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The circle segment end mills constitute a new tool class which enable

machining with a larger tool path distance during roughing, pre-finishing and
finishing operations. These tools are primarily used in mould-making as well
as in the production of tyre moulds, turbine blades, impeller blades or blisks.

The technical specialty of these end mills are the large radii in the cutting
area of the respective tool which offer entirely new possibilities in machining.
The large radius simulates a ball-nose end mill with a cutting diameter of
12 to 3000 mm and even larger on request.

The CAM system which has to support and compute the geometry of the
circle segment end mill, plays an important role here. As a consequence,
machining times can be reduced significantly and at the same time the
surface quality of the components is increased.

There are four different types of circle segment end mills available:

e Barrel form
e Qval form
e Taper form
e | ens form
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FHANE=EIN 917808 & & EFES) - Description of Different Types of Circle Segment End Mills
AT Expert

&I : IR—=ILZVRIIL vs =PI EITAV N A—=IXILT7A—L - VR
Comparison example: Ball nose end mill — Circle segment end mill with oval form — VR

/ TR
Y—U)CIA NIV RI)E(E
932 TEDKER 2y TOIT
MATBEEARD N TEME A M L.

a, =6 mm
rp=75mm Result:
Circle segment end mills enable a larger

axial depth of cut (ap) and a considerably
better surface finish.

=)L EIAVE D)—ZX DR
Overview of types of circle segment end mills

Taper form

INUILTA—LA
Barrel form

F—=INILT7 #—L
Oval form

LYZXT7+—LA
Lens form
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JINIZE41 - Machining Example

IN\LIL7#—L-ER
Barrel form — ER

s

TERF
AR
VAPSE:]
Ve
n
f
Vi max.
ap
ae

3542L.10050A
® 10, r1 =2 (mm), rp, = 50 (mm)

4

225 (m/min)

7150 (min-T)

0,06 (mm)

1700 (mm/min)

2,0 (mm)

0,3 (mm)

T—/I\—T#x—L-\R

3 Taper form — VR
TERE 3540L.16500A
B P16, ry = 4 (mm), ry = 500 (Mm)
VAPSE:] 3
Vg 400 (m/min)
n 8000 (min-T)
f; 0,06 (mm)
V§ max. 1450 (mm/min)
ap 0,3 (mm)
3 3,5 (mm)
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A—=NNILT7#—L-\VR

Oval form — VR

.

TERF
AR
VAPSE:)
Ve
n
f
Vf Max.
a
ae

i) etk

Workpiece material  1.2312

TR 160 x 160 x 55 mm
Component size

3538L.06095A
D 6,ry=1(mm),rp, =95 (mm)
3

300 (m/min)

16 000 (min-1)

0,05 (mm)

2400 (mm/min)
1,5 (mm)
0,2 (mm)

LY X 74—/ -ER
Lens form — ER

-

TERZE
ARk
(9%
Ve
n
fz
Vi max.
ap
ae

35441.10020A
® 10,r1 =1 (mm), rp, =20 (mm)

3

200 (m/min)

6350 (min-1)

0,08 (mm)

1500 (mm/min)

0,3 (mm)

1,2 (mm)
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Product finder

Please note:
The suitability of the circle segment end mills
is indicated as follows:

HEETHISRAEICDWTIE 9- 26 R—IZEELEE W,

m= 5iE
0 = EAAAE

u
O

suitable

very suitable

Please find the cutting conditions on pages 9 - 26.

TEFAEEE - HRHIH

Range of application — material

5lRDEE
Tensile Strength

HTEHI(DINfth)

Material examples

MIEFIJISt)

Material examples

Vel biiteeOF i Cold-extrusion steels, Cq15
SRR R Construction stels, <600 N/mm? S235.R (S137-2) oo, ST,
RESE Free-cutting steels, etc. 10SPb20 ' '
B E AR R Construction steels, E360 (St70-2)
Bk Case-hardened steels, < 800 N/mm?2 16MnCr5 8350*88,\2‘%33%6:\/'52%50'\””'
Steel castings, etc. GS-25CrMo4 '
RS Case-hardened steels, 20MoCr3
HALIBH Heat-treatable steels, <1000 N/mm2 42CrMo4 gé&M ggm?gﬁgm‘gg E
ARSI Cold work steels, etc. 102Cr6 n, , obradn,
HINTRSR Heat-treatable steels, 50CrMo4
7RIS Cold work steels, <1200 N/mm2 X45NiCrMo4 SCM445H, SKH, SKS, SKT, SUP
Z1bi Nitriding steels, etc. 31CrMo12
Easif High-alloyed steels, X38CrMoV5-3
e TEM(SHEEMA) Cold work steels, < 1400 N/mm2 X100CrMov8-1-1 SKD12, SKD61, SKT, SUH, SKH
A2 TEHGEEEA) Hot work steels, etc. X40CrMoV/5-1
ATVLA Stainless steel materials
11 [Tz SILTVHA Ferritic, martensitic < 950 N/mm2 X2CrTi12 SCS, SUS420J2, SUS403
M[ 21 [#—2x57+A Austenitic < 950 N/mm?2 X6CrNiMoTi17-12-2 SCS, SUH, SUS304, SUS316
31 [A—RTFTFANTIAL TR, HEER Austenitic-ferritic (Duplex) < 1100 N/mm2 X2CrNiMoN22-5-3 SUS329J3L, SUS630
41 |[A—RTHAN7x71~ 1%, wEE{ER Austenitic-ferritic heat-resistant (Super Duplex < 1250 N/mm2 X2CrNiMoN25-7-4 SUS329J4L, SCS14A, 15-5PH
. ) . . 100-250 N/mm2 EN-GJL-200 (GG20) FC200
LEERS 57 Cast iron with lamellar graphite (GJL) 250-450 N/mm2 EN-GJL-300 (GG30) F0300
) . . 350-500 N/mm2 EN-GJS-400-15 (GGG40) FCD400
T K Cast iron with nodular graphite (GJS) 500-900 N/mm? EN-GJS-700-2 (GGG70) FCD700
. = . . ’ . 300-400 N/mm?2 GJV 300 FCV300
ASE A =73 Cast iron with vermicular graphite (GJV) 400-500 N/mm?2 GV 450 FOVA00
. 250-500 N/mm? EN-GJMW-350-4 (GTW-35) FCMW330
PISBSAT Malleable cast iron (GTMW, GTME) 500-800 N/mm? | _EN-GJMB-450-6 (GTS-45 FCMW370

