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FRANKEN 207910 hy9—8LV0ITYRZL - Indexable Milling Cutters and End Mills

Hm—EX

ES0LYs)

BAEIHCN T B BRI RILOBERE L FTORETRSNTVNET:

HERYIHISRAEICDWTIE 236 - 244 R—IEELEE 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 236 - 244,

International comparison of materials, see page 372 - 385.

PR - R HIH

Range of application — material

5lERDE®E
Tensile Strength

A EHI(DINfth)

Material examples

MIERJISTHE)

Material numbers

A U Cold-extrusion steels, Cq15
S R Construction stels, < 600 N/mm2 S235.R (S137-2) o Lo, ST,
RS Free-cutting steels, etc. 10SPb20 ' '
Construction steels, E360 (St70-2)
Case-hardened steels, <800 N/mm?2 16MnCr5 SBSC,SSJ[?EégCSrﬁ:\ASZI-‘I‘,LSCMn,
Steel castings, etc. GS-25CrMo4 '
Case-hardened steels, 20MoCr3
Heat-treatable steels, <1000 N/mm? 42CrMo4 géCMM ggPMI-AIt 185(!:'4§18M484lﬂ-|2
Cold work steels, etc. 102Cr6 n oL !
Heat-treatable steels, 50CrMo4
Cold work steels, <1200 N/mm2 X45NiCrMo4 SCM445H, SKH, SKS, SKT, SUP
Nitriding steels, etc. 31CrMo12
Eaei High-alloyed steels, X38CrMoV5-3
a2 TEM(sEERA) Cold work steels, < 1400 N/mm? X100CrMoV8-1-1 SKD12, SKD61, SKT, SUH, SKH
S TERGEERA) Hot work steels, etc. X40CrMoV/5-1
Stainless steel materials
1.1 [7x5148ILToHP1k Ferritic, martensitic < 950 N/mm2 X2CrTi12 SCS, SUS420J2, SUS403
M[ 21 [#—XxFF+A Austenitic <950 N/mm2 X6CrNiMoTi17-12-2 SCS, SUH, SUS304, SUS316
31 |A—ZRFFANTz54b ZHER, HHBEER Austenitic-ferritic (Duplex) < 1100 N/mm2 X2CrNiMoN22-5-3 SUS329J3L, SUS630
41 |[A—RTFANT774h %R, wHEER Austenitic-ferritic heat-resistant (Super Duplex < 1250 N/mm? X2CrNiMoN25-7-4 SUS329J4L, SCS14A, 15-5PH
N ’ . . 100-250 N/mm?2 EN-GJL-200 (GG20) FC200
g A EE Cast iron with lamellar graphite (GJL) 250-450 N/mm?2 EN-GJL-300 (GG30) 0300
N ) . . 350-500 N/mm? EN-GJS-400-15 (GGG40) FCD400
5541k Cast iron with nodular graphite (GJS) 500-900 N/mm?2 EN-GJS-700-2 (6GG70) FeD700
o= = ’ : . . 300-400 N/mm?2 GJV 300 FCV300
ASE SRRt =553 Cast iron with vermicular graphite (GJV) 400-500 N/mm?2 GIV 450 FOVA0D
. 250-500 N/mm? EN-GJMW-350-4 (GTW-35) FCMW330
il Malleab 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
FILZZOLES BEM Wrought aluminium alloys < 350 N/mm2 EN AW-AIMgSi A5052, A6061
< 550 N/mm?2 EN AW-AIZn5Mg3Cu A7075
Sis 7% EN AC-AIMg5 ADC5, AC7A
FIIZULER #HY Aluminium cast alloys 7% < Si < 12% EN AC-AISi9Cu3 ADC11,ADC12, AC2A
12% < Si< 17% GD-AISi17Cu4FeMg ADC14

Has Copper alloys
[N e o] Pure copper, low-alloyed copper < 400 N/mm2 E-Cu 57 #ifi g, C2400
et Copper-zinc alloys (brass, long-chipping) < 550 N/mm2 CuZn37 (Ms63) ($2720,C2801
RE S Copper-zinc alloys (brass, short-chipping) < 550 N/mm? CuZn36Pb3 (Ms58) (€3560,C3710
TILZE Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm? CuAl10Ni5Fe4 (€5210,C6280
iR Copper-tin alloys (tin bronze, long-chipping) < 700 N/mm2 CuSn8P LBC3
REIE R Copper-tin alloys (tin bronze, short-chipping) < 400 N/mm2 CuSn7 ZnPb (Rg7) BC3
" < 600 N/mm?2 (Ampco 8
[SY S T=n Special copper alloys = 1400 N/mm2 (‘(L\m% o 45))
SESPIN - Magnesium alloys
RTRIILER Magnesium wrought alloys < 500 N/mm? MgAI6Zn
RTRIILEEEHEY Magnesium cast alloys < 500 N/mm? EN-MCMgAI9Zn1 MC2A, MD1A
AR AR Synthetics
EEL IR Duroplastics (short-chipping) Bakelit, Pertinax
AT EB R Thermoplastics (long-chipping) PMMA, POM, PVC
i R (15 Be (A &5 2 <30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK
AR LIRS (Bl =5 8 >30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK
AR Special materials
75774k Graphite C 8000
ST ATV- AR Tungsten-copper alloys W-Cu 80/20
Batkl Composite materials Hylite, Alucobond
FIVER Titanium alloys
WFy> Pure titanium < 450 N/mm2 Tit HFH>
N - <900 N/mm2 TiAl6V4 Ti-6AI-4V
7oA Titanium aloys = 1250 N/mm? TiAl4Mo4Sn2 TiAlNo4S2
—vILEEE INNEER $EES Nickel alloys, cobalt alloys and iron alloys
fh=—v L Pure nickel < 600 N/mm? Ni 99,6 - =Tl
— A : < 1000 N/mm? Monel 400 ExJL 400, /\XFTOA B
=vTLEGE Nickel-base alloys <1600 N/mm2 Inconel 718 > %L 718
N A < 1000 N/mm?2 Udimet 605 Udimet 605
INIVREESR Cobalt-base alloys = 1600 N/mm2 Havnes 25 A X 05
HES Iron-hase alloys < 1500 N/mm?2 Incoloy 800 - > 104 800
SREEH Hard materials
44 - 50 HRC Weldox 1100 SKT4
H 50 - 55 HRC Hardox 550 J\—Rv 2 2550
3 | =R, SEEW. SRk 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
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F1L84-1v

19—k
Time-S4-Cut

F1LS-Hy
19—k
Time-S-Cut

FALS4-7v s hyy—

Indexable milling cutters
for Time-S4-Cut inserts

-10°

+5°

Product
Finder

i s | sk i i i
IC 8,5 IC8 IC125
PE6 PE6 KB6 PE6 PE6 KB6 e
9584A | 9583X | 9582A | 9586A | 9585A | 9575A | 9589A | 9588A | 9576A | 9587A z
020-42mm 052-66mm
214 214 214 216 216 216 216 217 217 217 | =—-Page
236 236 236 237 237 237 237 238 238 238 B v /f; Z (N 2-6 7-9
9190 9290
] ] ] ] O ] | | | a ~—v - Page 215 215
| | | | | | | O | | | | | | | | O
| | | | O | | O O | | | | O O
FALS-Hy s hyy—
Indexable milling cutters
u u U u u u u u u u for Time-S-Cut inserts
O | | O | | O O | | | | O O
1.1
21 |M
3.1
4.1
O | | O O | | O O O O | |
] | | ] ] | | ] [m] a a | |
B [ ] [H] [m] [ ] [m] [m] [m] [m] [ ]
O | | O O | | O O O O | |
O | | O O | | O O O O | |
O | | O O | | O O O O | |
O | | O O | | O O O O | |
0 | | [} O | | [} O ] ] | |
+10° +10°
IC8 1C12,5 IC8 1C12,5
& ] ] o o o 0 0 o] 0 020-42mm| @¢42mm |p52-66mm |@52-80mm
YAbSE=] 2-5 3 6-7 4-6
B B [H] [m] [m] [m] [m] [m] [m] W]
0 0 0O O O O O O O O 9130 9135 9230 9235
~—v - Page 218 218 219 219

s | [t | [
O [ (o N | —

M = &3 - very suitable
0 = JEFATIAE - suitable
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Product
Finder

aOvEyy (ER) 19—k
Rhombic inserts

AYEvY (ER) 19—~ E
A9Yar—a>v TVREL

Indexable screw-in end mills
(e for rhombic inserts
! ! : l I l 14,6 /1C9,2 1C4,6 /1G9,2
i 7IL= ZILZRE® 9577146 FIL=E @ @
IC4,6 /1C9,2 | IC4,6 /1C9,2 | 1C4,6 /1C9,2 | IC4,6 /1C9,2 | IC4,6 /1C9,2 | IC4,6 /1C9,2 | IC4,6 /1C9,2
PE2 Kc2 Kc2 KC2 KC2 KC2 PKD ‘ ‘
0° 0° 20° 20° 20° 20° 0° I I
9624A 9625A 9635 9635R 9635A 96356 9679
910-40mm 016-25mm
~—3-Page 220 220 220 220 220 221 221
B v/f, 239 239 239 240 240 240 241 VAbSE:] 2-4 3
9180/9185 9181/9186
] ] ~—3 - Page 222 222
| [ |
[ [ ]
avEvy (ER) 1v9—H
UV ThyI—
u u Indexable milling cutters
for rhombic inserts
[ ]
O
M O
] O
O ] |
O O |
O O |
O ] |
O ] |
O ] |
Ll Ll 1C9,2
[] ] ]
[] ] ] ]
[] ] ] ]
] ] ] O
] ]
| | |
— Ll
E : g 950-125mm
O ] ]
O ] ] PAbSE:] 5-8
O ] ]
=] ] ] 9285
L L U ~—3-Page 223
O [] ]
=] ] ]
=] [] (]
=] ] ]
O ] (]
O ] ]
]
] ]
]
(]
]
H . ]
4
5
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NEIC > H—b
Round inserts

A5 — A
AOVa1—1>v ITVRE)L

Indexable screw-in end mills
for round inserts
- J - - J - J
SRS A=ILZIOVR @
Ic8-12 106-12 IC6-12 1C8-16
PE1 Kc3 KP1 PE3 ‘
0° 0° 0° - I
9601A 9607A 9608A 9619X
812-40mm
~—3-Page 224 224 224 225
B v /f, 242 242 242 242 7 (9% 2-6
9150, 9155, 9160, 9165
| | | | [} | | ~—3 - Page 226
[ ] [ ] ] [ ]
" " - " BT —
UV ThvI—
u u u u Indexable milling cutters
for round inserts
] m| O ]
. []
M[ 2 ]
L []
4. []
H] [] [] []
[H] [] [] []
=] [] [] []
m] [] [] []
=] [] [] []
m] [] [] []
=] [] [] []
] | | | IC10-IC16
|
- Ly
g 950-125mm
[m]
g (% 4-8
=] 9260, 9265, 9275
U ~—3-Page 227
[m]
=]
[H]
=]
[m]
=]
=]
=]
=]
[m]
=]
=]
=]
[] []
[] []
H . [m] ]
4 [m] ]
5 0 ]

M = &3 - very suitable
[ = SEFI O] & - suitable
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K=/ =AY —k
Ball nose inserts

