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Please note:
The suitability of the solid carbide end mills and slot drills is indicated
as follows:

|
O

very suitable
suitable

Please find the cutting conditions on pages 162 - 170.

International comparison of materials, see page 372 - 385.

AR - HREIH

Range of application — material

5IRDEE
Tensile Strength

HATEH(DINAS)

Material examples

MREBIJISTt)

Material numbers

Cold-extrusion steels, Cq15
Construction steels, < 600 N/mm2 S235JR (St37-2) SSTJ?\/IZS'ZJ HSVSV%A(‘)?-IOSSVEE,I\\A/I
Free-cutting steels, etc. 10SPb20 ’ ’
Construction steels, E360 (St70-2)
Case-hardened steels, <800 N/mm?2 16MnCr5 535C.Ssh2r?géngrﬁ:\A52ljiLSCMn,
Steel castings, efc. GS-25CrMo4 '
Case-hardened steels, 20MoCr3
Heat-treatable steels, <1000 N/mm2 42CrMo4 géCMM ggyfgﬁ%m‘g&g
Cold work steels, etc. 102Cr6 n your !
Heat-treatable steels, 50CrMo4
Cold work steels, <1200 N/mm2 X45NiCrMo4 SCM445H, SKH, SKS, SKT, SUP
Nitriding steels, etc. 31CrMo12
el High-alloyed steels, X38CrMoV5-3
a2TER(SELRA) Cold work steels, < 1400 N/mm2 X100CrMov8-1-1 SKD12, SKD61, SKT, SUH, SKH
2 TERGEEEA) Hot work steels, etc. X40CrMoV5-1
ATVLA Stainless steel materials
11 [z 54 NILTVHAE Ferritic, martensitic < 950 N/mm?2 X2CrTi12 SCS, SUS420J2, SUS403
M| 21 [#—XxF+A Austenitic < 950 N/mm? X6CrNiMoTi17-12-2 SCS, SUH, SUS304, SUS316
31 |[A—RTFHANTSAL ZHR R Austenitic-ferritic (Duplex) <1100 N/mm?2 X2CrNiMoN22-5-3 SUS329J3L, SUS630
4.1 | A—RTFANTzoA4 b ZHEFR, AHEER Austenitic-ferritic heat-resistant (Super Duplex < 1250 N/mm? X2CrNiMoN25-7-4 SUS329J4L, SCS14A, 15-5PH

100-250 N/mm?2

EN-GJL-200 (GG20)

FC200

g Ak Cast iron with lamellar graphite (GJL) 250-450 N/mm?2 EN-GJL-300 (GG30) 0300
: : . 350-500 N/mm?2 EN-GJS-400-15 (GGG40) FCD400
A% Cast iron with nodular graphite (GJS) 500-900 N /mmg EN-GJS-700-2 (GGG70) FCD700
o= = ’ . ’ . 300-400 N/mm GJV 300 FCV300
ASERE =553 Cast iron with vermicular graphite (GJV) 400-500 N/mm?2 GV 450 FOV400
. 250-500 N/mm2 EN-GJMW-350-4 (GTW-35) FCMW330
Pl Malleable cast iron (GTMW, GTME) 500-800 N/mm? | EN-GJMB-450-6 (6TS-45 FCMW370
N Aluminium alloys
< 200 N/mm2 EN AW-AIMn1 A1050, A3030
FIVIZOLEE EBEM Wrought aluminium alloys < 350 N/mm?2 EN AW-AIMgSi A5052, A6061
< 550 N/mm? EN AW-AIZn5Mg3Cu A7075
Si< 7% EN AC-AIMg5 ADC5, AC7A
FIIZULEE #HY Aluminium cast alloys 7% < Si < 12% EN AC-AISi9Cu3 ADC11, ADC12, AC2A
12% < Si< 17% GD-AISi17Cu4FeMg ADC14
HeE Copper alloys
HiE (B & Pure copper, low-alloyed copper < 400 N/mm2 E-Cu 57 #ifi $, C2400
B Copper-zinc alloys (brass, long-chipping) < 550 N/mm? CuZn37 (Ms63) (£2720,C2801
A S Copper-zinc alloys (brass, short-chipping) < 550 N/mm? CuZn36Pb3 (Ms58) €3560,C3710
ZILZIER Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm2 CuAl10Ni5Fe4 (5210,C6280
il Copper-tin alloys (tin bronze, long-chipping) < 700 N/mm2 CuSn8P LBC3
RHIE 8 Copper-tin alloys (tin bronze, short-chipping) < 400 N/mm?2 CuSn7 ZnPb (Rg7) BC3
) < 600 N/mm? (Ampco 8
LSy S Special copper alloys = 1400 N/mm2 (5\ mppc o 45))
SESPIN Magnesium alloys
SESIN- lagnesium wrought alloys < 500 N/mm2 MgAI6Zn
SESPIN-Y~ </ lagnesium cast alloys < 500 N/mm2 EN-MCMgAI9Zn1 MC2A, MD1A
AR Synthetics
AR IR Duroplastics (short-chipping) Bakelit, Pertinax
ZhATEE GRS Thermoplastics (long-chipping) PMMA, POM, PVC
At s A (it =5 8 <30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK
fiAtEsR LI A (it =5 8 >30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK
AR Special materials
727714k Graphite C 8000
YV ATV HEE Tungsten-copper alloys W-Cu 80/20
EaME Composite materials Hylite, Alucobond
FIVEE Titanium alloys
WFy> Pure titanium < 450 N/mm2 Til MhFy>
<A S < 900 N/mm?2 TiAl6V4 Ti-6AI-4V
7o as Titanium alloys = 1250 N/mm? TiAl4Mo4Sn2 TAAModST
—vIEES JNLNEES $ESS Nickel alloys, cobalt alloys and iron alloys
=L Pure nickel <600 N/mmg Ni 99,6 = fli— vl ~
— ™ " < 1000 N/mm Monel 400 EXRJL 400, /\XFHOA B
=vrlEaE Nickebase alloys <1600 N/mm?2 Inconel 718 %L 718
N A < 1000 N/mm? Udimet 605 Udimet 605
INILREESR Cobalt-base alloys = 1600 N/mm? Haynes 25 AT X 25
HEES Iron-base alloys < 1500 N/mm? Incoloy 800 >~ 104 800
BREEH Hard materials
44 - 50 HRC Weldox 1100 SKT4
H 50 - 55 HRC Hardox 550 J\—Rwv 2 2550
3 | =R, S, SRR High strength steels, hardened steels, hard castings 55 - 60 HRC Armox 600T SKD61
4 60 - 63 HRC Ferro-Titanit SKD11
& 63 - 66 HRC HSSE R

oY==
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Diamond coated solid carbide end mills

=)

J5771b ZIL=E 95771k
¢2-5mm 96-12mm 92-12mm 92-20mm 02-20mm 90,5-10mm 82-12mm 82-12mm
dia."/s-1/2"
2 2 2 2-3 3-6 2 2 2 (9%
2901D 2903D 2802D 1934G 1939G 2921D 2800D 2801D
==
146 146 146 147 148 149 149 150 ~—3-Page
162 162 162 162 162 163 163 163 B v/f,
1.1
21 |M
3.1
4.1
O ] ] | | | | ] O ]
[H] ] B [ ] [ ] [N [H] [H]
O O O | | | | O O O
O O O O O O O O
[ ] [ ] [ ] [ ] [ ] [ ]
M = 5 - very suitable % 143
[ = SEFI O] & - suitable

Product
Finder

PKD/CBN
Diamant



Product
Finder

PKD/CBN
Diamant

PCD TV KRZIL

PCD end mills
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CBN TVR=JL
CBN end mills

K=l 5971' K=l |
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FRANKEN &&E/Uyk TR - Solid Carbide End Mills

-FAYVEYROA—FT4Y

-teyy—hvh
-3BENDTERS

- Diamond coated
- Centre cutting
- 3 lengths available

£

Fec g

|

Iz kﬁ
I3
h J2771k J2771k J2771k
d—F 7" - Coating DIAMANT | DIAMANT | DIAMANT |

TIVr—a> - FHIE (P1425R)

- 72774 hOIMIICHE

-YUDVEFEEB 12%ETOTILIESR

Applications — material (see page 142)

