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LAy B F 0455 L - The Alu-Cut Programme
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The Alu-Cut line from FRANKEN features end mills for volume machining
as well as for universal machining of aluminium.

TS0 TILAYMMEITILEEEDBEERM I A S NEIA
MIICE TGS T A IURIIL ) —X T,
FOEEDVE DO THABIERAEIFOAL—RAA—T1>71Z  Very smooth coatings prevent the formation of a built-up edge and protect
SO TCABICEBERATRCHEDEREHETET, the tool against wear.

RwaIBEEL/>OA— MRS TILIEEBEME> )0
VEBEETNETOTILIEEEYICBEARIEETY,

—H A VEERDHYETOTILIAESEY L AAEICIZGLT  Cast aluminium alloys with a silicon content of up to 12% and copper alloys
A—Ta 7 mEHRELTVET, should only be machined with GLT-coated tools.

The uncoated version can be used to machine wrought aluminium alloys
and cast aluminium alloys with a silicon content of up to 7%.
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Technical specifications

= Variable spacing

= Polished flutes

= \ery smooth coatings

= With internal coolant supply

Available tools

= End mills

= End mills with corner radius
= Ball nose end mills

= Torus end mills

MENYT—3Y

Product line variants

m N—2X = Base
m T7ORR—X = Aerospace
» FOJTR = Trochoid

- —— N AL /- N—R D) —XISHRIMBICHE L LIS 1%EaET  The end mills of the Base range offer the perfect
]_ O O fE_LX I ‘,__ 2:5 C]:/S\ % *EEE ,5 (\_/_ E%ﬁ"l‘i—t 0) p E )R Lose VRINNDEBA L TIEIN—T I MRERRE introduction to our range of high-performance tools
.. . . BB TL&LD and the materials they can machine.
More than 1 OO years Of preC|S|0n and innovation. THINT 4 -V AETO IR 2 ZIBRY The geometries are designed in every detail to ensure
BIcHICTHIFASAXNIISHAERICESZ X7  performance and process reliability.
D —2avimBlEThTOE D,
T SRR LD oY — )L EEFY IR - BSE L. Ever since its foundation FRANKEN as part of the EMUGE-FRANKEN company
TL—=7 0227 T5VRO—ERIBoTEVD LT 8. association has been developing and manufacturing milling tools. The wide
NAZPCD/CBN. RO—=7JxA R =AU —hrILoT range of end mills of solid carbide and HSS as well as PCD and CBN inserts
BRENZ2BNBEGETI Ty IE BRBRECEEECVSF or milling cutters with indexable inserts is characterised by precision and
—J—RTLELNTVEY, innovation.
R VERO TIE TS I 38 2B 4SS ARBT YRS The production in our German manufacturing plant in Riickersdorf includes
JLERNMNC B ESSR IO 7L H v A —E TEIE S E->TL standard end mills and bore cutters as well as highly precise special form o e o s ) . » i
57, CORENY— )L CHBOFO IS L. BTN LR and profile milling tools. With its large variety of tool types and cuting Alr-Cr TTAAR-R ) - TRMERERO@ERA  Arospace end mils are opfimised miling cuter designs
Ny i N RSN - - - -- . Aerospasce HMNTIFELIEIVRIIILTY, for machining materials used in the aerospace industry.
MOEMEFIAVEREZL > T IV H0ESIFED materials, the consistently high standards and uncompromising precision, g 1 P . G : ¢ .
=R CERADEBRERZTLLS our product range of milling cutters meets even the highest 2P V7j—>f ke _Tj//j“’t 7T =23 eometries and coatings are specially adapted
=mERIES o qually requirements CDERICIGADTEOHICERLINFERCL to the specific applications and enable an increased
' TEENBYDTHHEDR L. &ADTO metal removal rate, improved process reliability
i?gz;‘i%?#@{ﬂfgﬁ:\?_g_ﬁ7\/\ t;;z{;i/ZTl\*;;_ In addition to our selection of milling tools, we also offer a comprehensive tRLeMCREFDERBRELET, and ensure optimum tool life.
- - V)a—araEiRl Tl ° range of clamping systems, tool holders and accessories.
ALSrr-rszz FAATE -7 EEOBESOT  Trochoid end mills are optimized for high speed
Tt RINTERICEFESNIEIVRIILTY, trochoidal machining of aluminum materials. Geometries

OO RIITICEE LIe DA X M) e
FEEEB B ASXd FTORSOITISH S
LET
FyFTTL—HA—DIDTHRITL. 7O
ZeEEBRLED,

and the number of flutes are optimized for trochoidal
machining, which can be used up to maximum depth of 5
X d1 0

Optimal chip breaker ensure reliable chip evacuation and
process safety.
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Y1)y RI>R=)L - Solid Carbide Milling Cutters

TAORX IO T AR — Product finder
PE Please note:
EWEHIMCHTEIIVRIIILOBERMEIFUTDORETHSHENTVET: The suitability is indicated as follows:
=58 W = very suitable
O = EATRE [J = suitable
TV —2 3y - I 5laRD38R S #17EH-DINth REfl-Jistt

Applications — material

Tensile strength

Material examples

Material numbers

WR A\
93-20mm 03-20mm 92-20mm 02-20mm 06-20mm 06-20mm 06-20mm 096-20mm 03-20mm 93-20mm
3 3 2-3 2-3 3 3 3 3 2-3 2-3 YAPSE:|
2548 2548K 2544 2544K 2546 2546K 3846_2 3846KC 3848_2 3848KC —
2549 2549K 2545 2545K 2547 2547K
10 10 12 12 14 14 16 16 18 18 ~R—3-Page

IR H LS Cold-extrusion steels, Cq15
i ABE R e Re Construction steels, <600 N/mm2 S2350R (SB7-2) SPL, Pt 5100, STKM,
TRHIER Free-cutting steels, etc. 10SPb20 ' '
WA E A R R Construction steels, E360 (St70-2)
TR Case-hardened steels, < 800 N/mm?2 16MnCr5 Ssgl\cnnﬁégcsﬁﬂﬂf”
i Steel castings, etc. GS-25CrMo4 ’
TR R Case-hardened steels, 20MoCr3
FILIEET Hea-treatable steels, <1000 N/mm? 42Cod SACM, SCM HSH, SChld 0K,
ARG Cold work steels, etc. 102Cr6 n, » SLrAath,
FRNIBE Heat-treatable steels, 50CrMo4
Vsl e cniil Cold work steels, < 1200 N/mm2 X45NiCrMo4 SCM445H, SKH, SKS, SKT, SUP
1t Nitriding steels, etc. 31CrMo12
Ba%il High-alloyed steels, X38CrMoV5-3
aﬁlﬁﬁlﬂs;’%ﬁﬁﬁ% Cold work steels, < 1400 N/mm2 X100CrMoV8-1-1 SKD12, SKD61, SKT, SUH, SKH
aeTEHEHESEA Hot work steels, efc. X40CrMoV5-1
ATLR Stainless steel materials
. o146 INTIHAE Ferritic, martensitic < 950 N/mm2 X2CrTi12 SCS, SUS420J2, SUS403 .
M X F—=2RTFAk Austenitic < 950 N/mm2 X6CrNiMoTi17-12-2 SCS, SUH, SUS304, SUS316L I M
b F—RTFANTSA 8, Bt R Austenitic-ferritic (Duplex) < 1100 N/mm2 X2CrNiMoN22-5-3 SUS329J3L, SUS630 L
41 |[A—ZTF AT 51 15, i@t R Austenitic-ferritic heat-resistant (Super Duplex) < 1250 N/mm2 X2CrNiMoN25-7-4 SUS329J4L, SCS14A, 15-5PH 4.
N : . . 100-250 N/mm?2 EN-GJL-200 (GG20) FC200
129 Ak Cast iron with lamellar graphite (GJL) 250-450 N/mm?2 EN-GJL-300 (6G30) F0300
N ’ . . 350-500 N/mm2 EN-GJS-400-15 (GGG40) FCD450
RoBRA )Lk Cast iron with nodular graphite (GJS) 500-900 N/mm?2 EN-GJ5-700-2 (66G70) FeD700
. _ — - - N 2
NZF¥ 25—k Cast iron with vermicular graphite (GJV) iggggg mmﬁz gj¥ 2g8 Egﬁgg
: 250-500 N/mm2 EN-GJMW-350-4 (GTW-35) FCMW330
Pl Malleable cast iron (GTMW, GTME) 500-800 N/mm?Z | _EN-GJVB-450-6 (GT5-45 FCMIW370
TILSZOLE Aluminium alloys
< 200 N/mm2 EN AW-AIMn1 A1050,A3030 [] [] ] ] ] ] [] [] ] []
TILIZULESR BEM Wrought aluminium alloys < 350 N/mm? EN AW-AIMgSi A5052, A6061 [] [] [] [] [] [] ] ] ] ]
< 550 N/mm2 EN AW-AIZn5Mg3Cu A7075 ] u L] u L] ] [] [] [] []
Si< 7% EN AC-AIMg5 ADC5,AC7A O u O u m] ] O [] ] []
TINIZULEE &Y Aluminium cast alloys 7% < Si < 12% EN AC-AISi9Cu3 ADC11,ADC12,AC2A [] [] [] [] []
12% <Si<17% GD-AISi17Cu4FeMg ADC14
ies Copper alloys
flgh, EE SR Pure copper, low-alloyed copper < 400 N/mm2 E-Cu 57 #0$H, C2400 ] 0 0 0 0
i Copper-zinc alloys (brass, long-chipping) < 550 N/mm?2 CuZn37 (Ms63) 2720, C2801 ] ] [} [} [}
EIESE Copper-zinc alloys (brass, short-chipping) < 550 N/mm2 CuZn36Pb3 (Ms58) 3560, C3710 ] ] [} [} [}
TILSEH Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm? CuAl10Ni5Fe4 5210, 6280 m] u] 0O 0 0
= i) Copper-tin alloys (tin bronze, long-chipping) < 700 N/mm2 CuSn8P LBC3 [} [} [} [} [}
REISH Copper-tin alloys (tin bronze, short-chipping) < 400 N/mm?2 CusSn7 ZnPg(Rg?) BC3 m] 0O 0O 0 [H]
= ' < 600 N/mm2 AMPCO® 8 O O O [} ]
BHEEE Special copper alloys 1200 Umm? (,(L\MPCO® 45))
FESPINY Magnesium alloys
I I LEE BEM Magnesium wrought alloys < 500 N/mm?2 MgAI6Zn
FESIN--3 /] Magnesium cast alloys < 500 N/mm2 EN-MCMgAI9Zn1 MC2A, MD1A
S Synthetics
L MERRE (BBLID<T) Duroplastics (short-chipping) Bakelit, Pertinax
] BHERRE (RLWWIDLT) Thermoplastics (long-chipping) PMMA, POM, PVC
HER LIRS (M SR = < 30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK
G L EhE (MEIEE > 30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK
2 S Special materials
02771k Graphite € 8000
BIRTU-HER Tungsten-copper alloys W-Cu 80/20
Eait] Composite materials Hylite, Alucobond
FRUE Titanium alloys
fFra> Pure titanium < 450 N/mm2 Til [
NPN - < 900 N/mm2 TiAl6V4 A4Ti-6Al-4V
Favas Titanium alloys < 1250 N/mm? TIAI4MoASn2 TiA4Mo4Sn2
ZwI)LE, ONLE HEd Nickel alloys, cobalt alloys and iron alloys
H=—wr)L Pure nickel < 600 N/mm? Ni 99,6 =TIl
. ~ I <1000 N/mm2 Monel 400 E3JL400, /\Z7O1 B
—vr\Eas Nickel-base alloys < 1600 N/mm? Tnconel 718 EOREI WL
N N < 1000 N/mm?2 Udimet 605 Udimet 605
ANLNEES Cobalt-tase alloys < 1600 N/mm? Haynes 25 Haynes 25
BESE Iron-base alloys < 1500 N/mm2 Incoloy 800 Incoloy 800
ShEE Hard materials
44 - 50 HRC Weldox 1100 SKT4, 7TJLRv 2 X1100 1
H . 50 - 55 HRC Hardox 550 N\N—Fvy 22500 2 H
3 | =REN, SEEN, SEE S High strength steels, hardened steels, hard castings 55 - 60 HRC Armox 600T SKD61,77—Ev 2 Z600T )
4 60 - 63 HRC Ferro-Titanit SKD11 4
& 63 - 66 HRC HSSE HSSE 5
5
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I7OXANR—R I7ORNR—R == lgy —
WF ™ WR WR W WF ™™ W
06-25mm 096-25mm 06-25mm 096-25mm 012-25mm 012-25mm 012-25mm 012-25mm 096-25mm 06-25mm 812-25mm | 912-25mm 06-25mm 06-25mm 912-25mm | 912-25mm 06-20mm 96-20mm 06-20mm 02-12mm 92-12mm
7P 3 3 3 3 3 3 3 3 3 3 3 3 3-4 3-4 4 4 4 4 4 1 1 795
— 3850_Z 3850KC 3852 7 3852KC 3854 7 3854KC 3856_Z 3856KC 2888 7 2888RZ 2890_7 2890RZ 2889 7 2889RZ 2891 7 2891RZ 3738 Z 3740 2 3742 17 1909 190 |
== 2881 7 2881RZ 2883 Z 2883RZ 2882 7 2882RZ 2884 7 2884RZ ==
= Page 20 20 20 20 22 22 22 22 24 24 26 26 28 28 30 30 32 32 34 36 36 ~—-Page
M 1M
4.
u u u L L] L L u u u u L u u u u u u L] u u
u u u u L] L u n u u u u u u L u u u u n u
L] L L] L u L L L L L] L] L L L] L u L] L u L L
] L 0 L O L 0O L 0O L] 0 L O L] 0O u ] O O O L]
u u L L
] m] m] [m] ] m] ] ]
0 0 0 m] ] 0 ] 0
0 O O O ] O ] 0
O O O 0 0 O 0 O
O 0O 0 0 0 0O 0 0O
0 0 0 0 0 0 0 0
] ] O O ] O ] ]
n u
n u
n u
L] L]
[m] ]
H— < H
4 4
5 5
6 7
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90,5-12mm 90,5-12mm 98-16mm 98-16mm 93-12mm 93-12mm 90,5-12mm 90,5-12mm 98-16mm 98-16mm 93-12mm 93-12mm
Z[FH] 2 2 2 2 2 2 2 2 2 2 2 2 VAPSES!
— 1921 1921R 2830 2830R 1943 1943R 1942 1942R 2838 2838R 1941 1941R —
— ] — ]
= Page 38 38 40 40 42 42 44 44 46 46 48 48 ~<—-Page
M2 1M
A: l:
u u u u u u u L L] u u u
u u L u L u u L u L u u
L L] L L L L L] L u L L L]
u u L] L L L]
u u u u L u
L] u L L L L]
u u L] L L L]
0 O O O O 0
0 O 0 O 0 0
0 0 0 0 0 0
] 0 ] O O ]
0 ] ] m] O ]
u u u u L L]
u u u u u L]
u u u u u u u L L] u u u
L] u n u n ] u L] u n ] u
L] u L L L L]
u u L u L u
O u O u [m] L] O u O u O u
H <% 3 H
4 4
5 5
: 9
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Y=L

= 7ILSEEOMTIICRBEIL

= High performance tool
= Special geometry for the
machining of aluminium

It RERE = Centre cutting
B R—Ayhk = Very smooth GLT coating
"B L—AGITaA—FT1>7
=~ Iz
() S
(- =
lp '§
I3
I
~Ia
( \ S
[\ =

A ITFIEZIL - End Mills

O]
k¥

d—F>7% - Coating

GLT

TV —ary - #EIN (PABER)

=TI EEEEREMOMIIC

B/ —RRIFVIIAVEEEBT%ET

DT IZEEHEYIEART R

G O—FTo>YJRiE>VaAVEES
DR%ETDTILIEEHEYCHELIC

SEATEE

= ZEHAROIMIICHRE

= Suitable for Z-axis milling

Applications — material (see page 4)

= For wrought aluminium alloys

= Uncoated version suitable for aluminium cast
alloys with a silicon content of up to 7%.