FILE=OLEE

Aluminium alloys

<200 N/mm2 EN AW-AIMn1 A1050, A3030
FINZZULEE BHEHY Wrought aluminium alloys < 350 N/mm?2 EN AW-AIMgSi A5052, A6061
< 550 N/mm2 EN AW-AIZn5Mg3Cu A7075
Si< 7% EN AC-AIMg5 ADC5, AC7A
FILEZOLE®R #HY Aluminium cast alloys 7% < Si < 12% EN AC-AISi9Cu3 ADC11,ADC12, AC2A
12% < Si<17% GD-AISi17Cu4FeMg ADC14
HaS Copper alloys
fiE N o=t 1] Pure copper, low-alloyed copper < 400 N/mm2 E-Cu 57 #fi8, C2400
Bt Copper-zinc alloys (brass, long-chipping) < 550 N/mm2 CuZn37 (Ms63) (2720,62801
REIE Copper-zinc alloys (brass, short-chipping) < 550 N/mm2 CuZn36Pb3 (Ms58) (£3560,C3710
FILSE Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm?2 CuAl10Ni5Fe4 (5210,06280
HiR 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/mm2 AMPCOQ® 8]
[SY S D=t Special copper alloys < 1400 N/mm?2 (,(l\MPCO® 45))
EVESPIN-Y Magnesium alloys
S ESPIN-A Magnesium wrought alloys < 500 N/mm?2 MgAI6Zn
TRV LEEHEY Magnesium cast alloys < 500 N/mm?2 EN-MCMgAI9Zn1 MC2A, MD1A
BB Synthetics
EEL MRS Duroplastics (short-chipping) Bakelit, Pertinax
OB Thermoplastics (long-chipping) PMMA, POM, PVC
AR b BiAs (it S = <30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK
AR L RiAs (it =5 2 >30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK
MR Special materials
72774k Graphite C 8000
S ATV- AR Tungsten-copper alloys W-Cu 80/20
EEME Composite materials Hylite, Alucobond
FIVER Titanium alloys
WFy> Pure titanium < 450 N/mm2 Tit WHFH
PN - < 900 N/mm?2 TiAl6V4 Ti-6AI-4V
Fovam Titanium alloys = 1250 N/mm? TiAlMo4Sn2 TiAldN04S2
—wILEEE JNNLNEES $EES Nickel alloys, cobalt alloys and iron alloys
#=vL Pure nickel < 600 N/mm?2 Ni 99,6 - fii—wv )L
— A " < 1000 N/mm2 Monel 400 ExJL 400, /\XTOA B
=voLEaE Nickel-base alloys <1600 N/mm? Tnconel 718 EmEI AT
. N < 1000 N/mm?2 Udimet 605 Udimet 605
JNLREER Cobalt-base alloys = 1600 N/mm2 Haynes 25 AU 05
BEEE Iron-base alloys < 1500 N/mm?2 Incoloy 800 >0 800
e Hard materials
44 - 50 HRC Weldox 1100
H 50 - 55 HRC Hardox 550 J\—RvJ 2550
3 | =saEi. SEEH. SEE Sk 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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FRANKEN B@EvUyR =o)L Xv TVRI)L - Solid Carbide Circle Segment End Mills

£Expert
- INAINT A=Y =)L - High performance tool
-4 A - With 4 flutes
-EEYDRWIIT - Low-vibration machining
- BEEERA EIFINTI - Highly efficient finishing

- IR A Z +0,01 mm

- Form tolerance +0.01 mm

l ©

<

-
HBHE
—
DIN6535| Form .
CJHA| ——
LoJHB| +0,01
Q |
U I
30°
—
- Vc/ fZ
B
e— —Jg
WA=V
; é )

F—NFIVE

NLILZ7A—L -ER
Barrel Form — ER

d—3 %" - Coating ALCR |

R - HEIM (R— 6 2R) Applications — material (see page 6) P

- BREMOMTICICHE - Especially suitable for high-strength materials 1121 | 31-41

- IFEAEETORBIMICEATES - For almost all materials K dat) 22

- HSC-E&R . _EIF N TIC & - Suitable for HSC finishing :
K(31-41) 42
!
N (21-32) 41-42,52
s 1122 ) 23
S 24 ) 2526
H | ) 1112 |

BUFE - Order code 35421

4 I P) lo I3 I g ds 4 0 do VA Y14 X

e (g | BIE

10 2 50 21 28 80 8 30 10 4 .10050A [ ]

V=T —IR—ATE

Dimensions for tool database

l2
Ir
X j— d4 I ] lo Iy 0ds 0dg pd;
5‘ g‘ gﬂ’ a4 ¥ 10 2 50 21 11747 4 7917 8

b =1, L0, DR EDEAETOTE

ro is (theoretically) tangential

dﬁ =n & rﬂ)?%ﬁ@%
Tangent point of ry and rp

d7 =ds+2xrq

to dy

AT AN)— 4.0. [T
WOV BEHERDOTITIVYA VT —IhEEEIR—LR—I &5 >0
—RIEIFET,
EMUGE-FRANKEN tools are ready for Industry 4.0.
From now on the digital twin created for a wide variety of our catalogue tools
can be downloaded directly from our homepage.

tooldata.ef-apps.de

EMUGE
[FRANKEN|

@ 1Z#EFEE M - Stock tool

Z3ESA - Ordering example: 3542L.10050A



HELZYHIZ44 - Cutting Conditions FRANKEN
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BEVIYR Y= EIAVRIVRIIL KLIVT A —L - ER
Solid carbide circle segment end mill with barrel form — ER S SR B, - Valid for
3542L
Ly
EEHDEHEICE d TiEES
fEREE W,
In order to calculate the rotational
. speed n, the diameter dy has to
YIAHE - Allowance YAHE - Allowance be used.
0,05-0,1 mm 0,1-0,2mm
YIEIERE v, HHI=DkD 1, YIEIEREL v, HHI=DxED 1, % RA* MMS %
[m/min] [mm] [m/min] [mm] S| MOL
420 0,004 x dy 420 0,003 x dy o ] o ]
375 0,004 x dy 375 0,003 x dy o ] ] L]
315 0,003 x dy 315 0,003 x dy o ] o L]
300 0,003 x dy 300 0,002 x dy m] u
270 0,003 x dy 270 0,002 x dy o ]
. 150 0,005 x dq 150 0,003 x d4 O u
M X 120 0,005 x d4 120 0,003 x d4 (] L]
b 90 0,004 x dq 90 0,002 x d4 (] L]
4. 60 0,004 x d 60 0,002 x d (] L]
280 0,005 x dq 280 0,004 x d4 o L]
280 0,005 x dq 280 0,004 x d4 o L]
250 0,004 x dq 250 0,003 x dq m] u
250 0,004 x dq 250 0,003 x d4 u] L]
210 0,004 x dq 210 0,003 x d4 o L]
210 0,004 x dq 210 0,003 x d4 o L]
180 0,003 x dq 180 0,002 x d4 o L]
140 0,003 x d 140 0,002 x d 5] []
600 0,004 x d4 600 0,003 x d4 (] L]
600 0,004 x dq 600 0,003 x d4 (] L]
600 0,003 x dq 600 0,002 x d4 =] ]
410 0,004 x dq 410 0,003 x d4 (] L]
270 0,005 x dq 270 0,004 x d4 (] L]
270 0,005 x dq 270 0,004 x d4 (] L]
270 0,005 x dq 270 0,004 x d4 (=] (] L]
255 0,004 x dq 255 0,003 x d4 (] L]
255 0,004 x dq 255 0,003 x dq o u
255 0,004 x dq 255 0,003 x dq a [m] u
150 0,003 x dq 150 0,002 x d4 (] L]
150 0,003 x dq 150 0,002 x d4 (] L]
410 0,005 x dq 410 0,004 x d4 (] L]
410 0,005 x dq 410 0,004 x d4 (] L]
410 0,005 x dq 410 0,004 x d4 a (] u
600 0,005 x dq 600 0,004 x d4 (] L]
150 0,005 x dq 150 0,003 x d4 u
100 0,006 x dq 100 0,004 x d4 L]
80 0,005 x dq 80 0,003 x d4 L]
60 0,005 x dq 60 0,003 x d4 L]
80 0,004 x dq 80 0,002 x d4 ]
30 0,004 x dq 30 0,002 x d4 u
30 0,004 x dq 30 0,002 x d4 []
30 0,004 x dq 30 0,002 x d4 []
30 0,004 x dq 30 0,002 x d4 []
30 0,004 x dq 30 0,002 x d4 L]
. 130 0,005 x dq 130 0,003 x d4 m] u
H b 100 0,005 x dq 100 0,003 x d4 o L]
4
5
v = PRI - Cutting speed W = 58 - very suitable 9
f, = I &= D3ED - Feed per tooth [ = &P AJHE - suitable [FRANKEN|