- For machining graphite
- For aluminium alloys with

N[ 51 ) 141641 |

N(51 )141641 ||N[51 ]141641 |

|ICHEFRIAE a silicon content of up to 12%
- HSCEEME E PN TICEE - Suitable for HSC finishing
DIN 6527 — &3 — b - Short design
FZBYE - Order code 2901D
0 dq lo I3 4 0 ds 0do KB Z HA
h1o n6 (%) BE
2 & 13 50 - 6 0,04 2 .002 ®
3 4 14 50 - 6 0,07 2 .003 ®
4 ) 18 54 - 6 0,07 2 .004 o
5 6 18 54 — 6 0,12 2 .005 )
DIN 6527 - >4/ - Long design
S MBYEE - Order code 2903D
0 dy Iy I3 I o ds 0 do KB Z Y1
h10 6 % BE
6 10 - 57 - 6 0,12 2 .006 [ ]
8 16 - 63 - 8 0,12 2 .008 °
10 19 - 72 - 10 0,2 2 .010 ®
12 22 — 83 — 12 0,2 2 .012 [ ]
IYANZ02% - Extra long design
S MBYE - Order code 2802D
0 dy lo |3 l4 0 d3 0 do KB 7 B4 X
h1o n6 (%) BE
2 8 3 0 18 2 004 2 002 .
3 12 4 70 2,8 3 0,07 2 .003 [
4 15 o1l 80 3,8 4 0,07 2 .004 [ )
5 20 71 100 48 5 0,12 2 .005 [}
6 20 63 100 5,8 6 0,12 2 .006 [ )
8 20 83 120 7,8 8 0,12 2 .008 )
10 25 99 140 9,8 10 0,2 2 .010 [
12 25 104 150 11,8 12 0,2 2 .012 ()
146 Z3EH - Ordering example: 2901D.002
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#EEY U R T RI)L - Solid Carbide End Mills FRANKEN

- FAVEYRI—FTaV T - Diamond coated
- M E Tl ST AR - With 2 and 3 flutes w
-y —hvhk - Centre cutting
=
B
|
DIN 6535 |
CIHA |
HB
R s | C
’I—J = 30° KB x 45°
2 a q
I3 Q - VC/fz
l4 “ @
\ 162
Design I,:
EilE X g
I §
I3
lg -
It ZIL=
d—7 >4 - Coating DIAMANT |
TV —v 3y - #HEIM (P142288)  Applications — material (see page 142) N
-FILZEEEMMOMNIIC - For wrought aluminium alloys
-YVYIAVEBET1%ETOFILIEEIC - For aluminium alloys with
-ZAMEOEENMTIC a silicon content of up to 7%
- EFIIOEESICHBERATIAE - Suitable for z-axis milling
- Suitable for roughing and finishing
DIN 6527 — 1224 - Long design
HMEYE - Order code 19346 PKD/CBN
Diamant
0 dq lo I3 l1 0 ds g 0 dy KB Z 14X
o8 n5 (%) BE
2 6 10 57 1.9 20 6 0,04 2 .002 ()
2 4 18 55 - - 6 0,04 2 .002001 [
3 7 14 57 29 20 6 0,07 2 .003 [ )
3 4 17 54 - - 6 0,07 2 .003001 [}
4 8 18 57 3,8 20 6 0,07 2 .004 °
5 10 18 57 4,8 20 6 0,12 2 .005 [ J
6 10 20 57 58 - 6 0,12 2 .006 [ )
8 16 25 63 7,7 — 8 0,12 2 .008 [}
10 19 30 72 9,5 - 10 0,2 2 .010 ()
10 19 30 72 9,5 - 10 0,2 3 .010003 [}
12 22 h 83 11,5 - 12 0,2 2 012 °
12 22 35 83 11,5 - 12 0,2 3 .012003 ®
16 26 40 92 15,3 - 16 0,2 3 .016 (]
20 32 50 104 19,5 - 20 0,3 3 .020 [J
@ = 1EXEFEEM - Stock tool EVUcE IRy
[FRANKEN|

O = BELET T - Available at short notice



PKD/CBN
Diamant

FRANKEN &&E/Uyk TR - Solid Carbide End Mills

-FAYVEYROA—FT4T - Diamond coated
- 3. AE T lE 6 R AR - With 3, 4 and 6 flutes
-tyy—Avh - Centre cutting
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d—7 7% - Coating

DIAMANT |

F7VT— 3y - #HHIM (P14251R)

-FILZESEMHEMOMIIC

VYOV EBBINETOTILIARIC

-3 WA HPCEBEERFTINTIC

-4 A B LV 6 A IFHSCERIE LS
NI ICEE

Applications — material (see page 142)

- For wrought aluminium alloys
- For aluminium alloys with

a silicon content of up to 7%

- With 3 flutes suitable for HPC roughing
- With 4 and 6 flutes suitable for HSC finishing

N AT 41,53

DIN 6527 - O1>%/ - Long design

SUMBYE - Order code 1939G
0 dy Iy I3 l 0 d3 lg 0 dy KB Z H14 X
h10 h5 % BIE
2 7 10 57 1,9 20 6 0,04 3 .002 °
2 4 18 55 - - 6 0,04 3 .002001 °
3 8 14 57 29 20 6 0,07 3 .003 o
3 4 17 54 — — 6 0,07 3 .003001 ®
4 11 18 57 3,8 20 6 0,07 3 .004 [
5 13 18 57 4.8 20 6 0,12 3 .005 °
6 13 20 57 58 - 6 0,12 3 .006 °
8 19 25 63 7.7 - 8 0,12 3 .008 °
10 22 30 72 9,5 - 10 0,2 3 .010 ()
10 22 30 72 9,5 - 10 0,2 4 .010004 o
12 26 85 83 11,5 - 12 0,2 4 012 ®
12 26 35 83 115 - 12 0,2 6 .012006 °
16 32 40 92 1155 - 16 0,2 6 .016 ()
20 38 50 104 19,5 - 20 0,3 6 .020 J

148 EENULE=S

Z3ESLA - Ordering example: 19396.002



FRANKEN

HBiEY 1w R R—JLT>R=)L - Solid Carbide Ball Nose End Mills

-FAVEYRI—T AT
-AEDBN 3 —hI1TE
IHANZAYTI1A4T

- Diamond coated
- Short, stable design
and extra long design

B

0d3

h J27716 J2771k
d—F <> - Coating DIAMANT | DIAMANT |
77 /7_:/3 V- %ﬁi‘ﬁUM ( P1 42%;‘6\) Applications — material (see page 142) N :: I 1.4-1.6,4.1 N 1.4-1.6, 4.1 PKD/CBN
- 2774 NOMIICRE - For machining graphite Diamant
-VUIAVEBE 12%FTOFILIEE - For aluminium alloys with
[CHEA B a silicon content of up to 12%
- HSCEn&Rft L IF I T I & - Suitable for HSC finishing
-EXAYVTY A FIERWIRIITIC - Machining of deep contours is possible
with extra long design
23— - Short design
BB - Order code 2921D
0 dy r Iy I3 l 0 ds o dy Z PJ4X
h10 6 (%) BE
0,5 0,25 1,5 8 38 - 3 2 .0005 °
1 0,5 2 7 38 — 3 2 .001 )
2 1 3 6 38 - 3 2 .002 (]
3 1,5 5 - 38 - 3 2 .00303 [
3 1,5 5 14 50 - 6 2 .003 [}
4 2 8 18 54 - 6 2 .004 [J
5 2,5 9 18 54 - 6 2 .005 [
6 3 10 - 54 - 6 2 .006 [}
8 4 12 - 58 = 8 2 .008 )
10 5 14 - 66 - 10 2 .010 )
IV AMZ0>% - Extra long design
SRBYE - Order code 2800D
0 d4 r lo I3 l4 0 ds ¢ do VA 14X
h10 h6 (9% BE
2 1 8 31 60 1,8 2 2 .002 )
3 1,5 12 4 70 2,8 3 2 .003 [ ]
4 2 15 51 80 3,8 4 2 .004 °
5 2,5 20 71 100 4.8 5 2 .005 [
6 3 20 63 100 5,8 6 2 .006 L]
8 4 20 83 120 7,8 8 2 .008 [ J
10 B 25 99 140 9,8 10 2 .010 ®
12 6 25 104 150 11,8 12 2 012 [ ]
@ = 1EXEFEEM - Stock tool EMUGE [P
[FRANKEN]

