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Tool No. DC DCONMS OAL APMX NOF
CGFR 0400 4.0 6.0 50.0 6.0 8
CGFR 0600 6.0 6.0 57.0 16.0 8
CGFR 0800 8.0 8.0 64.0 25.0 10
CGFR 1000 10.0 10.0 64.0 25.0 10
CGFR 1200 12.0 12.0 64.0 25.0 10
CGFR 1600 16.0 16.0 92.0 32.0 10
CGFR 2000 20.0 20.0 105.0 41.0 10
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Routers - Technical Information EFORDM AX 2@

“FORD!" /X Series CGFR - Slotting with 2xD APMX

Recommended Cutting Data Conditions de coupe recommandées Empfohlene Schnittdaten Dati di taglio Raccomandati Zalecane Parametry

L] o X

80

100

0.016 0.024 0.032 0.040 0.048 0.064 0.080
. ° X 90 70 50 0.010 0.015 0.020 0.025 0.030 0.040 0.050

° ° X 140 120 100 0.016 0.024 0.032 0.040 0.048 0.064 0.080

e Preferred  © Possible  x Not Possible

“FORDI" /X Series CGFR - Profile Milling with 2xD APMX

Recommended Cutting Data Conditions de coupe recommandées Empfohlene Schnittdaten Dati di taglio Raccomandati Zalecane Parametry

80

0.016 0.024 0.032 0.040 0.048 0.064 0.080

. ° X 90 70 50 0.010 0.015 0.020 0.025 0.030 0.040 0.050

. ° X 140 120 100 0.016 0.024 0.032 0.040 0.048 0.064 0.080

e Preferred  © Possible  x Not Possible

Notes

- Cutting data provided should be considered advisory only. Adjustments may be necessary
depending on the application, workpiece rigidity, machine tool, etc.

- The GFRP tool should only be used in precision tool holders with sufficient gripping force.

- Ensure adequate dust extraction is in place when dry machining.

10% 1.67
15% 1.40
20% 1.2
30% 1.1

During profile milling with a radial width of less than 50% of the cutter diameter, the actual chip thickness at the cutting edge is less than
the programmed feed per tooth (fz). The accompanying table shows the increase in fz by given radial width percentage to adjust for chip
thinning. Multiply your recommended fz by the appropriate feed factor to establish the correct feed rate.
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TuffCut’ endmills

CICLQNE Drills
TrueS?ze" Reamers
Twister” Drills

Chamfer & Profile Mills

Diamond Grind Routers

Edgehog’ Burrs

Countersinks
h®
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relch Tools GmbH

Backergasse 5, 4707 Schlusslberg

+437248 68 537 E office@reich.at

M.A.Ford® Mfg. Co., Inc. M.A.Ford® Asia-Pacific Limited S
7737 Northwest Blvd. Room 1709, Level 17 z
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IA 52806 378 Kwun Tong Road )
USA Kowloon, Hong Kong >

Tel: 563-391-6220 or 800-553-8024 Tel: +852-2167-7150

Fax: 563-386-7660 or 800-892-9522  Fax: +852-2167-8150
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