= GLT-coated version can also be used in
aluminium cast alloys with a silicon content
of up to 12% as well as in copper alloys

14 N[ 1345 2127

| DIN6527 - 1> -Longdesign 2508 | 2500 | 2548K | 2540K |

0 d lo I3 Iy 0d3 g 0dy In Nmax. 2) YA
hi1 h6 = min-1 Bk
3 7 14 57 2,9 20 6 21 30000 3
4 8 18 57 3,8 20 6 21 30000 3
5 10 19 57 4,8 20 6 21 30000 3
6 13 20 57 58 - 6 21 30000 3
8 19 25 63 7 = 8 27 25000 3
10 22 30 72 9,5 - 10 32 20000 3
12 26 85 83 11,6 = 12 38 15000 3
16 32 40 92 16,5 - 16 44 12500 3
20 38 50 104 185 = 20 54 10000 3

YUTILR S VDR ARFFABEREISDINGS35HBICZEHL

Maximum permissible revolution of solid carbide end mills with clamping flat according to DIN 6535 HB

2548.004 2549.004 2548K.004
2548.006 2549.006 2548K.006

2548.010
2548.016

2549.010 2548K.010
2549.016 2548K.016

Bt —F—
with bevelled edge

2549K.004
2549K.006
2549K.010
2549K.016

0 ERE

Y4124 - Cutting Conditions FRANKEN

AmmnmwA /- Cute
Loase
-7 SRS - ~ ‘
End mills type WR - long design
2548
2548K
J>a—hk GLTA—F+r>% 2549
Uncoated GLT coated 2549K
) = S
= I = [
1 & 1 <&
& &
0 dq . 0 dq
& 0d4 < “’QI 0 d4 <
de de de de
=04 3 =04xd4 a =04 3. =0,4xd4
Ve f; Ve f; Ve f; Ve f; 'Y
[m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] * ¢ ‘
AT~ L R Stahlwerkstoffe - Stainless steel materials
M2
4
77JL=E% - Aluminium alloys
210 0,009 x d4 295 0,011 x dy 300 0,009 x dy 420 0,011 x dy [m] []
300 0,008 x d4 435 0,010 x d4 430 0,008 x d4 620 0,010 x dy O []
270 0,007 x dy 385 0,008 x dq 385 0,007 x d4 550 0,008 x d4 [m] [ ]
190 0,008 x d4 265 0,010 x dy 270 0,008 x d4 380 0,010 x d4 [m] [ ]
200 0,007 x d4 300 0,008 x d4 ] [ ]
$HEZ - Copper alloys
70 0,005 x dq 110 0,006 X dq 100 0,005 X dy 160 0,006 X dy ] O (]
70 0,005 x d4 110 0,006 x d4 100 0,005 x d4 160 0,006 x d4 [m] [m] [ ]
70 0,005 x dy 110 0,006 x dyq 100 0,005 x d4 160 0,006 x d4 [} [m] [ ]
55 0,004 x dy 100 0,005 x dyq 80 0,004 x d4 140 0,005 x d4 [} ] [ ]
55 0,004 x dy 100 0,005 x dq 80 0,004 x d4 140 0,005 x d4 [} ] []
55 0,004 x dy 100 0,005 x dq 80 0,004 x d4 140 0,005 x d4 [} ] []
40 0,003 X dy 70 0,004 x dy 60 0,003 x dy 100 0,004 x dy ]
XT*> U LE® - Magnesium alloys l l l l | | |
| | | | | \ \ \
= A - Synthetics
£l - Special materials
FH>E% - Titanium alloys
—oTLE, aNLRE, SRETIEEZ - Nickel alloys, cobalt alloys and iron alloys
=f8EEH - Hard materials
H

o[ oo —|

W= 538 - very suitable
O = EFATIHE - suitable

v = IHISEREE - Cutting speed
f, = Hdp7=D3ED - Feed per tooth

Eriesi



FRANKEN B 5=rs ]I - Cutting Conditions FRANKEN

A A /-Cute A A /-Cue
Lose Lose
-7 SRS - ~ ;
= SHEREN\A/NTH— X = High performance tool ey J_:/h*)l’ SATW _D b4 S S8 - Valid for
w—)L = Special geometry for the W End mills type WR - long design o
= 7ILEEEROMIICHE(L  machining of aluminium - ‘ 2544K
Ry V=UIbSE S = Low-vibration machining L o o e
= EEUDARVEN AT = With 2 and 3 flutes - /U/:|I dh GLTGZILT Tt'fd/7 255
m 2R E T IE3H = Centre cutting ncoate coate
B R—Ayhk = Very smooth GLT coating 7
" B2 L—ZGLTa—F1 32 @
45°
S S
~p . S Il S 1]
KB x45° S “ = <
-g ( \ é‘ 0 dq 0 dq
R g: ‘?[ - “?l el b
I
3 | + £ 8 3 de
1
=04 3. =04xd4 a =04 3. =0,4xd4
=Ia
Ve f; Ve f; Ve f; Ve f; ‘ 'Y ‘
[m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] 0
= N () S
= { \ )i =
l2 f I
I3
lg
h
d—7>% - Coating GLT
TV =3y - WHIM (PABR) Applications — material (see page 4) N 1113 14 N[ 1115 21-27
= 7ILEEEEEMOINIIC = For wrought aluminium alloys
B/ VO—FRIESIIAVERET%ET = Uncoated version suitable for aluminium cast
D7 IEEHYIEREATRE alloys with a silicon content of up 10 7%. X7~ L X Stahlwerkstoffe - Stainless steel materials
G O—Ta>YJRiE>VaAVEES = GLT-coated version can also be used in )
DRW%ETOTILIELEMEINELRIC aluminium cast alloys with a silicon content M[ 2
HIERAATEE of up to 12% as well as in copper alloys 3.
" ZEAEONTIC b &RE = Suitable for Z-axis milling :
e BN EB5IChERAARE = Suitable for roughing and finishing
DIN 6527 - £1>/% - Long design 2544 | 2545 | 2504K | 2545K |
0 dy lo I3 l4 0d3 N 0 do In KB Nmax. 2) z Bk —7+—
h10 h6 == mint [ with bevelled edge TIJL=E% - Aluminium alloys
210 0,006 xd 295 0,011 xd 300 0,009xd 420 0,011 xd 0 ]
2 6 10 57 1,9 20 6 21 0,04 30000 2 E 1 ) 1 \ 1 ) 4
2 6 10 5 19 20 6 21 004 30000 3 | 2544002003 | 2545002003 | 2544K.002003 | 2545K.002003 70 T i S0 o T o Doy -1
3 7 14 57 2.9 20 6 21 0,07 30000 2 190 0,005 X dy 265 0,010x dy 270 0,008 X dy 380 0,010 x dy ] u
3 7 14 57 2,9 20 6 21 0,07 30000 3 2544.003003 | 2545.003003 | 2544K.003003 | 2545K.003003 200 0,007 x dy 300 0,008 x dy ] L]
4 8 18 57 3,8 20 6 21 0,07 30000 2 =% Coppar alons
4 8 18 57 38 20 6 21 007 30000 3 | 2544.004003 | 2545.004003 | 2544K.004003 | 2545K.004003 o L — - — 5 — 5 — N ——
5 10 19 57 48 20 6 21 0,12 30000 2 70 0005 a1 110 006X d; 100 0.005 Xy 160 0.006 X 01 & g ]
5 10 19 57 4,8 20 6 21 0,12 30000 3 2544.005003 | 2545.005003 | 2544K.005003 | 2545K.005003 70 0,005 x dy 110 0,006 x dy 100 0,005 x dy 160 0,006 x dy [ =] []
6 13 20 57 58 = 6 21 0,12 30000 3 55 0,004 X dy 100 0,005 x dy 80 0,004 x dy 140 0,005 x dy ] =] ]
8 19 25 63 7.7 - 8 27 0,12 25000 3 2545.008 2544K.008 2545K.008 5 0,004 x dy 100 0,005 x dy 80 0,004 x dy 140 0,005 x dy 5] = L]
* : 55 0,004 xd 100 0,005 xd 80 0,004 xd 140 0,005 xd ] =] ]
10 22 30 295 - 10 32 02 20000 3 40 0003 xd 70 0004 X dt 60 0.003 x dy 100 0.004 x ds O
12 26 35 83 11,5 - 12 38 0,2 15000 3
14 28 38 83 13,5 - 14 38 0,2 12500 3 RT*> LG - Magnesium alloys
16 32 40 92 15,5 - 16 44 0,2 12500 3 [ [ [ [ [ \ \ \ \
18 3 52 100 175 - 18 52 02 10000 3 T 1 1 1 1 1 1 ‘ ‘ ‘ \
20 38 50 104 19,5 - 20 54 0,3 10000 3 2545.020 2545K.020 = =
A ITILRY v U D IRAFTARIEREIIDINGS3SHBIZZEHL
Maximum permissible revolution of solid carbide end mills with clamping flat according to DIN 6535 HB
£l - Special materials
FH>E% - Titanium alloys
—oTLE, aNLRE, SRETIEEZ - Nickel alloys, cobalt alloys and iron alloys
’ =f8EEH - Hard materials
2
H 3
4
5

12 | = £ - very suitable v = IHISEREE - Cutting speed 13
[FRANKEN| O = B A]HE - suitable f, = Fdp7=DED - Feed per tooth [FRANKEN|
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Y4124 - Cutting Conditions FRANKEN

