.2-3 mm +0.000/-0.010 mm 2-47) BI£7]
H

@ AZ=d1 %3 0.2- 3 mm +0.000/-0.010 mm GuhroJet 7ME% AN

%7 @ 0.3-3 mm #J GuhroJet 5ME/SAN - il Hizk

ﬁiﬁi?ﬁ@?/l}ﬂﬁ]% ° r — r

SEERHESER EE + [I 5 = < = =

P’T l2 | ul l2
I3 I3
lg
Is I4
l1
Article no. 6821
di1f8 d2 h5 d3 1 12 13 14 15 r B Z
Order no. e

mm mm mm mm mm mm mm mm mm
0.30 4.00 0.28 50 0.3 1.0 9.4 22,0 0.05 11.20 2 6821 0.300 1,200
0.50 4.00 0.45 50 0.5 1.5 9.5 22,0 0.05 10.50 2 6821 0.500 1,200
0.50 4.00 0.45 50 0.5 1.5 9.5 22,0 0.10 10.50 2 6821 0.501 1,200
0.60 4.00 0.55 50 0.6 2.0 9.7 22,0 0.05 10.00 2 6821 0.600 1,200
0.60 4.00 0.55 50 0.6 2.0 9.7 22,0 0.10  10.00 2 6821 0.601 1,200
0.80 4.00 0.75 50 0.8 3.0 10.1 22,0 0.05 9.00 2 6821 0.800 1,200
0.80 4.00 0.75 50 0.8 3.0 10.1 22,0 0.10 9.10 2 6821 0.801 1,200
0.80 4.00 0.75 50 0.8 3.0 10.1 22,0 0.20 9.10 2 6821 0.802 1,200
1.00 4.00 0.92 50 1.0 3.0 9.7 22,0 0.10 8.80 2 6821 1.001 1,200
1.00 4.00 0.92 50 1.0 3.0 9.7 22,0 0.20 8.90 2 6821 1.002 1,200
1.00 4.00 0.92 50 1.0 3.0 9.7 22,0 0.30 9.00 2 6821 1.003 1,200
1.50 4.00 1.40 50 1.5 6.0 11.6 27,0 0.10 6.20 2 6821 1.501 1,200
1.50 4.00 1.40 50 1.5 6.0 11.6 27,0 0.20 6.20 2 6821 1.502 1,200
1.50 4.00 1.40 50 1.5 6.0 11.6 27,0 0.50 6.40 2 6821 1.505 1,200
2.00 6.00 1.85 50 2.0 6.0 15.2 29,0 0.20 7.60 2 6821 2.002 1,330
2.00 6.00 1.85 50 2.0 6.0 15.2 29,0 0.50 7.70 2 6821 2.005 1,330
2.50 6.00 2.35 50 2.5 8.0 16.1 29,0 0.20 6.20 2 6821 2.502 1,330
2.50 6.00 2.35 50 2.5 8.0 16.1 29,0 0.50 6.40 2 6821 2.505 1,330
3.00 6.00 2.85 57 3.0 10.0 16.9 34,0 0.20 5.10 2 6821 3.002 1,330
3.00 6.00 2.85 57 3.0 10.0 16.9 34,0 0.30 5.10 2 6821 3.003 1,330
3.00 6.00 2.85 57 3.0 10.0 16.9 34,0 0.50 5.20 2 6821 3.005 1,330
4.00 6.00 3.80 57 4.0 14.0 17.0 39.0 0.20 3.40 4 6821 4.002 1,330
4.00 6.00 3.80 57 4.0 14.0 17.0 39.0 0.50 3.40 4 6821 4.005 1,330
4.00 6.00 3.80 57 4.0 14.0 17.0 39.0 1.00 3.50 4 6821 4.010 1,330
5.00 6.00 4.80 57 5.0 18.0 19.6 44.0 0.50 1.50 4 6821 5.005 1,330
6.00 6.00 5.70 57 6.0 20.0 20.6 64.0 0.20 4 6821 6.002 1,330
6.00 6.00 5.70 57 6.0 20.0 20.6 64.0 0.50 4 6821 6.005 1,330
6.00 6.00 5.70 57 6.0 20.0 20.6 64.0 1.00 4 6821 6.010 1,330
8.00 8.00 7.70 63 8.0 26.0 26.6 64.0 0.50 4 6821 8.005 1,590
8.00 8.00 7.70 63 8.0 26.0 26.6 64.0 0.80 4 6821 8.008 1,590
8.00 8.00 7.70 63 8.0 26.0 26.6 64.0 1.00 4 6821 8.010 1,590
10.00 10.00 9.50 72 10.0 31.0 31.9 32.0 0.50 4 6821 10.005 2,160
10.00 10.00 9.50 72 10.0 31.0 31.9 32.0 1.00 4 6821 10.010 2,160
10.00 10.00 9.50 72 10.0 31.0 31.9 32.0 2.00 4 6821 10.020 2,160
12.00 12.00 11.50 83 12.0 37.0 37.9 38.0 0.50 4 6821 12.005 2,930
12.00 12.00 11.50 83 12.0 37.0 37.9 38.0 1.00 4 6821 12.010 2,930
12.00 12.00 11.50 83 12.0 37.0 37.9 38.0 2.00 4 6821 12.020 2,930
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|00} BulliN

Torus end mills G-Mold y 65 T

= SRREREMER

WN = g Q F%m m: im & Surface D
| e Tl e N
2 Shank form HA
B ° GUHRINGNAVIGATOR @
M Cutting data page 55-58 tJJH| 28552 55-588
. ° ¢ High-precision ball nose end mills for maximum form accuracy HRC 65
N ¢ exact tolerance of the radius contour r = +0.005 mm u
o @ tolerance d1 of @ 0.2-3 mm +0.000/-0.010 mm 2-4) B£7]
S ¢ with GlihroJet peripheral cooling from @ 0.3-3 mm
H ° e centre cutting
® neck clearance
‘SREESKT]  BRESMNEE
« R EBERAIISHEAZE r = £0.005 mm
@ AZ=d1 %@ 0.2- 3 mm +0.000/-0.010 mm GuhroJet JME44 .
%78 @ 0.3-3 mm A9 GuhroJet SNEAAD - ARG HIK
Uit 73R T E| e r r
R S = g =3 5
1 S ° = © |
BT la | ul l2
I3 I3
g
Is k4
l1
Article no. 6822
d1 f8 d2 h5 d3 1 12 13 14 15 r B Z
Order no. B
mm mm mm mm mm mm mm mm mm °
0.30 4.00 0.28 50 0.3 1.5 9.9 22,0 0.05  10.60 2 6822 0.300 1,240
0.50 4.00 0.45 50 0.5 2.5 10.5 22,0 0.05 9.50 2 6822 0.500 1,240
0.50 4.00 0.45 50 0.5 2.5 10.5 22,0 0.10 9.50 2 6822 0.501 1,240
0.60 4.00 0.55 50 0.6 3.0 10.7 22,0 0.05 9.00 2 6822 0.600 1,240
0.60 4.00 0.55 50 0.6 3.0 10.7 22,0 0.10 9.10 2 6822 0.601 1,240
0.80 4.00 0.75 50 0.8 4.0 11.1 22,0 0.05 8.20 2 6822 0.800 1,240
0.80 4.00 0.75 50 0.8 4.0 11.1 22,0 0.10 8.20 2 6822 0.801 1,240
0.80 4.00 0.75 50 0.8 4.0 111 22,0 0.20 8.30 2 6822 0.802 1,240
1.00 4.00 0.92 50 1.0 5.0 11.7 22,0 0.10 7.30 2 6822 1.001 1,240
1.00 4.00 0.92 50 1.0 5.0 11.7 22,0 0.20 7.40 2 6822 1.002 1,240
1.00 4.00 0.92 50 1.0 5.0 11.7 22,0 0.30 7.50 2 6822 1.003 1,240
1.50 4.00 1.40 50 1.5 8.0 13.6 27,0 0.10 5.30 2 6822 1.501 1,240
1.50 4.00 1.40 50 1.5 8.0 13.6 27,0 0.20 5.30 2 6822 1.502 1,240
1.50 4.00 1.40 50 1.5 8.0 13.6 27,0 0.50 5.40 2 6822 1.505 1,240
2.00 6.00 1.85 50 2.0 10.0 19.2 29,0 0.20 6.00 2 6822 2.002 1,380
2.00 6.00 1.85 50 2.0 10.0 19.2 29,0 0.50 6.10 2 6822 2.005 1,380
2.50 6.00 2.35 50 2.5 12.5 20.6 29,0 0.20 4.90 2 6822 2.502 1,380
2.50 6.00 2.35 50 2.5 12.5 20.6 29,0 0.50 4.90 2 6822 2.505 1,380
3.00 6.00 2.85 65 3.0 15.0 21.9 34,0 0.20 3.90 2 6822 3.002 1,380
3.00 6.00 2.85 65 3.0 15.0 21.9 34,0 0.30 3.90 2 6822 3.003 1,380
3.00 6.00 2.85 65 3.0 15.0 21.9 34,0 0.50 4.00 2 6822 3.005 1,380
4.00 6.00 3.80 65 4.0 20.0 23.0 39.0 0.20 2.50 4 6822 4.002 1,380
4.00 6.00 3.80 65 4.0 20.0 23.0 39.0 0.50 2.50 4 6822 4.005 1,380
4.00 6.00 3.80 65 4.0 20.0 23.0 39.0 1.00 2.60 4 6822 4.010 1,380
5.00 6.00 4.80 65 5.0 25.0 26.6 44.0 0.50 1.10 4 6822 5.005 1,380
6.00 6.00 5.70 65 6.0 25.0 25.6 64.0 0.20 4 6822 6.002 1,380
6.00 6.00 5.70 65 6.0 25.0 25.6 64.0 0.50 4 6822 6.005 1,380
6.00 6.00 5.70 65 6.0 25.0 25.6 64.0 1.00 4 6822 6.010 1,380
8.00 8.00 7.70 75 8.0 30.0 30.6 64.0 0.50 4 6822 8.005 1,640
8.00 8.00 7.70 75 8.0 30.0 30.6 64.0 0.80 4 6822 8.008 1,640
8.00 8.00 7.70 75 8.0 30.0 30.6 64.0 1.00 4 6822 8.010 1,640
10.00 10.00 9.50 90 10.0 40.0 40.9 50.0 0.50 4 6822 10.005 2,230
10.00 10.00 9.50 90 10.0 40.0 40.9 50.0 1.00 4 6822 10.010 2,230
10.00 10.00 9.50 90 10.0 40.0 40.9 50.0 2.00 4 6822 10.020 2,230
12.00 12.00 11.50 100 12.0 40.0 40.9 55.0 0.50 4 6822 12.005 3,030
12.00 12.00 11.50 100 12.0 40.0 40.9 55.0 1.00 4 6822 12.010 3,030
12.00 12.00 11.50 100 12.0 40.0 40.9 55.0 2.00 4 6822 12.020 3,030
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Solid carbide Torus end mills W

Torus end mills G-Mold p 65 T izt =SEEREEMEA

e with GlihroJet peripheral cooling from @ 0.3-3 mm
e centre cutting

® neck clearance

‘BEEESHT]  BRESTEMREE

o FRERERHIAETE/AZ r = £0.005 mm

N s ¢ -
WN SN 2-4 ,@ n%ocs M ,,m Surface (%) 3
[e]
o gl . : :
= =
Shank form HA s
B ° GUHRINGNAVIGATOR ®
M Cutting data page 55-58 +tJJHI 2 #:52:R 55-58H
. ° ¢ High-precision ball nose end mills for maximum form accuracy HRC 65u
N e exact tolerance of the radius contour r = +0.005 mm -
s e 3 tolerance d1 of @ 0.2-3 mm +0.000/-0.010 mm 2-47) BI£7]
H