FRANKEN B@EvUyR =o)L Xv TVRI)L - Solid Carbide Circle Segment End Mills
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- INAINT A=Y =)L - High performance tool A—=INLTA—L-VR
-3 Ffold 4 A - With 3 or 4 flutes N Oval Form —VR
-EEYDRWIIT - Low-vibration machining
- BEEERA EIFINTI - Highly efficient finishing —
- LR A Z +0,01 mm - Form tolerance +0.01 mm
HBIE
—_—
DIN6535| Form
C_JHA| ——
HB| =0,01
300 \/
- Vc/fz
B
11
- AT ay
o N .
I eV - 5] % ‘
< Iy § e
I3
lg
I IA=ILZoVR
d—7 7% - Coating ALCR |
TEFEFE - HEIM (R—Y 6 21) Applications — material (see page 6) padsi) |
- EREMOMIICEICRE - Especially suitable for high-strength materials 1121 | 31-41 |
- FEAEETOREIMICERTES - For almost all materials K 55
- HSC-BsRft L IF I TIC&RE - Suitable for HSC finishing " :
42
N
N (21-3.2) 4.1-4.2,5.2
S 2.3
S 2.5-2.6
H ) 1112 |
BUZE - Order code 3538L
d4 I Iy lo I3 l4 0 ds g 0 do VA B4 X
e (% | BUIE
3 0,75 50 11 14 62 3 25 6 3 .03050A [}
4 0,75 60 14 18 62 4 25 6 3 .04060A [}
5 1 75 17 22 62 ) 25 6 3 .05075A °
6 1 95 22 - 62 - - 6 3 .06095A [}
8 1 90 25 - 68 = - 8 3 .08090A [ )
10 2 85 26 - 72 - - 10 4 .10085A [ ]
12 2 80 28 - 83 - = 12 4 .12080A [ )
16 3 75 31 - 92 - - 16 4 .16075A [
INTEH

J—7 BB EETEDNDIRRINA T TSV
77V —y 3y AEIOER S SMUFROME EFINT

Machining example

Component:

Application:

Flange of a fuel pipe
from the aviation industry

Finishing of the round inner contour
and parts of the outer contour

o=

@ FAEFEEE M - Stock tool

Z3ESA - Ordering example: 3538L.06095A



HEEZHIHIZ:44 - Cutting Conditions
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BREVYYR = EIAVRIVRII A—=INIVTA—L - VR
Solid carbide circle segment end mills with oval form — VR St SR B, - Valid for
3538L
L)
EEHDEHEICE d TiEES
fEREE W,
In order to calculate the rotational
. . speed n, the diameter dy has to
YIAHE - Allowance YIAHE - Allowance YAHE - Allowance be used.
0,05-0,1 mm 0,1-0,2mm 0,2-0,3mm
YIHIRE ve HHI=D#ED 1, YIHIRE v¢ HHizbiED 1, YIHIERE v¢ HH=biED 1, % RA* MMS %
[m/min] [mm] [m/min] [mm] [m/min] [mm] S| MOL
420 0,004 x d4 420 0,003 x d4 420 0,003 x d4 o ] o ]
375 0,004 x d4 375 0,003 x d4 375 0,003 x d4 o ] ] L]
315 0,003 x d4 315 0,003 x d4 315 0,002 x d4 o ] o L]
300 0,003 x d4 300 0,002 x d4 300 0,002 x d4 m] u
270 0,003 x d4 270 0,002 x d4 270 0,002 x d4 o ]
150 0,005 x d4 150 0,004 x d4 150 0,003 x d4 O u
M 120 0,005 x d4 120 0,004 x d4 120 0,003 x d4 (] L]
b 90 0,004 x d4 90 0,003 x d4 90 0,002 x d4 (] L]
4. 60 0,004 x d 60 0,003 x d 60 0,002 x d [=] []
280 0,005 x d4 280 0,004 x d4 280 0,003 x d4 o L]
280 0,005 x d4 280 0,004 x d4 280 0,003 x d4 o L]
250 0,004 x d4 250 0,003 x d4 250 0,003 x d4 m] u
250 0,004 x d4 250 0,003 x d4 250 0,003 x d4 a L]
210 0,004 x d4 210 0,003 x d4 210 0,003 x d4 o L]
210 0,004 x d4 210 0,003 x d4 210 0,003 x d4 o L]
180 0,003 x d4 180 0,002 x d4 180 0,002 x d4 o L]
140 0,003 x d 140 0,002 x d 140 0,002 x d [u] []
600 0,004 x d4 600 0,003 x d4 600 0,003 x d4 0 u
600 0,004 x d4 600 0,003 x d4 600 0,003 x d4 (] L]
600 0,003 x d4 600 0,002 x d4 600 0,002 x d4 (] L]
410 0,004 x d4 410 0,003 x d4 410 0,003 x d4 (] L]
270 0,005 x d4 270 0,004 x d4 270 0,003 x d4 (] L]
270 0,005 x d4 270 0,004 x d4 270 0,003 x d4 (] L]
270 0,005 x d4 270 0,004 x d4 270 0,003 x d4 (=] (] L]
255 0,004 x d4 255 0,003 x d4 255 0,003 x d4 (] L]
255 0,004 x d4 255 0,003 x d4 255 0,003 x d4 (] n
255 0,004 x d4 255 0,003 x d4 255 0,003 x d4 a O u
150 0,003 x d4 150 0,002 x d4 150 0,002 x dq 0 L}
150 0,003 x d4 150 0,002 x d4 150 0,002 x d4 (] L]
410 0,005 x d4 410 0,004 x d4 410 0,003 x d4 (] L]
410 0,005 x d4 410 0,004 x d4 410 0,003 x d4 (] L]
410 0,005 x d4 410 0,004 x d4 410 0,003 x d4 a (] u
600 0,005 x d4 600 0,004 x d4 600 0,003 x d4 (] L]
150 0,005 x d4 150 0,004 x d4 150 0,003 x d4 u
100 0,006 x d4 100 0,005 x d4 100 0,004 x d4 L]
80 0,005 x d4 80 0,004 x d4 80 0,003 x d4 L]
60 0,005 x d4 60 0,004 x d4 60 0,003 x d4 L]
80 0,004 x d4 80 0,003 x d4 80 0,002 x d4 L}
30 0,004 x d4 30 0,003 x d4 30 0,002 x d4 L]
30 0,004 x d4 30 0,003 x d4 30 0,002 x d4 L]
30 0,004 x d4 30 0,003 x d4 30 0,002 x d4 L]
30 0,004 x d4 30 0,003 x d4 30 0,002 x d4 L]
30 0,004 x d4 30 0,003 x d4 30 0,002 x d4 L]
130 0,005 x d4 130 0,004 x d4 130 0,003 x d4 m] u
H b 100 0,005 x d4 100 0,004 x d4 100 0,003 x d4 o L]
4
5

v = PRI - Cutting speed
f, = BIH&H7=D3XED - Feed per tooth

W = 58 - very suitable
U = JEFATHE - suitable

BB



FRANKEN B@EvUyR =o)L Xv TVRI)L - Solid Carbide Circle Segment End Mills

AT Expert
- INAIT A= RV =)L - High performance tool A—=INVTA—L - VR
-6 A - With 6 flutes N Oval Form —VR
-EEYDRWIIT - Low-vibration machining
- BEEERA EIFINTI - Highly efficient finishing —_—
- IR A Z +0,01 mm - Form tolerance +0.01 mm
HBE
—_—
DIN6535| Form
C_JHA| ——
HB | 0,01
300 \/
- Vc/fz
B
13
WA=
% AN
¢ 3
| e 3 h 44
S ——
*"r <60
e HRC = -
h A=IZOVR
d—7 7% - Coating ALCR |
R - HHIM (R—Y 6 21R) Applications — material (see page 6) pAdsi) |
- EREMOMIICEICRE - Especially suitable for high-strength materials 1121 ) 3141 |
- IFEAEETOREIMICEATES - For almost all materials K 25
- HRC60 =CTOEMEEIMDINTIC - Hard machining of up to 60 HRC :
- HSC-E Rt L IF I TIC&RE - Suitable for HSC finishing K 4.2
Nae) )
N 41-42,5.2
S 2.3
S 2.5-2.6
H(1.11.3)
BUZE - Order code 3539L
d4 I Iy lo l4 0do Z 14X
6 (9% BE
10 2 85 26 72 10 6 o
12 2 80 28 83 12 6 .12080A ()
16 3 75 31 92 16 6 [
INTEH