A A /-Cute A A /-Cue
Lose Lose
—F—RfFEFT VRS -avy
= SMREN/NTA—~ X ®High performance tool NI oF+10] 3 + R.”"' I/h‘.)b 2A7W -0 (ﬁ XHEREY S, - Valid for
v—JL = Special geometry for the W N e b End mills with corner radius type W — long design
= 7ILIEESOMIICEEL machining of aluminium - &: -?*_@ﬁ ggigK
INIYIHERt = Low-vibration machining A\ [w] 5 R o P
= EEUDAVERARINIT = Several corner radii % /U/ = t_dh GLTGJLT_i‘d/ 7 oK
» TEBRSYICESBDI—F  percutting diameter 4 neoate coate
—R%EZA>VFvS = Centre cutting A
= R—Hyhk = \Very smooth GLT coating 38-40°
R { S ki S k1
“‘ It 1 & I &
A & § &
i + n 0 d4 0 d4
N4 N
e e de de
=04 3. =04xd4 =04 2. =0,4xd4
= Ve fz Ve fz Ve f; Ve f; )
¢ : [m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] & “ ‘
5 (I =
Io f |
I3
h
d—7>% - Coating GLT
T =3 - HEI (PABER) Applications — material (see page 4) N[1343T 14 N[ 1345 2127
= VI IEEEEMOINIIC = For wrought aluminium alloys
B/ VO—FRIESIIAVERET%ET = Uncoated version suitable for aluminium cast
DT ILIEERTEY)IE A AT RE alloys with a silicon content of up to 7%. X7~ L Z Stahlwerkstoffe - Stainless steel materials
G O—FTo>YJRiE>VaAVEES = GLT-coated version can also be used in )
DRW%ETOTILIELEMINELRIC aluminium cast alloys with a silicon content M[ 2
bIERAATEE of up to 12% as well as in copper alloys 3.
" ZE A EONTIC b &RE = Suitable for Z-axis milling :
R BN EB5IChBAMEE = Suitable for roughing and finishing
DIN 6527 - 1>/% - Long design 2546 2547 | 2546K | 2547K
0dq r lo I3 Iy 0d3 0dy In i, 2 YA d—F—RffE
h10 +0,02 h6 == min-1 BaE=4 with corner radius 7IL=E% - Aluminium alloys
210 0,006 xd 295 0,011 xd 300 0,009 xd 420 0,011 xd 0 ]
6 0,5 13 20 57 5,8 6 21 30000 3 : 1 : 1 : 1 : 1
S R 58 0 21 3000 3 | 2546006010 | 2547.006010 | 2546K006010 | 2547K.0G010 70 T bl T Bl T & T -
2 190 0,005 X dy 265 0,010 X dy 270 0,008 x d; 380 0,010x d; ] u
8 1,5 19 25 63 7,7 8 27 25000 3 2546.008015 2547.008015 | 2546K.008015 | 2547K.008015 200 0,007 x d 300 0,008 x d ] L]
8 2 19 25 63 7,7 8 27 25000 3 5% Conperalos
10 22 30 72 95 10 32 20000 3 | 2546.010010 | 2547.010010 | 2546K.010010 | 2547K.010010 B — = - - o0 <50 TOE ] —
10 15 22 30 72 95 10 32 20000 3 70 0005 X, 110 0,006 x4, 100 0,005 x4, 160 0,006 x4, 0 0 (]
10 2 22 30 72 9,5 10 32 20000 3 2546.010020 | 2547.010020 | 2546K.010020 | 2547K.010020 70 0,005 x dy 110 0,006 x dy 100 0,005 x dy 160 0,006 x dy [ =] []
12 1 26 35 83 11,5 12 38 15000 3 55 0,004 X dy 100 0,005 x dy 80 0,004 X dy 140 0,005 X dy ] =] (]
55 0,004 xd 100 0,005 xd 80 0,004 xd 140 0,005 x d ] =] (]
:g ;,5 gg gg gg 1 1 ,g 1% (332 12888 g 2546.012015 | 2547.012015 | 2546K.012015 | 2547K.012015 =5 0004 x dl 100 0005 x dl 0 0000 x dl 140 0005 X d: = = 5
, 40 0,003 xd 70 0,004xd 60 0,003 xd 100 0,004 x d ]
12 25 26 3 8 115 12 38 15000 3 | 2546.012025 | 2547.012025 | 2546K.012025 | 2547K.012025 o o e o
12 3 26 35 83 115 12 38 15000 3 RT*> LG - Magnesium alloys
12 4 26 35 83 11,5 12 38 15000 3 2546.012040 | 2547.012040 | 2546K.012040 | 2547K.012040 l l l l 1 [ 1 [ [ 1
16 1 32 40 @2 155 16 44 12500 3 T 1 1 1 1 1 1 1 1 1 1
16 1,5 32 40 92 15,5 16 44 12500 3 2546.016015 | 2547.016015 | 2546K.016015 | 2547K.016015 = =
16 2 32 40 92 115,35 16 44 12500 3
16 2,5 32 40 92 15,5 16 44 12500 3 2546.016025 | 2547.016025 | 2546K.016025 | 2547K.016025
16 3 32 40 92 15,5 16 44 12500 3 T Special materal
16 4 32 40 92 15,5 16 44 12500 3 2546.016040 | 2547.016040 | 2546K.016040 | 2547K.016040 geia. materials
20 1 38 50 104 19,5 20 54 10000 3
20 1,5 38 50 104 19,5 20 54 10000 3 2546.020015 | 2547.020015 | 2546K.020015 | 2547K.020015
20 2 38 50 104 19,5 20 54 10000 3 & PeC
20 2,5 38 50 104 19,5 20 54 10000 3 2546.020025 | 2547.020025 | 2546K.020025 | 2547K.020025 F2> 5 -Titanium alloys
20 3 38 50 104 19,5 20 54 10000 3
20 4 38 50 104 19,5 20 54 10000 3 2546.020040 2546K.020040 | 2547K.020040
A ITILRY v RO RAFTFAEIEREIEDINGSISHBICHEHL =vT)VE, JNVRE, SREMZAS S - Nickel alloys, cobalt alloys and iron alloys
Maximum permissible revolution of solid carbide end mills with clamping flat according to DIN 6535 HB
=h2E#H - Hard materials
1
2
H 3
4
5

W= 538 - very suitable
O = EFATIHE - suitable

v = IHISEREE - Cutting speed
f, = Hdp7=D3ED - Feed per tooth

" NS e



FRANKEN BEZEGEaHEET

AmmnmnmA/-Cur

Lose

= SHERENT/INTF— R = High performance tool

V=)L = Special geometry for the
= 7IILEEEOMIICREREL machining of aluminium
INIYIHHET = [ ow-vibration machining

= EEUDRVEEDRINT
" BRL—AGLTO—F1>%
u EOH B DA A JLE— LA

m Very smooth GLT coating
= Internal coolant supply,
axial exit (ICA)

Z(ICA)

%

N
W N
N\

4
4

2
8-40°

x4

w

o

&
o

N\

-
b

d—F>7% - Coating

GLT

TP —2ay - HHIM (P4EER)

B 7ILIEEREMOMIIC

B/ —RRIFVIIAVEEEBT%ET
DTINIEESHEWIERAREE

G O—Ta>YJRiE>VaAVEES
DR%ETDTILIEEHEYCHELIC
DEAETAE

= ZEHAROMIICHRE

=Rt BN EB5IChEARTRE

Applications — material (see page 4)

= For wrought aluminium alloys

= Uncoated version suitable for aluminium cast
alloys with a silicon content of up to 7%.

= GLT-coated version can also be used in
aluminium cast alloys with a silicon content
of up to 12% as well as in copper alloys

= Suitable for Z-axis milling

= Suitable for roughing and finishing

N[ 1115 21-27

T YR504 - Extralong design 3846 Z | | 38a6KC | |

0 d lo I3 l4 0 d3 0dy KB V4 Bk —7+—
n10 h6 [F# with bevelled edge

6 13 26 62 58 6 0,12 3

8 19 32 68 7.7 8 0,12 3
10 22 40 80 )5 10 0,2 3
12 26 48 93 15 12 02 3
14 28 54 99 13,5 14 0,2 3
16 32 60 108 15,5 16 0,2 3
18 36 70 118 17,5 18 02 3
20 38 76 126 19,5 20 0,3 3 3846_7.020 3846KC.020

co>oooay (DRE) ST RFKET

Transition radius

NEADSRYIICNT TR TS Day (DRE) ST KT EFHRA.
A MEICIBLVIAA THERED R WME EIFIITARIEE T,

Transition radius from the peripheral cutting edge to the neck.

Axial infeeds produce stepless surfaces.

v ENE

Y4124 - Cutting Conditions FRANKEN

AmmnmwA /- Cute
Loase
. . o -
End mills type W — extra long design
3846_7
3846KC
J>d—hk GLTA—F+r>%
Uncoated GLT coated
S S
S I = I
It & 1 &
[t & &
0 d4 [l 0 d4
& 0 dq < & 0 dq <
\
e (S de 3
=04 3. =04xd4 a =04 2. =0,4xd4
Ve f; Ve f; Ve f; Ve f; 'Y
[m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] & ¢ ‘
AT L X Stahlwerkstoffe - Stainless steel materials
M2
4
77JL=E% - Aluminium alloys
210 0,006 X d4 300 0,011 x dy 300 0,009 x dy 420 0,011 x dy [m] []
300 0,005 x d4 430 0,010 x dy 430 0,008 x d4 620 0,010 x dy O []
270 0,005 x d4 385 0,008 x d4 385 0,007 x d4 550 0,008 x d4 [m] [ ]
190 0,005 x dy 265 0,010 x dy 270 0,008 x d4 380 0,010 x d4 [m] [ ]
200 0,007 x d4 300 0,008 x d4 ] [ ]
$HE % - Copper alloys
100 0,005 x dy 160 0,006 X dq ] O (]
100 0,005 x d4 160 0,006 x d4 [m] [m] ]
100 0,005 x d4 160 0,006 x d4 [} [m] [ ]
80 0,004 x d4 140 0,005 x d4 [} ] [ ]
80 0,004 x d4 140 0,005 x d4 [} ] []
80 0,004 x d4 140 0,005 x d4 [} ] []
60 0,003 x d 100 0,004 x dq [
XT*> U LE® - Magnesium alloys | | | | | : : : :
| | | | | | | | | |
= A - Synthetics
£l - Special materials
FH>E% - Titanium alloys
—oTLE, aNLRE, SRETIEEZ - Nickel alloys, cobalt alloys and iron alloys
= fEEH - Hard materials
il
.2
H .3
4
I5

W= 538 - very suitable
O = EFATIHE - suitable

v = IHISEREE - Cutting speed
f, = Hdp7=D3ED - Feed per tooth

e



FRANKEN

A ITFIEZIL - End Mills

A A /-Cute
Lose
= SiEBE/N/NTA—< X = High performance tool N
V=)L = Special geometry for the W \\\:=
 7ILSEEOMIICEEL machining of aluminium - e
IR ERET = [ow-vibration machining NN
= EEUDRVEDSINT = Very smooth GLT coating %
=R L—AGLTO—Fr>% = Internal coolant supply, g 6Xx d1
= EODS DA ILHR—) LT axial exit (ICA) A P

Z(ICA)

0 dq

o

0 dq
M

E25E
[x]

d—F>7% - Coating

GLT

TP —3> - HHIM (P4BER)

B 7ILZERBEMOMIIC

B /YO—RRIESUAVEBET%ET
DT INIEEHEWIERAREE

G O—FTo>YJmiFVaAERE
DR%ETOTILIEEHEYCHEEIC
BHEARTEE

= ZBAEOMNIIChRE

B BN EB5ICHERARE

Applications — material (see page 4)

= For wrought aluminium alloys

= Uncoated version suitable for aluminium cast
alloys with a silicon content of up to 7%.

= GLT-coated version can also be used in
aluminium cast alloys with a silicon content
of up to 12% as well as in copper alloys

= Suitable for Z-axis milling

= Suitable for roughing and finishing

N[ 1115 21-27

lk=6xdy- TYXMZ0O>% - Extra long design

38482 | | 3848KC |

0 d lo I3 l4 9 d3 lg 0dy KB z Bk —7+—
h10 h6 B3E=4 with bevelled edge
3 8 18 62 2,8 25 6 0,07 2

3 8 18 62 2,8 25 6 0,07 3

4 11 24 62 3,8 25 6 0,07 2

4 11 24 62 3,8 25 6 0,07 3

5 13 30 68 4,8 31 6 0,12 2

5 13 30 68 4,8 31 6 0,12 3

6 13 36 74 5,8 - 6 0,12 3

8 19 48 86 77 - 8 0,12 3

10 22 60 102 9,5 — 10 0,2 3

12 26 72 119 15 = 12 0,2 3

14 28 84 131 13,5 — 14 0,2 3

16 32 96 146 15,5 - 16 0,2 3

18 36 108 158 17,5 = 18 0,2 3

20 38 120 172 19,5 - 20 0,3 3

hooooay (ORE) ST AR

Transition radius

NEADSRYIICNT TR TS Day (DRE) ST KT EFHRA.
A MEICIBLVIAA THERED R WME EIFIITARIEE T,
Transition radius from the peripheral cutting edge to the neck.
Axial infeeds produce stepless surfaces.

t ENE

Y4124 - Cutting Conditions FRANKEN

AmmnmwA /- Cute
Loase
. . ) o -
End mills type W — extra long design
l.=6xd 3848 7
3=0X0q 3848KC
J>d—hk GLTA—F+r>%
Uncoated GLT coated
£ S S S
< I < I
i & i <&
1l 1
<& &
0 d4 0 ds & 0 dy 0 dy &
< &
de de de de
=04 3. =04xd4 a =04 2. =0,4xd4
Ve f; Ve f; Ve f; Ve f; 'Y
[m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] & ¢ ‘
AT L X Stahlwerkstoffe - Stainless steel materials
M2
4
77JL=E% - Aluminium alloys
210 0,006 X d4 300 0,011 x dy 150 0,009 x dy 260 0,011 x dy [m] []
300 0,005 x d4 430 0,010 x dy 150 0,008 x d4 260 0,010 x dy O []
270 0,005 x d4 385 0,008 x d4 150 0,007 x d4 260 0,008 x d4 [m] [ ]
190 0,005 x dy 265 0,010 x dy 130 0,008 x d4 240 0,010 x d4 [m] [ ]
130 0,007 x d4 230 0,008 x d4 ] [ ]
$HE % - Copper alloys
100 0,005 x dy 160 0,006 X dq ] O (]
100 0,005 x dy 160 0,006 x d4 [m] [m] ]
100 0,005 x d4 160 0,006 x d4 [} [m] [ ]
80 0,004 x d4 140 0,005 x d4 [} ] [ ]
80 0,004 x d4 140 0,005 x d4 [} ] []
80 0,004 x d4 140 0,005 x d4 [} ] []
60 0,003 x d 100 0,004 x dq []
XT*> U LE® - Magnesium alloys | | | | | : : :
| | | | | | | | |
= A - Synthetics
£l - Special materials
FH>E% - Titanium alloys
—oTLE, aNLRE, SRETIEEZ - Nickel alloys, cobalt alloys and iron alloys
= fEEH - Hard materials
il
.2
H .3
4
I5

