GH 100 U, GH 100 H and GA 200 A

METRIC

Application v_factor f factor Feed width (ae) Feed depth (ap)
Slotting 1 1 (0.7 for a_= 2xd) 1xd 0.5 up to 1xd
Roughing 1 1 (0.7 for a_= 2xd) 0.4 up to 0.9xd 0.5 up to 1xd
Finishing 1 1 0.01 up to 0.1xd 1 up to 2xd
HPC-roughing 1.3 1.5 0.15 up to 0.4xd 1 up to 2xd
HSC-roughing 1.5 2 0.05 up to 0.15xd 1 up to 2xd
Recom- Type of cut i
Material Hardness| mended | applica- | y¢ fz (mm/z) with nom. @
GH 100 type | tion 3 | 6| 8 |10]12]16] 2 | 25
U@-Fit) | Slotting | 120 |0.012 |0.024|0.041|0.045|0.054|0.070/0.090|0.110
up to
850 U(@3-Fit) |Roughing | 140 |0.014 |0.028|0.037|0.052|0.062|0.080|0.100|0.130
N/mm?
U (6-/8-FIt) | Finishing | 240 |0.013 |0.026|0.0350.050|0.059|0.080(0.100|0.120
U@-Fit) | Slotting | 105 |0.012 |0.024|0.041(0.045|0.054|0.070/0.090|0.110
850-
1,200 U(@3-Fit) |Roughing| 130 |0.014 |0.028|0.037|0.052|0.062|0.080|0.100|0.130
N/mm?
U (6-/8-FIt) | Finishing | 210 | 0.013 |0.026|0.035|0.050{0.059|0.080|0.100(0.120
U@-Fit) | Slotting | 90 |0.011 |0.023]0.030|0.042|0.050|0.070|0.080|0.110
850-
1,400 U(@3-Fit) |Roughing| 110 |0.013 |0.026/0.035|0.048|0.058|0.080|0.100|0.120
N/mm?
U (6-/8-FIt) | Finishing | 180 | 0.013 |0.025|0.033|0.046|0.055|0.070|0.090(0.120
U(@3-Fit) | Slotting | 50 |0.010 |0.019]0.026|0.035|0.042|0.060|0.070|0.090
5:‘:_&’0 H (6-/8-FIt)" | Roughing | 100 | 0.024 |0.048|0.064|0.088|0.105|0.140|0.180|0.220
H (6-/8-FIt) | Finishing | 110 | 0.010 |0.019/0.0260.035|0.042|0.060|0.070|0.090
Finishing | 70 |0.019 |0.038|0.050/0.070|0.084|0.110/0.140(0.180
54-60 HRC
H (6-/8-Flt) 80 |0.007 |0.014|0.0180.025|0.030|0.040|0.050|0.060
L upto U(3-Fit) | Slotting | 80 |0.011|0.023|0.030|0.042|0.050|0.070|0.050|0.110
1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X10CrNiS18-9 750 U(3-Fit) | Roughing | 100 | 0.013 |0.026|0.035|0.048|0.058|0.080|0.100|0.120
USA =303, 410, 420F, 430, 430F N/mm? | 6-/8-Fit) | Finishing | 160 | 0.013 |0.025|0.0330.046|0.055|0.070/0.090|0.120
e 750850 U(3-Fit) | Slotting | 55 |0.011|0.021|0.028|0.038|0.046|0.060|0.080|0.100
1.4301X5CrNi18-10, 1.4303 X5CrNi18-12 1.4310 XCrNi18-8 N/r;1m2 U (3-FIt.) Roughing 70 0.012 {0.024(0.032|0.044|0.052|0.070|0.090|0.110
USA =304, 304L, 420 U (6-/8-FIt) | Finishing | 110 | 0.012 [0.023]0.031]0.042]0.050]0.070]0.080]0.100
Stainless steel above U(3-Flt) | Slotting | 40 |0.010 |0.020|0.026|0.035|0.042|0.050|0.070|0.090
1.4438 X2CrNiMo18-15-4, 1.4404 X2CrNiMo17-12-2, 1.4571 X6CrNiTi18-10 850 U (3-FIt.) Roughing | 50 0.012 {0.024|0.032|0.042|0.050|0.070|0.080(0.110
Ui = il i), Silalz, S, Sl N/mm? | 6-/8-Fit) | Finishing | 80 |0.010 |0.020/0.0260.035|0.042|0.060/0.070|0.090
