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FRANKEN 52/ t7x> /8T —/\—I>R3)L - Circle Segment and Solid Carbide Tapered End Mills

Hm—EX

RDODRA:
BWHIM T 2BETY RILOBERAMEIFU TORES TRINTVET:

HERYIHISRAEICDWTIE 192 - 206 R—IZELEE L,

WHIA ISR ICDWTIE 372 - 385 R—IZTELLEE,

Product finder

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 192 - 206.

International comparison of materials, see page 372 - 385.

EFAEEE - HREIA

Range of application — material

5IRDEE
Tensile Strength

A EHI(DINfth)

Material examples

MREBIJISTt)

Material numbers

Cold-extrusion steels, Cq15
Construction steels, < 600 N/mm2 S235JR (St37-2) %TJ?\/IZS'ZD HSVSV%(‘)%OSSVEE,I\\A/I
Free-cutting steels, efc. 10SPb20 ’ ’
Construction steels, E360 (St70-2)
Case-hardened steels, <800 N/mm?2 16MnCr5 Sssc'SSI\jr?Eéngrﬁ:\A52'jiLSCMn'
Steel castings, efc. GS-25CrMo4 '
Case-hardened steels, 20MoCr3
Heat-treatable steels, <1000 N/mm? 42CrMo4 gé&M ggPM'fS%'ﬁgWé&Hz
Cold work steels, etc. 102Cr6 n o i
Heat-treatable steels, 50CrMo4
Cold work steels, <1200 N/mm2 X45NiCrMo4 SCM445H, SKH, SKS, SKT, SUP
Nitriding steels, etc. 31CrMo12
3 High-alloyed steels, X38CrMoV5-3
a2 TEMR(SELRA) Cold work steels, < 1400 N/mm2 X100CrMov8-1-1 SKD12, SKD61, SKT, SUH, SKH
S TERGEEEEA) Hot work steels, etc. X40CrMoV5-1
ATVLA Stainless steel materials
11 [z 54bNILTVHAE Ferritic, martensitic < 950 N/mm?2 X2CrTi12 SCS, SUS420J2, SUS403
M| 21 [#—X&F+A Austenitic < 950 N/mm?2 X6CrNiMoTi17-12-2 SCS, SUH, SUS304, SUS316
31 | A—RFTFANTzSAb ZHER, AHBEER Austenitic-ferritic (Duplex) < 1100 N/mm?2 X2CrNiMoN22-5-3 SUS329J3L, SUS630
41 [ A—RTHANT7F4 AR R Austenitic-ferritic heat-resistant (Super Duplex) < 1250 N/mm?2 X2CrNiMoN25-7-4 SUS329J4L, SCS14A, 15-5PH
. . . 100-250 N/mm?2 EN-GJL-200 (GG20) FC200
9 sk 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
U5 Tk Cast iron with nodular graphite (GJS) 500-900 N/mm?2 EN-GJS-700-2 (6GG70) FoD700
_ ,‘ ) ) N 2
INZF 25—k Cast iron with vermicular graphite (GJV) 288;88 mmmz gj¥ 2gg Egﬁgg
. 250-500 N/mm2 EN-GJMW-350-4 (GTW-35) FCMW330
IR Malleable cast iron (GTMW, GTME) 500-800 N/mm? | _EN-GJMB-450-6 (6T5-45 FCMW370
N Aluminium alloys
< 200 N/mm2 EN AW-AIMn1 A1050, A3030
TIEZULER BET Wrought aluminium alloys < 350 N/mm2 EN AW-AIMgSi A5052, A6061
< 550 N/mm? EN AW-AIZn5Mg3Cu A7075
Si< 7% EN AC-AIMg5 ADC5, AC7A
FIEIZULEE #HY Aluminium cast alloys 7% < Si<12% EN AC-AISi9Cu3 ADC11,ADC12, AC2A
12% < Si< 17% GD-AISi17Cu4FeMg ADC14
HEE Copper alloys
ik Ny =etia] Pure copper, low-alloyed copper < 400 N/mm? E-Cu 57 #ifi $, C2400
B Copper-zinc alloys (brass, long-chipping) < 550 N/mm? CuZn37 (Ms63) (€2720,62801
REIE R Copper-zinc alloys (brass, short-chipping) < 550 N/mm2 CuZn36Pb3 (Ms58) £3560,C3710
ZILZE Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm2 CuAI10Ni5Fe4 £5210,C6280
Hif Copper-tin alloys (tin bronze, long-chipping) < 700 N/mm2 CuSngP LBC3
A 8 Copper-tin alloys (tin bronze, short-chipping) <400 N/mmg CuSn7 ZnPb (Rg7) BC3
. < 600 N/mm (Ampco 8
LSy ST Special copper alloys = 1400 N/mm2 (5\ mppc o 45))
SESPIN Magnesium alloys
AP lagnesium wrought alloys < 500 N/mm2 MgAI6Zn
SESPINY~ /] lagnesium cast alloys < 500 N/mm?2 EN-MCMgAI9Zn1 MC2A, MD1A
AR Synthetics
LIRS Duroplastics (short-chipping) Bakelit, Pertinax
e Thermoplastics (long-chipping) PMMA, POM, PVC
At sR L RS (it =5 8 <30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK
iR L AE (iS5 8 >30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK
AR Special materials
727714k Graphite C 8000
YOG RATV-EE Tungsten-copper alloys W-Cu 80/20
EaME Composite materials Hylite, Alucobond
FIVEE Titanium alloys
WMFy> Pure titanium < 450 N/mm? Tit HFT>
PN - < 900 N/mm?2 TiAl6V4 Ti-6AI-4V
7o as Titanium alloys = 1250 N/mm? TiAl4Mo4Sn2 TiAlN04S2
v EES JNNLNEES $EES Nickel alloys, cobalt alloys and iron alloys
#=wv L Pure nickel < 600 N/mm? Ni 99,6 R =Tl -
— ™ " < 1000 N/mm?2 Monel 400 EXRJL 400, /\XF70O4 B
—vIVEGE Nickel-base alloys <1600 N/mm? Inconel 718 >~ a%IL 718
N A < 1000 N/mm? Udimet 605 Udimet 605
INILNEESR Cobalt-base alloys = 1600 N/mm? Haynes 25 A~ X 25
BEESE Iron-base alloys < 1500 N/mm?2 Incoloy 800 4 >0 800
SRR Hard materials
. 44 - 50 HRC Weldox 1100 SKT4
H a 50 - 55 HRC Hardox 550 J\—Rv 9 X550
3 | =R, SR, SRR High strength steels, hardened steels, hard castings 55 - 60 HRC Armox 600T SKD61
4 60 - 63 HRC Ferro-Titanit SKD11
5 63 - 66 HRC HSSE SR

2
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BiE U= EIAVE TVRII
Solid carbide circle segment end mills
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AIRFG—[F—EVTL—RIMIAIVRIIL
Milling cutters for machining of impellers and turbine blades

A=ILZOVR
NR 0 - fine
Pavav,ovau
Ofp=4° Ofp=4° 0fy=4°
ro=50mm rp=75-95mm r,=250-500mm rp=6-25mm r=2-4mm r=2-4mm r=2-4mm
4 3-4 3 3 3 3 3/6 7 (FE)
3542L 3538L 3540L 35441 3546L 3550L 3548L
176 177 178 179 180 181 182 ~—3-Page
192 193 194 195 196 197 198 B v/f,
[ ] ] ] | ] [ ] ] ]
] [ ] ] ] ] [ ] ]
[ ] ] ] | ] [ ] ] ]
[ ] [ ] ] [ ] [ ] [ ] ]
[ ] ] ] | ] [ ] ] ]
[] [] [] [] [] [] [] 1.1
] ] ] ] ] ] [] 21 |[M
=] =] [m] m] [] ] [] 3.1
=] 0 0 m] [] ] [] 4.1
[] [] [] []
[] [] [] []
[] [] [] []
m] [m] [m] m]
[] [] [] []
[] [] [] []
[] [] [] []
=] 0 0 0
[] [] [] []
[] [] [] []
[] [] [] [] [] [] []
[] [] [] [] [] [] []
m] =] =] m] [] [] []
=] =] =] m]
[] [] [] []
[] [] [] []
[] [] [] []
[] [] [] []
[] [] [] []
[] [] [] []
[] [] [] []
[] [] [] []
[] [] [] []
[] [] [] []
E] [m] [m]
m] [m] [m]
=] [m] [m] m]
[] [] [] []
[] [] [] []
[] [] [] []
[] [] [] []
[] [] [] [] [] []
=] =] =] [] [] []
[] [] [] [] [] []
m] =] =] [] [] []
=] =] 0 [] [] []
=] m] [m] 1.1
1.2
1.3 H
1.4
15
M = &35 - very suitable % 173

[ = SEFI O] & - suitable

Product
Finder
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AIRFG—[F—EVTL—RIMIAIVRIIL
Milling cutters for machining of impellers and turbine blades

Product m T
Finder
!
A=IZFIVR
NF 4 - fine N
0/,=3-8° 0/,=3-8° 0/y=3-17,5° 0/y=3-17,5° 0/,=3-8° 0/,=3-8° 0/,=3-8° 0/,=3-8°
r=05-2mm r=05-2mm r=0,5-3mm r=0,5-3mm r=1,5-3mm r=15-3mm pdy=3-5mm pdy=3-5mm
7 (%) 2 2 3 3 2 2 2 2
= 3446 / 3447 3446L 3440 / 3441 3440L 3442 / 3443 34421 3444 / 3445 34441
~—3-Page 183 183 184 184 185 185 186 186
Ve / f; 199 199 200 200 201 201 202 202
[ | | |
[ [ ] ]
[ | | |
O O O O
0 0 m O
[] ] ]
M[ 2 ] ] [] ]
4.
[] [] ] ]
[] [] (] (]
[] [] (] (]
[] [] (] []
O O O O
HM 0 ] ] ]
O 0 ] O
0 0 0 0
[] [] [] [] [] (] (] ]
[] [] [] [] [] (] [] []
[] [] [] [] [] (] (] (]
[ [ ] ]
0 0 O O
[] [] ] ]
[] [] (] (]
[] [] (] (]
[ [ ] ]
[] [] (] (]
[] [] (] (]
O O O O
O O ] O
[ [ ] ]
[] [] (] (]
[] [] [] [] [] ] ] ]
[] [] [] [] [] (] [] []
[] [] (] (]
[] [] (] (]
[] []
[] [] (] (]
[] [] ] ]
[ [ ] ]
0 0 0 0
[] [] (] ]
[] [] (] []
O O o O
0 0 ] ]
0 0 ] O
0 0 0 0
Hi—~
4
5
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AIRFG—[F—EVTL—RIMIAIVRII
Milling cutters for machining of impellers and turbine blades

BET—/I\—IVRIIL
Tapered solid carbide end mills

L]
A=ILFIVR
afy=14° a/y=8° afy=8° A/y=0,5-5° 0/y=0,5-5°
r=3-8mm 0di=8-11mm 0d1=9-19mm 0d;=8-16mm 0di=2-12mm 0di=2-12mm
36 7-9 5-13 5-9 3-4 3-4 Z(A%
2679A 2677AZ 2678AZ 2676AZ 1900-1905 1900A - 1905A
187 188 188 189 190 - 191 190 - 191 ~—Page
203 204 204 205 206 206 Ve / fz
| | | | || | |
| | | | | | | | |
| | | | || |
| | | | | | O
| | | | O
| | | | | | | | | | 1.1
] ] ] ] [] 21 |[M
| | | | | | | | 3.1
| | | | | | | | 4.1
| | | | | | | | | |
| | | | | | | | | |
| | | | | | | | | |
| | | | | | | | | |
| | | | | | | | O
| | | | | | | | O
| | | | | | | | O
| | | | | | | | [m]
| | | |
| | | |
| | | |
| |
O
| | | | | | | | | | | |
| | | | | | | | | | | |
| | | | | | | | | | | |
| | | | | | | | | |
| | | | | | | | | |
| | | | | | | | | |
| | | | | | | | O
| | | | | | | | O
| |
| |
| | | |
| | | |
| |
| |
O O O O | |
| |
| | | | | | | | | |
| | | | | | | | | |
| | | | | | | | 0
| | | | | | | | | |
| | | | | | | | | |
| | | | | | | | O
| | | | | | | | 0
| | | | | | | | O
| | | | | | | | O
| | 1.1
O 1.2
1.3 H
1.4
1.5
M = 5 - very suitable % 175