W= 538 - very suitable
O = EFATIHE - suitable

v = IHISEREE - Cutting speed
f, = Hdp7=D3ED - Feed per tooth

Eriesii



FRANKEN B 5=rs ]I - Cutting Conditions FRANKEN

AN Asr-Cut AN Asr-Cut
Aerospsce Aerospsce
= A ETE —
" SERE/N\/NTA—< A = High performance tool N | RUII I/l*\_}l« 2417 WF D/ﬁd’:&UI?Z N4 m D2y SIS, - Valid for
w—)L = Newly developed geometry WF e End mills type WF — long and extra long design 2850 7
= 7L SOERERTMICHE for volume machining and _ e 3850KC
FiFtTomAICEBRIAE  finishing of aluminium NN\ . — 3852 7
BELWH A XN u Low-vibration machining /U/:l 1_; GLTG:‘LT_T:d/ﬁ 3852KC
= EEVUDARVEN AT = Very smooth GLT coating z ncoate coate
B L—AGLTO—F+>% = Internal coolant supply, A
= PN B O A DS DA A radial and axial exit (ICRA) 40°
JLAR—IL{FE(ICRA)
[ J . .
KB x45° S " S "
I «© I ©
z 3-50 < <&
= d od
- - - —-a -
) ‘EREIL . «,
dg de de %
=04 3. =04xd4 =04 3. =0,4xd4
Ve f; Ve f; Ve f; Ve f )
[m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] * “ ‘
S = 3
= s$ =
I
I3
I
d—7 % - Coating GLT
TV =3y - WHIM (PABER) Applications — material (see page 4) N[ 1113 14 N[ 1115 21-27
= VI ZEEEEMOINIIC = For wrought aluminium alloys
B/ VO—FRIESIIAVERET%ET = Uncoated version suitable for aluminium cast
D7NIERHICEARIRE alloys with a silicon content of up to 7%. 2T~ X Stahlwerkstoffe - Stainless steel materials
B GUTO—Ta >V RiE>VaAVEES = GLT-coated version can also be used in )
DRW%ETOTILIELEMCINELRIC aluminium cast alloys with a silicon content M[ 2
@ AR EE of up to 12% as well as in copper alloys vy
01>% - Long design 38502 | | 3850kC | |
0 d lo I3 l4 0d3 0dy KB VA Bitd—+—
h10 h5 BaE4! with bevelled edge TIJL=E% - Aluminium alloys
295 0,009 xd 440 0,011 xd 420 0,009 xd 630 0,011 xd 0 ]
6 8 20 57 5,6 6 0,12 & : 1 : 1 : 1 : 1
: g 435 0,008xd 650 0,010xd 620 0,008 xd 930 0,010xd =] (]
8 10 25 63 7,6 8 0,12 3 3850_2.008 3850KC.008 385 0007 X 580 008 X dt 550 0.007 xdy 830 0.008 X 01 g ]
10 13 30 72 95 10 0,2 3 265 0,008 X dy 400 0,010x dy 380 0,008 X dy 570 0,010 Xy 5] u
12 15 35 83 11,4 12 0,2 3 3850_2.012 3850KC.012 300 0,007 x d 490 0,008 x d ] L]
16 20 46 96 15,2 16 0,2 3 =% Copperaliogs
20 25 58 10 19 20 03 3 3850_2.020 3850KC.020 Haw e —_— 50 TOE ] —
25 30 73 125 24 251 03 3 120 0.005 Xy 180 0.006 X 01 0 ] (]
120 0,005 X dy 180 0,006 X dq ] =] ]
=>4 7 110 0,004 xd 170 0,005 x d ] =] (]
THZ~S5002% - Extra long design | 3827 | | 3852KC | s e L o L1 T
9 dy %3 I3 I 9 d3 9 dp KB VA BEp—F— 110 0,004 x dy 170 0,005 x d O 5] O
h10 e 9% with bevelled edge 70 0,003 X dy 110 0,004 X dq 0 0 ]
6 8 26 63 5,6 6 0,12 3 RT*> LG - Magnesium alloys
8 10 33 71 7,6 8 0,12 3 3852_7.008 3852KC.008 [ [ [ [ [ [ \ \ \ \
10 13 40 82 95 10 02 3 T 1 1 1 1 1 1 ‘ ! ! !
12 15 47 95 11,4 12 0,2 3 | 3852 _2.012 | 3852KC.012 Ba—
16 20 62 112 15,2 16 0,2 3]
20 25 78 130 19 20 0,3 3 3852_7.020 3852KC.020
25 30 98 150 24 251) 0,3 3 T - Special materials
) v 50 mm
Shank length 50 mm
FREE - Titanium alloys
—o7)LE, OAN)LRE, HREMZESZ - Nickel alloys, cobalt alloys and iron alloys
’ =hEE i - Hard materials
2
H 3
4
5

20 | = £ - very suitable v = IHISEREE - Cutting speed 21
[FRANKEN| O = B A]HE - suitable f, = Fdp7=DED - Feed per tooth [FRANKEN|



FRANKEN E

—F—R{FZIT>R=)L - End Mills with Corner Radius

A /- Cue
Aerospsce

= SHERENTNTF—<T R = High performance tool N

v—JL = Newly developed geometry WF \\\:= E..: JEE%E' E %
" 7ILSDEEERTMI A for volume machining and _ N &5: % @"‘

MM IomAICERBREE  finishing of aluminium NN\ [=] [m] = O 1

BEFLUVIH A XN = | ow-vibration machining %
= EEUDRVEED AT = Very smooth GLT coating ’
8 BRL—AGLTO—Fr>7% = Several comer radii IA
n TERZCICERDOI—F per cutting diameter 40°

—RZZA>FwS = Internal coolant supply,
= N CEOBA D SDA  radial and axial exit (CRA) '

JLIR—JLAF E(ICRA)

R
4 3-5°
%
* s
.
sl 3l g
= s$ =
I
I3
h

J—7>% - Coating GLT
T =3 - HEI (PABER) Applications — material (see page 4) N[1343T 14 N[ 1345 2127

B 7ILIEEREMOMIIC

B/ —RRIFVIIAVEEEBT%ET
DTINIEESHEWIERAREE

B GUTO—Ta >V RiE>VaAVEES
DR%ETDTILIEEHEY CHELIC
DEAETAE

= For wrought aluminium alloys

= Uncoated version suitable for aluminium cast
alloys with a silicon content of up to 7%.

= GLT-coated version can also be used in
aluminium cast alloys with a silicon content
of up to 12% as well as in copper alloys

0% - Long design

38542 | | 38%4KC |

J—F—Rf¥E

3854_2.025040

with corner radius

3854KC.012040

3854K(C.025025
3854K(C.025040

0 d r lo I3 l4 0 d3 0do V4
h10 h5 BaE¢
12 2 15 85 83 1.4 12 3
12 2,5 15 35 83 1,4 12 3
12 3 15 55 83 1.4 12 3
12 4 15 35 83 1,4 12 3
16 2 20 46 96 15,2 16 3
16 2,5 20 46 96 15,2 16 3
16 3 20 46 96 15,2 16 3
16 4 20 46 96 15,2 16 3
20 2 25 58 110 19 20 3
20 2,5 25 58 110 19 20 3
20 &) 25 58 110 19 20 3
20 4 25 58 110 19 20 3
25 2 30 73 125 24 2517 3
25 2,5 30 73 125 24 25 1) 3
25 3} 30 73 125 24 2517 3
2 4 125 24 257) 3
0 dq r l4 0 d3 0 dy VA
n10 h6 [Flutes]
12 2 156 47 95 1.4 12 3
12 2,5 15 47 95 14 12 3
12 3 15 47 25 1.4 12 3
12 4 15 47 95 1,4 12 3
16 2 20 62 112 15,2 16 3
16 2,5 20 62 112 15,2 16 3
16 3 20 62 112 15,2 16 3
16 4 20 62 112 15,2 16 3
20 2 25 78 130 19 20 3
20 2,5 25 78 130 19 20 3
20 3 25 78 130 19 20 3
20 4 25 78 130 19 20 3
25 2 30 98 150 24 2517 3
25 2,5 30 98 150 24 25 1) 3
25 3} 30 98 150 24 2517 3
25 4 30 98 150 24 257) 3

3856_2.020025
3856_2.020040
3856_2.025025

3856_7.025040

d—7F—RfFE
with corner radius

5 30 73
T Y2505 - Extralong design 38567 | | 3856KC_
o Iy

3856KC.012025
3856KC.012040
3856KC.016025
3856KC.016040
3856KC.020025
3856KC.020040
3856KC.025025

3856KC.025040

2 BRS

BEOBRVI—F—RIZDVTHIFHAIGLET
Other corner radii available on request

02> 50 mm
Shank length 50 mm

Y4124 - Cutting Conditions FRANKEN

A /- Cute
Aerospsce
dA—F—REFEFIVRII ZATWF -OVIEBLVIT OISOV SRS, - Valid for
. . N . [=]=
End mills with corner radius type WF — long and extra long design
3854 7
3854KC
J>d—hk GLTA—F+r>% 3856_7
Uncoated GLT coated 3856KC
S S
> >
[t} bt
: T N
S 4 & =3 &
1 1
) & &
0 d4
_ & &
al 0 dq al
N © = ‘ N © =
de de de de
=04 3 =04xd4 a =04 3. =0,4xd4
Ve f; Ve f; Ve f; Ve f; 'Y
[m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] & ¢ ‘
AT L X Stahlwerkstoffe - Stainless steel materials
M2
4
77JL=E% - Aluminium alloys
295 0,009 x d4 440 0,011 x dy 420 0,009 x dy 630 0,011 x dy [m] []
435 0,008 x d4 650 0,010 x d4 620 0,008 x d4 930 0,010 x dy O []
385 0,007 x dy 580 0,008 x d4 550 0,007 x d4 830 0,008 x d4 [m] [ ]
265 0,008 x d4 400 0,010 x dy 380 0,008 x d4 570 0,010 x d4 [m] [ ]
300 0,007 x d4 490 0,008 x d4 ] [ ]
$HEZ - Copper alloys
120 0,005 x dy 180 0,006 X dy ] O (]
120 0,005 x d4 180 0,006 x d4 [m] [m] ]
120 0,005 x d4 180 0,006 x d4 [} [m] [ ]
110 0,004 x d4 170 0,005 x d4 [} ] [ ]
110 0,004 x d4 170 0,005 x d4 [} ] []
110 0,004 x d4 170 0,005 x d4 [} ] []
70 0,003 x d 110 0,004 x dy 5] 0 []
XT*> U LE® - Magnesium alloys l l l l l
| | | | | |
= A - Synthetics
£l - Special materials
FH>E% - Titanium alloys
—oTLE, aNLRE, SRETIEEZ - Nickel alloys, cobalt alloys and iron alloys
= fEEH - Hard materials
il
.2
H .3
4
I5

W= 538 - very suitable
O = EFATIHE - suitable

v = IHISEREE - Cutting speed

f, = Hdp7=D3ED - Feed per tooth

ErvEie



FRANKEN BEZEGEaHEET

A A /-Cute
Aerospsce
" SMBEN1/NT+—<>Z = High performance tool N .
Yv—JL = Special geometry for WR e @ %
= 7ILSEEDEHERMIIC  high-volume machining “ o ng, J
REt SN PERET of aluminium NN\ 1
=EEUDRVEERDVAEIT = | ow-vibration machining
B L—RACRNO—F-r>% m\Very smooth CRN coating z
u BN CEOEANSDA  ® Internal coolant supply, A
JLAR—)L{FE(ICRA) radial and axial exit (ICRA) 40°
45°
y 3-5°
-
» [N
n
max.
=l
Er s’I i) s
lp I
I3
l / /
J—7>% - Coating CRN
TV —ay - WHI (PABER) Applications — material (see page 4) N[1A13 14 N[ 1114 2127
= VI EEEEEMOINIIC = For wrought aluminium alloys
YOV ERET%ETDTILIES = For aluminium alloys with
I a silicon content of up to 7%
» CRNO—T+ >/ @mIFAEEICHE = With CRN coating also for copper alloys
=)

O>% - Long design

2688 Z

Eka—F—

0 d lo I3 4 9 d3 0dy In Nmax. 2) z
h11 h5 == min-1 Bk
63 8 20 57 5,6 6 21 30000 3
8 10 25 63 7,6 8 27 25000 3
10 13 30 72 9,5 10 32 20000 3
12 15 35 83 1,4 12 38 15000 3
16 20 46 96 15,2 16 48 12500 3
20 25 58 110 19 20 60 10000 3
25 30 73 125 24 251) 75 8000 3

)2y > UK 50 mm
Shank length 50 mm

A ITILRY v RO RAFREIERIIZDINGS35HBIZHEHL
Maximum permissible revolution of solid carbide end mills with clamping flat according to DIN 6535 HB

QEODS DA ILHR—ILDH(ICA)
Internal coolant supply, axial exit (ICA)

with bevelled edge

2888_2.008 2881_2.008 2888RZ.008 2881RZ.008

2888_7.012 2881_2.012 2888RZ.012
2888_27.020 2881_2.020 2888RZ.020

2881RZ.012
2881RZ.020

» BRE

Y4124 - Cutting Conditions FRANKEN

A /- Cute
Aerospsce
AIIFIVRINZATWR -OVYT THRBIE, Valid for
End mills type WR - long design
2881 7
2881RZ
J>d—hk CRNO—F+>% 2888 7
Uncoated CRN coated 2888RZ
S S
- I iy [
I & 1 <&
& &
0 dq 0 dq
& Lod | |8 ¥ :&*l <
de de de de
=04 3. =04xd4 a =04 2. =0,4xd4
Ve f; Ve f; Ve f; Ve f; 'Y
[m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] * ¢ ‘
AT~ L R Stahlwerkstoffe - Stainless steel materials
M2
4
77JL=E% - Aluminium alloys
295 0,009 x d4 440 0,011 x dy 420 0,009 x dy 630 0,011 x dy [m] []
435 0,008 x d4 650 0,010 x d4 620 0,008 x d4 930 0,010 x dy O []
385 0,007 x dy 580 0,008 x dq 550 0,007 x d4 830 0,008 x d4 [m] [ ]
265 0,008 x d4 400 0,010 x dy 380 0,008 x d4 570 0,010 x d4 [m] [ ]
$HEZ - Copper alloys
120 0,005 X dy 180 0,006 X dy ] O (]
120 0,005 x dy 180 0,006 x d4 ] O []
120 0,005 x d4 180 0,006 x d4 [} [m] [ ]
110 0,004 x d4 170 0,005 x d4 [} ] []
110 0,004 x d4 170 0,005 x d4 [} ] []
110 0,004 x d4 170 0,005 x d4 [} ] []
70 0,003 x dy 110 0,004 x dy ]
XT*S U LES - Magnesium alloys l l l l | | |
| | | | | \ \ \
= A= - Synthetics
£l - Special materials
FH>E% - Titanium alloys
—oTLE, aNLRE, SRETIEEZ - Nickel alloys, cobalt alloys and iron alloys
=fEEH - Hard materials
il
.2
H &
A4
i5

W= 538 - very suitable
O = EFATIHE - suitable

v = IHISEREE - Cutting speed
f, = Hdp7=D3ED - Feed per tooth

e



FRANKEN EREER S T et JHUZ&f4 - Cutting Conditions FRANKEN

AmmmnmAl-Cur AmmmnmAl-Cur

Aerospace Aerospace

dA—F—REAZIIVRIILZATWR -OVYT

= SHERENT/INTF— R = High performance tool NI s ] _ _ _ ! =ty
?Eﬁf ! . Spgecigl geometry for WR ~N—] Dkl O] End mills with corner radius type WR — long design RSB - Valid for

5 7ILSEEDEREERMIIC high-volume machining “ \:§:= ggggﬁé
REL SN I FRET of aluminium N [=]Fiz . o 2B03R2

= EEUDARVEENRIIT = Low-vibration machining % /U/:ll—dh CR'\(‘; EN_T{rd 4 28907

» BBXL—RXCRNO—7>% = \Very smooth CRN coating , ncoate coate

TERICICEHDTI—F = Several corner radii

A
—RESA>FyTS per cutting diameter 40°
&N EOE A D SDAr = Internal coolant supply,
JLR— LT (ICRA) radial and axial exit (CRA) '
R
%
b’ 0d4

S S v
It & il = &
& & ‘\/
3-5° 9 dy 0 dy
LS i5 B | el
‘ N N
e e de de
n
s a0 = 2= 04 xd; a0 =0y 20 = 04X 0y
=l Ve f; Ve fz Ve f; Ve f; & 'Y ‘
4 [m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] Q
]A g e
lp I
I3

2

2

O

d—7 % - Coating CRN
TV =3y - WHIM (PABER) Applications — material (see page 4) N[ 1113 14 N[ 1114 21-27
= VI EEEEEMOINIIC = For wrought aluminium alloys
VOV EEET%NETOTILIE = For aluminium alloys with

I X a .S'“COH CO”te.”t of up o 7% AT L X Stahlwerkstoffe - Stainless steel materials
®» CRNO—FT+ > 7 RiFtAEaEIcHE = With CRN coating also for copper alloys )

FATTRE M 2.