R=I/ = — BhYT—
Milling cutters for ball nose inserts

06-32mm 06-32mm 96-25mm
Z(H¥Y 2 2 2
9115 9017 9003
~—3 - Page 229 230 230

A=IZFIVE =EEHR
06-32mm 08-25mm
KP1 KP1
0° -
9581A 9579A
~—3-Page 228 228
B v/f, 243 243
| O
u O
[ ] u
u | |
[ ] | |
M[ 2
4.
[] []
| | | |
| | | |
[] []
[] []
[] []
[] []
[] []
0 O
0 O
0 0O
0 0O
] O
0 O
0 O
0 O
] 0
] O
0 0O
0 0O
0 0O
0 0
[] []
0 []
0 []
0 []

e




FIFRA VT —h HPCA Y —hk FIFAA Y — DY —
Torus inserts HPC inserts Milling cutters for torus inserts
HPC
A=IZIVER =SREEE S b
#6-32mm 06-32mm 910-32mm 910-25mm
KP1 KP1 KP1 PE6 910-32mm #6-32mm #6-25mm
20° 20° 0° -
Z(I%) 2 2
9596A 9598A 9595A 9594A
9007 9004
~—3-Page 231 231 231 234
~—3/-Page 233 233
B v./f, 244 244 244 244
| ] [ | [ |
| ] | |
HPCA >V —NAAY 5 —
[ ] u [ ] [ ] Milling cutters for HPC inserts
a ] | |
| ] [ [
. ] []
M[ 2 [ [
L ] []
4. ] []
] ]
] ]
(] (]
] ]
] ]
] ]
] ]
] ]
] [m]
] [m]
g E 910-25mm 010-25mm
7 (¥ 2 2
O =] 9117 9007
] [] o
0 = 0 0 ~—3/-Page 235 235
] []
] []
] [m] ] ]
O [m] ] ]
O & ]
] [m]
o] [m]
] =]
] [m]
] 0
] [m]
] =]
d =]
[] ]
[] ]
Hi—~ ]
4 ]
5

M = &3 - very suitable

[ = SEFI O] & - suitable

B o

Product
Finder




FRANKEN 7-r484-5vk A >%—k -Time-S4-Cut Inserts

- EEDINTAICERET ST - Special geometry
YA for high feed rates
- ME DS REBIER - High performance carbide grades
- 40—F—1ftkk - 4 cutting edges
BB BEfE iR
Precision-sintered
_Dr EE L
i r T2 J s
7 Rap ve/f; )
BERAVE RSDF 2%6
Measuring point ﬁﬁ ﬁﬁ ﬁﬁ
T E&#F - Cutting material PE6 ) PE6 PEG
J—5 % - Coating TIALN | ALO | TIALN |
F7Ur— 3> - 1%HI (P208588)  Applications — material (see page 208) P (1434 ) 41-51 ||P (1454 ) || p (1421 ) 3151 |
-EEeifl. mEaeMB L UEEROITI - Suitable for low-alloyed and high-alloyed K ) 1142 || K [1.1-42 ) (K | ) 1142 |
=3t} steels and cast materials N )23.2627 || N | )23.2627 || N | )
- DB LVIDDEEDFIRINTAYES - For high-feed cutting of 2D and 3D contours .3,26:2.7 .3,26:2.7 | 23,2627 |
BRI
S MBYEE - Order code 9584A 9583X 9582A
IC R3p r1/rp l4 lo I b HA4X
BE
8,5 i3 5/1 8,5 8,5 & 34 .08515 o [} ®
3 e Measuring point definition ——re—
B Efl =3 BIER
FEMATOLIARNEROER for measuring length using a laser 8 = Mgiﬂng;girrt
L——lc &2 CREZTIHE. AvY

In order to determine the measuring point by measuring
the tool length with a laser, the dimension Iy must be
deducted from the half cutting diameter d1/2.

—DEBENSEA Y — D Iy EEE N ATET
BIEETS & SICLTEE N,

FtHY - Accessories

NIVY R 2—RZ4/8— - Torque Screwdriver A2 —KkX%") 21— - Clamping Screw

Yo Y ——

BBV - Order code 9800 9801 SREZE - Order code 9808
! HA4Z ! RPN Mg max. HA4Z
RE Size BE
css '\~ RJL Handle 2 Nm .01 [} IC 8,5 M3 x 7,2 x Torx T9 2Nm .307209 [
! 7L —R Blade TorxT9 .09 )

JE={FERHLER - High-Temperature Screw Paste

<J

SYRBIE - Order code 9000
NEE HA4Z
Quantity BE

1009 1000 N

AP —KRT)1—DBEE(E%  Applying a light coating of grease on
<o BEDEE=F51EH%  thread and countersunk head ensures
27 a2—DHRUEREANY RERICZE  that the Torx screws for the inserts can
WUTLIEE W, be loosened again.

214 Z3ESH - Ordering example: 9584A.08515




FALSE- Y YT —

- Indexable Milling Cutters for Time-S4-Cut Inserts

FRANKEN

- AV —AVERDEIED - Indexable screw-in end mill o
vy — for high-feed milling ICR
- ASEICEEYIALRZMIET - Internal coolant supply, I%
= DNEBHEIHINAT = (ICR) radial exit (ICR) -
- —#RIAR R 21—+ >R - Compatible with commercially P H
IV —ITEDFFATRE available screw-in holders Tiaa <7
and adapters
Rsnb
sw
)
=2 @ sl s +50
l2
h
B ics5
S BVE - Order code 9190
9 dq lo l4 SwW gd3  0dp  Mgmax.  Npax Z Ha4X
©dy) min-1 (%) BE
20 36 56 115 18 M 10 30Nm 45000 2 .200362 °
25 44 66 17 21 M12 50 Nm 40000 3 .250443 o
35 52 78 22 29 M16 100Nm 35000 5 350525 ®
42 41 66 22 29 M16 100 Nm 30000 6 420416 [
AP —=NIRNTO AP — R )2 —ERHBLET A —=RETOETIE 214R—IHFELZE N
Delivery: without inserts, with Torx screws Inserts and accessories, see page 214
- P—/\—BUFIFEERDEE - Indexable milling cutter ST
hhy5— for high-feed milling ICR
- NEICEZETHIAZEMIET - Internal coolant supply, @
= ZPIERHAHINATE (CR) radial ext (ICR) ~7)
mgx. \n?
Rsnb
-10°
+5°
7
B ics5
BB - Order code 9290
0 dq lo 0 ds 9 Dy Nmax. Z 14X
min-1 (% BE
52 45 46 22 25000 7 .05207 o
66 45 60 27 20000 9 .06609 J

AV —NFRIFED AV —RRTY1—ERFBLET
Delivery: without inserts, with Torx screws

AP —REFIEYUIE 214R—IZ B SN
Inserts and accessories, see page 214

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

B o



- EEDIMTAICES ST
YA

- B OB R BBE A

-EENMTICELZBI—

- Special geometry

for high feed rates

- High performance carbide grades
- Multi-layer coating for

FRANKEN 71455y h 1245 —k - Time-S-Cut Inserts

T4 %RE high cutting speeds
v/t - ~
- 9%
= e R 237
AERA 3
& h Measuring point ﬁﬁ ﬁﬁ*
T E/#F - Cutting material PE6 ) KB6
—5 % - Coating TIALN | TIAIN |
T7Ur— 3y - #KEI (P208588)  Applications — material (see page 208) P 1161 ) || O
-EEeifl. mEeMB L UEEKOITI - Suitable for low-alloyed and high-alloyed K ) 1142 || K (1142 ) )
|CERE steels and cast materials N ) 23,2627 1N [ )23,2627 )
- 2DRKVBDDEXEDFRINI LS - For high-feed milling of 2D and 3D contours L Lol
RANTIC
BB - Order code 9586A 9585A
IC R3p r1/rp l4 lo I b 14X
BE
8 i3 5/1 14 8 3 3 .08015 o ®
-EBEDINTHICEET ST - Special geometry
eI A for high feed rates
- B DS EREBIE~ T - High performance carbide grades
-EEMIICELc%EI— - Multi-layer coating for
T4V %R high cutting speeds
TE R GG R
Precision-sintered
2| iBrE
@ L\'V Rap Vc/fz
BEE -l B
P i Measuring point _Ra ) 237 i i
T 2R - Cutting material PE6 ) PE6
d—F %" - Coating TIALN | TIALN |
TV —ay - #HIM (P208588)  Applications — material (see page 208) P (1421 ) 3151 ||P (1454 ) ]
-EESH BaRME LU HKOIMI - Suitable for low-alloyed and high-alloyed K | ) 11-42 | [K | ) 1.1-42 |
BB steels and cast materials N 1232627 | |N | ) 23,2627
- 2DRKVIDDEXEDFIRINITES - For high-feed milling of 2D and 3D contours S .3,26:27 )
RINTIC - For long projection length over 80 mm
- ABRNCHE T EIFDFRET T80 mm L and cylindrical contours
DRWEHUPEROINNTICRE
SURBIE - Order code 9575A 9589A
Ic R n/r [ [ | b Y1
3D 1/12 1 P M s
8 1,5 5/1 14 8 3] 8 .08015 () )
216 Z3ESLA - Ordering example: 9586A.08015

EMUGE
[FRANKEN|




FALS-71v b~ 735 — - Time-S-Cut Inserts

FRANKEN

-EEDINTRICRET SN - Special geometry

VbS] for high feed rates
- ME DS EREBIER T - High performance carbide grades
-EENTICELZZEaO— - Multi-layer coating for

TV ERA high cutting speeds o

TR BERE IR
Precision-sintered
| - - - -
759| n 2
@ = - ve/f;
BlEAA b . B

P h Me/aEsurmg point R3p 237 ﬁﬁ ﬁﬁ ﬁﬁ*
T E A&}t - Cutting material PE6 ) PE6 ) KB6
J—5 > - Coating TIALN TALN | TIALN |
F7IVT—2 3> - #KHIM (P20820R)  Applications — material (see page 208) P [14-51 ) | |p D) 3454 | P ) 1.1-5.1 |
-BEASH. SASMALVEKOIT - Suitable for low-alloyed and high-alloyed K ) 1142 | |K ) 11-42 | |K [ 1.1-42 ) )

| B steels and cast materials N ]232627] N ]23262” N ]232627J
-2DB L VBDDEEDFRINITYES - For high-feed milling of 2D and 3D contours S 200 D ST bl

®InTIc - For long projection length over 80 mm
- SAEMENC S & DE%ET T80 mmEl . and cylindrical contours

DRWEHUPEERRONN TICHE
SRBYE - Order code 9588A 9576A 9587A

IC Rsp r1/rp l4 lo Im b 14X
BE

12,5 2 5/1 19,5 12,5 3,7 58 12520 [ ] [}

12,5 2,5 10/2 18,5 12,5 4,8 58 12525 [ ] ] )
FEMRTOTEENEBOIEE Measuring point definition T EERATR —

for measuring length using a laser

L—T— e LB TUEZITSHE. VY

—DHEENSEA VY —RD Iy BZSIWAIET
AEZITOLSICLTIEE L,

7t - Accessories

In order to determine the measuring point by measuring
the tool length with a laser, the dimension Iy must be

deducted from the half cutting diameter d1/2.

NMVLY Z9') 2—KZ4\— - Torque Screwdriver

di/

E

AP —KZ%7") 2— - Clamping Screw

Measuring point

BBV - Order code 9800 9801 S mBYE - Order code 9808
H14X P14 X Mg max. 14X
- BUE - Size BE
J\YRJL Handle 1,1 Nm .00 [J IC 8 M3 x 6xTorxT9 2 Nm .306009 ®
IC 8 J\>RJL Handle 2 Nm .01 [ ] IC12,5 M4,5 x 10 x Torx T20 5,5Nm 451020 [
7L —R Blade Torx T9 .09 )
IC125 J\YRJL Handle 5,5 Nm .04 L J
’ ZL—R Blade Torx T20 .20 )
K= {+ =B LEA - High-Temperature Screw Paste Ay¥>% X%"')a— - Locking Screw
SYRBIE - Order code 9000 BBV - Order code 9814
NES = J4X - e Mg max. H14X
Quantity BE Size BE
100 ¢ .000 [} IC8/1C125 M4 x12xTorxT20 1,1Nm 401220 ®

AT —hRT 1 —DEEEZ
BrfesbEE DS ERT IEAIZ
A7) 1—DRUEBEAY RERICE

mUTLIEE L,

Applying a light coating of grease on
thread and countersunk head ensures
that the Torx screws for the inserts can
be loosened again.