@ AZEd1 1@ 0.2- 3 mm +0.000/-0.010 mm GuhroJet JMNEIA %
*#78 @ 0.3-3 mm K9 GuhroJet FMNE A 4N - AR K
-@%gﬁgjﬂmﬂtﬂ Hl = r — r
«SE R AR AR | [I 5 = < = = 1
P’T l2 | g o
I3 I3
lg
Is b
l1
Article no. 6823
d1f8 | d2h5 d3 11 12 13 14 15 r B Z
Order no. {B1%
mm mm mm mm mm mm mm mm mm
0.30 4.00 0.28 50 0.3 2.0 10.4 22,0 0.05 10.10 2 68230.300 1,450
0.50 4.00 0.45 50 0.5 3.0 11.0 22,0 0.05 9.00 2 68230.500 1,450
0.50 4.00 0.45 50 0.5 3.0 11.0 22,0 0.10 9.10 2 68230.501 1,450
0.60 4.00 0.55 50 0.6 4.0 11.7 22,0 0.05 8.30 2 68230.600 1,450
0.60 4.00 0.55 50 0.6 4.0 11.7 22,0 0.10 8.30 2 6823 0.601 1,450
0.80 4.00 0.75 50 0.8 5.0 12.1 22,0 0.05 7.50 2 6823 0.800 1,450
0.80 4.00 0.75 50 0.8 5.0 12.1 22,0 0.10 7.60 2 6823 0.801 1,450
0.80 4.00 0.75 50 0.8 5.0 12.1 22,0 0.20 7.60 2 6823 0.802 1,450
1.00 4.00 0.92 50 1.0 8.0 14.7 22,0 0.10 5.80 2 6823 1.001 1,450
1.00 4.00 0.92 50 1.0 8.0 14.7 22,0 0.20 5.90 2 6823 1.002 1,450
1.00 4.00 0.92 50 1.0 8.0 14.7 22,0 0.30 5.90 2 6823 1.003 1,450
1.50 4.00 1.40 50 1.5 10.0 15.6 27,0 0.10 4.60 2 6823 1.501 1,450
1.50 4.00 1.40 50 1.5 10.0 15.6 27,0 0.20 4.60 2 6823 1.502 1,450
1.50 4.00 1.40 50 1.5 10.0 15.6 27,0 0.50 4.70 2 6823 1.505 1,450
2.00 6.00 1.85 57 2.0 12.0 21.2 29,0 0.20 5.40 2 6823 2.002 1,610
2.00 6.00 1.85 57 2.0 12.0 21.2 29,0 0.50 5.50 2 6823 2.005 1,610
2.50 6.00 2.35 57 2.5 15.0 23.1 29,0 0.20 4.30 2 6823 2.502 1,610
2.50 6.00 2.35 57 2.5 15.0 23.1 29,0 0.50 4.40 2 6823 2.505 1,610
3.00 6.00 2.85 65 3.0 18.0 24.9 34,0 0.20 3.40 2 6823 3.002 1,610
3.00 6.00 2.85 65 3.0 18.0 24.9 34,0 0.30 3.50 2 6823 3.003 1,610
3.00 6.00 2.85 65 3.0 18.0 24.9 34,0 0.50 3.50 2 6823 3.005 1,610
4.00 6.00 3.80 65 4.0 24.0 27.0 39.0 0.20 2.10 4 6823 4.002 1,610
4.00 6.00 3.80 65 4.0 24.0 27.0 39.0 0.50 2.10 4 6823 4.005 1,610
4.00 6.00 3.80 65 4.0 24.0 27.0 39.0 1.00 2.20 4 6823 4.010 1,610
5.00 6.00 4.80 80 5.0 30.0 31.6 44.0 0.50 0.90 4 6823 5.005 1,610
6.00 6.00 5.70 80 6.0 30.0 30.6 64.0 0.20 4 6823 6.002 1,610
6.00 6.00 5.70 80 6.0 30.0 30.6 64.0 0.50 4 6823 6.005 1,610
6.00 6.00 5.70 80 6.0 30.0 30.6 64.0 1.00 4 6823 6.010 1,610
8.00 8.00 7.70 90 8.0 40.0 40.6 64.0 0.50 4 6823 8.005 1,920
8.00 8.00 7.70 90 8.0 40.0 40.6 64.0 0.80 4 6823 8.008 1,920
8.00 8.00 7.70 90 8.0 40.0 40.6 64.0 1.00 4 6823 8.010 1,920
10.00 10.00 9.50 100 10.0 50.0 50.9 60.0 0.50 4 6823 10.005 2,610
10.00 10.00 9.50 100 10.0 50.0 50.9 60.0 1.00 4 6823 10.010 2,610
10.00 10.00 9.50 100 10.0 50.0 50.9 60.0 2.00 4 6823 10.020 2,610
12.00 12.00 11.50 120 12.0 60.0 60.9 75.0 0.50 4 6823 12.005 3,550
12.00 12.00 11.50 120 12.0 60.0 60.9 75.0 1.00 4 6823 12.010 3,550
12.00 12.00 11.50 120 12.0 60.0 60.9 75.0 2.00 4 6823 12.020 3,550

GUHRING 28



V Solid carbide Torus end mills

29

|00} BulliN
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Shank form HA
B ° GUHRINGNAVIGATOR @
M Cutting data page 55-58 4|2 &E2 R 55-588
. ° ¢ High-precision ball nose end mills for maximum form accuracy HRC 65
N e exact tolerance of the radius contour r = +0.005 mm u
* @ tolerance d1 of @ 0.2-3 mm +0.000/-0.010 mm 2-4) B£7]
S e with GlhroJet peripheral cooling from @ 0.3-3 mm
H ° e centre cutting
® neck clearance
‘SREEESHT]  BRESMINEE
 FREEVFETEAZ r = +0.005 mm
@ NFEd1 4@ 0.2- 3 mm +0.000/-0.010 mm GuhroJet JMNEIA 4D
#75 @ 0.3-3 mm {4 GuhroJet 5ME AN - Hb K
BET)B R T H) e r r
~SEERARSERT A = = - = 1
1 ° o Z =p S
BT lo |- ul Io
|3 |3
lg
ls 4
l4
Article no. 6824
d1f8 | d2h5 d3 11 12 13 14 15 r B z
- Order no. B1&
mm mm mm mm mm mm mm mm mm
0.30 4.00 0.28 50 0.3 3.0 11.4 22,0 0.05 9.20 2 6824 0.300 1,500
0.50 4.00 0.45 50 0.5 5.0 13.0 22,0 0.05 7.70 2 6824 0.500 1,500
0.50 4.00 0.45 50 0.5 5.0 13.0 22,0 0.10 7.70 2 6824 0.501 1,500
0.60 4.00 0.55 50 0.6 6.0 13.7 22,0 0.05 7.10 2 6824 0.600 1,500
0.60 4.00 0.55 50 0.6 6.0 13.7 22,0 0.10 7.10 2 6824 0.601 1,500
0.80 4.00 0.75 50 0.8 8.0 15.1 22,0 0.05 6.00 2 6824 0.800 1,500
0.80 4.00 0.75 50 0.8 8.0 15.1 22,0 0.10 6.10 2 6824 0.801 1,500
0.80 4.00 0.75 50 0.8 8.0 15.1 22,0 0.20 6.10 2 6824 0.802 1,500
1.00 4.00 0.92 50 1.0 10.0 16.7 22,0 0.10 5.10 2 6824 1.001 1,500
1.00 4.00 0.92 50 1.0 10.0 16.7 22,0 0.20 5.20 2 6824 1.002 1,500
1.00 4.00 0.92 50 1.0 10.0 16.7 22,0 0.30 5.20 2 6824 1.003 1,500
1.50 4.00 1.40 55 15 16.0 21.6 27,0 0.10 3.30 2 6824 1.501 1,500
1.50 4.00 1.40 59 1.5 16.0 21.6 27,0 0.20 3.30 2 6824 1.502 1,500
1.50 4.00 1.40 55 1.5 16.0 21.6 27,0 0.50 3.30 2 6824 1.505 1,500
2.00 6.00 1.85 65 2.0 20.0 29.2 29,0 0.20 3.90 2 6824 2.002 1,660
2.00 6.00 1.85 65 2.0 20.0 29.2 29,0 0.50 3.90 2 6824 2.005 1,660
2.50 6.00 2.35 65 25 20.0 28.1 29,0 0.20 3.50 2 6824 2.502 1,660
2.50 6.00 2.35 65 2.5 20.0 28.1 29,0 0.50 3.60 2 6824 2.505 1,660
3.00 6.00 2.85 70 3.0 25.0 31.9 34,0 0.20 2.70 2 6824 3.002 1,660
3.00 6.00 2.85 70 3.0 25.0 31.9 34,0 0.30 2.70 2 6824 3.003 1,660
3.00 6.00 2.85 70 3.0 25.0 31.9 34,0 0.50 2.70 2 6824 3.005 1,660
4.00 6.00 3.80 75 4.0 32.0 35.0 39.0 0.20 1.60 4 6824 4.002 1,660
4.00 6.00 3.80 75 4.0 32.0 35.0 39.0 0.50 1.60 4 6824 4.005 1,660
4.00 6.00 3.80 75 4.0 32.0 35.0 39.0 1.00 1.60 4 6824 4.010 1,660
5.00 6.00 4.80 80 5.0 42.0 43.6 44.0 0.50 0.60 4 6824 5.005 1,660
6.00 6.00 5.70 100 6.0 40.0 40.6 64.0 0.20 4 6824 6.002 1,660
6.00 6.00 5.70 100 6.0 40.0 40.6 64.0 0.50 4 6824 6.005 1,660
6.00 6.00 5.70 100 6.0 40.0 40.6 64.0 1.00 4 6824 6.010 1,660
8.00 8.00 7.70 100 8.0 40.0 40.6 64.0 0.50 4 6824 8.005 1,980
8.00 8.00 7.70 100 8.0 40.0 40.6 64.0 0.80 4 6824 8.008 1,980
8.00 8.00 7.70 100 8.0 40.0 40.6 64.0 1.00 4 6824 8.010 1,980
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Solid carbide Torus end mills W