O = BELET T - Available at short notice



PKD/CBN
Diamant

FRANKEN &@EvyUyk 5972TRI)L - Solid Carbide Torus End Mills

-FAYVEYROA—FT4T
-IYZANZAVTEIAT

0 dq
\

- Diamond coated

- Extra long design
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It 757 7'( "
J—7 7% - Coating DIAMANT |
F7Ur—ay - HHIH (P142288)  Applications — material (see page 142) N ((54_) 1.4-16,41
- 72774 MO LICRE - For machining graphite
-YUDAVEBE 12%FXTOTILEE® - For aluminium alloys with
[CHEATEE a silicon content of up to 12%
- HSCrsp&Eft b IF N T IC&E - Suitable for HSC finishing
SEWEIRINTIC - Machining of deep contours is possible
I ARZA>% - Extra long design
U AEIE - Order code 2801D
o r Iy I3 A pdg  odp Z YA
n1o 0,01 h6 S BE
2 0,3 8 31 60 1,8 2 2 .002 °
3 0,5 12 4 70 2,8 3 2 .003 ®
4 0,5 15 51 80 3,8 4 2 .004 o
'E‘ 5 0,5 20 71 100 4.8 5 2 .005 °
= 6 0,8 20 63 100 58 6 2 .006 e
=] 8 1 20 83 120 7,8 8 2 .008 o
10 1 25 99 140 9,8 10 2 .010 ([ ]
12 1,5 25 104 150 11,8 12 2 012 [ ]
n0  =0.0004
1/ 0.0234 1/2 0594 234 01171 1/8 2 .0125 ([ ]
3/16  0.0312 3/4 0328 312 0.1796 3/16 2 .01875 o
= 1 0.0391 /8 0594 4 0.2421 1/4 2 .0250 °
g 5/16  0.0469 /8 0.328  43/4  0.3046 5/16 2 .03125 ®
= 38 0.0547 0875 512 0.3671 3/8 2 .0375 ®
7116 0.0625 0875 512 0.4296 /16 2 .04375 °
1/2 0.0703 0188 6 0.4921 1/2 2 .0500 J

EMUGE
150 [FRANKEN|

Z3ESCHI - Ordering example: 2801D.002



PCD T~ =)L - PCD End Mills

-PCD O—fF (7
- B EIC T Fe N\ DIERHEH
T E (ICA)

- PCD-tipped cutting edges
- Internal coolant supply,
axial exit (ICA)

PCD

g

FRANKEN

It 7)[/5

FIVr—yay - #E# (P142588)  Applications — material (see page 142) N
-YUIAVEBE17%ETOTILEEE - For aluminium alloys with N

=3 a silicon content of up to 17%
-EEMEY TS T MOMIICS - Also suitable for composites and graphite

SEFAATRE - Suitable for HSC finishing
- HSCEEMA EIF T ICHiE
IYANZ0O2% - Extra long design
BBV - Order code 2805_2

0 d lo I3 l4 0ds
+0,02

H1Z
BE

4 8 85 75 38
6 10 40 100 55
8 15 40 100 7,5
10 15 40 100 9,5
12 20 40 100 115

[mm]

40 6 0,15
45 8 0,15
45 10 0,15
45 12 015
50 16 0,15

.006

010
012

=0.0008

— 3Ne S 11/ 3 01677 13%s 14 0.006 .01875
S 3/8 11/2 4 02303 134 3 0.006 .0250
S 3s 5/8 1172 4 03553 134 12 0.006 .0375
= 1 3/4 11/2 4 04803 134 58 0.006 .0500

@ = IRAEFEE [ - Stock tool
O = BELET T - Available at short notice

EMUGE
e 151
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FRANKEN rco =KL - PCD End Mills

- BRE/\ AT A —Y VR - High performance tool i
= - PCD-tipped cutting edges N
- PCD O—fFiF - Internal coolant supply, |
- BAMICHFEANDOAELEH  radial exit (CR) — -
T Z (ICR) |
ICR )
T
PCD .
1
DIN 6535
C_JHA
HB | KBx45°
2856_7Z: 2857_Z:
40 00
/R |
S ] s 3-5° 4.
= ] | T s s .
\ L~ | vl
s N ) e FILS FILS

h

T7Ir— 3y - kEIF (P142288)  Applications — material (see page 142) N N
-YUOAVEBE1T%ETOTILEEE - For aluminium alloys with N N
[CBRE a silicon content of up to 17%
- BEMENT 774 NOIMIICH - Also suitable for composites and graphite
SEFATTRE - Suitable for HSC finishing

- HSCaRt LTI TIc&i#E

I ANZ0>% - Extra long design

PKD/CBN %lﬁlggg - Order code 2856_2
Diamant 0 dy lo I3 l4 g ds 0 dyp KB Z 14X
0,02 n6 (9% BE
10 i1 50 100 9,6 10 0,2 3 .010 [}
12 20 50 100 11,6 12 0,2 3 .012 o
14 20 50 100 13,6 14 0,2 3 .014 °
16 20 60 120 15,6 16 0,2 3 .016 °
18 25 60 120 17,6 18 0,2 3 .018 ®
20 30 60 120 19,6 20 0,2 3 .020 ]
IYANZ0O2% - Extra long design
S RBYZE - Order code 2857 _Z
0 d4 lo I3 l4 g ds 0 dyp KB Z 14X
0,02 n6 (%) BE
14 10 50 100 13,6 14 0,2 5 .014 [}
16 10 60 120 15,6 16 0,2 5 .016 )
18 10 60 120 17,6 18 0,2 5 .018 )
20 10 60 120 19,6 20 0,2 5 .020 [

152 Z3ESH - Ordering example: 2856_2.010



PCD 7R—JLI>R=)L - PCD Ball Nose End Mills

-PCD O—fF (7
- B EIC T Fe N\ DIERHEH
T E (ICA)

- PCD-tipped cutting edges
- Internal coolant supply,
axial exit (ICA)

PCD

7.

ik -
e = =
ﬂnii -

2

e
>

FRANKEN

I 7IL=
F7Vr—yay - #HHI% (P142558)  Applications — material (see page 142) N
-YUAVEFBIT%ETOZILIESE - For aluminium alloys with N
[T a silicon content of up to 17%
- BEMEY I ZT7 7/ NOITICH - Also suitable for composites and graphite
BRI BE - Suitable for HSC finishing

- HSCEREMA _EIF I TICHE
IO ARNZAYY% - Extra long design
S SEBIF - Order code 2803 Z

0 dq r ly I3 I 0 d3 s 0 dp Z H14X PKD/CBN

0,02 0,01 e (W | BIE Diamant
4 2 4 35 75 3,8 40 6 2 .004 [ )

'E' 6 3 6 40 100 55 45 8 2 .006 [}
= 8 4 7 40 100 7,5 45 10 2 .008 [
== 10 5 8 40 100 9,5 45 12 2 .010 [ )

12 6 9 40 100 11,5 50 16 2 .012 o

£0.0008_=0.0004

— 316 0.0937 516 11/4 8 0.1677 13/ 1/a 2 .01875 ()
'S /2 0.1250 3/s 11/ 4 0.2303 13/4 3/8 2 .0250 [
S 38 01875 5/s 11/ 4 0.3553 13/ 1/2 2 .0375 [}
= 1 02500 34 11/ 4 0.4803 13/4 5/g 2 .0500 [J

@ = IRAEFEE [ - Stock tool
O = BELET T - Available at short notice

EMUGE
[FRANKEN| 153



FRANKEN Pt 597212 R2L - PCD Torus End Mills

-PCD O—fFi7
- B EICH Fe A\ DB H

_ T (ICA) axial exit (

- PCD-tipped cutting edges
- Internal coolant supply,

CA)

{ =

ICA

N,

7,
m
Ul

PCD

=]
=
&
&

===
>

9 dq
?‘
J

h

FIUr— 3> - HHEIM (P142588)  Applications — material (see page 142) N (1316 ) 41-42
-YUAVEBEBIT%ETOZILIESE - For aluminium alloys with N
[CHE a silicon content of up to 17%
- BEMENYT 774/ MOINMIICH - Also suitable for composites and graphite
BT EE - Suitable for HSC finishing

- HSCERER M B IF I TICHRE
I AMZ0A2% - Exira long design
SIFBVE - Order code 2804 7