@ = IRAEFEE [ - Stock tool

O = BELET T - Available at short notice

B o



FRANKEN 7-1455vk TR - Indexable Screw-in End Mills for Time-S-Cut Inserts

- A7V 1 —AERRDEED - Indexable screw-in end mill e,
Y s)= for high-feed milling ICR
- NEICEZETERZMHIET - Internal coolant supply, I&
ZDWEPHEIHYNATE (ICR) radial exit (ICR) i
- — MR R 2—+ >R - Compatible with commercially 7 EL
VT —CERD S ATRE available screw-in holders i \]
and adapters
Rsnb
sw
—
gL 2 ° +10°
7
i
@& ics
SUFBVE - Order code 9130
9 dq lo l4 SW  gd3 @dp  Mgmax. Nmax. z 44X
(0dy) min-1 A% BE
20 36 56 15 19 M10  30Nm 45000 2 .200362 [}
25 44 66 19 23 M12  50Nm 40000 3 .250443 [}
35 52 78 24 30 M16 100Nm 35000 4 .350524 [}
66 28 32 M16 100 Nm 30000 5 420415 ®
- IC 12,5
SIFAIE - Order code 9135
0 dy Iy I SW  gdy  9dy  Mgmax Ny Z 44X
(dy) min-1 (A% BE
42 40 66 28 32 M16 100Nm 30000 3 420413 [}
A —NFRIFTED AT — T Va—EHEBLET AP =TTV 216-217TR—I 7 BN

Delivery: without inserts, with Torx screws

A —rOMORFFTY I
A — e RS BRI T IE LIS 1T
bh’(\:\éc_é:’a_:c_ﬁ@w(ﬁ_éb\'

4/*7 N IFIE :
CAYFEVT R 21— RBOTARREICUE T
2. A —KAVY 1 —Z&fHEHTET
3. AYF VTR 21— =B HEDFTFET
(1,1 Nm)

4, AV —KRI)2—%BENLI THRED
I7E 9 (IC8=2Nm,IC 12,5 =55 Nm)

5. A — FFELJ?FE'%\EW_&%EEW
ES

Insert seating check
Whenever inserts are exchanged, ensure insert
is correctly seated (no gap).

Insert change procedure:

1. Insert locking screw loosely

2. Tighten clamping screw lightly

3. Tighten locking screw lightly (1.1 Nm)

4. Tighten clamping screw to the recommended
torque (IC 8 =2 Nm, IC 12.5 = 5.5 Nm)

5. Carry out insert seating check

Inserts and accessories, see page 216-217

d—)LRTZ/ X)lcDWTld
348-350 R—IHETE

fEEN,

EEOREFvY
Insert seating check
Oy*> 729" 21—
Locking screw
AP —hRIYa—

Clamping screw ;

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

25

Z3ESH - Ordering example: 9130.200362



HALS-51v K~ 5124 — - Indexable Milling Cutters for Time-S-Cut Inserts

- 7—I\—Ef I RDE =

- Indexable milling cutter

FRANKEN

hys— for high-feed milling LLITE ICR
- NElCEETYAZMEET - Internal coolant supply, @
= DNEBHEHINAT = (ICR) radial exit (ICR) — —
Vel B
max. \7
Rsn.
) Sl e
+10°
®
l2
@D ics
B EIE - Order code 9230
0 dq lo 0 ds 0 Dy Nmax. z HLX
min-" (%) BE
52 45 46 22 25000 6 .05206 [ ]
66 45 60 27 20000 7 .06607 [
& c125
SR EBYE - Order code 9235
0 dq lo 0 ds 0 Dy Nmax. 7 HLX
min-1 %) BE
52 45 4 22 25000 4 .05204 ®
66 45 55 27 20000 5 .06605 [ ]
80 50 70 27 18000 6 .08006 0

AP —KERIFTED A VY =XV —RBFRHEBLEY

Delivery: without inserts, with Torx screws

71 —AZ)URILT —lcDWTiE
346-347 R—I % ELEE VN,

AV —REF7 TG 216-217TR—IZTBLLLEW
Inserts and accessories, see page 216-217

Holders for shell-type milling cutters,
see pages 346 - 347

@ = IRAEFEE [ - Stock tool

O = BELET T - Available at short notice

B o



FRANKEN oyt vys 24—k - Rhombic Inserts

-FYTTA—N—1RL - Without chip former
B HBE 0°
. . v./f;
ic 239 i Eir|
T EFR# - Cutting material PE2 KC2
d—F %" - Coating TIALN | TIALN |
7V —y 3y - 1RHI# (P2085H8)  Applications — material (see page 208) P P
- DM TR IO EIFINTIC - Suitable for roughing and finishing steel K 14-42 K 11-42
materials N = N =
H(1113 ) |
SZBVE - Order code 9624A 9625A
IC R b Uit
BE
46 0,5 2,2 .04605 O °
4,6 1 2,2 .04610 [ ] [ )
9,2 2 3,6 09220 [ ] [ )
9,2 2,5 3,6 .09225 [ ®
-20°DRIA A - Chip former 20°

-RUyTaft EFTIBOBREZR<

- Polished design for optimum chip removal

= HBE 20° - - %
159 t ﬂ ] aL" \Q‘ y
o 5 ve/f;
o 239 7ZIL=
T EHR#4 - Cutting material KC2
d—7« 7" - Coating
F7r— 3> - M (P20858R)  Applications — material (see page 208) N
-FILZEEEMEMOFIITEE EFDD - For roughing and finishing
Tic wrought aluminium alloys
- TARELRYIBHEHEZZERAIEE - For high-volume machining
B BIE - Order code 9635
IC R b 14X
BE
4,6 0,5 2,2 .04605 °
4,6 1 2,2 .04610 °
9,2 2 3,6 .09220 [ )
92 25 3,6 09225 °
-20°DRTA 5 - Chip former 20°
- BAL—R CRNO—F« V7 HRA - Very smooth CRN coating
N a BE | 20°
v./f; '
B . £
o 240 ZILZEREE ZILZ/AEE
T ER#1 - Cutting material KC2 KC2
J—7 7% - Coating CRN TIALN |
F7VT— 3y - #HIM (P2085E)  Applications — material (see page 208) N | 1121
- ZILEEEREMOMTIC - For wrought aluminium alloys N [21-42 | 4344 N 11-14,2.1-32
-VYIVEBET%ETOTILIEASEIC - For aluminium alloys with N 53 N (A142) 435,
BRI RE a silicon content of up to 7% : Eom
- AEEOMNIICE - For copper alloys
ST EEFIMTIEESICH[EZS - Forroughing and finishing
BB - Order code 9635R 9635A
Ic R b YA
BE
4,6 0,5 2,2 04605 [} (]
4,6 1 2,2 .04610 (] ®
9,2 2 3,6 .09220 [} ®
9,2 2,5 3,6 .09225 [ 0

2 B

Z3ESH - Ordering example: 9624A.04605



O>EwZ >t — - Rhombic Inserts

-FAVYEYRI—FT1VY

- Diamond coated

FRANKEN

-20°DAIA 1 - Chip former 20°
1<)
) =] a® | 20° \ e é
759
. a ve/f,
i G 240 IJ37710
T E R - Cutting material Kc2 )
d—7 7% - Coating DIAMANT |
F7Vr—yay - #H# (P2085H8)  Applications — material (see page 208) N
- 5774 NOFTILEHSCERIMTL - Suitable for roughing and
IR HSC finishing graphite
BBV - Order code 96356
Ic b 14X
BE
4,6 2,2 .04610 [}
9,2 2,5 3,6 .09225 [J
- PCDO—fFIF - PCD-tipped
-FVTTA—N—TRL - Without chip former
-Iv—TITyY - Sharp cutting edges
=] PCD \ 0° ey -
159 \ L) a. \“
% R v Vcéfz
Ic 241 ZIL=
T ER#7 - Cutting material PKD )
d—5 >4 - Coating
TV —y 3> - #HIF (P208S28E)  Applications — material (see page 208) N (1516 ) 1.1-14
-VUAVEBBII%ETOXILIAEE - For roughing and finishing aluminium alloys N 51,53
DFIIHRICMEEFINTIC with a silicon content of up to 17%
SRBIFE - Order code 9679
Ic b YAX
BE
4,6 1 2,2 .04610 [ ]
9,2 3,6 .09220 )

79tV - Accessories

A9 a—KRZA)\— - Screwdriver

A —kZX%") 21— - Clamping Screw

= ==
SURBIZE - Order code 9855 SIRBIFE - Order code 9805
- HA4Z H1Z = PEPS Mg max. Y1X

¥ Size g & Size nE

IC 4,6 Torx T7 .07 [ ) IC 4,6 M2,2 x 3,7 x Torx T7 1 Nm 223707 [

1C 9,2 Torx T9 .09 [J 1C 9,2 M3 x6,5xTorxT9 2,25 Nm .306509 [ ]
(st 2B L - High-Temperature Screw Paste
SURABIFE - Order code 9000
NAEE X
Quantity BE

100¢g .000 ®

AP —RAIY1—DEEESE
BH< b EED B = {FZBH IEF %
A7 1—DRUEBEANY RERICE
wmLTLEE L,

Applying a light coating of grease on
thread and countersunk head ensures
that the Torx screws for the inserts can
be loosened again.

@ = IRAEFEE [ - Stock tool

O = BELET T - Available at short notice

B



FRANKEN o>evy 14 —REIYRIIL - Indexable Screw-in End Mills for Rhombic Inserts

- ROYa—A ROV
N

- M8LL_E (S PAIER A H At
Z (ICR)

- EED I TIC SR AR A A
A 45° 917

- —MRERR Y 21—+ VIR
LT —ICEXD {3 AT RE

- Indexable screw-in end mill

RIYa—1Y|
- From M8 internal coolant supply, = M8
radial exit (ICR) A ICR

- With 45° lead angle

suitable for chamfering r‘ Ei

- Compatible with commercially mgx, \,e;
available screw-in holders
and adapters

T
9 do
9 d3

BRI

° | |
oy
&Y 1IC46
U EIE - Order code 9180 9181
9 dq lo l4 SW 9 d3 gdy  Mgmax. Nmax. z 44X
(0 dy) min-1 9% BE
10 20 85 8 10 M 6 8Nm 40000 2 .100202 [ ]
12 20 35 8 10 M 6 8Nm 35000 2 120202 °
16 25 43 10 13 M 8 15Nm 28000 3 .160253 [} [}
20 32 52 15 18 M10 30Nm 25000 3 .200323 [
& o2
Y EIZE - Order code 9185 9186
0 dy Iy I SW  gdy  ody  Mgmax Ny Z 44X
©dy min-1 ) BE
20 32 52 15 18 M10 30Nm 35000 2 .200322 [ ]
25 36 58 17 21 M12 50Nm 30000 3 .250363 [ ] [ )
32 40 64 22 29 M16 100Nm 25000 3 .320403 [ ]
40 40 64 22 29 M16 100 Nm 22000 4 400424 [

AP —NEBIFED A Y — R 1 —RTBLET

Delivery: without inserts, with Torx screws

R 2—A VRV —IEDWTIE
341-345 R—Y = B LS,

A= b ETIEH U 220- 21 R—VE B REE N

Inserts and accessories, see page 220 - 221

Screw-in holders and adapters,
see pages 341-345

22

Z3ESH - Ordering example: 9180.100202



AvEv? «>Y—KF7v%— - Indexable Milling Cutters for Rhombic Inserts FRANKEN

- P—\—BUfHFEBEDE# - Indexable milling cutter SNBSS
VY — - Internal coolant supply, ICR
- AEICERYIHIEZMIET  radial exit (CR)
= DNEBHEHINAT = (ICR) —
max. ; \"7
Ly
& o2
SYRBIE - Order code 9285
9 dq lo 0 ds 0 Dy Nmax. Z 14X
min-1 (%) BE
50 50 40 22 22000 5 .05005 )
63 50 50 27 20000 6 .06306 [ ]
80 50 60 27 18000 6 .08006 [ ]
100 56 78 32 15000 7 .10007 ®
125 65 90 40 12000 8 .12508 [
A —NFRIFED AV — R Ua—EFEBLET AP —ReTFIET UL 220-21R—I " EBELfEEW
Delivery: without inserts, with Torx screws Inserts and accessories, see page 220 - 221
PCOO—FFAYT—ICDWTIE PCD side and face milling cutters,
155 R—I B, see page 155
@ = 1EXEFEE & - Stock tool EMUGE [ibL]
O = BELET T - Available at short notice