Torus end mills G-Mold 65 T =4 SHEEEEMEH
o = [T Tool matert [ SSSGSN
WN 4 “ x ,,E Surface %) §
o g el il e i i
Shank form HA s
Bl ° GUHRINGNAVIGATOR @
M Cutting data page 55-58 +tJJEI 2 &:52:R 55-58H
. .
N HRC 65
) 47) BE7T)
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di1f8 | d2h5 d3 §] 12 13 14 15 r B z order no. i
mm mm mm mm mm mm mm mm mm
1.00 400 092 45 1.0 4.0 9.7 17.0 0.10 8.80 4 6837 1.001 750
1.00 400 092 45 1.0 4.0 9.7 17.0 0.20 8.90 4 6837 1.002 750
1.50 4.00 1.40 45 1.5 6.0 10.9 17.0 0.20 6.60 4 6837 1.502 750
2.00 6.00 1.85 54 2.0 8.0 13.7 18.0 0.10 8.30 4 6837 2.001 840
2.00 6.00 1.85 54 2.0 8.0 13.7 18.0 0.20 8.40 4 6837 2.002 840
2.00 6.00 1.85 54 2.0 8.0 13.7 18.0 0.50 8.60 4 6837 2.005 840
3.00 6.00 285 54 3.0 12.0 16.3 18.0 0.10 5.30 4 6837 3.001 840
3.00 6.00 2.85 54 3.0 12.0 16.3 18.0 0.30 5.30 4 6837 3.003 840
3.00 6.00 2.85 54 3.0 12.0 16.3 18.0 0.50 5.40 4 6837 3.005 840
4.00 6.00 3.80 57 4.0 14.0 17.0 21.0 0.20 3.40 4 6837 4.002 840
4.00 6.00 3.80 57 4.0 14.0 17.0 21.0 0.30 3.40 4 6837 4.003 840
4.00 6.00  3.80 57 4.0 14.0 17.0 21.0 0.50 3.40 4 6837 4.005 840
5.00 6.00  4.80 57 5.0 17.0 18.6 21.0 0.20 1.50 4 6837 5.002 840
5.00 6.00  4.80 57 5.0 17.0 18.6 21.0 0.50 1.50 4 6837 5.005 840
5.00 6.00  4.80 57 5.0 17.0 18.6 21.0 1.00 1.60 4 6837 5.010 840
6.00 6.00 5.70 57 6.0 20.0 20.6 21.0 0.20 4 6837 6.002 840
6.00 6.00 5.70 57 6.0 20.0 20.6 21.0 0.30 4 6837 6.003 840
6.00 6.00 5.70 57 6.0 20.0 20.6 21.0 0.50 4 6837 6.005 840
6.00 6.00 5.70 57 6.0 20.0 20.6 21.0 1.00 4 6837 6.010 840
6.00 6.00 5.70 57 6.0 20.0 20.6 21.0 1.50 4 6837 6.015 840
6.00 6.00 5.70 57 6.0 20.0 20.6 21.0 2.00 4 6837 6.020 840
8.00 8.00 7.70 63 8.0 26.0 26.6 27.0 0.30 4 6837 8.003 1,000
8.00 8.00 7.70 63 8.0 26.0 26.6 27.0 0.50 4 6837 8.005 1,000
8.00 8.00 7.70 63 8.0 26.0 26.6 27.0 1.00 4 6837 8.010 1,000
8.00 8.00 7.70 63 8.0 26.0 26.6 27.0 1.50 4 6837 8.015 1,000
8.00 8.00 7.70 63 8.0 26.0 26.6 27.0 2.00 4 6837 8.020 1,000
10.00 10.00 9.50 72 10.0 31.0 31.9 32.0 0.30 4 6837 10.003 1,360
10.00 10.00 9.50 72 10.0 31.0 31.9 32.0 0.50 4 6837 10.005 1,360
10.00 10.00 9.50 72 10.0 31.0 31.9 32.0 1.00 4 6837 10.010 1,360
10.00 10.00 9.50 72 10.0 31.0 31.9 32.0 1.50 4 6837 10.015 1,360
10.00 10.00 9.50 72 10.0 31.0 31.9 32.0 2.00 4 6837 10.020 1,360
10.00 10.00 9.50 72 10.0 31.0 31.9 32.0 3.00 4 6837 10.030 1,360
12.00 12.00 11.50 83 12.0 37.0 37.9 38.0 0.50 4 6837 12.005 1,840
12.00 12.00 11.50 83 12.0 37.0 37.9 38.0 1.00 4 6837 12.010 1,840
12.00 12.00 11.50 83 12.0 37.0 37.9 38.0 2.00 4 6837 12.020 1,840
12.00 12.00 11.50 83 12.0 37.0 37.9 38.0 3.00 4 6837 12.030 1,840
12.00 12.00 11.50 83 12.0 37.0 37.9 38.0 4.00 4 6837 12.040 1,840
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Article no. 6838
d1f8 d2 h5 d3 1 12 13 14 15 r B Z
- Order no. B
mm mm mm mm mm mm mm mm mm
1.00 4.00 0.92 50 1.0 6.5 12.2 22.0 0.10 7.00 4 6838 1.001 850
1.00 4.00 0.92 50 1.0 6.5 12.2 22.0 0.20 7.10 4 6838 1.002 850
1.50 4.00 1.40 50 1.5 10.0 14.9 22.0 0.20 4.80 4 6838 1.502 850
2.00 6.00 1.85 57 2.0 13.0 18.7 21.0 0.10 6.10 4 6838 2.001 950
2.00 6.00 1.85 57 2.0 13.0 18.7 21.0 0.20 6.10 4 6838 2.002 950
2.00 6.00 1.85 57 2.0 13.0 18.7 21.0 0.50 6.20 4 6838 2.005 950
3.00 6.00 2.85 65 3.0 20.0 24.3 29.0 0.10 3.50 4 6838 3.001 950
3.00 6.00 2.85 65 3.0 20.0 24.3 29.0 0.30 3.50 4 6838 3.003 950
3.00 6.00 2.85 65 3.0 20.0 24.3 29.0 0.50 3.60 4 6838 3.005 950
4.00 6.00 3.80 75 4.0 25.0 28.0 39.0 0.20 2.00 4 6838 4.002 950
4.00 6.00 3.80 75 4.0 25.0 28.0 39.0 0.30 2.00 4 6838 4.003 950
4.00 6.00 3.80 75 4.0 25.0 28.0 39.0 0.50 2.00 4 6838 4.005 950
5.00 6.00 4.80 75 5.0 31.0 32.6 39.0 0.20 0.80 4 6838 5.002 950
5.00 6.00 4.80 75 5.0 31.0 32.6 39.0 0.50 0.90 4 6838 5.005 950
5.00 6.00 4.80 75 5.0 31.0 32.6 39.0 1.00 0.90 4 6838 5.010 950
6.00 6.00 5.70 75 6.0 38.0 38.6 39.0 0.20 4 6838 6.002 950
6.00 6.00 5.70 75 6.0 38.0 38.6 39.0 0.30 4 6838 6.003 950
6.00 6.00 5.70 75 6.0 38.0 38.6 39.0 0.50 4 6838 6.005 950
6.00 6.00 5.70 75 6.0 38.0 38.6 39.0 1.00 4 6838 6.010 950
6.00 6.00 5.70 75 6.0 38.0 38.6 39.0 1.50 4 6838 6.015 950
6.00 6.00 5.70 75 6.0 38.0 38.6 39.0 2.00 4 6838 6.020 950
8.00 8.00 7.70 90 8.0 53.0 53.6 54.0 0.30 4 6838 8.003 1,130
8.00 8.00 7.70 90 8.0 53.0 53.6 54.0 0.50 4 6838 8.005 1,130
8.00 8.00 7.70 90 8.0 53.0 53.6 54.0 1.00 4 6838 8.010 1,130
8.00 8.00 7.70 90 8.0 53.0 53.6 54.0 1.50 4 6838 8.015 1,130
8.00 8.00 7.70 90 8.0 53.0 53.6 54.0 2.00 4 6838 8.020 1,130
10.00 10.00 9.50 100 10.0 59.0 59.9 60.0 0.30 4 6838 10.003 1,530
10.00 10.00 9.50 100 10.0 59.0 59.9 60.0 0.50 4 6838 10.005 1,530
10.00 10.00 9.50 100 10.0 59.0 59.9 60.0 1.00 4 6838 10.010 1,630
10.00 10.00 9.50 100 10.0 59.0 59.9 60.0 1.50 4 6838 10.015 1,530
10.00 10.00 9.50 100 10.0 59.0 59.9 60.0 2.00 4 6838 10.020 1,530
10.00 10.00 9.50 100 10.0 59.0 59.9 60.0 3.00 4 6838 10.030 1,530
12.00 12.00 11.50 120 12.0 74.0 74.9 75.0 0.50 4 6838 12.005 2,080
12.00 12.00 11.50 120 12.0 74.0 74.9 75.0 1.00 4 6838 12.010 2,080
12.00 12.00 11.50 120 12.0 74.0 74.9 75.0 2.00 4 6838 12.020 2,080
12.00 12.00 11.50 120 12.0 74.0 74.9 75.0 3.00 4 6838 12.030 2,080
12.00 12.00 11.50 120 12.0 74.0 74.9 75.0 4.00 4 6838 12.040 2,080
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Article no. 6850
di 8 d2 h5 d3 bl 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 3.0 9.6 17.0 0.10 10.40 2 6850 0.501 660
1.00 4.00 0.92 45 1.0 4.0 9.7 17.0 0.10 8.80 2 6850 1.001 660
1.00 4.00 0.92 45 1.0 4.0 9.7 17.0 0.20 8.90 2 6850 1.002 660
1.50 4.00 1.40 45 1.5 6.0 10.9 17.0 0.20 6.60 2 6850 1.502 660
2.00 6.00 1.85 54 2.0 8.0 13.7 18.0 0.10 8.30 2 6850 2.001 740
2.00 6.00 1.85 54 2.0 8.0 13.7 18.0 0.20 8.40 2 6850 2.002 740
2.00 6.00 1.85 54 2.0 8.0 13.7 18.0 0.50 8.60 2 6850 2.005 770
3.00 6.00 2.85 54 3.0 12.0 16.3 18.0 0.10 5.30 2 6850 3.001 770
3.00 6.00 2.85 54 3.0 12.0 16.3 18.0 0.30 5.30 2 6850 3.003 770
3.00 6.00 2.85 54 3.0 12.0 16.3 18.0 0.50 5.40 2 6850 3.005 770
4.00 6.00 3.80 57 4.0 14.0 17.0 21.0 0.20 3.40 2 6850 4.002 770
4.00 6.00 3.80 57 4.0 14.0 17.0 21.0 0.30 3.40 2 6850 4.003 770
4.00 6.00 3.80 57 4.0 14.0 17.0 21.0 0.50 3.40 2 6850 4.005 770
5.00 6.00 4.80 57 5.0 17.0 18.6 21.0 0.20 1.50 2 6850 5.002 770
5.00 6.00 4.80 57 5.0 17.0 18.6 21.0 0.50 1.50 2 6850 5.005 770
5.00 6.00 4.80 57 5.0 17.0 18.6 21.0 1.00 1.60 2 6850 5.010 770
6.00 6.00 5.70 57 6.0 20.0 20.6 21.0 0.20 2 6850 6.002 770
6.00 6.00 5.70 57 6.0 20.0 20.6 21.0 0.30 2 6850 6.003 770
6.00 6.00 5.70 57 6.0 20.0 20.6 21.0 0.50 2 6850 6.005 770
6.00 6.00 5.70 57 6.0 20.0 20.6 21.0 1.00 2 6850 6.010 770
6.00 6.00 5.70 57 6.0 20.0 20.6 21.0 1.50 2 6850 6.015 770
6.00 6.00 5.70 57 6.0 20.0 20.6 21.0 2.00 2 6850 6.020 770
8.00 8.00 7.70 63 8.0 26.0 26.6 27.0 0.30 2 6850 8.003 910
8.00 8.00 7.70 63 8.0 26.0 26.6 27.0 0.50 2 6850 8.005 910
8.00 8.00 7.70 63 8.0 26.0 26.6 27.0 1.00 2 6850 8.010 910
8.00 8.00 7.70 63 8.0 26.0 26.6 27.0 1.50 2 6850 8.015 910
8.00 8.00 7.70 63 8.0 26.0 26.6 27.0 2.00 2 6850 8.020 910
10.00 10.00 9.50 72 10.0 31.0 31.9 32.0 0.30 2 6850 10.003 1,240
10.00 10.00 9.50 72 10.0 31.0 31.9 32.0 0.50 2 6850 10.005 1,240
10.00 10.00 9.50 72 10.0 31.0 31.9 32.0 1.00 2 6850 10.010 1,240
10.00 10.00 9.50 72 10.0 31.0 31.9 32.0 1.50 2 6850 10.015 1,240
10.00 10.00 9.50 72 10.0 31.0 31.9 32.0 2.00 2 6850 10.020 1,240
10.00 10.00 9.50 72 10.0 31.0 31.9 32.0 3.00 2 6850 10.030 1,240
12.00 12.00 11.50 83 12.0 37.0 37.9 38.0 0.50 2 6850 12.005 1,680
12.00 12.00 11.50 83 12.0 37.0 37.9 38.0 1.00 2 6850 12.010 1,680
12.00 12.00 11.50 83 12.0 37.0 37.9 38.0 2.00 2 6850 12.020 1,680
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Article no. 6850
di1f8 d2 h5 d3 1 12 13 14 15 r Z
Order no. B
mm mm mm mm mm mm mm mm mm
12.00 12.00 11.50 83 12.0 37.0 37.9 38.0 3.00 2 6850 12.030 1,680
12.00 12.00 11.50 83 12.0 37.0 37.9 38.0 4.00 2 6850 12.040 1,680
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Article no. 6851
di 8 d2 h5 d3 bl 12 13 14 15 r B Z
Order no. {BF%
mm mm mm mm mm mm mm mm mm
0.50 4.00 0.45 50 0.5 3.6 10.2 22.0 0.10 9.80 2 6851 0.501 790
1.00 4.00 0.92 50 1.0 6.5 12.2 22.0 0.10 7.00 2 6851 1.001 790
1.00 4.00 0.92 50 1.0 6.5 12.2 22.0 0.20 7.10 2 6851 1.002 790
1.50 4.00 1.40 50 1.5 10.0 14.9 22.0 0.20 4.80 2 6851 1.502 790
2.00 6.00 1.85 57 2.0 13.0 18.7 21.0 0.10 6.10 2 6851 2.001 870
2.00 6.00 1.85 57 2.0 13.0 18.7 21.0 0.20 6.10 2 6851 2.002 870
2.00 6.00 1.85 57 2.0 13.0 18.7 21.0 0.50 6.20 2 6851 2.005 870
3.00 6.00 2.85 65 3.0 20.0 24.3 29.0 0.10 3.50 2 6851 3.001 870
3.00 6.00 2.85 65 3.0 20.0 24.3 29.0 0.30 3.50 2 6851 3.003 870
3.00 6.00 2.85 65 3.0 20.0 24.3 29.0 0.50 3.60 2 6851 3.005 870
4.00 6.00 3.80 75 4.0 25.0 28.0 39.0 0.20 2.00 2 6851 4.002 870
4.00 6.00 3.80 75 4.0 25.0 28.0 39.0 0.30 2.00 2 6851 4.003 870
4.00 6.00 3.80 75 4.0 25.0 28.0 39.0 0.50 2.00 2 6851 4.005 870
5.00 6.00 4.80 75 5.0 31.0 32.6 39.0 0.20 0.80 2 6851 5.002 870
5.00 6.00 4.80 75 5.0 31.0 32.6 39.0 0.50 0.90 2 6851 5.005 870
5.00 6.00 4.80 75 5.0 31.0 32.6 39.0 1.00 0.90 2 6851 5.010 870
6.00 6.00 5.70 75 6.0 38.0 38.6 39.0 0.20 2 6851 6.002 870
6.00 6.00 5.70 75 6.0 38.0 38.6 39.0 0.30 2 6851 6.003 870
6.00 6.00 5.70 75 6.0 38.0 38.6 39.0 0.50 2 6851 6.005 870
6.00 6.00 5.70 75 6.0 38.0 38.6 39.0 1.00 2 6851 6.010 870
6.00 6.00 5.70 75 6.0 38.0 38.6 39.0 1.50 2 6851 6.015 870
6.00 6.00 5.70 75 6.0 38.0 38.6 39.0 2.00 2 6851 6.020 870
8.00 8.00 7.70 90 8.0 53.0 53.6 54.0 0.30 2 6851 8.003 1,040
8.00 8.00 7.70 90 8.0 53.0 53.6 54.0 0.50 2 6851 8.005 1,040
8.00 8.00 7.70 90 8.0 53.0 53.6 54.0 1.00 2 6851 8.010 1,040
8.00 8.00 7.70 90 8.0 53.0 53.6 54.0 1.50 2 6851 8.015 1,040
8.00 8.00 7.70 90 8.0 53.0 53.6 54.0 2.00 2 6851 8.020 1,040
10.00 10.00 9.50 100 10.0 59.0 59.9 60.0 0.30 2 6851 10.003 1,420
10.00 10.00 9.50 100 10.0 59.0 59.9 60.0 0.50 2 6851 10.005 1,420
10.00 10.00 9.50 100 10.0 59.0 59.9 60.0 1.00 2 6851 10.010 1,420
10.00 10.00 9.50 100 10.0 59.0 59.9 60.0 1.50 2 6851 10.015 1,420
10.00 10.00 9.50 100 10.0 59.0 59.9 60.0 2.00 2 6851 10.020 1,420
10.00 10.00 9.50 100 10.0 59.0 59.9 60.0 3.00 2 6851 10.030 1,420
12.00 12.00 11.50 120 12.0 74.0 74.9 75.0 0.50 2 6851 12.005 1,920
12.00 12.00 11.50 120 12.0 74.0 74.9 75.0 1.00 2 6851 12.010 1,920
12.00 12.00 11.50 120 12.0 74.0 74.9 75.0 2.00 2 6851 12.020 1,920
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Article no. 6851
di1f8 d2 h5 d3 1 12 13 14 15 r Z
Order no. B
mm mm mm mm mm mm mm mm mm
12.00 12.00 11.50 120 12.0 74.0 74.9 75.0 3.00 2 6851 12.030 1,920
12.00 12.00 11.50 120 12.0 74.0 74.9 75.0 4.00 2 6851 12.040 1,920
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Article no. 6852
d1f8 | d2 h5 d3 d4 1 12 13 14 15 16 r B Z
Order no. 1B1%
mm | mm | mm | mm | mm | mm | mm | mm | mm | mm | mm
1.00 4.00 0.92 1.99 50 1.0 2.5 23.7 220 20.0 0.20 1.50 2 6852 1.002 850
2.00 6.00 1.85 4.04 80 2.0 5.0 436 44.0 40.0 0.20 1.50 2 6852 2.002 950
2.00 6.00 1.85 4.04 80 2.0 5.0 43.6 44.0 40.0 0.50 1.50 2 6852 2.005 950
3.00 6.00 285 5.04 80 3.0 7.5 41.8 440 40.0 0.20 1.50 2 6852 3.002 950
3.00 6.00 285 5.04 80 3.0 7.5 41.8 44.0 40.0 0.50 1.50 2 6852 3.005 950
4.00 6.00 3.80 80 4.0 10.0 401 44.0 0.20 1.50 2 6852 4.002 950
4.00 6.00 3.80 80 4.0 10.0 401 44.0 0.50 1.50 2 6852 4.005 950
6.00 8.00 5.70 90 6.0 15.0 40.1 54.0 0.20 1.50 2 6852 6.002 1,130
6.00 8.00 5.70 90 6.0 15.0 40.1 54.0 0.50 1.50 2 6852 6.005 1,130
6.00 8.00 5.70 90 6.0 15.0 401 54.0 1.00 1.50 2 6852 6.010 1,130
8.00 10.00 7.70 100 8.0 20.0 4041 60.0 0.30 1.50 2 6852 8.003 1,530
8.00 10.00 7.70 100 8.0 20.0 4041 60.0 0.50 1.50 2 6852 8.005 1,530
8.00 10.00 7.70 100 8.0 20.0 40.1 60.0 1.00 1.50 2 6852 8.010 1,530
10.00 12.00 9.50 120 10.0 25.0 40.1 75.0 0.50 1.50 2 6852 10.005 2,080
10.00 12.00 9.50 120 10.0 25.0 4041 75.0 1.00 1.50 2 6852 10.010 2,080
10.00 12.00 9.50 120 10.0 25.0 40.1 75.0 1.50 1.50 2 6852 10.015 2,080
10.00 12.00 9.50 120 10.0 25.0 40.1 75.0 2.00 1.50 2 6852 10.020 2,080
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Article no. 6853
d11f8 | d2 h5 d3 d4 1 12 13 14 15 16 r B Z
Order no. {Erg
mm | mm | mm | mm | mm | mm | mm | mm | mm | mm | mm °
1.00 4.00 0.92 1.65 63 1.0 2.5 244 350 20.0 0.20 1.00 2 6853 1.002 850
2.00 6.00 1.85 3.35 80 2.0 5.0 449 440 400 0.20 1.00 2 6853 2.002 950
2.00 6.00 185 3.35 80 2.0 5.0 449 440 40.0 0.50 1.00 2 6853 2.005 950
3.00 6.00 285 4.35 80 3.0 7.5 43.1 44.0 40.0 0.20 1.00 2 6853 3.002 950
3.00 6.00 285 4.35 80 3.0 7.5 43.1 440 40.0 0.50 1.00 2 6853 3.005 950
4,00 6.00 380 5.35 80 4.0 10.0 41.2 44.0 40.0 0.20 1.00 2 6853 4.002 950
400 6.00 380 5.35 80 4.0 10.0 41.2 440 40.0 0.50 1.00 2 6853 4.005 950
6.00 8.00 5.70 7.70 100 6.0 15.0 50.6 64.0 50.0 0.20 1.00 2 6853 6.002 1,130
6.00 8.00 5.70 7.70 100 6.0 15.0 50.6 64.0 50.0 0.50 1.00 2 6853 6.005 1,130
8.00 10.00 7.70 100 8.0 20.0 60.2 60.0 0.50 1.00 2 6853 8.005 1,530
8.00 10.00 7.70 100 8.0 20.0 60.2 60.0 1.00 1.00 2 6853 8.010 1,530
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Article no. 6854
di 8 d2 h5 d3 bl 12 13 14 15 r B Z
Order no. 1B1%
mm mm mm mm mm mm mm mm mm
100 400 092 45 1.0 4.0 97 170 010 8.0 4 6854 1.001 750
1.00 400 092 45 1.0 4.0 97 170 020 890 4 6854 1.002 750
1.50 4.00 1.40 45 1.5 6.0 10.9 17.0 0.20 6.60 4 6854 1.502 750
2.00 6.00 1.85 54 2.0 8.0 13.7 18.0 0.10 8.30 4 6854 2.001 840
2.00 6.00 1.85 54 2.0 8.0 13.7 18.0 0.20 8.40 4 6854 2.002 840
2.00 6.00 1.85 54 2.0 8.0 13.7 18.0 0.50 8.60 4 6854 2.005 840
3.00 6.00 2.85 54 3.0 12.0 16.3 18.0 0.10 5.30 4 6854 3.001 840
3.00 6.00 2.85 54 3.0 12.0 16.3 18.0 0.30 5.30 4 6854 3.003 840
3.00 6.00 2.85 54 3.0 12.0 16.3 18.0 0.50 5.40 4 6854 3.005 840
4.00 6.00 3.80 57 4.0 14.0 17.0 21.0 0.20 3.40 4 6854 4.002 840
4.00 6.00 3.80 57 4.0 14.0 17.0 21.0 0.30 3.40 4 6854 4.003 840
4.00 6.00 3.80 57 4.0 14.0 17.0 21.0 0.50 3.40 4 6854 4.005 840
5.00 6.00 4.80 57 5.0 17.0 18.6 21.0 0.20 1.50 4 6854 5.002 840
5.00 6.00 4.80 57 5.0 17.0 18.6 21.0 0.50 1.50 4 6854 5.005 840
5.00 6.00 4.80 57 5.0 17.0 18.6 21.0 1.00 1.60 4 6854 5.010 840
6.00 6.00 5.70 57 6.0 20.0 20.6 21.0 0.20 4 6854 6.002 840
6.00 6.00 5.70 57 6.0 20.0 20.6 21.0 0.30 4 6854 6.003 840
6.00 6.00 5.70 57 6.0 20.0 20.6 21.0 0.50 4 6854 6.005 840
6.00 6.00 5.70 57 6.0 20.0 20.6 21.0 1.00 4 6854 6.010 840
6.00 6.00 5.70 57 6.0 20.0 20.6 21.0 1.50 4 6854 6.015 840
6.00 6.00 5.70 57 6.0 20.0 20.6 21.0 2.00 4 6854 6.020 840
8.00 8.00 7.70 63 8.0 26.0 26.6 27.0 0.30 4 6854 8.003 1,000
8.00 8.00 7.70 63 8.0 26.0 26.6 27.0 0.50 4 6854 8.005 1,000
8.00 8.00 7.70 63 8.0 26.0 26.6 27.0 1.00 4 6854 8.010 1,000
8.00 8.00 7.70 63 8.0 26.0 26.6 27.0 1.50 4 6854 8.015 1,000
8.00 8.00 7.70 63 8.0 26.0 26.6 27.0 2.00 4 6854 8.020 1,000
10.00 10.00 9.50 72 10.0 31.0 31.9 32.0 0.30 4 6854 10.003 1,360
10.00 10.00 9.50 72 10.0 31.0 31.9 32.0 0.50 4 6854 10.005 1,360
10.00 10.00 9.50 72 10.0 31.0 31.9 32.0 1.00 4 6854 10.010 1,360
10.00 10.00 9.50 72 10.0 31.0 31.9 32.0 1.50 4 6854 10.015 1,360
10.00 10.00 9.50 72 10.0 31.0 31.9 32.0 2.00 4 6854 10.020 1,360
10.00 10.00 9.50 72 10.0 31.0 31.9 32.0 3.00 4 6854 10.030 1,360
12.00 12.00 11.50 83 12.0 37.0 37.9 38.0 0.50 4 6854 12.005 1,840
12.00 12.00 11.50 83 12.0 37.0 37.9 38.0 1.00 4 6854 12.010 1,840
12.00 12.00 11.50 83 12.0 37.0 37.9 38.0 2.00 4 6854 12.020 1,840
12.00 12.00 11.50 83 12.0 37.0 37.9 38.0 3.00 4 6854 12.030 1,840
12.00 12.00 11.50 83 12.0 37.0 37.9 38.0 4.00 4 6854 12.040 1,840
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100} BulllIN

