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Alu-Cut a new dimension in

high-volume machining in aluminium materials

FRANKEN introduces the new Alu-Cut, a tool line of radically new solid carbide and
HSSE-PM milling cutters for the high-volume machining of aluminium materials.
Due to the combination of an optimum cutting material with a newly developed
cutting geometry and optimized grinding processes, machining volumes which

would have been considered impossible until now can be achieved with the Alu-Cut.

One of the target markets for this new tool type is the aircraft and space
industry. Some of the components which are produced in this industry lose
up to 95% of their original weight, all through machining processes. Time is
one of the most important factors under such circumstances, and it is defined
by the machining volume produced, and measured in litres per minute.

In the course of extensive tests, machining volumes were achieved which will
set new standards. Especially important is chip evacuation which until now
decided the limits of the possible machining volume. Now, the limits are defined
only by the performance of the machine spindle, provided that work conditions
are otherwise as good as they can be. The available torque in the higher speed
ranges is the relevant factor here.

The Alu-Cut line is supplemented both with rhombic inserts with a cutting
geometry fitted to the machining of aluminium and suitable indexable screw-in
end mills and shell type milling cutters.

Alu-Cut “Aerospace”
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For volume machining

¢ |CRA (internal coolant supply, axial exit)
e Polished chip gash

The Alu-Cut series includes tools made from solid carbide and HSS
particularly developed for the process-reliable volume machining of
wrought aluminum alloys with up to 5% silicon content.

Materials with higher silicon content should preferably be machined
with coated tools.

Characteristics:

e Variable spacing

e Available with WR prafile for roughing

e Special geometry for machining aluminium

e Optionally available with internal coolant supply,
radial and axial exit (ICRA)

Main feature:
Highest metal removal rate.

Alu-Cut
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The versatile solution for machining aluminium

These new tools have been developed for machining aluminium and
non-ferrous metals. The new, very smooth coating protects the tool against
built-up edge and wear.

Characteristics:

e Variable spacing

e Available with WR profile for roughing

e Special geometry for machining aluminum
* Tools with and without corner radii

Main feature:
Suitable for milling of Aluminium-alloys with up to 7% Silicon.
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Applications — material

Tensilel Strength

Material examples

Material examples

FEK Non-ferrous materials
ZILZEE Aluminium alloys
N Al S A1085,A1050,A1200
, | ENAW-AI995 +A1050,
1.1 <200 N/mm N ANCANG: A3003, A3
. EN AW-AIMgSi0,5
EN AW-AIMgSi
12| 7IL26E B Wrought aluminium alloys <350 N/mm2 & /ECIVA/\;\IIM/?;IQAI\%OB A502§bé?‘2£gbé2033
L EN AW-AIMgSi
EN AW-AIZN5Mg3Cu
EN AW-AIMg4,5Mn
13 < 550 N/mm? gy AW-AIanI,SMg1 Rzt
En AW-AIZnMgCu1,5
EN AC-AIMg5
. EN AC-AISi5Cu3Mg
14 Si< 7% EN AC-AIMg3 AC2B, ADC7,ADC8
. EN AC-AISi7Mg0,3
EERN L EN AC-AISi9Cu3
ie TILZEE Y Aluminium cast alloys e < 120g |1 AC-AISTTOM(CU) ACAA ACBC
. = EN AC-AISi12(Fe) ADC3,ADC10, ADC12
EN AC-AISi7Cu2
N ) EN AC-AISi17Cu4M
16 12% < Si < 17% [—esira 4FeM§ byt
S Copper alloys
2.1 i8R, (K& &R Pure copper, low-alloyed copper < 400 N/mm2 E-Cu 57 1020, C1100, C1220
22| =i (B, RVWIKY) Copper-zinc alloys (brass, long-chipping) <550 N/mm2 CuZn37 (Ms63) 2600, C2720
2.3 | REIZEIR (EiR, EL\WI<Y) Copper-zinc alloys (brass, short-chipping) <550 N/mm2| CuZn36Pb3 (Ms58) 3560, C3710
24| 7)L2FER (FIL7OVX, RWIKT) Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm2 CUAI1ONi5Fe4 6140, C6161
25|58 (fag, RWIKY) Copper-tin alloys (tin bronze, long-chipping) < 700 N/mm2 CuSn8P LBC3
2.6 | RHEIFIR fad, 2LWI<T) Copper-tin alloys (tin bronze, short-chipping) <400 N/mm2 | CuSn7ZnPb (Rg7) BC3
2 ®
% LSS = Special copper alloys :1 igg wmmz (rl\'l\lﬂPPCC(?® 485))
S EIPIN-F Magnesium alloys
31 |NRVIVLE®E Magnesium wrought alloys < 500 N/mm2 MgAI6Zn MB2
32|RU/RVIVLER BY Magnesium cast alloys <500 N/mm2|  EN MCMgAI9Zn1 MC2A, MD1A
[ Synthetics
41 | BEL IR (BW\WI<T) Duroplastics (short-chipping) Bakelit, Pertinax
42 | ZH o BEMERIRE RWVWILKT) Thermoplastics (long-chipping) PMMA, POM, PVC
4.3 | b ifs (ST E < 30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK FRP, CFRP
4.4 | HER(CBiE (MESHEE > 30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK FRP, CFRP
SR Special materials
51|727714k Graphite C 8000
52|59V AT V-EE Tungsten-copper alloys W-Cu 80/20
53 | EEME Composite materials Hylite, Alucobond
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- High performance tool

- Special geometry for
high-volume machining
of aluminium

- Low-vibration machining

- Very smooth CRN coating

- Internal coolant supply,
radial and axial exit (ICRA)

- Short flute length
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Applications — material (see page 5)

- For wrought aluminium alloys

- For aluminium alloys with

a silicon content of up to 7%

- With CRN coating also for copper alloys

[>% - Long design

B FAAUE - Order code 2888_Z | 2881_Z | 2888 T | 2888RZ | 2881RZ | 2888RT
0 d lo I3 l4 0d3 0do I Nmax. 2 z P14 X
1 e el mnt (A% | BRI
61 8 20 57 5,6 6 21 30000 3 .006 [} [} (@) [} [} o
8 10 25 63 7,6 8 27 25000 3 .008 (] [} @) [} () o
10 13 30 72 gis 10 32 20000 3 .010 [} [} o [} [} o
12 15 35 83 1,4 12 38 15000 3 .012 L J [J (@) [} [} [0)
16 20 46 96 15,2 16 48 12500 3 .016 (] (] o [} [} (o)
20 25 58 110 19 20 60 10000 3 .020 L J [J @) [} [} [0)
25 30 73 125 24 253 75 8000 3 .025 [J [J o [ ) [J o

1) O S DERHEH T E (ICA)

Internal coolant supply, axial exit (ICA)

) I TI)LRY v R DERREFFAEIEREIZ DIN 6535 HB IC &2
Maximum permissible revolution of solid carbide end mills with clamping flat according to DIN 6535 HB

3)

227K 50 mm
Shank length 50 mm
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- Stock tool

- Available at short notice

Z3ESCH - Ordering example: 2888_2.006



YIHIZ& 4 - Cutting Conditions FRANKEN
AN A l-Cus
ZILAYE "TPOAR-R"-OVT
Solid carbide end mills “Aerospace” — long design SR B - Valid for
2881 7
EJ 2881RZ
2888_T
2888_7

2888RT
2888RZ

ap:d1

ap:d1

0 dq TER:
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Y

ap

ap

de g Please note:
For uncoated design, please reduce
3= 0,4 %0 cutting speed v¢ by 30%!

g = d4
PIEIRE v HHI=DED f, YIEIERE v, HHTDED f I *I MMSI I
[m/min] ¢ [mm] ‘ [m/min] ¢ [mm] ! % \k maL %

ZIL=E% - Aluminium alloys

420 0,009 x dy 630 0,011 xdy O "
620 0,008 x d 930 0,010 xdy o =
550 0,007 x d 830 0,008 x d o .
380 0,008 x dy 570 0,010 xdy o "
$AEE - Cupper alloys

120 0,005 x dy 180 0,006 x ds o o =
120 0,005 x dy 180 0,006 x d o O .
120 0,005 x dy 180 0,006 x dy o o =
110 0,004 x dy 170 0,005 x d o o "
110 0,004 x dy 170 0,005 x dy o O "
110 0,004 x dy 170 0,005 x d o o =

70 0,003 x dy 110 0,004 x dy "

YJ 20L& - Magnesium alloys

15385 - Synthetics

45544 - Special materials

W = 538 - very suitable
[ = #FAPI&E - suitable

=



FRANKEN 7iLAyk "T7O2~<—2" - Solid Carbide End Mills “Aerospace”

