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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 322 - 330.

International comparison of materials, see page 372 - 385.

PR - HRHIH

Range of application — material

5lERDEE
Tensile Strength

A TEHI(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§18M4S4£JH2
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. X40CrMoV5-1
Stainless steel materials
1.1 [7x7148ILToHY1R Ferritic, martensitic < 950 N/mm2 X2CrTi12 SCS, SUS420J2, SUS403
M[ 21 [#—XxF+A Austenitic <950 N/mm2 X6CrNiMoTi17-12-2 SCS, SUH, SUS304, SUS316
31 |A—RFFANTz54b ZHER, AHBEER 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 AEE Cast iron with lamellar graphite (GJL) 250-450 N/mm2 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
ASESR Rt =553 Cast iron with vermicular graphite (GJV) 400-500 N/mm?2 GV 450 FOVA0D
. 250-500 N/mm? EN-GJMW-350-4 (GTW-35) FCMW330
FIREHiR Malleabl 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

HEs Copper alloys
H3E (RS 5 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 Copper-tin alloys (tin bronze, short-chipping) < 400 N/mm2 CuSn7 ZnPb (Rg7) BC3
" < 600 N/mm?2 (Ampco 8
[SY S T Special copper alloys = 1400 N/mm2 (A(‘\M% o 45))
SESPIN - Magnesium alloys
RTRIILER Magnesium wrought alloys < 500 N/mm? MgAI6Zn
EESDIN-Y~ /] Magnesium cast alloys < 500 N/mm? EN-MCMgAI9Zn1 MC2A, MD1A
AR AR Synthetics
EEL IR Duroplastics (short-chipping) Bakelit, Pertinax
AT B RE Thermoplastics (long-chipping) PMMA, POM, PVC
i R (L1 Be (At S5 2 <30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK
AR LA (Bl =5 8 >30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK
AR Special materials
75774k Graphite C 8000
ST AT-EE Tungsten-copper alloys W-Cu 80/20
Batkl Composite materials Hylite, Alucobond
FIVER Titanium alloys
WFy> Pure titanium < 450 N/mm2 Tit HFH>
N T <900 N/mm2 TiAl6V4 Ti-6AI-4V
7oA Titanium aloys = 1250 N/mm? TiAl4Mo4Sn2 TiAlNo4S2
—vILEEE JINNEER $EES Nickel alloys, cobalt alloys and iron alloys
fh=—v L Pure nickel < 600 N/mm2 Ni 99,6 - =Tl
— N : < 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
INIVNEESR Cobalt-base alloys = 1600 N/mm2 Havnes 25 A X 05
HES Iron-hase alloys < 1500 N/mm?2 Incoloy 800 -+ >0 800
=RERE Hard materials
44 - 50 HRC Weldox 1100 SKT4
H 50 - 55 HRC Hardox 550 J\—Rv 2 2550
3 | EeE. SEEM. SRSk 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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HSS R—ILTVRI)L
HSS ball nose end mills
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HSS/HM

HEODAIVRIIEBBERATLTX
NC deburring end mills and engraving stylus

)

fJ

d—F—T#4—L TVRI
Corner-rounding end mills

=)

)

HSS T-AOYRIVRIIL
HSS T-slot end mills

A=ILZIVR
N NF 48 - medium N
g4-12mm g4-12mm 93-8mm | r=05-5mm | r=05-5mm | r=1-20mm | r=1-16mm | @21-45mm | 021-45mm | o11-60mm | @11-60mm
60°/90° 60°/90° 60°/90°
7 (9% 4 4 1 4 4 4-6 4-6 6-8 6-8 6-10 6-10
1715 1715 1710 3281 3281A 3282 3050 3030
- 3288 3288C 3058 3058C 3038 3038
~N—3-Page 308 308 309 310 310 3N 3N 312 312 313 313
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HSS ¥ HF+—RHIVRII HSS ¥ 7F—IJL TVREIL HIVI—=229 BEO—yJ—/\—
HSS Woodruff keyseat end mills HSS dovetail end mills Countersinks Carbide burrs
] I HSiJ
ZYA WCR
93-12mm | ¢3-12mm
F—ILSYUR 1721-1726 | 1731-1736
N H 90° 60° B
04,5-455mm | 94,5-455mm |p16-25mm |016-25mm|@16-25mm|@16-25mm |p10-31mm [04,3-31mm|04,3-31mm|06,3-25mm|g6,3-25mm
45-70° | 45-70° | 45-70° | 45-70°
6-12 6-12 10 10 10 10 3 3 3 3 3 AbSE:
3010 3200 3210 7581 7560 7560T 7550 7550T
3018 3018C 3208 3208C 3218 3218C =
314 314 315 315 316 316 317 318 318 318 318 | ~—3-Page
328 328 329 329 329 329 330 330 330 330 330 B v/f,
| | [ [ [ | [ [ [ ] n [
| | [ [ | [ | | [ [ | [ ] | [ TRE Kub
93-12mm | ¢3-16mm
o - O - O - - O - O - 1741-1746 | 1751-1756
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O O O [ O O
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1761-1766 | 1771-1776
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HSS/HM

FRANKEN s -l Rl

- 2HAR—)ILTYRI)L

- Ball nose end mill with 2 flutes

HSS Ball Nose End Mills

-teyy—hvh - Centre cutting N
- By E g - Good chip evacuation
-BVRAME - Highly versatile —_—
- fIEDBVEXS 3 —h8kEF - Extra short, stable design
-TBIAWIERZ4>7F v -Wide range of diameters HSSE
===
~Ip DIN 1835
| A
et TN g s )
N o U\
lo =
I3 30° K=
[
@ - Vc/fz
Design I,: Y 323
= Ip
5 (=) S

%

A—=ILFIVR

A—=IZIVR

d—7 7% - Coating TICN |
77—y - #HI4 (P3002488)  Applications — material (see page 300) P(Ad21]) 31 Pl1131) 41
- FEAELTOHRBLUIEHKRILHI - For almost all ferrous materials 11 11 | 21-41
MITEA T EE and non-ferrous metals
- 53RN 51200 N/mm2E TOHEHEIMIT - For materials with a tensile strength K(11:21)22,41-42 K (1121 ) 2242
- ¥MEPDRERIBOIMIIC of up to 1200 N/mm2 N 1.1-13 N 1.2-15,2.1-2.7
- DB KV DDEFIFINTICEHRE - For milling semi-circular grooves N 22,2426 N 41-4.2,5.1-52
and transition radii
- Suitable for 2D and 3D copy milling N 3.1-42 s 12:22,24
TP ARZ23—Nb - Extra short design
SIZBVE - Order code 3262 3268 3268C
0 dy r I I3 l pds g ody  Ia z H14 X
h10 h6 A% | BE
2 1 4 10 48 - = 6 12 2 .002 () () [ )
3 1,5 5 11 49 - - 6 13 2 .003 o ® ®
4 2 7 13 51 - - 6 15 2 .004 [} () [ )
5 2,5 8 14 52 = - 6 16 2 .005 ° [ ] ®
6 3 8 14 52 B - 6 16 2 .006 [} () [ )
7 3,5 10 16 60 6,5 18 10 20 2 .007 (] ° ®
8 4 11 17 61 7,5 19 10 21 2 .008 o (] [ )
9 45 11 18 61 8,5 19 10 21 2 .009 [ ] ° ®
10 5 13 21 63 9,5 - 10 23 2 .010 o ) )
1" 5,5 13 21 70 10,5 23 12 25 2 011 (] [ ®
12 6 16 26 73 11,5 - 12 28 2 012 () [ ) [ )
13 6,5 16 26 73 11,5 - 12 28 2 .013 [ ] [ J [ ]
14 7 16 26 73 11,5 - 12 28 2 014 () [ ) [ )
15 7,5 16 26 73 11,5 — 12 28 2 .015 ° ° ®
16 8 19 29 79 15 - 16 31 2 .016 [} () [ )
18 9 19 29 79 15 - 16 31 2 .018 ° [ ] ®
20 10 22 36 88 19 - 20 38 2 .020 [} ° [ )
22 11 22 36 88 19 - 20 38 2 .022 (] [ ®
24 12 26 42 102 23 44 25 46 2 .024 ([ ] (] [ )
25 125 26 44 102 24 - 25 46 2 .025 (] [ ] ®
26 13 26 44 102 24 - 25 46 2 .026 ° ° [ )
28 14 26 44 102 24 - 25 46 2 .028 (] [ ] ®
30 15 26 44 102 24 - 25 46 2 .030 ] () ()