0 dy r lo I3 1 0 ds g 0 do z 1

E'i%ca?# 0,02 =0,01 e (9% BE
4 0,8 4 35 75 3,8 40 6 2 .004 ®

'E‘ 6 1,2 6 40 100 55 45 8 2 .006 ®
= 8 1,4 7 40 100 7,5 45 10 2 .008 °
= 10 1,6 8 40 100 9,5 45 12 2 .010 o

12 1,8 9 40 100 11,5 50 16 2 .012 )

£0.0008_=0.0004

— 36 0.0375 5/16 11/ 3 0.1677 13/8 1/ 2 .01875 ®
'S 1/4  0.0500 3/8 11/2 4 02303 13/ 3/8 2 .0250 °
S 38 00750 578 112 4 0.3553 13/4 1/2 2 .0375 [}
= 12 01000 3/ 11/2 4 04803 13/4 5/8 2 .0500 ]

EMUGE
154 [FRANKEN|

Z3ESH - Ordering example: 2804_Z.004



PCD 7 =—XX)L/3v%— - PCD Side and Face Milling Cutters

-PCD O—fFF - PCD-tipped cutting edges

- B —RB DR T HMIRENZ R - Vibration absorbing due to solid N
-BWN\SVRBE steel base body

- ZHREHCE>TRWEDREZES - High balance quality —
- HSK ~—/X— (DIN 69893-1) - Large number of inserts enables

- BARICHEADAERE YA = (ICR) high feed rates ICR

- Hollow taper shank acc. DIN 69893-1
- Internal coolant supply,

axial exit (ICA) HSK-A

- o - o

= — O — _u%__ _O__i:l

= = = =
I

Ia -~
h 7IL=E
TV =3y - #HEIH (P14258) Applications — material (see page 142) N
-YUAVEFEIT%ETOVILIERICHRE - For aluminium alloys with N
- EAMENY S ST 7 hOIITICHEARTAE a silicon content of up to 17% N
- HSCEE T /T EIF Il T IC & - Also suitable for composites and graphite :
- RO TERERIN T E%ERIRATAE - Suitable for HSC roughing and finishing
- Enables to achieve very high surface qualities
PKD/CBN
Diamant

HSK —{& 3 - Monobloc design

SURBIFE - Order code 2885_Z
9 dy r Iy l gds I3 eds Iy Is 9 dy A Mma?  Z 14X
£0,03  =0,02 mn 9% | BUE
32 0,2 10 132 31 50 52 60 74  HSK-A63 100 25000 8 .032 [ )]
40 0,2 10 132 39 50 52 60 74 HSK-AB3 100 25000 10 .040 °
50 02 10 132 49 50 52 60 74  HSK-A63 100 25000 12 .050 [}
63 0,2 10 132 62 25 52 51 74 HSK-AB3 100 25000 14 .063 °
80 02 10 132 79 25 52 52 74  HSK-A63 100 25000 16 .080 )
100 0,2 10 132 99 22 52 40 74  HSK-AB3 100 25000 18 .100 [ ]
125 0,2 10 132 124 22 52 4 74  HSK-A63 100 20000 22 125 [ )
160 02 10 132 159 22 52 41 74 HSK-AB3 100 15000 28 .160 °

) R REFALIERE
Maximum permissible revolution

HSKBUSN D2 v U b RARBMER L E Y
Other shank designs available on request

HEDDIENTA T LABRFREERUET
Also available with a reduced number of inserts on request

see page 223
223 R—IHEEBLEE W,

AyvEeyy4 > —~EAO—77x4  Indexable milling cutters for rhombic inserts, .
- .

@ = 1EXEFEE & - Stock tool EMUGE T3S
O = BELET T - Available at short notice



PKD/CBN
Diamant

FRANKEN sy T R3)L- BN End Mills

- BRE/\ AT A —Y VR

- High performance tool

TE - CBN-tipped H
- CBN O—ffl7 - Stable design
- BIMEDFEWERET —
=]
CBN
|
DIN 6535 I
A i
HB I
25° | KBxd4s5®
/N
1-2°
) . Vel
= l s
- HRC
I3
lg .
I EEE&H
T — 3y - #kEIH (P142288)  Applications — material (see page 142) K[31-42 ) 11-22
- DIEECHIHK DI T - Suitable for machining hard 11415 |
- HSCEEM LI TIC&RE and cast materials
- Suitable for HSC finishing
I ANZ0>% - Extralong design
BB - Order code 2810
04 lo |3 Iy (4] d3 lg 0do KB 7 B4 X
0,02 n6 Mg | B
4 6 8 75 4 9 6 0,15 2 .004 o
'E' 6 9 12 100 6 13 8 0,15 2 .006 o
= 8 12 16 100 8 17 10 0,15 2 .008 ()
= 10 15 20 100 10 21 12 0,15 2 .010 °
12 18 24 100 12 26 16 0,15 2 .012 )
+0.0008
—_ 316 Y32 3/8 3 3/16 13/32 1/ 0.006 2 .01875 O
'E, 1/a 3/8 1/2 4 1/a 916 3/8  0.006 2 .0250 ®
S 3 9/16 3/4 4 3/s 18416 12 0.006 2 .0375 )
= 1p 3/4 1 4 12 116 58  0.006 2 .0500 ®

EMUGE
156 [FRANKEN|

ZESH - Ordering example: 2810.004



CBN 7R—JLT> R =L - CBN Ball Nose End Mills FRANKEN

- EBEREN\ATIT A —Y R - High performance tool
TE - CBN-tipped H
- CBN A—1F - Short, stable flute length
- Z)L—bAE< AItEDRE L _
FRET
CBN
DIN 6535
CJHA
HB
0° R—JL 'l
|
{;&
1-2°
——

TPV — 3> - #EIT (P142288)  Applications — material (see page 142)

- BREEHYEEROMIIC - Suitable for machining hard
- HSCEn&Rft L IF N LTI &E and cast materials
- Suitable for HSC finishing

IV XANZ02% - Extra long design

Ji=K ] 3

BB - Order code 2808 "
9 dy r Iy I3 l 9 ds Ig 9 dy 14X Diamant
£0,02  =0,01 e (9% BE
4 2 4 8 75 3,8 9 6 .004

'E‘ 6 3 6 12 100 5,5 13 8 .006

£ 8 4 8 16 100 7,5 17 10 4

== 10 5 10 20 100 9,5 21 12 .010
12 6 12 24 100 11,5 26 16 012

=0.0008 +0.0004

NNNN NNNNN&N

— 316 0.0937 3/16 3/8 3 0178  13/32 /4 .01875
S s 01250 /4 1/2 4 0237 %6 38 .0250
S 38 01875 38 3/4 4 0.355 1316 1/2 .0375
= 12 02500 1/ 1 4 0.474 1116 58 .0500
@ = 1EXEFEE & - Stock tool EVUcE T
[FRANKEN|

O = BELET T - Available at short notice



PKD/CBN
Diamant

FRANIKEIN csn>Y72TR3)L - CBN Torus End Mills

- BMHRENAIN T A —N VR
TE

- CBN O—1flF

- 7)b— hDEWAIEDS

et

- High performance tool

- CBN-tipped
- Short, stable flute length

i [
s=& |UUL

=

7
I

&
&

S
Ji
X
N
N

. ve/f;
5[ ! g—— 13 166
AN |2 < 66
||34 HRC
! E— =0 Fia 81
F7VT—vay - #HIM (P14258)  Applications — material (see page 142) K [31-42 ) 1.1-22
- DEEICHROM I - Suitable for machining hard 11415
- HSCERE L IF I TIC&RE and cast materials
- Suitable for HSC finishing
IHANZAYY - Exiralong design
FHEIE - Order code 2809
0 dy r lo I3 1 0 ds g 0 do z YL X
002  -0,04 e (A | BIE
4 0,8 3 8 75 3.8 9 6 2 .004 ®
'E' 6 1,2 4,5 12 100 5,7 13 8 2 .006 °
= 8 1,6 6 16 100 7,6 17 10 2 .008 °
= 10 2 7,5 20 100 9,5 21 12 2 .010 o
12 24 9 24 100 11,4 26 16 2 .012 )
=0.0008_-0.0016
— 316 0.0375 964 3/8 3 0178 13/32 /4 2 .01875 O
S /s 00500 316 1/2 4 0237 96 s 2 .0250 °
S 38 00750 Y932 3/4 4 035 13 12 2 0375 °
= 12 01000 3/ 1 4 0.474 11/16  5/8 2 .0500 ]