Aler-Cut
S INAINT A= VRV =)L - High performance tool ]
-FILZEEDFRERMIIC - Special geometry for WR | coarse
BEtsnictINRE high-volume machining
-EEVYDRWINT of aluminium et
-BRAL—Z CRNO—T Y~ - Low-vibration machining
JHH - Vlery smooth CRN coating ICRA
-TERSEIEHDI—7F - Several corner radii
—REZSAVFvT per cutting diameter J
- BAAEEEHMODEAISD - Internal coolant supply,
PUSRH ML = (CRA) radial and axial exit (CRA) B
- ARMIELAMEDSVEEET - Short flute length
DIN 6535
C_JHA
Lo ]HB
—t
i | &
40° ER
ﬁ 350 || =
S { \ S
i T - Vv | velte
lo : N %
I3 - -
I ZIL= ZILE | SHEE
d—7« > - Coating CRN
77V —2ay - #HIH P5ER) Applications — material (see page 5) N(13-13) 14 N
-FILEEERBHEMOMIIC - For wrought aluminium alloys
-VUDAVEBE 1%ETOFILEAE - For aluminium alloys with
=3 a silicon content of up to 7%
-CRN O—T V7 RitiEEIchE - With CRN coating also for copper alloys
FATTRE
[>% - Long design J—7—Rf+Z - Corner radius
2B - Order code 2890_7Z | 2883_Z 2890RZ | 2883RZ
0 dy r > I3 b edg edy I o d 2 HA X
hi1 s el omnt (%) | BIE
12 2 15 88 83 14 12 38 15000 3 .012020 [} (] ° [}
12 2,5 15 35 83 11,4 12 38 15000 3 .012025 (] ) [ ) ®
12 3 15 35 83 114 12 38 15000 3 .012030 o [} ) ®
12 4 15 35 83 11,4 12 38 15000 3 .012040 ® [} ° ®
16 2 20 46 9% 152 16 48 12500 3 .016020 o () ) ®
16 2,5 20 46 96 152 16 48 12500 3 016025 ® [} [ ) [}
16 8 20 46 96 152 16 48 12500 3 .016030 ([ ] () [ ) [}
16 4 20 46 96 152 16 48 12500 3 .016040 ° [ ] [ ) ®
20 2 25 58 110 19 20 60 10000 3 .020020 [ ] ° [ ) [}
20 2,5 25 58 110 19 20 60 10000 3 .020025 ° [ ] ) ®
20 3 25 58 110 19 20 60 10000 3 .020030 ([ ] ° [ ) [}
20 4 25 58 110 19 20 60 10000 3 .020040 [ ] [ ) ° ®
25 2 30 73 125 24 253 75 8000 3 .025020 [} [ ) ° [}
25 2,5 30 73 125 24 253 75 8000 3 .025025 (] [ [ ) ®
25 3 30 73 125 24 253 75 8000 3 .025030 o ) ) )
25 4 30 73 125 24 253 75 8000 3 .025040 (] [J ) )
REUADI—F—RICOWTHIFHREERUET,
Other corner radii available on request
TRV Vv I RMODR AT RO EREUS DIN 6535 HB [C &5
Maximum permissible revolution of solid carbide end mills with clamping flat according to DIN 6535 HB
3) 2>V 50 mm
Shank length 50 mm
6 o = 1EXETEEE R - Stock tool Z3ESH - Ordering example: 2890_Z.012020
[FRANKEN| 0= HBMEEFH - Available at short notice



YJHI|Z44 - Cutting Conditions FRANKEN
AN A l-Cus

ZILAYE "TPOAR-R"-OVT
Solid carbide end mills “Aerospace” — long design SR B - Valid for

2883 7
WR | 2883RZ

2890_7
2890RZ

ap:d1
ap:d1

0 dq TER:

‘ ad /20— NRDBE S TIEIRE

—J‘ ;if&i&{@b% 30% FiF TR
Y

ap

ap

de g Please note:
For uncoated design, please reduce
3= 0,4 %0 cutting speed v¢ by 30%!

g = d4
PIEIRE v HHI=DED f, YIEIERE v, HHTDED f I *I MMSI I
[m/min] ¢ [mm] ‘ [m/min] ¢ [mm] ! % \k maL %

ZIL=E% - Aluminium alloys

420 0,009 x dy 630 0,011 xdy O "
620 0,008 x d 930 0,010 xdy o =
550 0,007 x d 830 0,008 x d o .
380 0,008 x dy 570 0,010 xdy o "
$AEE - Cupper alloys

120 0,005 x dy 180 0,006 x ds o o =
120 0,005 x dy 180 0,006 x d o O .
120 0,005 x dy 180 0,006 x dy o o =
110 0,004 x dy 170 0,005 x d o o "
110 0,004 x dy 170 0,005 x dy o O "
110 0,004 x dy 170 0,005 x d o o =

70 0,003 x dy 110 0,004 x dy "

YJ 20L& - Magnesium alloys

15385 - Synthetics

45544 - Special materials

W = 538 - very suitable
[ = #FAPI&E - suitable

=



FRANKEN 7iLAyk "T7O2~<—2" - Solid Carbide End Mills “Aerospace”
Aler-Cut
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- High performance tool

- Special geometry for
high-volume machining
of aluminium

- Low-vibration machining

- Very smooth CRN coating

- Internal coolant supply,
radial and axial exit (ICRA)

- Short flute length
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C_JHA
(o ]HB
—_—
40° KB x 45°
=Ia F E Ej-;
max.
35 | | -
& N\ o TN s i i
: — V| velfs
Io N %
I3 -— - =)
I ZIL=E ZILI /AEE
d—7« > - Coating CRN
T2 — 3y - HHIH (P5SIR) Applications — material (see page 5) N(13-13 ) 14 N
-FILEEERBHEMOMIIC - For wrought aluminium alloys
-VUDAVEBE 1%ETOFILEAE - For aluminium alloys with
=3 a silicon content of up to 7%
-CRN O—T V7 RitiEEIchE - With CRN coating also for copper alloys
FATTRE
[>% - Long design
BRI - Order code 2889 7 | 2882 Z | 2889_T | 2889RZ | 2882RZ | 2889RT
0 dy lo I3 4 g ds 0 dy A Nmax 2 KB Z U
hs @l mint g | BUE
61 -002 8 20 57 5,6 6 21 30000 0,12 3 .006 [ [ o) [ ) [} o
8 004 10 25 63 7,6 8 27 25000 0,12 3 .008 [ ] ) o [ ) [ ] [¢)
10 004 13 30 72 95 10 32 20000 0,2 3 .010 [} ° o ) ® o)
12 004 15 35 83 114 12 38 15000 0,2 4 012 [ ] [} o ° [ ] [¢)
16 004 20 46 9% 152 16 48 12500 0,2 4 .016 [ ] [ o) ) ) o
20 004 25 58 110 19 20 60 10000 0,3 4 .020 [ ] [} o [ ) [ ] [¢)
25 004 30 73 125 24 253 75 8000 0,3 4 .025 [ () (¢} () [ ] )

1) B/ODS DINEBHETHTS E (ICA)
Internal coolant supply, axial exit (ICA)

) I TI)LRY v R DERREFFAEIEREIZ DIN 6535 HB IC &2
Maximum permissible revolution of solid carbide end mills with clamping flat according to DIN 6535 HB

3) >R 50 mm
Shank length 50 mm
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- Stock tool

- Available at short notice

Z3ESLAI - Ordering example: 2889_2.006



HIBIZ4E - Cutting Conditions

FRANKEN

AN A /- Cuve
ZILAYE "TPOAR-R"-OVT
Solid carbide end mills “Aerospace” — long design SR B - Valid for
2882_7
iJ 2882RZ
2889_T
2889 7
2889RT
2889RZ
S
= I
n &
(3]
o TEE:
_ = ‘ 04 s /> ]—h@OBEBYIEEE
S 1, :&\f&ﬁﬂ'ﬁb‘b 30% TIFTEE
de g Please note:
For uncoated design, please reduce
2 = 01 2= 0,4 X 01 cutting speed v¢ by 30%!
PIEIRE v H&HIDED f. YIHRE v HEHDED f 11 mms
[m/min] ¢ [mm] ! [m/min] ‘ [mm] ! %J \SJ EJ %J
ZIL=E% - Aluminium alloys
420 0,008 x d4 760 0,011 x dy [m] [ ]
620 0,007 x d4 1120 0,010 x d4 o u
550 0,006 x d4 990 0,008 x d4 m] ]
380 0,007 x dy 680 0,010 x d4 u] [ ]
$AEE - Cupper alloys
120 0,005 x d4 220 0,006 x d4 O O |
120 0,005 x d4 220 0,006 x d4 O [m] [ ]
120 0,005 x d4 220 0,006 x d4 O u] ]
110 0,004 x d4 200 0,005 x d4 O m] |
110 0,004 x d4 200 0,005 x d4 O u] [ ]
110 0,004 x d4 200 0,005 x d4 O u] ]
70 0,003 x d4 130 0,004 x d4 |

YJ 20L& - Magnesium alloys

15385 - Synthetics

45544 - Special materials

W = 538 - very suitable
[ = #FAPI&E - suitable

=



FRANKEN 7iLAyk "T7O2~<—2" - Solid Carbide End Mills “Aerospace”

Aler-Cut
S INAINT A=Y =)L - High performance tool
-FILZABEDFRERMIIC - Special geometry for W
BEtsnictINxR: high-volume machining
-EEYDRWINT of aluminium et
-BRAL—A CRNO—T Y~ - Low-vibration machining
2R - Very smooth CRN coating ICRA f I
-TERCECEHDI—F - Several corner radii ,
—REZSAVFvT per cutting diameter
- BAAEEEMODEADSD - Internal coolant supply,
PIER4SHTRATE (CRA) radial and axal exit (CRA) L
- AEIEAIEDSVEEET - Short flute length
DIN 6535
C_JHA
(o ]HB
—t
| @
40° ER
=Ia { 6 Ej-;
< max.
35° || -
& N\ s N S
: | LV V]| velt:
lo N %
I3 -— - =)
I ZIL= ZILE | SHEE
d—7« > - Coating CRN
T2 — 3y - HHIH (P5SIR) Applications — material (see page 5) N(1413 ] 14 N
-FILEEERBHEMOMIIC - For wrought aluminium alloys
-VUDAVEBE 1%ETOFILEAE - For aluminium alloys with
=3 a silicon content of up to 7%
-CRN O—T V7 RitiEEIchE - With CRN coating also for copper alloys
FATTRE
[>% - Long design J—7—Rf+Z - Corner radius
2B - Order code 2891 7 | 2884 7 2891RZ | 2884RZ
0 dy r I> I3 ko ed3 ed A nmx? Z HAX
~0,04 s el omnt (%) | BIE
12 2 15 85 83 11,4 12 38 15000 4 .012020 [ ] (] ° [}
12 2,5 15 35 83 11,4 12 38 15000 4 .012025 [ ] ) [ ) ®
12 3 15 35 83 114 12 38 15000 4 .012030 o ° ) ®
12 4 15 35 83 11,4 12 38 15000 4 .012040 [ ] [} ° ®
16 2 20 46 9% 1572 16 48 12500 4 .016020 o () ) ®
16 2,5 20 46 96 15,2 16 48 12500 4 016025 [ ] [} ° [}
16 & 20 46 96 15,2 16 48 12500 4 .016030 ([ ] () [ ) [}
16 4 20 46 96 15,2 16 48 12500 4 .016040 ° [ ] [ ) ®
20 2 25 58 110 19 20 60 10000 4 .020020 [ ] ° [ ) [}
20 2,5 25 58 110 19 20 60 10000 4 .020025 ° [ ] ) ®
20 3 25 58 110 19 20 60 10000 4 .020030 ([ ] ° [ ) [}
20 4 25 58 110 19 20 60 10000 4 .020040 [ ] [ ) ° ®
25 2 30 73 125 24 253 75 8000 4 .025020 ° [ ) ° [}
25 2,5 30 73 125 24 253 75 8000 4 .025025 (] [ [ ) ®
25 3 30 73 125 24 253 75 8000 4 .025030 o ) ) )
25 4 30 73 125 24 253 75 8000 4 .025040 [ ] [J ) )
REUADI—F—RICOWTHIFHREERUET,
Other corner radii available on request
TRV Vv I RMODR AT RO EREUS DIN 6535 HB [C &5
Maximum permissible revolution of solid carbide end mills with clamping flat according to DIN 6535 HB
3) 2>V 50 mm
Shank length 50 mm
10 o = 1EXETEEE R - Stock tool Z3ESH - Ordering example: 2891_2.012020
[FRANKEN] 0= HBMEEFH - Available at short notice