o [

ZSESH - Ordering example: 3262.002



HSS R—JLT> R =)L - HSS Ball Nose End Mills FRANKEN

S 2BAR—ILIVRI)L - Ball nose end mill with 2 flutes
-tEYy—Hvhk - Centre cutting N I : 1
- BRIyl E gt 1% - Good chip evacuation | | |
- mLRAE - Highly versatile R
-BEWTERSA>+ v - Wide range of diameters .
-EBWTIL— N TERIE - Short flute length HSSE F
I
g
= DIN 1835 I
] A ‘
-SL TN S aeas)
Nkl ir| O |
lo =
I3 30° R—JL
h
@ - Vc/fz
Design I,: (AN 3%4
=l
SEE EERE
<
7 § ‘
I3
I — . — -
I b i | v 2 b i | v 2
d—7 >4 - Coating TICN |
FIVr—yay - #H# (P30058)  Applications — material (see page 300) P P
- IFEAEETOHRELVIESLRHLHI - For aimost all ferrous materials | 11 1.1 21-41
MICEFR A RE and non-ferrous metals
- 5|3RD5RE1200 N/mm2E TOHHIMIC - For materials with a tensile strength K @1:21]22 4142 K (1221 2242
- B ORERIOMIIC of up to 1200 N/mm2 N 11-13 N 1.2-1.5,2.1-2.7
- 2DB K VBDDES I TICERE - For milling semi-circular grooves N 22,24-26 N 41-42,51-52
and transition radii
- Suitable for 2D and 3D copy milling N 3142 s 1.2:22,24
A>4% - Long design
SURBIE - Order code 3272 3278 3278C
0 dy r Iy I3 I pd3 Iy edy  Ia Z H14X
h10 h6 M%) | BE
3 1,5 8 18 56 - - 6 20 2 .003 [ () )
4 2 11 25 63 - - 6 27 2 .004 ] [} [ )
5 2,5 13 30 68 - - 6 32 2 .005 [ ] () [ )
6 3 13 30 68 55 — 6 32 2 .006 [ ] [} [}
7 Bi5) 16 36 80 6,35 38 10 40 2 .007 [ ] () [ )
8 4 19 44 88 7,35 46 10 48 2 .008 [ ] [} [ )
9 45 19 45 88 8,35 46 10 48 2 .009 (] () )
10 5 22 53 95 9,35 - 10 55 2 .010 [ ] [} [ )
1" 55 22 53 102 10,5 &b 12 57 2 011 [ () )
12 6 26 63 110 11,5 - 12 65 2 012 [ J () [ )
13 6,5 26 63 110 11,5 - 12 65 2 013 [ [} [}
14 7 26 63 110 115 — 12 65 2 .014 [ J [ [
15 75 26 63 110 11,5 - 12 65 2 .015 [ () [}
16 8 32 73 123 15 - 16 75 2 .016 [J ® ®
18 9 32 73 123 15 - 16 75 2 .018 [ ] () [ )
20 10 38 89 141 19 — 20 91 2 .020 [ ] [} ®
22 1Al 38 89 141 19 - 20 91 2 .022 [ ] [ ) [ )
24 12 45 106 166 23 108 25 110 2 .024 () [ ] ®
25 125 45 108 166 24 - 25 110 2 .025 [ ] () [}
30 15 45 108 166 24 - 25 110 2 .030 [ [J [
HSS/HM
@ = 1EXEFEE & - Stock tool YIS 305
[FRANKEN|

O = BELET T - Available at short notice



HSS/HM

FRANIKEIN Hss/R—)LT>R~X)L - HSS Ball Nose End Mills

-BIED ICRBERT T VTR

—JLTVRI)L ball nose geometry HR fine
-fBEAE 7O 70)LAZYR - Fine, round chipbreakers

DHNEN on the peripheral edges —_
-IITEICIERIAFEDES - Generates milling marks
-BYI—hvhk - Centre cutting HSSE

- Die-sinking end mill with @

~Ip DIN 1835
(L JA
o[ i & Ll
A% 19 | O
5] =
I3 30° RK—JL
h
- Vc/fz
Design I,: @\ B
4 322
~Ia
S 4N s

r .

)
=
[

A—=IZIVR

d—7 7% - Coating TICN |
IV —3> - #HI% (P30058)  Applications — material (see page 300) P
- FEAELTOHRBLUIEHKRILHI - For almost all ferrous materials . 11 | 21-41
MITEA T EE and non-ferrous metals
- 53RN 51200 N/mm2E TOHEHEIM (T - For materials with a tensile strength K(1:21)22,41-42 K (1121 ) 2242
- ZI T ZAEBRAREBDOHFTALIIC of up to 1200 N/mm2 N 22,24-26 N 2.1-2.7,5.2
=l - For pre-roughing radii and free-form S 1.2-2.2,2.4
surfaces
DIN 1889 — > 3— - Short design
BB - Order code 3333 3333C
0 dy r lo I3 l4 g ds g g do In Z H14X
s14 e ol (A% | BE
6 3 13 19 57 o189 - 6 21 4 .006 [ ) [
8 4 19 25 69 7,5 27 10 29 4 .008 ° ®
10 5 22 30 72 9,5 - 10 32 4 .010 [ ] [
12 6 26 36 83 11,5 - 12 38 4 .012 [ ] ®
16 8 32 42 92 15 - 16 44 4 .016 [} [ )
20 10 38 52 104 19 — 20 54 4 .020 (] [
DIN 1889 — 124 - Long design
BB - Order code 3338 3338C
0 d4 r lo I3 l4 g ds g g do In Z HJ14X
s14 e (o1 Wk | BE
6 3 24 30 68 o1 - 6 32 4 .006 [ ] [ )
8 4 38 44 88 7,5 46 10 48 4 .008 ° °
10 5 45 53 95 9,5 - 10 59 4 .010 [} )
12 6 53 63 110 11,5 - 12 65 4 .012 ° °
16 8 63 73 123 15 - 16 75 4 .016 ° )
20 10 75 89 141 19 - 20 91 4 .020 [ [
25 12,5 90 108 166 24 - 25 110 4 .025 [ ] [ )
32 16 106 123 186 31 — 32 126 6 .032 [ ] [ )
40 20 125 142 217 38 = 40 147 6 .040 [ ] ()

R

LILTaHy s BEZ 717 m—IL
IVRIIILDWTIE 24 R—I%ETEL
20,

Multi-Cut solid carbide ball nose end mills,
see pages 24

5 [

ZESXH - Ordering example: 3333.006



HSS R—JLT> R =)L - HSS Ball Nose End Mills FRANKEN

- RO ([CRERZ 747 - Die-sinking end mill with
—JLTVRI)L ball nose geometry H
- AL—RRINTHE - Generates smooth surfaces
-tEYy—Hvhk - Centre cutting —
HSSE I
o=
~Ia DIN 1835
_JA
K T 5 b
= N ) = I
I | Y |
I3 30° R—JL
K e
@ - Vc/fz
Design I: N 323%2 4
=lh
S ( \ S
AN \ ) =
<
7 f ‘
I3
la — - — -
h b i | v 2 b i | v 2
J—7« %" - Coating TICN |
F7VTr—a> - #HI# (P30058)  Applications — material (see page 300) P P
- IFEAEETOHRELVIESLRHLHI - For aimost all ferrous materials | 11 1.1 21-41
MITEA T EE and non-ferrous metals
- 5|3RD5RE1200 N/mm2E TOHHIMIC - For materials with a tensile strength K @1:21] 22,4142 K (1221 2242
- ZIT ZAEBORAREBOML _EIFINTIC of up to 1200 N/mm2 N 2.2,24-2.6 N 21-2.2,2.4-2.7
B - For finishing transition radii and free-form N 5.1-5.2
surfaces S (14 )1.2-22,24]
DIN 1889 — 23— - Short design
BB - Order code 3323 3323C
04 r lo I3 I 0ds l4 0do In z 14X
k12 e el Uk | BB
6 3 13 19 57 o15) - 6 21 4 .006 () ()
8 4 19 25 69 75 27 10 29 4 .008 [} ®
10 5 22 30 72 9,5 - 10 32 4 .010 (] [}
12 6 26 36 83 11,5 - 12 38 4 012 [} ®
16 8 32 42 92 il5 - 16 44 4 .016 ([ ] )
20 10 38 52 104 19 - 20 54 4 .020 [} ()
25 12,5 45 63 121 24 = 25 65 5 .025 [ ] [}
32 16 53 70 133 31 - 32 73 6 .032 [J ()
40 20 63 80 155 38 - 40 85 6 .040 [ [
DIN 1889 — [1>/% - Long design
SRBIFE - Order code 3328 3328C
0d r Iy I3 o ed3  ly  edy Iy Z 14X
k12 n6 g | BE
6 3 24 30 68 615) - 6 32 4 .006 () [}
8 4 38 44 88 7,5 46 10 48 4 .008 [} ®
10 5 45 58] 95 9,5 - 10 &b 4 .010 () [}
12 6 53 63 110 11,5 - 12 65 4 .012 [} [}
16 8 63 73 123 15 - 16 75 4 .016 () )
20 10 75 89 141 19 - 20 9N 4 .020 [J )

HSS/HM

- - Ny Zhwy bk BRER—ILTRIJLIC  TOP-Cut solid carbide ball nose end mills, .
. _- DWTIE 108 R—IZ B S,  see page 108 .

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




FRANKEN &@Evyyk mEAIYRI)L - Solid Carbide NC Deburring End Mills

- ZEMIEZZY =)
- AR AR
- 7 —)X\—£ 60° BEKV 90°

- Multi-functional tool
- With 4 flutes N
- Taper angle 60° or 90°

DIN6535\
CIHA
{o]HB

e

h

A—=ILFIVR

A—=IZIVR

d—7 7% - Coating TIALN |
77U —ay - #kHI4 (P300288)  Applications — material (see page 300) P P 1141 ) 51
- [FEAELTOWHEIMICEFRTRE - For almost all materials 11-31 | 1.1-4.1
- 2 ) =l - _ : i i
) g?&gg%%%oﬁyg%?li—cwwﬁﬁjk Egrtgn?%glil/vrvrm; tensile strength of K (221 ) 2232 K (1421 ) 2232
- For chamfering edges and slots K41 ] 42 K41 ] 42
N 1227 N 1.2-43
N 3.1-42,5.2 N 5.1-5.3
s ) 11122122 | S ) 1.1-22 |
SFHEE - Order code 1715 1715A
a 0 d h Z YAZ
h6 (9% BE
4 54 4 .06004 [} )
6 54 4 .06006 ° ®
60° 8 58 4 .06008 ) )
10 66 4 .06010 ° ®
12 73 4 .06012 ) ()
4 54 4 .09004 [} °
6 54 4 .09006 (] )
90° 8 58 4 .09008 ° °
10 66 4 .09010 (] )
12 73 4 .09012 ) [

HSS/HM

308 EEULE=S

SESH - Ordering example: 1715.06004



FBIER 415X - Solid Carbide Engraving Stylus FRANKEN

- ZBEMICEZ Y —IL - Multi-functional tool
- 1R EAR - With 1 effective cutting edge N
- T7—)\—FA 60° HKXT 90° - Taper angle 60° or 90°
DIN 6535 .
HBEE | ]
HB
; |
v 1
—
A l
J
i
lp q..i‘
S ——— L
h A=ILZOVR
FIIr—v 3y - #EIF (P3008HE)  Applications — material (see page 300) P
- [ FEAEELTOWRHEIFICE T 8E - For almost all materials | 1131
- 5IER DR Z1400 Nmm2E TDHEHEIFIC - For materials with a tensile strength
- EZDAHPLIENDMT I of up to 1400 N/mm?2 K212 ) 2232
- For engraving letter markings K41 ) 42
N 1.2-2.7
N 31-42,52
s [)11-12,21-22
BBV - Order code 1710
o 0 dy lo l4 VA 14X
h6 ) BE
3 4 50 1 .06003 [ )
4 5 55 1 .06004 )
60° 5 6 62 1 .06005 [}
6 7 66 1 .06006 [J
8 9 79 1 .06008 [ )
2 4 50 1 .09003 [
4 5 55 1 .09004 [}
90° 5 6 62 1 .09005 )
6 7 66 1 .09006 ®
8 9 79 1 .09008 ()
HSS/HM
@ = 1EXEFEEM - Stock tool EMUGE [l
[FRANKEN|

