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F1 /v IR vk BIG /NI —23> - Tinox Cut Product Line Variants

Solid carbide end mills

with and without corner radius,
with internal coolant supply,
for semi-finishing applications

e Tough carbide substrate and high-heat-resistant
coating for long tool life

o Optimised flute geometry for safe chip evacuation
in long-chipping, tough materials

e |nternal coolant supply with axial exit (ICA)
for safe chip evacuation

e Semi-finishing profile for reduced cutting forces
in roughing operations

e Optimised cutting edge design of the semi-finishing
profile for long tool life
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Solid carbide end mills “Base”

with and without corner radius,

with and without internal coolant supply,
for roughing and finishing applications
especially in stainless steel.

 High performance carbide substrate

o Universal tool for machining of
stainless- and acid-resistant steels

e Suitable for both roughing and finishing

e For dry machining of some stainless-
and acid-resistant special alloys
(e.g.1.4301,1.4571, 1.4404)
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Solid carbide end mills
with and without corner radius,
for finishing applications

o \Wear-resistant carbide substrate and high-heat-
resistant coating for long tool life

e Special cutting edge design for
low-vibration finishing operation

e Usable flute length in 3 x d1, 4 x dy and 5 x dy
for all finishing operations
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Solid carbide end mills
with internal coolant supply,
for Hign feed machining

o Wear-resistant carbide substrate and optimized
high-perfprmance coating for long tool life

e Suitable for high-feed machining with face cutting
edge

e Internal coolant supply with axial exit (ICA)
sfor safe chip evacuation

e Stress on tools and machine is reduced

e |ncrease of metal removal rate on low-powered
dynamic machines

 Suitable also with unstable workpiece clamping
conditions
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Solid carbide end mills

with and without corner radius,

with internal coolant supply,

for roughing and finishing applications

o \Wear-resistant carbide substrate and
high-heat-resistant smooth coating for long tool life

e Optimised flute geometry for safe chip evacuation
in long-chipping, tough materials

e Perfectly suited for both roughing and finishing

e |nternal coolant supply with axial exit (ICA)
for safe chip evacuation

e Optimised cutting edge design for smooth,
vibration-free operation
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Solid carbide end mills
with internal coolant supply,
for trochoidal machining

 Tough carbide substrate and high-heat-resistant
coating for long tool life

e Suitable in particular for difficult to machine materials
and thin-walled components