A—)LRIF/ ZIUEDWTIE
348-350 R—I = TELEE L,

Cold-air nozzle and accessories,
see pages 348-350

=

ZSESH - Ordering example: 2809.004



CBN Y17 H0&== /R—JLT>KR=)L - CBN Micro and Mini Ball Nose End Mills

FRANKEN

NTrcro
- BERE/N\TINT A —Y VR - High-performance tool
IE - Wear-resistant cutting material H
- MEFEEOS W T E~H - Shank diameter tolerance h4
- IV RE h4 - Stable cutting edge design _
- PIHIREN B RIBICHELY - 3 neck lengths available
-3FEEORYIRS = CBN
BS==]
DIN 6535 U
90° CIHA
HB| R—JL
<gimm >¢1mm
o] l i 30° 0°
gdiy=1mm -3pm||[+3pm
(.
0 #L
1-2°
@ - | Vc/f; .
N | ‘V
5| = 167-168 | 1[; ..
= §I <66 J J
S Il ot HRC <
I3 e
Iy —_ —_ —_
h =IEEH =IEEH = P 8
FIVr—y3> - #HIH (P142288)  Applications — material (see page 142) K (3142 ) 11-22 | |K [31-42 ) 1122 | |K [31-42 ) 11-22 |
-EWEEEERSNSMIIC - For high precision machining N 21 ) 2228 ||N[ 21 ) 2228 ||[N[_ 21 | 2228 |
-HRC 66 X COSEEMDINTIC - Hard machining possible of up to 66 HRC 414415 | | 1 (1115 ) | 1 (11415 ) J
-EWMEETEREZEREINS2D/ - For HSC finishing of 2D and 3D contours Ll LT Lt
3DFEIRDHSCrm AL L (FINTIC /@ with high surface quality
- REmOEEE _EIFINTICS - Also for mirror-surface milling copper electrodes
I3:dy = 1,5:1->3— - Short design Bl_(%c?#
SRBIE - Order code 2618 ana
0 d4 r lo I3 l4 0ds g 0dyp o B VA B4 X
0,006 +0,003 ha g | BE
03 015 03 045 50 027 11 4 10° 10° 2 .030 °
04 02 03 06 50 0,36 10,9 4 10° 10° 2 .040 [ ]
05 025 03 075 50 045 108 4 10°  9,5° 2 .050 [ )
08 04 06 1,2 50 0,75 10,4 4 10°  9,5° 2 .080 [ ]
1 05 08 1,5 50 0,95 101 4 10° 9° 2 .100 [
I3:dy = 3:1->,3—b - Short design
SURBIFE - Order code 2619
0 d r lo I3 l4 0d3 g 0do o B Z P4Z
+0,006 0,003 h4 @%) | BE
03 015 03 09 50 027 79 4 15°  14° 2 .030 ([ ]
04 072 0,3 1,2 50 0,36 8 4 15° 13,5° 2 .040 °
05 025 035 15 50 045 81 4 15° 13° 2 .050 ([ ]
08 04 06 24 5 0,75 85 4 15° 11,5° 2 .080 ®
1 05 08 3 50 09 87 4 15° 10,5° 2 .100 °
15 075 11 4,5 50 145 93 4 15°  8,5° 2 .150 ([
2 1 13 6 50 195 98 4 15°  7° 2 .200 [ ]
I3:dy = 4,5:1-<,3—b - Short design
SRBYE - Order code 2620
0 dy r lp I3 l4 0ds g 0 dyp o B VA B4 X
0,006 +0,003 h4 % | BE
03 015 03 135 50 027 83 4 15° 13° 2 .030 [}
04 02 0,3 1,8 50 0,36 86 4 15° 12,5° 2 .040 [ ]
05 025 035 225 50 0,45 89 4 15° 12° 2 .050 [ ]
08 04 06 36 50 0,75 97 4 15° 10° 2 .080 [ ]
1 05 08 45 50 095 102 4 15°  9° 2 .100 [}
15 075 11 6,75 50 145 115 4 15°  7° 2 .150 [
2 1 13 9 50 195 128 4 w® &P 2 .200 [
@ = 1EXEFEEM - Stock tool EMUGE [IET0)
[FRANKEN|

O = BELET T - Available at short notice



= Y F7RXITYRZ)L - CBN Micro and Mini Torus End Mills

FRANKEN v 7o

111

NTicro
- BRE/\ AT A —Y VR - High-performance tool
= - Wear-resistant cutting material H
- MEFEMEOEWT B/ - Shank diameter tolerance h4
- YU NE - Stable cutting edge design —_—
- PIHBEN B RIBICHELY - 3 neck lengths available
_ -3BEHEDORYIRS - Various corner radii for CBN
-TERcEiEHOI—F each cutting diameter
—REZA12FVT
DIN 6535
90°  90° I HA
‘ | 5572
i | el
‘ 0° 1-2°
0° Lol 4 180 &‘) | v/t
+3pum ||| -3 pum pdi=1mm =3pm ||| +3pm N\ @
0 r =0,03mm 0 169-170
<66
HRC i i T
9o LD, | I
S 7l St “
I3
n —_ —_—
" = fE RS = iERE S
F7Ur—ay - #HI# (P142288)  Applications — material (see page 142) K (31-42 | 1122 || K [31-42 ) 1122
-EBWEEZERESNSINTIC - For high precision machining NE 24 2228 |IN[_ 21 ) 2228 |
-HRC 66 £ TOEEEMDMTIC - Hard machining possible of up to 66 HRC Wi 1415 | H (1415 |
SBW FFESEEEREINS2D/ - For HSC finishing of 2D and 3D contours A1, J|H . J
3DFARDHSCESEM EIF I TICRE with high surface quality
- AEROFE T EFNTICH - Also for mirror-surface milling copper electrodes
I3:dy = 1,5:1->3— - Short design
PKD/CBN SUMBYE - Order code 2638
Diamant o\, ., gdy 4, edy o« P Z | BAX
+0,006 0,003 ha CEN-
04 003 03 06 50 036 109 4 10°  9,5° 2 .040030 o
04 005 03 06 50 036 109 4 10°  9,5° 2 .040050 °
04 01 03 06 50 036 109 4 10°  9,5° 2 040100 ®
05 003 03 075 50 045 108 4 10°  9,5° 2 .050030 °
05 005 03 075 50 045 108 4 10°  9,5° 2 .050050 °
05 0,1 035 0,75 50 045 108 4 10° 9,5° 2 .050100 )
1 003 08 15 50 095 10,1 4 10°  8,5° 2 .100030 o
1 0,05 08 1,5 50 095 10,1 4 10°  8,5° 2 .100050 °
1 0,1 08 15 50 095 10,1 4 10°  9° 2 .100100 o
1 02 08 1,5 50 0,95 10,1 4 10° 9° 2 100200 [J
I3:dy = 3:1->3—b - Short design
SFEIE - Order code 2639
0 d r lo I3 l4 0d; [ g do a B z 44X
20,006 0,003 ha ) | BIE
04 003 03 12 50 036 8 4 15° 13° 2 .040030 ()
04 005 03 12 50 036 8 4 15° 13° 2 .040050 [}
04 01 03 12 50 036 8 4 15° 13° 2 .040100 [ )
05 003 03 15 50 045 81 4 15° 12,5° 2 .050030 [ J
05 005 03 15 50 045 81 4 15° 12,5° 2 .050050 [ )
05 01 035 15 50 045 81 4 15° 12,5° 2 .050100 °
1 003 08 3 50 095 87 4 15° 10° 2 100030 ®
1 005 08 3 50 095 87 4 15° 10° 2 100050 °
1 0,1 08 3 50 095 87 4 15° 10° 2 .100100 ®
1 02 08 3 50 095 87 4 15° 10,5° 2 100200 ()
15 01 1.1 4,5 50 145 93 4 15°  8° 2 150100 ®
15 02 11 4,5 50 1,45 93 4 15°  8° 2 150200 [ ]
15 03 1.1 4,5 50 145 93 4 15°  8° 2 150300 ()
2 0,1 13 6 50 195 98 4 15°  6° 2 .200100 ®
2 02 13 6 50 195 98 4 15°  6° 2 .200200 ()
2 0,3 13 6 50 195 98 4 15°  6° 2 .200300 )