Torus end mills G-Mold 55 T e B
WN — T‘{P /@ 81 W im Surface @
o gl L Th ol o N
Shank form HA
B *© GUHRINGNAVIGATOR @
M ° Cutting data page 55-58 HJEI 228155220 55-5880
. .
N o HRC 55
47) E&7]
S °
H ° * neck cleara_mce
« centre cutting
o SHEBHESAT T
o W5 7B 0 ATYTHD
S r
[ s S
P el
I3
lg
Is
l1
Article no. 6855
d1f8 d2 h5 d3 1 12 13 14 15 r B Z
- Order no. {Erg
mm mm mm mm mm mm mm mm mm
1.00 4.00 0.92 50 1.0 6.5 12.2 20.0 0.10 7.00 4 6855 1.001 850
1.00 4.00 0.92 50 1.0 6.5 12.2 20.0 0.20 7.10 4 6855 1.002 850
1.50 4.00 1.40 50 1.5 10.0 14.9 20.0 0.20 4.80 4 6855 1.502 850
2.00 6.00 1.85 57 2.0 13.0 18.7 17.0 0.10 6.10 4 6855 2.001 950
2.00 6.00 1.85 57 2.0 13.0 18.7 17.0 0.20 6.10 4 6855 2.002 950
2.00 6.00 1.85 57 2.0 13.0 18.7 17.0 0.50 6.20 4 6855 2.005 950
3.00 6.00 2.85 65 3.0 20.0 24.3 25.0 0.10 3.50 4 6855 3.001 950
3.00 6.00 2.85 65 3.0 20.0 24.3 25.0 0.30 3.50 4 6855 3.003 950
3.00 6.00 2.85 65 3.0 20.0 24.3 25.0 0.50 3.60 4 6855 3.005 950
4.00 6.00 3.80 75 4.0 25.0 28.0 35.0 0.20 2.00 4 6855 4.002 950
4.00 6.00 3.80 75 4.0 25.0 28.0 35.0 0.30 2.00 4 6855 4.003 950
4.00 6.00 3.80 75 4.0 25.0 28.0 35.0 0.50 2.00 4 6855 4.005 950
5.00 6.00 4.80 75 5.0 31.0 32.6 35.0 0.20 0.80 4 6855 5.002 950
5.00 6.00 4.80 75 5.0 31.0 32.6 35.0 0.50 0.90 4 6855 5.005 950
5.00 6.00 4.80 75 5.0 31.0 32.6 35.0 1.00 0.90 4 6855 5.010 950
6.00 6.00 5.70 75 6.0 38.0 38.6 35.0 0.20 4 6855 6.002 950
6.00 6.00 5.70 75 6.0 38.0 38.6 35.0 0.30 4 6855 6.003 950
6.00 6.00 5.70 75 6.0 38.0 38.6 35.0 0.50 4 6855 6.005 950
6.00 6.00 5.70 75 6.0 38.0 38.6 35.0 1.00 4 6855 6.010 950
6.00 6.00 5.70 75 6.0 38.0 38.6 35.0 1.50 4 6855 6.015 950
6.00 6.00 5.70 75 6.0 38.0 38.6 35.0 2.00 4 6855 6.020 950
8.00 8.00 7.70 90 8.0 53.0 53.6 50.0 0.30 4 6855 8.003 1,130
8.00 8.00 7.70 90 8.0 53.0 53.6 50.0 0.50 4 6855 8.005 1,130
8.00 8.00 7.70 90 8.0 53.0 53.6 50.0 1.00 4 6855 8.010 1,130
8.00 8.00 7.70 90 8.0 53.0 53.6 50.0 1.50 4 6855 8.015 1,130
8.00 8.00 7.70 90 8.0 53.0 53.6 50.0 2.00 4 6855 8.020 1,130
10.00 10.00 9.50 100 10.0 59.0 59.9 55.0 0.30 4 6855 10.003 1,530
10.00 10.00 9.50 100 10.0 59.0 59.9 55.0 0.50 4 6855 10.005 1,630
10.00 10.00 9.50 100 10.0 59.0 59.9 55.0 1.00 4 6855 10.010 1,530
10.00 10.00 9.50 100 10.0 59.0 59.9 55.0 1.50 4 6855 10.015 1,530
10.00 10.00 9.50 100 10.0 59.0 59.9 55.0 2.00 4 6855 10.020 1,530
10.00 10.00 9.50 100 10.0 59.0 59.9 55.0 3.00 4 6855 10.030 1,530
12.00 12.00 11.50 120 12.0 74.0 74.9 75.0 0.50 4 6855 12.005 2,080
12.00 12.00 11.50 120 12.0 74.0 74.9 75.0 1.00 4 6855 12.010 2,080
12.00 12.00 11.50 120 12.0 74.0 74.9 75.0 2.00 4 6855 12.020 2,080
12.00 12.00 11.50 120 12.0 74.0 74.9 75.0 3.00 4 6855 12.030 2,080
12.00 12.00 11.50 120 12.0 74.0 74.9 75.0 4.00 4 6855 12.040 2,080
GUVHRING



Solid carbide Torus end mills W

High feed end mills G-Mold 65 HF o FBEY REDR AERS BN A
H ~ T‘g %30" ZL %" 65 Tool material _
WN 4 MjEs Surface @ §
‘% /m/ m \ﬂ[ ;ﬂ_‘ Type H E”
= =
Shank form HA s
B * GUHRINGNAVIGATOR ®
M o Cutting data page 55-58 4| 282/ 55-588
[ )
e for high-feed roughing with low ap and maximum fz HRC 65 HF
e with central internal cooling from @ 4 mm 47] ;%.7]
S O e with GlihroJet peripheral cooling from @ 1-3 mm
H ° ® neck clearance |
¢ without centre cutting .
ARMRapfmAfzN S LM T
D 4 mmpgRRAELSAD
8 @ 1-3 mm # GuhroJet FMNES A GuhroJet SMNEA A
SHER M SEI T N ADoK
SETEBEL & o
) O
S «3/ &3‘/
l2 ol
—— |3
I3
Is
I
Article no. 6830
d1 h10 d2 h6 d3 bl 12 13 15 r prog. z
Order no. =t
mm mm mm mm mm mm mm mm
1.00 4.00 0.92 50 0.6 5.0 22.0 0.18 4 6830 1.000 930
1.50 4.00 1.40 50 1.0 7.5 22.0 0.25 4 6830 1.500 930
2.00 6.00 1.85 57 1.2 10.0 21.0 0.35 4 6830 2.000 1,020
2.50 6.00 2.35 57 1.5 12.5 21.0 0.40 4 6830 2.500 1,020
3.00 6.00 2.85 57 2.0 15.0 21.0 0.50 4 6830 3.000 1,020
4.00 6.00 3.80 57 3.0 18.0 21.0 0.80 4 6830 4.000 1,020
5.00 6.00 4.80 57 4.0 20.0 21.0 0.80 4 6830 5.000 1,020
6.00 6.00 5.70 57 5.0 20.0 21.0 1.00 4 6830 6.000 1,020
8.00 8.00 7.70 63 6.0 26.0 27.0 1.50 4 6830 8.000 1,310
10.00 10.00 9.50 72 8.0 30.0 32.0 2.00 4 6830 10.000 1,750
12.00 12.00 11.50 83 10.0 36.0 38.0 2.00 4 6830 12.000 2,190
16.00 16.00 15.50 92 12.0 42.0 44.0 2.50 4 6830 16.000 3,640
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V Solid carbide Torus end mills