HIBIZ4E - Cutting Conditions

FRANKEN

AN A /- Cuve
ZILAYE "TPOAR-R"-OVT
Solid carbide end mills “Aerospace” — long design SR B - Valid for
2884_7
iJ 2884RZ
2891 _7
2891RZ
S
= I
n &
(3]
o TEE:
_ = ‘ 04 s /y;—h.ﬁ@i%ﬁti@ﬁﬂi%fg
S 1, :&\f&ﬁﬂ'ﬁb‘b 30% TIFTEE
de g Please note:
For uncoated design, please reduce
2 = 01 2= 0,4 X 01 cutting speed v¢ by 30%!
YIBIERE v, HBeD*D 1, FIBIEEE v, HBehD 1, % ‘Q* MMS %
[m/min] [mm] [m/min] [mm] _J _J EJ _J
ZIL=E% - Aluminium alloys
420 0,008 x d4 760 0,011 x dy [m] [ ]
620 0,007 x d4 1120 0,010 x d4 o u
550 0,006 x d4 990 0,008 x d4 m] ]
380 0,007 x dy 680 0,010 x d4 u] [ ]
$AEE - Cupper alloys
120 0,005 x d4 220 0,006 x d4 O O |
120 0,005 x d4 220 0,006 x d4 O [m] [ ]
120 0,005 x d4 220 0,006 x d4 O u] ]
110 0,004 x d4 200 0,005 x d4 O m] |
110 0,004 x d4 200 0,005 x d4 O u] [ ]
110 0,004 x d4 200 0,005 x d4 O u] ]
70 0,003 x d4 130 0,004 x d4 |

YJ 20L& - Magnesium alloys

15385 - Synthetics

45544 - Special materials

W = 538 - very suitable
[ = #FAPI&E - suitable

B



FRANKIEN 7Ly k - solid Carbide End Mills

Aler-Cut
S INAINT A=Y =)L - High performance tool ]
-ZILEEEOMIICEHEE{L - Special geometry for the WR | coarse
NI HERET machining of aluminium AN\
-teyy—hvh - Centre cutting
E=)
et
=l DIN 6535
CJHA
{oHB
-5[ N N s —
] = | &
I § I
B 40° 45°
h
/N
Design I,: 3-5°
—_—
~|p
U - Vc/fz
TN & N %
[V = e

HEE NS
g
=

I 7IL= ZILE | SHEE
d—7« > - Coating GLT
T7Vr—3Y - HHIM (PSER) Applications — material (see page 5) N(1413 ) 14 N
-FILEEERHEMOMIIC - For wrought aluminium alloys
-VUAVEBEI%ETOTILIES - For aluminium alloys with
=3 ] a silicon content of up to 7%
-GLUT A—F w7 RiISHEEICHE - With GLT coating also for copper alloys
FATTRE
DIN 6527 — (>4 - Long design
2 AU - Order code 2548 2549 2548K | 2549K
0 dy lo I3 l4 0ds g g dp I z P14 X
hi1 O = I B
3 7 14 57 29 20 6 21 3 .003 [} [ ] [} [ ]
4 8 18 57 3,8 20 6 21 3 .004 (] ) [ ) ®
5 10 19 57 4.8 20 6 21 3 .005 o ° () ®
6 13 20 57 5,8 - 6 21 3 .006 ® [} ° ®
8 19 25 63 7.7 - 8 34 3 .008 () ° [ ) ®
10 22 30 72 9,5 — 10 32 3 .010 [ [ ] [} [
12 26 35 83 11,5 = 12 38 3 .012 ° ° [ ) [}
16 32 40 92 15,5 - 16 44 3 .016 ° [} [ ) ®
20 38 50 104 19,5 - 20 54 3 .020 ) () ) [
Pl EMUGE o = {EAETEES &, - Stock tool STEX - Ordering example: 2548.003
0= HME T - Available at short notice



YJHI|Z44 - Cutting Conditions FRANKEN
AN Al/s-Cue
ZIVhyk-Ovy
Solid carbide end mills — long design SR B - Valid for
2548
EJ 2548K
2549
2549K

ap:d1

ap:d1

0 dy THER:
‘M /20— NRDBE S TIEIRE
:&?’Eﬁfﬁﬁ‘B 30% T
M

ap

ap

£ g Please note:
For uncoated design, please reduce
ag = (4 ag=04x0d cutting speed v by 30%!

PIEIRE v HHI=DED f, YIEIERE v, HHTDED f I *I MMSI I
[m/min] ¢ [mm] ‘ [m/min] ¢ [mm] ‘ % \k maL %

ZIL=E% - Aluminium alloys

300 0,009 x dy 420 0,011 x dy o =
430 0,008 x d; 620 0,010x d; o =
385 0,007 x dy 550 0,008 x d; 0 =
270 0,008 x d; 380 0,010x d; o =
$HE& % - Cupper alloys
100 0,005 x dy 160 0,006 x dy = o "
100 0,005 x dy 160 0,006  d; o o =
100 0,005 x d; 160 0,006  dy o o u
80 0,004 x dy 140 0,005 x dy o 0 =
80 0,004 x dy 140 0,005 x d; o o =
80 0,004 x dy 140 0,005 x dy o o =
60 0,003 x dy 100 0,004 x dy "

YJ 20L& - Magnesium alloys

15385 - Synthetics

45544 - Special materials

W = 538 - very suitable
[ = #FAPI&E - suitable

B



FRANKIEN 7Ly k - solid Carbide End Mills

Aler-Cut
S INAINT A=Y =)L - High performance tool
-PILEEEDOMIICEE( - Special geometry for the W
SN HERET machining of aluminium
-EEUDRWINIT - Low-vibration machining —
-2 FfelE 3 A - With 2 and 3 flutes
-ty —hvhk - Centre cutting HBhE
~lh DIN 6535
C_JHA
{oHB
5 () 5 et
b il 2 z3
P 45° 38-40°
" .
Design I: KB x45°
=l —
ZZ - Vcéfz
- TN 5 N
I SR {7 g } 15
l2 g I
I3
lg -~ - =
I 7L ZILE | SHEE
d—7« > - Coating GLT
T — 3y - FHIH (P5SIR) Applications — material (see page 5) N(1413 ) 14 N
-FILEEERHEMOMIIC - For wrought aluminium alloys
-VUAVEBEI%ETOTILIES - For aluminium alloys with
=3 ] a silicon content of up to 7%
-GLUT A—F w7 RiISHEEICHE - With GLT coating also for copper alloys
FAmTRE - Suitable for z-axis milling
-ZEAEOMIICLRE - Suitable for roughing and finishing
- T EFEESICHEA A
DIN 6527 - O>% - Long design
BB - Order code 2544 2545 2544K 2545K
0 d4 lo I3 l4 0 ds 4 0 do I KB z YA X
hio n6 % | BE

2 6 10 57 1,9 20 6 21 0,06 2 .002 [} [ ] () [}

3 7 14 57 2,9 20 6 21 0,1 2 .003 ° [} ° ®

4 8 18 57 3,8 20 6 21 0,1 2 .004 [} [ ] ° )

5 10 19 57 4,8 20 6 21 0,15 2 .005 ° [} ® ®

6 13 20 57 5,8 = 6 21 0,125 3 .006 [} ([ ] [} [}

8 19 25 63 7,7 — 8 34 0,125 3 .008 (] [ ) ® ®
10 22 30 72 9,5 - 10 32 0,2 3 .010 [} [ ] (] )
12 26 35 83 115 - 12 38 0,2 3 012 (] () ° ®
16 32 40 92 155 - 16 44 0,2 3 .016 ° [} ) [}
20 38 50 104 195 - 20 54 03 3 .020 [ [J ] )

14  EYNES o = {EAETEES &, - Stock tool SEX - Ordering example:2544.002
0= HME T - Available at short notice



YJHI|Z44 - Cutting Conditions FRANKEN
AN Al/s-Cue
ZIVhyk-Ovy
Solid carbide end mills — long design SR B - Valid for
2544
iJ 2544K
2545
2545K

ap:d1

ap:d1

od oA
‘ oo 7V NROB AR IR
—J‘ :&f&ﬁ{@m 30% FIFc<fea
Al

ap

ap

£ g Please note:
For uncoated design, please reduce
ag = (4 ag=04x0d cutting speed v by 30%!