160 YIS Z3EIA - Ordering example: 2638.040030
[FRANKEN|



CBN ¥(ZHA&S= SYPZRATRZ)L - CBN Micro and Mini Torus End Mills FRANKEN

Nrcro
- BERE/N\TINT A —Y VR - High-performance tool
IE - Wear-resistant cutting material H
- MEFEEOS W T E~H - Shank diameter tolerance h4
- IV RE h4 - Stable cutting edge design —_—
- PIHIREN B RIBICHELY - 3 neck lengths available
-3BHEORYIRS - Various corner radii for CBN
-TERoEICEHOI—F gach cutting diameter
—REZA2FVT
DIN 6535 U
up e C1HA
‘ HB | 5572
|
W | e |
—
! 0 | 12 '
o 180°
v 1 ‘ 1 &) - v /f;
+3um ||| -3um  ody=1mm —3pm ||| +3pm N B
0 r =0,03mm 0 169-170
<66 |
=] W
e — i
S X § J
e [
I3
lg —
5 %Ergﬂﬂ
F7UT— 3y - #KRAEIM (P142288)  Applications — material (see page 142) K [33-42 ) 1.1-22
-BWBEZERSNSINTIIC - For high precision machining N 2008
-HRC 66 X COSEEMDINTIC - Hard machining possible of up to 66 HRC H RS
-EWMEETEREZEREIND2D/ - For HSC finishing of 2D and 3D contours A5
DR DHSCE R T _E (P Il TIc&@E with high surface quality
- EmOFEL EFIMTICE - Also for mirror-surface milling copper electrodes
I3:dy = 4,5:1->3— - Short design
SLRBYE - Order code 2640 PKD/CBN
odf r b bk oed L ed o B Z | BAX Diamant
0,006 0,003 hd M%) | BE
04 003 03 18 50 036 86 4 15° 12° 2 .040030 [ ]
04 005 03 18 50 0,36 86 4 15° 12° 2 040050 [ ]
04 01 03 18 50 036 86 4 15° 12° 2 .040100 [}
05 003 035 225 50 045 89 4 15° 11,5° 2 .050030 [ ]
05 005 035 225 50 045 89 4 15° 11,5° 2 .050050 [ ]
05 01 035 225 50 045 89 4 15° 11,5° 2 .050100 [ ]
1 003 08 45 50 0,95 10,2 4 15°  8,5° 2 .100030 [}
1 005 08 45 50 0,95 10,2 4 15°  8,5° 2 .100050 o
1 0,1 08 45 50 0,95 10,2 4 15°  9° 2 .100100 [}
1 02 08 45 50 0,9 10,2 4 15°  9° 2 .100200 °
1,5 01 11 6,75 50 145 115 4 15°  6,5° 2 150100 [ )
1,5 02 11 6,75 50 145 115 4 15°  6,5° 2 .150200 [}
15 03 11 6,75 50 145 115 4 15°  6,5° 2 .150300 [ ]
2 0,1 13 9 50 1,95 12,8 4 15°  5° 2 .200100 [}
2 02 13 9 50 1,95 128 4 57 5 2 .200200 [}
2 03 13 9 50 1,95 128 4 15° B¢ 2 .200300 [
@ = 1EXEFEEM - Stock tool EMUGE IS
[FRANKEN|

O = BELET T - Available at short notice



FRAINKEIN #1545 - Cutting Conditions

FAVEVRI—T14Y TVRII-a—bOVIELV EXOVYT
Diamond coated solid carbide end mills — short, long and extra long design

LI

ap=d1

1934G
1939G

S RELT - Valid for

2802D
2901D

< S
I I
& &
‘ o dq < ‘ 0 dy & ‘ 0 dy <
2 A de
2 = 0,4 x dy 2= 0,2 x dy 3 = 0,02 x dy
YIHIERRE HHi=bixb YIHIERRE HHi=bixb YIHIERRE HAp=hixEh % m”‘ MMS %
V¢ [m/min] £, (mm V¢ [m/min] £, (mm) V¢ [m/min] f; (mm) %) MaL
Pko/ceN @ M2
Diamant 3.
580 0,010 x d4 680 0,012 x d4 800 0,014 x d4 L] L]
450 0,008 x d4 550 0,010 x d4 650 0,012 x d4 L] L]
300 0,006 x d4 350 0,008 x d4 400 0,010 x d4 L] L]
320 0,010 x d4 380 0,012 x d4 450 0,014 x d4 ] O u
420 0,010 x d4 500 0,015 x d4 600 0,020 x d4 (] L]
200 0,008 x d 250 0,010 x d 300 0,012xd [m} u
Hi—~
4
5

ve = IHIZREE - Cutting speed
f,= X&T=DED - Feed per tooth

2903D



BIBIZ4E - Cutting Conditions

FAVYEVYROA—=T 12T R=I/FIFRAIVRIIN -a— E&0 XOVY
Diamond coated solid carbide ball nose and torus end mills — short and extra long design

FRANKEN

ST RELT - Valid for

=)
=
2800D 2801D 2921D
e —— N I
FehnT fEiFmnT FehnT - EiFmnT
Roughing Finishing Roughing Finishing
g e S
S =
& 3 & o
0 ;
_ = 9
‘ 0 dy ‘ [ 0d ‘ IS)
e < I
&
2, =0,2xdq 2, =04xd4
PHIERE | WHhxD | YIHIRE | WHhHXD | YIHBRE | HHhED | YHIRE | WHbxEb % \{A* MMS %
V¢ [m/min] £, mm] V¢ [m/min] £, mm] V¢ [m/min] £, mm] V¢ [m/min] f; (mm] %) | MaL
M2 PKD/CBN
4 Diamant
600 0,020 x dy 800 0,014 x dy 600 0,020 x d4 800 0,014 x d1 L] L]
450 0,017 x dy 650 0,012 x dy 450 0,017 x dy 650 0,012 x dy L] L]
300 0,014 x d4 400 0,010 x d4 300 0,014 x d4 400 0,010 x d4 L L]
350 0,021 x dq 450 0,015 x dq 350 0,021 x d4 450 0,015 x dy [m] o ] u
450 0,028 x d4 600 0,020 x d4 450 0,028 x d4 600 0,020 x d4 5] u] u] L]
H B
W
.5
W = 58 - Very Suitable % 163

[ = BRI BE - Suitable



PKD/CBN
Diamant

FRAINKEIN #1545 - Cutting Conditions

PCD TR KR=IL/ZI PRIV RIIL-EXAVT
PCD end mills, ball nose and torus end mills — extra long design

I/
Vi
Judy

S RELT - Valid for

2803_7 2805_7 28577
N | 28047 28567
FehnT T EFmT FehnT T EFmT
Roughing Finishing Roughing Finishing
S
>
0
1}
&
ae de
- = =
« (=1 j=}
Loar | Pl <z %2
o o
‘ 0 dy n ‘ 0 dy ‘ [
de < e ]
ag = 0,01 x dy ag=0,2 x dy ag=0,4xdy
YHIERE | IHhED | YHIERE | IHhED | YHIERE | IHhED | YHIERE | IHhED | YHIERE | HHihED % m* MMS %
Vg [m/min] £, [mm] Vg [m/min] £, [mm] Vg [m/min] £, (mm] Vg [m/min] £, [mm] V¢ [m/min] £, (mm] %) | MoL
M[ 2
4.
850 0,010 x dy 1000 0,022 x d 1350 0,016 x d 1000 0,022 x dy 1350 0,016 x d u [
850 0,010 x dy 1000 0,020 x d 1350 0,014 x dy 1000 0,020 x d 1350 0,014 x dy u u
850 0,008 x d 1000 0,017 x dy 1350 0,012 x dy 1000 0,017 x dy 1350 0,012 x dy u u
500 0,010 x d 600 0,020 x d 800 0,014 x dy 600 0,020 x d 800 0,014 x dy u u
420 0,008 x d 500 0,017 x d 650 0,012 x d 500 0,017 x dy 650 0,012 x dy u u
260 0,007 x d 300 0,014 x d 400 0,010 x d 300 0,014 x d 400 0,010 x dy u u
500 0,010 x dy 600 0,020 x d 800 0,014 x d 600 0,020 x d 800 0,014 x d O u [
850 0,008 x d 1000 0,017 x dy 1350 0,012 x dy 1000 0,017 x dy 1350 0,012 x dy O u ]
420 0,008 x d 500 0,017 x dy 650 0,012 x dy 500 0,017 x dy 650 0,012 x dy O u u
260 0,007 x d 300 0,014 x dy 400 0,010 x d 300 0,014 x dy 400 0,010 x dy O u ]
500 0,010 x dy 600 0,020 x d 800 0,014 x d 600 0,020 x d 800 0,014 x dy 0 O u
260 0,007 x d 300 0,014 x d 400 0,010 x d 300 0,014 x d 400 0,010 x d 0 [ [
Hi—
4
5