[ = SEFI O] & - suitable

Product
Finder

HM
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FRANKEN 52tk )RLILY -+ 7 - Solid Carbide Circle Segment End Mills with Barrel-Shape

70/ F,-Cuvr

- ZBENICEZSZTE
-NUILY A7 (7238)
-4 BOUERE

- EEUDRWEEDRINT
- BEEEA EFINT

- FRIRNZ +0.01 mm

- Multi-functional tool

- Barrel-shape N

- With 4 flutes

- Low-vibration machining et

- Highly efficient finishing

- Form tolerance +0.01 mm FBEE
DIN6535| Form
CHA| —=
HB | 0,01

30° U

&S

F—ISUR

J—7 7" - Coating ALCR |
TIVr—3> - #EIM (P172588)  Applications — material (see page 172) P
- BRI RBIM I I B0l - Especially suitable for high-strength materials 11-21 | 31-41
- [FEAEETOWHIMICERTTRE - For almost all materials K(Ga2d] 22
- HSCEERM LI T IC&RE - Suitable for HSC finishing <
K(31-41] 42
N (1114 ] 15156
N (21-32)4.1-42,52
s(1122) 23
s 24 | 2526
H ] 11 )
S MBYE - Order code 3542L
dy I Iy lo I3 Iy 0dsg 4 0 do z YL X
e (U | BIE
10 2 50 21 28 80 8 30 10 4 .10050A [}
CAD 7—% (2D) "L E/RIFE 1F EX—)LICTHEB LS LX) info@emuge.jp
You can request the CAD data (2D) of the tools via email from info@emuge-franken.com
'U'-7)bt’7>(“/|~ :/U —Z@ﬁﬁﬁ F—)S—/NLJL
Overview of circle segment end mills Taper form

UNDYI% £ v
Barrel-shape

LyXoxA7
Lens-shape

FA—=INITA—L
Oval form

EMUGE
176 [FRANKEN|

Z3ESA - Ordering example: 3542L.10050A



=TI BT A N A—/\)L7#—L - Solid Carbide Circle Segment End Mills with Oval Form

- ZEMICEZZTE

- A—=INLT A —L(FEHEEY)
-3 E I A MR

- EEUDRWEDRINT

- BEERMA EINT

- FRIRANZ +0.01 mm

- Multi-functional tool

403

I
I @L 1

h

- Oval form N

- With 3 or 4 flutes

- Low-vibration machining —

- Highly efficient finishing

- Form tolerance +0.01 mm B
DIN6535| Form
T
HB | 0,01

&V

—  —

A—ISHVK

FRANKEN

70/ ,-Cuvr

d—7 7% - Coating ALCR |
FIIr—y 3y - #wEIF (P172888)  Applications — material (see page 172) P
- BB R ARBIM IR (B0l - Especially suitable for high-strength materials 1121 | 3141
- FEAEETOEHEIMICETTRE - For almost all materials K dat] 22
- HSCEEM LI TIC&RE - Suitable for HSC finishing :
K(31-41 ) 42
N[11-14 ) 1516
N (21-3.2) 4.1-42,5.2
s(1122) 23
s 24 | 2528
H | ] 11 |
BBV - Order code 3538L
d4 I Io lo l4 g dp z H14Z
he (%) BE
6 1 95 22 62 6 3 .06095A )
8 1 90 25 68 8 3 .08090A [}
10 2 85 26 72 10 4 .10085A [}
12 2 80 28 83 12 4 .12080A [ ]
16 3 75 31 92 16 4 .16075A )
CAD 7—% (2D) DA ERIHE F EX—/LICTRBE WS EZE L) info@emuge.jp
You can request the CAD data (2D) of the tools via email from info@emuge-franken.com
&G BEDR—ILIZVRIIL vs H—=TILETAV N A=NILT7 A —1A
Comparison example: Ball nose end mill — circle segment end mill with oval form
y
y
TER

\Ra:1,22um

\ Ry = 0,46 ym

P—IIETAVN A—=/INLTA—L
ZEAT B ETEDKRER a, TOM
TIAAREE R KD RIFR A EIFEME
STER

Result:

Circle segment end mills enable a larger
axial depth of cut (ap) and a considerably
better surface finish.

@ = IRAEFEE [ - Stock tool

O = BELET T - Available at short notice

EMUGE
[FRANKEN|

HM
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FRANKEN 57—/t %>k 7—/%—/XLJL - Solid Carbide Circle Segment End Mills with Taper Form

70/ F,-Cuvr

-ZENICEZZTE

- Multi-functional tool

- F—/8—=/\LJL(F—/S—8Y) - Taper form N
- SMUHERET - With 3 flutes
- EEUDRWERHRINT - Low-vibration machining —
- BREERM EIFINT - Highly efficient finishing
- FAARAZE £0.01 mm - Form tolerance +0.01 mm B
DIN6535| Form
CJHA| ——
HB | 0,01
= — 30° \/
—
///./ +0,01 - | v/t
B
— &
¢ ¥
-E] N [ -
= SN x =
I a/2

A=IZoVR

J—7 7" - Coating ALCR |
TIVr—3> - #EIM (P172588)  Applications — material (see page 172) P
- BRI RBIM I I B0l - Especially suitable for high-strength materials 11-21 | 31-41
- FEAEETOREIMICE A8 - For almost all materials K Ha2i] 22
- HSCEERM LI T IC&RE - Suitable for HSC finishing <
K(31-41] 42
N[11-14 ) 1516
N (21-32)4.1-42,52
sl1122) 23
s 24 | 2526
H ] 11 |
B FBIE - Order code 3540L
o/ 0 dy I I I3 lo Iy 0 do z HLX
e (UE BE
17,5° 6 1 250 3 95 62 6 3 .06250A [ ]
20° 8 1,5 250 4 10,5 68 8 3 .08250A °
20° 10 2 250 3 12,5 80 10 3 .10250A [ )
20° 12 3 250 6 13,5 93 12 3 .12250A o
20° 16 4 500 8 18,5 108 16 3 .16500A ()

CAD 7—% (2D) "L ERIGEIE EX—ILICTHEBE WA <2 S\ info@emuge.jp

You can request the CAD data (2D) of the tools via email from info@emuge-franken.com

FILLA ¢ TSERALLIKES W]
Only use with tilt angle @/2!

EMUGE
178 [FRANKEN|

Z3ESA - Ordering example: 3540L.06250A



Y= eI AX N LZX> 4~ - Solid Carbide Circle Segment End Mill with Lens-Shape

-ZBNICEZZTE
LAY zA 7 (LX)
- 3T &5t
-EEYDRWEENRINT
- BEERMA EIFINT

- FRIRNZ +0.01 mm

- Multi-functional tool

- Lens-shape N
- With 3 flutes
- Low-vibration machining —
- Highly efficient finishing
- Form tolerance +0.01 mm B
DIN6535| Form
CHA | ——=
HB | 0,01
300 U
,51 M_, ve/f,
“ B
) 1% |

F—ISIUR

FRANKEN
TOP-Cut

d—7 7% - Coating ALCR |
FIIr—y 3y - #wEIF (P172888)  Applications — material (see page 172) P
- BB R ARBIM IR (B0l - Especially suitable for high-strength materials 1121 | 3141
- IFEAEETORBIMICERE R EE - For almost all materials K
- HSCEEM LI TIC&RE - Suitable for HSC finishing :
¢
N(11-14 ) 1516
’
s
SRBIE - Order code 3544L
9 dy M ro ) I3 l 9 d3 Iy 0 do Z B4 X
e Iz | BIE
4 02 6 4 18 62 4 20 6 3 | .04006A ° HM
6 0,5 10 6 - 62 - - 6 3 .06010A ()
8 0,75 15 8 = 68 - - 8 3 .08015A )
10 1 20 10 - 80 - - 10 3 .10020A ()
12 1,25 25 12 = 93 = = 12 3 .12025A )

CAD 7 —% (2D) "B /RIHE 1F EX—ILIC THEB LS <L) info@emuge.jp

You can request the CAD data (2D) of the tools via email from info@emuge-franken.com

Od—JLRTZFZ/ Z)UICDWT &
348-350 R—IHETELES,

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

@ = IRAEFEE [ - Stock tool

O = BELET T - Available at short notice

B



FRANKEN &&5—/¢—HR—JL T>R3)L - Tapered Solid Carbide Ball Nose End Mills

7erbmrre
- ZEMNICEZZTE - Multi-functional tool @
-3 HHE - With 3 flutes NR | fie
m -Z74>7 707 7)LYIA - Roughing profile PV VN
DIN 6535
HBIE | A
HB
45° R—JL
@ - Vcéfz
) BRES
I3
3
e ;
I A=ILZoVR
J—7 7" - Coating ALCR |
TIVr—3> - #EIM (P172588)  Applications — material (see page 172) P
- BHIM DI TICA ICRIE - Especially suitable for difficult to cut materials 1.1-41
- 7 TERE R - For all tough materials N
s
s
SFBVE - Order code 3546L
A/y r lo I3 4 g dy VA H14 X
he (T BE
2 30 66 120 12 3 .04020A ®
4° 3 35 81 140 16 3 .04030A °
4 40 96 155 20 3 .04040A [

HM

180 YIS Z3ESA - Ordering example: 3546L.04020A
[FRANKEN|



#BIET—/—R—)L TR =)L - Tapered Solid Carbide Ball Nose End Mills

- ZBEMNICEZZTE
- MRS
- L EIFERYIA

- Multi-functional tool
- With 3 flutes
- Finishing geometry

B
l2

[

o SN g

DIN 6535

C_JHA
{aJHB

34/35/36°] R—JL
@ - vG / fZ
b 197

A—ISHVK

FRANKEN

70778

d—7 7% - Coating ALCR |
FIIr—y 3y - wEIF (P172888)  Applications — material (see page 172) P
- BHIM DI TICHSICRIE - Especially suitable for difficult to cut materials 11-41
- 97 CEsRERRAREIM T - For all tough materials N
s
s
SUFABVE - Order code 3550L
A/ r lo l4 0do YA H14X
0,01 n6 B2k BE
2 59 120 12 3 .04020A )
2 87 150 16 3 .04020B [}
4° 3 74 140 16 3 .04030A [ ]
3 103 165 20 3 .04030B [ )
4 89 155 20 3 .04040A [

@ = IRAEFEE [ - Stock tool

O = BELET T - Available at short notice

EMUGE
[FRANKEN|

181

HM
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FRANKEN &&5—/¢—HR—JL T>R3)L - Tapered Solid Carbide Ball Nose End Mills