O = BELET T - Available at short notice



HSS/HM

FRANKEN &@EyyUyRk O—+—7+—14 TVRIJL - Solid Carbide Coner-Rounding End Mills

-MFR T A —LTVRI)L - Concave
- TV R - Land-ground N
- REMICEZ B Y H E%ET - Universal tool geometry
- BfERIE R (E%ZME - Resharpenable only —
on the rake face DIN 6535
#BRE | CHA
HB | [
| N
0° 90° , I
% v/, !
2
- | 3% |
]
1
s I A=ILZOVR A=IZoVR
d—7« %" - Coating TIALN |
T7Ur—3> - HHIM (P30058E)  Applications — material (see page 300) P p
- FEAERTOWRHEIF ICERRTEE - For almost all materials 14-34 | 1.1-4.1
- %liﬁbgﬁémoo N/mm2$T“0)?)§¢J|J7F7H‘. - For materials with a tensile strength K F2n) 2232 K R 2232
- AEBEORMFIITIC of up to 1400 N/mm2
- For milling of radii on edges and slots K(_a1 ) 42 K41 ) 42
N 1.2-2.7 N 1.2-4.3
N 3.1-4.2,5.2 N 5.1-5.3
s ) 11-12,21-22 ) S ) 1122 |
~ DIN 6518
BB - Order code 3281 3281A
r 0 dy 0 ds I 0 do z H14X
H11 6 (% BE
0,5 10 9 75 10 4 .0005 ° °
1 10 8 75 10 4 .001 ° )
1,25 10 7,5 75 10 4 .00125 [ °
1,5 10 7 75 10 4 .0015 [ ] ®
2 10 6 75 10 4 .002 [} [ )
2,5 10 5 75 10 4 .0025 o [}
3 10 4 75 10 4 .003 [} [ )
4 12 4 75 12 4 .004 (] )
5 16 6 75 16 4 .005 [ ] )

DRV R RRBERLET
. With side-lock clamping on request

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

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

0 [

Z3ESH - Ordering example: 3281.0005



HSST—F—7#—/n T R3JL - HSS Comer-Rounding End Mills FRANKEN

-MFR T A —LTVRI)L - Concave
- SRBMICE X U AT - Universal tool geometry N
- BIERIERJ(E%ZE - Resharpenable only
on the rake face —
DIN 1835
HSSE | @
[IN=N]:)
| N |
0° 90°
% v/,
- 325
~la
5 qu: ( \ S
sl \I_V =
Ay — -~ — -~
n, A—ILFIVR A—ILFIVR
d—7F %" - Coating TICN |
FIIr—y 3y - #EIF (P3008E)  Applications — material (see page 300) P P 1431 ) 41
- [FEAEETORBIMICERRTRE - For almost all materials | 11-21 | 1.1-2.1
- 53R D38 EX1200 N/mm2E TDHEIFIC - For materials with a tensile strength
- B CEORMIINTI of up 0 1200 N/mm2 K (2421 ] 2231 K021 ) 22331
- For milling of radii on edges and slots K 4.1-4.2 K 4.1-4.2
N 1.1-1.5,2.1-2.6 N 1.1-15,2.1-2.6
N 3142 N 3.1-4.2
S 1.1 S 1.1
DIN 6518
SURBYE - Order code 3282 3288 3288C
r 0 d 0 ds l4 0 do I z HLX
H11 n6 (%) BE
1 8 6 60 10 20 4 .001 [ ) [ ) [}
1,5 9 6 60 10 20 4 .0015 [} [} [ )
2 10 6 60 10 20 4 .002 [ ] [} [}
25 1 6 60 10 20 4 .0025 [} [} ®
3 12 6 60 12 15 4 .003 [ ] () [}
35 13 6 60 12 15 4 .0035 [ ] [} O
4 14 6 60 12 15 4 .004 (] [} [}
45 15 6 60 12 15 4 .0045 [ ] () O
5 16 6 60 12 15 4 .005 [} ) )
55 19 8 67 16 19 4 .0055 [ ] () O
6 20 8 67 16 19 4 .006 [ [} )
6,5 21 8 71 16 23 4 .0065 [ ] () (@]
7 22 8 71 16 23 4 .007 ° [ ) )
75 23 8 71 16 23 4 .0075 [J [} O
8 24 8 71 16 23 4 .008 [ () [}
8,5 25 8 85 25 29 4 .0085 [} [} O
9 26 8 85 25 29 4 .009 [ ] [ ) [}
9,5 27 8 85 25 29 4 .0095 [ ] [} O
10 28 8 85 25 29 4 .010 [ ] [} ()
11 32 10 90 25 34 4 011 [ ] [ ) O
12 34 10 90 25 34 4 012 (] [} )
12,5 41 16 100 25 44 6 0125 ° ° ° HSS/HM
13 42 16 100 25 44 6 013 [ [} O
14 44 16 100 25 44 6 014 [ ] [ O
15 46 16 100 25 44 6 .015 [ [} )
16 48 16 100 25 44 6 .016 [ [ ] )
18 52 16 112 32 52 6 .018 [ () O
20 56 16 112 32 52 6 .020 [ ) O
@ = 1EXEFEE & - Stock tool EVUGE [T
O = BELET T - Available at short notice [FRANKEN



FRANKEIN HssT-2Avk TR - HSS T-Slot End Mills

- A==y 7 UfeFvFT - With flat, overlapping iR
L—AET73V A chip breakers NF | medum
- ETFENED3IEZIT - 3 side cutting
- EFISEWRL—ZARAN - Generates nearly
THE finishing surfaces DIN 1835
-SRI E 2 2 A E%ET - Versatile tool geometry HSSE | @A
- BIfERIGA(E%Z/E - Resharpenable only {fojs
on the rake face M -
20° -I
|
Mﬂﬂ v/,
2
== 326
a
EEmE =
L ——
I A=ILZOVR A=ILZOVR
JEX T - Face design @
J—F > - Coating TICN |
77— 3y - #KEI (P30058E)  Applications — material (see page 300) P(Ad21) 31 | P(Ada1]) 41 |
- [FEAELTOWREIMICEFRTEE - For almost all materials | 11-21 | 11-21
- 53R D38 X1200 N'mm2E TDHHEIMIC - For materials with a tensile strength K 2931 K 2931

of up to 1200 N/mm?2
K 41-4.2 K 41-4.2

N 1.1-15,2.1-2.6 N 1.1-15,2.1-2.6

N 3.1-42 N 3.1-42
s 11 ) s 11
DIN 851 A — DIN 650 #34&:&F8 - For t-slots acc. to DIN 650
U EIE - Order code 3050 3058 3058C
9 dy b 0 ds I 0 dy I a Z 14X
a1 dn hi2 h6 o1 (%) BE
21 9 10 74 12 29 12 6 .021 [ [ )
22 10 10 75 12 30 — 6 .022 [ ] ) )
25 1Al 12 82 16 34 14 6 .025 [ [ )
28 12 13 85 16 37 — 6 .028 ([ ] ) )
32 14 15 90 16 42 18 6 .032 [ ° )
36 16 17 103 25 47 - 6 .036 ([ ] ) )
40 18 19 108 25 52 22 8 .040 [ ] [ )
45 20 21 113 25 57 - 8 .045 [ ] [J o

HSS/HM

312 Z3ESXH - Ordering example: 3050.021



HSS T-ZEw b T3 RZ )L - HSS T-Slot End Mills FRANKEN

- TREIIDTIH - Staggered flutes
- ENENEDIE =T - 3 side cutting N
- AL—REEFE - Generates finishing surfaces
- FTFEIERERIDOYIH - Alternate teeth cutting at the face ~———
- REMICEZ Y M ERET (similar to staggered tooth side mills) )
- Versatile tool geometry
=Ip a
= [] = S
= JJ I} =
=
b —
I A—=ILZOVR A=ILZOVR
[EX T 1> - Face design @E
d—7 7% - Coating TICN |
F7VTr—ay - #HI# (P30058)  Applications — material (see page 300) p P
- [FEAELTORHIMICERRTRE - For almost all materials | 11-21 | 1.1-21
- 53R D38 EI1200 Nmm2E TDHEHEIMIC - For materials with a tensile strength
of up to 1200 N/mm2 K (1421 ] 2231 K (1421 ) 2231
K 41-42 K 41-42
N 1.1-1.5,2.1-2.6 N 1.1-1.5,2.1-2.6
N 3.1-4.2 N 3.1-4.2
S ] i1 ) S ] 11 |
DIN 851 A - DIN 650 #R4&:&HH - For t-slots acc. to DIN 650
SYRAIE - Order code 3030 3038 3038C
0 dy b 0 ds I 0 dy Ia a Z P4Z
a1 d11 hi2 n6 o] B2k BE
1 4 4 63,5 10 13/ ) 6 011 [ ] () )
12,5 6 5 57 10 17 6 6 .0125 [} [} ®
16 8 7 62 10 22 8 6 .016 [ ] () [}
18 8 8 70 12 25 10 6 .018 [} [ ) [}
19 9 8 71 12 26 - 6 .019 [} [ ] [ ]
21 9 10 74 12 29 12 6 .021 [} [ ) ®
22 10 10 75 12 30 - 6 .022 (] [} )
25 11 12 82 16 34 14 8 .025 [ ] () [}
28 12 13 85 16 37 - 8 .028 [ ] [} [}
32 14 15 90 16 42 18 8 .032 [} [ ] [ ]
36 16 17 103 25 47 = 8 .036 [ ] [} )
40 18 19 108 25 52 22 10 .040 [ J ° [ )
45 20 21 113 25 57 - 10 .045 [ () )
50 22 25 124 32 64 28 10 .050 [} [} ®
60 28 30 139 32 79 36 10 .060 [ [J )
HSS/HM
@ = 1EXEFEEM - Stock tool EMUGE K]
[FRANKEN|