PIEIRE v HHI=DED f, YIEIERE v, HHTDED f I *I MMSI I
[m/min] ¢ [mm] ‘ [m/min] ¢ [mm] ‘ % \k maL %

ZIL=E% - Aluminium alloys

300 0,006  d; 420 0,011 x dy o =
430 0,005 x dy 620 0,010x d; o =
385 0,005 x dy 550 0,008 x d; 0 =
270 0,005 x dy 380 0,010x d; o =
$HE& % - Cupper alloys
100 0,005 x dy 160 0,006 x dy = o "
100 0,005 x dy 160 0,006  d; o o =
100 0,005 x d; 160 0,006  dy o o u
80 0,004 x dy 140 0,005 x dy o 0 =
80 0,004 x dy 140 0,005 x d; o o =
80 0,004 x dy 140 0,005 x dy o o =
60 0,003 x dy 100 0,004 x dy "

YJ 20L& - Magnesium alloys

15385 - Synthetics

45544 - Special materials

=



FRANKIEN 7Ly - solid Carbide End Mills

Aler-Cut
S INAINT A= VRV =)L - High performance tool
-PILEEEDOMIICEE( - Special geometry for the W
NI HERET machining of aluminium
-EEYDRWINT - Low-vibration machining e
-TEFECEICEMBOI—F - Several comer radi =
—REZAVFVS per cutting diameter HBhE
-evy—nvhk - Centre cutting j j
DIN 6535 l {
C_JHA
{oHB
7| @ |
38-40° ER ‘
ZZ - Vcéfz :
Y] 7
=
£ { } £ )
1S \ ) 1SY L
N o ‘
lo 2
|3 — —
I 7L ZILE | SHEE
d—7« > - Coating GLT
77VTr—2ay - #HIH P5ER) Applications — material (see page 5) N(1313) 14 N
-FILEEERHEMOMIIC - For wrought aluminium alloys
-VUAVEBEI%ETOTILIES - For aluminium alloys with
=3 ] a silicon content of up to 7%
-GUT A—F w7 RiISIHEaEICHE - With GLT coating also for copper alloys
FAmTRE - Suitable for z-axis milling
-ZEAEOMIICLRE - Suitable for roughing and finishing
- T EFEESICHEA A
DIN 6527 - A>/% - Long design J—7—Rft+ZE - Corner radius
LY FEYZE - Order code 2546 2547 2546K 2547K
0 d r lo I3 4 g ds g do I z P14 X
ho  +002 h6 (9% E
6 0,5 13 20 57 5,8 6 21 3 .006005 [} () () [}
6 1 13 20 57 58 6 21 3 .006010 ° [} ° ®
8 1 19 25 63 7,7 8 27 3 .008010 [} () [ ) )
8 1,5 19 25 63 7,7 8 27 3 .008015 ([} [} ® ®
8 2 19 25 63 7,7 8 27 3 .008020 [} [} [} [}
10 1 22 30 72 9,5 10 32 3 .010010 (] () ® ®
10 1,5 22 30 72 9,5 10 32 3 .010015 [} [} (] )
10 2 22 30 72 9,5 10 32 3 .010020 (] [} ° ®
12 1 26 85 83 11,5 12 38 3 .012010 ° [} ) )
12 1,5 26 35 83 11,5 12 38 3 .012015 ® [} ° ®
12 2 26 35 83 11,5 12 38 3 .012020 [} () ) ®
12 2,5 26 35 83 11,5 12 38 3 012025 [ ] [ ] [ [ ]
12 3 26 35 83 11,5 12 38 3 .012030 [} [} [} [}
12 4 26 35 83 11,5 12 38 3 .012040 ° [} ® ®
16 1 32 40 92 15,5 16 44 3 .016010 [} () ) )
16 1,5 32 40 92 15,5 16 44 3 .016015 ° [} ° ®
16 2 32 40 92 15,5 16 44 3 .016020 [} () ° [}
16 2,5 32 40 92 15,5 16 44 3 .016025 (] () ® ®
16 3 32 40 92 55 16 44 3 .016030 [} [ [} )
16 4 32 40 92 15,5 16 44 3 .016040 (] () ° ®
20 1 38 50 104 19,5 20 54 3 .020010 o () ® ®
20 1,5 38 50 104 19,5 20 54 3 .020015 ® [} ° ®
20 2 38 50 104 19,5 20 54 3 .020020 [} [} ) [}
20 2,5 38 50 104 19,5 20 54 3 020025 (] [} ° [}
20 3 38 50 104 19,5 20 54 3 .020030 [} () [} )
20 4 38 50 104 19,5 20 54 3 .020040 [J [J [ ®
REUADI—F—RICOWTHRHHREERLET,
Other corner radii available on request
16 o = {RAETEES i - Stock tool STEX - Ordering example: 2546.006005
[FRANKEN| 0= HME T - Available at short notice



YJHI|Z44 - Cutting Conditions FRANKEN
AN Al/s-Cue
ZIVhyk-Ovy
Solid carbide end mills — long design SR B - Valid for
2546
iJ 2546K
2547
2547K

ap:d1

ap:d1

od oA
‘ oo 7V NROB AR IR
—J‘ :&f&ﬁ{@m 30% FIFc<fea
Al

ap

ap

£ g Please note:
For uncoated design, please reduce
ag = (4 ag=04x0d cutting speed v by 30%!

PIEIRE v HHI=DED f, YIEIERE v, HHTDED f I *I MMSI I
[m/min] ¢ [mm] ‘ [m/min] ¢ [mm] ‘ % \k maL %

ZIL=E% - Aluminium alloys

300 0,006  d; 420 0,011 x dy o =
430 0,005 x dy 620 0,010x d; o =
385 0,005 x dy 550 0,008 x d; 0 =
270 0,005 x dy 380 0,010x d; o =
$HE& % - Cupper alloys
100 0,005 x dy 160 0,006 x dy = o "
100 0,005 x dy 160 0,006  d; o o =
100 0,005 x d; 160 0,006  dy o o u
80 0,004 x dy 140 0,005 x dy o 0 =
80 0,004 x dy 140 0,005 x d; o o =
80 0,004 x dy 140 0,005 x dy o o =
60 0,003 x dy 100 0,004 x dy "

YJ 20L& - Magnesium alloys

15385 - Synthetics

45544 - Special materials

=



FRANMEIN 7uhy bk 1R—)L - Solid Carbide Ball Nose End Mills

Aler-Cut
S INAINT A= VRV =)L - High performance tool
- FEFRR O FEILAAR - Patented chisel edge
- fRH T v —T 7RG A - Sharp cutting edges
- BAL—X CRNO—T 7 A - Viery smooth CRN coating
-3EEOITERSE - 3 lengths available
HBIE
R—JL I
g =3 = vo/1,
. = B
l2 s 19
I3
i
Design |:
</
ST i =
s% - \_{‘ =
YIul s =t
2
I3
I - - =
h 7L ZILI | HREE
d—5 7% - Coating CRN
77VT—2ay - #HIH (P5ER) Applications — material (see page 5) N[ 11-13 JIN [(14-14 )
-ZILIEERMEMOMIIC - For wrought aluminium alloys N[41-42 ) 53 ||N[21-23 ] 24-28 |
-YUAVEBR I%ETOTILIEERICRE - For aluminium alloys with N
-CRN O—F V7 RIEREEIcHEAM 8 a silicon content of up to 7%
- With CRN coating also for copper alloys
23— - Short design
2 MBI - Order code 1921 1921R
0 d r lo I3 I 0d3 g 0do a b VA URPS
=001 =0,005 h5 (%) BE
0,5 0,25 1 2 38 0,45 9 3 10° 8° 2 .0005 ® [}
0,5 0,25 1 2 57 0,45 20 6 10° 8,5° 2 .000506 [} ®
1 0,5 2 4 38 0,95 9 3 12,5° 6,5° 2 .001 ® [}
1 0,5 2 4 57 0,95 20 6 10° 8° 2 .00106 [} °
1,5 0,75 2,5 7,5 38 1,4 9 3 32° 5 2 .0015 ® [}
1,5 0,75 2,5 7,5 57 1,4 20 6 12,5° 7° 2 .001506 [} ()
2 1 8 8 38 1,8 9 3 31° 39" 2 .002 () ®
2 1 3 8 57 1,8 20 6 12° 6,5° 2 .00206 (] ()
3 1,5 8io 10 57 2,8 20 6 11,5° 5 2 .003 [} [}
4 2 4 12 57 3,8 20 6 11° 3,5° 2 .004 [ ] °
5 2,5 5 14 57 4,7 20 6 10° 2° 2 .005 [} [}
6 3 6 20 57 5,6 - 6 - - 2 .006 [} ®
8 4 7 25 63 7,6 = 8 = = 2 .008 [} [}
10 5 8 30 72 9,6 - 10 - - 2 .010 [} ®
12 6 10 35 83 115 = 12 - - 2 .012 [) ®
—.— VIRV I ROBDHIZE S WET, BIFE 1 1922/1922R
s B Tool with side-lock clamping: order code 1922/1922R
Il EMUGE o= IZEXTEEE R - Stock tool ZESHI - Ordering example: 1921.0005
0= HME T - Available at short notice



HIBIZ4E - Cutting Conditions

=

/
I

FILAYE R=)L->3—bOYTELV XAV
Solid carbide ball nose end mills — short, long and extra long design

v

FRANKEN

AN A l-Cue

X ERELR - Valid for
1921
1921R

FEAT fEFmT
Roughing Finishing
de
k=] N
& = TEE: .
~ /Y= NRDBE IFTIHERE
g = EHESRENS 30% FIFT<ES
‘ 8 d ‘ Il (Y]
" & Please note:
For uncoated design, please reduce
3 =02xd cutting speed v, by 30%!
YIBIERE v, HBeD*ED 1, FIBIEEE v, HBehED 1, % ‘Q* MMS %
[m/min] [mm] [m/min] [mm] _J _J ﬂJ _J
ZIL=E% - Aluminium alloys
900 0,022 x d4 1200 0,016 x d4 m] [ ]
900 0,020 x d4 1200 0,014 x d4 O [ ]
900 0,017 x d4 1200 0,012 x d4 m] ]
600 0,020 x d4 800 0,014 x d4 m] [ ]
$AA S - Cupper alloys
200 0,014 x d4 260 0,010 x d4 O ]
200 0,014 x d4 260 0,010 x d4 O [ ]
200 0,014 x d4 260 0,010 x d4 m] m] ] [ ]
160 0,011 x dy 220 0,008 x d4 =] |
160 0,011 x dy 220 0,008 x d4 m] [ ]
160 0,011 x dy 220 0,008 x d4 ] [m] a |
100 0,008 x d4 140 0,006 x d4 =] ]
100 0,008 x dy 140 0,006 X dy 0 n
Y20 LEE - Magnesium alloys
450 0,025 x d4 600 0,018 x d4 O [ ]
450 0,020 x dy 600 0,014 x d 0 n
15385 - Synthetics
350 0,021 x d4 450 0,015 x d4 m] O [ ]
500 0,021 x d4 650 0,015 x d4 [m] m| [ ]
200 0,017 x d4 250 0,012 x d4 m] =] ]
140 0,017 x d4 180 0,012 x d4 m] m] [ ]
455% 44 %l - Special materials
220 0,017 x d4 300 0,012 x d4 O ] [ ]