A 7 eirbr7e

- ZBMICEZSZTE
- DA E 3RS

- SAEAA I 618K

- Multi-functional tool
- 3 flutes in the ball nose section
- 6 radial flutes

h

:
N SN ¢

N
DIN 6535
#BEE | CHA
HB
38° R—IL
@-» ve/f;
N e

A=IZoVR

d—7«>7%" - Coating ALCR |
FIUT— 3y - #HIM (P172888)  Applications — material (see page 172) P(Aasi] |
- BHIM DI TICA ICRIE - Especially suitable for difficult to cut materials 11-41 | |
- F 7 TEBEIRRHEIM I - For all tough materials N
s3] )
sl2226) |
SHEZE - Order code 3548L
Afy r lo l4 9 dp z 44X
0,0 h6 (9% BE
2 59 120 12 3/6 .04020A [}
2 87 150 16 3/6 .04020B o
4° 3 74 140 16 3/6 .04030A [ ]
3 103 165 20 3/6 .04030B °
4 89 155 20 3/6 .04040A [

===

Z3ESA - Ordering example: 3548L.04020A



BIET—/\—MR—)L T>R=)L - Tapered Solid Carbide Ball Nose End Mills

FRANKEN

7eriborre
- ZENICEZSTE - Multi-functional tool @ HRUwoa
- S EFRZ Y IR - Fine semi-finishing profile NF i JIL—hk
- 2 IR ET - With 2 flutes With polished
- BEEOT—/\—F - Various taper angles — = chip space
- Z)b—bAZRY Y2 Uz - Also available with polished DIN 6535
A TLEHEBN chip space B | CHA
& HB
=] ———  —
: | O
< P A 30° R—JL
b (| velt:
e !
h
) Y 7
Design I, i '
s |
4 |
/ |
i S A
I
I3 — - B
I A=IZoVKR A=IZoVK
d—7 7% - Coating ALCR |
F7Vr—yay - #HHI% (P172558)  Applications — material (see page 172) N P (1431 ) 4.1-5.1
- FEAERTOWEIN ICER R EE - For almost all materials N 1121 |
-TMIEEEFMIoEESICHE - Suitable for roughing and finishing
& K
FArlgE
N
N
N
s
s
SRBYE - Order code 3446 3447 3446L
A/ r lo I3 l4 g dim 0dy z HLX
0,01 h6 () BE
15 20 20 62 24 3,90 6 2 .03015A (] [} [}
3° 2 31 31 80 35 5,42 8 2 .03020B [ J () [}
0,5 20 20 62 24 2,33 6 2 .04005A ] ® ®
1 20 20 62 24 3,26 6 2 .04010A [ ] [} ®
4° 15 20 20 63 25 4,20 8 2 .04015A [ () )
2 30 30 72 — 5,83 8 2 .04020B ° [ ) ®
0,5 20 24 62 - 3,00 6 2 .06005A [ () ®
1 19 19 62 - 3,80 6 2 .06010A [ ) ®
1,5 15 15 62 - 4,28 6 2 .06015A [ ] () [}
6° 15 25 25 68 - 5,33 8 2 .06015B [ ] () [}
2 20 20 68 - 5,70 8 2 .06020A ° [ ) )
2 30 30 80 - 6,76 10 2 .06020B ° [ ] [}
0,5 18 18 62 - 3,40 6 2 .08005A [ ] [} ®
8° 1 15 15 62 — 3,85 6 2 .08010A [ ] [ ) ®
15 19 19 63 - 5,28 8 2 .08015A [ ] () [}
2 23 23 72 - 6,71 10 2 .08020A [ [J ®
@ = 1EXEFEEM - Stock tool EMUGE
O = BELET T - Available at short notice [FRANKEN

HM



FRANKEN &&5—/¢—HR—JL T>R3)L - Tapered Solid Carbide Ball Nose End Mills

/47’7 )/ g)—4
-ZBEMICEZZTE - Multi-functional tool RUyYa
- I RRF - With 3 flutes N ZIL—k
- HiEEDT—/\—FA - Various taper angles With polished
- ZI—hAZRYy> 2 Ufe - Also available with polished — chip space
AT LHEM chip space DIN 6535
§/ HBEE | M
HB
£ —— ——
S |—— 1
« = | O
05x1p N
45° R—Ib
5 @~ vt
. N 200 '
= |
Io |
i
'
Design |, ﬁf
lg J
41
ISSN 2 v
I
|3 — Ad — -~
I A=IZFOVR A=IZFOVR
J—7 7" - Coating ALCR
FUr— 3> - #HEIM (P172288)  Applications — material (see page 172) N (1313 ) P [14-31 ) 4151
-1 EEACETORHIMICER AT EE - For almost all materials N 1121 |
- L EIFINTICE&RE - Suitable for finishing K
N
N
N
s
s
S REZE - Order code 3440 3441 3440L
a/g r lo I3 Iy 4 dym 0 do z 14X
0,005 e (% | BIE
15 20 20 62 24 3,90 6 3 .03015A ® [} °
2 21 21 66 - 4,90 6 3 .03020A (] ° )
3° 2 31 31 80 35 5,42 8 3 .03020B o [ ) )
3 22 22 72 - 6,85 8 3 .03030A (] ° [J
3 31 31 80 £8 7,32 10 3 .03030B [ [ )
0,5 20 20 62 24 2,33 6 3 .04005A o [ ) ®
1 20 20 62 24 3,26 6 3 .04010A o ° ®
1,5 20 20 63 25 4,20 8 3 .04015A [} ° °
4° 2 20 30 68 — 513 8 3 .04020A (] ° ®
2 30 30 72 - 5,83 8 3 .04020B ® [ ) °
3 25 31 72 - 7,34 10 3 .04030A (] ° )
3 31 31 80 = 7,76 10 3 .04030B [ ) [ )
0,5 20 24 62 - 3,00 6 3 .06005A [} ° O
1 19 19 62 - 3,80 6 3 .06010A (] ° )
1 29 29 72 = 4,85 8 3 .06010B [} [ ) )
1,5 15 15 62 - 4,28 6 3 .06015A ° ® )
6° 1,5 25 25 68 = 5t 8 3 .06015B [} ° °
2 20 20 68 = 5,70 8 3 .06020A o ° ®
2 30 30 80 = 6,76 10 3 .06020B [} [ °
3 21 21 72 — 7,61 10 3 .06030A (] ° ®
3 31 31 83 = 8,66 12 3 .06030B ) [ [
0,5 18 18 62 = 3,40 6 3 .08005A [} [ ] °
1 15 15 62 - 3,85 6 3 .08010A (] ° )
1 22 22 63 - 4,83 8 3 .08010B o [ ) )
8° 15 19 19 63 - 5,28 8 3 .08015A (] ° )
1,5 26 26 72 = 6,26 10 3 .08015B [} () )
2 23 23 72 - 6,71 10 3 .08020A [ ] ° [ )
17,5° 0,5 8 8 57 = 3,26 6 3 .17505A o [ ) ®

184 Z3ESH - Ordering example: 3440.03015A



BT —/—7/R—JL T>RZ)L - Tapered Solid Carbide Ball Nose End Mills

- ZBEMNICEZZTE - Mutti-functional tool
- AR - With 2 flutes N
- DT —/\—FA - Various taper angles
- Z)Ib—bhAERY Y2 U - Also available with polished —
TATLEHEN chip space DIN 6535
HBIE | Cam
HB

30° R—JL

@_ ve/f,

I3
P . S h 2%1
i s

RYv>a
ZIL—b
With polished
chip space

FRANKEN

70778

Design |,
lg ‘I ‘ ‘
] I .
I
I3 — 3 — -~
I A=IZoVKR A=IZoVK
d—7 7% - Coating ALCR |
FFIVTr— 3y - #hEHIF (P17258)  Applications — material (see page 172) N P [11-31 ) 4151
- FEAERTOWEIN ICER R EE - For almost all materials N 1121 |
-TMIEEEFMIoEESICHE - Suitable for roughing and finishing
& K
FArlgE
N
N
N
s
s
SRBYE - Order code 3442 3443 34421
o/ r lo I3 l4 g g do Z B4 X
0,01 h6 (%) BE
1,5 4 24 63 26 8 2 .03015A [ [ ) [ )
3° 3 7 38 80 39 10 2 .03030A ° ° °
1,5 4 24 63 26 8 2 .04015A [ () ®
4° 3 7 33 80 — 10 2 .04030A ] [ ] [}
15 4 26 63 - 8 2 .06015A ° [ ) ®
6° 3 7 23 80 - 10 2 .06030A ° ° °
15 4 27 80 - 10 2 .08015A [ ] [ ] ®
8° 3 7 25 83 - 12 2 .08030A [ ] () [ ]
@ = 1EXEFEE & - Stock tool EMUGE [T
O = BELET T - Available at short notice [FRANKEN|

HM



FRANKEN &#E7—/t—>Y72 T>RI)L - Tapered Solid Carbide Torus End Mills

/47’7 )/ g)—4
- ZBENICEZZTE - Multi-functional tool RYwsn
- 2 HERE - With 2 flutes N JIL—k
-BEREOT—/I\—A - Various taper angles With polished
- 7I—bhA%ZRY Y2 Ufz - Also available with polished — chip space
AT LBEN chip space DIN 6535
HBIE | A
HB

30° | SYFR
ve/f,

| E |
I - g \ 202 '
7 Ip |

0dy

A=IZIVR

J—7 7" - Coating ALCR |
TIVr—3> - #EIM (P172588)  Applications — material (see page 172) N P [(11-31 ) 4.1-5.1
- [FEAELTORBIMICEFRTBE - For almost all materials N 11-21 |
-FENIICEE - Suitable for roughing K
N
N
N
s
s
S RBYE - Order code 3444 3445 34441
o/ 0 dy r lo I3 Iy g 0 do z YL X
+0,01 e (9% B
3 0,3 6 24 63 26 8 2 .03003A ° [} °
3° 4 0,4 8 24 63 26 8 2 .03004A (] [ ] )
5 0,5 10 25 63 26 8 2 .03005A (] [ °
3 0,3 6 24 63 26 8 2 .04003A ° () ()
4° 4 0,4 8 25 63 26 8 2 .04004A o ° )
5 0,5 10 23 63 - 8 2 .04005A (] ) 0
3 0,3 6 25 63 = 8 2 .06003A o ° [ ]
6° 4 0,4 8 20 63 — 8 2 .06004A (] ° ®
5 0,5 10 25 80 = 10 2 .06005A ) [ ) )
3 0,3 6 25 80 = 10 2 .08003A [} (] °
8° 4 0,4 8 22 80 - 10 2 .08004A (] [ °
5 0,5 10 25 83 = 12 2 .08005A J () ()

Kl EMUGE Z3ESLA - Ordering example: 3444.03003A



#BIET —/\—7R—)L TR X)L - Tapered Solid Carbide Ball Nose End Mills FRANKEN

7erbr7e
-ZEMICEZZTE - Multi-functional tool
- RIDA & SR ERE - 3 flutes in the ball nose section N
- NEHIE 618K - 6 radial flutes
DIN 6535
HBIE | A
HB
38° R—=JL
@ - VC/fZ
N
§/ 203
E
AN = —
05xlp
,'#.‘
I — .
I IA=IZoVK
d—7 7% - Coating TIALN |
F7VTr—ay - HHIM (P17251R) Applications — material (see page 172) P
- BB RAREIM IR (ol - Especially suitable for high-strength materials 11-41
- ZuTIEESOMIICHER AL - Also suitable in nickel-base alloys K
-FIVEEDITIIC - For the machining of titanium alloys
- —EVIERINSHS5DDHHEIMICEETIEE - Suitable in all turbine materials N[2128]) 52
s
SRBYE - Order code 2679A
A/ r lo I3 l4 dym 0d) VA B4 X
+0,01 h6 (%) BE
3 30 47 108 7,89 12 3/6 .04030A [ ) HM
35 39 39 108 9,26 12 3/6 .04035A [ ]
4° 4 32 32 108 9,70 12 3/6 .04040A [}
5 35 49 108 1,77 16 3/6 .04050A [}
6 34 34 108 13,57 16 3/6 .04060A [ ]
8 36 36 108 17,44 20 3/6 .04080A [