O = BELET T - Available at short notice



HSS/HM

FRANKEN Hss #B8+—FI> Rl - HSS Woodruff Keyseat End Mills

- FREIIDOYIH - Staggered teeth
- AEEDHDIIT - Peripheral cutting only N
- AL—RREEFE - Generates finishing surfaces
- InEF/RO—F24K - Hollow ground on the face —_—
-SRI EZ B ARG - Versatile tool geometry DIN 1835
HSSE | a—»
[I=N]:
e |
10° ! | :
mﬁn v/, |
- 328 |
. | I
" | .
|
=
5 N St .
= S A
Lo,| - . — .
I A=IZoVK A=IZoVR
JEX T - Face design @
J—7 7% - Coating TICN |
TV —3> - #HI (P300588)  Applications — material (see page 300) P(Ad21]) 31 p(Ad31) 4
- [FEAELTOWREIMICEFRTEE - For almost all materials 14-21 | 11-21
- 53R D38 31200 N'mm2E TDHHEIMIC - For materials with a tensile strength
-PINEDEAF—INTICHE of up to 1200 N/mm?2 K (2421 ] 2231 K (2421 ] 2231
- For milling Woodruff keyseats K 4.1-4.2 K 4.1-4.2
with P9 tolerance N 11-15,2.1-2.6 N 1.1-1.5,2.1-2.6
N 31-4.2 N 31-4.2
s s () i)
DIN 850 — DIN 6888 #31&=F—FH - For keyseats acc. to DIN 6888
SIRBVE - Order code 3010 3018 3018C
0d b [ 0dp Ia Z H1X
h11 e8 h6 (I BE
451) 1 50 6 14 6 .00451 ([ ] [ ] [ )
751 1,5 50 6 14 6 .007515 ° ° ®
751 2 50 6 14 6 .00752 ([ ] [ ] [ )
10,5 2 50 6 14 6 .01052 ([ ] [ ] ®
10,5 2,5 50 6 14 6 .010525 ([ ] ([ ] [ )
10,5 3 50 6 14 6 .01053 ([ ] [ ] ®
13,5 2 56 10 16 6 .01352 () ) )
13,5 3 56 10 16 6 .01353 [ ] [ ®
13,5 4 56 10 16 6 .01354 [} [ ) [ )
16,5 3 56 10 16 6 .01653 [ ] [ ] ®
16,5 4 56 10 16 6 .01654 ([ ] [ ) [ )
16,5 5 56 10 16 6 .01655 ° [ ] ()
19,5 8 63 10 23 8 .01953 ( ] [ ] [ )
19,5 4 63 10 23 8 .01954 ° ° ®
19,5 5 63 10 23 8 .01955 ([ ] [ ] [ )
19,5 6 63 10 23 8 .01956 ([ ] [ ] ®
225 4 63 10 23 8 .02254 ([ ] (] [ )
22,5 5 63 10 23 8 .02255 ([ ] ° ®
22,5 6 63 10 23 8 .02256 () ) )
22,5 8 63 10 23 8 .02258 [ ] [ ®
25,5 5 63 10 23 10 .02555 [} [ ) [ )
25,5 6 63 10 23 10 .02556 [ ] [ ®
28,5 6 63 10 23 10 .02856 ([ ] [ ) [ )
28,5 8 63 10 23 10 .02858 o ° ®
28,5 10 71 12 26 10 028510 [ ] [ ] [ )
32,5 6 71 12 26 10 .03256 ° ° ®
32,5 8 71 12 26 10 .03258 ([ ] (] [ )
32,5 10 71 12 26 10 .032510 ([ ] [ ] ®
38,5 8 Al 12 26 10 .03858 ([ ] ° [ )
45,5 8 71 12 26 12 .04558 ° [ ] ®
45,5 10 71 12 26 12 .045510 ] [ ()
N ANL—KHA
Straight teeth

o

Z3ESXH - Ordering example: 3010.00451



HSS 475 —JL TR )L - HSS Dovetail End Mills FRANKEN

- BHERET - Straight teeth
- A EANEE DI T - Face and peripheral cutting H
- REMICEZ Y H % ET - Versatile tool geometry
DIN 1835
HSSE | d——n
I=N]:
PN
A
»
ﬂ v/,
B
S -~ 329
5 —n N <&
|
b
I A—=ILZOVR A=ILZOVR
J—F 7" - Coating TICN |
F7Ur— 3y - #EIF (P300288)  Applications — material (see page 300) P P
- FEAELTORHIMICERATEE - For almost all materials | 11-21 | 11-21
- 53R D3R E1200 N'mm2E TOHHEIMIC - For materials with a tensile strength
-5 TF— BT PEROMTIE  of plo 1200 Nimm? K G 22 « O 2231
- For cutting dovetail slots and chamfering K 4.1-42 K ALl
workpiece edges N 1.1-15,2.1-2.6 N 1.1-15,21-2.6
N 3.1-42 N 3.1-4.2
S 1.1 S 1.1
DIN 1833
BB - Order code 3200 3208 3208C
G 0 dq b | g do I VA 14X
+30' js16 js14 he [ BE
16 4 60 12 15 10 .04516 ([ ] ° [ )
45° 20 5 63 12 18 10 .04520 [ ] [ ] [ ]
25 6,3 67 12 22 10 .04525 [ ] [ ) °
16 6,3 60 12 15 10 .06016 [} o ®
60° 20 8 63 12 18 10 .06020 [ ] [ ] °
25 10 67 12 22 10 .06025 [ ] [ ()
16 7 60 12 15 10 .07016 [ ] ° @)
70° 20 9 63 12 18 10 .07020 [ ] [ ] O
25 11 67 16 19 10 .07025 [ [ O

HSS/HM

DIN 6535 HB / DIN 1835 B t-f RO w77k
LT —DWTIE 339-340 R—IETE
=10

Holders for shanks according to DIN 6535 HB
and DIN 1835 B, see pages 339- 340

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



HSS/HM

FRANIKEIN Hss 977 —)L T>RXS)L - Inverted HSS Dovetail End Mills

- BRI
- SBEOHOMT
- BRICER SRR

- Straight teeth
- Peripheral cutting only
- Versatile tool geometry

1]
0

DIN 1835

A
ojs

ve/f,
329

A—ILSHVR

A=IZIVR

J—F > - Coating TICN |
T7Ur— 3y - #EIF (P300288)  Applications — material (see page 300) P -LJ P M
- FEAELTORHEIMICER AT AE - For almost all materials | 11-21 | 11-21
- 5|3RD 381200 N/mm2E TOHEIM (T - For materials with a tensile strength K 2931 K 2931
- EEXOINTIIC of up to 1200 N/mm2 e 2SS
- For chamfering workpiece edges K 41-42 K 41-4.2
N 1.1-15,21-2.6 N 1.1-15,21-2.6
N 3.1-42 N 3.1-4.2
s 11 ) s 11
DIN 1833
HmBYE - Order code 3210 3218 3218C
c 0 dq b | g do In Z H14 X
+30 516 is14 h6 (%) BE
16 4 60 12 15 10 .04516 (] [ ) [ )
45° 20 5 63 12 18 10 .04520 ® [ ] [ ]
25 6,3 67 12 22 10 .04525 [ ] [ )
16 6,3 60 12 s 10 .06016 [ ] ° [ ]
60° 20 8 63 12 18 10 .06020 ° [ [ )
25 10 67 12 22 10 .06025 [ ] ) ()
16 7 60 12 15 10 .07016 [ ] [ (@)
70° 20 9 63 12 18 10 .07020 ° ° o)
25 11 67 16 19 10 07025 [ ] [ (@)

316 EUEE=S

Z3ESA - Ordering example: 3210.04516



#BIEY U R #1929 —3>7 - Carbide Countersinks FRANKEN

- BEO—fFFAYR - With brazed carbide head
-NNBRISERAF AR - Circumference radially 90°
[CRIFDHBKET and axially relieved
-fREZIL—bk - Fully ground flutes
-EEUDRWETRREICT D - Geometry for countersinks
YIHERE without chatter marks HBE | [
v /f;
B
330
!
—| . o b
3= 5) 3
il A—SIVR
d—5 % - Coating
TV — 3y - #kEIA (P300288)  Applications — material (see page 300) P
- FEAELTORHBIMICERRIAE - For almost all materials | 1131
- 5|3RD3RE1400 N/mm2E TOHHBIM (T - For materials with a tensile strength K 21 2232
- RULAR &Y T ROEEDPEES D of up to 1400 N/mm?2 sads
AT - For deburring and counterboring K a1 ) 42
- 272 —~\YROEISESHIITIC drilled holes and tap holes N 1227
- Countersink for screw heads N 31-4.2,52
S ) 11-1.2,21-22 |
~DIN 335 C
SYRBIE - Order code 7581
o 0 d 0d3 l4 0do YA H14X
h9 (9% BE
10 2,5 46 8 3 .09010 [ )
10,4 2,5 46 8 3 .090104 [}
115 2,8 56 8 3 .090115 [ ]
12,4 2,8 56 8 3 .090124 [ )
90° 15 3,2 60 10 3 .09015 [ ]
16,5 3,2 60 10 3 .090165 )
20,5 815 63 10 3 .090205 (]
25 3,8 67 10 3 .09025 [}
31 4,2 71 12 3 .09031 (]
HSS/HM
@ = 1EXEFEEM - Stock tool EMUGE [l
O = BEWLWEDLER - Available at short notice [FRANKEN