B



FHRANKEIN 7ibAy ks 5R—)L - Solid Carbide Ball Nose End Mills

Aler-Cut
S INAINT A= VRV =)L - High performance tool
- FEFRR O FEILAAR - Patented chisel edge
- fRH T v —T 7RG A - Sharp cutting edges
- BRAL—R CRNO—T V7 A - Very smooth CRN coating
-3BENTERS - 3 lengths available
30° R—=JL
@-» Vcéfz
g NS g N 21
3 =
IZ (=Y
I3
i
Design | :
@l
ST 60 i 5
s% = \{\ S
S | = ot
2
I3
I - - =]
I 7L ZILS | HE®
d—F 7% - Coating CRN
T7Vr— 3y - FHIH (P5SIR) Applications — material (see page 5) N[11-13 ) NAEEEYY )
-FILZEHEE/EMOMIIC - For wrought aluminium alloys N(41-42) 53 ||N[21-23]) 24-28 |
-VUAVEBER I%ETOTILIERICRE - For aluminium alloys with N
-CRN O—T >/ @iFHERICHEA T RE a silicon content of up to 7%
- With CRN coating also for copper alloys
A>% - Long design
B0 B - Order code 2830 2830R
0dq r lo I3 l gd3 g 0do a b z URPS
0,01 20,005 n5 (%) B
8 4 7 40 90 7,6 = 8 = = 2 .008 [} [}
10 5 8 50 100 9,6 - 10 - - 2 .010 [} ®
12 6 10 65 120 11,5 - 12 - = 2 .012 [} [}
16 8 12 80 140 15,5 - 16 - - 2 .016 [] [J
IV AMZAYY - Extralong design
U AU - Order code 1943 1943R
0 dy r lo I3 l4 0 ds g 0 do a b z P14 X
=001  =0,005 n5 (%) BE
3 1,5 S 12 80 2,8 40 6 SioR 2,5° 2 .003 (] )
4 2 4 20 80 3,8 40 6 4° 1,5° 2 .004 [ ] ®
5 2,5 5 10 100 4,7 40 6 1,5° 1° 2 .005 (] ()
6 3 6 40 100 5,6 - 6 - - 2 .006 [ ] ®
8 4 7 60 120 7,6 - 8 - - 2 .008 [} )
10 5 8 60 120 9,6 — 10 — — 2 .010 [} °
12 6 10 70 160 115 - 12 - - 2 .012 [J )
E VTRV PV SOBRDRIZHIENET, BIE : 2831/2831R (0>77) 1843/1843R (EXOI %)
Tool with side-lock clamping: order code 2831/2831R (long design) and 1843/1843R (extra long design)
A EMUGE o = {EAETEES &, - Stock tool SEX - Ordering example: 2830.008
0= HME T - Available at short notice



HIBIZ4E - Cutting Conditions

=
==

FRANKEN

AN A /- Cuve
ZILAYk K=l -3—bOYJ&EELT XAV
Solid carbide ball nose end mills — short, long and extra long design SR A - Valid for
1943
iJ 1943R
2830
FAnT T EFnT 2830R
Roughing Finishing
de
k=] JN—
& = SRR s s
y g //\:l-"ug@%nli@ﬁ”lgfg
S ZHERENS 30% TIFT<ied
‘ 0 dy ‘ I Wl
" & Please note:
For uncoated design, please reduce
3 =02xd cutting speed v, by 30%!
YIHRE v, HHI=DH#ED 1, YIHIEEEE v, HHI=D#ED 1, % MMS %
[m/min] [mm] [m/min] [mm] _J ﬂJ _J
ZIL=E% - Aluminium alloys
900 0,022 x d 1200 0,016 x d o u
900 0,020 x d 1200 0,014 x d o n
900 0,017 x dq 1200 0,012 x dq o u
600 0,020 x d 800 0,014 x d o n
$AA S - Cupper alloys
200 0,014 x dq 260 0,010 x d 5] n
200 0,014 x dq 260 0,010 x d o u
200 0,014 x dy 260 0,010 x dy o o o n
160 0,011 x dq 220 0,008 x d o u
160 0,011 x d 220 0,008 x d o n
160 0,011 x dq 220 0,008 x d 0 o = n
100 0,008 x d 140 0,006 x dq o u
100 0,008 x d 140 0,006 x dy o n
Y20 LEE - Magnesium alloys
450 0,025 x d 600 0,018 x d o u
450 0,020 x d 600 0,014 x d o n
15385 - Synthetics
350 0,021 x d 450 0,015 x d O o u
500 0,021 x d 650 0,015 x d o o n
200 0,017 x dq 250 0,012 x dq = o u
140 0,017 x dq 180 0,012 x d O o n
455% 44 %l - Special materials
220 0,017 x dq 300 0,012 x dq o n n

B



FRANKEN 7iLhyk 5372 - solid Carbide Torus End Mills

Aler-Cut
S INAINT A= VRV =)L - High performance tool
- BT —TRYIH - Sharp cutting edges
- BEULWI—F—RAE - High-precision corner radius
- BAL—X CRNO—T 7 A - Viery smooth CRN coating
-3EEOITERSE - 3 lengths available
HBIE
30° 5’)71[ |
a - Vcéfz II
T ]
< Ip
I3
i
Design | :
<l
ST t S !
sJ7V = \{\ 1SY
ar 2 ot
2
I3
lg - - =
I ZILE ZILZ | REE
Jd—7 7" - Coating CRN
T7Vr— 3y - FHIH (P5SIR) Applications — material (see page 5) N[11-13 ) NAEEEYY | )
-FILZESRBMOMNIIC - For wrought aluminium alloys N(41-42 ) 53 |/N[21-23 ) 2428 |
-VUAVEBER I%ETOTILIERICRE - For aluminium alloys with N
-CAN =T« VU mIRESICHEATEE a silicon content of up to 7%
- With CRN coating also for copper alloys
23— - Short design
B0 - Order code 1942 1942R
0 d r lo I3 l4 0d3 g 0do a b Z URPS
+0,01 0,005 h5 ) it
0,5 0,1 1 2 38 0,45 9 3 10° 8° 2 .0005 ® [}
0,5 0,1 1 2 57 0,45 20 6 10° 8,5° 2 .000506 [} °
1 0,25 2 4 38 0,95 9 3 12,5° 6,5° 2 .001 [ [}
1 0,25 2 4 57 0,95 20 6 10° 8° 2 .00106 [} ()
15 0,25 2,5 7,5 38 1,4 9 B 32° ON 2 .0015 () [}
1,5 0,25 2,5 7,5 57 1,4 20 6 12,5° 7° 2 001506 (] ()
2 0,5 8 8 38 1,8 9 & 31° 3,5 2 .002 o [}
2 0,5 3 8 57 1,8 20 6 12° 6,5° 2 00206 [} ()
3 0,5 8IS 10 57 2,8 20 6 11,5° 5° 2 .003 [} [}
4 0,5 4 12 57 3,8 20 6 11° 3,5° 2 .004 [} ®
5 0,5 5 14 57 4,7 20 6 10° 2° 2 .005 [} ()
6 0,8 6 20 57 5,6 - 6 - - 2 .006 [} ®
8 1 7 25 63 7,6 = 8 = = 2 .008 ® [}
10 1 8 30 72 9,6 — 10 — - 2 .010 [} ®
12 18 10 35 83 11,5 = 12 = = 2 012 [) ®
_r‘ DRI BOEDHIZH T NET, BIE : 1944/1944R
Tool with side-lock clamping: order code 1944/1944R
2l EMUGE ® = 1ZXETE[E [ - Stock tool Z3ESH - Ordering example: 1942.0005
0= HME T - Available at short notice



HIBIZ4E - Cutting Conditions

FRANKEN

AN A /- Cuve
FIAYS SYFR-va—b AYIEET XOVY
= Solid carbide torus end mills — short, long and extra long design X RELT - Valid for
Ss=O 1942
1942R
T T EFmT
Roughing Finishing
de
= N
<€ u)é L:ZE'E : =] =PAN PAIN
8 /Y= NRDBE IFTIHERE
S EHERENS 30% FIFTES
0d ‘ " Wl
3]
Please note:
For uncoated design, please reduce
2 =04 xds cutting speed g by 30%!
YIBIERE v, HBeD*ED 1, IBIERE v, HBehED 1, % ‘Q* MMS %
[m/min] [mm] [m/min] [mm] _J _J ﬂJ _J
ZIL=E% - Aluminium alloys
900 0,022 x d 1200 0,016 x d o u
900 0,020 x d 1200 0,014 x d o n
900 0,017 x dy 1200 0,012 x dq = u
600 0,020 x d 800 0,014 x d o n
$AA S - Cupper alloys
200 0,014 x d 260 0,010 x d o n
200 0,014 x dq 260 0,010 x d o u
200 0,014 x d 260 0,010 x d o o o n
160 0,011 x dy 220 0,008 x d o u
160 0,011 x dy 220 0,008 x d o n
160 0,011 x dq 220 0,008 x d 0 o o u
100 0,008 x d 140 0,006 x dq = u
100 0,008 x d 140 0,006 x dy o n
Y20 LEE - Magnesium alloys
450 0,025 x d 600 0,018 x d o u
450 0,020 x d 600 0,014 x d o n
15385 - Synthetics
350 0,021 x dq 450 0,015 x d O o u
500 0,021 x d 650 0,015 x d o o n
200 0,017 x dy 250 0,012 x dq = = u
140 0,017 x dq 180 0,012 x d O o n
455% 44 %l - Special materials
220 0,017 x dq 300 0,012 x d o n n