- U(@3-Fit) | Slotting | 40 |0.010|0.020|0.026|0.038|0.046|0.060|0.080|0.100
Special alloys (nickel based “Ni“) P .
pecia 1,300 U@-Fit) |Roughing| 50 |0.012 |0.024]0.032|0.046|0.055|0.070/0.090|0.110
Nimonic, Inconel, Monel, Hastelloy a
N/mm? | 6-/8-Fit) | Finishing | 80 |0.011 |0.022/0.0290.042|0.050|0.070/0.080|0.100
Titanium alloys (T} upto U@-Fit) | Slotting | 20 |0.008 |0.015]0.020|0.030|0.036|0.050|0.060|0.080
3.7024 Ti99,5, 3.7114 TIAI5Sn2,5, 3.7124 TiCu2 1,300 U(@3-Flt) |Roughing| 30 |0.009 |0.018]0.024|0.036|0.043|0.060|0.070|0.090
SL I WG, S HE MIABYL, Sl TN S N/mm? | ) 6/8-Fit) | Finishing | 40 |0.008 |0.015/0.020/0.030]0.036/0.050|0.060|0.080
U(@3-Fit) | Slotting | 105 |0.012 |0.024]0.032|0.045|0.0540.070/0.090|0.110
5 4374{;30 U(3-Fit) |Roughing| 130 |0.014 |0.028]0.037|0.052|0.062|0.080|0.100|0.130
U (6-/8-FIt) | Finishing | 210 | 0.013 |0.026|0.0350.050|0.059|0.080/0.100|0.120
U@B-Fit) | Slotting | 90 |0.011|0.023]0.030|0.042(0.050|0.070|0.080/0.110
5 4?)b£\ée30 U@-Fit) |Roughing | 110 |0.013 |0.026|0.035|0.048|0.058|0.080|0.100|0.120
U (6-/8-FIt) | Finishing | 180 |0.013 |0.025|0.033|0.046|0.055|0.070|0.090|0.120
A(@3-FIt) | Slotting | 300 |0.015 |0.030/0.040/0.055|0.066|0.090|0.110|0.140
\,;‘;) tgi A(3-FIt) | Roughing | 400 |0.017 |0.035|0.046/0.063|0.076|0.100(0.130|0.160
A(3-FIt) | Finishing | 600 |0.017 |0.033|0.0440.061|0.073|0.100/0.120|0.150
A(3-Fit) | Slotting | 180 |0.014 |0.027|0.036|0.050|0.060|0.080|0.100|0.130
gﬁf"sﬁ A(3-FIt) | Roughing | 300 |0.016 |0.031|0.041|0.058|0.069|0.090|0.120|0.140
U (6-/8-FIt) | Finishing | 360 |0.015 |0.030/0.040/0.055|0.066|0.090|0.110|0.140
Magnesium-alloys A(3-Flt) | Slotting | 150 | 0.013[0.025]0.0340.045/0.054]0.070]0.090/0.110
a = .
- A(3-Fit) | Roughing | 180 | 0.014 |0.029]0.039]0.052/0.062/0.080/0.100]0.130
- - 3
MgMn2, G-MgAI8Znt, G-MgAl6zn A(3-Flt) | Finishing | 300 | 0.014 |0.028]0.0370.050|0.059]0.080/0.100/0.120
Non-ferrous metals (copper, short- or long-chipping brass or bronze) A(3-Flt) | Slotting | 200 |0.014|0.027|0.036|0.050|0.060|0.080|0.100|0.130
2.0070 SE-Cu, 2.1020 GuSn, 2.1096 G-CuSn5ZnPb up to
2.0380 CuzZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2 .
20250 OUZN20, 2 0280 CUZ33, 2.0332 CUZN3TPBO.S N/Sni?n | A@Fit) | Roughing | 230 | 0.016 |0.031/0.041/0.058|0.069|0.090|0.120|0.140
2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn L
2.0916 GUALS, 2.0960 CUAIOMIN, 2.1050 CuSn10 U (6-/8-FIt) | Finishing | 400 | 0.015 [0.030|0.040|0.055|0.066|0.090|0.110|0.140

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