FRANKEN Hss #7249 —3>7% - HSS Countersinks

- NBERIFEAM-EA I - Circumference radially
[T DEH B KT and axially relieved 90° | 60°
-EZIL—k - Fully ground flutes
-EEYDRWETRBEICT - Geometry for countersinks —
YIRNEEET without chatter marks
HSS \ —3
v/,
2
330
L |
!
y -
=1 U‘\; 3 ‘§
N, A—IFIVE A—NFIVE
d—7« %" - Coating TIN
F7Ur—ay - #%HEI# (P300EER)  Applications — material (see page 300) P P(14-31 ] 41
- FEAEETORBIMICERRTAE - For almost all materials 14-2.1 | 11-21
- /> O—N@IEEIERD #1000 N/mm2 - For materials with a tensile strength
CTINT—5 1 > 231200 /mm2E T of up o 1000 N/mm2, with TIN coating K421 ] 22:3.1 K [11-21 ] 22:3.1
DHRHEIFIT of up t0 1200 N/mm?2 K 4.1-4.2 K 41-42
- RULI Yy T ROEED PESD - For deburring and counterboring N 1.1-15,2.1-2.6 N 11-15,2.1-2.6
hnTic drilled holes and tap holes N 31-42 N 31-42
R RO S EEC - : -4, 1-4,
yUE! YROEISESDINT Countersink for screw heads N N
DIN 335 C
S RBYE - Order code 7560 7560T
o 0 dy 0ds l4 g do Z 14X
ho (%) BE
43 13 40 4 3 1090043 ° °
5 15 40 4 3 .09005 ° °
53 15 40 4 3 .090053 ° °
5,8 1,5 45 5 3 .090058 [ ] ®
6 1,5 45 ) 3 .09006 o °
6,3 1,5 45 5 3 .090063 [ ] [}
7 1,8 50 6 3 .09007 () °
7,3 1,8 50 6 3 .090073 ° [}
8 2 50 6 3 .09008 ([ ] °
8,3 2 50 6 3 .090083 ® ®
9,4 2,2 50 6 3 090094 ([ ] °
90° 10 2,5 50 6 3 .09010 (] [
10,4 2,5 50 6 3 .090104 ([ ] °
11,5 2,8 56 8 3 .090115 ° ®
12,4 2,8 56 8 3 .090124 ° °
13,4 2,9 56 8 3 .090134 ([ ] ®
15 3,2 60 10 3 .09015 ° [ )
16,5 3,2 60 10 3 090165 [ ] [}
19 815 63 10 3 .09019 [} °
20,5 3,5 63 10 3 .090205 o ®
23 3,8 67 10 3 .09023 ([ ] °
25 3,8 67 10 3 .09025 ° [}
28 4 71 12 3 .09028 ([ ] [ )
HSS/HM 31 4,2 71 12 3 .09031 J ®
DIN334C
HFBVE - Order code 7550 7550T
o 0 dq 0d; 4 g do YA H14 X
ho (A% BE
6,3 1,6 45 5 3 .060063 [ [ )
8 2 50 6 3 .06008 [ ] ®
60° 12,5 3,2 56 8 3 060125 [ ] [
16 4 63 10 3 .06016 ° ®
20 ) 67 10 3 .06020 ° [ )
25 6,3 71 10 3 .06025 () ]

318 ENINES Z3EIA - Ordering example: 7560.090043
[FRANKEN|



HBREO—4')—/\— - Carbide Burrs

EEERO—Y)—N\—EBFOLEBNITIRIRIAHNTIEDTE
BWEDERD FRIET TV r— 3V TIELERINTWETD,
FILZEE HEE MOEHISEEEMET TH SO DB
[CEADNFBETT,

Tt 00—5Y—N\N—@FRIEVWVEZB AV FYITREE
BROT7 7V —oa VI cBBERbDEREEITED,

IREEEm
FE3

& AT —RR

., SFREZNICELT 2B EOWEIM ICRBLRHIELTT,
EWEIMEE RIFAINTEREZRRLET,

FEe6

S TRY

HEWBERMRICHERATEZ L= N\—FINETI  MBEDEY
FHENWIBER U REBZIFILE T BEIEREND
FHEEDMILZBBIITSIENTEXD,

EHEWEbEMR:

FE1

== soaroaa

FILZAEERNITRVIV LA EEEREMRICRETI AT Y
HYARE BFEXRD UICKWERET T,

BEEM AT VLA BHRGEICELTWRI EEDOYI N ES
TYIBZH#lMN< DR LET,

FEs5

S T7AVH
HRC65E O EH ICEEATEE T,

FRANKEN

Burrs as produced these days are precision tools: as such they are
indispensable in our modern industry and ca be used for a wide range
of applications. The materials to be machined cover everything from
aluminium, bronze, steel and cast materials to hardened steels.

Please select the appropriate type for your application from our
product range.

Available ex stock:
Toothing 3

& Standard spacing

Suitable for machining steel, cast steel and similar metallic materials.
Combines excellent cutting performance with good surface quality.

Frasstifte
Burrs

Toothing 6

W Staggered teeth

For universal use with all metallic materials. The special toothing ensures
good chip breaking, reduces vibrations and makes precise hand
operation easier.

Available ex stock:
Toothing 1

g Extra coarse spacing

Suitable for machining aluminium, magnesium and hard rubber;
large chip spaces prevent loading and clogging.

Toothing 2

——

Suitable for machining high-alloyed steels, Inox, cast iron etc.
The toothing prevents the formation of long chips.

Toothing 5

Fine spacing

Suitable for machining hardened materials with a hardness
of up to approximately 65 HRC.

HSS/HM

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

B o



FRANKEIN @@o—4Y—/\— - carbide Burrs

- BEE Cylindrical form
-EXZLY - Without cutting face 1) ZYA I
- S<T3%E DINB033ITHEML - Dimensions ~ DIN 8033 - /
TF—JF———t:
| o
lo /4
i
XA - Toothing 1 2 3 4 5 6
RREIE - Order code 1721 1722 1723 1724 1725 1726
@ d lo l1 g dy "{éfg
3 14 40 &) .003 (@) O ([ O O ®
6 14 49 3 .00603 O (@] ® O O [ ]
6 18 50 6 .006 O O ° (@] O ®
— 8 18 63 6 .008 o o ° o o °
Frasstifte 10 20 65 6 010 ¢) O ° e} @) °
Burrs 12 25 70 6 012 O O J O O ®
-ZIOVR/—XE - Round nose form
- 35~ DIN 8033(C %4 - Dimensions ~ DIN 8033 WRC [/ /
R —
HBE
lo /4
h
FJ B - Toothing 1 2 3 4 5 6
GBI - Order code 1731 1732 1733 1734 1735 1736
0y o l g dy *{!':;fg
3 14 40 8 .003 O O [ ) (@] O ®
6 14 49 3 .00603 O O ® O O ®
6 18 50 6 .006 O O [ ) (@] O ®
8 18 63 6 .008 O O ° O O [ ]
10 20 65 6 .010 O O [ ] (@] O ®
12 25 70 6 012 O O ] O O ®
- FA—/NL (F6H) BY - Oval form
- FE~TIE(S DIN 8033(CHEHL - Dimensions ~ DIN 8033 TRE [/ /
Io \ /4
h
FJ B - Toothing 1 2 3 4 5 6
RREIE - Order code 1741 1742 1743 1744 1745 1746
0 d lo l4 0 dp 1;{;
3 5 40 3] .003 O O [ ) (@] O ®
6 9 44 3 .00603 O O ° O O ®
6 9 50 6 .006 O O [} O O ®
8 14 59 6 .008 O O o O O ®
10 16 61 6 .010 o (@] [ ) (@] O [ )
12 21 66 6 .012 O O [ O O [ ]
sl - BT - Spherical form
- $4~17% (S DIN 8033 (C#EHL - Dimensions ~ DIN 8033 KUD I /
== O
t HBRE
I /4
i
FJEY - Toothing 1 2 3 4 5 6
S RBYE - Order code 1751 1752 1753 1754 1755 1756
0 d4 lo I 0 do "ji;fg
3 2,5 40 3 .003 O O () O O ®
6 5 40 3 .00603 O O ° O O ®
6 5 50 6 .006 O O [ ) (@] O [ )
10 9 54 6 .010 O O ° O O )
12 11 56 6 012 (@) O ([ (@] O ®
16 15 60 6 .016 O (@] ® O @] ®
Pl EMUGE N EARESRHREERLET SEXA - Ordering example: 1723.003
With cutting face on request



HBIEO—4')—/\— - Carbide Burrs

- A= A)URA > B
- 2&~13%(3 DIN 8033(CZEHL

S| e |
s

9 do|

- Conical pointed nose form
- Dimensions ~ DIN 8033

s
V]

£

XA - Toothing 1 2 3 4 5 6
SURBIFE - Order code 1761 1762 1763 1764 1765 1766
0 d4 lo l4 g dp "{!'l;fgz‘
3 14 40 3 .003 O O ° O (@) [ )
6 14 49 3 .00603 O O [} O O [}
6 18 50 6 .006 O O ° O (@) °
12 20 65 6 .012 O O [} O o} ®
-d=H)/—XF - Conical round nose form
- FEIUE(S DIN 8033 #EHL - Dimensions =~ DIN 8033 KEL "
s - 7
lo \ /4
i
A - Toothing 1 2 3 4 5 6
SRBIFE - Order code 1771 1772 1773 1774 1775 1776
0 d lo 4 g dp 14X
BE
3 14 40 8 .003 O O [ O (@) [ )
6 20 50 6 .006 O O [} O o} ®
8 24 69 6 .008 O O (] O (@) [ )
10 28 73 6 .010 O O ) O @) ®
12 30 75 6 .012 O O (] O (@) °
- P—FIRAVREY - Arch pointed nose form
- FEUE(S DIN 8033(C#EHL - Dimensions ~ DIN 8033 SPG I /
5 = @ 1B5E \
lo /4
i
A - Toothing 1 2 3 4 5 6
SRBYFE - Order code 1781 1782 1783 1784 1785 1786
0 d4 lo l4 g dp 14X
BE
3 14 40 3 .003 O O ° O (@) [ )
6 14 49 3 .00603 O O [ O @) )
6 18 50 6 .006 O O [} O O )
8 16 61 6 .008 O O () O @) ®
10 20 65 6 .010 O O ° O (@) [ )
12 25 70 6 012 O O [J O O )
-7—F/—XH - Arch round nose form
- 58 ~IJA( DIN 8033(CHEHL - Dimensions ~ DIN 8033 RBF " /
lo /4
I
KB - Toothing 1 2 3 4 5 6
SRBYE - Order code 1791 1792 1793 1794 1795 1796
0 dy lo l4 g dp ﬂ'ﬁ’rﬁx‘
3 14 40 3 .003 O O (] O (@) [ )
6 14 49 3 .00603 O O () O @) ®
6 18 50 6 .006 O O ) O e} )
8 16 61 6 .008 O O () O O )
10 20 65 6 .010 O O o O (@) [ )
12 25 70 6 012 O O ° O O [ )
16 28 73 6 .016 O O () O O )
@ = 1EXEFEEM - Stock tool EMUGE [EDY