High feed end mills G-Mold 65 HF 2R RYDE AERS AN THE
| T T
z WN S g Ming Surface @
=
= % m Z} m Type H
Q /m/ -
& Shank form ~HA
B *© GUHRINGNAVIGATOR ®
M o Cutting data page 55-58 4|2 & 52 55-588
[ )
e for high-feed roughing with low ap and maximum fz HRC 65 HF
* with central internal cooling from @ 4 mm 4) B£7]
S O e with GlhroJet peripheral cooling from @ 1-3 mm
H O ® neck clearance
e without centre cutting
AR EapM Az EARKE N T
D 4 mmPIFRRAERSAD
58 @ 1-3 mm §9 GuhroJet FMEL AN GuhroJet 4ME4?
SHER AR SE R T o AR ok
Ui Z) B O - o O
© "3/ «SV
Il Jlﬁ¢
e |3
I3
5
l1
Article no. 6814
d1 h10 d2 hé d3 I 12 13 15 r prog. 4
Order no. {B1&
mm mm mm mm mm mm mm mm
1.00 4.00 0.92 50 0.6 8.0 24.8 0.18 4 6814 1.000 1,070
1.50 4.00 1.40 50 1.0 12.0 25.2 0.25 4 6814 1.500 1,070
2.00 6.00 1.85 57 1.2 16.0 29.1 0.35 4 6814 2.000 1,170
2.50 6.00 2.35 65 15 20.0 B33Y5) 0.40 4 6814 2.500 1,170
3.00 6.00 2.85 65 2.0 24.0 34.0 0.50 4 6814 3.000 1,170
4.00 6.00 3.80 65 3.0 26.0 29.0 0.80 4 6814 4.000 1,170
5.00 6.00 4.80 65 4.0 27.0 29.0 0.80 4 6814 5.000 1,170
6.00 6.00 5.70 65 5.0 28.0 29.0 1.00 4 6814 6.000 1,170
8.00 8.00 7.70 75 6.0 38.0 39.0 1.50 4 6814 8.000 1,510
10.00 10.00 9.50 100 8.0 58.0 60.0 2.00 4 6814 10.000 2,010
12.00 12.00 11.50 100 10.0 53.0 55.0 2.00 4 6814 12.000 2,520
16.00 16.00 15.50 125 12.0 75.0 77.0 2.50 4 6814 16.000 4,190

" GiiHRING



Solid carbide Torus end mills W

High feed end mills G-Mold 65 HF o FIEY (REDR AERS BN A
wn|| H kﬁp % > % Y B
RSN ™| [ Surface o E
% ﬂf m \ﬂ[ ;ﬂ_‘ Type H 2
= =
Shank form HA s
B GUHRINGNAVIGATOR ®
M ° Cutting data page 55-58 )&l 2815522 55-58H
[ )
e for high-feed roughing with low ap and maximum fz HRC 65 HF
e with central internal cooling from @ 4 mm 47] ;%.7]
S O ¢ with GlihroJet peripheral cooling from @ 1-3 mm
H . ® neck clearance
* without centre cutting
AR Rapi & A fzR S ERRE N T
D 4 mmy R AERSAD
%78 @ 1-3 mm # GuhroJet FMES AN GuhroJet FMNEIA#
S ER AR SE R T N ARG Hi7K
R T > >
o) O
S «3/ ‘SV
l2 J|3¢
I3
Is
l1
Article no. 6831
d1 h10 d2 hé d3 1 12 13 15 r prog. 4
Order no. {Bt&
mm mm mm mm mm mm mm mm
1.00 4.00 0.92 50 0.6 10.0 22.0 0.18 4 6831 1.000 1,210
1.50 4.00 1.40 50 1.0 15.0 22.0 0.25 4 6831 1.500 1,210
2.00 6.00 1.85 65 1.2 20.0 29.0 0.35 4 6831 2.000 1,320
2.50 6.00 2.35 65 1.5 25.0 29.0 0.40 4 6831 2.500 1,320
3.00 6.00 2.85 80 2.0 30.0 44.0 0.50 4 6831 3.000 1,320
4.00 6.00 3.80 80 3.0 32.0 44.0 0.80 4 6831 4.000 1,320
5.00 6.00 4.80 80 4.0 40.0 44.0 0.80 4 6831 5.000 1,320
6.00 6.00 5.70 80 5.0 43.0 44.0 1.00 4 6831 6.000 1,320
8.00 8.00 7.70 100 6.0 63.0 64.0 1.50 4 6831 8.000 1,710
10.00 10.00 9.50 120 8.0 78.0 80.0 2.00 4 6831 10.000 2,270
12.00 12.00 11.50 120 10.0 73.0 75.0 2.00 4 6831 12.000 2,840
16.00 16.00 15.50 150 12.0 100.0 102.0 2.50 4 6831 16.000 4,730
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sjoo1 Bulin

Finishing end mills G-Mold p 48 F e R
NH ‘ Sy ‘ k‘g Q . > 48
WN 4-6 had > ,,m Surface %)
Type NH
vv Shank form HA
B * GUHRINGNAVIGATOR e
M o Cutting data page 55-58 4|2 852 55-588
[ )
° e restricted tolerances for maximum component accuracy HRC 48u
* max. taper 0.005 mm Z J)EkT]
S O  neck clearance
H o * @ 3-8 mm with centre cutting
* J 10-20 mm without centre cutting
THMIEASERESE
B K#EZ0.005 mm
SHERARSE R T
*@ 3-8 mm - i ZJ AT RO
*@ 10-20 mm % JJ B L
] 5y ;
S BN S
Pl
I
I1
Article no. 6825
d1 f8 d2 h5 d3 I 12 13 c z
Order no. 1BF%
mm mm mm mm mm mm mm x 45°
3.00 6.00 2.85 57 8.0 15.0 0.06 4 6825 3.000 1,560
4.00 6.00 3.80 57 11.0 18.0 0.08 4 6825 4.000 1,560
5.00 6.00 4.80 57 13.0 18.0 0.10 4 6825 5.000 1,560
6.00 6.00 5.70 57 13.0 20.0 0.12 4 6825 6.000 1,600
8.00 8.00 7.70 63 19.0 26.0 0.08 6 6825 8.000 2,200
10.00 10.00 9.50 72 22.0 30.0 0.10 6 6825 10.000 3,160
12.00 12.00 11.50 83 26.0 36.0 0.12 6 6825 12.000 4,330
16.00 16.00 15.50 92 32.0 42.0 0.16 6 6825 16.000 7,660
20.00 20.00 19.50 104 38.0 52.0 0.20 6 6825 20.000 10,990
GUHRING



Solid carbide end mil W

Finishing end mills G-Mold p 48 F 2 FEY
NH \l K % . . 48
WN =] 46 had > ,,m Surface D
:ﬁ Type NH
Shank form HA
B GUHRINGNAVIGATOR e
M o Cutting data page 55-58 t]J5I 2 &5/ 55-588
[ )
° e restricted tolerances for maximum component accuracy HRC 48u
* max. taper 0.005 mm g’ﬂﬂ“ﬂﬂ
S O ® neck clearance
H ° * @ 3-8 mm with centre cutting
* J 10-20 mm without centre cutting
THMIEASERESE
B R#EZ0.005 mm
SHERARSER E
*@ 3-8 mm - i ZJ AT R
*@ 10-20 mm U 7J A 0 b
Sy ¢
8 [ 5
bl |
I
l1
Article no. 6826
di f8 d2 h5 d3 bl 12 13 c z
Order no. {Bt&
mm mm mm mm mm mm mm x 45°
3.00 6.00 2.85 65 12.0 24.0 0.06 4 6826 3.000 1,730
4.00 6.00 3.80 65 16.0 26.0 0.08 4 6826 4.000 1,730
5.00 6.00 4.80 65 18.0 26.0 0.10 4 6826 5.000 1,760
6.00 6.00 5.70 65 21.0 28.0 0.12 4 6826 6.000 1,760
8.00 8.00 7.70 75 26.0 38.0 0.08 6 6826 8.000 2,420
10.00 10.00 9.50 80 30.0 38.0 0.10 6 6826 10.000 3,490
12.00 12.00 11.50 93 36.0 46.0 0.12 6 6826 12.000 4,780
16.00 16.00 15.50 108 48.0 58.0 0.16 6 6826 16.000 8,450
20.00 20.00 19.50 126 60.0 74.0 0.20 6 6826 20.000 12,130
GUHRING
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sjooy Burin

Finishing end mills G-Mold p 65 F S8 SEEREMER
H Sy ‘ k‘g Q . > 65
WN ‘ 4-6 45 > ,,m Surface %)
Type H
vv Shank form HA
B ° GUHRINGNAVIGATOR e
M Cutting data page 55-58 4|2 852 55-588
[ )
e restricted tolerances for maximum component accuracy HRC 65u
e max. taper 0.005 mm Z J)EkT]
S * neck clearance
H . * @ 3-8 mm with centre cutting
* J 10-20 mm without centre cutting
THMIEASERESE
<5 K#EZ0.005 mm
SHERARSE R T
*@ 3-8 mm - i ZJ AT RO
*@ 10-20 mm I JJEE L)
] 5y ;
ol BN S
Pl |
I
I1
Article no. 6827
d1 f8 d2 d3 I 12 13 c z
Order no. B1&
mm mm mm mm mm mm mm x 45°
3.00 6.00 2.85 57 8.0 15.0 0.06 4 6827 3.000 1,560
4.00 6.00 3.80 57 11.0 18.0 0.08 4 6827 4.000 1,560
5.00 6.00 4.80 57 13.0 18.0 0.10 4 6827 5.000 1,560
6.00 6.00 5.70 57 13.0 20.0 0.12 4 6827 6.000 1,600
8.00 8.00 7.70 63 19.0 26.0 0.08 6 6827 8.000 2,200
10.00 10.00 9.50 72 22.0 30.0 0.10 6 6827 10.000 3,160
12.00 12.00 11.50 83 26.0 36.0 0.12 6 6827 12.000 4,330
16.00 16.00 15.50 92 32.0 42.0 0.16 6 6827 16.000 7,660
20.00 20.00 19.50 104 38.0 52.0 0.20 6 6827 20.000 10,990
GUHRING




Finishing end mills G-Mold p 65 F

=30

Solid carbide end mil W

i SEEREMER

3xD | [l 42° A
H \l ¢ % NIN/RE 65
WN =] 46 had > ,,m Surface D
Shank form HA
B ° GUHRINGNAVIGATOR e
M Cutting data page 55-58 tJJ5I 2 &5/ 55-588
[ )
e restricted tolerances for maximum component accuracy HRC 65u
* max. taper 0.005 mm g’ﬂﬂ“ﬂﬂ
S e neck clearance
H ° * @ 3-8 mm with centre cutting
* J 10-20 mm without centre cutting
THMIEARERERE
«Ex KEERZ0.005 mm
SHERARSER E
*@ 3-8 mm - i ZJ AT R
*@ 10-20 mm I JJEE L)
Sy ¢
8 [ 5
bl |
I
l1
Article no. 6828
di f8 d2 d3 bl 12 13 c z
Order no. {Bt&
mm mm mm mm mm mm mm x 45°
3.00 6.00 2.85 65 12.0 24.0 0.06 4 6828 3.000 1,730
4.00 6.00 3.80 65 16.0 26.0 0.08 4 6828 4.000 1,730
5.00 6.00 4.80 65 18.0 26.0 0.10 4 6828 5.000 1,730
6.00 6.00 5.70 65 21.0 28.0 0.12 4 6828 6.000 1,760
8.00 8.00 7.70 75 26.0 38.0 0.08 6 6828 8.000 2,420
10.00 10.00 9.50 80 30.0 38.0 0.10 6 6828 10.000 3,490
12.00 12.00 11.50 93 36.0 46.0 0.12 6 6828 12.000 4,780
16.00 16.00 15.50 108 48.0 58.0 0.16 6 6828 16.000 8,450
20.00 20.00 19.50 126 60.0 74.0 0.20 6 6828 20.000 12,130
GUHRING
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V Solid carbide end mil

Finishing end mills G-Mold 65 F = SHERBEMER
H SSY k‘g % b > 65
é WN ‘ ‘ 6 45 M ,,E Surface ®
& Type H
o
z Shank form HA

°  GUHRINGNAVIGATOR @

M Cutting data page 55-58 HJEI 228155220 55-5880
[ ]
HRC 65
. ST5T)
H

e without centre cutting
® neck clearance
< i [ J) RSB AR

B AR
] Sy ;
) BN 0|
Pl |
I3
I1
Article no. 6945

d1 {8 d2 h5 d3 I 12 13 c VA

Order no. 1BF%
mm mm mm mm mm mm mm x 45°
3.00 6.00 2.85 57 8.0 12.0 0.03 6 6945 3.000 660
4.00 6.00 3.80 57 11.0 15.0 0.04 6 6945 4.000 660
5.00 6.00 4.80 57 13.0 18.0 0.05 6 6945 5.000 660
6.00 6.00 5.70 57 13.0 20.0 0.06 6 6945 6.000 680
8.00 8.00 7.70 63 19.0 26.0 0.08 6 6945 8.000 930
10.00 10.00 9.50 72 22.0 31.0 0.10 6 6945 10.000 1,340
12.00 12.00 11.50 83 26.0 37.0 0.12 6 6945 12.000 1,830
14.00 14.00 13.50 83 26.0 37.0 0.14 6 6945 14.000 2,540
16.00 16.00 15.50 92 32.0 43.0 0.16 6 6945 16.000 3,250
20.00 20.00 19.50 104 38.0 53.0 0.20 6 6945 20.000 4,660
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Finishing end mills G-Mold 65 F