ve = IHIZREE - Cutting speed
f,= X&T=DED - Feed per tooth



BIBIZ4E - Cutting Conditions

FRANKEN

PCD7 = —ARI)AYH—
PCD side and face milling cutters T SRELG - Valid for
2885_7
)
FAT T EFmT
Roughing Finishing
£ g
= wn
@ =3
g 5
n ?
< &
&
1 ,5‘1
1
oty
dp = d} dp = d}
YIHIERE Hpfhixkb YIHIERE HHT=DED MMS %
V¢ [m/min] £, mm] Vg [m/min] £, [mm] maL
M2
4.
2500 - 5000 0,08-0,12 2500 - 5000 0,03-0,12 u =] u
2500 - 5000 0,08-0,12 2500 - 5000 0,03-0,12 [ O [
2500 - 5000 0,08-0,12 2500 - 5000 0,03-0,12 [ 0 u
2500 - 5000 0,08-0,12 2500 - 5000 0,03-0,12 [ 0 [
2500 - 5000 0,08-0,12 2500 - 5000 0,03-0,12 u 0 [
1000 - 2000 0,08-0,12 1000 - 2000 0,03-0,12 u 0 [
1000 - 2000 0,08-0,12 1000 - 2000 0,03-0,08 0 [
1000 - 2000 0,08-0,12 1000 - 2000 0,03-0,08 = [
1000 - 2000 0,08-0,12 1000 - 2000 0,03-0,08 = [
1000 - 2000 0,08-0,12 1000 - 2000 0,03-0,08 0 []
1000 - 2000 0,08-0,12 1000 - 2000 0,03-0,08 0 (]
1000 - 2000 0,08-0,12 1000 - 2000 0,03-0,08 0 (]
1000 - 2000 0,08-0,12 1000 - 2000 0,03-0,08 0 (]
1000 - 2000 0,08-0,12 1000 - 2000 0,03-0,08 0 (]
2500 - 5000 0,08-0,12 2500 - 5000 0,03-0,08 0 [
2500 - 5000 0,08-0,12 2500 - 5000 0,03-0,08 0 [
1500 - 3000 0,08-0,12 1500 - 3000 0,03-0,08 0 [
1500 - 3000 0,08-0,12 1500 - 3000 0,03-0,08 0 (]
1500 - 3000 0,08-0,12 1500 - 3000 0,03-0,08 = [
1500 - 3000 0,08-0,12 1500 - 3000 0,03-0,08 = [
1000 - 2000 0,08-0,12 1000 - 2000 0,03-0,08 0 (]
1000 - 2000 0,08-0,12 1000 - 2000 0,03-0,08 0 (]
1000 - 2000 0,08-0,12 1000 - 2000 0,03-0,08 0 u
H B
4
5
W = 5 - Very Suitable % 165

[ = BFAPI4E - Suitable

PKD/CBN
Diamant



FRAINKEIN #1545 - Cutting Conditions

- CBN TYRIL.R=IL/FYFPRAIVRII -EXAVT
B . . . .
CBN end mills, ball nose and torus end mills — extra long design T SRELG - Valid for
2808 2809 2810
e —— H I
FehnT T EFmT FehnT T EFmT
Roughing Finishing Roughing Finishing
S
Il
=
ae de
= =
o] ¢ P i %8
o o
iR o] 7
de < IS
ag = 0,01 x dy ag = 0,05 x d4 2, =0,2xdy
YIHERE | WHIhED | YIHRE | WHchiED | YIHERE | WHchiED | YIHIRE | WHchiED | YIHIRE | HHichixh i&* MMS
Vg [m/min] £, [mm] Vg [m/min] £, [mm] Vg [m/min] £, (mm] Vg [m/min] £, [mm] V¢ [m/min] £, (mm] ; § %) | MoL 3
PkD/cBN  M[ 2
Diamant i
450 0,008 x d 450 0,010 x d 600 0,008 x d 450 0,010 x d 600 0,008 x d ] ]
450 0,008 x d 450 0,010 x dy 600 0,008 x d 450 0,010 x dy 600 0,008 x d o u
400 0,006 x d 400 0,008 x d 550 0,006 x d 400 0,008 x dy 550 0,006 x d =] u
400 0,006 x d 400 0,008 x d 550 0,006 x d 400 0,008 x d 550 0,006 x d 0 ]
350 0,006 x d 350 0,008 x d 500 0,006 x d 350 0,008 x d 500 0,006 x d o [}
350 0,006 x d 350 0,008 x d 500 0,006 x d 350 0,008 x d 500 0,006 x d 5] ]
300 0,005 x d 300 0,006 x d 350 0,005 x d 300 0,006 x d 350 0,005 x d 5] ]
250 0,005 x d 250 0,006 x d 300 0,005 x d 250 0,006 x d 300 0,005 x d O ]
. 400 0,006 x d 400 0,007 x d 500 0,006 x d 400 0,007 x d 500 0,006 x d o u u
HLL 300 0,006 x d 300 0,007 x d 350 0,006 x d 300 0,007 x dy 350 0,006 x d 5] [} L]
; 250 0,005 x d 250 0,006 x d 300 0,005 x d 250 0,006 x d 300 0,005 x d 5] L] L]
4 160 0,004 x d 160 0,005 x d 200 0,004 x d 160 0,005 x d 200 0,004 x d 5] ] ]
5 120 0,003 x d 120 0,004 x d 160 0,003 x d 120 0,004 x d 160 0,003 x d 5] [] []

o B

ve = IHIZREE - Cutting speed
f,= X&T=DED - Feed per tooth



BIHIIZ45 - Cutting Conditions FRANKEN
A NArero

CBN v//A&== R—ILITVRII -¥a3—h 9147
CBN micro and mini ball nose end mills — short design S RELT - Valid for

H I 2618 2619 2620

.

7!
[z

U

de
<
‘ 0 dy 0 dy
dy =0,3mm dy =0,4mm dq =0,5mm dy =0,8mm
HIEYAK | EAEYEAS | [ElEREL EDRE [ElER% EDRE [ElERE REDRE [ElER% EDRE MMS %
ap[mm] ag[mm] N[min-1] V¢[mm/min] N[min-1] V¢[mm/min] N[min-1] Vi[mm/min] N[min-1] Vi[mm/min] maL
M2 PKD/CBN
T Diamant
0,025xd; | 0,025xd; 50000 600 50000 800 50000 1000 50000 1600 O ]
0,025xd; | 0,025xd; 50000 600 50000 800 50000 1000 50000 1600 0 u
0,025xd; | 0,025xd; 50000 600 50000 800 50000 1000 50000 1600 0 u
0,025xd; | 0,025xd; 50000 600 50000 800 50000 1000 50000 1600 0 ]
0,017xd; [ 0,017xd; 50000 400 50000 520 50000 650 50000 1000 O [}
0,017 xd; [ 0,017xd; 50000 400 50000 520 50000 650 50000 1000 O ]
0.025xdy | 0,025xds 50000 600 50000 800 50000 1000 50000 1600 O O
0,025 x d 0,025 x d 50000 600 50000 800 50000 1000 50000 1600 O O
0,025xd; | 0,025xd; 50000 600 50000 800 50000 1000 50000 1600 u 0
0,025xd; | 0,025xd; 50000 600 50000 800 50000 1000 50000 1600 u 0
0,025xd; | 0,025xds 50000 600 50000 800 50000 1000 50000 1600 O O
0,025xd; | 0,025xd; 50000 600 50000 800 50000 1000 50000 1600 ] O
0,025xd; | 0,025xd; 50000 600 50000 800 50000 1000 50000 1600 u 0
0,025xd; | 0,025xd; 50000 600 50000 800 50000 1000 50000 1600 u 0
0,025xd; | 0,025xd; 50000 600 50000 800 50000 1000 50000 1600 u 0
0,025xd; | 0,025xd; 50000 600 50000 800 50000 1000 50000 1600 u 0
. 0,025xd; | 0,025xd; 50000 600 50000 800 50000 1000 50000 1600 0 u u
[T IE 0,025xd; | 0,025xd; 50000 600 50000 800 50000 1000 50000 1600 0 u u
. 0,025xd; | 0,025xd; 50000 600 50000 800 50000 1000 50000 1600 O u u
4 0.017xdy | 0,017 xds 50000 400 50000 520 50000 650 50000 1000 O O n
5 0.013xd; | 0,013xds 50000 320 50000 420 50000 530 50000 850 O u u
W = 3 - Very Suitable v = XD R - Feed speed % 167