B ©



FRANKEN 715y
Aler-Cut

- INAIRT A=Y =)L

- BHT v —T737YH

- BLWI—7F—RAE
-BAL—X CRNO—T« V7 #HA
-3EEOIERS

N =377 X - Solid Carbide Torus End Mills

- High performance tool

- Sharp cutting edges

- High-precision corner radius
- Very smooth CRN coating

- 3 lengths available

30° ZIFR
&)-» Vcéfz
s < B
< Ip
I3
i
Design | :
<l
T t S
sJ7 = \{\ S
ar 2 ot
2
I3
I - - =]
I ZIL= FILE | EE
d—F 7% - Coating CRN
T7Vr— 3y - FHIH (P5SIR) Applications — material (see page 5) N[11-13 ) NAEEEYY | )
-FILZEHEE/EMOMIIC - For wrought aluminium alloys N(41-42) 53 ||N[21-23) 24-28 |
-YUAVEBER I%ETOTILIERICRE - For aluminium alloys with N
-CAN =T« VU mIRESICHEATEE a silicon content of up to 7%
- With CRN coating also for copper alloys
A>% - Long design
B0 B - Order code 2838 2838R
0 d r lo I3 l4 0 ds g 0do a b z HY1X
0,01 20,005 n5 (%) B
8 1 7 40 90 7,6 - 8 - = 2 .008 o [}
10 1 8 50 100 9,6 - 10 - - 2 .010 [} ®
12 1,5 10 65 120 11,5 - 12 - - 2 .012 o [}
16 2 12 80 140 15,5 - 16 - - 2 .016 [] [
IV AMZAYY - Extralong design
U AU - Order code 1941 1941R
0 dy r lo I3 l4 0 ds g 0 do a b z P14 X
=001 0,005 n5 (%) B
3 0,5 3 12 80 2,8 40 6 BIok 2,5° 2 .003 (] )
4 0,5 4 20 80 3,8 40 6 4° 1,5° 2 .004 [ ] ®
5 0,5 5 10 100 4,7 40 6 1,5° 1° 2 .005 (] )
6 0,8 6 40 100 5,6 - 6 - - 2 .006 [ ] ®
8 1 7 60 120 7,6 - 8 - - 2 .008 [} )
10 1 8 60 120 9,6 - 10 - - 2 .010 [ ] ®
12 1,5 10 70 160 11,5 - 12 - - 2 .012 () )

—

VIRV IO ROEBDRIZH I VWET, BIF : 2839/2839R (O>77) 1841/1841R (EXA > Y)
Tool with side-lock clamping: order code 2839/2839R (long design) and 1841/1841R (extra long design)

Stock tool
Available at short notice

Z3ESA - Ordering example: 2838.008



HIBIZ4E - Cutting Conditions

=
==

FRANKEN

AN A /- Cuve
ZIVAYES SYFR-va—bOVIELT EXAVY
Solid carbide torus end mills — short, long and extra long design SR A - Valid for
1941
1941R
2838
FAnT T EFnT 2838R
Roughing Finishing
de
= s
<€ u)é L:ZE'E : =] =PAN PAIN
8 /Y= NRDBE IFTIHERE
S ZHERENS 30% TIFT<ied
0d ‘ " Wl
3]
Please note:
For uncoated design, please reduce
2 =04 xds cutting speed g by 30%!
YIHRE v, HHI=DH#ED 1, YIHIEEEE v, HHI=D#ED 1, % MMS %
[m/min] [mm] [m/min] [mm] _J ﬂJ _J
ZIL=E% - Aluminium alloys
900 0,022 x d 1200 0,016 x d o u
900 0,020 x d 1200 0,014 x d 5] n
900 0,017 x dq 1200 0,012 x dq o u
600 0,020 x d 800 0,014 x d 5] n
$AA S - Cupper alloys
200 0,014 x d 260 0,010 x d o n
200 0,014 x dq 260 0,010 x d 5] u
200 0,014 x d 260 0,010 x d o o o n
160 0,011 x d 220 0,008 x d o u
160 0,011 x d 220 0,008 x d 5] n
160 0,011 x dq 220 0,008 x d 0 o o u
100 0,008 x d 140 0,006 x dq 5] u
100 0,008 x d 140 0,006 x dy 5] n
Y20 LEE - Magnesium alloys
450 0,025 x d 600 0,018 x d 5] u
450 0,020 x d 600 0,014 x d 5] n
15385 - Synthetics
350 0,021 x d 450 0,015 x d O 5] u
500 0,021 x d 650 0,015 x d o 5] n
200 0,017 x dq 250 0,012 x dq = o u
140 0,017 x d 180 0,012 x d O 5] n
455% 44 %l - Special materials
220 0,017 x dq 300 0,012 x dy o n n

= o



FRANKEN

Aler-Cest

-B7O77IITIADTILI
AINAIRNT A=Y =)L

- IITEICIERAIDEDET

- FifclcRAESINIYINERE

-Eyy—hvk

- EEU DR WEEDEIIT

- RBEDFYVITIL—K

- ZIb— hAREE DDA DS

- Generates significant

- Newly developed geometry
- Centre cutting
- Low-vibration machining

HSS77)LA3Y ks - HSS End Mills

- High-performance roughing

end mill with coarse, round chip
breakers

milling marks

WR

YIHIAZAEHE (ICRA) - Large chip space =
- IRBEDOYIK THER M - Internal coolant supply, =
- ARMECAY TRy oD radial and axial exit (CRA)
MR ST - Excellent chip evacuation DIN 1835
- Long design with short A
flute length
e
. =Ia ZA -
5 ) N S
Iz é: ‘
I3 - -
I 7L ZIL=
J—7 % - Coating CRN CRN
TV =23y - KHEIM PSER) Applications — material (see page 5) N(1114]) 15 N
- 5|3 D3R 500 N'mm2 £ TDEEEY - Very suitable for roughing light metals and N 2.1-2.6,3.1-3.2 N 21-2.6,3.1-3.2
EHEEOFIMTICHICRE non-ferrous metals with a tensile strength
-REMIPEMIR7YMITTS  of up to 500 N/mm?2
BERM I %3R8 - Particularly effective for z-axis milling,
-HPC SREEMTICHERE slot milling and pocket milling
- Suitable for HPC machining
DIN 844 - >3 — b - Short design J—7F—Rf+Z - Corner radius
S EE - Order code 1092RZ 1392RZ
0 d4 r lo I3 4 g ds g dp I z U
K10 O = I ) B
16 2 32 42 92 14,5 16 44 3 .016020 [} ([ ]
16 4 32 42 92 14,5 16 44 3 .016040 () ®
20 2 38 52 104 18 20 54 3 .020020 () °
20 4 38 52 104 18 20 54 3 .020040 [} °
25 2 45 63 121 23 25 65 3 .025020 [} ®
25 4 45 63 121 23 25 65 3 .025040 [} °
32 2 53 70 133 30 32 73 3 .032020 [} ®
32 4 53 70 133 30 32 73 3 .032040 [J ®
[>% - Long design J—7—Rf¥ZE - Corner radius
BB - Order code 1093RZ 1393RZ
0 d4 r lo I3 l4 g ds 0 dp I z P4 X
K10 he () B
16 2 32 73 123 14,5 16 75 3 .016020 [ ] (]
16 4 32 73 123 14,5 16 75 3 .016040 [ °
20 2 38 89 141 18 20 91 3 .020020 ) ®
20 4 38 89 141 18 20 91 3 .020040 [ ] °
25 2 45 108 166 23 25 110 3 .025020 [ ) ®
25 4 45 108 166 23 25 110 3 .025040 [ ] (]
32 2 5 123 186 30 32 126 3 .032020 [ ) ®
32 4 53 123 186 30 32 126 3 .032040 ® 0

==

o = 1EXE7EE R - Stock tool
0= HBMEEFH - Available at short notice

Z3ESCH - Ordering example: 1092RZ.016020



BIBIZ4E - Cutting Conditions

/]