T—7 ERMEZEORTUY T TOvY
F7VT =23y SREL RFERE RS Y b O EIFINT

Machining example

Bearing block from mechanical engineering

Complete finishing of the the outer contour,
inner contour and the pockets

Component:
Application:

@ IZHETEER - Stock tool Z3ESCH - Ordering example: 3539L.10085A

"



HEIZYHIZ:44 - Cutting Conditions

FRANKEN
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BREVYYR = EIAVRIVRII A—=INIVTA—L - VR
Solid carbide circle segment end mills with oval form — VR S SR B, - Valid for
3539L
EEHDEHEICE d TiEES
fEREE W,
A In order to calculate the rotational
. speed n, the diameter dy has to
YIAHE - Allowance YAHE - Allowance be used.
0,05-0,1 mm 0,1-0,2mm
YIHRE v, HHI=DkD 1, YIHIRE v, HHI=DxED 1, % RA* MMS %
[m/min] [mm] [m/min] [mm] S| MOL
420 0,003 x dy 420 0,002 x dy o ] o ]
375 0,003 x dy 375 0,002 x dy o ] ] L]
315 0,002 x dy 315 0,002 x dy o ] o L]
300 0,002 x dy 300 0,001 x dy m] u
270 0,002 x d4 270 0,001 x dy o ]
150 0,003 x dq 150 0,002 x d4 O u
M 120 0,003 x d4 120 0,002 x d4 (] u
b 90 0,002 x dq 90 0,001 x d4 (] L]
4. 60 0,002 x d 60 0,001 x d (] L]
280 0,004 x dq 280 0,003 x dy o L]
280 0,004 x dq 280 0,003 x d4 o L]
250 0,003 x dq 250 0,002 x dq m] u
250 0,003 x dq 250 0,002 x d4 u] L]
210 0,003 x dq 210 0,002 x d4 o L]
210 0,003 x dq 210 0,002 x d4 [m] []
180 0,002 x dq 180 0,001 x dy o L]
140 0,002 x d 140 0,001 xd 5] []
600 0,003 x d4 600 0,002 x d4 (] L]
600 0,003 x dq 600 0,002 x d4 (] L]
600 0,002 x dq 600 0,001 x dy =] ]
410 0,003 x dq 410 0,002 x d4 (] L]
270 0,004 x dq 270 0,003 x d4 (] L]
270 0,004 x dq 270 0,003 x d4 (] L]
270 0,004 x dq 270 0,003 x d4 (=] (] L]
255 0,003 x dq 255 0,002 x d4 (] L]
255 0,003 x dq 255 0,002 x dq o u
255 0,003 x dq 255 0,002 x dq a [m] u
150 0,002 x dq 150 0,001 x d4 (] L]
150 0,002 x dq 150 0,001 x d4 (] L]
410 0,004 x dq 410 0,003 x d4 (] L]
410 0,004 x dq 410 0,003 x d4 (] L]
410 0,004 x dq 410 0,003 x d4 a (] u
600 0,004 x dq 600 0,003 x d4 (] L]
150 0,003 x dq 150 0,002 x d4 u
100 0,005 x dq 100 0,004 x d4 L]
80 0,004 x dq 80 0,003 x d4 []
60 0,004 x dq 60 0,003 x d4 L]
80 0,003 x dq 80 0,002 x d4 u
30 0,003 x dq 30 0,002 x d4 L]
30 0,003 x dq 30 0,002 x d4 L]
30 0,003 x dq 30 0,002 x d4 L]
30 0,003 x dq 30 0,002 x d4 L]
30 0,003 x dq 30 0,002 x d4 L]
130 0,004 x dq 130 0,003 x d4 m] u
H b 100 0,004 x dq 100 0,003 x d4 o L]
5 80 0,003 x dq 80 0,002 x d4 o L]
4
R

v = PRI - Cutting speed
f, = BIH&H7=D3XED - Feed per tooth

W = 58 - very suitable

O = @AATEE -

suitable

BB



FRANKEN B@EvUyR =o)L Xv TVRI)L - Solid Carbide Circle Segment End Mills

£Expert
- INAINT A=Y =)L - High performance tool T—IN—=T7#—L-VR
-2 FfelE 3 A - With 2 or 3 flutes N Taper Form — VR
-EEYDRWIIT - Low-vibration machining
- BAEEEMA EIFINTIC - Highly efficient finishing R
- LR A Z +0,01 mm - Form tolerance +0.01 mm
HBIE
< 45° = 45°
DIN6535| Form ‘? )
_JHA| ——
HB| =0,01 |
|
= w \/ I |
s @ 20-30° | |
~ T o |
I Qf2 |
I —d e d |
~ ATay
& \j ®
TS R[N
N At
I3 =
lg
. A—=IFIVR
d—7F %" - Coating ALCR |
TEFEFE - HEIM (R—Y 6 21) Applications — material (see page 6) P
- BREMOMIICRHICRE - Especially suitable for high-strength materials 1121 | 31-41
- FEAEETORBIMICEATES - For almost all materials K (a2d] 22
- HSC-E&E At EIF I TIC&E - Suitable for HSC finishing -
K(31-41) 42
N
N (21-3.2) 4.1-42,5.2
s(1122) 23
s 24 ) 2526
H | ) 1112 |
BUE - Order code 3540L
a/g 0 dy I ) I3 lo I3 l4 0 ds g 0 dp VA B4 X
e (x| BUIE
12.5° 16 2 1000 5 31 - 108 - - 16 3 .1610AA [}
’ 16 4 1000 5 24 - 108 - = 16 3 .1610AB [J
3 075 5 15 4 7 62 3 14 6 3 .03050A °
17.5° 4 075 125 2 56 95 62 4 18 6 3 .04125A )
’ 5 1 150 25 75 125 62 5 18 6 3 .05150A (]
6 1 250 3 95 - 62 - = 6 3 .06250A [
8 15 250 4 105 - 68 - = 8 3 .08250A °
10 2 250 5 125 - 80 - - 10 3 .10250A ®
20° 12 3 250 6 135 - 93 - 12 3 .12250A [ ]
16 4 500 8 185 - 108 - — 16 3 .16500A [ ]
16 4 1500 8 185 - 108 - = 16 3 .1615AA ®
225 12 1 200 1 8 - 93 - - 12 3 [ .12200A ° ‘ ‘ ‘
60° 10 1 200 15 6 = 80 - = 10 2 .10200A ‘ () ‘ ‘
70° 10 1 200 2 6 - 80 - = 10 2 .10200B ®

TEDT«1ILhE o2 TSERLESW!

Only use with tilt angle %/2!