O = BELET T - Available at short notice

Frasstifte
Burrs

HSS/HM



HSS/HM

FRAINKEIN #1545 - Cutting Conditions

HSS R—ILIVRI)L - a3—hEBLTOAVTHY1T
HSS ball nose end mills — short and long design

S RELT - Valid for

3333 3338
3333C 3338C
DR Nk avy 947
short design long design
= =
=< =<
0 0
11 Il
& &
Na ct!a
‘ 0 dy _‘) ‘ 0 d4 _‘)
8 |l 8 |l
2, =0,1xd4 2, =0,1xd4
SRR R BI=DED SRR A1z 0%D e
V¢ [m/min] f, [mm] V¢ [m/min] f, [mm
/¥3=k TICN dy <20 mm /¥3=k TICN dy <40 mm %l \Q*l 'nfn“c':'fl %l
Uncoated ~ Uncoated ~ >
35 60 0,0052 x d 21 35 0,0019 x d [m} u
30 55 0,0047 x d 18 33 0,0018 x d [
25 40 0,0043 x d 15 15 0,0016 x d u
38 0,0039 x dq 15 0,0014 x d [
. 15 28 0,0043 x dy 14 15 0,0016 x d u
M[ 2 24 0,0039 x dq 14 0,0014 x d u
; 20 0,0034 x dq 12 0,0013 x d u
4. 18 0,0030 x d 11 0,0011 x d u
25 48 0,0052 x dy 15 29 0,0019 x d 0 0 & u
22 42 0,0047 x dy 13 25 0,0018 x d 0 O [&] ]
20 38 0,0047 x dy 12 23 0,0018 x d 5] u
18 34 0,0043 x dy 11 15 0,0016 x d & []
29 0,0039 x dq 15 0,0014 x d u
25 0,0039 x dy 15 0,0014 x d u
21 40 0,0047 x dy 13 24 0,0018 x d & u
14 27 0,0043 x d 10 15 0,0016 x d O [
43 0,0052 x d 26 0,0019 x d u
26 47 0,0047 x dy 15 28 0,0018 x d u
85 0,0052 x dy 40 0,0019 x d 5] ]
25 44 0,0039 x dy 15 27 0,0014 x d ]
37 67 0,0043 x dy 22 40 0,0016 x d 5] ]
43 77 0,0052 x dy 26 40 0,0019 x dy u
45 0,0039 x dy 23 0,0014 x d n
28 0,0039 x dy 17 0,0014 x d u
40 0,0043 x dy 15 0,0016 x d u
28 0,0039 x dy 15 0,0014 x d u
20 0,0034 x dy 12 0,0013 x d (]
26 0,0043 x dy 15 0,0016 x d u
12 0,0034 x dq 10 0,0013 x d u
7 0,0034 x dy 7 0,0013 x d u
H B
4
.5

2 [

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



BIBIZ4E - Cutting Conditions

U
ar

HSS R—ILTVRIIN - TV RNV 3—bBELUYa—R 917

HSS ball nose end mills — extra short and short design

FRANKEN

S RELT - Valid for

=g 3323 3262 3268C
= N | H | 3323C 3268
=
= 5
i 2
& I
&
0 d4
=
dg
ag = 0,25 x dq 2, =0,5xd4
IR T d1=DED T d1=DED e
Ve [m/min] f, Imm] f, Imm]
/¥3A=h TICN dy <25 mm dy >25mm dy <25 mm dy >25mm ;%I ikah| Wé'f %I
Uncoated 1= 1 1= 1 3
35 60 0,0054 x dy 0,0048 x d4 0,0048 x d4 0,0036 x d4 [m] u
30 55 0,0050 x d4 0,0044 x d4 0,0044 x d4 0,0033 x dy L}
25 40 0,0045 x d4 0,0040 x d4 0,0040 x d4 0,0030 x d4 u
38 0,0041 x dy 0,0036 x d4 0,0036 x dy 0,0027 x d4 [ ]
11 15 28 0,0045 x d 0,0040 X d 0,0040 X d 0,0030 X d u
M[ 21 24 0,0041 x dy 0,0036 x d 0,0036 x d 0,0027 x dy u
3.1 20 0,0036 x d4 0,0032 x d4 0,0032 x d4 0,0024 x d4 u
4.1 18 0,0032 x d 0,0028 x d 0,0028 x d 0,0021 x d []
25 48 0,0054 x dy 0,0048 x dy 0,0048 x d4 0,0036 x dy o (=] u
22 42 0,0050 x d4 0,0044 x d4 0,0044 x d4 0,0033 x d4 u
20 38 0,0050 X d4 0,0044 x d4 0,0044 x d4 0,0033 X d4 0 0 u
18 34 0,0045 x d4 0,0040 X d4 0,0040  d 0,0030 X d1 0
29 0,0041 x d4 0,0036 x d4 0,0036 x d4 0,0027 x d4 u
25 0,0041 x d4 0,0036 x d4 0,0036 x d4 0,0027 x d4 u
21 40 0,0050 x dy 0,0044 x d4 0,0044 x d4 0,0033 x dy u
14 27 0,0045 x d 0,0040 x d 0,0040 x d 0,0030 x d [
100 0,0072 X d1 0,0064 x d1 0,0064 X d1 0,0048 X d1 u
85 130 0,0068 x d4 0,0060 x d4 0,0060 x d4 0,0045 x d4 u
55 100 0,0063 x d4 0,0056 x d4 0,0056 x d4 0,0042 x d4 u
80 0,0059 x dy 0,0052 x dy 0,0052 x d4 0,0039 x dy u
60 0,0054 x dy 0,0048 x dy 0,0048 x dy 0,0036 x dy u
43 0,0054 x d4 0,0048 x d4 0,0048 x d4 0,0036 x d4 []
26 47 0,0050 x d4 0,0044 x d4 0,0044 x d4 0,0033 x d4 u
85 0,0054 x dy 0,0048 x dy 0,0048 x d4 0,0036 x dy u
25 44 0,0041 x dy 0,0036 x dy 0,0036 x dy 0,0027 x d4 u
37 67 0,0045 x dy 0,0040 x d4 0,0040 x d4 0,0030 x d4 u
43 77 0,0054 X d4 0,0048 X d4 0,0048 X d4 0,0036 x d1 u
45 0,0041 x d4 0,0036 X d1 0,0036  d1 0,0027 X d4 0
80 110 0,0059 x dy 0,0052 x dy 0,0052 x dy 0,0039 x dy O L] O
65 90 0,0068 x d4 0,0060 x d4 0,0060 x d4 0,0045 x d4 u] L] O
70 100 0,0090 X d 0,0080 X d 0,0080 X d 0,0060 X d1 o 0 O u
100 190 0,0090 x d4 0,0080 x d4 0,0080 x d4 0,0060 x d4 [m] ] o u
50 0,0032 x dy 0,0028 x d4 0,0028 x d4 0,0021 x dy u
28 0,0041 X d4 0,0036 X d4 0,0036 X d1 0,0027 X d4 u
40 0,0045 x dy 0,0040 x d4 0,0040 x dy 0,0030 x dy u
28 0,0041 x dy 0,0036 x dy 0,0036 x dy 0,0027 x d4 u
20 0,0036 x d4 0,0032 x d4 0,0032 x d4 0,0024 x d4 u
26 0,0045 x d1 0,0040 X d 0,0040 X d 0,0030 X d u
12 0,0036 x d+ 0,0032 x d4 0,0032 x d4 0,0024 x d4 u
7 0,0036 x dy 0,0032 x dy 0,0032 x dy 0,0024 x d4 u
H B
4
5
M = 538 - Very Suitable 323

[ = BRI BE - Suitable

HSS/HM



HSS/HM

FRAINKEIN #1545 - Cutting Conditions

HSS R—ILIV R -OAvI517

HSS ball nose end mills — long design

LIS

=

>

w0

Il

o

ey
L. 4
g

2 =0,1x0d;

3272
3278
3278C

/Ya—hk
Uncoated

IHIERE
V¢ [m/min]

TICN

dy <25 mm

HH=hED
fz [mm]

dy >25mm

3328

3328C

TICN

ST RELT - Valid for

J¥a—hk
Uncoated

gl

N

MMS
MaL

=)