@ = 1EXEFEE & - Stock tool EVUGE [TV
[FRANKEN|

O = BELET T - Available at short notice



FRANKEN &#E7—/t—>Y72 T>RI)L - Tapered Solid Carbide Torus End Mills

7erbmrre
-ZENICEZZTE - Multi-functional tool
- 5-13tHE&ET - With 5-13 flutes N
- R EFEEYF - Variable spacing
- EEUDRWERDVRINT - Low-vibration machining —
- B ODNS DAFRERHINT E (ICA) - Internal coolant supply,
axial exit (ICA) ICA
I =
,
HBHE i
DIN 6535 ' .
CHA '
HB _
20° 5*’)71\
U~ Vel
N o
=
EI i s
Y] % . e
I A=IZFOVK | A=IFIUKR
J—5 4% - Coating TIALN | TIALN |
F77VT—ray - #EI# (P1722R) Applications — material (see page 172) P (1154 ) || p G ]
- ERE BN IR I BoE - Especially suitable for high-strength materials 11-41 | [ 11-41 | [
-y TILEESEOMIICHER AL - Also suitable in nickel-base alloys K 2 |k iz J
-FEVEEDIIIC - For the machining of titanium alloys Sl Sl
- F—EVICERINDHSDDHEHEIMICEATIAE - Suitable in all turbine materials N(21-28) 52 ||N[21-28]) 52 |
s [ 11-26 ) s (11-26 ) )
0% - Long design
S FEIE - Order code 2677AZ
A/ 9 d r lo 4 gdy YA H14Z
HM 20,01 G (I BE
8 0,8 7,5 80 10 7 .008008 [ )
8° 9 1 3,5 80 10 7 .009010 (]
10 1 7,5 80 12 9 .010010 [ )
11 1 3,5 80 12 9 .011010 J
IYANZ0O2% - Extra long design
S MBYE - Order code 2678AZ
A/, 0 d r lo l4 0 dyp Z 14X
0,01 6 (T BE
9 1 815 108 10 5 .009010 e
10 1 7,5 108 12 7 .010010 ([
1" 1 815) 108 12 7 011010 ®
8° 15 1 3,5 108 16 9 .015010 °
15 1 815 108 16 13 115010 ®
19 1 3,5 108 20 9 .019010 ®
19 1 816) 108 20 13 .119010 [

188 ENINEE ZESLA - Ordering example: 2677AZ.008008
[FRANKEN|



HBIEZY 77 A T RE)L - Solid Carbide Torus End Mills

FRANKEN

7erbr7e
-ZBENICEZZTE - Multi-functional tool
- 5- O F&RET - With 5-9 flutes N
- REFEEYF - Variable spacing
- EEVDRWEEDVRINT - Low-vibration machining _—
- B OHOS DRERARHAINAT = (ICA) - Internal coolant supply,
axial exit (ICA) ICA
DIN 6535 1|
B | CHA
HB
—_—t ||
W | N
20° SIF R
é} - Vc/fz ]|
B
N5
< L Jl
d—7F %" - Coating TIALN |
TV =3y - #%EIH (P1725 ) Applications — material (see page 172) p
- EEREREEHIMICRFICRE - Especially sitable for high-strength materials 1.1-41 |
-y EASOMIICHER AL - Also suitable in nickel-base alloys K
- FEVEEDITIIC - For the machining of titanium alloys
- —EVIERINZHSDDHHEIMICEETIEE - Suitable in all turbine materials N[2128]) 52
s
SRBYFE - Order code 2676AZ
0 dy Iy Iy g dy z HY1X
8 0,01 6 E:) BE
8 1 3 80 8 5 .008010 [ ]
8 2 4 80 8 5 .008020 [}
10 1 3 80 10 7 .010010 [}
10 2 4 80 10 7 .010020 [}
12 1 3 108 12 7 .012010 ([ ]
12 2 4 108 12 7 .012020 [}
16 1 3 108 16 9 .016010 [ )
16 2 4 108 16 9 .016020 [

Od—JLRTZFZ/ Z)UICDWT &
348-350 R—IHETELES,

Cold-air nozzle and accessories,

see pages 348- 350

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

B

HM



FRANKEN &&57—/¢— T>R3)L - Tapered Solid Carbide End Mills

- ZEMNICEZZTE - Multi-functional tool .
- 3ME SIS AR AT - With 3 or 4 flutes N
-HiEEDT—/\—FA - Various taper angles
DIN 6535
HBIE | A ‘
HB
el | ‘
V]~ | velfs I |
B |
E 206 I |
g
B\t
lo B — o, L
I A=ILZOVR
J—7 7" - Coating TIALN |
FAUr— 3> - 1HEIM (P172588)  Applications — material (see page 172) P (1121 ) P [14-31 ) 4151
- [FEAELTORBIMICEFRTEE - For almost all materials N 11-21 |
N K (1122 ) 3.1-42
! NEETRIRE
N[21-26 ) 2728
N
sl1112) 13
s [ 2122 ] 23-26
HEC 14 ) 12 |
S REZE - Order code 1900 1901 1902 1900A | 1901A | 1902A
A/y 0 d4 0dsg lo Iy 0 do VA YL X
he (9%) nE
HM 2 2,35 20 75 6 3 1002 ° °
3 3,45 25 75 6 3 .003 [ ] [}
4 4,52 30 75 6 3 .004 ([ ] [}
5 5,52 30 75 6 3 .005 [ ] [}
0,5° 6 6,7 40 100 8 3 .006 [ ] [}
8 8,79 45 100 10 4 .008 ) ®
10 10,79 45 100 12 4 .010 [ ] [}
12 12,79 45 100 14 4 .012 ° ®
2 2,7 20 75 6 3 .002 [} ®
3 3,87 25 75 6 3 .003 () ®
4 5,05 30 75 6 3 .004 [} ®
5 6 28 75 6 3 .005 () ®
1° 6 74 40 100 8 3 .006 [} ®
8 9,57 45 100 10 4 .008 [} ®
10 11,57 45 100 12 4 .010 [} ®
12 13,57 45 100 14 4 .012 [} ®
2 3,05 20 75 6 3 .002 [} ®
3 4,31 25 75 6 3 .003 ° ®
4 5,57 30 75 6 3 .004 () ®
5 6,83 35 100 8 3 .005 o ®
1,5° 6 7,83 3B 100 8 3 .006 ) )
8 10,36 45 100 12 4 .008 ° ®
10 12,88 08 125 14 4 .010 [} ®
12 15,14 60 125 16 4 .012 [ ] °

190 YIS Z3EIA - Ordering example: 1900.002
[FRANKEN|



#BET —/\— TR )L - Tapered Solid Carbide End Mills FRANKEN

- ZBENICEZZTE - Mutti-functional tool
- M E el MR ST - With 3 and 4 flutes N
- HAEEDT—/\—FA - Various taper angles
DIN 6535
HBRE | CaHA ‘
HB
e— —
7 | ‘
V]~ velfs | |
B |
b 206 I |
4
W)
| J;
o~ |
: 5] /
| ST f
Iz \St — -~ 3 — -~ -~
I A=IZoVKR A=IZoVK
d—7 7% - Coating TIALN |
F7Vr—yay - #HHI% (P172558)  Applications — material (see page 172) P P (1431 ) 41-5.1
- FEAERTOHEIM ICERRTEE - For almost all materials N 1121 |
N K
N N(aa4]) 15
N (2126 ) 2728
N
s(1112) 13
s [ 2122 ] 23-28
HE 14 ] 12 |
SRBYE - Order code 1903 1904 1905 1903A | 1904A | 1905A
A/y 0 d4 0ds lo l4 0 do z HLX
h6 I BE
2 34 20 75 6 3 002 ° ° HM
3 4,75 25 75 6 3 .003 [ ] ®
4 6 28 75 6 3 .004 [} ®
5 8 40 100 8 3 .005 [ ] [}
2° 6 9,14 45 100 10 3 .006 [ ] [}
8 11,14 45 100 12 4 .008 [} ®
10 13,84 &b 125 14 4 .010 [ ] [}
12 15,84 55 125 16 4 012 [} ®
2 4.1 20 75 6 3 .002 () [ )
3 5,62 25 75 6 3 .003 ° [ )
4 8 38 100 8 3 .004 o )
5 10 48 100 10 3 .005 ° °
3° 6 12 50 100 12 3 .006 [} [ )
8 14 55 125 14 4 .008 [ ] [
10 16 88 125 16 4 .010 o [ )
12 18 55 125 18 4 .012 ° °
2 616) 20 75 6 3 .002 ° ()
3 8 28 100 8 3 .003 [ [}
4 10 34 100 10 3 .004 (] °
5 12 40 100 12 3 .005 () ®
5° 6 14 45 100 14 3 .006 [ °
8 16 45 125 16 4 .008 [} °
10 18 45 125 18 4 .010 ° [ )
12 20 45 125 20 4 .012 [ [
@ = 1EXEFEEM - Stock tool EMUGE [IETe¥
O = BELET T - Available at short notice [FRANKEN



HM

FRAINKEIN 7854 - Cutting Conditions

T w70, Cur

HB—=IIEIAVN TR KLY AT
Solid carbide circle segment end mill with barrel-shape

Y)5AHE - Allowance

)5AHE - Allowance

S RELT - Valid for

3542L

TEEEGKEFEIBEIE d Tk

ZEHBFENZI N,

In order to calculate the rotational speed n,

the diameter d4 has to be used.

0,05-0,1 mm 0,1-0,2mm
HIHIRE Hpt=biED HIHIERE ApTcbiED % ‘KA* MMS %
V¢ [m/min] £, [mm V¢ [m/min] £, mm] %) | MaL
200 0,008 x dy 200 0,006 x dy o ] o ]
180 0,007 x dy 180 0,005 x dy u] ] (m] u
150 0,006 x dy 150 0,004 x dy o ] o n
140 0,005 x dy 140 0,003 x dy o u
130 0,005 x dy 130 0,003 x dy o ]
100 0,005 x dq 100 0,003 x d4 [m} u
M 80 0,005 x d; 80 0,003 x dy 0 ]
b 60 0,004 x dq 60 0,002 x d4 (] u
4. 40 0,004 x d 40 0,002 x d ] ]
200 0,008 x dq 200 0,006 x dy o L]
200 0,008 x dq 200 0,006 x d1 o L]
180 0,007 x dq 180 0,005 x dq m] u
180 0,007 x dq 180 0,005 x d4 m] u
150 0,007 x dq 150 0,005 x d4 o L]
150 0,007 x dq 150 0,005 x d4 o L]
130 0,005 x dq 130 0,003 x d4 o L]
100 0,004 x d 100 0,003 x d 5] []
600 0,008 x dq 600 0,006 x d1 0 u
600 0,007 x dq 600 0,005 x d4 (] u
600 0,006 x dq 600 0,004 x d4 =] ]
410 0,007 x dq 410 0,005 x d4 (] L]
380 0,006 x dq 380 0,004 x d4 (] L]
270 0,005 x dq 270 0,003 x d4 (] L]
180 0,008 x dq 180 0,006 x d4 O u
180 0,008 x dq 180 0,006 x d4 (8] u
180 0,008 x dq 180 0,006 x d4 =] (] L]
170 0,007 x dq 170 0,005 x dy (] L]
170 0,007 x dq 170 0,005 x dq a u
170 0,007 x dq 170 0,005 x dq a [m] u
100 0,005 x dq 100 0,003 x dq (] u
100 0,005 x dq 100 0,003 x d4 O u
410 0,015 x dq 410 0,011 x dy (] L]
410 0,012 x dq 410 0,008 x d4 (] L]
410 0,013 x dq 410 0,009 x d4 ] [m} u
600 0,013 x dq 600 0,009 x d4 (] u
100 0,005 x dq 100 0,003 x d4 u
100 0,006 x dq 100 0,004 x d4 L]
80 0,005 x dq 80 0,003 x d4 L]
60 0,005 x dq 60 0,003 x d4 L]
80 0,004 x dq 80 0,002 x d4 ]
30 0,004 x dq 30 0,002 x d4 u
30 0,004 x dq 30 0,002 x d4 []
30 0,004 x dq 30 0,002 x d4 ]
30 0,004 x dq 30 0,002 x d4 ]
30 0,004 x dq 30 0,002 x d4 L]
130 0,005 x dq 130 0,003 x d4 m] u
H B
4
5

