RF 100 DIVER-Set Undersize diameter 6755-1.0 6754-1.0 I

RF 100 DIVER-Set Full size diameter 6r55-20  ©6754-2.0 : - -

Undersize diameter Full size diameter

Content: 5 pieces Content: 5 pieces

Guhring no. 6737 (shank HA) respectively Guhring no. 6737 (shank HA) respectively
Guhring no. 6736 (shank HB) Guhring no. 6736 (shank HB)

in the following dia.: 5.7 /7.7/9.7/11.7/15.6  in the following dia.: 6.0/8.0/10.0/12.0/16.0

Undersize diameter for mating grooves
and interpolated corner radii and contours

RF 100 DIVER Guh. no. 6737 6/36

ENLIRE :

’2] Surface finish Signum Signum
A ‘ s 0 0 v
Discount group 106 106

Availability
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i+ 20. 19.500 104.00
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30°
APPLICATION EXAMPLE
Wet machining in 42CrMo4 ap=12mm |4
Plunge angle = 30° ge=11.7mm
Ve = 200 m/min

vi = 1200 mm/min

APPLICATION EXAMPLE

Dry machining in cast iron

ap =12 mm
e =12 mMm
Vo = 240 m/min vi = 800 mm/min

APPLICATION EXAMPLE

Dry machining in steel 42CrMo4

ap=12mm
e =11.7mm

vi = 1800 mm/min
Ve = 240 m/min Metal removal rate Q = 252 cm3/min

APPLICATION EXAMPLE
Dry machining in steel 42CrMo4

ap =24 mm B .
20— 8 rmm vi = 3050 mm/min
Ve = 280 m/min Metal removal rate Q = 219 cm3/min

Plunging® and Ramping”