FRANKEIN #5-r>%—H - Round Inserts

- FYITA—R—1EL

- Without chip former

- B DS EREBIER~ T - High performance carbide grades
0lC
ve/f;
\ ~ HBIE J 0° J E
¥ 242
@ 9 9
T EFR - Cutting material PE1 ) KC3
J—5 % - Coating TIALN TIALN |
TV —3> - #HI (P208588)  Applications — material (see page 208) Pl11-51 ) ||P [(14-31 ) 4151 |
- & LUHHKRDOWEIH - For steel and cast materials K ) 1142 ||K [ 1.1-42 )
- BEEMOINTICHEA TR - Suitable for machining hard materials J N T J
-EMIEEFINTIomAEZS - For roughing and finishing 112 ) 1315
B EE - Order code 9601A 9607A
Ic b YA
BIE

IC 6 2 .06 [

IC 8 2,6 .08 [} ®

IC10 3,6 .10 () ®

IC 12 45 12 ) )
-FYTTA—N—1RL - Without chip former

- B DS EREBER T

0lC

]

a

- High performance carbide grades

v /1,
HBRE 0° E
242

& SR
T ER#1 - Cutting material KP1 )
J—7 27" - Coating TIALN |
T7Ur— 3y - #KEI (P208588)  Applications — material (see page 208) P 11251
- BB K UHFHROBEHEIM I - For steel and cast materials K
- SEEROMTICHBEAREE - Suitable for machining hard materials 4 SR
-FRIT LTI omAEZS - For roughing and finishing 114 15 |
FmBIE - Order code 9608A
Ic b HY1ZX
BE

IC 6 2 .06 [}

IC 8 2,6 .08 ()

IC10 3,6 .10 ()

IC12 4,5 12 )

224

EMUGE
[FRANKEN|

Z3ESH - Ordering example: 9180.100202




FLED- > — K - Round Inserts FHANKEN

- FYv T I A—X—TCRIFLYUIEHH - With chip former for optimal chip removal
- T EDRHEIMICEA T B - Highly versatile
KR ERE IR

Precision-sintered

5 e
v /f;
= B B
2 22 )| A=5IvK

T E R - Cutting material PE3 )
d—5F %" - Coating ALO
F7VT—ay - t#1HI# (P2085H8)  Applications — material (see page 208) P
-HERT Y LADTRINTIC&RE - For roughing steel materials 11-41 |
and stainless steel materials K
N 2.1-3.2,5.1-5.2
S 1.1-26
MBI - Order code 9619X
Ic b 14X
BE
IC 8 2,6 .08 [ )
IC10 3,6 .10 °
IC12 45 12 °
IC 16 55 .16 [

721t - Accessories

AY"') 1—RZ4/\— . Screwdriver A —K~AX%"') 21— - Clamping Screw
N - I
SURABIFE - Order code 9855 S REBYE - Order code 9805
s P4 X Y4 s PR Mgmax. | HALZX
- Size BE b Size BE
IC6 Torx T7 .07 [} IC 6 M2,2x 3,7 xTorx T7 1  Nm | .223707 °
IC8 Torx T9 .09 [ ] IC 8 M3 x 56xTorxT9 2,25Nm | .305609 ()
IC10/1C 12 Torx T15 .15 [ ] IC10 (dq =20) M3,5x 6,5xTorxT15  3,45Nm | .356515 (]
IC 16 Torx T20 .20 [ ] IC10/1C12 M35x 9 xTorxT15 3,45Nm | .359015 [}
IC 16 M4,5x10 xTorxT20 7,6 Nm | .451020 ()
BEE{FZBH1EH - High-Temperature Screw Paste
BBV - Order code 9000
NEE X
Quantity BE
100 ¢ .000 ®
AP —RZAT)1—DBEE(E%  Applying a light coating of grease on
<z BEDREEEFH1EH%  thread and countersunk head ensures
A7) 2—DRUEBEANY RERICZE  that the Torx screws for the inserts can
wLTLES W, be loosened again.
@ = 1EXEFEE & - Stock tool EMUGE [ibDIS
O = BELET T - Available at short notice



FRANKEIN 451> % —KBEI>R3)L - Indexable Screw-in End Mills for Round Inserts

- ROYa—A ROV
N

- M8LL_E (S PAIER A H At
Z (ICR)

- Indexable screw-in end mill 25Y2—q
- From M8 internal coolant supply, !
radial exit (ICR) & |

- Compatible with commercially

v
Q=
= ]

- —REIRR Y2 — >R available screw-in holders A | |
LT —CERD S ATRE and adapters i %
sw
—\
| {9 T S
= @‘ I =)=
I
[
Design I5:
)
4@ M m T <
s @_)J LT IR =y =
I3 |
I2
Ih
S
<’ IC6
SUFBIE - Order code 9150
9 dq I3 lo l4 SW  od3 0dy Mgmax.  Npax z 14X
@d)  minl (9% BE
12 10 20 85 8 10 M 6 8 Nm 40000 2 .120202 [ ]
12 15 25 43 10 13 M 8 15Nm 40000 2 120252 ®
16 - 25 43 10 13 M 8 15Nm 35000 3 .160253 [}
20 - 32 52 15 18  M10  30Nm 30000 4 .200324 ®
25 - 25 47 17 21 M12 50 Nm 25000 5 .250255 [
35 - 40 64 22 29  M16 100Nm 22000 6 .350406 ®
S
Qa;" Ic 8
BB - Order code 9155
odi I3 Iy li  SW od3 @dy Mgmax Ny Z 14X
(0 d) min-1 (HE BIE
16 - 25 43 10 13 M 8 15Nm 40000 2 .160252 [}
20 - 32 52 15 18  M10 30Nm 35000 3 .200323 [}
25 — 32 54 17 21 M12  50Nm 30000 3 .250323 [)
S
<’ Ic10
BBV - Order code 9160
9 dq I3 lo l4 SW  pds @do Mgmax. Ny z 44X
@d)  minl (% BE
20 - 32 52 15 18  M10 30Nm 45000 2 .200322 [}
25 - 36 58 17 21 M12 50 Nm 40000 2 .250362 ()
25 - 36 58 17 21 M12 50Nm 40000 3 .250363 o
32 - 40 64 22 29 M16 100Nm 30000 4 .320404 [}
40 - 40 64 22 29 M16 100Nm 25000 5 .400405 ®
o
Q a‘." Ic 12
BB - Order code 9165
0 d4 I3 lo l4 SW ed3 ody Mgmax Nmax. Z 14X
(@ do) min-1 (HE BIE
25 - 36 58 17 21 M12 50Nm 40000 2 .250362 [}
32 - 40 64 22 29 M16 100Nm 30000 3 .320403 ()
40 — 40 64 22 29  M16 100 Nm 25000 4 400404 )

AT —KERIFTD A VT — RV )2 —RBRHBLET

Delivery: without inserts, with Torx screws

AT —REFIEYUIF 224-225R—V 2 BLEEW

Inserts and accessories, see page 224 - 225

o EMUGE

Z3ESH - Ordering example: 9150.120202



BT > — N7 % — - Indexable Milling Cutters for Round Inserts

- 7—I\—Ef I RDE =

Dhyy—

- ASGICEZUE Rz ST
Z2ANERHEMINTE (ICR)

- Indexable milling cutter
- Internal coolant supply,
radial exit (ICR)

S

=

8

&
=

=) | @
-

FRANKEN

o sl
= L e S
|
.2 L
e
< Ic10
SYRBIE - Order code 9260
g dq lo 0d3 9Dy Nmax. z PJ4Z
min-" (%) BE
50 50 40 22 22000 5 .05005 [
63 50 50 27 18000 6 .06306 [ ]
80 50 50 27 16000 7 .08007 ®
S
< Ic12
BBV - Order code 9265
0 d1 |2 (0] dg 0 Dg Nmax. 7 "1‘41'
min-1 (& BE
50 50 40 22 22000 5 .05005 ®
63 50 50 27 20000 6 .06306 [ ]
80 50 60 27 18000 7 .08007 °
100 56 78 32 15000 8 .10008 [)
e
< Ic16
BBV - Order code 9275
0 d1 |2 (0] dg 0 Dg Nmax. 7 'U"fZ'
min-1 (¥ BE
52 50 40 22 25000 4 .05204 ®
63 50 50 27 20000 5 .06305 [
80 50 60 27 18000 6 .08006 ®
100 56 78 32 15000 7 .10007 °
125 65 90 40 12000 8 .12508 [

AT —=NIRIFED AT —RRTV1—EFBLET
Delivery: without inserts, with Torx screws

71 —AZ)URILT —lcDWTiE
346-347 R—I % ELEE VN,

AV —RETTET I 224-205R—IETELZEN
Inserts and accessories, see page 224 - 225

Holders for shell-type milling cutters,
see pages 346 - 347

@ = IRAEFEE [ - Stock tool

O = BELET T - Available at short notice

B 2



FRANKEN R—L/—X1>%—h -Ball Nose Inserts

- FYTTA—R—1L

10-32 mm
HBIE 0°
1] , ] J J
)\
_NP W, H

- Without chip former

6-8 mm

A—=IZIVER

dq [b|
T ER}#1 - Cutting material KP1 )
d—F %" - Coating TIALN |
T7Ur— 3> - 1HIF (P208588)  Applications — material (see page 208) P
- [FEAEETOHREIMICE R BE - Applicable in almost all materials K
- EA EIFINTE HSCEERME _EFANIT - For pre-finishing and HSC finishing N T
lc - Suitable for 3D-milling =
- 3DINTICEE N 2.3,2.6-2.8
N 41,5.1-5.3
S 1113
HE 14 ] 1214 |
BBV - Order code 9581A
0 d4 r lo b 14X
0,01 BE
6 3] 5.5 2,04 .06 °
8 4 55 2,04 .08 o
10 5 8,65 2,7 .10 [ ]
12 6 9,2 3 12 °
16 8 11,25 4 .16 ®
20 10 13,15 5 .20 ®
25 12,5 18,25 6 .25 o
32 16 21,95 7 .32 )
- FYTTA—R—FE - With chip former
- PRI OEW R LA - Helical cutting edge
HBIE \
& VIEL
I B =
L4 RK—=JL 243 'ﬁ'aﬁgﬁﬁ
T EFR - Cutting material KP1 J
d—7« 7" - Coating TIALSIN |
F7Ur—ay - #HHI4 (P2085H8)  Applications — material (see page 208) P [3154 ) 1.1-21
- §ff. $58k & HRC63ETOEMEESHMAN - For pre-finishing and HSC finishing of K
Tic hardened steel materials up to 63 HRC N 1113
- 3DINTICERE - Suitable for 3D-milling Lol
N 2.3,2.6-2.8
N 41,51-5.3
S 1113
H 1114 | ]
U REE - Order code 9579A
0 d r lo b HL4X
0,01 BE
8 4 5,2 2,04 .08 °
10 5 6,5 2,7 10 ®
12 6 9,2 3 12 o
16 8 11,25 4 16 °
20 10 13,15 5 .20 o
25 12,5 18,25 6 .25 [J