o

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



HIBIZ44 - Cutting Conditions

FRANKEN

[ = BRI BE - Suitable

w70, LCuwe
P—OIEIAVN TVRIIL A=NIVTA—LA
Solid carbide circle segment end mills with oval form S RELT - Valid for
3538L
| |
TEEEGHEAET RIS & TiE
EHRENCEE N,
In order to calculate the rotational speed n,
YAHE - Allowance YiAHE - Allowance YiAHE - Allowance the diameter d has to be used.
0,05-0,1 mm 0,1-0,2mm 0,2-0,3mm
IHIERE HH=bED IHERE HH=hED CIHERE Hpf=bxED % \{A* MMS %
V¢ [m/min] £, (mm] V¢ [m/min] £, (mm] V¢ [m/min] f; (mm B | MaL
200 0,008 x d4 200 0,007 x d4 200 0,006 x d4 O L] o u
180 0,007 x d4 180 0,006 x d4 180 0,005 x d4 O L] m] u
150 0,006 x d4 150 0,005 x d4 150 0,004 x d4 O L] o u
140 0,005 x d4 140 0,004 x d4 140 0,003 x dy u} L]
130 0,005 x d4 130 0,004 x d4 130 0,003 x dy O L]
1.1 100 0,005 x d4 100 0,004 x d4 100 0,003 x d4 a u
M| 21 80 0,005 x d 80 0,004 x d 80 0,003 x d =] []
3.1 60 0,004 x d4 60 0,003 x d4 60 0,002 x d4 [u] L]
4.1 40 0,004 x d 40 0,003 x d 40 0,002 x d =] L
200 0,008 x d4 200 0,007 x d4 200 0,006 x d4 u] L]
200 0,008 x d4 200 0,007 x d4 200 0,006 x d4 m] L]
180 0,007 x dq 180 0,006 x d¢ 180 0,005 x d¢ m] u
180 0,007 x dq 180 0,006 x d¢ 180 0,005 x d¢ o L
150 0,007 x d4 150 0,006 x d4 150 0,005 x d4 u] L]
150 0,007 x d4 150 0,006 x d4 150 0,005 x d4 u] L]
130 0,005 x d4 130 0,004 x d4 130 0,003 x d4 O L]
100 0,004 x d 100 0,003 x d 100 0,002 x d u] ]
600 0,008 x d4 600 0,007 x d4 600 0,006 x d4 a u
600 0,007 x d4 600 0,006 x d4 600 0,005 x d4 o L]
600 0,006 x d4 600 0,005 x d4 600 0,004 x d4 [u] L
410 0,007 x d4 410 0,006 x d4 410 0,005 x d4 [m] L]
380 0,006 x d4 380 0,005 x d4 380 0,004 x d4 [m] L]
270 0,005 x d4 270 0,004 x d4 270 0,003 x d4 [m] L]
180 0,008 x d4 180 0,007 x d4 180 0,006 x d4 o L]
180 0,008 x d4 180 0,007 x d4 180 0,006 x d4 [u] L]
180 0,008 x d4 180 0,007 x d4 180 0,006 x d4 o [m] L]
170 0,007 x d4 170 0,006 x d4 170 0,005 x d4 [u] L]
170 0,007 x d4 170 0,006 x d4 170 0,005 x d4 o L]
170 0,007 x d¢ 170 0,006 x d¢ 170 0,005 x d¢ o a u
100 0,005 x dq 100 0,004 x d¢ 100 0,003 x d¢ a u
100 0,005 x d4 100 0,004 x d4 100 0,003 x d4 [u] L]
410 0,015 x d4 410 0,013 x dy 410 0,011 x dy [u] L]
410 0,012 x d4 410 0,010 x d4 410 0,008 x d4 [m] L]
410 0,013 x dy 410 0,011 x dy 410 0,009 x d4 o a u
600 0,013 x d4 600 0,011 x dy 600 0,009 x d4 o L]
100 0,005 x d4 100 0,004 x d4 100 0,003 x d4 u
100 0,006 x d4 100 0,005 x d4 100 0,004 x d4 L]
80 0,005 x d4 80 0,004 x d4 80 0,003 x d4 L]
60 0,005 x d4 60 0,004 x d4 60 0,003 x d4 L]
80 0,004 x d4 80 0,003 x d4 80 0,002 x d4 u
30 0,004 x d4 30 0,003 x d4 30 0,002 x d4 L]
30 0,004 x d4 30 0,003 x d4 30 0,002 x d4 L]
30 0,004 x d4 30 0,003 x d4 30 0,002 x d4 L
30 0,004 x d4 30 0,003 x d4 30 0,002 x d4 L]
30 0,004 x d4 30 0,003 x d4 30 0,002 x d4 L]
130 0,005 x d4 130 0,004 x d4 130 0,003 x d4 [m] u
H B
4
5
W = 58 - Very Suitable 193

HM



HM

FRAINKEIN 7854 - Cutting Conditions

T w70, Cur

PB=IWEIAVN IVRII T=IN—TH—LA
Solid carbide circle segment end mills with taper form

| Y
\

\9

Y)5AHE - Allowance

)5AHE - Allowance

S RELT - Valid for

3540L

TEEEGKEFEIBEIE d Tk

ZEHBFENZI N,

In order to calculate the rotational speed n,

the diameter d4 has to be used.

0,05-0,1 mm 0,1-0,2mm
CIHERE HHi=DED CIHERE Hp=DED % ‘KA* MMS %
V¢ [m/min] £, [mm V¢ [m/min] £, mm] %) | MaL
200 0,007 x dy 200 0,005 x dy o ] o ]
180 0,006 x dy 180 0,004 x dy u] ] [m] L]
150 0,005 x dy 150 0,003 x dy o ] o n
140 0,004 x dy 140 0,003 x dy o u
130 0,004 x dy 130 0,003 x dy o ]
100 0,004 x dq 100 0,003 x d4 (] u
M 80 0,004 x dy 80 0,003 x dy 0 u
60 0,003 x dq 60 0,002 x d4 (] L]
40 0,003 x d 40 0,002 x d ] ]
200 0,007 x dq 200 0,005 x d4 o L]
200 0,007 x dq 200 0,005 x d4 o L]
180 0,006 x dq 180 0,005 x dq m] u
180 0,006 x dq 180 0,005 x d4 m] L]
150 0,006 x dq 150 0,005 x d4 o L]
150 0,006 x dq 150 0,005 x d4 ] u
130 0,004 x dq 130 0,003 x d4 o L]
100 0,003 x d 100 0,002 x d 5] []
600 0,007 x dq 600 0,005 x d4 0 L}
600 0,006 x dq 600 0,004 x d4 (] L]
600 0,005 x dq 600 0,004 x dq 8] ]
410 0,006 x dq 410 0,004 x d4 (] L]
380 0,005 x dq 380 0,004 x d4 (] L]
270 0,004 x dq 270 0,003 x d4 (] L]
180 0,006 x dq 180 0,005 x d4 (] L]
180 0,006 x dq 180 0,005 x d4 (] L]
180 0,006 x dq 180 0,005 x d4 =] (] L]
170 0,005 x dq 170 0,004 x d4 (] L]
170 0,005 x dq 170 0,004 x d4 (] L]
170 0,005 x dq 170 0,004 x dq a [m] u
100 0,004 x dq 100 0,003 x dq 0 L}
100 0,004 x dq 100 0,003 x d4 (] L]
410 0,013 x dq 410 0,010 x d4 (] L]
410 0,010 x dq 410 0,008 x d4 (] L]
410 0,011 x dq 410 0,008 x d1 ] (] u
600 0,011 x dq 600 0,008 x d4 (] L]
100 0,004 x dq 100 0,003 x d4 u
100 0,005 x dq 100 0,004 x d4 L]
80 0,004 x dq 80 0,003 x d4 ]
60 0,004 x dq 60 0,003 x d4 L]
80 0,003 x dq 80 0,002 x d4 u
30 0,003 x dq 30 0,002 x d4 L]
30 0,003 x dq 30 0,002 x d4 L]
30 0,003 x dq 30 0,002 x d4 L]
30 0,003 x dq 30 0,002 x d4 L]
30 0,003 x dq 30 0,002 x d4 L]
130 0,004 x dq 130 0,003 x d4 m] u
H B
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194 ve = YIHIERE - Cutting speed

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



B8l - Cutting Conditions

FRANKEN

w70, LCuwe
Y= EIAVN VRN LYAV AT
Solid carbide circle segment end mill with lens-shape S RELT - Valid for
3544L
L)
L J L ] TEOEHETET DR d T
- ZEREVEI0,
A
In order to calculate the rotational speed n,
YAHE - Allowance YIAHE - Allowance the diameter d has to be used.
0,05-0,1 mm 0,1-0,2mm
SIHIERRE HHf=D%ED IHIERE HNp=ED % \KA* MMS %
Vg [m/min] £, mm] V¢ [m/min] £, mm] /| MoL
280 0,008 x d4 280 0,006 x d4 O L] o u
240 0,007 x dy 240 0,005 x d4 O L] m] u
200 0,006 x dy 200 0,004 x d4 O L] o u
180 0,005 x dy 180 0,003 x d4 u} L]
150 0,005 x dy 150 0,003 x d4 O L]
150 0,005 x d4 150 0,003 x d4 a u
M 120 0,005 x d4 120 0,003 x d4 a u
b 90 0,004 x d4 90 0,002 x d4 [u] L]
4. 60 0,004 x d 60 0,002 x d =] L
300 0,008 x d4 300 0,006 x d4 u] L]
300 0,008 x d4 300 0,006 x d4 m] L]
270 0,007 x dq 270 0,005 x dq m] u
270 0,007 x dq 270 0,005 x d4 u] L]
220 0,007 x dq 220 0,005 x d4 u] L]
220 0,007 x dq 220 0,005 x d4 u] L]
200 0,005 x d4 200 0,003 x d4 O L]
150 0,004 x d 150 0,003 x d 0 L]
900 0,008 x d4 900 0,006 x d4 =) u
900 0,007 x d4 900 0,005 x d4 o L]
900 0,006 x d4 900 0,004 x dq =] [
600 0,007 x d4 600 0,005 x d4 [m] L]
550 0,008 x d4 550 0,004 x d4 [m] L]
400 0,005 x d4 400 0,003 x d4 [m] L]
270 0,008 x d4 270 0,006 x d4 o L]
270 0,008 x d4 270 0,006 x d4 [u] L]
270 0,008 x d4 270 0,006 x d4 o [m] L]
250 0,007 x d4 250 0,005 x d4 [u] L]
250 0,007 x d4 250 0,005 x d4 o L]
250 0,007 x d4 250 0,005 x d4 o a u
150 0,005 x dq 150 0,003 x dq 5] ]
150 0,005 x d4 150 0,003 x d4 [u] L]
600 0,015 x d4 600 0,011 x d4 [u] L]
600 0,012 x d4 600 0,008 x d4 [m] L]
150 0,005 x d4 150 0,003 x d4 u
150 0,006 x d4 150 0,004 x d4 L]
120 0,005 x d4 120 0,003 x d4 L]
90 0,005 x d4 90 0,003 x d4 L]
120 0,004 x d4 120 0,002 x d4 u
H B
4
5
W = 5 - Very Suitable 195

