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GARRTOOL Milling Guide for VRX-6 Series End Mills

Material Group S | Material Group M [ Material Group S B EICE LTI N A 1 ETCTEV N N 1S
Nickel or . S
Cobalt-based Stainless Titanium Alloys | CarbonSteels | Grey Castlron
Inconel, Invar, 400, 316, . Profile/Trochoidal
Cobalt Chrome pH Series e IR Milling
SFM=150-225 | SFM=250-400 | SFM=250-450 | SFM=400-600 | SFM=400-500 | | Axial (ap) up to 2xD
DIAMETER CPT (F2) CPT (F2) CPT (F2) CPT (F2) CPT (F2) Radial (ae) |  15% of Dia.
1/4" .0006"-.0012" | .0010"-.0015" | .0010"-.0015" | .0015"-.0020" | .0015"-.0020"
3/8" .0008"-.0016" .0015"-.0025" .0015"-.0025" .0020" -.0030" .0020" -.0030" ap -%
172" .0012"-.0023" .0020" - .0030" .0020" -.0030" .0025"-.0035" .0025"-.0035" l l,"
5/8" .0015"-.0025" .0025"-.0035" .0025" -.0035" .0030" -.0040" .0030" -.0040" —ae
3/4" .0018"-.0025" .0030" - .0040" .0030" -.0040" .0035"-.0045" .0035"-.0045"
1" .0020"-.0030" | .0035"-.0050" | .0035"-.0050" | .0040"-.0055" | .0040"-.0055"
Nickel or . - Profile/Trochoidal
Cobalt-based Stainless Titanium Alloys | CarbonSteels | Grey Castlron Milling
SFM=200-250 | SFM=300-500 | SFM=300-600 | SFM=450-650 | SFM=450-550 || Axial(ap) up to 3xD
DIAMETER CPT (F2) CPT (F2) CPT (F2) CPT (F2) CPT (F2) Radial (ae) | 10% of Dia.
1/4" .0010"-.0015" .0015"-.0020" .0015"-.0020" .0020" -.0025" .0020" -.0025"
3/8" .0012"-.0020" .0020" - .0030" .0020"-.0030" .0025"-.0035" .0025"-.0035" ap %
172" .0015"-.0025" .0025"-.0035" .0025"-.0035" .0030" - .0040" .0030"-.0040" 1 .!,"
5/8" .0018"-.0028" .0030" - .0040" .0030" -.0040" .0035" -.0045" .0035"-.0045" «—ae
3/4" .0020"-.0030" .0035"-.0045" .0035"-.0045" .0040" - .0050" .0040" -.0050"
1" .0025"-.0035" | .0040"-.0055" | .0040"-.0055" | .0050"-.0065" | .0050"-.0065"
Nickel or . o Profile/Trochoidal
Cobalt-based Stainless Titanium Alloys | Carbon Steels | Grey CastIron Milling
SFM=225-300 | SFM=400-600 | SFM=400-700 | SFM=500-700 | SFM=450-600 | | Axial (ap) up to 4xD
DIAMETER CPT (F2) CPT (F2) CPT (F2) CPT (F2) CPT (F2) Radial (@e)| 5% of Dia.
1/4" .0015"-.0025" .0020" -.0030" .0020"-.0030" .0025"-.0035" .0025"-.0035"
3/8" .0017"-.0030" | .0025"-.0040" | .0025"-.0040" | .0030"-.0045" | .0030"-.0045" ap —;
12" 0020"-.0035" | .0030"-.0045" | .0030"-.0045" | .0035"-.0050" | .0035"-.0050" l .,’4
5/8" .0025"-.0040" | .0035"-.0050" | .0035"-.0050" | .0040"-.0055" | .0040"-.0055" «—ae
3/4" .0030"-.0045" | .0040"-.0055" | .0040"-.0055" | .0045"-.0060" | .0045"-.0060"
1" .0035" -.0050" .0050" - .0070" .0050" -.0070" .0055" -.0070" .0055" -.0070"

NOTE - ABOVE ARE STARTING PARAMETERS ONLY. HIGHER RESULTS MAY BE ACHIEVED WITH OPTIMUM CONDITIONS.
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