I

@ 1Z#EFEE M - Stock tool

Z3ESLA - Ordering example: 3540L.1610AA



HEIZYHIZ:44 - Cutting Conditions

FRANKEN

AT Expert
BEVIYYR Y—IILEIAVYRNIVRII T=IN—TA—L-\VR
Solid carbide circle segment end mills with taper form — VR St SR B, - Valid for
3540L
L)
\ \ ' EEHDEEICE d TEES
. QP \ QP RIS,
Ta—LA & e 7x—LB TAx—LA & \/ 7A—LB In order to calculate the rotational
. . speed n, the diameter dy has to
YIAHE - Allowance YAHE - Allowance be used.
0,05-0,1 mm 0,1-0,2mm
YIEIEREE v, HHI=DkD 1, YIEIEREL v, HHT=DxED 1, % RA* MMS %
[m/min] (mm] [m/min] [mm] Wy | ML

420 0,004 x dy 420 0,003 x dy o ] o ]
375 0,004 x dy 375 0,003 x dy o ] ] L]
315 0,003 x dy 315 0,003 x dy o ] o L]

300 0,003 x dy 300 0,002 x dy m] u

270 0,003 x dy 270 0,002 x dy o ]
. 150 0,004 x dy 150 0,003 x ds 5] ]
M[ 2 120 0,004 x dy 120 0,003 x d 5] ]
b 90 0,003 x dq 90 0,002 x d4 (] L]
4 60 0,003 x d 60 0,002 x d (] L]

280 0,007 x dq 280 0,004 x d4 o L]

280 0,007 x dq 280 0,004 x d4 o L]

250 0,006 x d; 250 0,003 x ds 5] ]

250 0,006 x dq 250 0,003 x d4 u] L]

210 0,006 x dq 210 0,003 x d4 o L]

210 0,006 x dq 210 0,003 x d4 o L]

180 0,004 x dq 180 0,002 x dy o L]

140 0,003 x d 140 0,002 x d 5] []
600 0,004 x dy 600 0,003 x ds 0 [
600 0,004 x dq 600 0,003 x d4 (] L]
600 0,003 x dq 600 0,002 x d4 =] ]
410 0,004 x dq 410 0,003 x dy (] L]
270 0,005 x dq 270 0,004 x d4 (] L]
270 0,005 x dq 270 0,004 x d4 (] L]
270 0,005 x dq 270 0,004 x d4 (=] (] L]
255 0,004 x dq 255 0,003 x d4 (] L]
255 0,004 x dq 255 0,003 x dq o u
255 0,004 x dq 255 0,003 x dq a [m] u
150 0,003 x dq 150 0,002 x d4 (] L]
150 0,003 x dq 150 0,002 x d4 (] L]
410 0,005 x dq 410 0,004 x d4 (] L]
410 0,005 x dq 410 0,004 x d4 (] L]
410 0,005 x dy 410 0,004 x dy 5] 5] ]
600 0,005 x dq 600 0,004 x d4 (] L]
150 0,004 x dq 150 0,003 x d4 L]
100 0,005 x dq 100 0,004 x d4 L]
80 0,004 x dq 80 0,003 x d4 ]
60 0,004 x dq 60 0,003 x d4 ]
80 0,003 x dy 80 0,002 x ds ]
30 0,003 x dq 30 0,002 x d4 L]
30 0,003 x dq 30 0,002 x d4 L]
30 0,003 x dq 30 0,002 x d4 L]
30 0,003 x dq 30 0,002 x dy L]
30 0,003 x dq 30 0,002 x d4 L]

130 0,005 x dy 130 0,003 x dy 5] ]

H b 100 0,005 x dq 100 0,003 x d4 u] L]

r
5

Ve = FIHIERE - Cutting speed
f, = BIH&H7=D3XED - Feed per tooth

W = 58 - very suitable
U = JEFATHE - suitable

BB



FRANKEN B@EvUyR =o)Lt Xvk TV RS)L - Solid Carbide Circle Segment End Mills

£Expert
- INAIT A=AV =)L - High performance tool T—I\=7#*—L-\R
-4 Ffzld 6 A - With 4 or 6 flutes N Taper Form — VR
-EEYDRWIIT - Low-vibration machining
- BEEERA EIFINTI - Highly efficient finishing —_—
- LR A Z +0,01 mm - Form tolerance +0.01 mm
HBIE
< 45° = 45°

DIN6535| Form i

| —= |

HB| =0,01

=
<t

20-30°
S

%*
s ¥ ;é . ‘

I A=ILZOVR
d—7F %" - Coating ALCR |
TEFEFE - HEIM (R—Y 6 21) Applications — material (see page 6) P
- BREMOMIICRHICRE - Especially suitable for high-strength materials 1121 | 3141
- IFEAEETOWHIMICERTES - For almost all materials K(Ga2i] 22
- HRC60 £ TDEEEMDINTIIC - Hard machining of up to 60 HRC -
- HSC-BEM EIF I T I8 - Suitable for HSC finishing K(31-41) 42
N
N (21-3.2) 4.1-4.2,5.2
s(1122) 23
s 24 ) 2526
H(11-13) ]
BUE - Order code 3541L
O(/2 04 I Io I3 lo l4 0do z HLX
e (I | BIE
12.5° 16 2 1000 5 31 108 16 6 .1610AA [}
’ 16 4 1000 5 24 108 16 6 .1610AB )
10 2 250 5) 12,5 80 10 6 .10250A ()
20° 12 3 250 6 13,5 93 12 6 .12250A [
16 4 500 8 18,5 108 16 6 .16500A [}
16 4 1500 8 18,5 108 16 6 .1615AA [J
42,5° 12 1 200 1 8 93 12 6 .12200A [ ] ‘ ‘ ‘
60° 10 1 200 1,5 6 80 10 4 .10200A ‘ ® ‘ ‘
70° 10 1 200 2 6 80 10 4 .10200B ‘ [} ‘ ‘
TEDT1ILNA o2 TSERALEZW!
Only use with tilt angle /2! /

Y
<455

//‘; Y

/

’ y
&4

16 ® ZHEERE T, - Stock tool Z3ESH - Ordering example: 3541L.1610AA




HEIZYHIZ:44 - Cutting Conditions

FRANKEN

AT Expert
BEYVYYR —II I AV NIV R 7—IN—TA—L-VR
Solid carbide circle segment end mills with taper form — VR St SR B, - Valid for
3541L
L)
\ \ j EEHDEEICE d TEES
\ /] \ \ / L RIS,
Ia—LA W €S Jx—L8 Ta—LA & \} 7A—LB In order to calculate the rotational
. . speed n, the diameter dy has to
YIAHE - Allowance YAHE - Allowance be used.
0,05-0,1 mm 0,1-0,2mm
YIHRE v, HHI=DkD 1, YIHIRE v, HHT=DxED 1, % RA* MMS %
[m/min] [mm] [m/min] [mm] %) | MOL
420 0,003 x dy 420 0,002 x dy o ] o ]
375 0,003 x dy 375 0,002 x dy o ] ] L]
315 0,002 x dy 315 0,002 x dy o ] o L]
300 0,002 x dy 300 0,001 x dy m] u
270 0,002 x dy 270 0,001 x dy o ]
150 0,003 x dq 150 0,002 x d4 O u
M 120 0,003 x d4 120 0,002 x d4 (] L]
b 90 0,002 x dq 90 0,001 x d4 (] L]
4. 60 0,002 x d 60 0,001 x d (] L]
280 0,004 x dq 280 0,003 x d4 o L]
280 0,004 x dq 280 0,003 x d4 o L]
250 0,003 x dq 250 0,002 x dq [m] u
250 0,003 x dq 250 0,002 x d4 u] L]
210 0,003 x dq 210 0,002 x d4 o L]
210 0,003 x dq 210 0,002 x d4 [u] []
180 0,002 x dq 180 0,001 x dy o L]
140 0,002 x d 140 0,001 xd 5] []
600 0,003 x dq 600 0,002 x d4 =] ]
600 0,003 x dq 600 0,002 x d4 (] L]
600 0,002 x dq 600 0,001 x dy =] ]
410 0,003 x dq 410 0,002 x d4 (] L]
270 0,004 x dq 270 0,003 x d4 (] L]
270 0,004 x dq 270 0,003 x d4 (] L]
270 0,004 x dq 270 0,003 x d4 (=] (] L]
255 0,003 x dq 255 0,002 x d4 (] L]
255 0,003 x dq 255 0,002 x dq o u
255 0,003 x dq 255 0,002 x dq a [m] u
150 0,002 x dq 150 0,001 x d4 (] L]
150 0,002 x dq 150 0,001 x d4 (] L]
410 0,004 x dq 410 0,003 x d4 (] L]
410 0,004 x dq 410 0,003 x d4 (] L]
410 0,004 x dq 410 0,003 x d4 a (] u
600 0,004 x dq 600 0,003 x d4 (] L]
150 0,003 x dq 150 0,002 x d4 L]
100 0,005 x dq 100 0,004 x d4 L]
80 0,004 x dq 80 0,003 x d4 []
60 0,004 x dq 60 0,003 x d4 L]
80 0,003 x dq 80 0,002 x d4 u
30 0,003 x dq 30 0,002 x d4 L]
30 0,003 x dq 30 0,002 x d4 L]
30 0,003 x dq 30 0,002 x d4 L]
30 0,003 x dq 30 0,002 x dy L]
30 0,003 x dq 30 0,002 x d4 L]
130 0,004 x dq 130 0,003 x d4 m] u
H b 100 0,004 x dq 100 0,003 x d4 u] L]
d 80 0,003 x dq 80 0,002 x d4 o L]
4
I