o)==

Z3ESCAI - Ordering example: 9581A.06



h—IL/ =X > — KBTI RZ)L - Indexable Screw-in End Mills for Ball Nose Inserts

FRANKEN

- RO —A VRO - Indexable screw-in end mill et
NS - Internal coolant supply, ICR
- NERHGEMINAT S (ICR) radial exit (ICR) I%
V-IZVTARICEDEVNE - High exchange precision -4 —J
DR UERD {5 E (0,01) due to V-clamping (+0.01)
- —MRIRR DY) 21— >3k - Compatible with commercially Tiaa M
LT —ICEUD 3 I ETBE available screw-in holders 0,01
and adapters
" TICK
~— o
T Iy
I
Design |5
. SW
!
g e C 1 [ &
I3
l2
It
SURAIFE - Order code 9115
pdi I Iy i SW od3 @dy Mgmax Ny Z PY4Z
@d)  mn! (I BE
6 19 30 45 8 98 M 6 8Nm 42000 2 .060302 °
8 19 30 45 8 98 M 6 8Nm 40000 2 .080302 °
10 - 25 40 8 98 M 6 8 Nm 38000 2 .100252 o
12 - 27 42 8 108 M 6 8Nm 35000 2 120272 °
16 - 31 49 13 144 M 8 15Nm 32000 2 .160312 ()
20 - 36 56 15 18 M10 30Nm 28000 2 .200362 o
25 - 44 66 19 225 M12 50Nm 25000 2 .250442 ®
32 - 52 78 24 286 M16 100Nm 20000 2 .320522 [)
A —NFRIFTED AV — R Va—ERBLET AV —NF 2287 B FZE LY
Delivery: without inserts, with Torx screws Inserts, see page 228
72t - Accessories
A9') 2—RZ4/\— . Screwdriver A —KkAX%"') 12— - Clamping Screw
- Y
BB - Order code 9855 SRBIE - Order code 9817
0 dq P4 X PY4X 9 dq P4 X Mg max. 44X
Size BE Size BE
6-8 Torx T7 .07 [ ] 6 M2,5 x 4,8 xTorx T7 1Nm .0607 (]
10 Torx T15 .15 [} 8 M2,5 x 6,3 x Torx T7 1Nm .0807 )
12-25 Torx T20 .20 ® 10 M4 x 7,5xTorxT15 4 Nm 1015 °
32 Torx T30 .30 [ 12 M5 x 8,9 xTorx T20 8 Nm 1220 )
16 M5 x12,5xTorx T20 8 Nm .1620 °
] 20 M5 x15 xTorx T20 8 Nm .2020 )
fEE{FEBHLEA - High-Temperature Screw Paste 25 M6 x20 xTorxT20 8Nm .2520 °
32 M8  x 24,5 x Torx T30 18 Nm .3230 [
SREBYE - Order code 9000
NEE H14X
Quantity BE
700 g 1000 °

AP —RAIY1—DEEESE
BH<TehEED B = {4 =B IEF%Z
A7) 1—DRUEBEANY RERICE
wmLTLEE L,

Applying a light coating of grease on
thread and countersunk head ensures
that the Torx screws for the inserts can
be loosened again.

@ = IRAEFEE [ - Stock tool

O = BELET T - Available at short notice

B



FRANKEN R—L/—X«>%—R BTV RI)L - Indexable End Mills for Ball Nose Inserts

-AO—77xA4 TVRI)L - Indexable end mill DIN 1835
-RREMEDE BT LY - For universal application peigy |
V-OSVTHRICEDEME - High exchange precision B .
DR UERD HFHEEE (+0,01) due to V-clamping (:0.01) —
G|
max. | |+0,01
U|o-
o
= T \V4 o N
3| 1 e E
/N
I3
I
HmBYE - Order code 9017
0 dy I3 I 0d; 0d, Nmax. z R P78
h6 min-" (9% BE
6 19 100 5 10 42000 2 .060192 [}
8 19 100 6,8 10 40000 2 .080192 [}
10 25 100 9 12 38000 2 .100252 [}
12 46 150 10,8 12 35000 2 120462 [}
16 50 160 14,4 16 32000 2 .160502 [ )
20 61 190 18 20 28000 2 .200612 [}
25 64 200 22,5 25 25000 2 .250642 [}
32 76 250 28,6 32 20000 2 .320762 )
AP —NFRITD AV — RV V21— B UET AV —RETTEY I 228-229R—IEELZEW
Delivery: without inserts, with Torx screws Inserts and accessories, see page 228 - 229
- BEARTDAO—F2x -Indexable end mil s A
IVRI)L with carbide shank —ml ICR
- HSCEE RN T (< 3 - For HSC machining HB
- NEICEZETEREMIET - Internal coolant supply, _—
ZZWEBHEHYNATE (ICR) radial exit (ICR) P
VISV TARICEBEME - High exchange precision i M
D3R LEXD f F 5 (20,01) due to V-clamping (+0.01) 0,01
U|e-
s
ﬁL ‘ \V4 o o~
3| 1 T2 r s
/N
I3
h
SIZBVE - Order code 9003
0 dy I3 I g d3 0 dy Nimax. Z H14X
6 min-1 (9% BE
6 20 80 5,6 6 42000 2 1060202 [}
6 45 100 5,6 6 42000 2 .060452 [}
8 30 85 7,6 8 40000 2 .080302 [}
8 60 105 7,6 8 40000 2 .080602 ®
10 88 100 9,6 10 38000 2 .100352 [}
10 75 140 9,6 10 38000 2 100752 [}
12 45 110 11,6 12 35000 2 120452 [}
12 85 150 11,6 12 35000 2 120852 ()
16 88 110 159 16 32000 2 .160552 [ )
16 85 150 15,5 16 32000 2 160852 ()
16 120 200 18,5 16 32000 2 161202 [}
20 65 110 19,5 20 28000 2 .200652 [}
20 85 150 19,5 20 28000 2 .200852 [}
20 120 200 19,5 20 28000 2 .201202 [}
25 65 120 24,5 25 25000 2 .250652 [ )
25 85 160 24,5 25 25000 2 .250852 ®
25 120 230 24,5 25 25000 2 .251202 [J
AT —NERIFTD A VY — RV 21— B UET AP —REeToETIL 228-229R—I BB ZEN
Delivery: without inserts, with Torx screws Inserts and accessories, see page 228 - 229

PRl EMUGE Z3EIA - Ordering example: 9017.060192
[FRANKEN|



FRANKEN

7 XA > — K - Torus Inserts

-20°DRAT A A - Chip former 20°
- B DS ERERBIER~ T - High performance carbide grade
-ERINTICEULEZZEI— - Multi-layer coating for
T4 %R high cutting speeds
6-8 mm 2°

| HBIE 20°
L“E @ ve/f,

1 . sora| s || A—=ISIVE | A=LSHVE
T ER#7 - Cutting material KP1 ) KP1 )
d—F <% - Coating TIALN | TIALSIN |
F7Vr—yay - #H# (P2085H8)  Applications — material (see page 208) P (14381 ) 4151 ||P (1454 ) ]
- SR DRI 2ARICEFE FTRE - Suitable for steel materials 11-41 | ) 11-41 ) [
- Y7 TER BRI IC - Applicable in all tough materials
- D& K UBDDHSCE ML IC L BHEH - For HSC pre-finishing and HSC finishing N(J1.1-14,21,23 ] |N (] 1.1-14,21,23)

Lt biFicsE of 2D- and 3D-contours N [22,24-25)26-28 | N (22,24-25) 26-28
N[ )41-425153 ||N[ }41-4251-53 |
S ] 11-13 ||S | 1113 |
H 1112 ) |
BB - Order code 9596A 9598A
0 dq r lo b P4X
+0,01 BE
6 0,5 5,6 2,04 .0605 o* [ )
8 0,5 5,6 2,04 .0805 o* ®
8 1 5,6 2,04 .0810 [}
10 0,5 8,2 2,7 .1005 o* ®
10 1 8,2 2,7 1010 o ®
12 0,5 9,2 3 .1205 o* ®
12 1 9,2 B 1210 o* °
16 0,5 10,8 4 .1605 o* ®
16 1 10,8 4 1610 o* ([
16 2 10,8 4 .1620 e* L J
20 0,5 12,5 5 .2005 ([
20 1 12,5 5 .2010 o* [
20 2 12,5 9 .2020 o* [ )
20 3 12,5 5 .2030 o* ®
25 2 17 6 .2520 o [
25 3 17 6 .2530 o* ®
32 3 21 7 .3230 o* ®
*TEEDRLIRDREEL T EBDET
Available while stocks last
-FVTTA—N—TRL - Without chip former
- ME DS EREBER T - High performance carbide grade
-EENTICEULZ%EI— - Multi-layer coating for
T4 %R high cutting speeds
HBIE
ve/f;
B =
SyPz| 244 =IEEH
T EAR#1 - Cutting material KP1 )
d—7 %" - Coating TIALN |
TV — 3y - #REIM (P208288)  Applications — material (see page 208) P
- . $58k & HRC63F TOERERIMADNN - For steel and cast materials and K
Tic hardened materials up to 63 HRC N 93 26-28
- DB KUVBDDHSCAE M TIc kDX - For HSC pre-finishing and HSC finishing oy SO
et EFICRE of 2D- and 3D-contours H11-14 )
SYRBIE - Order code 9595A
0 dy r lo b HLX
0,01 BE
10 0,5 8,2 2,7 .1005 [ )
10 1 8,2 2,7 1010 °
12 0,5 9,2 3 1205 ()
12 1 9,2 3 1210 °
16 0,5 10,8 4 .1605 [ ]
16 1 10,8 4 1610 [ )
16 2 10,8 4 .1620 (]
20 1 12,5 5 .2010 [
20 2 12,5 b .2020 [ )
20 3 12,5 5 .2030 [ ]
25 2 17 6 .2520 [ )
25 3 17 6 .2530 °
32 8 21 7 .3230 [

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

B



FRANKEN 537214 —RBI>RI)L - Indexable Screw-in End Mills for Torus Inserts

- RO —A VRO - Indexable screw-in end mill T
NS - Internal coolant supply, ICR
- EB#ESH7NAT = (ICR) radial exit (ICR) A
VISV THRICEDEVME - High exchange precision e —
DR UERD 5 1 HEE (+0,01) due to V-clamping (+0.01) ,‘
- — MRV R Y 12— >3k - Compatible with commercially i M
LT —ICBUD {4 BT RE available screw-in holders +0,01
and adapters
lef~
SYPZ

[2)

0 do
0d3

BB - Order code 9117
0 dy A I SW  ods 0dp  Mgmax. Ny Z 14X
(0 do) min-1 (HE BIE
10 25 40 8 9,8 M 6 8Nm 38000 2 100252 [}
12 27 42 8 10,8 M 6 8 Nm 35000 2 120272 [}
16 31 49 13 14,4 M 8 15Nm 32000 2 160312 [}
20 36 56 15 18 M10 30Nm 28000 2 .200362 ()
25 44 66 19 22,5 M12 50Nm 25000 2 .250442 [}
32 52 78 24 28,6 M16 100 Nm 20000 2 .320522 [J
AV —NERIFED AV — RV 2 =B ULET AV —NE 23IR—=IZZEBLZE W
Delivery: without inserts, with Torx screws Inserts, see page 231
7911 - Accessories
A9') 2—RZ4/\— - Screwdriver A > —KZX9") 12— - Clamping Screw
I (R
U B - Order code 9855 SURAEIFE - Order code 9817
0 dy e H14X 0 d4 H1 X Mg max. B4 X
Size BE Size BE
6-8 Torx T7 .07 [ ] 6 M2,5 x 4,8 xTorx T7 1 Nm .0607 [ )
10 Torx T15 15 [} 8 M2,5 x 6,3 xTorx T7 1Nm .0807 °
12-25 Torx T20 .20 [} 10 M4 x 7,5xTorxT15 4 Nm 1015 [}
32 Torx T30 .30 [ 12 M5 x 8,9 xTorx T20 8 Nm 1220 °
16 M5  x 12,5 x Torx T20 8 Nm .1620 [}
] 20 M5 x15 xTorxT20 8 Nm .2020 o
KEZ={FZ B 1EA - High-Temperature Screw Paste 25 M6 x20 xTorxT20 8 Nm .2520 °
32 M8 x 24,5 xTorx T30 18 Nm .3230 (]
SIFBVE - Order code 9000
ABE H4 X
Quantity BE
100 g 1000 °

AVH—RAIU2—DBEERE%  Applying a light coating of grease on
BE<TchBEDEE=FERGEAI%  thread and countersunk head ensures
27Ua—DRUEREAY REBICZE  that the Torx screws for the inserts can
HLTLEE L, be loosened again.