00
@Wﬁ

gl

HSS ZILAvY bk - a—k&&vOyvy
HSS end mills — short and long design

EJ

Ya—h
short design

avy
long design

FRANKEN

Aler-Cost

S RELT - Valid for

1092RZ
1093RZ
1392RZ
1393RZ

= =
> >
0 o
i i
= < <
L
[3+]
0 dq o N
— &5 <
sl L | o0
de de de
=104 2,=05xd; | a=0,25xdq 2, =0,5xd4 2 = 0,25 x d4 2, =0,1xdq
YIHLERE | HHibxED HHIcDED | HHDED | GIHLRE | HHID%ED HHT=hED Hpfhixkb % %* MMS %
v [m/min] f, [mm] f, [mm] f, [mm] v [m/min] f, [mm] f, [mm] f, [mm] __J_;J MaL _J
JE#% - Non-ferrous materials
ZJL=E% - Aluminium alloys
1.1 360 0,0048 x d4 0,0062 x d4 0,0077 x d4 60 0,0046 x d4 0,0053 x dq 0,0066 x d4 ]
1.2 320 0,0045 x dy 0,0059 X 0,0072 X dq 60 0,0044 X d4 0,0050 X d 0,0062  d u
13 250 0,0042 x d4 0,0055 x dy 0,0067 x d4 55 0,0041 x d4 0,0046 x dq 0,0057 x d4 n
1.4 200 0,0039 x dy 0,0051 X d 0,0062 x d 60 0,0038  d 0,0043 x dq 0,0053 X d u
15 150 0,0036 x d4 0,0047 x d4 0,0058 x d4 50 0,0035 x dy 0,0040 x dq 0,0049 x d4 ]
1.6
$AA S - Cupper alloys
2.1 52 0,0058 x d4 0,0047 x d4 0,0036 x d4 30 0,0049 x d4 0,0040 x dq 0,0035 x d4 u] |
22 56 0,0053 x d4 0,0043 x d4 0,0033 x d4 34 0,0045 x d4 0,0036 x dq 0,0032 x d4 O ]
23 100 0,0058 x dy 0,0047  d 0,0036 x d 48 0,0049 X d4 0,0040  d 0,0035 x d o n
2.4 50 0,0043 x d4 0,0035 x dy 0,0027 x d4 32 0,0037 x dy 0,0030 x dq 0,0026 x d4 O |
25 80 0,0048 x dy 0,0039 X d 0,0030 x d 48 0,0041 x d4 0,0033 x dq 0,0029 x d o u
N[ 26 90 0,0058 x d4 0,0047 x d4 0,0036 x d4 48 0,0049 x d4 0,0040 x dq 0,0035 x d4 u] ]
27
2.8
XXV LES - Magnesium alloys
3.1 200 0,0039 x d4 0,0051 x dy 0,0062 x d4 70 0,0038 x d4 0,0043 x dq 0,0053 x d4 o u O
3.2 150 0,0045 x dy 0,0059  d 0,0072 x d 70 0,0044 x d4 0,0050 x d 0,0062 x dy o u o
15385 - Synthetics
4.1
4.2
4.3
4.4
$55%44 %l - Special materials
5.1
5.2
5.3

B 7



FRANKEN

HSS77)LA3Y ks - HSS End Mills

Aler-Cut

- EFRINAIRTA—T - High-performance finishing

AY—=)L end mill w
- A=A EFE - Generates smooth surfaces
- RECYFEFHBEREOYIA - Newly developed geometry with =

etz A variable spacing of cutting edges
-ty —hvhk - Centre cutting ICRA
- EEYDRWEEDVRIIT - Low-vibration machining
- RBEOFVITIL—K - Large chip space
- 7)L— b AREERDDEADS - Internal coolant-lubricant supply, st HSSE

/K
]
Ul

BIHMZ A4S (ICRA) radial and axial exit (ICRA)

- REEDYI< S HEHE

- FDEULWIEENE

- Excellent chip evacuation
- Tighter cutting diameter tolerance

0dq

g

7
/
V
J

B

1

b

’

~E=

I 7IL= 7IL=E
d—5 > - Coating CRN CRN
T7Vr— 3y - IEEH (P5SR) Applications — material (see page 5) N [1.2-1.4)1.1,15-16 N [12-1.4)11,15-16
- 513RD RS 500 N/mm2 X TOERFAIE - Especially suitable for finishing N 31-4.2 N 31-4.2
BHEEDTILICICRE light metals and non-ferrous metals
with a tensile strength of up to 500 N/mm2
DIN 844 - >3 — b - Short design J—7F—Rf+Z - Corner radius
B0 - Order code 1034RZ
0 d r lo I3 l4 0d; gdy z P14 X
h8 +0,1 h6 (I it
16 2 32 42 92 14,5 16 4 .016020 o
16 4 32 42 92 14,5 16 4 .016040 °
20 2 38 52 104 18 20 4 .020020 [
20 4 38 52 104 18 20 4 .020040 °
25 2 45 63 121 23 25 4 .025020 [}
25 4 45 63 121 23 25 4 025040 )
32 2 53 70 133 30 32 4 .032020 ®
32 4 53 70 133 30 32 4 032040 [J
DIN 844 - O>% - Long design J—7—Rf+E - Corner radius
2 AU - Order code 1035RZ
0 dy r lo I3 l4 0ds 0 dyp Z P14 X
h8 +0,1 h6 (%) it
16 2 63 73 123 14,5 16 4 .016020 (]
16 4 63 73 123 14,5 16 4 .016040 °
20 2 75 89 141 18 20 4 .020020 [ )
20 4 75 89 141 18 20 4 .020040 °
25 2 90 108 166 23 25 4 025020 [ )
25 4 90 108 166 23 25 4 025040 [ ]
32 2 106 123 186 30 32 4 .032020 ()
32 4 106 123 186 30 32 4 .032040 [

==

o =EXETEES &, - Stock tool
o=RHEEER

- Available at short notice

Z3ESCH - Ordering example: 1034RZ.016020



BIBIZ4E - Cutting Conditions

FRANKEN

Aler-Cut
HSS ZILAv bk - ¥a—k&&TOVT
HSS end mills — short and long design KRBT - Valid for
1034Rz
— M 1035RZ
¥3—hk avy
short design long design
- o = N
< 3 S 3
0 £ 0 S
T L W L
3+ 3+
i
cv? » /' ma
RUN oo | oo | °
de de de de
2,=0,25xdy | ag=0,1xdq 2, =0,2mm 3,=0,25xdy | a=0,1xd4 3=0,2mm
YIHIERE | HHfh&ED | HH=hikb HH=hiED YIHIERE | HHDED | HHhikD HHT=DED MMS %
V¢ [m/min] f, [mm] f, [mm] f, [mm] V¢ [m/min] f, [mm] f, [mm] f, [mm] M J
JE#% - Non-ferrous materials
ZJL=E&% - Aluminium alloys
1.1 360 0,0051 X dy 0,0070 x dy 0,0090 x dy 60 0,0038  d 0,0046 x d 0,0064 X d u
1.2 320 0,0048 x d 0,0066 X dy 0,0084 X dy 60 0,0036  d4 0,0044 x d 0,0060 X dy n
13 250 0,0045 x dq 0,0062 x d4 0,0078 x d4 55 0,0034 x d4 0,0041 x d4 0,0056 x d4 u
1.4 200 0,0042 x dy 0,0057 X dy 0,0073 x dy 60 0,0031 x d 0,0038 x dy 0,0052 X dy u
15 150 0,0038 x dq 0,0053 x dy 0,0067 x dy 50 0,0029 x d4 0,0035 x d4 0,0048 x d4 | |
16 90 0,0035 x dq 0,0048 x d4 0,0062 x d4 40 0,0026 x d4 0,0032 x d4 0,0044 x d4 ]
$AA S - Cupper alloys
2.1
2.2
2.3
24
25
N| 26
27
2.8
XXV LES - Magnesium alloys
3.1 200 0,0042 x dq 0,0057 x dy 0,0073 x dy 100 0,0048 x d4 0,0058 x d4 0,0080 x d4 [ ] m]
3.2 150 0,0048 x dy 0,0066 X dy 0,0084  d4 180 0,0048 x dy 0,0058 x dy 0,0080 x dy n 0
15385 - Synthetics
41 200 0,0042 x dy 0,0057 x dy 0,0073 X d 100 0,0048 x dy 0,0058 x dy 0,0080 X ds o o u
42 150 0,0048 x d 0,0066 X dy 0,0084  d4 180 0,0048 x dy 0,0058 x dy 0,0080 x dy O o u
4.3
4.4
$55%44 %l - Special materials
5.1
5.2
5.3

= o



FHANKEN O Ew2 - >t —k - Rhombic Inserts

- AU 20°
-RUyTaft EFTYIKgDEE%
Fr<

- Chip former 20°
- Polished design for optimum chip removal

= B 20° —e
358 @ <
& R Vcé f;
N ic 31 ZIL=E
41 - Cutting material KC2
d—7 7" - Coating
TV =3y - #HIH (PSS ER) Applications — material (see page 5) N
-ZILEBEMORMI A EFIIIC - Forroughing and finishing
- KRELQYIKTHEE E % ER I AL wrought aluminium alloys
- For high-volume machining
2 AU - Order code 9635
IC R b YA X
itk
4,6 0,5 2,2 .04605 ()
4,6 1 2,2 .04610 °
9,2 2 3,6 .09220 ®
9,2 25 3,6 .09225 ]
- AU 20° - Chip former 20°
- BRAL—R CRNO—T 7 #%H - Very smooth CRN coating
& |
750
% R Vcéfz
: c g 7S [ AR
341 - Cutting material KC2
d—7 7" - Coating CRN
T —ay - #HEE (PSS ER) Applications — material (see page 5) N
-FILZEERMEMOMIIC - For wrought aluminium alloys N [(21-42 ) 4344
-VIIAVEBE 1%ETOFILIE®E - For aluminium alloys with N 53
[CERE a silicon content of up to 7% "
- AEEICbEAREE - For copper alloys
-FTICbLEFMTICHEZS - For roughing and finishing
R BYE - Order code 9635R
IC R b Y1 X
E
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 J
- PCDO—fFF - PCD-tipped
- FYTTA—X—RLDTZY - Without chip former
-y —TIvY - Sharp cutting edges
VU] < PCD 0° . -
ve/f,
: R
3 v B 7ILS
Ic 31 =
£3#1 - Cutting material PCD
d—7 > - Coating
T — 3y - FHIH (P5SIR) Applications — material (see page 5) N (1516 ) 1.1-1.4
-YUDAVEBE1T%ETODTILIESE - For roughing and finishing aluminium alloys N 51,53
DOFEMIB IO EFINTIC with a silicon content of up to 17%
U5 B - Order code 9679
IC R b Y1 X
E
4,6 1 2,2 .04610 ()
9,2 2 3,6 .09220 ]

==

(ON ]

IZHETE 57 - Stock tool
St - Available at short notice

Z3ESA - Ordering example: 9635.04605



BIBIZ4E - Cutting Conditions FRANKEN

aveyy1o9—bk
Rhombic inserts SR B - Valid for
9635
9635R
.
0d <
de
max. ag =dy —2Xxr
1C4,6/1C9,2 1C4,6/1C9,2
<& >
9635 9635R
YIHIERE HHT=hED WAMEYAAE YIHIERE HHizhixh A RVEAHE % \% “I1 mms %
v, [m/min] f,[mm] a [mm v [m/min] f,[mm] a [mm] "% J J "M __J