21 35 0,0044 x d4 0,0036 x d4 o |
18 33 0,0041 x d4 0,0033 x d4 [ ]
15 15 0,0037 x d4 0,0030 x d4 |
15 0,0033 x d4 0,0027 x d4 [ ]
14 15 0,0037 x d 0,0030 x d ]
M 14 0,0033 x d 0,0027 x d u
12 0,0030 x d4 0,0024 x d4 []
11 0,0026 x d 0,0021 x d u
15 29 0,0044 x d4 0,0036 x d4 8] 8] []
13 25 0,0041 x d4 0,0033 x d4 ]
12 23 0,0041 x d 0,0033 x d = O [}
11 15 0,0037 x d 0,0030 x d [}
15 0,0033 x d4 0,0027 x d4 L]
15 0,0033 x d4 0,0027 x d4 u
13 24 0,0041 x dy 0,0033 x d4 L]
10 15 0,0037 x d 0,0030 x d L]
50 0,0059 X d 0,0048 X d [}
50 50 0,0056 x d4 0,0045 x d4 []
40 45 0,0052 x d4 0,0042 x d4 []
50 0,0048 x d4 0,0039 x d4 u
40 0,0044 x d4 0,0036 x d4 u
26 0,0044 x d4 0,0036 x d4 []
15 28 0,0041 x d4 0,0033 x d4 []
40 0,0044 x d4 0,0036 x dy u
15 27 0,0033 x d4 0,0027 x d4 L]
22 40 0,0037 x dy 0,0030 x d4 u
26 40 0,0044 x d4 0,0036 x d4 []
23 0,0033 x d 0,0027 x d [}
50 0,0048 x d4 0,0039 x dy 8] u 8]
40 0,0056 x d4 0,0045 x d4 O u 8]
60 90 0,0074 X d 0,0060 X d O O 0 u
80 100 0,0074 x d4 0,0060 x d4 o ] O ]
30 0,0026 x d4 0,0021 x d4 u
17 0,0033 x d 0,0027 x d ]
15 0,0037 x dy 0,0030 x dy L]
15 0,0033 x dy 0,0027 x d4 []
12 0,0030 x d4 0,0024 x d4 u
15 0,0037 x d 0,0030 X d [}
10 0,0030 x d4 0,0024 x d4 []
7 0,0030 x dy 0,0024 x d4 []
H B
4
5
324 ve = YIHIERE - Cutting speed

EMUGE
[FRANKEN|

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



BIBIZ4E - Cutting Conditions

FRANKEN

J—3—7A4—L TVRIL
Corner-rounding end mills ST RELT - Valid for
) ‘ 3281 3282 3288C
I | = 3281A 3288
1|
21
i W
<& <&
= < Y
3+ 3+
t @‘ :
A de
Q=T ="l HM
YIHIRE HBDED | HHHED YIHIRE HBEDED | AHRDZED | HHIDED HSS-TICN  {rooated
V¢ [m/min] f, [mm] f, [mm] V¢ [m/min] f, [mm] f, [mm] f, [mm] 5
/va—k Jvask = | )| s )|
TIALN r<25mm |r>25-5mm TICN r<25mm |r>25-122mm| r>12mm \ .| MOL | ‘
Uncoated Uncoated ), 57, ) ),
1.1 100 135 0,0024 x d1 0,0030 x d4 30 33 0,0030 x dq 0,0036 x d¢ 0,0024 x dq m] O O u
2.1 95 120 0,0022 x dq 0,0028 x d 25 28 0,0028 x dq 0,0033 x d 0,0022 x d4 o o [ ]
P 3.1 68 88 0,0020 x d¢ 0,0025 x d¢ 20 22 0,0025 x dq 0,0030 x d¢ 0,0020 x dq O ]
4.1 65 85 0,0018 x d 0,0023 x d 17 0,0023 x dq 0,0027 x dq 0,0018 x d ]
5.1 52 67 0,0016 x dy 0,0020 x d¢ ]
1.1 48 62 0,0020 x dy 0,0025 x d 12 15 0,0025 x d 0,0030 x dq 0,0020 x d [l
M[ 21 40 53 0,0018 x dy 0,0023 x d 10 12 0,0023 x dy 0,0027 x dq 0,0018 x d [l
3.1 34 44 0,0016 x dq 0,0020 x dq []
4.1 25 0,0014 x d4 0,0018 x dq []
81 105 0,0024 x dq 0,0030 x d1 25 28 0,0030 x dq 0,0036 x d1 0,0024 x dq u] u] u] L]
71 92 0,0022 x dy 0,0028 x d 22 24 0,0028 x d 0,0033 x dy 0,0022 x d 0 0 o u
65 84 0,0022 x dy 0,0028 x d 20 22 0,0028 x d 0,0033 x dy 0,0022 x d =] [l
K 58 76 0,0020 x dy 0,0025 x d 18 20 0,0025 x d 0,0030 x d 0,0020 x d =] [l
48 63 0,0018 x dy 0,0023 x dy 15 17 0,0023 x dy 0,0027 x dq 0,0018 x d []
b 42 55 0,0018 x dy 0,0023 x dq []
4. 68 88 0,0022 x dq 0,0028 x d1 21 23 0,0028 x dq 0,0033 x d1 0,0022 x dq u] L]
4. 45 58 0,0020 x dq 0,0025 x dq 14 15 0,0025 x dq 0,0030 x d1 0,0020 x dq u] L]
A 100 110 0,0040 x d 0,0048 x dq 0,0032 x d [l
2 300 390 0,0030 x dy 0,0038 x dq 90 100 0,0038 x d 0,0045 x dq 0,0030 x d O []
.3 250 320 0,0028 x d4 0,0035 x dq 70 80 0,0035 x dy 0,0042 x d4 0,0028 x dy =] u
4 220 290 0,0026 x d4 0,0033 x dq 60 65 0,0033 x dq 0,0039 x d1 0,0026 x dq u] L]
.5 200 260 0,0024 x dq 0,0030 x d1 40 45 0,0030 x dq 0,0036 x d1 0,0024 x dq [&] []
6 70 95 0,0022 x dy 0,0028 x d [l
5 70 90 0,0024 x dq 0,0030 x dq 40 45 0,0030 x d 0,0036 x dq 0,0024 x d =] [l
.2 80 105 0,0022 x d4 0,0028 x dq 50 55 0,0028 x d4 0,0033 x d4 0,0022 x d4 [u] u
.3 145 190 0,0024 x d4 0,0030 x dq 50 55 0,0030 x dy 0,0036 x dq 0,0024 x d4 [m] u
.4 75 95 0,0018 x dq 0,0023 x d1 18 20 0,0023 x dq 0,0027 x d1 0,0018 x dq u] L]
.5 110 145 0,0020 x dq 0,0025 x d4 42 46 0,0025 x dq 0,0030 x d1 0,0020 x dq u] L]
N[ 26 130 170 0,0024 x dy 0,0030 x d 48 54 0,0030 x d 0,0036 x dq 0,0024 x d =] [l
7 75 100 0,0018 x dy 0,0023 x d =] [l
8 30 0,0016 x d 0,0020 x dq O []
[ 34 290 380 0,0026 x d4 0,0033 x dq 100 110 0,0033 x d4 0,0039 x dq 0,0026 x dy O L] u
[ 32 210 270 0,0030 x dq 0,0038 x d1 65 90 0,0038 x dq 0,0045 x d1 0,0030 x dq u] L] L]
41 170 220 0,0040 x d 0,0050 x d 60 65 0,0050 x d 0,0060 x d 0,0040 x d 0 0 =] [}
4.2 320 410 0,0040 x d 0,0050 x dq 100 110 0,0050 x d 0,0060 x d 0,0040 x d4 0 0 =] u
43 70 0,0034 x dq 0,0043 x dq []
4.4
70 0,0014 x dq 0,0018 x dq ]
; 48 62 0,0018 x dy 0,0023 x d [l
13 28 0,0016 x d 0,0020 x d u
. 68 88 0,0020 x d4 0,0025 x dq 22 24 0,0025 x dy 0,0030 x d4 0,0020 x dy u
. 60 77 0,0018 x dq 0,0023 x d1 L]
.3 25 0,0016 x dq 0,0020 x d4 L]
S N 58 76 0,0020 x d 0,0025 x d ]
12 20 30 0,0016 x d 0,0020 x d ]
.1
5
.6
1.1
1.2
H 13
1.4
15
W = 58 - Very Suitable 325
0 = EFATTHE - Suitable

HSS/HM



FRAINKEIN #1545 - Cutting Conditions

HSST-2Ovhk TURIIL
HSS T-slot end mills STRELE - Valid for
3050 3058 3058C
L)
‘ 0 d
Vg [m/min , [mm
/¥3a-h TION dy <45 mm %l m*| i %l
Uncoated 1= i

33 35 0,0036 x d o n
28 30 0,0033 x d4 u
22 25 0,0030 x d (]
20 0,0027 x d n
. 13 16 0,0030 X dy [
M[ 2 1 14 0,0027 x dy u

4.
28 32 0,0036 x dy 0 o O [
24 30 0,0033 x dy 0 = O [
22 25 0,0033 x dy [m] []
20 23 0,0030 x dy u
17 20 0,0027 x dy [
23 26 0,0033 x dy = [
15 18 0,0030 x d n
110 120 0,0048 X dy [
100 110 0,0045 x dy O u
80 90 0,0042 x dy = [
65 70 0,0039 x dy = m
45 50 0,0036 x dy = m
26 50 0,0036 x dy u
29 60 0,0033 x dy u
52 60 0,0036 x dy = m
20 22 0,0027 x dy [
4 50 0,0030 x dy u
47 50 0,0036 X dy O u
88 120 0,0039 x dy 0 u o
72 100 0,0045 X dy 0 u 0
HSS/HM 5 70 0,0060 x dy 0 o O L
110 120 0,0060 x dy = O O u
24 30 0,0030 x dy [

H B

4

5

326 % ve = YIHIERE - Cutting speed

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



BIBIZ4E - Cutting Conditions

FRANKEN

HSST-ZOYk TVRIIL
HSS T-slot end mills SFRELT - Valid for

N I 3030 3038 3038C

S P TICN /va—h
tﬂ[ﬁu’@g] 3‘]3:37[“0’]%0 Uncoated
V¢ [m/min L [mm
Jva—k =% R ms =
Uncoated TICN dy <16 mm dy>16-22 mm dy>22-32mm dy >32-60 mm %] MOL

28 33 0,0013 x dy 0,0018 x d4 0,0012 x dy 0,0008 x d4 [m] u

24 28 0,0012 x d4 0,0017 x dy 0,0011 x dy 0,0008 x d4 [ ]

18 22 0,0011 x dy 0,0015 x dy 0,0010 x d4 0,0007 x d4 u

17 0,0010 x dy 0,0014 x dy 0,0009 x d4 0,0006 x d4 [ ]

11 13 0,0011 x d 0,0015 x dy 0,0010 x dy 0,0007 x dy []

M 10 11 0,0010 x dq 0,0014 x dq 0,0009 x dq 0,0006 x dq u

a.