[ = BFAPI4E - Suitable

HM



ve/ f;

HM

FRAINKEIN 785 - Cutting Conditions

& W7 urbmrme

BET—/\—hR—IL TR
Tapered solid carbide ball nose end mills STRELER - Valid for
3546L
NR I
T BB (n) ZFTE Y DHRETFE
TERd, ZERALTEEIW,
(CRIENRIE : 05xa,)
For the calculation of rpm (), use the
= average diameter dy, (measuring point
AN at0.5xap).
w0
C”’ 05xay
<
de
AN
L 5
<
2g < 100% 3 =05-1mm
PIHIERE HHr=biEh IHIERE HHizbixh
V¢ [m/min] £, [mm Vg [m/min] £, [mm
140 0,06 100 0,07 [m] [m] [ ]
130 0,05 90 0,06 o ] u
120 0,04 90 0,05 [ ] [m] [ ]
110 0,04 80 0,05 u
100 0,03 70 0,04 [ ]
120 0,03 90 0,07 u
M 120 0,03 90 0,07 [
100 0,03 70 0,07 L]
100 0,03 70 0,07 u
400 0,06 280 0,12 ]
280 0,06 200 0,12 ]
200 0,06 140 0,12 []
120 0,03 90 0,07 []
100 0,03 75 0,07 L]
60 0,03 45 0,07 []
30 0,03 25 0,07 ]
30 0,03 25 0,07 []
30 0,03 25 0,07 []
20 0,03 15 0,07 L]
30 0,03 25 0,07 L]
H B
4
5
196 ve = YIHIERE - Cutting speed

EMUGE
[FRANKEN|

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



B8l - Cutting Conditions

BET—/\—h—IL TR
Tapered solid carbide ball nose end mills

FRANKEN

A W7 urbme

S RELT - Valid for
3550L

T BRI () Z5E Y DHRETF
TERd, ZFERALTRIV,
(RIFERIE  05xa,)

For the calculation of rpm (n), use the
average diameter dy, (measuring point
at0.5xa).

05xay
EN 4
4
5
2,=05-1mm 2=0,1-0,2mm
YIHIERRE HHr=DED YIHIERE HHi=hikh
Vg [m/min] £, [mm V¢ [m/min] £, (mm

120 0,07 80 0,05 [ ] m] [ ]

110 0,06 70 0,05 u m] u

100 0,05 60 0,04 [ ] m] [ ]

90 0,04 60 0,04 ]
80 0,04 50 0,03 [ ]

. 90 0,07 60 0,03 []

M[ 2 90 0,07 60 0,03 [

! 70 0,07 50 0,03 []

4. 70 0,07 50 0,03 L]

280 0,12 200 0,06 []

200 0,12 140 0,06 ]

140 012 100 0,06 []

90 0,07 60 0,03 []

75 0,07 50 0,03 L]

45 0,07 30 0,03 ]

25 0,07 15 0,03 L]

25 0,07 15 0,03 L]

25 0,07 15 0,03 []

15 0,07 10 0,03 L]

25 0,07 15 0,03 L]
H B
4
5

W = 5 - Very Suitable
[ = BFAPI4E - Suitable

B
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HM

FRAINKEIN 785 - Cutting Conditions
O 07/e's) g~

BET—/\—R—JL TVRZL
Tapered solid carbide ball nose end mills

S RELT - Valid for
3548L

T BB (n) ZFEY DHRETF
TERd, ZERALTEEIW,
(AU : 05xa))

For the calculation of rpm (), use the
average diameter dy, (measuring point
at0.5xap).

0,5 xap

£|
hS)

e V¢ x 1000 [min-1]

3, =0,1-02mm dpxm
LIBERE Hptzb3kh _)j( \* MMS ;ﬁ
V¢ [m/min] f; (mm) )| MaL

80 0,05 u O [ ]
70 0,04 L] o L]
60 0,04 u O [ ]

60 0,03 u

50 0,03 [ ]
60 0,03 L]
M 60 0,03 u
50 0,03 L]
4 50 0,03 []
200 0,06 []
140 0,06 L]
100 0,06 L]
60 0,03 L]
50 0,03 []
30 0,03 [
15 0,03 L]
15 0,03 []
15 0,03 []
10 0,03 L]
15 0,03 L

198 ve = YIHIERE - Cutting speed

EMUGE
[FRANKEN|

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



FRANKEN

A W7 urbme

B8l - Cutting Conditions

BET—/\—R—=IL TVRI)
Tapered solid carbide ball nose end mills IFERELT - Valid for
3446 3446L 3447
NF I
T BRI () Z5E Y DHRETF
N TIERd, 2ERALTIEEW,
= (BIEMIE : 05%ay)
w0 For the calculation of rpm (n), use the
? average diameter dy, (measuring point
<& at0.5xa).
0 dy 0,5xap
[ < ' ;
NA B B <
ag 4 £
=04 2. =0,1-1,0mm 2. =0,1-1,0mm v.x1000
n=~—4——[min-1]
dpxm
/>—h - Uncoated ALCR
PIHIRE HHT=DiED PIHIERE HHT=DiED PIHIERE HHT=nxh % \KA* MMS %
V¢ [m/min] f, (mm] V¢ [m/min] f, (mm] V¢ [m/min] f2 [mm] )| MOL
160 0,010xr u] L] O L]
140 0,010xr m] L} o L]
120 0,008 xr O L] =]
100 0,008 xr m] L o
80 0,006 xr O L] o
. 80 0.006 x r O L]
M . 70 0.006 xr a L]
a.
160 0.010xr L] L]
160 0,010xr u [
140 0,008 xr [] []
140 0.008 xr L] ]
120 0,008 xr L] L]
120 0,008 xr L] L] oLy
100 0,006 xr L] L]
80 0,006 x r L] L]
350 0,040 xr 300 0,020 xr 350 0,016 xr 0 L
350 0,040 xr 300 0,020 xr 350 0,014 xr o L]
320 0,035xr 270 0,017 xr 350 0.012xr o L]
280 0,014 xr =] L]
240 0.012xr [u] []
140 0.010xr o L]
140 0,010 xr o L]
140 0.010xr u] u] u] L]
120 0,008 xr ] L]
120 0,008 xr 8] L]
120 0,008 xr 8] u] 8] L]
70 0.006 xr o L]
70 0,006 xr u] L]
320 0,018 xr =] L]
320 0,014 xr ] L
180 0,016 xr 240 0,016 xr o =] L]
160 0,016 xr 350 0,016 xr m] o L]
180 0.012xr u] o L]
90 0.012xr u] u] L]
80 0,006 x r 8] -
160 0.012xr 0 L] L]
80 0,008 xr O L]
60 0,006 xr ] L]
40 0,006 x r [a] []
50 0,006 xr o L]
20 0,004 xr o L]
20 0,004 xr [a] []
20 0,004 xr [u] []
15 0,004 xr [m] []
20 0,004 xr [a] []
H B
4
.5

W = 5 - Very Suitable
[ = BFAPI4E - Suitable

B



HM

FRAINKEIN 785 - Cutting Conditions
O 07/e's) g~

BET—/\—HR—IL TVRII)
Tapered solid carbide ball nose end mills

Ll

S RELT - Valid for

3440 3440L

3441

TEEEH n) 28I BRIEFY
TEE dy ZEBLTIEE N,

(RIEAIE : 0.5xa,)

For the calculation of rpm (n), use the
average diameter dy, (measuring point

at0.5xap).

0,5 xap

£|
hS)

2. =0,1-0,2mm 2. =0,1-0,2mm vex1000
n = —4=——— [min-1]
dpxm
/> 1— - Uncoated ALCR
CIHERE H&H=hED IHIERE Hpr=D&ED % i&* MMS %
V¢ [m/min] £, [mm Vg [m/min] £, [mm %l maL
120 0,010xr o L O L
100 0,010 xr o (] m L]
90 0,008 xr u] u [}
70 0,008 xr o u o
60 0,006 x r (] u (m]
= 60 0,006 x r ] []
M[ 2 50 0,006 xr O []
4.
120 0,010 xr L] L]
120 0,010xr [] (]
100 0,008 x r L] L]
100 0,008 x r L] L]
90 0,008 x r L] L]
90 0,008 x r L] L]
70 0,006 x r L] u
60 0,006 x r L] L]
180 0,016 xr 260 0,016 xr =] L]
180 0,014 xr 260 0,014 xr =] L]
180 0,012xr 260 0,012 xr =] L]
200 0,014 xr [m] ]
180 0,012 xr (8] u
100 0,010 xr ] L]
100 0,010 xr =] L]
100 0,010 xr m] ] =] L]
80 0,008 x r o u
80 0,008 x r a L]
80 0,008 x r o =] ] L]
50 0,006 x r ] L]
50 0,006 x r =] L]
240 0,018 xr =] ]
240 0,014 xr ] []
130 0,016 xr 180 0,016 xr =] ] L]
110 0,016 xr 160 0,016 xr =] ] L]
100 0,012 xr (=] [m] u
70 0.012xr [u] [u] ]
60 0,006 x r [m] ]
120 0,012 xr =] L] L]
60 0,008 x r =] L]
50 0,006 x r o u
30 0,006 x r ] L]
40 0,006 x r 5] ]
15 0,004 xr 5] [
15 0,004 xr =] ]
15 0,004 xr [m] ]
10 0,004 x r ] ]
15 0,004 x r =] L]
H B
4
5
200 ve = YIHIERE - Cutting speed