[ = @A EE - Suitable n = EFAEEREL - Speed/rpm



PKD/CBN
Diamant

FRAINKEIN #1545 - Cutting Conditions
AT e NArero

CBN YV 0O&== R—ILIVRI)-¥a—ko17
CBN micro and mini ball nose end mills — short design

2618

2619

S RELT - Valid for

2620

|
&
‘ 0 dy 0 dy
dy=1,0mm dy=1,5mm dy =2,0mm
HAEYRAG | EAEYHAH [l HORE [EER- HEORE [EER= HEORE % i&* MMS %
ap[mm] ag[mm] N[min-1] Vi[mm/min] N[min-1] Vi[mm/min] N[min-1] Vi[mm/min] S| MaL
M
0,025 x d 0,025 x dq 50000 2000 50000 3000 50000 4000 5] []
0,025 x d 0,025 x dy 50000 2000 50000 3000 50000 4000 =] []
0,025 x d 0,025 x dy 50000 2000 50000 3000 50000 4000 =] []
0,025 x d 0,025 x d 50000 2000 50000 3000 50000 4000 =] ]
0,017 x dy 0,017 x dq 50000 1300 50000 2000 40000 2100 5] []
0,017 x dy 0,017 x dy 50000 1300 50000 2000 40000 2100 =] u
0,025 x d 0,025 x dq 50000 2000 50000 3000 50000 4000 0 u
0,025 x d 0,025 x d 50000 2000 50000 3000 50000 4000 0 u
0,025 x d 0,025 x d 50000 2000 50000 3000 50000 4000 [] 5]
0,025 x d 0,025 x d 50000 2000 50000 3000 50000 4000 [] 5]
0,025 x d 0,025 x dq 50000 2000 50000 3000 50000 4000 u O
0,025 x d 0,025 x dq 50000 2000 50000 3000 50000 4000 [] =]
0,025 x d 0,025 x dy 50000 2000 50000 3000 50000 4000 [] =]
0,025 x d 0,025 x dy 50000 2000 50000 3000 50000 4000 [] =]
0,025 x d 0,025 x dy 50000 2000 50000 3000 50000 4000 [] =]
0,025 x d 0,025 x d 50000 2000 50000 3000 50000 4000 [] 5]
0,025 x d 0,025 x dy 50000 2000 50000 3000 40000 3200 o [] L]
H 0,025 x d 0,025 x d 50000 2000 50000 3000 40000 3200 5] [] []
d 0,025 x d 0,025 x d 50000 2000 50000 3000 40000 3200 0 u u
4 0,017 x d 0,017 x dq 50000 1300 50000 2000 40000 2100 0 u u
5 0.013 x d 0,013 x d 50000 1100 50000 1600 40000 1700 5] [] []
168 % ve = YIHIERE - Cutting speed

f,= X&T=DED - Feed per tooth



BIBIZ4E - Cutting Conditions

7
/
l
I

|

CBN VAV O&=Z SYFPAIVRIEI -3—h 9147
CBN micro and mini torus end mills — short design

L)

FRANKEN

&N iero

S RELT - Valid for

2638 2639 2640

%
dg '
<
‘ 0 dy 0 dy
dy =0,4 mm dy =0,5mm
HHEYIAG | EHEYHAH B4 EDRE B[R EDRE MMS %
ap[mm] ag[mm] N[min-1] Vi[mm/min] N[min-1] Vlmm/min] MaL
M PKD/CBN
= Diamant
0,015 x dy 0,175 x dy 50000 600 50000 750 o u
0,015 x dy 0,175 x d 50000 600 50000 750 E] u
0,015 x ds 0,175 x dq 50000 600 50000 750 O u
0,015 x dy 0,175x dy 50000 600 50000 750 0 u
0,012 x dy 0,125 x dy 50000 500 50000 600 E] u
0,012 x dy 0,125 x dy 50000 500 50000 600 0 u
0,015 x dy 0,175 x dy 50000 600 50000 750 O n
0,015xd 0,175 xd 50000 600 50000 750 E] u
0,015 x dy 0,175 x dy 50000 600 50000 750 u 0
0,015 x dy 0,175 x dy 50000 600 50000 750 u 0
0,015 x dy 0,175 x dy 50000 600 50000 750 u 0
0,015 x dy 0,175 x ds 50000 600 50000 750 u 0
0,015 x dy 0,175 x d 50000 600 50000 750 u 0
0,015 x dy 0,175 x dq 50000 600 50000 750 u 0
0,015 x ds 0,175 x dq 50000 600 50000 750 u 0
0,015 x dy 0,175 x dy 50000 600 50000 750 u 0
0,015 x ds 0,175 x d 50000 600 50000 750 o u u
H 0,015 x dy 0,175x d 50000 600 50000 750 0 u u
. 0,015 x dy 0,175 x dy 50000 600 50000 750 ] u u
4 0,012 x dy 0,125 x dy 50000 500 50000 600 0 u u
5 0,010 x dy 0,100 x ds 50000 350 50000 450 E] u u
W = 3 - Very Suitable v = XD R - Feed speed % 169

[ = BFAPI4E - Suitable

n = EFAEEREL - Speed/rpm



FRAINKEIN #1545 - Cutting Conditions
AT e NArero

CBN v/0&== 5

IPATIVRIIN-va—ho107

CBN micro and mini torus end mills — short design

Ll

2638

2639

S RELT - Valid for

2640

n = EEAEEREL - Speed/rpm

[ = BRI BE - Suitable

%
dg '
<
| oo
dy=1,0mm dy=1,5mm dy =2,0mm
HABYIAS | EHEEIRAG Elf-7%2¢ EOEE BT3¢ HEOEE BT3¢ HEOEE % Q* MMS %
ap[mm] ag[mm] N[min-1] V¢[mm/min] N[min-1] Vi[mm/min] N[min-1] Vi[mm/min] S| MaL
pko/ceN M
Diamant
0,015 x d 0,175 x dg 50000 1500 50000 2200 50000 3000 ] ]
0,015 x d 0,175 x dy 50000 1500 50000 2200 50000 3000 o u
0,015 x dy 0,175 x dy 50000 1500 50000 2200 50000 3000 =] u
0,015 x d 0,175 x dy 50000 1500 50000 2200 50000 3000 =] u
0,012 x d 0,125 x dy 45000 1100 30000 1100 23000 1200 o [}
0,012 x d 0,125 x dy 45000 1100 30000 1100 23000 1200 O O
0,015 x d 0,175 x dy 50000 1500 50000 2200 50000 3000 0 u
0,015 x d 0,175 x d 50000 1500 50000 2200 50000 3000 O ]
. 0,015 x d 0,175 x dy 50000 1500 50000 2200 50000 3000 L] 5]
0,015 x d 0,175 x dy 50000 1500 50000 2200 50000 3000 L] 5]
0,015 x d 0,175 x dq 50000 1500 50000 2200 50000 3000 u O
0,015 x d 0,175 x dy 50000 1500 50000 2200 50000 3000 ] 5]
0,015 x dy 0,175 x dy 50000 1500 50000 2200 50000 3000 u o
0,015 x dy 0,175 x dy 50000 1500 50000 2200 50000 3000 u =]
0,015 x dy 0,175 x dy 50000 1500 50000 2200 50000 3000 u =]
0,015 x d 0,175 x dy 50000 1500 50000 2200 50000 3000 L] 5]
0,015 x d 0,175 x dy 45000 1300 30000 1300 23000 1400 o u u
H 0,015 x d 0,175 dy 45000 1300 30000 1300 23000 1400 5] [} L]
; 0,015 x d 0,175 x dq 45000 1300 30000 1300 23000 1400 O u O
4 0,012 x d 0,125 x dg 45000 1100 30000 1100 23000 1200 O u O
5 0,010 x d 0,100 x dy 32000 800 21000 550 16000 600 o u =
170 EVNE=ES Vi = %D 5EEE - Feed speed W = 538 - Very Suitable