=30

Solid carbide end mil W

i SEEREMER

- 42° A
H ol % . m - 65
WN ANNNNANY 6 45 : ,,m Surface .
Shank form HA
B °© GUHRINGNAVIGATOR @
M Cutting data page 55-58 )&l 2815522/ 55-58H
[ )
HRC 65
< 2B T)
H . e without centre cutting
® neck clearance
Ui [ 7] B A
S ER AR SE R T
Sy ¢
8 [
bk |
I
l1
Article no. 6946
di 8 d2 h5 d3 bl 12 13 c VA
Order no. e
mm mm mm mm mm mm mm x 45°
3.00 6.00 2.85 65 11.0 21.0 0.03 6 6946 3.000 830
4.00 6.00 3.80 65 14.0 26.0 0.04 6 6946 4.000 830
5.00 6.00 4.80 75 17.0 32.0 0.05 6 6946 5.000 830
6.00 6.00 5.70 75 20.0 38.0 0.06 6 6946 6.000 850
8.00 8.00 7.70 90 28.0 53.0 0.08 6 6946 8.000 1,160
10.00 10.00 9.50 100 31.0 59.0 0.10 6 6946 10.000 1,680
12.00 12.00 11.50 114 36.0 68.0 0.12 6 6946 12.000 2,290
14.00 14.00 13.50 100 42.0 54.0 0.14 6 6946 14.000 3,170
16.00 16.00 15.50 125 52.0 76.0 0.16 6 6946 16.000 4,060
20.00 20.00 19.50 150 62.0 100.0 0.20 6 6946 20.000 5,820
GUHRING
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v Solid carbide end mil

Finishing end mills with corner radius G-Mold 65 FR =i SEESEEMER
ek = ENE Tool material [ SOId Carbide ]
% L 6 < M im Surface ®
‘g /@/ ;@ Type H
z Shank form HA
B °© GUHRINGNAVIGATOR @
M Cutting data page 55-58 HJEI 228155220 55-5880
. .
N HRC 65
. 2T ES AT
H . e without centre cutting
® neck clearance
U T J) SR A0
~SHERAE AR R
3 il 4
) BN i<l
Pk |
[
I
Article no. 6947
di1f8 d2 h5 d3 bl 12 13 r Z
Order no. B
mm mm mm mm mm mm mm
3.00 6.00 2.85 57 8.0 12.0 0.10 6 6947 3.001 800
3.00 6.00 2.85 57 8.0 12.0 0.30 6 6947 3.003 800
3.00 6.00 2.85 57 8.0 12.0 0.50 6 6947 3.005 800
4.00 6.00 3.80 57 11.0 15.0 0.20 6 6947 4.002 800
4.00 6.00 3.80 57 11.0 15.0 0.50 6 6947 4.005 800
5.00 6.00 4.80 57 13.0 18.0 0.20 6 6947 5.002 800
5.00 6.00 4.80 57 13.0 18.0 0.50 6 6947 5.005 800
6.00 6.00 5.70 57 13.0 20.0 0.20 6 6947 6.002 810
6.00 6.00 5.70 57 13.0 20.0 0.50 6 6947 6.005 810
6.00 6.00 5.70 57 13.0 20.0 1.00 6 6947 6.010 810
8.00 8.00 7.70 63 19.0 26.0 0.30 6 6947 8.003 1,120
8.00 8.00 7.70 63 19.0 26.0 0.50 6 6947 8.005 1,120
8.00 8.00 7.70 63 19.0 26.0 1.00 6 6947 8.010 1,120
10.00 10.00 9.50 72 22.0 31.0 0.30 6 6947 10.003 1,610
10.00 10.00 9.50 72 22.0 31.0 0.50 6 6947 10.005 1,610
10.00 10.00 9.50 72 22.0 31.0 1.00 6 6947 10.010 1,610
10.00 10.00 9.50 72 22.0 31.0 1.50 6 6947 10.015 1,610
12.00 12.00 11.50 83 26.0 37.0 0.50 6 6947 12.005 2,200
12.00 12.00 11.50 83 26.0 37.0 1.00 6 6947 12.010 2,200
12.00 12.00 11.50 83 26.0 37.0 1.50 6 6947 12.015 2,200
16.00 16.00 15.50 92 32.0 43.0 0.50 6 6947 16.005 3,890
16.00 16.00 15.50 92 32.0 43.0 1.00 6 6947 16.010 3,890
16.00 16.00 15.50 92 32.0 43.0 2.00 6 6947 16.020 3,890
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Finishing end mills with corner radius G-Mold 65 FR

=30

Solid carbide end mil W

i SEEREMER

- 42° Z} A
H |2 R0,02 > 65
WN ANNANANY 6 % “ : ,,m Surface .
/&/ :ﬁ Type H
Shank form HA
B °© GUHRINGNAVIGATOR @
M Cutting data page 55-58 +tJJEI 2 #:522R 55-58H
[ )
I HRC 65 FR 6] [E£{8I$1 7]
s WEIIER
H . e without centre cutting
® neck clearance
Uit [E] 7D FAB R0
S ER AR SE R T
2
) ¥
S [ SN 5
bk |
I
l1
Article no. 6948
di 8 d2 h5 d3 bl 12 13 r VA
Order no. e
mm mm mm mm mm mm mm
3.00 6.00 2.85 75 8.0 25.0 0.20 6 6948 3.002 990
4.00 6.00 3.80 75 11.0 30.0 0.20 6 6948 4.002 990
5.00 6.00 4.80 75 13.0 35.0 0.20 6 6948 5.002 990
6.00 6.00 5.70 80 13.0 42.0 0.50 6 6948 6.005 1,020
8.00 8.00 7.70 100 19.0 62.0 0.50 6 6948 8.005 1,400
10.00 10.00 9.50 120 22.0 78.0 0.50 6 6948 10.005 2,010
12.00 12.00 11.50 150 26.0 101.0 1.00 6 6948 12.010 2,750
16.00 16.00 15.50 150 32.0 101.0 1.00 6 6948 16.010 4,870
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W Solid carbide end mil

Ratio end mills G-Mold 65 U 5 SRERBMER
H S HD ?42, . > 65
= 6527L 4 45 m;’ E Surface ® ®
=
) Eé Type H H
Q -
& % :@ % :& Shank form HA HB
B °© GUHRINGNAVIGATOR @ @
M Cutting data page 55-58 tJJH| 2 E:52 [ 55-588
(]
HRC 65U 4]
IERE EIZfEA
S ® slotting up to max. 65 HRC
H A ® neck clearance
e centre cutting
s =N LEEE HRC 65
* SHEHESAMT S
* SHE 7B AL
6’; ¢
el S
T
I3
l1
Article no. 6943 6944
di1 f9 d2 h5 d3 bl 12 13 o] Z
Order no. | {&%#% | Order no. | {Bf&
mm mm mm mm mm mm mm x 45°
3.00 6.00 2.85 57 8.0 12.0 0.06 4 69,433.000 660 6944 3.000 690
4.00 6.00 3.80 57 11.0 15.0 0.08 4 69,434.000 660 6944 4.000 690
5.00 6.00 4.80 57 13.0 18.0 0.10 4 69,435.000 660 69445.000 690
6.00 6.00 5.70 57 13.0 20.0 0.12 4 69,436.000 680 69446.000 710
8.00 8.00 7.70 63 19.0 26.0 0.16 4 69,438.000 930 69448.000 970
10.00 10.00 9.50 72 22.0 31.0 0.20 4 694,310.000 1,340 6944 10.000 1,400
12.00 12.00 11.50 83 26.0 37.0 0.24 4 694,3 12.000 1,830 6944 12.000 1,920
16.00 16.00 15.50 92 32.0 43.0 0.32 4 694,3 16.000 3,250 6944 16.000 3,390
20.00 20.00 19.50 104 38.0 53.0 0.40 4 694,3 20.000 4,660 6944 20.000 4,870
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peripher

+ increased service life and
process reliability thanks to GuhroJet

+ large selection of full and corner radii
as well as corner chamfers in
up to 5 different lengths

+ top surfaces and accuracies
thanks to tight tolerances and
precise concentricity

+ GiihroJetdy @45 S ANEEETIER 7 7 E S0
THREE M

3t

+ ZERTAVERT] ~ BIS7] ~ JOEFE LUERE -
LK SEARBIRETLGER

+ JOSREBEME - BRIAEMEOEEX

Milling tools
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W Solid carbide high-performance milling cutters for steel

53

100} BullIN

Micro-precision milling cutters MicroMill y 55

HRC 55E LI T M EEA (ZAR)

wi[| N % Q & W im " Surface D
el ull e i
Shank form HA
B+ GUHRINGNAVIGATOR @
M (] Cutting data page 55-58 tJJH| 2 E:52 [ 55-588
o -
N . HRC 55u 3~47]
¢ High-precision micro-precision milling cutters with 3 different ranges 13 BNE REEEER
S ® e with internal cooling: GilihroJet peripheral cooling with 6 or 4 exits
H ° ® neck cleargnce
e centre cutting
c BIREMNMERT) - BA 3EREMIRESEDN I,
« BENERAAD ¢ Guhrodet SNESAD 6 2% 4 @O
 SEEARSANTE
* HE D@ A0
GuhroJet 4ME4?
ARG Hi7K
'c"?i Q)
o° 4&( o
I3
I la
Article no. 6829
d1-0,008| d2h5 d3 I 12 13 14 c Z
Order no. B1%
mm mm mm mm mm mm mm mm x 45°
0.20 4.00 0.18 45 0.20 0.40 9.1 0.00 3 68290.201 1,380
0.20 4.00 0.18 45 0.20 0.75 9.5 0.00 3 68290.202 1,510
0.20 4.00 0.18 45 0.20 1.00 9.7 0.00 3 6829 0.203 1,640
0.25 4.00 0.23 45 0.25 0.50 9.0 0.00 3 6829 0.251 1,380
0.25 4.00 0.23 45 0.25 0.90 9.4 0.00 3 6829 0.252 1,510
0.25 4.00 0.23 45 0.25 1.25 9.7 0.00 8 6829 0.253 1,640
0.30 4.00 0.28 45 0.30 0.60 9.0 0.00 3 6829 0.301 1,380
0.30 4.00 0.28 45 0.30 1.10 9.5 0.00 3 6829 0.302 1,510
0.30 4.00 0.28 45 0.30 1.50 9.9 0.00 3 6829 0.303 1,640
0.40 4.00 0.38 45 0.40 0.80 8.9 0.01 4 6829 0.401 1,380
0.40 4.00 0.38 45 0.40 1.40 9.5 0.01 4 6829 0.402 1,510
0.40 4.00 0.38 45 0.40 2.00 10.1 0.01 4 6829 0.403 1,640
0.50 4.00 0.45 45 0.50 1.00 9.0 0.01 4 6829 0.501 1,380
0.50 4.00 0.45 45 0.50 1.80 9.8 0.01 4 6829 0.502 1,510
0.50 4.00 0.45 45 0.50 2.50 10.5 0.01 4 6829 0.503 1,640
0.60 4.00 0.55 45 0.60 1.20 8.9 0.01 4 6829 0.601 1,380
0.60 4.00 0.55 45 0.60 2.10 9.8 0.01 4 6829 0.602 1,510
0.60 4.00 0.55 45 0.60 3.00 10.7 0.01 4 6829 0.603 1,640
0.80 4.00 0.75 45 0.80 1.60 8.7 0.01 4 6829 0.801 1,380
0.80 4.00 0.75 45 0.80 2.80 9.9 0.01 4 6829 0.802 1,510
0.80 4.00 0.75 45 0.80 4.00 11.1 0.01 4 6829 0.803 1,640
1.00 4.00 0.92 45 1.00 2.00 8.7 0.02 4 6829 1.001 1,380
1.00 4.00 0.92 45 1.00 3.50 10.2 0.02 4 6829 1.002 1,510
1.00 4.00 0.92 45 1.00 5.00 11.7 0.02 4 6829 1.003 1,640
1.20 4.00 1.12 50 1.20 2.40 8.7 0.01 4 6829 1.201 1,400
1.20 4.00 112 50 1.20 4.20 10.5 0.01 4 6829 1.202 1,540
1.20 4.00 1.12 50 1.20 6.00 12.3 0.01 4 6829 1.203 1,670
1.50 4.00 1.40 50 1.50 3.00 8.6 0.01 4 6829 1.501 1,400
1.50 4.00 1.40 50 1.50 5.50 111 0.01 4 6829 1.502 1,540
1.50 4.00 1.40 50 1.50 7.50 13.1 0.01 4 6829 1.503 1,670
1.80 4.00 1.70 50 1.80 3.60 8.5 0.01 4 6829 1.801 1,400
1.80 4.00 1.70 50 1.80 6.50 114 0.01 4 6829 1.802 1,540
1.80 4.00 1.70 50 1.80 9.00 13.9 0.01 4 6829 1.803 1,670
2.00 6.00 1.85 50 2.00 4.00 13.2 0.02 4 6829 2.001 1,420
2.00 6.00 1.85 57 2.00 7.50 16.7 0.02 4 6829 2.002 1,560
2.00 6.00 1.85 57 2.00 10.00 19.2 0.02 4 6829 2.003 1,700
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Solid carbide high-performance milling cutters for steel W

Article no. 6829
d1-0,008| d2h5 d3 I 12 13 14 c VA

Order no. 1BF% ”
mm mm mm mm mm mm mm mm x 45° g
2.20 6.00 2.05 50 2.20 4.40 13.2 0.02 4 6829 2.201 1,420 ‘é,
2.20 6.00 2.05 57 2.20 8.00 16.8 0.02 4 6829 2.202 1,560 §
2.20 6.00 2.05 57 2.20 11.00 19.8 0.02 4 6829 2.203 1,700
2.50 6.00 2.35 50 2.50 5.00 13.1 0.02 4 6829 2.501 1,420
2.50 6.00 2.35 57 2.50 9.00 171 0.02 4 6829 2.502 1,560
2.50 6.00 2.35 57 2.50 12.50 20.6 0.02 4 6829 2.503 1,700
3.00 6.00 2.85 50 3.00 6.00 12.9 0.03 4 6829 3.001 1,420
3.00 6.00 2.85 57 3.00 11.00 17.9 0.03 4 6829 3.002 1,560
3.00 6.00 2.85 57 3.00 15.00 21.9 0.03 4 6829 3.003 1,700
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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
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Milling conditions:

Correction factors:

G-Mold 55 T, G-Mold 65 T

BEER StIEREHESHER N Sega =
K ~ = e A SEEL
HSE| stable machining conditions SN\ FERE tIHIERE [ Ehe % ST
low cutting depth, high cutting values medium length tools Ve -25%  f,-25%
I\ e s 5 =
FEIETIA ISt IEIRE | LG AR
short tools ssswwy| extra length tools Ve -50%  f;-50%
ww| RYJEITIA O FERE tIEIZRE | G AR
long tools uncoated tools Ve -60%  f,-25%
- f, (mm/tooth) with nom. @
Material Hard Type Application ap de A
ness max. max. 1 2 3 4 5 6 8 10 12
G-Mold 55| Roughing | 0.05xD | 0.40xD | 156 |0.015 |0.030 | 0.045 |0.060 | 0.075 | 0.090 | 0.120 [0.150 | 0.180
,\T/fnigz G-Mold 55 | (Pre-)Finishing | 0.03xD | 0.25xD | 220 [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 | 0.15xD |230 [0.011 |0.021 [0.032 | 0.042 |0.053 | 0.063 | 0.084 [0.105 | 0.126
G-Mold 55| Roughing | 0.05xD | 0.40xD | 143 |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 | 0.03xD | 0.25xD | 210 |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 | 0.15xD |210 [0.011 |0.021 | 0.032 | 0.042 |0.053 | 0.063 | 0.084 [0.105 | 0.126
G-Mold 55| Roughing | 0.05xD | 0.40xD | 130 [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 | 0.03xD | 0.25xD | 190 |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 | 0.15xD | 190 [0.008 |0.017 | 0.025 |0.034 |0.042 | 0.050 | 0.067 |0.084 | 0.101
G-Mold 55| Roughing | 0.04xD | 0.30xD | 90 |0.013 [0.025 [0.038 [0.051 [0.064 [0.076 [0.102 [0.127 [ 0.152
f'sg G-Mold 55 | (Pre-)Finishing | 0.03xD | 0.20xD | 140 [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 | 0.15xD | 140 [0.009 [0.018 [0.027 [0.036 0.044 [ 0.053 [0.071 [0.089 [ 0.107
G-Mold 65| Roughing | 0.03xD | 0.25xD | 70 [0.010 [0.020 | 0.030 [0.040 [0.050 [ 0.060 [0.080 [0.100 [ 0.120
5:&%5 G-Mold 65 | (Pre-)Finishing | 0.02xD | 0.20xD | 110 [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 | 0.10xD | 120 [0.007 [0.013 [ 0.020 [0.026 0.033 [ 0.039 | 0.052 [ 0.065 | 0.078
Stainless steel G-Mold 55| Roughing | 0.05xD | 0.40xD | 105 [0.013 [0.026 | 0.039 |0.052 |0.065 |0.078 |0.104 [0.130 | 0.156
;('14(;8:‘,\‘):811480_;“""317'1'4105 YECINEENT, 14508 ,\T/;‘:’% G-Mold 55 | (Pre-)Finishing | 0.03xD | 0.25xD | 150 [0.009 [0.018 [ 0.027 [0.036 | 0.046 [ 0.055 [ 0.073 [ 0.091 | 0.109
USA = 303, 410, 420F, 430, 430F G-Mold 55| Fine finishing | 0.01xD | 0.15xD | 150 [0.009 [0.018 [0.027 [0.036 | 0.046 [ 0.055 [0.073 [ 0.091 | 0.109
Stainless steel G-Mold 55| Roughing | 0.04xD | 0.30xD | 75 |0.012[0.024 |0.036 [ 0.048 [0.060 [ 0.072 [0.096 [0.120 [ 0.144
;(éf,\?;)é‘f’gr"“18'1o’1'4303 YRS 14810 73/0'1'18”‘:’? G-Mold 55 | (Pre-)Finishing | 0.03xD | 0.25xD | 110 [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 | 0.10xD | 120 [0.008 [0.016 [0.023 [0.031 [0.039 [0.047 [ 0.062 [ 0.078 | 0.094
Stainless steel G-Mold 55| Roughing | 0.04xD | 0.25xD | 55 |0.010 0.020 |0.030 [0.040 [0.050 [ 0.060 [0.080 [0.100 [0.120
Hg?? iggmm%ﬁy""t““o“ YN 7122, ,\T/'ﬁ; G-Mold 55 | (Pre-)Finishing | 0.03xD | 0.20xD | 80 [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 | 0.10xD | 90 [0.007 [0.013 [0.020 [0.026 0.033 [ 0.039 | 0.052 | 0.065 | 0.078
G-Mold 55| Roughing | 0.04xD | 0.25xD | 30 |0.012 [0.024 [0.036 [0.048 [0.061 [0.073 [0.097 [0.121 [ 0.145
H 1, [ VH
ﬁ?:g::(':allr']‘::‘;é'l“:/'l‘:r";a:ea:tem;) T\Jr:rag G-Mold 55 | (Pre-)Finishing | 0.03xD | 0.20xD | 40 [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 | 0.10xD | 50 [0.008 [0.016 [0.024 [0.031 [0.039 [0.047 [0.063 [0.079 | 0.094
. - G-Mold 55| Roughing | 0.05xD | 0.30xD | 60 |0.013 [0.026 [0.039 [0.052 [0.065 [0.078 [0.104 [0.130 [ 0.156
Tltamum_ alloys (“Ti“) : : <1.300 ——
3.7024 Ti99,5, 3.7114 TiAI5Sn2,5, 3.7124 TiCu2 N/ |G-Mold 55 | Pre-JFinishing | 0.03xD | 0.20xD | 80 [0.009 [0.018]0.027 ] 0.036 |0.046 | 0.055 | 0.073 [ 0.091 [ 0.100
3.7154 TIAIBZS, 3.7164 TIAIGV4, 3.7184 TiAl4Mo4Sn2,5 G-Mold 55| Fine finishing | 0.01xD | 0.15xD | 90 |0.009 |0.018 | 0.027 | 0.036 |0.046 | 0.055 | 0.073 | 0.091 | 0.109
G-Mold 55| Roughing | 0.05xD | 0.40xD | 140 [0.015 [0.030 | 0.045 [0.060 0.075 [ 0.090 | 0.120 [0.150 | 0.180
Sﬁgo G-Mold 55 | (Pre-)Finishing | 0.03xD | 0.25xD | 200 [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 | 0.15xD | 210 [0.011 [0.021 [0.032 [0.042 [0.053 [ 0.063 [ 0.084 [0.105 [ 0.126
G-Mold 55| Roughing | 0.05xD | 0.40xD | 100 [0.012 [0.023 [0.035 [0.047 [0.059 [ 0.070 [ 0.094 [0.117 [ 0.140
Zﬁgo G-Mold 55 | (Pre-)Finishing | 0.03xD | 0.25xD | 140 [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 | 0.15xD | 150 [0.008 [0.016 [0.025 [0.033 [0.041 [0.049 [ 0.066 [ 0.082 [ 0.098
G-Mold 55| Roughing | 0.05xD | 0.40xD | 390 [0.016 [0.032 [ 0.048 [0.064 0.080 [ 0.096 | 0.128 [0.160 | 0.192
0,
= ;iA’ G-Mold 55 | (Pre-)Finishing | 0.03xD | 0.25xD | 500 [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 | 0.15xD | 500 [0.011 [0.022 [0.034 [0.045 [0.056 [ 0.067 [0.090 [0.112 [0.134
G-Mold 55| Roughing | 0.05xD | 0.40xD | 155 |0.015 [0.030 | 0.045 [0.060 | 0.075 [0.090 [0.120 [0.150 | 0.180
0,
= ;iﬂ’ G-Mold 55 | (Pre-)Finishing | 0.03xD | 0.25xD | 200 [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 | 0.15xD | 300 |0.011 [0.021 [ 0.032 [ 0.042 [0.053 [ 0.063 [0.084 [0.105 [ 0.126
G-Mold 55| Roughing | 0.05xD | 0.40xD | 115 [0.013 |0.026 | 0.039 [0.052 [ 0.065 [ 0.078 | 0.104 [ 0.130 | 0.156
mg,\gﬂ':]ezs'(‘;'f',\;lgi‘l’gzsn1 G-MgAI6Zn3 - |G-Mold 55 [ (Pre-)Finishing | 0.03xD | 0.25xD | 170 [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 | 0.15xD | 170 |0.009 [0.018 | 0.027 [ 0.036 [0.046 [ 0.055 [0.073 [ 0.091 [0.109
g%g';grg;‘gt (‘2":%';%"g:é’:é/'gq%'s;’g‘ig%ubsrzgiﬁb;g“ze) G-Mold 55| Roughing | 0.05xD | 0.40xD | 130 |0.016 |0.032 | 0.048 |0.064 |0.080 | 0.096 | 0.128 |0.160 |0.192
g'gggg g35:23?%;8‘&5;5”2%’;23’gﬁoz‘:g;ﬁbo5 ,\f/:fn?z G-Mold 55 | (Pre-)Finishing | 0.03xD | 0.25xD | 190 [0.011 |0.022 | 0.034 | 0.045 | 0.056 | 0.067 | 0.090 [0.112 | 0.134
S 2110 SuPbaSnS, 21178 G-Mold 55 Fine finishing | 0.01xD | 0.15xD [ 100 |0.011 [0.022 | 0.034 | 0.045 | 0.056 | 0.067 | 0.090 | 0.112 | 0.134

Milling tools
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G-Mold 65 HF

Milling conditions:

Correction factors:

BAETIR StIEIEREREER
HSE| stable machining conditions
low cutting depth, high cutting values
IHIRE | Efs AR
E\N\N E?JE!D,E: R DDE?.E Ve _25% fz'25%
long tools medium length tools ap max. -20%
N OB | A ;
RERE Vo-50%  f,-50%
sy extra length tools ap max. -50%
DRRD 50%
- fz (mm/tooth) with nom. @
Material Hard Application e Ve ( J
ness max. 1 2 3 4 6 8 10 12 16
Slotting 1.00xD | 200 | 0.035|0.070|0.105| 0.140 | 0.240 | 0.320 | 0.40 | 0.48 | 0.64
,\f/gisz Roughing 0.60xD | 250 | 0.042|0.084(0.126| 0.168 | 0.288 | 0.384 | 0.48 | 0.58 | 0.77
Pre-finishing 0.40xD | 300 | 0.032|0.063|0.095|0.126|0.216|0.288 | 0.36 | 0.43 | 0.58
Slotting 1.00xD | 170 | 0.030| 0.060| 0.090| 0.120 | 0.210 | 0.280 | 0.35 | 0.42 | 0.56
850-
1,200 Roughing 0.60xD | 220 | 0.036|0.072|0.108| 0.144 | 0.252 [ 0.336 | 0.42 | 0.50 | 0.67
N/mm?2
Pre-finishing 0.40xD | 250 | 0.027|0.054|0.081|0.108(0.189(0.252 | 0.32 | 0.38 | 0.50
Slotting 1.00xD | 130 | 0.025|0.050(0.075| 0.100 | 0.180 | 0.240 | 0.30 | 0.36 | 0.48
850-
1,400 Roughing 0.60xD | 170 [ 0.030(0.060|0.090( 0.120 | 0.216 | 0.288 | 0.36 | 0.43 | 0.58
N/mm?2
Pre-finishing 0.40xD | 190 | 0.023|0.045| 0.068|0.090|0.162|0.216| 0.27 | 0.32 | 0.43
Slotting 1.00xD | 100 | 0.020| 0.040| 0.060| 0.080 | 0.150 | 0.200 | 0.25 | 0.30 | 0.40
f”gg Roughing 0.40xD | 120 [ 0.024|0.048|0.072 0.096 | 0.180 | 0.240 | 0.30 | 0.36 | 0.48
Pre-finishing 0.30xD | 150 | 0.018| 0.036 | 0.054 | 0.072|0.135|0.180| 0.23 | 0.27 | 0.36
Slotting 1.00xD | 60 |0.010|0.020(0.030|0.040(0.090(0.120| 0.15 | 0.18 | 0.24
5:;{%5 Roughing 0.30xD | 90 [0.012|0.024|0.036|0.048(0.108(0.144| 0.18 | 0.22 | 0.29
Pre-finishing 0.20xD | 100 | 0.009|0.018|0.027|0.036 (0.081 (0.108 | 0.14 | 0.16 | 0.22
Stainless steel Slotting 1xD 100 | 0.030| 0.060|0.090|0.120|0.210{0.280| 0.35 | 0.42 | 0.56
1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 <750 A
X10CrNiS18.9 N/mm2 Roughing 0.40xD | 130 | 0.036|0.072|0.108|0.144|0.252 (0.336 | 0.42 | 0.50 | 0.67
USA = 303, 410, 420F, 430, 430F Pre-finishing 0.30xD | 150 | 0.027|0.054|0.081|0.108|0.189|0.252| 0.32 | 0.38 | 0.50
Stainless steel Slotting 1xD 80 | 0.027|0.054|0.081|0.108(0.192|0.256| 0.32 | 0.38 | 0.51
etk e ro0-8o Roughing 0.40xD | 100 | 0.0320.0650.097[0.130[0.230{0.307| 0.38 | 0.46 | 0.61
USA =304, 304L, 420 Pre-finishing 0.30xD | 120 | 0.024|0.049|0.073|0.097 [0.173|0.230| 0.29 | 0.35 | 0.46
Stainless steel Slotting 1xD 60 | 0.020|0.040(0.060|0.080|0.150(0.200| 0.25 | 0.30 | 0.40
1.4438 X2CrNiMo18-15-4, 1.4404 X2CrNiMo17-12-2, = 850 .
14571 X60rNiTH8-10 N/mm2 Roughing 0.40xD | 70 |0.0240.048|0.072|0.096|0.180|0.240| 0.30 | 0.36 | 0.48
USA =310, 316, 316B, 316L, 317 Pre-finishing 0.30xD | 90 | 0.018|0.036|0.054|0.072(0.135|0.180| 0.23 | 0.27 | 0.36
Slotting 1xD 30 | 0.010|0.020{0.030| 0.040|0.090(0.120| 0.15 | 0.18 | 0.24
Special alloys (nickel based “Ni“) < 1,300 -
Nimornic, Inconel, Monel, Hastelloy N/mm2 Roughing 0.30xD | 35 |0.012|0.024|0.036|0.048|0.108|0.144| 0.18 | 0.22 | 0.29
Pre-finishing 0.20xD | 40 [0.009(0.018|0.027(0.036|0.081|0.108| 0.14 | 0.16 | 0.22
Titanium alloys (“Ti%) - 1300 Slotting 1xD 60 | 0.020|0.040(0.060|0.080(0.1500.200| 0.25 | 0.30 | 0.40
3.7024 Ti99,5, 3.7114 TiAI5Sn2,5, 3.7124 TiCu2 N/rm2 Roughing 0.40xD | 80 |0.024(0.048|0.072|0.096|0.180|0.240| 0.30 | 0.36 | 0.48
LI AR, 71 THSYE, S NS e Pre-finishing | 0.30xD | 90 |0.018|0.036]0.054|0.072(0.135]0.180| 0.23 | 0.27 | 0.36
Slotting 1.00xD | 170 | 0.030|0.060(0.090(0.120|0.210|0.280| 0.35 | 0.42 | 0.56
55;0 Roughing 0.60xD | 220 | 0.036(0.072|0.108|0.144|0.252|0.336 | 0.42 | 0.50 | 0.67
Pre-finishing 0.40xD | 250 | 0.027|0.054|0.081|0.108|0.189|0.252| 0.32 | 0.38 | 0.50
Slotting 1.00xD | 140 | 0.027|0.054|0.081(0.108(0.192|0.256| 0.32 | 0.38 | 0.51
2:;0 Roughing 0.60xD | 180 | 0.0320.065|0.097|0.130|0.230|0.307 | 0.38 | 0.46 | 0.61
Pre-finishing 0.40xD | 210 | 0.024|0.049| 0.073|0.097 [ 0.173|0.230| 0.29 | 0.35 | 0.46
i ap max. (mm) with nom. @
Material Hardness
1 2 3 4 6 8 10 12 16
less than 850 N/mm?2 0.06 | 0.12 | 0.18 | 0.24 | 0.36 | 0.48 | 0.60 | 0.72 | 0.96
more than 850 N/mm?2 0.05 | 0.10 | 0.15 | 0.20 | 0.30 | 0.40 | 0.50 | 0.60 | 0.80
less than 240 HB 0.06 | 0.12 | 0.18 | 0.24 | 0.36 | 0.48 | 0.60 | 0.72 | 0.96
more than 240 HB 0.05 | 0.10 | 0.15 | 0.20 | 0.30 | 0.40 | 0.50 | 0.60 | 0.80
less than 55 HRC 0.04 | 0.08 [ 0.12 | 0.16 | 0.24 | 0.32 | 0.40 | 0.48 | 0.64
55-65 HRC 0.03 | 0.07 | 0.10 | 0.12 | 0.18 | 0.24 | 0.30 | 0.36 | 0.48
M less than 850 N/mm?2 0.04 | 0.08 | 0.12 | 0.16 | 0.24 | 0.32 | 0.40 | 0.48 | 0.64
more than 850 N/mm?2 0.03 | 0.07 | 0.10 | 0.12 | 0.18 | 0.24 | 0.30 | 0.36 | 0.48
S Ti alloys 0.03 | 0.07 | 0.10 | 0.12 | 0.18 | 0.24 | 0.30 | 0.36 | 0.48
GUHRING