4.

[1>/%/ - Long design

0 dy r I2 I3 h od3  od A M ?  Z O—F—RfFE
h11 h5 == min-1 BaE=4 with corner radius 7IL=E&% - Aluminium alloys
295 0,009 x d 440 0,011 xd 420 0,009 x d 630 0,011 xd [m] []
12 2 15 35 83 114 12 38 15000 3 O X1 XL 209 XL TR
12 25 15 35 83 114 12 38 15000 3 |2890_Z.012025 | 2883 Z.012025 | 2890RZ.012025 | 2883RZ.012025 o et o T st T pad T ——=
12 3 15 35 83 14 12 38 15000 3 265 0,008 X d 400 0,010 x dq 380 0,008 X dq 570 0,010 x dq O [
12 4 15 35 83 114 12 38 15000 3 |2890_Z.012040 | 2883_Z.012040 | 2890RZ.012040 | 2883RZ.012040
16 2 20 46 % 152 16 48 12500 3 s
16 2,5 20 46 9% 152 16 48 12500 3 |2890_7.016025 | 2883_Z.016025 | 2890RZ.016025 | 2833RZ.016025 S o 0005 x4, - 0006 %3; o .
16 3 20 46 96 15,2 16 48 12500 3 120 0,005 x dy 180 0,006 x dy O O []
16 4 20 46 % 152 16 48 12500 3 | 2890_Z.016040 | 2883_Z.016040 | 2890RZ.016040 | 2883RZ.016040 120 0,005 x dy 180 0,006  dy 0 0 (]
20 2 25 58 110 19 20 60 10000 3 1o 0004 x4, i 0005 x4, E 0 =
20 25 25 58 110 19 20 60 10000 3 |2890_Z.020025 | 2883_Z.020025 | 2890RZ.020025 | 2883RZ.020025 004 xdy 005 xdy
20 3 25 58 110 19 20 60 10000 3 L2 ErT - Do S
20 4 25 58 110 19 20 60 10000 3 |2890_Z.020040 | 2883_Z.020040 | 2890RZ.020040 | 2883RZ.020040
25 2 30 73 125 24 251) 75 8000 3 RTF>DLEE - Magnesium alloys
25 25 30 73 125 24 251 75 8000 3 |2890_Z.025025 | 2883 Z.025025 | 2890RZ.025025 | 2883RZ.025025 l l l l l l \ [ [ [
%5 3 0 73 1% 24 250 75 8000 3 T 1 1 1 1 1 1 S
25 4 30 73 125 24 251 75 8000 3 |2890 2.025040 | 2883 Z.025040 | 2890RZ.025040 | 2883RZ.025040 B
BEHOBRVWI—F—RICOVTHIFHAIELET
Other corner radii available on request
£l - Special materials
AITILRY v ROBRAFAEEIISDINGSISHBICHEHL
Maximum permissible revolution of solid carbide end mills with clamping flat according to DIN 6535 HB F&2> A% - Titanium alloys

—oTLE, aNLRE, SRETIEEZ - Nickel alloys, cobalt alloys and iron alloys

=h2E i - Hard materials

o[ [eofho|—|

26 | = £ - very suitable v = IHISEREE - Cutting speed 27
[FRANKEN| O = B A]HE - suitable f, = Fdp7=DED - Feed per tooth [FRANKEN|




FRANKEN

A ITFIEZIL - End Mills

Y4124 - Cutting Conditions FRANKEN

A A /-Cute
Aerospsce
= SMERENAINTA— X = High performance tool | Ens s
v—JL = Special geometry for ') ] 0L D) .E %%E, E =]
5 7ILSEEDEREERMIIC high-volume machining - ey ﬁ .
St SN TEt of aluminium sosemn | [=] OF [=] [=]
= EEUDRVWEEDARINT = |ow-vibration machining
B L—RACRNO—F-r>% m\Very smooth CRN coating z
n FEINCEOEADSDA A = Internal coolant supply, A
JLAR—)L{FE(ICRA) radial and axial exit (ICRA) 40°
KB x45°
y 3-5°
-
» [N
n
max.
~Ia
,sr N\ gI ) e
lo I
I3
h / 1
J—T->% - Coating CRN
T =3 - HEI (PABER) Applications — material (see page 4) N[1343T 14 N[ 1314 2127
= VI EEEEEMOINIIC = For wrought aluminium alloys
YOV ERET%ETDTILIES = For aluminium alloys with
I a silicon content of up to 7%
" CRNO—T+ I miFtHE&IChE = With CRN coating also for copper alloys
FATTRE

024 - Long design 2889 Z 2882 Z 2889RZ 2882RZ

Eka—F—

0 dy lo I3 Iy 9 d3 0do In Nmax. 2) KB z
h5 EE nmin! B3k
63 -0,02 8 20 57 5,6 6 21 30000 0,12 3
8 -004 10 25 63 7,6 8 27 25000 0,12 3
10 -004 13 30 72 )3 10 32 20000 02 3
12 004 15 35 83 11,4 12 38 15000 0,2 4
16 004 20 46 96 15,2 16 48 12500 0,2 4
20 004 25 58 110 19 20 60 10000 0,3 4
25 004 30 73 125 24 251 75 8000 0,3 4

)2y > UK 50 mm
Shank length 50 mm

A ITILRY v RO RAFREIERIIZDINGSISHBIZ EEHL
Maximum permissible revolution of solid carbide end mills with clamping flat according to DIN 6535 HB

QEODS DA ILR—ILDH(ICA)
Internal coolant supply, axial exit (ICA)

with bevelled edge

2889_27.008 2882_7.008 2889RZ.008 2882RZ.008

2882RZ.012

2889_7.012 2882_7.012 2889RZ.012
2889_27.020 2882_7.020 2889RZ.020

2882RZ.020

» BRE

A /- Cue
Aerospsce
RIIFIVRINZATW -OYT THRBIE, Valid for
End mills type W - long design
2882 7
2882RZ
J>d—hk CRNO—F+>% 2889 7
Uncoated CRN coated 2889RZ
S S
- I iy [
I & 1 <&
& &
0 d4
& Lod | |8 ¥ :&*l <
de de de de
=04 3. =04xd4 =04 2. =0,4xd4
Ve f; Ve f; Ve f; Ve f; 'Y
[m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] * ¢ ‘
AT~ L R Stahlwerkstoffe - Stainless steel materials
M2
4
77JL=E% - Aluminium alloys
295 0,008 x d4 530 0,011 x dy 420 0,008 x d4 760 0,011 x dy [m] []
435 0,007 x d4 785 0,010 x d4 620 0,007 x dy 1120 0,010 x dy O []
385 0,006 x d4 695 0,008 x dq 550 0,006 x d4 990 0,008 x d4 [m] [ ]
265 0,007 x dy 475 0,010 x dy 380 0,007 x d4 680 0,010 x d4 [m] [ ]
$HEZ - Copper alloys
120 0,005 x dy 220 0,006 x d4 ] O []
120 0,005 x dy 220 0,006 x d4 ] O []
120 0,005 x d4 220 0,006 x d4 [} [m] [ ]
110 0,004 x d4 200 0,005 x d4 [} ] []
110 0,004 x d4 200 0,005 x d4 [} ] []
110 0,004 x d4 200 0,005 x d4 [} ] []
70 0,003 x dy 130 0,004 x dy ]
XT*S U LES - Magnesium alloys l l l l | |
| | | | | \ \
= A= - Synthetics
£l - Special materials
FH>E% - Titanium alloys
—oTLE, aNLRE, SRETIEEZ - Nickel alloys, cobalt alloys and iron alloys
=fEEH - Hard materials
il
.2
H &
A4
i5

W= 538 - very suitable
O = EFATIHE - suitable

v = IHISEREE - Cutting speed
f, = Hdp7=D3ED - Feed per tooth

Eriesiiy



FRANKEN EREEE e S T g e ]84 - Cutting Conditions FRANKEN

A /- Cue LA /- Cue
Aerospsce Aerospsce
- 1 ae — — = =% ~ \\s _ N N .
= BIERE/N\(/XTF—< >R = High performance tool — EeE | [E5EE | EoEE A=F —REYELIEIL ZATW -O>T TR B - Valid for
W n i W . 0 o End mills with corner radius type W — long design
Y —)L Special geometry for ce— '3 ¥ .j 2884 7
= 7ILSEEDEAEERMTIC high-volume machining - — k 1 1 2884R?7
BB NI of auminium - (=] Ezct: | P CRNA—r 2801 7
= EEUDARVEENRIIT = |ow-vibration machining % Uncoated oA coja_te ’ 2891RZ
B L—RACRNO—F-r>% m\Very smooth CRN coating ,
s TERICIEMOTI—F = Several corner radii A
—RESA>FyTS per cutting diameter 40°
n FEINCEOEADSDA A = Internal coolant supply,
JLHR— AT Z(ICRA) radial and axial exit (CRA) '
R = T 3 u
1} < I <
z 3-5 & &
-5° 0 d4
- - - -
{ N | Ll i :
‘ v v
n de de de
max. 20 =01 8= 0,4 X s 20 =0y .= 0,4 X dy
~| Ve f Ve f; Ve f; Ve f; ¢
¢ : [m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] & “ ‘
sﬁ N\ s’I TN 5
lo I
I3
h
d—7 % - Coating CRN
TV =3y - WHIM (PABER) Applications — material (see page 4) N[ 1113 14 N[ 1114 21-27
= VI EEEEEMOINIIC = For wrought aluminium alloys
VOV EEET%NETOTILIE = For aluminium alloys with
I . a silicon content of up to 7% 27>~ L Z Stahlwerkstoffe - Stainless steel materials
® CRNO—F+>J RIItHELIcHE = With CRN coating also for copper alloys .
FART4E M2
4
O>% - Long design 2891 7 2884 7 2891RZ 2884RZ
0 dy r I2 I3 h gd3  od; A M ?  Z O—F—RfFE
-0,04 h5 == min-1 BaE! with corner radius 7IL=E&% - Aluminium alloys
295 0,008 xd 530 0,011 xd 420 0,008 xd 760 0,011 xd ] u
12 2 15 35 83 11,4 12 38 15000 4 : 1 . . : 1 : 1
12 25 15 3% 8 114 12 38 15000 4 |2891 Z.012025|2884 7.012025 | 2891RZ.012025 | 2884RZ.012025 pil T i T o Do B T ——
12 3 15 35 83 11,4 12 38 15000 4 265 0,007 x dy 475 0,010 x dy 380 0,007 xdy 680 0,010 xdy 5] O
12 4 15 35 83 11,4 12 38 15000 4 2891_7.012040 | 2884 _7.012040 | 2891RZ.012040 | 2884RZ.012040
16 2 20 46 96 15,2 16 48 12500 4 ==t i
16 25 20 46 9% 152 16 48 12500 4 | 2891_7.016025 | 2884_7.016025 | 2891RZ.016025 | 2884RZ.016025 SRS SOpperatols o 0005 x4, o0 0006 %3; R B ——
16 3 20 46 96 15,2 16 48 12500 4 120 0,005 x dq 220 0,006 x dy O O []
16 4 20 46 96 15,2 16 48 12500 4 2891_7.016040 | 2884_Z.016040 | 2891RZ.016040 | 2884RZ.016040 120 0,005 x dy 220 0,006 x dy [ =] []
20 2 25 58 110 19 20 60 10000 4 Hg 8’331 : g1 Sgg gggg § 31 g g :
20 2,5 25 58 110 19 20 60 10000 4 2891_7.020025 | 2884_Z.020025 | 2891RZ.020025 | 2884RZ.020025 : 1 : 1
20 3 25 58 110 19 20 60 10000 4 ' ErT an Do — 12
20 4 25 58 110 19 20 60 10000 4 2891_7.020040 | 2884 _Z.020040 | 2891RZ.020040
25 2 30 73 125 24 251) 75 8000 4 RTF>DLEE - Magnesium alloys
25 25 30 73 125 24 251 75 8000 4 |2891_2.025025 | 2884 _2.025025 | 2891RZ.025025 | 2884RZ.025025 l l l l l l \ \ [ [
% 3 30 73 125 24 257 75 8000 4 T 1 1 1 1 1 1 ‘ ! ! !
25 4 30 73 125 24 25 1) 75 8000 4 2891_7.025040 | 2884 Z.025040 | 2891RZ.025040 | 2884RZ.025040 = =
BEHOBRVWI—F—RICOVTHFHAIELET
Other corner radii available on request
1) w4 E 50 mm 2 3} - Special materials
Shank length 50 mm
A VTR v U mD AT AREREIEDINGS3SHBICZEHL
Maximum permissible revolution of solid carbide end mills with clamping flat according to DIN 6535 HB F&2> A% - Titanium alloys
=y 7VE, JN)URE, SREMZES - Nickel alloys, cobaltalloys and iron alloys
’ =f8EE s - Hard materials
2
H .3
4
I5