Driling | Ramping* | Cutting f, (mm/z) with nom. @
Material / 1ISO Material Hardness depth” | max. angle | speed.
(ap max.) in° (Vo) 4 6 8 10 12 16 20
< 850 N/mm? 1xd 45° 270 |0.015|0.020|0.030(0.040(0.045|0.050 | 0.060
850 - 1200 N/mm? 1xd 45° 240 |0.012|0.015|0.020( 0.035 | 0.040| 0.045| 0.050
850 - 1400 N/mm? 1xd 30° 200 |0.008|0.010|0.015(0.025|0.030|0.035|0.040
Stainless steel - easy to machine / sulphured < 750 N/mm? 1xd 10° 60 0.008(0.010|0.015{0.025| 0.030 | 0.035 | 0.040
Stainless steel - moderately difficult to machine > 750 - 950 N/mm? 0.5xd 5° 50 0.008|0.010(0.015| 0.020| 0.025 | 0.030 | 0.035
> 240 HB 30 1xd 45° 150 [0.015|0.020|0.030| 0.040|0.045 | 0.050 | 0.060
<3% Si 1xd 30° 180 [0.012|0.015|0.020( 0.035|0.040 | 0.045 | 0.050
>3% Si 1xd 45° 140 [0.015|0.020|0.030( 0.040|0.045 | 0.050 | 0.060
S Titanium, titanium alloys < 1400 N/mm? 0.5xd 10° 45 0.008(0.010|0.015| 0.020 | 0.025| 0.030| 0.035
* peripheral cooling ,,Guhrojet“ recommended for optimal chip evacuation and tool life
Slotting™
Material / 1ISO Material Hardness Cduet;taltr;'lg Cvtljltctiltr%g ggggc]jg fz (MM/2) with nom. &
(@p) (@e) (Vo) 4 6 8 10 | 12 | 16 | 20
< 850 N/mm? 1xd 1xd 270 0.018 {0.025|0.035 | 0.050 ( 0.060 | 0.080 | 0.100
850 - 1200 N/mm? 1xd 1xd 240 0.018 {0.025|0.035 | 0.050 | 0.060 | 0.080 | 0.100
850 - 1400 N/mm? 1xd 1xd 200 0.018 {0.025|0.030 | 0.045 [ 0.050 | 0.070 | 0.085
Stainless steel - easy to machine / sulphured < 750 N/mm? 1xd 1xd 120 0.0150.020 | 0.030 | 0.045 | 0.060 | 0.065 | 0.075
Stainless steel - moderately difficult to machine > 750 - 950 N/mm? 1xd 1xd 80 0.0150.020 | 0.030 | 0.040 | 0.045 | 0.060 | 0.070
> 240 HB 30 1xd 1xd 160 0.018 {0.025|0.035| 0.050 ( 0.060 | 0.080 | 0.100
<3% Si 1xd 1xd 500 0.020 (0.030|0.040| 0.065 | 0.080 | 0.095|0.110
>3% Si 1xd 1xd 340 0.015(0.020|0.030| 0.055 | 0.065 | 0.080 | 0.100
S Titanium, titanium alloys < 1400 N/mm? 1xd 1xd 60 0.015]0.020| 0.030 | 0.040|0.045 | 0.060 | 0.070
* peripheral cooling ,,Guhrojet“ recommended for optimal chip evacuation and tool life
HPC-Roughing® and HSC-Finishing™
Cutting | Cutting Cutting f, (mm/z) with nom. @
Material / 1ISO Material Hardness depth [width™*|  speed.
(ap) (e) (o) 4 6 8 | 10 | 12 | 16 | 20
< 850 N/mm? 2xd 0.4xd 350 0.020 [ 0.030 | 0.045 | 0.060 [ 0.075|0.090 | 0.110
850 - 1200 N/mm? 2xd 0.4xd 290 0.020 | 0.030 | 0.045 | 0.060 [ 0.075|0.090 | 0.110
850 - 1400 N/mm? 2xd 0.3xd 240 0.018(0.025 | 0.030 | 0.055 [ 0.070 | 0.085 | 0.100
Stainless steel - easy to machine / sulphured < 750 N/mm? 2xd 0.3xd 140 0.0180.025|0.035|0.055 | 0.065 | 0.080 | 0.090
Stainless steel - moderately difficult to machine > 750 - 950 N/mm? 2xd 0.25xd 120 0.015{0.020 (0.030| 0.045 | 0.050 | 0.065 | 0.075
> 240 HB 30 2xd 0.4xd 180 0.015(0.030 | 0.045|0.060 [ 0.075|0.090 | 0.110
<3% Si 2xd 0.5xd 600 0.030 | 0.040 | 0.060 | 0.080 (0.100 | 0.120 | 0.150
>3% Si 2xd 0.4xd 420 0.020 | 0.030 | 0.045 | 0.060 [ 0.075|0.090 | 0.110
S Titanium, titanium alloys < 1400 N/mm? 2xd 0.4xd 120 0.015(0.020 | 0.030 | 0.045 | 0.050 | 0.065 | 0.075
* peripheral cooling ,,Guhrojet“ recommended for optimal chip evacuation and tool life
** for HSC machining the cutting speed can be increased by 50%, feed rate fz can be reduced depending on surface requirements.
*** for trochoidal milling and imachining with ae = 0.1-0.2xd the cutting speed vc and the eed rate can be increased by 50 %.
Drilling*
) ) DriIIinQ Cutting fz (mm/z) with nom. @
Material / ISO Material Hardness depth speed.
(ap max.) (Ve) 4 6 8 10 12 16 20
< 850 N/mm? 2xd 270 0.015(0.020 | 0.030 | 0.040 | 0.045 | 0.050 | 0.060
850 - 1200 N/mm? 2xd 240 0.010{0.015 | 0.020 | 0.035 | 0.040 | 0.045 | 0.050
850 - 1400 N/mm? 1xd 200 0.008 (0.010|0.015|0.025 [ 0.030 | 0.035 | 0.040
> 240 HB 30 2xd 150 0.015(0.020 | 0.030 | 0.040 [ 0.045 | 0.050 | 0.060
<3% Si 1xd 180 0.010{0.015|0.020 | 0.035 [ 0.040 | 0.045 | 0.050
> 3% Si 1xd 140 0.015(0.020 | 0.030 | 0.040 [ 0.045| 0.050 | 0.060

* wood pecking recommended from drilling depth 1 x D
* peripheral cooling ,Guhrojet“ recommended for optimal chip evacuation and tool life