Ve = FIHIERE - Cutting speed
f, = BIH&H7=D3XED - Feed per tooth

W = 58 - very suitable
U = JEFATHE - suitable

BB



FRANKEN B@EvUyR =o)L Xv TVRI)L - Solid Carbide Circle Segment End Mills

AT Expert
.o —
S INAIRTA—TVRY =)L - High performance tool LYZX7x—L-ER
-3 A - With 3 flutes N Lens Form — ER
-EEYDRWIIT - Low-vibration machining
- BEEERA EIFINTI - Highly efficient finishing —_—
- IR A Z +0,01 mm - Form tolerance +0.01 mm )
HBE

—

DING6535| Form

| ==

LOJHB | 0,01

od

\

dp
AR

=

h A=IZIOVR
J—7« %" - Coating ALCR |
R - HEHIM (R—Y 6 21R) Applications — material (see page 6) P(Adsi) |
- BREMOMIICHICRE - Especially suitable for high-strength materials 1121 | 3141 |
- IFEAEETOREIMICEATES - For almost all materials k(a2t) 22 |
- HSC-ft LI TIC&@E - Suitable for HSC finishing 9 :
Nada) )
vizts2) sz
slaa21) )
BUZE - Order code 3544L
0 dq I Iy lo I3 l4 9 d3 g 9 dy
6
4 0,25 6 4 18 62 4 20 6 o
6 0,5 10 6 — 62 — — 6 .06010A ()
8 0,75 15 8 - 68 - = 8 [}
10 1 20 10 - 80 - - 10 .10020A [ ]
12 1,25 25 12 = 93 = = 12 0
INTEH

T—7 : fZEHEER
F7Vr—vay Ry NEEEEROL EFINT

Machining example
Component: Integral component from
the aviation industry

Application:  Finishing of the deep pockets
and the bottom surfaces

18 @ 1ZHEFEES - Stock tool ZESCAI - Ordering example: 3544L.04006A



HELZYHIZ44 - Cutting Conditions FRANKEN

AT Expert
BEVUYR Y= EIAYNIVRIIL LYXTA—L-ER
Solid carbide circle segment end mill with lens form — ER S SR B, - Valid for
3544L
Ly
| | | | B D HICId o THEET
l J l J fEAIEE W,
N [ In order to calculate the rotational
. speed n, the diameter dy has to
YIAHE - Allowance FIAHE - Allowance be used.
0,05-0,1 mm 0,1-0,2mm
YIEIERE v, HHI=DkD 1, YIEIEREL v, HHI=DxED 1, % RA* MMS %
[m/min] [mm] [m/min] [mm] G:)| ML
420 0,004 x dy 420 0,003 x dy o ] o ]
375 0,004 x dy 375 0,003 x dy o ] ] L]
315 0,003 x dy 315 0,003 x dy o ] o L]
300 0,003 x dy 300 0,002 x dy m] u
270 0,003 x dy 270 0,002 x dy o ]
. 150 0,005 x dq 150 0,003 x d4 O u
M X 120 0,005 x d4 120 0,003 x d4 (] L]
b 90 0,004 x dq 90 0,002 x d4 (] L]
4. 60 0,004 x d 60 0,002 x d (] L]
300 0,005 x dq 300 0,004 x d4 o L]
300 0,005 x dq 300 0,004 x d4 o L]
270 0,004 x dq 270 0,003 x dq m] u
270 0,004 x dq 270 0,003 x d4 u] L]
220 0,004 x dq 220 0,003 x d4 o L]
220 0,004 x dq 220 0,003 x d4 o L]
200 0,003 x dq 200 0,002 x d4 o L]
150 0,003 x d 150 0,002 x d [m] L]
900 0,004 x d4 900 0,003 x d4 (] L]
900 0,004 x dq 900 0,003 x d4 (] L]
900 0,003 x dq 900 0,002 x d4 =] ]
600 0,004 x dq 600 0,003 x d4 (] L]
270 0,004 x dq 270 0,003 x d4 (] L]
270 0,004 x dq 270 0,003 x d4 (] L]
270 0,004 x dq 270 0,003 x d4 (=] (] L]
255 0,003 x dq 255 0,002 x d4 (] L]
255 0,003 x dq 255 0,002 x dq o u
255 0,003 x dq 255 0,002 x dq a [m] u
150 0,003 x dq 150 0,002 x d4 (] L]
150 0,003 x dq 150 0,002 x d4 (] L]
600 0,004 x dq 600 0,003 x d4 (] L]
600 0,004 x dq 600 0,003 x d4 (] L]
150 0,005 x dq 150 0,003 x d4 u
150 0,006 x dq 150 0,004 x d4 L]
120 0,005 x dq 120 0,003 x d4 L]
90 0,005 x dq 90 0,003 x d4 L]
120 0,004 x dq 120 0,002 x d4 u
Hi:
4
5
v = FIHIEEE - Cutting speed W = 558 - very suitable 19
f, = I &= D3ED - Feed per tooth [ = &P AJHE - suitable [FRANKEN|



FRANKEN B@EvUyR =o)L Xv TVRI)L - Solid Carbide Circle Segment End Mills

£Expert
ST A= VRV =)L - High performance tool fein A—=INIVT A —L-ER
-4 1A - With 4 flutes NR fine Oval Form — ER
- RESEIEYF - Variable spacing A~
-EEYDRWIIT - Low-vibration machining —_—
- BBEEFTINIIC - Highly efficient roughing
HBIE ICR
DIN 6535 '
_JHA
HB
_30 ) J
% - Vcéfz
N 21 I
|
S a——
Q)
l2
It
A—=ILZOVR

d—7 %" - Coating ALCR )
SEFRERE - I (R— 6 SR) Applications — material (see page 6) P
- BREMOMTICEICRE - Especially suitable for high-strength materials 11-41
-y EEOINTICEHERAREE - Also suitable in nickel-base alloys N
-FEVEEOITIIC - For the machining of titanium alloys
-H—EVTL—RIfEDONDETOH, - Suitable in all turbine materials S
Hli#tic - Optimised for pre-finishing Impellers and S
IR FIVEEEAVARILDAY  Integrated Bladed Rotors (IBR) made from
NRT—PTYRV(BRDIITICERBEL  aluminium, titanium and Inconel
SINTEKE
BUFE - Order code 3552L.Z
d4 I Iy lo l4 g do z PY4X
h6 E:) BE
8 1 40 12 80 8 4 .08040A [ ]
10 1,5 45 12 95 10 4 .10045A ()
12 2 50 14 100 12 4 .12050A [ ]
16 2 60 18 128 16 4 .16060A [J
V=T —=IR—ATE
Dimensions for tool database
7
Ir
—
‘ dy r Iy lo Iy 0ds 0 dg g d;
S 1‘;?‘ %’T e ¥ 8 1 40 12 10 3,895 5,841 5895
sh=i= 10 1,5 45 12 10 5,323 8,265 8,323
12 2 50 14 12 5,894 9,806 9,894
16 2 60 18 16 8,670 12,452 12,570

lp =rp &dyDEFF L DERFTTOTE
ro is tangential to dy

de =n & rﬂ)?%ﬁ@i%
Tangent point of ry and ro

d7 =ds+2xrq

—RIEIFERT,

AV ZARNY— 4.0. IHIE
HYATEFHERBOTITIVYA VT —IDEER—LR—I &5 o0

tooldata.ef-apps.de
EMUGE-FRANKEN tools are ready for Industry 4.0. PP

From now on the digital twin created for a wide variety of our catalogue tools
can be downloaded directly from our homepage.