EMUGE
[FRANKEN|

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



B8l - Cutting Conditions FRANKEN
A T a7

BET—/\—h—IL TR
Tapered solid carbide ball nose end mills T SRELT, - Valid for
3442 34421 3443
L)
I c TEEEH () 2583 BBRIET
£ £ TERd, ZFERALTRIV,
o N (RIEALE : 0.5xay)
o o
! ! For the calculation of rpm (n), use the v./f
S S average diameter d,, (measuring point ¢’z
] Il at0.5xa).
& &
2% 05xay
o
& & =
2. =0,1-02mm 2 =0,1-0,2mm 2. =0,1-02mm 2 =0,1-0,2mm
vex1000 . .
n= [min-1]
dpxm
/>—h - Uncoated ALCR
PHIERE | WHhxED | YIHIRE | WHHXD | YIHBRE | HHhED | YHIERE | WHbxEb % \{A* MMS %
V¢ [m/min] £, [mm] V¢ [m/min] £, [mm] V¢ [m/min] £, [mm] V¢ [m/min] £, mm] W) MaL
300 0,010xr 160 0,010xr O L] o L
260 0,010 xr 140 0,010 xr O L] =] L
220 0,008 x r 120 0,008 x r ] u (]
180 0,008 xr 100 0,008 x r o L] o
150 0,006 x r 80 0,006 x r =] u (]
. 150 0,006 x r 80 0,006 x r o L)
M . 120 0,006 x r 70 0,006 x r o L]
a.
300 0,010 xr 160 0,010xr L] L]
300 0,010xr 160 0,010 xr L L]
260 0,008 x r 140 0,008 x r L] L]
260 0,008 x r 140 0,008 x r L] L]
220 0,008 x r 120 0,008 x r L] L] HM
220 0,008 x r 120 0,008 x r L] L]
180 0,006 x r 100 0,006 x r L] L]
150 0,006 x r 80 0,006 x r L] L]
490 0,016 xr 250 0,016 xr 700 0,016 xr 350 0,016 xr =] L
490 0,014 xr 250 0,014 xr 700 0,014 xr 350 0,014 xr =] L]
490 0,012xr 250 0,012xr 700 0,012 xr 350 0,012 xr =] L)
500 0,014 xr 280 0,014 xr o L]
450 0,012 xr 240 0,012 xr 5] L]
260 0,010 xr 140 0,010 xr =] L]
260 0,010 xr 140 0,010 xr =] L]
260 0,010 xr 140 0,010 xr O O =] L]
220 0,008 x r 120 0,008 x r o L]
220 0,008 x r 120 0,008 x r ] L
220 0,008 x r 120 0,008 x r o] o =] L
140 0,006 x r 70 0,006 x r o L]
140 0,006 x r 70 0,006 x r =] L
600 0,018 xr 320 0,018 xr o L]
600 0,014 xr 320 0,014 xr 5] L]
320 0,016 xr 170 0,016 xr 460 0,016 xr 240 0,016 xr a ] L]
460 0,016 xr 250 0,016 xr 650 0,016 xr 350 0,016 xr o =] L
250 0,012 xr 180 0,012xr O =] L]
180 0,012 xr 90 0,012 xr O =] L]
180 0,006 x r 80 0,006 x r =] L
300 0,012 xr 160 0,012 xr 0 L] L
150 0,008 x r 80 0,008 x r =] L)
120 0,006 x r 60 0,006 x r o L]
70 0,006 x r 40 0,006 x r =] L
110 0,006 x r 50 0,006 x r =] L
30 0,004 x r 20 0,004 x r =] L]
30 0,004 x r 20 0,004 x r =] L)
30 0,004 x r 20 0,004 x r (=] L]
20 0.004 x r 15 0,004 x r =] ]
30 0,004 x r 20 0,004 x r =] L
H B
4
5

M = 538 - Very Suitable 201
[ = BRI BE - Suitable [FRANKEN|



HM

FRAINKEIN 785 - Cutting Conditions
O 07/e's) g~

BET—IN\—ZIF7RX TVRII
Tapered solid carbide torus end mills

Ll

S RELT - Valid for

3444 34441

3445

TEEEH n) 28I BRIEFY
TEE dy ZEBLTIEE N,

= S = S
= = < z (RITERIE : 05xay)
w0 (=} w0 (=} "
— | — B For the calculation of rpm (), use the
- 8 o s average diameter dy, (measuring point
=} S o ) at0.5xap).
I 1l 1l I
Qd1m < odi < < 0,5 xap
& / - t ’ & t R
ag | 0dy o ag ‘ 0l o 5
a=d 2, =03-1xd a=d 3, =03-1xd Vo x 1000 .
e 1 e 1 e 1 e 1 n= Ve A TUUU [mm_1]
dpxm
/> —h - Uncoated ALCR
SRR HBHTDED IHIERE HBHTDED IHIERE HBHTDED IHIERE HHT=hixED % i&* MMS %
Vg [m/min] f; (mm) V¢ [m/min] f; (mm] V¢ [m/min] f; (mm] V¢ [m/min] £, (mm] %) | MaL
220 0,010 x dy o L u
200 0,009 x d4 o L L
160 0,008 x d4 o L}
130 0,007 x d4 o u
110 0,006 x d4 o L}
. 110 0,006 x dy L]
M . 90 0.006 x dy u
4.
220 0,010 x dy L] L]
220 0,010 x dy L] L]
190 0,008 x dy L] L]
190 0,008 x dy L} L
160 0,008 x dy Ll L]
160 0,008 x dy Ll L]
130 0,006 x dy L] L]
110 0.006 x d L] L]
280 0,010 x dy 350 0,016 x dy 400 0,010 x dy 500 0,016 x dy 0 u
280 0,008 x dy 350 0,014 x dy 400 0,008 x dy 500 0,014 x dy o L]
250 0,006 x dy 350 0,012 x dy 350 0,006 x dy 500 0,012 x dy o L]
380 0,014 x dy ] L]
340 0,012 x dy 8] L]
200 0,010 x dy O L]
200 0,010 x dy o L]
200 0,010 x dy g o ] Ll
160 0,008 x dy ] Ll
160 0,008 x dy O L
160 0,008 x dy o ] 0 L
100 0,006 x dy o u
100 0,006 x dy o L]
450 0,018 x dy ] []
450 0.014 x dy 8] L]
220 0,015 x dy 320 0.015 x dy o o L]
350 0,015 x dy 500 0,015 x dy O o L]
200 0,012 x dy =] o L]
140 0,012 x dy 8] [u] ]
120 0,006 x dy O L
220 0,012 x d ] L] Ll
50 0,004 x dy 110 0.007 x dy ] L]
40 0,003 x dy 90 0.006 x dy ] Ll
30 0,003 x dy 50 0,005 x dy o L]
80 0,006 x dy 0 u
30 0,004 x dy o L]
30 0,004 x dy o L]
30 0,004 x dy ] L]
20 0.004 x dy 8] L]
30 0,004 x dy O L]
H B
4
5

e

ve = IHIZREE - Cutting speed

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



HIBIZ44 - Cutting Conditions

FRANKEN

7erbmrre
BIET—/\—K—JL TVRII
Tapered solid carbide ball nose end mills S RELT - Valid for
2679A
N |
At EFINT fEFmT
Pre-finishing Finishing
T BRI () Z5E Y DHRETF
TIERd, 2ERALTIEEW,
N R (RIZENIE : 0.5xa,)
S ; For the calculation of rpm (n), use the v, / f
© < average diameter dy, (measuring point ¢’z
/\Q /\Q at 0.5 x ap).
3+ [s+]
0,5xap
o
5
. V¢ X 1000 (min-1]
3, =0,5mm 3, =0,5mm 3 =0,2mm 3, =0,2mm dp X7
YIHIRE HHT=hixD YIHIRE HHT=hixD YRR HHT=hixb IR HHr=biEh %\ \Q*\ MM | %
Vi [m/min] f, [mm] Vi [m/min] f, [mm] Vi [m/min] £, [mm] Vi [m/min] T [mm] I )| maL ) 1
1.1 130 0,008 xr 100 0,007 xr 160 0,011 xr 120 0,009 xr m] L] O L]
2.1 120 0,007 xr 90 0,006 x r 150 0,010xr 110 0,008 x r m] u ] u
P 3.1 110 0,006 xr 90 0,006 xr 140 0,009 xr 100 0,007 xr m] L] O
41 110 0,006 x r 80 0,005 xr 130 0,008 x r 100 0,006 x r m] u o
5.1 100 0,005 xr 80 0,004 xr 120 0,007 xr 90 0,005xr m] L] O
1.1 70 0,006 x r 60 0,005 xr 90 0,008 x r 70 0,006 x r a u
M[ 21 60 0,005 xr 50 0,004 xr 80 0,007 xr 60 0,005 xr ] u
3.1 50 0,004 xr 40 0,004 xr 60 0,006 x r 40 0,005 xr a L]
4.1 30 0,004 x r 30 0,003 xr 40 0,005 xr 30 0,004 x r =] L
150 0,010xr 120 0,008 xr 190 0,013xr 140 0,011 xr u] L] u]
150 0,010xr 120 0,008 x r 190 0,013 xr 140 0,011 xr [m] u [m]
140 0,009 xr 110 0,008 x r 170 0,012xr 130 0,010xr o u =]
K 140 0,009 xr 110 0,008 x r 170 0,012xr 130 0,010xr [m] u [m]
130 0,008 xr 100 0,007 xr 160 0,011 xr 120 0,009 xr =] L] =] HM
b 130 0,008 xr 100 0,007 xr 160 0,011 xr 120 0,009 xr o L o
4. 110 0,007 xr 90 0,006 xr 140 0,010xr 100 0,008 xr 0 L] 0
4. 100 0,006 x r 80 0,006 x r 120 0,009 xr 90 0,007 xr 0 L
Al 400 0,015xr 300 0,013 xr ] u
2 400 0,016 xr 300 0,013 xr =) u
.3 400 0,017 xr 300 0,014 xr [u] L]
B 350 0,013 xr 260 0,011 xr =] L]
.5 320 0,012xr 240 0,010xr u] L]
.6 240 0,011 xr 180 0,009 x r a u
Al 160 0,008 x r 130 0,007 xr 200 0,011 xr 150 0,009 xr ] u
.2 160 0,008 xr 130 0,007 xr 200 0,011 xr 150 0,009 xr [u] L]
.3 160 0,008 xr 130 0,007 xr 200 0,011 xr 150 0,009 xr =] L]
.4 140 0,006 xr 110 0,006 xr 170 0,009 xr 130 0,007 xr u] L]
.5 140 0,006 x r 110 0,006 x r 170 0,009 xr 130 0,007 xr a u
N .6 140 0,006 x r 110 0,006 x r 170 0,009 xr 130 0,007 xr a u
.7 90 0,006 x r 70 0,005 xr 110 0,008 x r 80 0,006 x r ] u
.8 90 0,006 x r 70 0,005 xr 110 0,008 x r 80 0,006 x r ] u
[ 31 260 0,016 xr 200 0,014 xr 320 0,022 xr 240 0,018 xr =] L]
[ 32 260 0,016 xr 200 0,014 xr 320 0,022 xr 240 0,018 xr =] []
4.1
42
4.3
4.4
i
. 100 0,008 xr 80 0,007 xr 120 0,011 xr 90 0,009 xr =] L]
. 70 0,007 xr 60 0,006 xr 90 0,010xr 70 0,008 xr u] L]
3 50 0,006 x r 40 0,006 x r 60 0,009 xr 40 0,007 xr a u
S 1 70 0,007 xr 50 0,006 x r 90 0,010xr 60 0,008 x r ] u
.2 30 0,006 x r 20 0,005 xr 40 0,008 x r 30 0,006 x r 8] u
i 20 0,005 xr 20 0,004 xr 30 0,007 xr 20 0,005 xr =] L]
.4 30 0,006 x r 20 0,005 xr 40 0,008 xr 30 0,006 x r (=] L]
.5 20 0,005xr 10 0,004 xr 20 0,007 xr 20 0,005xr u] L]
.6 20 0,004 x r 20 0,004 x r 30 0,006 x r 20 0,005 x r m] u
1.1
1.2
H 13
1.4
15
W = 58 - Very Suitable 203
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FRAINKEIN 785 - Cutting Conditions
O 07/e's) g~