30 | = £ - very suitable v = IHISEREE - Cutting speed 31
[FRANKEN| O = B A]HE - suitable f, = Fdp7=DED - Feed per tooth [FRANKEN|



FRANKEN EREER S T e e

A A /-Cute
7rroc/r7o/a
= S4RE/N\T/NT4—< >R = High performance tool N
V=)L = Newly developed geometry WF §=
" HBEROFYTIL—hH— with chip breaker - e—
FEYIH = Low-vibration machining NN\
5 EEUDRVEEDARINT = Internal coolant supply,
5 EODS DA A ILAR—ILT axial exit (ICA) z 3Xd1
Z(ICA) = 3 lengths available A ;
3BEOIERT 30-35° SWEEE

0 axdy
R

S\NEE.

g 3-5°
< I

d—7F>% - Coating

FIVr—>3y - #HIM (PABER)

WO ZelEERINS
OO RIS

B 7L IESBHEMOMIICRHIRE

VO VERETINETDOTILIEESE
ICHERRIAE

= ZHEOMIICH

BRI TICHE I TICHERETAE

Applications — material (see page 4)

m For process-reliable trochoidal roughing
operations

m Especially suitable for wrought aluminium alloys

= Suitable for aluminium cast alloys with
a silicon content of up to 7%

= Suitable for Z-axis milling

= Suitable for roughing and finishing

b=3xdi-ToXZO>5 -

Extra long design

0 dy r ) I3 l 0d; 0dp Z J—F+—Rft&E
h10 +0,02 h6 ¥ with corner radius
6 0,1 18 25 62 5,8 6 4
6 0,5 18 25 62 5,8 6 4
8 0,2 24 30 68 7,7 8 4
8 0,5 24 30 68 7.7 8 4
10 0,2 30 35 80 9,5 10 4
10 1 30 35 80 9,5 10 4
12 0,2 36 45 93 11,5 12 4
12 1 36 45 93 11,5 12 4
16 0,2 48 55 108 15,5 16 4
16 1 48 55 108 155 16 4
20 0,3 60 70 126 19,5 20 4
20 1 60 70 126 19,5 20 4 3738_2.020010
37402 |
0 dq r lo I3 l4 0 ds 0 dp VA d—F—RfFE
h10 +0,02 h6 [B3E34] with corner radius
6 0,1 24 30 68 58 6 4
6 0,5 24 30 68 5,8 6 4
8 0,2 32 40 80 7,7 8 4
8 0,5 32 40 80 7,7 8 4
10 0,2 40 50 95 9,5 10 4
10 1 40 50 95 9,5 10 4
12 0,2 48 60 107 11,5 12 4
12 1 48 60 107 11,5 12 4
16 0,2 64 75 128 556 16 4
16 1 64 75 128 15,5 16 4
20 0,3 80 90 145 19,5 20 4
20 1 80 90 145 19,5 20 4 3740_7.020010

BEOAEVI—F—RICDVTHEHENELET

Other corner radii available on request

2 BRE

Y4124 - Cutting Conditions FRANKEN

A - Cute
7rroctro/a
A—F+—REAEFAOAARIVRIN ZAMFTWF-T X ZOVYT B, - Valid for
Trochoidal end mills with corner radius type WF — extra long design mA
l,=3xd l=4xd Sl
2=9X 04 2 =4X0q 3740_27
k-] k=)
> >
™ <
1] I
< &
a y ) &
e 4
0 d4
3 e
2. =0,2xd4 2. =0,1x0d4
Ve f Ve f; )
[m/min] [mm] [m/min] [mm] * ¢ ‘
AT VLR - Stainless steel materials
M2
4
77JL=E% - Aluminium alloys
0,012xdy 560 0,012 x dq u
550 0,012 x dy 550 0,012 x dy [
500 0,012 x dy 500 0,012 x dq ]
400 0,012 x d4 400 0,012 x dy []
&% - Copper alloys
XTFS U LEE - Magnesium alloyls l l ‘ ‘ ‘ ‘
| | | \ \ \ \
=) A - Synthetics
£l - Special materials
FH> &% - Titanium alloys
—oTLE, ANLRE, SRETIEEZ - Nickel alloys, cobalt alloys and iron alloys
’ =8 EH - Hard materials
2
H .3
4
I5

v = IHISEREE - Cutting speed
f, = Hdp7=D3ED - Feed per tooth

W= 538 - very suitable
O = EFATIHE - suitable

el



FRANKEN EREER S T e e

A A /-Cute
7rroc/r7o/a
= S4EE/N\1/NT4—<>Z = High performance tool ]
Y=L = Newly developed geometry WF §=
= FEROF VI IL—H— with chip breaker - e
00 = Low-vibration machining NN\
= EEUDRVEDRINT = Internal coolant supply,
= OO S DA A ILAR— )T axial exit (ICA) z 5 Xd-|
Z(ICA) = 3 lengths available A ;
3EEOTERT 30-35° SNEEE

d—F>7% - Coating

TV —ay - HEIM (PABER)

e\ OrARelEERINS
OO RIS

" VI EEEEBHEMOMNIICRICRE

B OV EBET%ETOTILIERE
YIC DR ETRE

= ZHEOMIICH

=R TICHE R INTICEHEAT A

Applications — material (see page 4)

= For process-reliable trochoidal roughing
operations
= Especially suitable for wrought aluminium alloys
= Suitable for aluminium cast alloys with
a silicon content of up to 7%
= Suitable for Z-axis milling
= Suitable for roughing and finishing

lp=5xdy— TYXZ0% - Extra long design

0 dq r lo I3 l4 0 d3 0do VA
h10 +0,02 h6 BSR4
6 0,1 30 36 75 58 6 4
8 0,2 40 48 88 77 8 4
10 0,2 50 60 105 9.9 10 4
12 0,2 60 70 118 115 12 4
16 0,2 80 90 142 18, 16 4
20 0,3 100 110 163 19,5 20 4

ez |

d—7F—RfIE
with corner radius

3742_7.008002

3742_7.012002

3742_7.020003

BEHOAEWI—F—RICODVTHEHEAN B LET

Other corner radii available on request

* BRE

HIEIZ&44 - Cutting Conditions FHANKEN

AN A /-Cuts
7rroctro/a
d—F—REEFAODAMRIVRIIL AT WF-TORZOVY AEL . B
Trochoidal end mills with corner radius type WF — extra long design o gﬁ;::z \Z/a"d ef
lb=5xd, -
I
ﬂ ‘“Q.
0 dq
de
2, =0,05xd1
v, f ¢
[m/r(r:nn] [mfn] ‘ ¢ ‘

AT L X - Stainless steel materials

M2
4
77JL=E% - Aluminium alloys
500 0,012 x dy ]
500 0,012 x dy []
500 0,012xd; (]
400 0,012xdy ]
$HEZ - Copper alloys
XT3 LESE - Magnesium alloys l : : : :
| [ [ [ [
= A - Synthetics
£l - Special materials
FH>E% - Titanium alloys
—oTLE, ANLRE, SRETIEEZ - Nickel alloys, cobalt alloys and iron alloys
=8 EH - Hard materials
il
2
H &
A4
.5

W= 538 - very suitable
O = EFATIHE - suitable

v = IHISEREE - Cutting speed
f, = Hdp7=D3ED - Feed per tooth

el



FRANKEN BEZGEGEaHEET

AmmmnmA/-Cur

= RUJLARE
= S HEVIHET
=B L—ZXCRNO—F+>J

= Drilling edge over centre
= [ owest cutting forces
= Very smooth CRN coating

:?T%h i?f E—

BT 41> - Face design

9

d—F>7% - Coating CRN
TV —aY - WEI (PABER) Applications — material (see page 4) N 1113 14 NO11-14
" VILIEEBREMOMIIC = For wrought aluminium alloys N [31-42° 53 N 3.1-42,53

VYAV EEET%ETDOTILIE

HIC
= VZILSIRHLMOMTIIC

=S BT EB5IChEMAT AR

= NUNRELTHER

= For aluminium alloys with
a silicon content of up to 7%
= Drilling and milling in aluminium profiles
= Suitable for roughing and finishing
= Burr-free machining

0% - Long design

9 dq lo l4 9 dy KB z
h10 h6 B3k
2 10 40 2 0,04 1
3 12 40 3 0,07 1
4 15 40 4 0,07 1
5 16 50 5 0,12 1
6 20 60 6 0,12 1
8 22 63 8 0,12 1
10 25 72 10 0,2 1
12 30 83 12 0,2 1

1909

___ | 1909 |

a1 —7+—
with bevelled edge

1909R.003
1909R.005

1909R.008

1909R.012

NS

HIEIZ&44 - Cutting Conditions FHANKEN

A /- Cue
. . o
End mills type W — long design
1909
1909R
J>a—hk CRNO—F+r>%
Uncoated CRN coated
S S
> >
w0 w0
T N
S & S &
1 1
<& <&
0 dq 0 dq
— & — &
e 0 dq “?l 0 dq
de de de de
=04 3. =04xd4 =04 3. =0,4xd4
Ve f; Ve f; Ve f; Ve f; 'Y
[m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] * ¢ ‘
AT~ L R Stahlwerkstoffe - Stainless steel materials
M2
4
77JL=E% - Aluminium alloys
540 0,009 x d4 590 0,010 x d4 540 0,009 x dy 590 0,010 x dy []
540 0,008 x d4 590 0,009 x d4 540 0,008 x dy 590 0,009 x dy []
540 0,007 x dy 590 0,008 x dq 540 0,007 x dy 590 0,008 x d4 [ ]
320 0,008 x d4 350 0,009 x dq 320 0,008 x d4 350 0,009 x d4 [ ]
$HEZ - Copper alloys
XT*> U LES - Magnesium alloys
240 0,009 x dy 260 [ 0010xd; | 240 [ 0009xd; | 260 [ 0,010xd O [ O [ O [ m
240 | 0007xd;__| 260 | 0,008xd; | 240 [ 0,007xd; | 260 |~ 0,008 xdy O | o | o | m
= A= - Synthetics
240 0,008 x d4 260 0,009 x d4 240 0,008 x d4 260 0,009 x d4 [m] [m] []
360 0,008 x d4 400 0,009 x d4 360 0,008 x d4 400 0,009 x d4 O []
£l - Special materials
120 0,006 x d 130 0,007 x d 120 0,006 x d 130 0,007 x d O []
FH>E% - Titanium alloys
—oTLE, aNLRE, SRETIEEZ - Nickel alloys, cobalt alloys and iron alloys
=8 EH - Hard materials
H

[SRIENIRI

W= 538 - very suitable
O = EFATIHE - suitable

v = IHISEREE - Cutting speed

f,=HBIDED -

Feed per tooth

e



FRANKEN ERESEMET =R

AmmmnmA/-Cur

u SMRENAINTA—T RV =)L

= R—hyhk

u FEFEIE D F EILASR

5 iRDH Ty —7REIH

B L—XCRNO—FT >4
s 3FEEOTERT

= High performance tool QEm
= Centre cutting w §=
= Patented chisel edge PR
= Sharp cutting edges T ]

= Very smooth CRN coating

= 3 lengths available z

30°

0d3

da
+QN
¥y

il

od

T
< o
k| 2

d—7 % - Coating CRN

T =3y - wEIM (PABER) Applications — material (see page 4) N[1113 N 1114

B 7ILIEEREMOMIIC = For wrought aluminium alloys N| 4142 53 N[ 2123 24-28
VYAV EBET%ETOTILIEEHFYIC = For aluminium alloys with N 31-4.4,53

# CRNO—Tr > JRIFHERICHEAAEE

a silicon content of up to 7%

= With CRN coating also for copper alloys

<3— b - Short design

0 d r lo I3 4 0d3 g g dy a B YA
=0,01 +0,005 h5 Bk
0,5 0,25 1 2 38 0,45 9 3 10° 8° 2
0,5 0,25 1 2 57 0,45 20 6 10° 8,5° 2
1 0,5 2 4 38 0,95 9 3 12,5° 6,5° 2
1 0,5 2 4 57 0,95 20 6 10° 8° 2
1,5 0,75 2,5 7,5 38 1,4 9 3 32° ON 2
1,5 0,75 2,5 7,5 57 1,4 20 6 12,5° 7° 2
2 1 8 8 38 1,8 9 3 31° 85" 2
2 1 3 8 57 1,8 20 6 12° 6,5° 2
3 1,5 S5 10 57 2,8 20 6 11,5° oN 2
4 2 4 12 57 3,8 20 6 11° 3,5° 2
5 2,5 © 14 57 47 20 6 10° 2° 2
6 3 6 20 57 5,6 - 6 - - 2
8 4 7 25 63 7,6 = 8 = = 2
10 5 8 30 72 9,6 - 10 - - 2
12 6 10 3y 83 11,5 = 12 = = 2

—' FAROYIBITILR Y v BIE 1922/1922R
Tool with side-lock clamping: order code 1922/1922R