o

@ [EXETEREE T, - Stock tool Z3ESA - Ordering example: 3552LZ.08040A



HELZYHIZ44 - Cutting Conditions FRANKEN

AT Expert
BEYUYR =L EIAVRIVRIIL A—=NIV7A—L -ER
Circle segment end mills with oval form — ER A RELT - Valid for
355217
NR I
o
>
o
o
Il
&
@ dy
WAk
3]
g
A =04 2, =05-1mm
YIHRE v, HHI=DkD 1, YIHIRE v, HHT=DxED 1, % \{A* MMS %
[m/min] [mm] [m/min] [mm] %) | MOL
100 0,004 x dq 140 0,005 x dq ] o ]
20 0,004 x dq 130 0,004 x dq L] o L]
90 0,003 x dq 120 0,004 x dq n o .
80 0,002 x dq 110 0,003 x dq L] ] L]
70 0,002 x dq 100 0,003 x dq ] o ]
. 80 0,004 x dy 100 0,005 x dy [
M[ 2 70 0,003 x dy 80 0,004 x dy u
[ 60 0,002 x d4 70 0,003 x dy [
4 60 0,002 xd 70 0,003 xd O]
280 0,006 x dy 400 0,006 x dy [
200 0,005 x dy 280 0,005 x dy [
140 0,004 x dy 200 0,004 x dy [
90 0,002 x dy 120 0,004 x dy ]
75 0,002 x dy 100 0,003 x dy [
45 0,002 x dy 60 0,002 x dq O]
25 0,002 x dy 30 0,002 x dy [
25 0,002 x dy 30 0,002 x dy [
25 0,002 x dy 30 0,002 x dy [
15 0,002 x dy 20 0,002 x dy O]
25 0,002 x dy 30 0,002 x dq [
Hi—
4
5
v = PRI - Cutting speed W = 55 - very suitable 21
f, = I &= D3ED - Feed per tooth [ = &P AJHE - suitable [FRANKEN|



FRANKEN #@yuyk 4—2)Ltes Xk T R3)L - Solid Carbide Circle Segment End Mills

£Expert
- INAIRT A=AV =)L - High performance tool A=INIWTA—L-ER
-4 A - With 4 flutes N Oval Form — ER
- RENEIEYF - Variable spacing
-EEYDRWIIT - Low-vibration machining —_—
- BBEEMA EFINTIC - Highly efficient finishing
- FUR A Z +0,01 mm - Form tolerance +0.01 mm HBIE ICR
DIN6535| Form
CaHA| —=
HB| 20,01
300 U
% - Vcéfz
N
23

A=IZIVEK

d—5 >4 - Coating ALCR |
EFREHE - HEIM (R—Y 6 BR) Applications — material (see page 6) P
- BREMOMTICRICRE - Especially suitable for high-strength materials 11-41 |
- Iy EEDINTICHERA R EE - Also suitable in nickel-base alloys N
-FHIVEEDITIIC - For the machining of titanium alloys
-I—EVTL—RICEDNZETOHE - Suitable in all turbine materials S 1113

Hl#ic - Optimised for finishing Impellers and S

SFIVEFIVEEEAVARILDAY  Integrated Bladed Rotors (IBR) made from
RZT—PTYRZ(BRDINTICHE{L aluminium, titanium and Inconel

SINTEKE
BUZE - Order code 355412
dy I Iy lo l4 I3 g 0d3 g do Z PY4X
e (9% | BUE
8 1 40 12 80 42 44 7 8 4 .08040A [}
10 1,5 45 12 95 52 55 8,5 10 4 .10045A ()
12 2 50 14 100 61 65 10 12 4 .12050A [ ]
16 2 60 18 128 76 80 14 16 4 .16060A [
V=T —=IR—ATE
Dimensions for tool database
l2
Ir
d—
dy r Iy lo Iy 0ds 0 dg g d;
S g‘ %’T = ¥ 8 1 40 12 10 3,895 5841 5,895
sl=l= 10 1,5 45 12 10 5,323 8,265 8,323
12 2 50 14 12 5,894 9,806 9,894
I =1 EdDER LEDESETOTE 16 2 60 18 16 8570 12452 12,570

ro is tangential to dy
de =n & rﬂ)?%ﬁ@i%
Tangent point of ry and ro
d7 =ds+2xrq

AT AN)— 4.0. [T

WOV BEHERDOTITIVYA VT —IhEEEIR—LR—I &5 >0
—RIEIFET,

EMUGE-FRANKEN tools are ready for Industry 4.0.

From now on the digital twin created for a wide variety of our catalogue tools

can be downloaded directly from our homepage.

tooldata.ef-apps.de

29 @ [EXETEREE T, - Stock tool Z3ESA - Ordering example: 3554LZ.08040A



HELZYHIZ44 - Cutting Conditions FRANKEN

AT Expert
BEYUYR =L EIAVRIVRIIL A—=NIV7A—L -ER
Circle segment end mills with oval form — ER A RELT - Valid for
355417
Ll
IS
£
o
0
o
I
&
de
&
23, =0,1-03mm
PIEIEREL v, HHI=DED 1, X I Mms
[m/min] [mm] I \{Al maL i I
200 0,005 x d4 u O [ ]
180 0,004 x d4 u [m] ]
160 0,004 x d4 u O [ ]
140 0,003 x dy ] m] |
120 0,003 x d4 [ ] O [ ]
. 120 0,005 x d4 u
M[ 2 100 0,004 x dy n
b 80 0,003 x d4 ]
4. 80 0,003 x d []
400 0,006 x d4 L]
280 0,005 x d4 ]
200 0,004 x d4 []
120 0,005 x d4 []
100 0,004 x d4 L]
60 0,003 x d4 ]
30 0,003 x d4 ]
30 0,002 x d4 []
30 0,003 x d4 []
20 0,002 x d4 []
30 0,002 x d ]
v = YIHIEEEE - Cutting speed W = 558 - very suitable 23
f, = I &= D3ED - Feed per tooth [ = &P AJHE - suitable [FRANKEN|



FHANKEN =)L eI X~ 4> —h - Circle Segment Inserts

£xpert

- BREERA EFINT
- FRIRANZ +0,01 mm

9 dq

- High efficient finishing
- Form tolerance +0.01 mm

S { Vcé f;
b | FY? 2 A=IZIVk
T ER#F - Cutting material KP1 )
d—7 %" - Coating TIALN |
TEFEE - HEIM (R—Y 6 &) Applications — material (see page 6) P
- EEREM O T ICHE - Especially suitable for high-strength materials 11-21 | 31-41

- FEAERTOWEIF ICERATES

- For almost all materials

K
K
N
N (21-32)4.1-4.2,52
s 1122 ] 23
s 24 | 2528
H | ) 11-1.2 |
BUZ - Order code 9563A
(1/2 0 d I I'o I3 lo z 14X
(Flutes) ﬁﬁ
16 2 40 8 17,8 2 .16040A °
20° 16 2 100 8 17,1 2 .16100A [ ]
20 3 40 8 21,7 2 .20040A °
20 3 100 8 20,8 2 .20100A [ ]
16 2 40 8 13,4 2 .16040B ®
250 16 2 100 8 13 2 .16100B [ ]
20 3 40 8 16,6 2 .20040B ()
20 3 100 8 16 2 .20100B [ ]
16 2 40 B 8,8 2 .16040C ®
35° 16 2 100 5 8,7 2 .16100C °
20 3 40 5 11 2 .20040C ®
20 3 100 5 10,8 2 .20100C [