239 Z3EXH - Ordering example: 9117.060302



I T ZA T —KNEI>RZ)L - Indexable End Mills for Torus Inserts

-AO0—7UxA TVRI)L

S REMEDE L ENPT LY

NIV TARICLZE VR

- Indexable end mill
- For universal application
- High exchange precision

FRANKEN

NIRUERD I EEE (0,01) due to V-clamping (+0.01) —
'€ M
max. | [+0,01
| e~
syrpz| N
I3
[
BBV - Order code 9007
0 dy I3 I 9 d3 0 dy Nimax. z B4 X
n6 min-1 () BE
6 19 100 5,3 10 42000 2 .060192 o
8 19 100 6,8 10 40000 2 .080192 °
10 25 100 9 12 38000 2 100252 ®
12 46 150 10,8 12 35000 2 120462 ®
16 50 160 14,4 16 32000 2 .160502 e
20 61 200 18 20 28000 2 .200612 °
25 64 200 22,5 25 25000 2 .250642 o
32 76 250 28,6 32 20000 2 .320762 0
AV —NFRIFED AV =RV 21— EFBLET AV =TT U 231-232R—I B ZELTZE L
Delivery: without inserts, with Torx screws Inserts and accessories, see page 231-232
- BEARTADAO—F72xA  -Indexable end mil DIN 6535 |
IVRI)L with carbide shank —m! ICR
- HSCE RN LI &% - For HSC machining HB
- ASEICEEYIARZMIET - Internal coolant supply, _
= DNEBHEHINAT = (ICR) radial exit (ICR) 7™
V-OSVTHARICEDEVME - High exchange precision i M
D3R LEXD fsF (FHEEE (0,01) due to V-clamping (+0.01) 0,01
U | &~
supz| N
I3 ( ‘J
Iy ,‘_’, ]
B RBYE - Order code 9004
0 dy I3 I 9 d3 0 dy Nimax. z H14X
n6 min-1 ES BE
6 20 80 5,6 6 42000 2 .060202 o
6 45 100 5,6 6 42000 2 .060452 ®
8 30 85 7,6 8 40000 2 .080302 ()
8 60 105 7,6 8 40000 2 .080602 ®
10 85 100 9,6 10 38000 2 .100352 °
10 75 140 9,6 10 38000 2 .100752 °
12 45 110 11,6 12 35000 2 120452 o
12 85 150 11,6 12 35000 2 .120852 °
16 55 110 15,5 16 32000 2 .160552 o
16 85 150 15,5 16 32000 2 .160852 °
16 120 200 15,5 16 32000 2 161202 ®
20 65 110 19,5 20 28000 2 .200652 o
20 85 150 19,5 20 28000 2 .200852 o
20 120 200 19,5 20 28000 2 .201202 ®
25 65 120 24,5 25 25000 2 .250652 o
25 85 160 24,5 25 25000 2 .250852 ®
25 120 230 24,5 25 25000 2 .251202 [J

AT —=NIRIFED AT —RRT V21— EFBLET
Delivery: without inserts, with Torx screws

AT —RETTET VIR 231-282R—VZBELEEL

Inserts and accessories, see

page 231-232

@ = IRAEFEE [ - Stock tool

O = BELET T - Available at short notice

B



[2)

FRANKEN 25—k - HPC Inserts

- EEDINTAICERET ST - Special geometry
YA for high feed rates
- MEOE BRI

-EEMIICELCSBI—
TV %A

cutting speeds

- High performance carbide grade
- Multi-layer coating for high

n k2 HBE
_ R
3D
ve/f;
A _J )
Measuring point Rsp 244 ﬁﬁ
T 2R - Cutting material PE6 )
d—7 7" - Coating TIALN |
F7Ur— 3y - #EI6 (P208588)  Applications — material (see page 208) P
-EEEM. SEEMBXOEESROIMI - Suitable for low-alloyed and high-alloyed K
BB steels and cast materials N 93 2607
- 2DRKVIDDEEDFIRINITAES - For high-feed milling of 2D and 3D contours S LTS
RINTIC
BB - Order code 9594A
0 dy Rsp r1/rp Im lo b 14X
+0,01 BE
10 09 3/0,6 1,8 7,7 2,7 .1009 ()
12 1,5 5/1 3 8,4 3 1215 ()
16 1,5 5/1 3] 11,3 4 1615 [}
20 15 5/1 3 13,1 5 2015 ()
25 1,5 5/1 3] 18 6 2515 o*
*EEDGLRDRER T ERDET
Available while stocks last
;FEﬁm_t?@I B EHIERD xR Measuring point definition
x N S for measuring length using a laser
—_ Z 5E\| = s = EA\ w . . . . 7ﬁ/\7\ o=
v 1?:; S BRI C JE%HD%T 7 /? In order to determine the measuring point by measuring g| = P E
—D¥EENSEA VT —KD |y EZS|WAIET e tool length with a | he dimension | b = Ty gp
TS LS LT R the tool length with  laser, the dimension I must be
. deducted from the half cutting diameter di/2.

7tV - Accessories

NLY R9') 2—RZ4\— - Torque Screwdriver

A —KkZX%") 21— - Clamping Screw

BBV - Order code 9800 9801 SURBIFE - Order code 9817
HJ14X 0 dy PR Mg max. 14X
BE Size BE

J\YRJL Handle 3,8 Nm .03 () 10 M4 x 7,5xTorx T15 4 Nm 1015 °

7L —K Blade Torx T15 15 [ 12 M5 x 8,9 x Torx T20 8 Nm 1220 °

J\YRJL Handle 7,2 Nm .05 [} 16 M5 x 12,5 x Torx T20 8 Nm .1620 )

ZL—K Blade Torx T20 .20 [ 20 M5 x 15 xTorx T20 8 Nm .2020 [ ]
25 M6 x 20 xTorx T20 8 Nm .2520 )

JE={FERHLER - High-Temperature Screw Paste

SYRBIE - Order code 9000

ARE HJ14X

Quantity BE

100g 1000 °

AP —RAI Y1 —DFEENESE
B < T EEDBES (T EBH IEF =
A0 a1—DRUEBEANY REBICE
wUTLIEE LN,

Applying a light coating of grease on
thread and countersunk head ensures
that the Torx screws for the inserts can
be loosened again.

o)==

Z3ESH - Ordering example: 9594A.1009



HPC-1 > —KHI >R =)L - Indexable End Mills for HPC Inserts

- RV a—A ROV

- Indexable screw-in end mill

FRANKEN

27Ya—1Y)
NS - Internal coolant supply, ICR
- ERHESM7NT = (ICR) radial exit (ICR) I%
V-IZVTARICEDEVNE - High exchange precision -4 —J
DR UERD {5 E (0,01) due to V-clamping (+0.01)
- —MRIRR DY) 21— >3k - Compatible with commercially Tiaa M
LT —ICEUD 3 I ETBE available screw-in holders 0,01
and adapters
| -
R3p B
®
\Y
—
sw
L A\
l2
i
SRBIE - Order code 9117
9 dy I l4 SW  ed3  ody  Mgmax.  Npa VA 14X
(0dp) mnl (A% BE
10 25 40 8 9,8 M 6 8Nm 38000 2 100252 °
12 27 42 8 10,8 M 6 8Nm 35000 2 120272 o
16 31 49 13 14,4 M 8 15Nm 32000 2 160312 ®
20 36 56 15 18 M10 30Nm 28000 2 .200362 ®
25 44 66 19 22,5 M12 50Nm 25000 2 .250442 ]
AT —NFRFED AV =RV —EHELET AV —RETIEH VI 24R—IZ B IZEWN
Delivery: without inserts, with Torx screws Inserts and accessories, see page 234
-A0—7UxA TVRI)L - Indexable end mill DIN 1835
SRAEDEELPT N - For universal application o A
VISV TARICEDEVME - High exchange precision B
DR UERD fFFFEE (x0,01) due to V-clamping (+0.01) —
(T
max. m
| le~
Rap b
lef
\Y
—_—
I3
[
BBV - Order code 9007
0 dy I3 l4 0ds 0do Nmax. z 'U"fZ'
n6 min-1 (%) BE
10 25 100 9 12 38000 2 100252 )
12 46 150 10,8 12 35000 2 120462 °
16 50 160 14,4 16 32000 2 .160502 ®
20 61 200 18 20 28000 2 .200612 o
25 64 200 22,5 25 25000 2 .250642 ]

AT —NFRIFED . A —KRY
Delivery: without inserts, with Torx screws

Ua—3NRELET

AT —RNEFIET VG 234R—IETEL LS

Inserts and accessories, see page 234

@ = IRAEFEE [ - Stock tool
O = BEWE TR - Available at shol

rt notice

R




FRAINKEIN 7854 - Cutting Conditions

F1LS4-71v
Inserts Time-S4-Cut STRELE - Valid for
9582A 9583X 9584A
0 dq <
de
ae = 0,8 xdq
IC 8,5
o CN- 3
9584A  9583X  9582A
BHIsRRE HH1D%ED BT EYHAMLE % iy MMS %
V¢ [m/min] £, (mm) aplmm %) | MaL

220-260 0,8-1,6 0,5-0,8 O ] u
220-260 0,8-1,6 0,5-0,8 m] u u
200-240 0,8-1,6 0,5-0,7 O ] ]
200-240 08-14 0,5-0,7 m] u o
160-200 0,8-1,2 0,5-0,7 O ] O

M2

4.
240-280 08-1,6 05-1,0 g L] L]
240-280 0,8-1,6 05-1,0 ] u u
180-220 05-14 0,5-1,0 [m] u u
180-220 05-14 0,5-1,0 m] u u
120-160 05-1,2 0,5-0,7 m] u u
100-140 0,5-1,2 0,5-0,7 [m] L ]
140-180 05-14 05-1,0 =] L] u
140-180 05-14 0,5-1,0 5] [] []
240-260 08-1,6 0,5-1,0 [u] [] O ]
240-260 08-16 05-1,0 & 0 E 0
200-240 06-14 0,5-1,0 u

H B

4

I

236 % ve = YIHIERE - Cutting speed

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



FRANKEN

B8l - Cutting Conditions

FALLS-Av bk
Inserts Time-S-Cut STRE, - Valid for
9575A 9586A
9585A 9589A
@ dy <
i)
2, =0,8xd4
IC8 IC8
9586A  9575A 9589A 9585A
PIHRIERRE H&Hi=hiEh HAMYIAHE IRIEE H&Hr=hiEh HAMYIAHE MMS %
V¢ [m/min] f; (mm) aymm] V¢ [m/min] f; (mm] apmm] maL
220-260 08-1,6 0,5-0,8 260-300 0,8-1,6 0,5-0,8 ] [ ] [ ]
220-260 0,8-1,6 0,5-0,8 260-300 0,8-1,6 0,5-0,8 O u u
200-240 08-1,6 0,5-0,7 240-280 0,8-1,6 0,5-0,7 O L] u
200-240 08-1,4 0,5-0,7 240-280 08-14 0,5-0,7 m] u [m]
160-200 08-1,2 0,5-0,7 180-220 0,8-1,2 0,5-0,7 O ] [m]
M[2
7y
240-280 08-1,6 05-1,0 280-320 08-1,6 05-1,0 u] u u
240-280 08-1,6 05-1,0 280-320 08-1,6 0,5-1,0 ] ] ]
180-220 05-1,4 0,5-1,0 220-260 05-1,4 0,5-1,0 a0 u u
180-220 05-14 0,5-1,0 220-260 05-14 05-1,0 [m] u u
120-160 05-1,2 0,5-0,7 140-180 05-1,2 0,5-0,7 [m] u u
100-140 05-1,2 0,5-0,7 140-180 05-1,2 0,5-0,7 [m] u u
140-180 05-14 05-1,0 160-200 05-14 0,5-1,0 O ] u
140-180 05-14 05-1,0 160-200 05-14 0,5-1,0 ] ] ]
240-260 08-1,6 05-1,0 260-300 08-1,6 05-1,0 O L] =] L]
240-260 08-1,6 0,5-1,0 260-300 0,8-1,6 0,5-1,0 [m] u a u
200-240 06-14 0,5-1,0 240-280 06-14 0,5-1,0 []
H B
4
5