1921.000506
1921.00106
1921.001506

1921.00206

1921.004

1921.006
1921010 |

1921R.000506
1921R.00106
1921R.001506
1921R.00206
1921R.004
1921R.006
1921R.010

v NS

YHIZ& 14 - Cutting Conditions

FRANKEN

A /- Cue
Ball nose end mills type W — short design
J>va—k CRNO—F+>% 1921
Uncoated CRN coated 1921R
FNT T EFmT FNLT T EFmT
Roughing Finishing Roughing Finishing
S S
> >
w0 w0
~ ~
o <
o o
I 1
& &
2 de
& &
0 dq 0 dq
3. =02x0d4 3. =02xd4
Ve f; Ve f; Ve f; Ve f; 'Y
[m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] * ¢ ‘
AT~ L R Stahlwerkstoffe - Stainless steel materials
M2
4
77JL=E% - Aluminium alloys
630 0,022 x d4 840 0,016 x d4 900 0,022 x d4 1200 0,016 x dy [m] []
630 0,020 x d4 840 0,014 x d4 900 0,020 x dy 1200 0,014 x dy O []
630 0,017 x dy 840 0,012 x dq 900 0,017 x dy 1200 0,012 x dy [m] [ ]
600 0,020 x d4 800 0,014 x d4 [m] []
$HEZ - Copper alloys
200 0,014 x dq 260 0,010 x dq 0 [
200 0,014 xdy 260 0,010 x dy =] ]
200 0,014 x dy 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 ] []
160 0,011 x dy 220 0,008 x d4 [} [} ] []
100 0,008 x dy 140 0,006 x dy 5] ]
100 0,008 x d4 140 0,006 x d4 [m] L]
TS LES - Magnesium alloys
[ 450 [ 0,025 x dy 600 [ 0,018xd4 [ [ O ] m
| | | 450 | 0,020 x dy 600 [ 0,014xdy | [ O] m
= A& - Synthetics
245 0,021 x d4 315 0,015 x d4 350 0,021 x dy 450 0,015 x dy [m] [m] []
350 0,021 x d4 455 0,015 x d4 500 0,021 x dy 650 0,015 x dy [m] O []
200 0,017 x dy 250 0,012 x d4 [} O []
140 0,017 x dy 180 0,012 x d4 O [m] u
£l - Special materials
155 0,017 xd 210 0,012 xd 220 0,017 xd 300 0,012 xd O [] []
FH>E% - Titanium alloys
—oTLE, aNLRE, SRETIEEZ - Nickel alloys, cobalt alloys and iron alloys
=8 - Hard materials
H

o[ oo —|

W= 538 - very suitable
O = EFATIHE - suitable

v = IHISEREE - Cutting speed
f, = Hdp7=D3ED - Feed per tooth

Eriesii



FRANKEN ERESEMET =R

A A /-Cute
" SBENTNTA—< XY —JL = High performance tool omm
CR 2 Eba N = Centre cutting W \-g=
= FEEFER O F EILAR = Patented chisel edge SN
BT v—T7HTIH = Sharp cutting edges BN\ |
BB L—ZACRNO—FT1>4 = Viery smooth CRN coating 7
= 3EHEOTERT = 3 lengths available 6
30°
¢
*X
6553
< o
3 g
I3
i
d—F>7% - Coating CRN
TV —ay - WHI (PABER) Applications — material (see page 4) N[ 1113 N 1114
B 7ILIEEREMOMIIC = For wrought aluminium alloys N| 4142 53 N[ 2123 24-28
VYAV EBET%ETOTILIEEHFYIC = For aluminium alloys with N 31-4.4,53
5 CRNO—FT« > 7 RIFAE®ICHERRTEE a silicon content of up to 7%
= With CRN coating also for copper alloys
0>% - Long design 2830 |  2830R
9 dq r lo I3 4 0d3 9 dy YA
0,01 £0,005 h5 [BE=4
8 4 7 40 90 7,6 8 2
10 5 8 50 100 9,6 10 2 2830.010 2830R.010
12 6 10 65 120 11,5 12 2
16 8 12 80 140 15,5 16 2 2830.016 2830R.016

—' HAROvIBITILRY vy BIE 2831/2831R
Tool with side-lock clamping: order code 2831/2831R

YHIZ& 14 - Cutting Conditions

FRANKEN

v NS

A /- Cue
E . oA -
Ball nose end mills type W — long design
J>a—hk CRNO—F1>% 2830
Uncoated CRN coated 2830R
FNT T EFmT FNLT T EFmT
Roughing Finishing Roughing Finishing
S S
> >
0 w0
~ ~
o <
o o
I 1
& &
A de
& &
0 dy 0.dq
2. =02x0d4 3. =02xd4
Ve f; Ve f; Ve f; Ve f; 'Y
[m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] * ¢ ‘
AT~ L R Stahlwerkstoffe - Stainless steel materials
M2
4
77JL=E% - Aluminium alloys
630 0,022 x d4 840 0,016 x d4 900 0,022 x d4 1200 0,016 x dy [m] []
630 0,020 x d4 840 0,014 x d4 900 0,020 x dy 1200 0,014 x dy O []
630 0,017 x dy 840 0,012 x dq 900 0,017 x dy 1200 0,012 x dy [m] [ ]
600 0,020 x d4 800 0,014 x d4 [m] []
$HEZ - Copper alloys
200 0,014 x dq 260 0,010 x dq 0 [
200 0,014 xdy 260 0,010 x dy 0 (]
200 0,014 x dy 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 ] []
160 0,011 x dy 220 0,008 x d4 [} [} ] []
100 0,008 x dy 140 0,006 x dy 5] ]
100 0,008 x d4 140 0,006 x d4 [m] L]
TS LES - Magnesium alloys
[ 450 [ 0,025 x dy [ 600 [ 0,018xd4 [ [ O ] m
| | | 450 | 0,020 x dy | 600 [ 0,014xdy | [ O] m
= A& - Synthetics
245 0,021 x d4 315 0,015 x d4 350 0,021 x dy 450 0,015 x dy [m] [m] []
350 0,021 x d4 455 0,015 x d4 500 0,021 x dy 650 0,015 x dy [m] O []
200 0,017 x dy 250 0,012 x d4 [} O []
140 0,017 X dy 180 0,012 x dy =] 0 (]
£l - Special materials
155 0,017 xd 210 0,012 xd 220 0,017 xd 300 0,012 xd O [] []
FH>E% - Titanium alloys
—oTLE, aNLRE, SRETIEEZ - Nickel alloys, cobalt alloys and iron alloys
=8 - Hard materials
il
.2
H .3
4
i5

W= 538 - very suitable
O = EFATIHE - suitable

v = IHISEREE - Cutting speed
f, = Hdp7=D3ED - Feed per tooth

EriEi



FRANKEN ERESEMET =R

AmmmnmA/-Cur

u SMRENAINTA—T RV =)L

= R—hyhk

u FEFEIE D F EILASR

5 iRDH Ty —7REIH

B L—XCRNO—FT >4

= High performance tool

= Centre cutting

= Patented chisel edge

= Sharp cutting edges

= Very smooth CRN coating

s 3FEEOTERT = 3 lengths available
3] NS 2
< -
lp =
[}
i
=

.0 dy
NN
ds a

+ N
L

d—7 % - Coating CRN
TV —Say - §EI (PABR) Applications — material (see page 4) N 1113 N[ 1114

B 7L IESREMOMIIC = For wrought aluminium alloys N[ 4142 53 N[ 2123 24-28
VAV EEET%ETOTILIEEHFYIC = For aluminium alloys with N 31-4.4,53

# CRNO—Tr > RIFHERICHEAAEE

a silicon content of up to 7%

= With CRN coating also for copper alloys

TOAXRZ02% - Extra long design

0 d r lo I3 4 0d3 g 9 dy a B YA
=0,01 +0,005 h5 Bk
3 1,5 Bio 12 80 2,8 40 6 345)” 2,5° 2
4 2 4 20 80 3,8 40 6 4° 1,5° 2
5 2,5 3 10 100 4,7 40 6 1,5° 1° 2
6 3 6 40 100 5,6 - 6 - - 2
8 4 7 60 120 7,6 = 8 = = 2
10 5 8 60 120 9,6 - 10 = - 2
12 6 10 70 160 11,5 = 12 = = 2

HAROYvIATTILRY vy BIF 1843/1843R
Tool with side-lock clamping: order code 1843/1843R

1943.010

1943R.004
1943R.006
1943R.010

v RS

YHIZ& 14 - Cutting Conditions

R=ILIZVRIILZATW -THORNSOVT

Ball nose end mills type W — extra long design

J>3d—hk
Uncoated

T Tt EFmT
Roughing Finishing

S

>

wn

S

o

Il

&

de

A

FRANKEN

AN A /-Cuts
SR - Valid for
CRNO—F+>7 1943
CRN coated 1943R

T T EFmT
Roughing Finishing

o

S

o

I

&

de

A

0 dy 0.dq
2. =0,2x0d 2 =0,2x0
Ve f; Ve f; Ve f; Ve f; * 'Y ‘
[m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] ®
AT~ L R Stahlwerkstoffe - Stainless steel materials
M2
4
77JL=E% - Aluminium alloys
630 0,022 x d4 840 0,016 x d4 900 0,022 x d4 1200 0,016 x dy [m] []
630 0,020 x d4 840 0,014 x d4 900 0,020 x dy 1200 0,014 x dy O []
630 0,017 x dy 840 0,012 x dq 900 0,017 x dy 1200 0,012 x dy [m] [ ]
600 0,020 x d4 800 0,014 x d4 [m] []
$HEZ - Copper alloys
200 0,014 x dy 260 0,010 x dy 0 (]
200 0,014 x dy 260 0,010x dy =] ]
200 0,014 x dy 260 0,010 dy O O =] ]
160 0,011 x dy 220 0,008 x d4 ] [ ]
160 0,011 x dy 220 0,008 x d4 ] []
160 0,011 x dy 220 0,008 x d4 [} [} ] []
100 0,008 x dy 140 0,006 x dy 5] ]
100 0,008 x d4 140 0,006 x d4 [m] L]
TS LES - Magnesium alloys
I 450 [ 0025xd; | 600 [ 0,018xd [ [ O [ =
| | | 450 | 0,020 x dy | 600 | 0,014xd4 | [ O] m
= A& - Synthetics
245 0,021 x d4 315 0,015 x d4 350 0,021 x dy 450 0,015 x dy [m] [m] []
350 0,021 x d4 455 0,015 x d4 500 0,021 x dy 650 0,015 x dy [m] O []
200 0,017 x dy 250 0,012 x d4 ] O []
140 0,017 X dy 180 0,012 x dy ] 5] u
£l - Special materials
155 0,017 xd 210 0,012 xd 220 0,017 xd 300 0,012 xd O [] []
FH>E% - Titanium alloys
—oTLE, aNLRE, SRETIEEZ - Nickel alloys, cobalt alloys and iron alloys
=8 - Hard materials
H

o[ oo —|

W= 538 - very suitable
O = EFATIHE - suitable

v = HIHIERRE - Cutt

ing speed

f, = Hdp7=D3ED - Feed per tooth

el



FRANKEN EEEE = JHIZ& 4 - Cutting Conditions FRANKEN

AN A/ r-Cute AN Asr-Cue
SIF7 VRS -3 g—
u EMRENT/NTA—< >R —)L = High performance tool NEm v ZI/"_\“’ 2ATW ~3 ~ S8 - Valid for
B> A—Hvhk = Centre cutting W N Torus end mills type W — short design
5 iRDH Ty —FHRYIH = Sharp cutting edges @: Jya—k CRNO—Fr > }gzgR
" SEEI—+—R = High-precision corner radius NN\ - Uncoated . ~ CRN coated i
5 B L—RXCRNO—FT0>%5 = VVery smooth CRN coating HDDI fEEFmT T fEEFmT
3BEOTERS = 3 lengths available ? Roughing Finishing Roughing Finishing
4
30°

=0,05xd4
(g
=0,05xd4

2
a4

ag e
& S &
R g 2. z
Y 0 dy 3
N ) 3+ 0dq C'L 0d
I3 ©
h 3n=04xdy 8. =04x
Ve f; Ve f; Ve f; Ve z )
1,:'_: ui o [m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] * “ ‘
= ‘_L‘ =
s o
: s =t
I3
Iy
i
J—F >4 - Coating
T =3y - wEIM (PABER) Applications — material (see page 4) N[1113 N 1114
B 7ILIEERREMOMIIC = For wrought aluminium alloys N| 4142 53 N[ 2123 24-28
VYOV EBETNETODTILIEEHEYIC = For aluminium alloys with N 31-4.4,53
= CRNI—=T >/ @IdREEICHEAATRE asilicon content of up to 7% X7~ Stahlwerkstoffe - Stainless steel materials
= With CRN coating also for copper alloys .
4
=—b-- Short design et R
0 d r lo I3 4 0d3 lg g dy a B YA
0,01 =0,005 h5 I 7JL=E% - Auminium alloys
630 0,022 xd 840 0,016 xd 900 0,022 xd 1200 0,016 xd 0 ]
0,5 0,1 1 2 38 0,45 9 & 10° 8° 2 : 1 : 1 : 1 : 1
g : 2 . ~ 630 0,020 xd 840 0,014 xd 900 0,020 x d 1200 0,014 xd ] (]
(11,5 8125 12 ‘21 gé 832 28 g }g . gg g 1942.000506 1942R.000506 630 017X 840 002X d: 900 0017 x4y 1200 0072 xds g ]
, , ,9° ,9° 600 0,020 X dy 300 0,014 x dy O (]
1 0,25 2 4 57 0,95 20 6 10° 8° 2 1942.00106 1942R.00106
1,5 0,25 2,5 7,5 38 1,4 9 3 32° ON 2 ==t i
15 025 25 75 57 14 20 6 125° 7° 2 1942.001506 1942R.001506 SR LOpperatols o OOLETH o 000X, — =
2 0,5 3 8 38 18 9 3 31° 3,6° 2 200 0,014 xd 260 0,010xd =] ]
2 0,5 3 8 57 1,8 20 6 12° 6,5° 2 1942.00206 1942R.00206 200 0,014 x d: 260 0,010x d: 0 0 =] []
3 05 35 10 57 2,8 20 6 115  5° 2 160 0,011 x4y 220 0,008 xd; O | =
4 05 4 12 57 38 20 6 11° 3,5° 2 1942.004 1942R.004 o0 e g} 2 peLe s g} - = = -
T ; n . — z ; | 1942006 |  1942R.006 1% 0008 o 000es S
) ) - - - ! ! 5 X ! X
8 1 7 25 63 756 - 8 - - 2 7T ILES Ve o 1 1 1 ! 1 1 ! ‘ ‘ ‘ ‘
10 1 8 30 72 9,6 - 10 - - 2 1942.010 1942R.010 450 0,025 x dy 600 0,018 x dy U L
12 15 10 35 83 115 _ 12 _ _ 2 ETS thlt. I I I 450 I 0,020 x d4 I 600 I 0,014 x d4 ‘ ‘ ‘ [m] \ | |
. . a - Synthetics
—. FARAOYIBITILR Y v BIE 1944/1944R 245 0,021 x d 315 0,015 x dy 350 0,021 x dy 450 0,015 x dy ] =] u
Tool with side-lock clamping: order code 1944/1944R 350 0,021 x dy 455 0,015 x dy 500 0,021 x dy 650 0,015 x dy 0 0 []
200 0,017 Xy 250 0,012xd ] =] u
140 0,017 Xy 180 0,012 X ] =] u
3} - Special materials
755 0,017 xd 210 0,012xd 220 0,017 xd 300 0,012xd ] u ]
FREE - Titanium alloys
—o7)LE, ANLRE, HREMZEZ - Nickel alloys, cobalt alloys and iron alloys
’ =hEE#H - Hard materials
2
H 3
4
5