Milling conditions:

Correction factors:

G-Mold 48 F, G-Mold 65 F; GH 100 U

HPC| stable machining conditions
high drive power ap Roughing > 1.5xD vc -25%  f2-25%
WY
AN\ .
short tools medium length tools ve-40%  fz-40%
AN
long tools extra length tools vec -60% 2 -55%
Q uncoated tools Ve -50%  fz-25%
- fz (mm/tooth) with nom. @
Material Hard Type |Application| 2 Ve = )
ness max. 3 4 6 8 10 | 12 | 16 | 20 | 25
GHZ3 | Slotting 1xD | 120 |0.012 | 0.016 | 0.024 | 0.032 | 0.045 | 0.054 | 0.07 | 0.09 | 0.11
,\f/ri‘:’gz GH Z3 | Roughing | 0.75xD | 140 |0.014 |0.018 | 0.028 | 0.037 | 0.052 | 0.062 | 0.08 | 0.10 | 0.13
G"l'g";'d Finishing | 0.02xD | 240 |0.013 | 0.018 | 0.026 | 0.035 | 0.050 | 0.059 | 0.08 | 0.10 | 0.12
GHZ3 | Slotting 1xD | 105 |0.012 | 0.016 | 0.024 | 0.032 | 0.045 | 0.054 | 0.07 | 0.09 | 0.11
850-
1,200 | GHZ3 | Roughing | 0.75xD | 130 |0.014 | 0.018 | 0.028 | 0.037 |0.052 | 0.062 | 0.08 | 0.10 | 0.13
N/mms G-Mold
"18?: Finishing | 0.02xD | 210 [0.013|0.018 | 0.026 | 0.035 | 0.050 | 0.059 | 0.08 | 0.10 | 0.12
GHZz3 | Slotting 1xD 90 [0.011{0.015 [0.023 | 0.030 | 0.042 | 0.050 | 0.07 | 0.08 | 0.11
850-
1,400 | GHZ3 | Roughing | 0.75xD | 110 |0.013 |0.017 | 0.026 | 0.035 | 0.048 | 0.058 | 0.08 | 0.10 | 0.12
N/mms G-Mold
;8‘; Finishing | 0.02xD | 180 |0.013 [ 0.017 | 0.025 | 0.033 | 0.046 | 0.055 | 0.07 | 0.09 | 0.12
G-Mold65U|  Slotting 1xD 52 [0.010|0.013 [0.019 | 0.026 | 0.035 | 0.042 | 0.06 | 0.07 | 0.09
;F‘:’g G-Mold | Roughing | 0.03xD | 100 |0.024 | 0.032 | 0.048 | 0.064 | 0.088 | 0.105 | 0.14 | 0.18 | 0.22
65F Finishing | 0.01xD | 110 [0.010|0.013 | 0.019 | 0.026 | 0.035 | 0.042 | 0.06 | 0.07 | 0.09
55-65 -
LRG| G-Mold | Roughing | 0.03xD | 70 |0.019 | 0.025 | 0.038 | 0.050 | 0.070 | 0.084 | 0.11 | 0.14 | 0.18
65F Finishing | 0.005xD | 80 |[0.007 | 0.009 | 0.014 | 0.018 | 0.025 | 0.030 | 0.04 | 0.05 | 0.06
Stainless steel GHZ3 | Slotting 1xD 80 |0.011 [ 0.015|0.023 | 0.030 |0.042 | 0.050 | 0.07 | 0.08 | 0.11
1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 <750 -
X10CINiS18.9 N/mm2 | GHZ3 | Roughing | 0.75xD | 100 |0.013 | 0.017 | 0.026 | 0.035 | 0.048 | 0.058 | 0.08 | 0.10 | 0.12
USA = 303, 410, 420F, 430, 430F G-Mold48F|  Finishing | 0.02xD | 160 [0.013 |0.017 |0.025 | 0.033 | 0.046 | 0.055 | 0.07 | 0.09 | 0.12
Stainless steel GHZ3 | Slotting 1xD 55 [0.011{0.014 [0.021 | 0.028 | 0.038 | 0.046 | 0.06 | 0.08 | 0.10
;éf,\%’éf’g'“”sq&1'4303)(50'”'18'121'4310 7,\?/?;?71520 GHZ3 | Roughing | 0.75xD | 70 |0.012 |0.016 | 0.024 | 0.032 | 0.044 | 0.052 | 0.07 | 0.09 | 0.11
USA =304, 304L, 420 G-Mold48F|  Finishing | 0.02xD | 110 [0.012 | 0.015 | 0.023 | 0.031 | 0.042 | 0.050 | 0.07 | 0.08 | 0.10
Stainless steel GHZ3 | Slotting 1xD 40 [0.010{0.013 [ 0.020 | 0.026 | 0.035 | 0.042 | 0.06 | 0.07 | 0.09
1.4438 X2CrNiMo18-15-4, 1.4404 X2CrNiMo17-12-2, > 850 -
{4571 X6orNITHED N/mm2 | GHZ3 | Roughing | 0.60xD | 50 |0.012 | 0.016 | 0.024 | 0.032 | 0.042 | 0.050 | 0.07 | 0.08 | 0.11
USA = 310, 316, 316B, 316L, 317 G-Mold48F|  Finishing | 0.01xD | 80 [0.010 |0.013 |0.020 | 0.026 | 0.035 | 0.042 | 0.06 | 0.07 | 0.09
GHZ3 | Slotting 1xD 20 [0.008|0.010 |0.015 | 0.020 | 0.030 | 0.036 | 0.05 | 0.06 | 0.08
Special alloys (nickel based “Ni“) < 1,300 "
Niiens, e, e Bt N/mm2 | GHZ3 | Roughing | 0.60xD | 30 |0.009 | 0.012 | 0.018 | 0.024 | 0.036 | 0.043 | 0.06 | 0.07 | 0.09
G-Mold48F|  Finishing | 0.01xD | 40 [0.008 |0.010 |0.015 |0.020 | 0.030 | 0.036 | 0.05 | 0.06 | 0.08
Titanium alloys (“Ti“) 1300 GHZ3 | Slotting 1xD 40 [0.010|0.013 [ 0.020 | 0.026 | 0.038 | 0.046 | 0.06 | 0.08 | 0.10
3.7024 Ti99,5, 3.7114 TiAI5Sn2,5, 3.7124 TiCu2 N/mm2 | GHZ3 | Roughing | 0.60xD | 50 |0.012 | 0.016 | 0.024 | 0.032 | 0.046 | 0.055 | 0.07 | 0.09 | 0.11
3.7154 TIAIBZS, 3.7164 TIAIGV4, 3.7184 TiAl4Mo4Sn2,5 G-Mold48F| Finishing | 0.02xD | 80 |0.011|0.015 |0.022 | 0.029 | 0.042 [ 0.050 [ 0.07 | 0.08 | 0.10
GHZ3 | Slotting 1xD | 105 |0.012 | 0.016 | 0.024 | 0.032 | 0.045 | 0.054 | 0.07 | 0.09 | 0.11
Sﬁgo GH Z3 | Roughing | 0.75xD | 130 |0.014 |0.018 | 0.028 | 0.037 | 0.052 | 0.062 | 0.08 | 0.10 | 0.13
G-Mold48F|  Finishing | 0.02xD | 210 [0.013 |0.018 | 0.026 | 0.035 | 0.050 | 0.059 | 0.08 | 0.10 | 0.12
GHZ3 | Slotting 1xD 90 [0.0110.015 [0.023 | 0.030 | 0.042 | 0.050 | 0.07 | 0.08 | 0.11
Zﬁgo GH Z3 | Roughing | 0.75xD | 110 |0.013 | 0.017 | 0.026 | 0.035 | 0.048 | 0.058 | 0.08 | 0.10 | 0.12
G-Mold48F|  Finishing | 0.02xD | 180 [0.013 |0.017 |0.025 | 0.033 | 0.046 | 0.055 | 0.07 | 0.09 | 0.12
GHZ3 | Slotting 1xD | 300 |0.015|0.020 | 0.030 |0.040 | 0.055 | 0.066 | 0.09 | 0.11 | 0.14
<5% Si | GHZ3 | Roughing | 0.75xD | 400 |0.017 | 0.023 | 0.035 |0.046 | 0.063 | 0.076 | 0.10 | 0.13 | 0.16
G-Mold48F|  Finishing | 0.02xD | 600 |0.017 |0.022 |0.033 | 0.044 | 0.061 | 0.073 | 0.10 | 0.12 | 0.15
GHZz3 | Slotting 1xD | 180 |0.014 [0.018 | 0.027 |0.036 | 0.050 | 0.060 | 0.08 | 0.10 | 0.13
>5% Si | GHZ3 | Roughing | 0.75xD | 300 |0.016 |0.021 | 0.031 |0.041 | 0.058 | 0.069 | 0.09 | 0.12 | 0.14
G-Mold48F| Finishing | 0.02xD | 360 |0.015 | 0.020 |0.030 | 0.040 |0.055 | 0.066 | 0.09 | 0.11 | 0.14
GHZz3 | Slotting 1xD | 150 [0.013{0.017 |0.025 | 0.034 | 0.045 | 0.054 | 0.07 | 0.09 | 0.11
Magnesium-alloys _ -
MgMin2, G-MgAI8Zn1, G-MgAI6Zn3 GH Z3 | Roughing | 0.75xD | 180 |0.000 | 0.000 | 0.000 | 0.000 | 0.000 | 0.000 | 0.00 | 0.00 | 0.00
G-Mold48F| Finishing | 0.02xD | 300 |0.014 | 0.018 | 0.028 | 0.037 |0.050 | 0.059 | 0.08 | 0.10 | 0.12
Non-ferr. met. (copper, short-/long-chipp., brass/bronze) .
2.0070 SE-CU, 2.1020 CUSNG, 2.1096 G.CuSN5ZNPb GHZ3 | Slotting 1xD | 200 [0.014 | 0.018 | 0.027 | 0.036 | 0.050 | 0.060 | 0.08 | 0.10 | 0.13
2.0380 CuzZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 ... <850 )
2.0250 GUZn20, 2.0280 CuZn33, 2.0332 Cuznd7Pb0,5 | N/mmz | GHZ3 | Roughing | 0.75xD | 230 |0.016 | 0.021 |0.031 | 0.041|0.058 | 0.069 | 0.09 | 0.12 | 0.14
2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 ... G-Mold | _ . .
2.0916 CUAIS, 2.0960 CUAIOMN, 2.1050 CuSn10 rye Finishing | 0.02xD | 400 | 0.015 | 0.020 | 0.030 | 0.040 | 0.055 |0.066 | 0.09 | 0.11 | 0.14

Milling tools
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