W = 5 - Very Suitable
[ = BFAPI4E - Suitable

B




FRAINKEIN 7854 - Cutting Conditions

FA1LS-71v b
Inserts Time-S-Cut STERBLER - Valid for
9576A 9587A 9588A
&
()
3, =0,8x0d4
IC 12,5 IC12,5
- = 7 2
9588A 9576A 9587A
TIHIERE HHfhixD WARYLAAE IHIERE HHT=DiED WARYLAHE % m”‘ MMS %
V¢ [m/min] £, (mm) ap[mm] V¢ [m/min] f; (mm) aplmm] %) | MaL
220-260 0,8-1,6 0,7-1,2 260-300 0,8-1,6 0,7-1,2 ] [ ] [ ]
220-260 0,8-1,6 0,7-1,2 260-300 0,8-1,6 0,7-1,2 m] u u
200-240 0,8-1,6 0,7-1,0 240-280 0,8-1,6 0,7-1,0 o ] ]
200-240 08-14 0,7-1,0 240-280 08-14 0,7-1,0 m] u o
160-200 0,8-1,2 0,7-1,0 180-220 0,8-1,2 0,7-1,0 o ] m]
M2
4.
240-280 08-1,6 0,7-15 280-320 08-1,6 0,7-15 o L] L]
240-280 08-1,6 0,7-1,5 280-320 0,8-1,6 0,7-15 o L] L]
180-220 05-14 0,7-1,5 220-260 05-14 0,7-15 m] u u
180-220 05-14 0,7-15 220-260 05-14 0,7-15 O L} u
120-160 05-1,2 0,7-1,2 140-180 0,5-1,2 0,7-1,2 =] u u
100-140 05-12 07-12 140-180 05-1.2 0,7-1,2 [E] [] ]
140-180 05-14 0,7-12 160-200 05-14 0,7-12 o L] L]
140-180 05-1,4 07-1.2 160-200 05-14 0,7-1,2 [u] [] ]
240-260 08-1,6 05-12 260-300 08-1,6 05-1.2 o L] (] L]
240-260 0,8-1,6 05-1,2 260-300 0,8-1,6 05-1,2 m] u (] u
200-240 06-14 0,5-1,2 240-280 06-14 0,5-1,2 ]
H B
4
5
238 % ve = YIHIERE - Cutting speed

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



HIBIZ44 - Cutting Conditions

avevy (Em) 19—k

Rhombic inserts

ap

@ dy

d

max. as =dq —2Xxr

FRANKEN

ST RELT - Valid for

9624A

9625A 9635

1C4,6/1C9,2 1C4,6/1C9,2 1C4,6/1C9,2
9624A 9625A 9635
YIERE | IHIDED shamiiasg| YIEERE | IHDED @amass| UIEHERE | IHDED [#hrmiiass % \{A* MMS %
V¢ [m/min] f; (mm) apmm V¢ [m/min] f; (mm] apmm] V¢ [m/min] f; (mm] apmm] %/ MaL
220-260 IC+60 0,05-0,10xIC 260-300 IC+60 0,05-0,10xIC m] [ ] [ ]
220-260 IC+60 0,05-0,10xIC 260-300 IC+60 0,05-0,10xIC O | | [ ]
160-200 IC+80 0,05-0,10xIC 220-260 IC+80 0,05-0,10xIC m] [ ] [ ]
140-180 IC+80 0,05-0,10xIC 180-220 IC+80 0,05-0,10xIC O | | [m]
140-180 IC+80 0,05-0,10xIC 180-220 IC+80 0,05-0,10xIC m] | ] ]
M[2
4.
180-220 IC+50 0,05-0,10x1C 180-220 IC+50 0,05-0,10x1C =] [] []
180-220 C+50 0,05-0,10x1C 180-220 C+50 0,05-0,10x1C [m] ] [
160-200 C+50 0,05-0,10x1C 160-200 C+50 0,05-0,10x1C 0 ] []
140-180 C+50 0,05-0,10x1C 140-180 C+50 0,05-0,10x1C a0 u u
80-120 IC+70 0,05-0,10x1C 80-120 IC+70 0,05-0,10x1C ] ] []
60-100 IC+70 0,05-0,10x1C 60-100 IC+70 0,05-0,10x1C =] [] []
100-140 IC+70 0,05-0,10x1C 100-140 IC+70 0,05-0,10x1C =] ] []
100-140 IC+70 0,05-0,10x IC 100-140 IC+70 0,05-0,10xIC ] ] []
800-1000 IC+30 0,10-0,20xIC 5] []
800-1000 IC+30 0,10-0,20xIC [m] u
600- 800 IC+30 0,10-0,20xIC =] [
300- 350 IC+60 0,05-0,10x1C [m] u o L]
300- 350 IC+60 0,05-0,10x1C =] u 8] L]
280- 320 IC+60 0,05-0,10x1C O u a u
240- 280 IC+60 0,05-0,10x1C u] ] a u
240- 280 C+60 0,05-0,10x1C [m] u a u
300- 350 C+60 0,05-0,10x1C [m] u a u
80- 120 C+60 0,05-0,10x1C u
80- 120 IC+60 0,05-0,10xIC u
280- 320 IC+30 0,05-0,10x1C =] []
250- 300 IC+30 0,05-0,10x1C [&] []
200- 240 IC+30 0,05-0,10x1C u 0 a0
80- 120 IC+30 0,05-0,10x1C o L]
120-160 IC+60 0,05-0,10x1C 120-160 IC+60 0,05-0,10x1C a u
140-160 IC+80 0,03-0,05x1C [&] []
H 100-140 IC+80 0,03-0,05x1C ] [
d 80-100 IC+80 0,03-0,05x1C =] ]
4
B

W = 58 - Very Suitable
[ = BRI BE - Suitable

B




FRAINKEIN 7854 - Cutting Conditions

OveEyy (EwR) 19—k

Rhombic inserts

ST RELT - Valid for

9635A 9635G 9635R
.
0 dq S
s
max. ag = dq —2Xxr
IC4,6/1C9,2 IC4,6/1C9,2 1C4,6/1C9,2
9635R 9635A 9635G
YIHIERE | IHIDED [@amiiasg| YIHIERE | IHDXD @amiiasg| YIHERE | IHDXD [#smiiass % \{A* MMS %
V¢ [m/min] £, (mm ap[mm] V¢ [m/min] £, (mm) ap[mm] V¢ [m/min] f; (mm) aplmm %) | MoL
100-140 IC+80 0,05-0,10xIC O [}
M 80-120 IC+80 0,05-0,10x1C O [}
800-1000 IC+30 0,10-0,20xIC [ 500-700 IC+30 0,05-0,10xIC =] u
800-1000 IC+30 0,10-0,20xIC [ 500-700 IC+30 0,05-0,10x1C = [}
600-_800 IC+30 0,10-0,20 xIC [ 400-600 IC+30 0,05-0,10xIC O O
400-_600 IC+30 0,10-0,20xIC | 300-400 IC+30 0,05-0,10xIC | 400-600 IC+30 0,10-0,20xIC O n
300-500 IC+30 0,10-0,20xIC O n
300-_350 IC+60 0,05-0,10xIC | 300-350 IC+60 0,05-0,10xIC =] u =] u
300-_350 IC+60 0,05-0,10xIC | 300-350 IC+60 0,05-0,10x1C o u O [
280- 320 IC+60 0,05-0,10xIC | 280-320 IC+60 0,05-0,10xIC O O O n
240- 280 IC+60 0,05-0,10xIC | 240-280 IC+60 0,05-0,10xIC O O O n
240- 280 C-60 0,05-0,10x1C | 240-280 C-60 0,05-0,10xIC 0 u & u
300- 350 C-60 0,05-0,10x1C | 300-350 C=60 0,05-0,10x1C 0 u O u
80- 120 C=60 0,05-0,10x1C 80-120 C=60 0,05-0,10x1C [}
80- 120 IC+60 0,05-0,10xIC 80-120 IC+60 0,05-0,10xIC [
280- 320 IC+30 0,05-0,10x1C | 280-320 IC+30 0,05-0,10x1C O n
250-_300 IC+30 0,05-0,10xIC | 250-300 IC+30 0,05-0,10xIC O n
200- 240 IC+30 0,05-0,10xIC | 200-240 IC+30 0,05-0,10xIC [} O =
80- 120 IC+30 0,05-0,10x1C 80-120 IC+30 0,05-0,10x1C O 0
100- 140 IC+30 0,05-0,10x1C | 100-140 IC+30 0,05-0,10x1C | 200-300 IC+30 0,05-0,10xIC[ O L] [}
80- 120 IC+30 0,05-0,10xIC 80-120 IC+30 0,05-0,10xIC | 100-200 IC+30 0,05-0,10xIC [ O u n
180-220 IC+30 0,20-0,30xIC | 400-600 IC+30 0,20-0,30 xIC [
100- 140 IC+30 0,05-0,10 xIC u
H B
4
5
240 % ve = YIHIERE - Cutting speed

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



HIBIZ44 - Cutting Conditions FRANKEN

pcOO—fFFOYEYY (ER) 1 VH—
Rhombic PCD inserts S RELT - Valid for
9679

ap

@ dy

d

max. as =dq —2Xxr

1C4,6/1C9,2
9679
LR Hptcb3h A EYIAHLE % iz\" MMS %
V¢ [m/min] f; (mm] aplmm] Wl MaL
M[2
4.
800-1000 IC+30 0,10-0,20xIC =) u
800-1000 IC+30 0,10-0,20 xIC [u] L]
600- 800 IC+30 0,10-0,20 xIC =] ]
400- 600 IC+30 0,10-0,20x1C =] L]
400- 600 IC+30 0,10-0,20x1C [&] ]
300- 500 IC+30 0,10-0,20xIC =] L]
600-1000 IC+30 0,20-0,30x1C ]
200- 300 1C+30 0,05-0,10xIC L
H B
4
5
W = 5 - Very Suitable 241

[ = BFAPI4E - Suitable



FRAINKEIN 7854 - Cutting Conditions

HEJA T —h
Round inserts STRELER - Valid for
9601A 9608A
9607A 9619X
‘ 0 dy &
%
max. ag = dy —IC
IC8-12 IC6-12 IC8-16
vc,fz e - N - ) - J
9601A 9607A  9608A 9619X
YIBEE | HHIzDXD [@rmirsg| YIHIERE | HHichED [@amybisg| YIHERE | NHih&ED [@AmAse % \{A* MMS %
V¢ [m/min] £, (mm ap[mm] V¢ [m/min] £, (mm) ap[mm] V¢ [m/min] f; (mm) aplmm] %) MaL
260-300 IC+50 0,05-0,10xIC 260-300 IC+50 0,05-0,06 x IC 260-300 IC+50 0,05-0,10xIC o ] ]
260-300 IC+50 0,05-0,10xIC 260-300 IC+50 0,05-0,06 x IC 260-300 IC+50 0,05-0,10x IC m] u u
220-260 IC+60 0,05-0,10x1C 220-260 IC+60 0,03-0,06 x IC 220-260 IC+60 0,05-0,10xIC ] [ ] [ ]
200-240 IC+60 0,05-0,10x IC 200-240 IC+60 0,03-0,06 x IC 200-240 IC+60 0,05-0,10x IC m] u o
180-220 IC+60 0,05-0,10x1C 180-220 IC+60 0,03-0,06 x IC 180-220 IC+60 0,05-0,10xIC m] [ ] O
1.1 120-160 IC+60 0,05-0,10 x IC
M[ 21 60-100 IC+60 0,05-0,10x1C
3.1 60- 80 IC+80 0,05-0,10xIC
4.1 40- 60 IC+80 0,05-0,10 x IC
180-220 IC+50 0,05-0,10x1C 200-240 IC+50 0,03-0,06 xIC 180-220 IC+50 0,05-0,10x1C o L] L]
180-220 | C+50 [ 0,05-0,10x1C 200-240 C+50 0,03-0,06 xIC 180-220 C+50 0,05-0,10x1C o L] L]
160-200 C+50 0,05-0,10 xIC 180-220 C+50 0,03-0,06 x IC 160-200 C+50 0,05-0,10 x IC [} u u
140-180 C+50 0,05-0,10x1C 160-200 C+50 0,03-0,06 x IC 140-180 C+50 0,05-0,10x IC O L} L}
80-120 IC+80 0,05-0,10xIC 80-120 IC+80 0,03-0,06 x IC 80-120 IC+80 0,05-0,10xIC m] u u
60-100 IC+80 0,05-0,10xIC 60-100 IC+80 0,03-0,06 x IC 60-100 IC+80 0,05-0,10xIC 8] u u
100-140 IC+80 0,05-0,10x1C 100-140 IC+80 0,03-0,06 xIC 100-140 IC+80 0,05-0,10x1C d [] ]
120-160 IC+80 0,05-0,10xIC 120-160 IC+80 0,03-0,06 x IC 120-160 IC+80 0,05-0,10 x IC [u] u []
300-350 IC+60 0,05-0,10x1C o u O u
300-350 IC+60 0,05-0,10xIC 8] u O u
280-320 IC+60 0,05-0,10x1C o L] (] u
240-280 IC+60 0,05-0,10x1C o L] (] u
240-280 C+60 0,05-0,10x1C ] u [m] u
300-350 C+60 0,05-0,10 x IC [} u [m] L
80-120 C=60 0,05-0,10 x IC u
80-120 IC+60 0,05-0,10x IC u
280-320 IC+30 0,05-0,10x1C (] u
250-300 IC+30 0,05-0,10x1C ] ]
180-220 IC+30 0,20-0,30x1C ]
120-160 IC+60 0,05-0,10 x IC 0 u
120-160 IC+50 0,05-0,10xIC u
120-160 IC+50 0,05-0,10x1C L]
100-140 IC+30 0,05-0,10xIC ]
40- 60 IC+30 0,05-0,10 x IC u
30- 60 IC+30 0,05-0,10xIC ]
30- 60 IC+30 0,05-0,10x1C ]
30- 50 IC+30 0,05-0,10x1C []
30- 50 IC+30 0,05-0,10x1C []
30- 50 IC+30 0,05-0,10x IC ]
. 160-200 IC+60 0,03-0,06 x IC [} u
H . 140-180 IC+60 0,03-0,06 x IC o u
d 100-120 IC+60 0,02-0,04 x1C ] u
4 80-100 IC+80 0,01-0,02x1C 8] u
5 50- 70 IC+100 0,01-0.02x1C O L]
242 ve = YIHIERE - Cutting speed