44 | = £ - very suitable v = IHISEREE - Cutting speed 45
[FRANKEN| O = B A]HE - suitable f, = Fdp7=DED - Feed per tooth [FRANKEN|



FRANKEN

AmmmnmA/-Cur

u SMRENAINTA—T RV =)L

B> A—Hvhk
5 BTy —TREIH
" ZfEEI—FT—R

8 BRL—ZCRNI—FT+>4

=3BEOTERT

ST AL RZIL - Torus End Mills

= High performance tool

= Centre cutting w

= Sharp cutting edges

= High-precision corner radius

= Very smooth CRN coating

= 3 lengths available ?
4

30°

«NN
¥y

1

d—7 % - Coating CRN

T =3y - wEIM (PABER) Applications — material (see page 4) N[1113 N 1114

B 7ILIEERREMOMIIC = For wrought aluminium alloys N| 4142 53 N[ 2123 24-28
VAV EEBET%ETOTILIEEHFYIC = For aluminium alloys with N 31-4.4,53

# CRNO—Tr > JRIFHERICHEAREE

a silicon content of up to 7%
= With CRN coating also for copper alloys

0% - Long design

0 d r lo I3 4 0d3 9 dy VA
=0,01 +0,005 h5 B3k
8 1 7 40 90 7,6 8 2
10 1 8 50 100 9,6 10 2
12 15 10 65 120 11,5 12 2
16 2 12 80 140 15,5 16 2

2838.010

2838.016

2838 2838R

2838R.010

2838R.016

—' HAROYvIBITILRY vy BIE 2839/2839R
Tool with side-lock clamping: order code 2839/2839R

v ENS

YHIZ& 14 - Cutting Conditions

FRANKEN

A /- Cue
SUFRIVRIIINRZATW -OVY BB Valid for
. . [=]=
Torus end mills type W — long design
J>a—hk CRNO—F1>% 2838
Uncoated CRN coated 2838R
FNT T EFmT FNLT T EFmT
Roughing Finishing Roughing Finishing
S S
> >
[fe] w0
o o
S 2 =)
I 1
<& &
ag e
& ° &
8
0dy 0 dy C"> 0d;
&
2, =0,4xd4 a.=04xd4
Ve f Ve f; Ve f; Ve f; 'Y
[m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] * ¢ ‘
AT~ L R Stahlwerkstoffe - Stainless steel materials
M2
4
77JL=E% - Aluminium alloys
630 0,022 x d4 840 0,016 x d4 900 0,022 x d4 1200 0,016 x dy [m] []
630 0,020 x d4 840 0,014 x d4 900 0,020 x dy 1200 0,014 x dy O []
630 0,017 x dy 840 0,012 x dq 900 0,017 x dy 1200 0,012 x dy [m] [ ]
600 0,020 x d4 800 0,014 x d4 [m] []
$HEZ - Copper alloys
200 0,014 x dq 260 0,010 x dq 0 [
200 0,014 xdy 260 0,010 x dy 0 (]
200 0,014 x dy 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 ] []
160 0,011 x dy 220 0,008 x d4 [} [} ] []
100 0,008 x dy 140 0,006 x dy 5] ]
100 0,008 x d4 140 0,006 x d4 [m] L]
TS LES - Magnesium alloys
[ 450 [ 0,025 x dy [ 600 [ 0,018xd4 [ [ O ] m
| | | 450 | 0,020 x dy | 600 [ 0,014xdy | [ O] m
= A& - Synthetics
245 0,021 x d4 315 0,015 x d4 350 0,021 x dy 450 0,015 x dy [m] [m] []
350 0,021 x d4 455 0,015 x d4 500 0,021 x dy 650 0,015 x dy [m] O []
200 0,017 x dy 250 0,012 x d4 [} [m] []
140 0,017 x dy 180 0,012 x d4 O [m] u
£l - Special materials
155 0,017 xd 210 0,012 xd 220 0,017 xd 300 0,012 xd O [] []
FH>E% - Titanium alloys
—oTLE, aNLRE, SRETIEEZ - Nickel alloys, cobalt alloys and iron alloys
=8 - Hard materials
il
.2
H .3
4
i5

W= 538 - very suitable
O = EFATIHE - suitable

v = IHISEREE - Cutting speed
f, = Hdp7=D3ED - Feed per tooth

e



FRANKEN Et =T

HIEIZ&44 - Cutting Conditions FHANKEN

AN A/ r-Cute AN Asr-Cue
— sy s _ — s
" SBENTNTA—< XY —JL = High performance tool N [Ok=10] 77 ZI/"\_}L ZALTW -ITIX |“_7|:|/7 BB Valid for
" A—Hyk = Centre cutting W NN - : '3 Torus end mills type W — extra long design
5 BT v —T BT = Sharp cutting edges oo 3 /¥A=k CRNI—F>7 }gﬂR
" SfEEI—F—R = High-precision corner radius N O : N Uncoated ) = CRN coated )
" BRL—ZCRNI—F¢ >4 = Very smooth CRN coating FemML LT TR HELIFMT
W IEEOTEES = 3 lengths available ? Roughing Finishing Roughing Finishing
)
30° - -
=] h=]
> >
L : :
=3 3 =
I [}
& &
ag e
& S &
g: (1} d1 g‘.
3+ 0dq < 0d
&
2 N = < ap=04xdy ap=04xd
k b ! Ve f; Ve f; Ve f; Ve 7 * ' ‘
I [m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] ®
i
=
~5¢ L} S
= ‘_L‘ =Y
S J - ot
lo =
I3 '
lg
i
AT~ L R Stahlwerkstoffe - Stainless steel materials
J—F % - Coating CRN M2
FFUr =Sy - BN (PABER) Applications — material (see page 4) N 11-1.3 NO11-14 a.
B 7L IESREMOMIIC = For wrought aluminium alloys N[ 4142 53 N[ 2123 24-28
VYOV EBETNETODT7ILIEEHEYIC = For aluminium alloys with N 31-4.4,53
5 CRNO—FT« > 7 RIFAE®ICHERARTEE a silicon content of up to 7%
= With CRN coating also for copper alloys
77JL=E% - Aluminium alloys
630 0,022 X d 840 0,016 X dy 900 0,022 x d 1200 0,016 x dy ] u
630 0,020 X dy 840 0,014 X dy 900 0,020 x d 1200 0,014 x d ] u
630 0,017 x & 840 0,012 x d4 900 0,017 x dy 1200 0,012 x dy ] u
- . . 600 0,020 x dy 800 0,014 x dy 0 u
T HRMSH>% - Extra long design 191 | 19%41R |
0 dq r lp I3 4 9 d3 g 9 dy a B VA $A& < - Copper alloys
£0,01 +0,005 hs [}]ﬁ] 200 0,014 x dy 260 0,010 x dy [m] u
200 0,014 x dy 260 0,010 x dy 0 u
3 0,5 Bio 12 80 2,8 40 6 345)” 2,5° 2 200 0,014 x dy 260 0,010 x dy 0 0 =] []
4 0,5 4 20 80 38 40 6 4° 1,5° 2 1941.004 1941R.004 128 88“ X 31 ggg gggg X 31 E :
5 0,5 3 10 100 4,7 40 6 1,5° 1° 2 X Gy 90 X €y
' ' ’ 160 0,011 xd 220 0,008 xd O O 5] u
6 08 6 40 100 5,6 - 6 - - 2 1941.006 1941R.006 100 0,008 4. 20 0,006 4. =
8 1 7 60 120 7,6 = 8 = = 2 100 0,008 x dy 140 0,006 x dy [m] []
10 1 8 60 120 9,6 - 10 = - 2 1941.010 1941R.010 TS LES - Magnesium alloys
12 1,5 10 70 160 11,5 = 12 = = 2 I % % % :gg % ggggxg1 [ ggg [ 881?31 \ \ \ g \ :
S RO OROT RSy 0 0 101 14IR JT——— 020xt, | [_ootdxd, | T 1 O |
Tool with side-lock clamping: order code 1841/1841R 245 0,021 x d 315 0,015 x d 350 0,021 x dq 450 0,015 x dq 0 0 [
350 0,021 X dy 455 0,015 X dy 500 0,021 x d 650 0,015 x dy ] ] u
175 0,012 xdy 200 0,017 x dy 250 0,012 x dy ] 5] u
140 0,017 x dy 180 0,012 x dy ] 5] u
£l - Special materials
755 0,017 xd 210 0,012 xd 220 0,017 xd 300 0,012 xd O u u
FH>E% - Titanium alloys
—oTLE, aNLRE, SRETIEEZ - Nickel alloys, cobalt alloys and iron alloys
’ =8 - Hard materials
2
H .3
4
i5

48 | = £ - very suitable v = IHISEREE - Cutting speed 49
[FRANKEN| O = B A]HE - suitable f, = Fdp7=DED - Feed per tooth [FRANKEN|
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AW A Cut
IR

BEAR -
TILY X)Lt GS 1000 5T

£

18000 min-1

138 Nm

HSK-A63
AEREAME 40 bar
L3> 10%

WHIE :

TILZE®
AlZnMgCul,5-F53
A7075

HEDR—7 v
FRZEtim | — (B S SRR DN TRFRE DB

Y a—3>:

WRY—INETZ7Y FTILAYE T7OXR—R 214 TWR $20
J—7F—R2 (BG@EYE - 2890_7.020020) ICZFH,

THIE G cEAEOTIAAE R RE{L L TIDSTHEREIFENE
TDRACEEZER LD TILAYE T7OXRR—ADITEHR
FRER GBI HEARTTS% B ERRIRE T HHT0

Machine:
Alzmetall GS 1000 5T

Spindle:

18000 rpm

138 Nm

HSK-AG3

Coolant-lubricant pressure 40 bar
Emulsion 10%

Material:
Aluminium alloy
AlZnMgCu1.5 - F53
EN AW 7075

Objective:
Reducing the machining time for an integral component for the
aircraft industry.

Solution:

Replacing the conventional tool by the FRANKEN Alu-Cut solid carbide
end mill “Aerospace” type WR, dia 20 mm with corner radius 2 mm

(art. no. 2890_7.020020). After optimizing cutting data and depth-of-cut
values, the metal removal rates could be increased to almost six times the
former volume. The tool life of the Alu-Cut “Aerospace” was approximately
75% higher than that of the conventional tool.

EIEIESES
Cutting data
ERm TS
conventional 7ILAyE T7OZAR—X WR

HHIEEE / Cutting speed Ve [m/min] 300 578
[E1852K / Speed/rpm n [min-1] 4780 9200
Hd7=D3i%D / Feed per tooth f, [mm] 0,10 0,20
EDIRE eff. / Feed eff. V¢ [mm/min] 1912 5520
B3 YA A E / Axial depth-of-cut ap [mm] 10 20
EAAYBAHE / Radial depth-of-cut ag [mm] 20 20
HID< I HEH 2 / Metal removal rate Q [I/min] 0,38 2,21

ﬁ%m : )
MEHEXDRMTAOS MR |
Y=g R

Tl

30.000 min-1

125 kW

163 Nm

HSK-A63
RERHEHE 50 bar
XLoar 10%

HHI -
TILZIES®
AlMg4,5Mn - F27
A5083

HEDA— Y
M2 MR A ISE SRR DN TR R D Bk

Y )a—3>:

Ry —=IN%2T7Z7r> 7ILAYE TT7ORR—R 21 FWF ©25
J—7+—R3 (B A : 3854KC.025030) ICEE,
tgﬁﬂ%#%%i@f LT B T ERI2EU LYK THILER
L,ﬁo

FRANKEN

AmmmnmAl/-Cur

Machine:

High-performance machining centre
for machining structural components
for the aerospace industry

Spindle:

30000 rpm

125 kW

163 Nm

HSK-AG3 with flange contact surface
Coolant-lubricant pressure 50 bar
Emulsion 10%

| Material:
. Wrought aluminium alloy
AlMg4.5Mn - F27
EN AW 5083

Objective:
Reduce the machining time of a structural component
for the aerospace industry.

Solution:

Replacing the conventional tool by the FRANKEN Alu-Cut

solid carbide end mill “Aerospace” type WF,

dia. 25 with corner radii 3 mm (art. no. 3854KC.025030).
After optimisation and adaptation of the operating parameters,
the metal removal rate was more than doubled.

0 ERS

pEEIESES
Cutting data
ERim T
conventional TILAYE T7OXRR—ZX WF

HIHIEEE / Cutting speed Ve [m/min] 1600 2200
[B]ERE / Speed/rpm n [min-1] 20380 28000
Fd7=D3ixD / Feed per tooth f, [mm] 0,18 0,27
EDIRE eff. / Feed eff. Vi [mm/min] 11000 22680
#hA AIIA A2 / Axial depth-of-cut ap [mm] 25 25
ZAEYHAHE / Radial depth-of-cut ag [mm] 25 25
IO HEH = / Metal removal rate Q [I/min] 6,8 14,2

Eriesi
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