"

Z3ESH - Ordering example: 9563A.16040A



=0T X~ 1> —KBEI>RI)L - Indexable End Mills for Circle Segment Inserts

FRANKEN

£Expert
-H—U)LET AN 4> — - Indexable end mill e
NFRBRERT with carbide shank —m| ICR
- HSCEnE NN TIC &R E - For HSC machining HB
- ALY AEMSETE2 - Internal coolant supply, NI
AIERHEH 7T = (ICR) radial exit (ICR) r‘
V-UZVTARICEDEME - High exchange precision i M
IR UBUHF RS (0,01) due to V-clamping (+0.01) +0,01
®)
/| ¥-
5] N g S .
-g } 7\ s S
I3
1
BYZF - Order code 9003
0 dy I3 4 0ds g dop Nmax. B4 X
h6 min-" BE
16 55 110 155 16 32000 .160552 ®
16 85 150 15,5 16 32000 160852 [}
16 120 200 155 16 32000 161202 [}
20 65 110 19,5 20 28000 .200652 ()
20 85 150 19,5 20 28000 .200852 ®
20 120 200 19,5 20 28000 .201202 [J
AP —=KNIRNTOD AV — RV 2—ERHBLET
Delivery: without inserts, with Torx screws
7YY - Accessories
A9') 2—RZ4/\— . Screwdriver A > —KZX9") 2— - Clamping Screw
= BRI
BUF - Order code 9855 BUZ - Order code 9817
9 d P14 X H4 X 0 dq RPN Mg max. 14X
Size BE Size BE
16-20 Torx T20 .20 [ 16 M5 x125xTorxT20 1 Nm .1620 ®
20 M5 x15 xTorxT20 2,25Nm .2020 [
BE(HERSLEA - High-Temperature Screw Paste
BUZ - Order code 9000
ABE 14X
Quantity BE
100 g .000 [

AVF—KRAVU1—DREFE%ZRS  Applying a light coating of grease on

STehBEEDHERFERGIEFIZ RS thread and countersunk head ensures
Ja—DRhUEBEANY RERICEAL  that the Torx screws for the inserts can
TLEEE W, be loosened again.

@ 1ZHEFEEE & - Stock tool

B ©



ERANKEIN #E245781%4 - Cutting Conditions

AT Expert
=IO EIAVN 12—k
Circle segment inserts SFRELT - Valid for
9563A
EEHDEEICE d TiEES
fEREE W,
In order to calculate the rotational
speed n, the diameter d4 has to
YIAHE - Allowance YIAHE - Allowance b‘; used. !
0,05-0,1 mm 0,1-0,2mm
PIEIEREL v, HAHI=DED 1, PIEIREL v, HHIZD#ED 1, % RA" MMS %
[m/min] [mm] [m/min] [mm] W) Mo
340 0,004 x d4 340 0,003 x d4 O n [m] u
300 0,004 x d4 300 0,003 x d4 O L] o u
250 0,003 x dy 250 0,003 x d4 O L] [m] u
240 0,003 x dy 240 0,002 x d4 O L]
215 0,003 x dy 215 0,002 x d4 O n
. 120 0,004 x ds 120 0,003 x ds 5] ]
M[ 2 95 0,004 x dy 9 0,003 x dy 0 [
b 70 0,003 x d4 70 0,002 x d4 =] L]
4. 50 0,003 x d 50 0,002 x d =] L
225 0,007 x d4 225 0,004 x d4 u] L]
225 0,007 x d4 225 0,004 x d4 m] L]
200 0,006 x ds 200 0,003 x ds 0 [l
200 0,006 x d4 200 0,003 x d4 u] L]
170 0,006 x d4 170 0,003 x d4 O L]
170 0,006 x d4 170 0,003 x d4 o L]
145 0,004 x d4 145 0,002 x d4 O L]
110 0,003 x d 110 0,002 x d [u] ]
480 0,004 x ds 480 0,003 x ds E n
480 0,004 x d4 480 0,003 x d4 [u] L]
480 0,003 x d4 480 0,002 x d4 =] L]
330 0,004 x d4 330 0,003 x d4 =] L]
215 0,005 x d4 215 0,004 x d4 =] L]
215 0,005 x d4 215 0,004 x d4 [u] L]
215 0,005 x d4 215 0,004 x d4 o =] L]
200 0,004 x d4 200 0,003 x d4 =] L]
200 0,004 x d4 200 0,003 x d4 o L]
200 0,004 x d4 200 0,003 x d4 [m] =] L]
120 0,003 x d 120 0,002 x d O u
120 0,003 x d4 120 0,002 x d4 [m] L
330 0,005 x d4 330 0,004 x d4 =] L]
330 0,005 x d4 330 0,004 x d4 =] L]
330 0,005 x ds 330 0,004 x ds 5] 5] ]
480 0,005 x d4 480 0,004 x d4 =] L]
120 0,004 x d4 120 0,003 x d4 L]
80 0,005 x d4 80 0,004 x d4 []
65 0,004 x d4 65 0,003 x d4 []
50 0,004 x d4 50 0,003 x d4 ]
65 0,003 x ds 65 0,002 x ds
25 0,003 x d4 25 0,002 x d4 L]
25 0,003 x d4 25 0,002 x d4 L]
25 0,003 x d4 25 0,002 x d4 L]
25 0,003 x d4 25 0,002 x d4 L]
25 0,003 x d4 25 0,002 x d4 L]
. 100 0,005 x ds 100 0,003 x ds 0 ]
H d 80 0,005 x d4 80 0,003 x d4 u] L]
g
5




£4HBE - The Company FRANKEN

100FE L EIC R SIESTBEEEHEDIEK

More than 100 years of precision and innovation.

T FDRIZEREIDI Y T E#EP|CHFR - 8

EUIL=Y 75200y TIVROD—B%B>TEVNWDEL

foo #BRE, /\-T A, PCD/CBN. AQ—F I A hHyy—&Ath—
MTE->THERESNZBOBRBTAI VTV IE. SEEEER
HEEWSF—T—RZF>TAHSNTWET,

R1YERO TG TCEEIN SRR IEENLREEI VR
I ERDICERESKR IO 7YY —FTEIKICEST
WEY,
COBEWTIEETEMBEDS v+ v/ aWRilThe RE.
HDBREEHFIBVERBEEXD > T 7oV T VDR RIEHS
WEEMERSERICT T ZERRERDZTLLD,

S5 ZU Y —IVCINZA I SV EV T VAT LER—ILT <
Y=V EHE N =LY ) 2=y a3 E RV UET,

Ever since its foundation FRANKEN as part of the EMUGE-FRANKEN company
association has been developing and manufacturing milling tools. The wide
range of end mills of solid carbide and HSS as well as PCD and CBN inserts
or milling cutters with indexable inserts is characterised by precision and
innovation.

The production in our German manufacturing plant in Riickersdorf includes
standard end mills and bore cutters as well as highly precise special form
and profile milling tools. With its large variety of tool types and cutting
materials, the consistently high standards and uncompromising precision,
our product range of milling cutters meets even the highest

quality requirements.

In addition to our selection of milling tools, we also offer a comprehensive
range of clamping systems, tool holders and accessories.

EMUGE-FRANKEN ist nach
IS0 9001:2015 zertifiziert

EMUGE-FRANKEN is certified
according IS0 9001:2015

SGS

1
u 1SO 9001

SAAR

Www.Sgs-tuev-saar.com

Certification ID
DE/819944190

B v



EMUGE-FRANKEN Vertriebspartner finden Sie auf www.emuge-franken.com/vertrieb
EMUGE-FRANKEN sales partners, please see www.emuge-franken.com/sales
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