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



FRANKEN

HIBIZ44 - Cutting Conditions

mR—=IL/—=X 15—k
Ball nose inserts SFRELT - Valid for
9579A 9581A
de
&
6 - 32 mm 8 -25mm
9581A 9579A
PIHERE | ABHDED | mammias | @5RyRse | THEEE | IHDED | srmihias | ARTRAss % iz\‘* MMS %
V¢ [m/min] £, [mm] ap[mm] Ag[mm] V¢ [m/min] £, [mm] aplmm] Aglmm] )| MaL
260-300 dy+120 0,020 x dy 0,020 x dy 260-300 dy =120 0,020 x dy 0,020 x dy o = =
260-300 120 0,020 x dy 0,020 x dy 260-300 dy+120 0,020 x dy 0,020 x dy o ] =
240-280 dy+120 0,020 x dy 0,020 x dy 240-280 dy =120 0,020 x dy 0,020 x dy o = =
240-280 dy+120 0,020 x dy 0,020 x dy 240-280 dy+120 0,020 x dy 0,020 x dy o n o
180-220 dq 160 0,010 x dy 0,010 x dy 180-220 dq =160 0,010 xdy 0,010 xdy o = o
11
M| 21
31
41
240-280 dy+120 0,020 x dy 0,020 x dy 240-280 dy+120 0,020 x d 0,020 x d o = =
240-280 dy+120 0,020 x dy 0,020 x dy 240-280 dy =120 0,020 x dy 0,020 x dy O O O
180-240 dy =160 0.015xdy 0015 xdy 180-240 dy =160 0.015xdy 0015 x dy & 0 O
180-240 dy =160 0.015xdy 0015 x dy 180-240 dy =160 0.015xdy 0015 x dy & n n
120-160 dy =140 0,015 x dy 0,015 x dy 120-160 dy =140 0,015 x dy 0,015 x dy O O O
100-140 dy =140 0015 x dy 0,015 x dy 100-140 dy =140 0015 x dy 0,015 x dy O n O
200-240 dy =140 0,015 xd 0,015 x dy 200-240 dy =140 0,015 xdy 0,015 x d O O O
200-240 dy =140 0015xd 0,015 xd 200-240 dy =140 0015xd 0015xd O O O
300-600 di= 70 0,020 x dy 0,020 x ty 300-600 d= 70 0.020 x dy 0020 x dy & O
300-600 di+ 70 0,020 x d 0,020 x dy 300-600 di= 70 0,020 x dy 0,020 x dy & O
300-600 di+ 70 0,020 x d 0,020 x dy 300-600 dy= 70 0,020 x dy 0,020 x dy o O
240-280 412120 0,015 xdg 0,015 x dy 240-280 012120 0015 xds 0015 x dy O O O =
240-280 0, =120 0015 xdy 0015 Xty 240-280 012120 0015 xdy 0015 xdy & O & =
220-260 0y =140 0.015xdy 0015 x dy 220-260 dy =140 0.015xdy 0015 x dy O
220-260 dy =140 0,015 x dy 0,015 x dy 220-260 dy =140 0,015 x dy 0,015 x dy O
300-400 gz 70 0015 xdy 0015 Xty 300-400 gz 70 0015 xdy 0015 xdy n O O
300-400 dr= 70 0015 xdy 0015 x dy 300-400 di= 70 0015 xd 0015 x dy u
220-260 dy =140 0,015 xdy 0015 xdy 220-260 dy =140 0.015xdy 0015 x dy & O
220-260 0y =140 0,015 xd 0,015 xd 220-260 dy =140 0.015 xd 0,015 xd n
100-140 =140 0,015 xd 0,015 x dy 100-140 ;=140 0,015 xd 0,015 x dy =
100-140 dy =140 0,015 xdy 0,015 xd 100-140 dy =140 0,015 xds 0,015 x dy O
70- 90 dy =160 0,015 x dy 0015 x dy 70- 90 dy =160 0,015 x dy 0,015 x dy O
140-160 =160 0010 xdy 0.010xdy 210-240 01 =160 0010 xdy 0010 x dy O n
H 120-140 =180 0010 x dy 0,010 x dy 180-210 d; =180 0,010 dy 0,010 x dy O u
g 80-120 dy =200 0010 dy 0,010 x dy 120-180 d1 =200 0010 x dy 0,010 x dy O O
Y 60- 80 d1 =200 0,010 xds 0,010 Xy 90-120 d4 =200 0,010 xdy 0,010 x dy O O
B

W = 58 - Very Suitable
[ = BRI BE - Suitable

B o0




FRAINKEIN 7854 - Cutting Conditions

SYFPRAAVY—hK HPCA VY —k
Torus inserts HPC inserts S RELT - Valid for
9594A 9596A
9595A 9598A
de
‘_L, a
2, =0,8xd4
6-32 mm 10 - 32 mm 10 - 25 mm
9596A, 9598A 9595A 9594A
gEER |Darogn| BAE L BR e nspnmn| BP0 EAE | g Igsrngn|  HAE 5
Volmming | fypmm | PPARE | UREBE | T | TRAEE ) DRBE | AR MaL 3 |
c z ap[mm Qp[mm c z ap[mm Qp[mm c z (] ap[mm
260-300 | dy+120 | 0,020xd; | 0020xd; | 260-300 | dy=120 | 0,020xds | 0,020xdy | 220-260 | 08-12 | 0030xd; | O . "
260-300 | dy+120 | 0,020xd; | 0020xdy | 260-300 | dy=120 | 0,020xds | 0020xdy | 220-260 | 08-12 | 0030xdy | © n n
260-280 | dy+120 | 0,020xd; | 0020xd; | 240-280 | dy=120 | 0,020xds | 0,020xdy | 200-240 | 08-12 | 0030xds | O " "
260-280 | dy=120 | 0,020xd; | 0020xd; | 240-280 | dy+120 | 0,020xds | 0,020xdy | 200-240 | 08-10 | 0030xdy | © n o
180-200 | d;+160 | 0,010xd; | 0,010xd; | 180-220 | d;+160 | 0,010xd; | 0,010xd; | 160-200 | 08-10 | 0,030xd; | O " o
11 | 120-160 | d;=160 | 0,010xd; | 0,010xd; 0 O
M| 21 | 120-160 | d;=160 | 0.010xd; | 0,010xd; E =
31 | 100-120 | d;=180 | 0,010xdy | 0,010xdy G n
41 | 100-120 | d;=180 | 0,010xd; | 0.010xd E u
240-280 | d1+120 | 0,020xd; | 0.020xd; | 240-280 | 08-12 | 0040xds | O u n
240-280 | d1=120 | 0,020xd; | 0,020xd; | 240-280 | 08-1.2 | 0.040xd; | O 0 0
180-240 | d;=160 | 0,015xd; | 0,015xd; | 180-220 | 05-1,0 | 0.040xd; | O u u
180-240 | d;=160 | 0,015xd; | 0.015xd; | 180-220 | 05-1.0 | 0.040xd; | O u O
120-160 | d;=140 | 0,015xd; | 0,015xd; | 120-160 | 05-1,0 | 0,040xdy | O 0 0
100-140 | d;=140 | 0,015xd; | 0,015xd; | 100-140 | 05-1,0 | 0,040xdy | O 0 0
200-240 | d1=140 | 0,015xd; | 0.015xd; | 140-180 | 05-1.0 | 0.040xdy | © 0 0
200-240 | d1=140 | 0,015xd; | 0.015xd; | 140-180 | 05-1.0 | 0,040 xd O O n
300-600 | diz 70 | 0,020xd; | 0,020xd; 0 u
300-600 | di= 70 | 0,020xdy | 0,020 xdy E 0
300-600 | di= 70 | 0,020xdy | 0,020 xdy E 0
250-300 | di+ 70 | 0,020xdy | 0,020 xdy G 0
240-280 | 01=120 | 0,015xd; | 0.015xd; O 0 & 0
240-280 | =120 | 0,015xd; | 0.015xdy O 0 E 0
240-280 | d1=120 | 0,015xd; | 0.015xd; | 240-280 | d;=120 | 0,015xd; | 0.015xd; | 240-260 | 0.8-1,2 | 0.040xdy | © u G 0
240-280 | 01=120 | 0.015xd; | 0.015xd; o O O 0
240-280 di+120 0,015xdy | 0,015xd; =] ] [w] [
240-280 | d1=120 | 0,015xd; | 0.015xd; | 240-280 | d;=120 | 0,015xd; | 0.015xd; | 240-260 | 0.8-1.2 | 0.040xd; | O u 0 u
200-260 | d1=140 | 0.015xd; | 0.015xd; | 220-260 | d1=140 | 0,015xd; | 0.015xd; | 200-240 | 0,6-1.2 | 0,040 xd; O
220-260 | =140 | 0,015xd; | 0.015xd; | 220-260 | =140 | 0.015xd; | 0.015xck n
300-400 | di= 70 | 0,015xd; | 0.015xd; u 0 0
180-200 | dy+ 90 | 0,015xdy | 0,015xdy g 0
300-400 | di= 70 | 0,015xd; | 0.015xd; O
200-260 | d1=140 | 0.015xd; | 0,015xd; 0 O
220-260 | di=140 | 0,015xd; | 0.015xd u
100-140 | d;=140 | 0.015xd; | 0,015xd; O
100-140 | d;140 | 0,015xd; | 0.015xd; 0
70- 90 | d;=160 | 0,015xd; | 0,015xd; 0
140-160 | d;=180 | 0,010xd; | 0,010xd; | 140-160 | d;180 | 0,010xd; | 0,010xd; 0 u
H 120-140 | d;180 | 0,010xdy | 0,010xdy | 120-140 | ;180 | 0,010xdy | 0,010 xdy 0 n
: 80-120 | d;=200 | 0,010xd; | 0,010xd 0 O
4 60- 80 | d;=200 | 0,010xd; | 0,010xd E 0
[~
244 % ve = YIHIERE - Cutting speed

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