24 28 0,0013 x dy 0,0018 x dy 0,0012 x dy 0,0008 x d4 u] o (=] u

21 24 0,0012 x dy 0,0017 x dy 0,0011 x dy 0,0008 x d4 m] o ] u

19 22 0,0012 x dy 0,0017 x d 0,0011 x d 0,0008 x dy 5] []

17 20 0,0011 x d 0,0015 x d 0,0010 x d 0,0007 x d []

14 17 0,0010 x dy 0,0014 x dy 0,0009 x d4 0,0006 x d4 u

20 23 0,0012 x dy 0,0017 x dy 0,0011 x dy 0,0008 x d4 =] u

13 15 0,0011 x d 0,0015 x d 0,0010 x d 0,0007 x d []

95 110 0,0018 x dy 0,0024 x dy 0,0016 x dy 0,0011 x dy []

85 100 0,0017 x dy 0,0023 x d4 0,0015 x dy 0,0011 x dy [u] u

67 80 0,0015 x dy 0,0021 x dy 0,0014 x dy 0,0010 x dy =] u

57 65 0,0014 x dy 0,0020 x d4 0,0013 x dy 0,0009 x dy =] u

38 45 0,0013 x dy 0,0018 x dy 0,0012 x dy 0,0008 x d4 ] u

23 45 0,0013 x dy 0,0018 x dy 0,0012 x dy 0,0008 x d4 []

25 55 0,0012 x dy 0,0017 x dy 0,0011 x dy 0,0008 x d4 L}

45 55 0,0013 x dy 0,0018 x dy 0,0012 x dy 0,0008 x d4 =] u

17 20 0,0010 x dy 0,0014 x dy 0,0009 x dy 0,0006 x d4 u

35 46 0,0011 x dy 0,0015 x dy 0,0010 x dy 0,0007 x d4 u

4 54 0,0013 x dy 0,0018 x dy 0,0012 x dy 0,0008 x d4 =] u

76 110 0,0014 x dy 0,0020 x dy 0,0013 x dy 0,0009 x d4 O u O

62 90 0,0017 x dy 0,0023 x d4 0,0015 x dy 0,0011 x dy u] L] O

57 65 0,0022 x dy 0,0030 x dy 0,0020 x dy 0,0014 x dy 0 5] 5] []

95 110 0,0022 x d4 0,0030 x d4 0,0020 x d4 0,0014 x dy u] =] =] L}

21 24 0,0011 x dy 0,0015 x dy 0,0010 x dy 0,0007 x dy u

H B
4
5

M = 5 - Very Suitable % 327

[ = BRI BE - Suitable

HSS/HM



HSS/HM

FRAINKEIN #1545 - Cutting Conditions

HSS #HA+—H TV RI)L
HSS Woodruff keyseat end mills

KRBT - Valid for

3010 3018 3018C

=

0

©

©

=1 =

s| &

i

b &

ap
ap=h
. A TICN /va—hk
’GJJ?U&E‘F] 793:37{'9%'9 Uncoated
Vg [m/min , [mm
Jya—k % R°|| wms =
TICN dy <10,5 mm dy >10,5-19,5 mm dy >19,5-45,5mm %) MaL
Uncoated 3
33 35 0,0018 x dy 0,0016 x d4 0,0014 x d4 o |
28 30 0,0017 x dy 0,0014 x dy 0,0013 x dy [ ]
22 25 0,0015 x d4 0,0013 x dy 0,0012 x dy |
20 0,0014 x dy 0,0012 x dy 0,0011 x dy [ ]
13 16 0,0015 x dy 0,0013 x dy 0,0012 x dy []
M 11 14 0,0014 x dy 0,0012 x dy 0,0011 x dy u
28 32 0,0018 x d4 0,0016 x d4 0,0014 x dy o (=] (] u
24 30 0,0017 x dy 0,0014 x d4 0,0013 x dy o ] (] u
22 25 0,0017 x dy 0,0014 x dy 0,0013 x d4 [m] ]
20 23 0,0015 x dy 0,0013 x dy 0,0012 x dy []
17 20 0,0014 x dy 0,0012 x dy 0,0011 x dy []
23 26 0,0017 x dy 0,0014 x dy 0,0013 x dy (] L]
15 18 0,0015 x d 0,0013 x d 0,0012 x d ]
110 120 0,0024 x dy 0,0021 x dy 0,0019 x dy []
100 110 0,0023 x d4 0,0020 x d4 0,0018 x dy (] L]
80 90 0,0021 x d4 0,0018 x dy 0,0017 x dy =] []
65 70 0,0020 x d4 0,0017 x dy 0,0016 x d4 (] L]
45 50 0,0018 x dy 0,0016 x d4 0,0014 x dy (] L]
26 50 0,0018 x dy 0,0016 x dy 0,0014 x d4 []
29 60 0,0017 x dy 0,0014 x dy 0,0013 x dy []
52 60 0,0018 x d4 0,0016 x dy 0,0014 x dy (] L]
20 22 0,0014 x d4 0,0012 x dy 0,0011 x dy L]
4 50 0,0015 x dy 0,0013 x dy 0,0012 x dy u
47 60 0,0018 x dy 0,0016 x dy 0,0014 x d4 =] L]
88 120 0,0020 x d4 0,0017 x dy 0,0016 x d4 o u 8]
72 100 0,0023 x d4 0,0020 x d4 0,0018 x d4 [m] u 8]
65 70 0,0030 x dy 0,0026 x dy 0,0024 x dy 5] 5] 5] []
110 120 0,0030 x d4 0,0026 x d4 0,0024 x d4 o =] (] ]
24 30 0,0015 x dy 0,0013 x dy 0,0012 x dy L]
H B
4
5
328 ve = YIHIERE - Cutting speed
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f,= X&T=DED - Feed per tooth



BIBIZ4E - Cutting Conditions

HSS #77—IJL TVRZI
HSS dovetail end mills

FRANKEN

ST RELT - Valid for
3200 3210
3208 3218
3208C 3218C

N de
0 dy 0 dq
2 =0,2x0d4 2 =0,2xdq
IR X&FDED XaFDED e
V¢ [m/min] f, [mm] f, [mm]
/¥3=h TICN 45°-70° 45° - 70° %l iz\*l “&’Sfl %l
Uncoated "
28 33 0,0007 X d 0,0010 X d o ]
24 28 0,0006  d 0,0009 x d4 n
18 22 0,0006 x d 0,0008  d [
17 0,0005 x d 0,0007 x d u
. 1 13 0,0006 x dy 0,0008 x dy [}
M[ 2 10 11 0,0005 x dy 0,0007 x d []
4.
24 28 0,0007 x d 0,0010 X d4 o = O u
21 24 0,0006  d4 0,0009 X d 0 0 = u
19 22 0,000 x dy 0,0009 x d4 O u
17 20 0,0006  d4 0,0008 x d4 []
14 17 0,0005 x d 0,0007 x d4 []
20 23 0,0006 x d 0,0009 X d4 0 u
13 15 0,0006 X d 0,0008 X d ]
95 110 0,0009 x d4 0,0013 x dy u
85 100 0,0008  d 0,0012 x dy = u
67 80 0,0008  d 0,0011 x dy O u
57 65 0,0007 x dy 0,0010 x d 0 u
38 45 0,0007 X d 0,0010 X d 0 u
38 45 0,0007 x dy 0,0010 x d4 u
48 55 0,0006 x d 0,0009 x d [
48 55 0,0007 X d 0,0010 x d O u
17 20 0,0005 x d 0,0007 X d4 u
40 46 0,0006  d 0,0008  d u
46 54 0,0007 x dy 0,0010 x d4 O u
95 110 0,0007 X d 0,0010 X d o [
76 90 0,0008  d 0,0012 X d4 0 O 0
57 65 0,0011 x dy 0,0016 X dy o 0 O u
95 110 0,0011 x dy 0,006 x dy O O O u
21 24 0,0006  d 0,0008  d [
Hi—~
4
5
W = 5 - Very Suitable % 329
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FRAINKEIN #1545 - Cutting Conditions

NovI—27 60° BLU 90°
Countersinks 60° and 90° S RELT - Valid for
7550 7560 7581
HM | b= 7550T  7560T
— _ HBIE HSS
CIHRE H1=0ED SIHRE ABI=0ED L
Vg [m/min] f, [mm] V¢ [m/min] f, [mm] 5
/Ya—k . /va—k o ano %I R, I s || T I
Uncoated 90 Uncoated TN 60°, 90 %) | (ML

35 0,060 15 25 0,050 o o o n

25 0,060 12 15 0,050 o o ]

18 0,036 10 12 0,030 ) n

12 0,036 8 0,030 L]

10 0,024 n

. 9 0,036 6 8 0,030 (]

M[ 2 8 0,036 4 6 0,030 u

N 7 0,024 O]
4,

40 0,096 20 30 0,080 o ] 0 (]

30 0,096 15 20 0,080 o n 0 [

28 0,096 11 14 0,080 o E [

20 0,096 10 12 0,080 g B [

15 0,084 8 10 0,070 E O]

12 0,084 O]

20 0,096 8 10 0,080 o E O]

18 0,096 7 9 0,080 O E n

40 50 0,060 = (]

60 0,072 30 40 0,060 = [

50 0,072 25 30 0,060 O O]

45 0,072 20 25 0,060 E O]

30 0,072 15 20 0,060 B O]

10 0,065 [

45 0,096 2 30 0,080 o [

60 0,096 30 40 0,080 = O]

80 0,096 35 55 0,080 B O]

30 0,084 15 20 0,070 B [

45 0,084 20 30 0,070 B [

30 0,096 15 20 0,080 E [

15 0,078 & [

85 0,120 50 60 0,100 o ] o

75 0,120 45 50 0,100 O ] o

HSS/HM 90 0,060 55 65 0,050 & o E (]

100 0,060 60 70 0,050 O o B ]

15 0,070 [

15 0,048 6 8 0,040 (]

10 0,048 [

6 0,038 [

5 0,033 O]
H B
4
5
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f,= X&T=DED - Feed per tooth