JE#% - Non-ferrous materials

ZIL=E% - Aluminium alloys
1.1 800-1000 1C=30 0,10-0,20xIC 800-1000 1C=30 0,10-0,20x IC o .
1.2 800-1000 1C=30 0,10-0,20x IC 800- 1000 IC=30 0,10-0,20x IC o =
1.3 600- 800 IC+30 0,10-0,20xIC 600- 800 IC+30 0,10-0,20x IC o .
14 400- 600 1C=30 0,10-0,20x IC o "
15
16

$HE& % - Cupper alloys
2.1 300- 350 160 0,05-0,10x1C 300- 350 IC+60 0,05-0,10xIC o " o n
22 300- 350 1C=60 0,05-0,10xIC 300- 350 IC+60 0,05-0,10x1C o " o =
2.3 280- 320 IC= 60 0,05-0,10xIC 280- 320 IC+60 0,05-0,10xIC o " o n
24 240- 280 IC=60 0,05-0,10x1C 240- 280 IC+60 0,05-0,10xIC o " o =
2.5 240- 280 IC= 60 0,05-0,10xIC 240- 280 IC+60 0,05-0,10x1C o " o =

N[ 26 300- 350 IC=60 0,05-0,10x1C 300- 350 IC+60 0,05-0,10xIC o n o n

27 80- 120 IC= 60 0,05-0,10xIC 80- 120 IC+60 0,05-0,10x1C =
238 80- 120 IC+60 0,05-0,10xIC 80- 120 IC+60 0,05-0,10xIC n

XXV LES - Magnesium alloys
3.1 280- 320 1C=30 0,05-0,10xIC 280- 320 IC+30 0,05-0,10x1C o "
3.2 250- 300 IC+30 0,05-0,10xIC 250- 300 IC+30 0,05-0,10xIC o n

15385 - Synthetics
41 200- 240 1C=30 0,05-0,10xIC 200- 240 IC=30 0,05-0,10xIC " o o
4.2 80- 120 IC+30 0,05-0,10xIC 80- 120 IC+30 0,05-0,10xIC o n
43 100- 140 IC=30 0,05-0,10xIC o = =
44 80- 120 IC=30 0,05-0,10x1C o . n

$55%44 %l - Special materials
5.1
5.2
5.3 100- 140 IC+30 0,05-0,10x1C =

IC4,6/1C9,2
-
9679
YR Hpl=hikb HHAAYHAKE % 2 4| mms %
Ve [m/min] f, [mm] ap [mm] __J J M __J

JE$% - Non-ferrous materials

ZIL=E% - Aluminium alloys
1.1 800-1000 IC+30 0,10-0,20x IC o n
1.2 800-1000 1C=30 0,10-0,20x IC o =
13 600- 800 IC+30 0,10-0,20xIC u} u

N[ 14 400- 600 1C=30 0,10-0,20xIC o n

15 400- 600 1C=30 0,10-0,20x IC o =
1.6 300- 500 IC+30 0,10-0,20xIC o n

457448 - Special materials
5.1 600-1000 IC+30 0,20-0,30xIC n
5.2
53 200- 300 IC+30 0,05-0,10x1C =

B



FHANKEN 2UYa—+ = O>EwYv%— - Indexable Screw-in End Mills for Rhombic Inserts

-AGVa—AVHNvIT— - Indexable screw-in end mill
- M8 LUk I PaBRiamy NS - From M8 internal coolant supply, ~ *7va—r>| = M8
Z (CR) radial exit (CR) ] ICR

- HEDINLICR@RYAA - With 45° lead angle =

A45° 5175 suitable for chamfering fn‘ )
- — MR R 12— >3k - Compatible with commercially max. \ Y
LT —ITEXD T AT RE available screw-in holders
and adapters

o

T
9 do
0 d3

& IC 4,6

2 AU - Order code 9180 9181
9 dq lo l4 SW 9d3 gdy  Mqmax. Nmax. z P4 X

©0dy) min-1 (%) BE

10 20 88 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 )
& 1co2
2 MBI - Order code 9185 9186
0 dq lo 4 SW 0d; gdy  Mqmax. Nmax. z P4 X

(0 do) min-1 (HE s

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 100Nm 22000 4 .400424 [

AOyvEYy A T —MNIRIFED AV —hR 71— EFBLET,
Delivery: without inserts, with Torx screws
SVl EMUIGE © = IFAELEES & - Stock tool ZEX A - Ordering example: 9180.100202
O= BEEEF - Available at short notice



O Ew4 7% — - Indexable Screw-in End Mills for Rhombic Inserts FRANKEN

- 7=I\—RAvEYIAY - Indexable milling cutter DIN138
)= - Internal coolant supply, ICR
NSEICEEMBELSE radal ext (CR &
(ICR) =
el B
max. \”
5l
LIJ
& 1092
AU - Order code 9285
9 dy lo gd3 0Dy Nmax. Z P14 X
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 [
AV —NFRIFED AT a—EHBLE T,
Delivery: without inserts, with Torx screws
72t - Accessories
A9 2—RZ4/\— - Screwdriver AP —KZ 9" 12— - Clamping Screw
- B
B FAIFE - Order code 9855 U I - Order code 9805
RPN YA X P Mg max. YA X
L 6 e o e nE
IC 4,6 Torx T7 .07 () IC 4,6 M2,2 x 3,7 x Torx T7 1 Nm 223707 o
1C 9,2 Torx T9 .09 ) 1C 9,2 M3 x6,5xTorxT9 2,25 Nm .306509 J
EE={TZ=BHLEA - High-Temperature Screw Paste
BB - Order code 9000
NERE RS
Quantity B
100 1000 °

AV —RZAT)21—DEEE(IE%  Applying a light coating of grease on
BEIET B Tcoh EEDBESERGIE  thread and countersunk head ensures
FEZX7)2—DRUEREAY RER  that the Torx screws for the inserts can
[CBHLTLLIZE W, be loosened again.

B



FHRANIEIN 7Lz420588= 0T %46 - High-Volume Machining in Aluminium Materials

AN A /- CuE

INT=EHR Machining example

B J Machine:

DMC 80 U duoBLOCK® DMC 80 U duoBLOCK®
EEhEER * Spindle:

12,000 (min-1) 12000 rpm

130 (Nm) L 130 Nm

BT 40 1624 1S0 40

PIERHEH E 40 (bar) Coolant-lubricant pressure 40 bar
INILI3Y12% Emulsion 12%

REIH - Material:

FZILZEE Aluminium alloy
AlMg4,5Mn - F27 | AlMg4,5Mn - F27

EN AW 5083 EN AW 5083
HEDT—TY Objective:

fRZetm T E RO ITICE W TN 7O A0 &E{bIC Reducing production time by optimizing the roughing operation
KB N TRFRE DHEIRE on a structural component for the aircraft industry.
Y)a—3zy: Solution:

kT EETZILAY N "TPOAR—A" 517 WR, $20 (B @A Replacing the conventional tool by the FRANKEN Alu-Cut solid carbide end mill

& 2888_7.020)ICE5E, YIBIKGEEEHARDYLAHEZE FEL U, “Aerospace” type WR, dia. 20 mm (art. no. 2888_27.020).

et 3 20K THEHE % ER After optimizing the cutting data and the depth-of-cut values, the metal removal
rate could be tripled.

mI>=—%
Cutting data
X m 7oy PILAY S
conventional "ITFZHANR—XR

YIHIERE / Cutting speed Ve [m/min] 500 630
[E]#5%4 / Speed/rpm n [min-1] 7,960 10,000
H&HT=DixED / Feed per tooth f, [mm] 0.175 0.23
T—7)LiED / Feed eff. v [mm/min] 5,570 6,900
#h75 [EA &= / Axial depth-of-cut ap [mm] 8 20
ZAEYIDAME / Radial depth-of-cut  ag [mm] 10-20 10-20
1< 9 HEHE / Machining volume Q [I/min] 0.67 2.07

R



FILIAEDEEERINTES) - High-Volume Machining in Aluminium Materials FRANKEN

AN A /- CuE

NI EEH Machining example
T Machine:
Alzmetall GS 1000 5T Alzmetall GS 1000 5T
EEIER Spindle:
18,000 (min-T) 18000 rpm
138 (Nm) 138 Nm
HSK-A63 HSK-AG3
MIEBHEH E 40 (bar) Coolant-lubricant pressure 40 bar
IXILY3Y 10% Emulsion 10%
HREIA - Material:
ZILZEE Aluminium alloy
AlZnMgCu1,5 - F53 AlZnMgCu1.5 - F53
EN AW 7075 EN AW 7075
HEDT—T VI Objective:
FZetm | — A& SRR O IN TRFFE DB Reducing the machining time for an integral component for the

aircraft industry.
Ya—3zr: Solution:
ERXTEEZF)LAYRN "TFZOAR—R" 447 WR. D20 .J—F+—  Replacing the conventional tool by the FRANKEN Alu-Cut solid carbide
R2 (B4 mREYEE 2890_7.020020)Ic E &, end mill “Aerospace” type WR, dia 20 mm with corner radius 2 mm

Yt AmOYIAHAEEZ R B U VK THEHE I F N E (art. no. 2890_7.020020). After optimizing cutting data and depth-of-cut

TORAE 6 5% ZEM. UMD TILAY NOTEHEAIFERRICE  values, the metal removal rates could be increased to almost six times the

N75%6ER, former volume. The tool life of the Alu-Cut “Aerospace” was approximately
75% higher than that of the conventional tool.

mt>=—%
Cutting data
TER G Ty PILAY S
conventional "ITFZHAANR—XR"

BIHIEE / Cutting speed v [m/min] 300 578
[E] %544 / Speed/rpm n [min-1] 4,780 9,200
H&HT=D3%ED / Feed per tooth f, [mm] 0.10 0.20
T—7)L#ED / Feed eff. v [mm/min] 1,912 5,520
Bl FIY0A M E / Axial depth-of-cut ap [mm] 10 20
ZAEYIDIAME / Radial depth-of-cut  ag [mm] 20 20
1< 9°HEH E / Machining volume Q [Vmin] 0.38 2.21

B
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