— BET—IN—ZIF7RA IR -OVI &LV EXOVYT
B . . . . .
Tapered solid carbide torus end mills — long and extra long design KRB - Valid for
SSS 2677AZ  2678AZ
SSSS) N |
FeAnT FeinT 4 FFMT ftEFmT
Roughing Roughing Semi Finishing Finishing
£ £
£ £
0 0
o o
1] ]
& &
a=1mm 2 =15mm 2 =0,5mm 2 =0,5mm
YIHRE HBHTDED YIHRE HBHTDED YIHRE HHTDED YIHIRE HHr=biED % ‘i&*
Vg [m/min] T2 [mm] Vg [m/min] T [mm] Vg [m/min] T [mm] Vi [m/min] T [mm] %
0,005 x d4 0,004 x d4 0,008 x d4 0,006 x d4
150 0,005 x dq 130 0,004 x dq 170 0,007 x dq 190 0,005 x dq o u O L]
140 0,004 x dq 120 0,003 x dy 160 0,006 x dq 180 0,005 x dq o u [m}
130 0,004 x dq 110 0,003 x dq 150 0,006 x dq 170 0,004 x dq o L] O
120 0,003 x dq 110 0,002 x dq 140 0,005 x dq 160 0,004 x dq o u O
1.1 90 0,004 x dy 80 0,003 x d 100 0,006 x d 120 0,004 x d 5] u
M[ 21 80 0,003 x dy 70 0,002 x d 90 0,005 x d 100 0,004 x dy & ]
3.1 60 0,003 x dy 50 0,002 x dy 70 0,004 x dy 80 0,003 x dy 5] ]
4.1 40 0,002 x d 40 0,002 x d 50 0,004 x d 60 0,003 xd O O
190 0,006 x d 160 0,005 x dy 210 0,01 xdy 240 0,007 x dy o = o
190 0,006 x dy 160 0,005 x dy 210 0,01 xdy 240 0,007 x dy =] u =]
170 0,006 x d 150 0,004 x dy 190 0,009 x d 220 0,007 x dy 0 u 0
170 0,006 x d 150 0,004 x d 190 0,009 x dy 220 0,007 x dy 0 u 5]
160 0,005 x d 140 0,004 x dy 180 0,008 x d 200 0,006 x dy 5] ] 5]
160 0,005 x d 140 0,004 x dy 180 0,008 x dy 200 0,006 x dy ] [} 5]
140 0,005 x dy 120 0,004 x dy 160 0,007 x dy 180 0,005 x dy o u o
120 0,004 x d 110 0,003 x d 140 0,006 x d 160 0,005 x d =] u
500 0,008 x dy 0 [
500 0,009 x dy O [
500 0,009 x dy O [}
440 0,007 x dy 5] ]
400 0,007 x dq [m] [
300 0,006 x dy =] u
200 0,005 x d 180 0,004 x dy 230 0,008 x d 260 0,006 x d 5] ]
200 0,005 x d 180 0,004 x dy 230 0,008 x dy 260 0,006 x dy 5] ]
200 0,005 x d 180 0,004 x dy 230 0,008 x d 260 0,006 x d 5] ]
170 0,004 x dy 150 0,003 x dy 190 0,006 x dy 220 0,005 x dy O u
170 0,004 x dy 150 0,003 x dy 190 0,006 x dy 220 0,005 x dy =] u
170 0,004 x dy 150 0,003 x dy 190 0,006 x d 220 0,005 x d 5] ]
110 0,004 x dy 90 0,003 x d 120 0,006 x d 140 0,004 x dy & ]
110 0,004 x d 90 0,003 x d 120 0,006 x d 140 0,004 x d O u
320 0,01 xdy 280 0,008 x d 360 0,016 x d 400 0,012 x d O [}
320 0,01 x dy 280 0,008 x dy 360 0,016 x dy 400 0,012 x dy O u
120 0,005 x d 110 0,004 x dy 140 0,008 x d 160 0,006 x d 5] ]
20 0,005 x dy 80 0,004 x dy 100 0,007 x dy 120 0,005 x dy O u
60 0,004 x dy 50 0,003 x dy 70 0,006 x dy 80 0,005 x dy =] u
20 0,005 x d 80 0,004 x dy 100 0,007 x dy 110 0,005 x dy 5] u
40 0,004 x dy 30 0,003 x dy 50 0,006 x d 50 0,004 x d 5] ]
30 0,003 x dy 30 0,002 x dy 30 0,005 x dy 40 0,004 x dy 5] ]
40 0,004 x dy 30 0,003 x dy 50 0,006 x d 50 0,004 x dy 5] ]
20 0,003 x dy 20 0,002 x dy 30 0,005 x dy 30 0,004 x dy 5] u
30 0,003 x dy 30 0,002 x dy 30 0,004 x dy 40 0,003 x dy =] u
Hi—
4
.5
204 % ve = YIHIERE - Cutting speed

f,= X&T=DED - Feed per tooth
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HIBIZ44 - Cutting Conditions

BET—/IN—FIFRX TVRI

Solid carbide torus end mills SR ELT - Valid for
2676A7
0J
FmT FmT T T EFIT
Roughing Roughing Semi Finishing Finishing

ag=15mm 3 =2mm ag=1mm ag=0,5mm
IR E HHIDED IR E HHIHED TIHIERE HHIHED TIHIERE HHeHiED % i&*
Vg [m/min] £, Imm] Vg [m/min] £, [mm] Vg [m/min] £, mm] V¢ [m/min] £, mm] %
0,008 x dy 0,007 x dy 0,009 x d 0,006 x dy
150 0,007 x d4 130 0,006 x d4 170 0,008 x d4 190 0,005 x d4 m] L} O L]
140 0,006 x d4 120 0,006 x d4 160 0,007 x dy 180 0,005 x d4 m] u O
130 0,006 x d4 110 0,005 x d4 150 0,006 x d4 170 0,004 x d4 m] L} O
120 0,005 x dy 110 0,004 x d4 140 0,005 x dy 160 0,004 x dy m] L] O
90 0,006 x d4 80 0,005 x d4 100 0,006 x d4 120 0,004 x d4 u] L]
M 80 0,005 x dy 70 0,004 x d4 90 0,005 x d4 100 0,004 x d4 u] L]
60 0,004 x d4 50 0,004 x d4 70 0,005 x d4 80 0,003 x d4 u] L]
4 40 0,004 x d 40 0,003 x d 50 0,004 x d 60 0,003 x d [m] []
190 0,01 x dy 160 0,008 x d4 210 0,011 x dy 240 0,007 x d4 u] L 0
190 0,01 x dq 160 0,008 x dq 210 0,011 x dq 240 0,007 x dq o] u [m]
170 0,009 x d4 150 0,008 x d4 190 0,01 x dq 220 0,007 x d4 0 L) 0
170 0,009 x dq 150 0,008 x d4 190 0,01 x dq 220 0,007 x d4 u] L] 0
160 0,008 x d4 140 0,007 x d4 180 0,009 x d4 200 0,006 x d4 0 L] 0
160 0,008 x d4 140 0,007 x d4 180 0,009 x d4 200 0,006 x d4 u] L] u]
140 0,007 x d4 120 0,006 x d4 160 0,008 x d4 180 0,005 x d4 u] L u]
120 0,006 x d 110 0,006 x d 140 0,007 x d 160 0,005 x d 0 []
500 0,008 x d4 u] L]
500 0,009 x d4 [u] []
500 0,009 x d4 [m] []
440 0,007 x d4 O L]
400 0,007 x dq =] [
300 0,006 x dy 0 [
200 0,008 x d4 180 0,007 x d4 230 0,009 x d4 260 0,006 x d4 u] L]
200 0,008 x dy 180 0,007 x d4 230 0,009 x d4 260 0,006 x d4 u] L]
200 0,008 x d4 180 0,007 x d4 230 0,009 x d4 260 0,006 x d4 u] L]
170 0,006 x d4 150 0,006 x d4 190 0,007 x d4 220 0,005 x d4 u] L]
170 0,006 x dy 150 0,006 x dy 190 0,007 x dy 220 0,005 x dy 0 [
170 0,006 x d4 150 0,006 x d4 190 0,007 x d4 220 0,005 x d4 u] L]
110 0,006 x d4 90 0,005 x d4 120 0,006 x d4 140 0,004 x d4 u] L]
110 0,006 x d4 90 0,005 x d4 120 0,006 x d4 140 0,004 x d4 (=] L]
320 0,016 x d4 280 0,014 x dy 360 0,018 x d4 400 0,012 x d4 [u] []
320 0,016 x d4 280 0,014 x d4 360 0,018 x d4 400 0,012 x dy u] L]
120 0,008 x d4 110 0,007 x d4 140 0,009 x d4 160 0,006 x d4 u] L]
90 0,007 x d4 80 0,006 x d4 100 0,008 x d4 120 0,005 x d4 u] L]
60 0,006 x dy 50 0,006 x dy 70 0,007 x d 80 0,005 x dy 0 (]
90 0,007 x d4 80 0,006 x d4 100 0,008 x d4 110 0,005 x d4 u] L]
40 0,006 x d4 30 0,005 x d4 50 0,006 x d4 50 0,004 x d4 u] L]
30 0,005 x dy 30 0,004 x d4 30 0,005 x d4 40 0,004 x d4 u] L]
40 0,006 x d4 30 0,005 x d4 50 0,006 x d4 50 0,004 x d4 O L]
20 0,005 x d4 20 0,004 x d4 30 0,005 x d4 30 0,004 x d4 u] L]
30 0,004 x dy 30 0,004 x dy 30 0,005 x d 40 0,003 x dy 0 u
Hi—
W
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FRAINKEIN 7854 - Cutting Conditions

HBIET—I\— TVRI)
Tapered solid carbide end mills FFERELTR - Valid for
1900 1902 1904
N | 1900A 19024 1904A
1901 1903 1905
1901A 1903A 1905A
T EEERHE (n) Z5tE T 2RI
TEE dy ZEBLTIEE N,
(RUEALE : 05xa)
% For the calculation of rpm (n), use the
average diameter dy, (measuring point
?‘:‘ f at0.5xay).
“ & v 05xap
o o
I I
/ & & .
oo oo s
2, =0,02-0,1xd4 2, =0,02-0,1xd4 v.x1000
n = —4=——— [min-1]
dnxm
/> —h - Uncoated TIALN
IR MDD HBI RS MDD % m* MMS %
V¢ [m/min] £, [mm Vg [m/min] £, mm] %) | MaL
110 0,005 x dy 140 0,005 x dy m] L] o L]
100 0,005 x dy 120 0,005 x dy =] u =] L]
100 0,004 x d4 (=] L} [m}
80 0,004 x dy o L] o
70 0,003 x dy (] u (m]
. 70 0,003 x d4 0 L]
M X 50 0,003 x d4 0O Ll
4.
140 0,005 x dy L L)
140 0,005 x d4 L] L]
120 0,004 x d4 L] L]
120 0,004 x d4 Ll L]
100 0,004 x d4 L] L]
100 0,004 x d1 L] L]
80 0,003 x dy L] L]
70 0,003 x d L] L]
500 0,008 x d4 600 0,008 x d1 O L]
500 0,007 x d4 600 0,007 x d1 ] Ll
500 0,006 x d 600 0,006 x d1 =] Ll
350 0,007 x dy =] L]
300 0,006 x d4 ] L]
100 0,005 x d4 120 0,005 x dy 5] L]
100 0,005 x dy 120 0,005 x d1 =] Ll
100 0,005 x dq 120 0,005 x dy =] =] =] Ll
100 0,004 x d4 ] L]
100 0,004 x d4 a L]
100 0,004 x d4 o =] ] L]
60 0,003 x d4 ] L]
60 0,003 x d4 =] Ll
260 0,009 x d4 =] L]
260 0,007 x d4 8] L]
180 0,008 x d4 200 0,008 x d1 o o L]
240 0,008 x d4 280 0,008 x d1 g 5] Ll
130 0,006 x d1 =] =] Ll
80 0,006 x d1 ] o L]
70 0,003 x d4 O L]
140 0,006 x d [m] ] []
70 0,004 x dy =] Ll
60 0,003 x dy ] L]
40 0,003 x d4 ] L]
50 0,003 x d4 O L]
30 0,003 x d1 ] Ll
20 0,002 x d1 =] ]
20 0,002 x d1 =] L]
15 0,002 x d4 0 L
20 0,002 x d4 =] L]
70 0,003 x d4 0 L]
60 0,003 x d4 ] L]
H B
4
£
206 W = 53 - Very Suitable ve = YIHIERE - Cutting speed
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[ = BRI BE - Suitable

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