e Internal coolant supply with axial exit (ICA)
sfor safe chip evacuation

e Stress on tools and machine is reduced

e Increase of metal removal rate on low-powered
dynamic machines

o Suitable also with unstable workpiece clamping
conditions
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D Please note:
BWHIMICHIT BTV RILOBREIIUTOES THSHETNTVET: The suitability is indicated as follows:
=58 W = very suitable
O = #FAaEe [ = suitable
= ~N—2
66-20mm 83-20mm 06-20mm 612-20mm 86-20mm 06-20mm 93-20mm 83-20mm
4 3-4 4 4 4 4 4 4 7 9%
2646TZ 264812 2656TZ 264212 2670TZ 265812 2566T 2568T =
FFUT— 3 — Y 3lEEDMT #15E45)-DINfth HAREE-JIStth 2647TZ 2649712 2657TZ 264312 2671TZ 2659TZ 2567T 25697
Applications — material Tensile strength Material examples Material numbers 8 10 12 14 16 18 20 22 e—.
Cold-extrusion steels, Cql5
Construction steels, <600 N/mm? S2350R (S137-2) oL aot00, STk,
Free-cutting steels, etc. 10SPb20 ! |
Construction steels, E360 (St70-2)
Case-hardened steels, <800 N/mm? 16MnCr5 S ot
Steel castings, etc. GS-25CrMo4 !
Case-hardened steels, 20MoCr3
Hea-treatable steels, <1000 N/mm? 42Cod SACM, SCM 1 SH, STM420H,
Cold work steels, etc. 102Cr6 ! ! !
Heat-treatable steels, 50CrMo4
Cold work steels, < 1200 N/mm2 X45NiCrMo4 SCM445H, SKH, SKS, SKT, SUP|
Nitriding steels, etc. 31CrMo12
High-alloyed steels, X38CrMoV5-3
Cold work steels, < 1400 N/mm2 X100CrMoV8-1-1 SKD12, SKD61, SKT, SUH, SKH
Hot work steels, etc. X40CrMoV5-1
Stainless steel materials
. T4 IIINTUFAE Ferritic, martensitic < 950 N/mm2 X2CrTi12 SCS, SUS420J2, SUS403 [] [] [] [] [] [] [] [] K
M X F—=RTFAk Austenitic < 950 N/mm2 X6CrNiMoTi17-12-2 SCS, SUH, SUS304, SUS316L [] [] [] [] [] [] [] [] L M
1 [F—TFANT75A 4, T Bt R Austenitic-ferritic (Duplex) < 1100 N/mm? X2CrNiMoN22-5-3 SUS329J3L, SUS630 ] [ [ ] [] (] (] [] L
41 |[F—RTFTANTIoAF_18, thiEfE{t&R Austenttic-ferritic heat-resistant (Super Duplex) < 1250 N/mm2 X2CrNiMoN25-7-4 SUS329J4L, SCS14A, 15-5PH [] ] ] [] [ (] (] [] 4.
. . I 100-250 N/mm2 EN-GJL-200 (GG20) FC200 [u] O [u] =] [u] O [] []
BT HEHH Cast iron with lamellar graphite (L) 250-450 N/mm2 EN-GJL-300 (GG30) FC300 & = = = g = . =
N : ; ; 350-500 N/mm2 EN-GJS-400-15 (GGG40) FCD450 =] =] =] =] [m] =] [] []
RORA )58k Cast iron with nodular graphite (GJS) 500-900 N/mm2 EN-GJS-700-2 (GGG70) FCD700 0 ] 0 0 ] 0 [ n
. - . . . . 300-400 N/mm2 GJV 300 FCV300 =] =] =] =] [m] ] ] ]
NIZF¥a5—85%k Cast iron with vermicular graphite (GJV) 200-500 N/mm2 GV 450 FOVADD S 5 = = 5 = = =
. 250-500 N/mm?2 EN-GJMW-350-4 (GTW-35) FCMW330 [u] =] =] =] [m] [H] ] 5]
IR Malleable cast iron (GTMW, GTMB) 500-800 N/mm?Z | _EN-GJVB-450-6 (GT5-45 FCMW370 0 = = 0 = E E E
TILSZOLE Aluminium alloys
< 200 N/mm2 EN AW-AIMn1 A1050, A3030 [] []
TILEZULES BHEM Wrought aluminium alloys < 350 N/mm2 EN AW-AIMgSi A5052, A6061 ] []
< 550 N/mm?2 EN AW-AIZn5Mg3Cu A7075 [] []
Si< 7% EN AC-AIMg5 ADC5,AC7A
TINIZULEE &Y Aluminium cast alloys 7% <Si<12% EN AC-AISi9Cu3 ADC11,ADC12,AC2A
12% <Si<17% GD-AISi17Cu4FeMg ADC14
HES Copper alloys
flth, EEEIR Pure copper, low-alloyed copper < 400 N/mm? E-Cu 57 &35, C2400 [] (] [] [] [] [ [] []
g Copper-zinc alloys (brass, long-chipping) < 550 N/mm?2 CuZn37 (Ms63) 2720, C2801 [] [] [] [] [] [] [] []
TRE|E R Copper-zinc alloys (brass, short-chipping) < 550 N/mm2 CuZn36Pb3 (Ms58) 3560, C3710 [] [] [] [] [] [] [] ]
TIL=FHH Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm?2 CuAl10Ni5Fe4 5210, 6280 [] [] [] [] [] ] ] ]
= i) Copper-tin alloys (tin bronze, long-chipping) <700 N/mm?2 CuSn8P LBC3 [] [] [] [] [] [] [] []
REIEH Copper-tin alloys (tin bronze, short-chipping) < 400 N/mm?2 CuSn7 ZnPb (Rg7) BC3 ] ] ] ] ] ] ] []
A ! < 600 N/mm?2 (AMPCO® 8) [] [] [] [] [] [] [] []
HHRIGE Special copper alloys < 1400 N/mm2 (AMPCO® 45) ] [] [] [] ] [] [ ]
FESPINYA Magnesium alloys
I LEE BEM Magnesium wrought alloys < 500 N/mm?2 MgAI6Zn
FESIN-%3 /] Magnesium cast alloys < 500 N/mm2 EN-MCMgAI9Zn1 MC2A, MD1A
BE Synthetics
gL ERE (BL\EI0<T) Duroplastics (short-chipping) Bakelit, Pertinax ] ]
Hr B %R (RLWIDLT) Thermoplastics (long-chipping) PMMA, POM, PVC ] ]
R (RSB E < 30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK
R L BifE (RSB = > 30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK
S Special materials
2771k Graphite C 8000
BIRT VAR Tungsten-copper alloys W-Cu 80/20 ] [] [] [] ] [ 0 0
S Composite materials Hylite, Alucobond
FRUE Titanium alloys
MFrE> Pure titanium < 450 N/mm?Z Til HmFra> u u u [ n
NPN . < 900 N/mm?2 TiAl6V4 4Ti-6Al-4V [] [] [] [] [] [] =] =]
FaUEE Titanium alloys < 1250 N/mm2 TiAl4Mo4Sn2 TiAI4Mo4Sn2 u u u u u 0] 0 0
T VE, ONLRE, BEMAEE Nickel alloys, cobalt alloys and iron alloys
fE—wTIL Pure nickel < 600 N/mm2 Ni 99,6 W=l [] [] [] [] [] [] [] []
— N ol < 1000 N/mm? Monel 400 ERJL400, N\RT O B [] ] ] ] [] ] O =]
=Tl Ras Nickel-base alloys < 7600 N/mm? Tnconel 718 T ARILTT8 . u u u . u 5 =
N N g < 1000 N/mm? Udimet 605 Udimet 605 [] [] [] [] [] [] =] =]
ANLEEER Cobalt-tiase alloys < 1600 N/mm? Haynes 25 Haynes 25 [] ] [] [] [] ] 0 0
BESE Iron-base alloys < 1500 N/mm? Incoloy 800 Incoloy 800 u [] [] [] [] [] ] [H]
aEE Hard materials
. 44 - 50 HRC Weldox 1100 SKT4, V)L R X1100 .
H . N N N 50 - 55 HRC Hardox 550 N\N—Fvy 22500 - H
3 | EmER, SEEN, SEESEN% High strength steels, hardened steels, hard castings 55 - 60 HRC Armox 600T SKD61,77— & Z600T .
4 60 - 63 HRC Ferro-Titanit SKD11 4
53 63 - 66 HRC HSSE HSSE 5

4 - W = R - very suitable 5
[ = B ATEE - suitable [FRANKEN|
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E(ICA)
= 3BEOTERT

= High performance tool

= Fine semi-finishing profile
for tough materials

= nternal coolant supply,
axial exit (ICA)

= 3 lengths available

AL F7IRZ)L - End Mills
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41214 - Cutting Conditions

RUITIVRIN BALFNF->3—b
End mills type NF — short design

d—F>% - Coating
TFVIr—3> - MM (PABER) Applications — material (see page 4) P 111
= I OIN LI &E = Especially suitable for difficult to cut materials 1.1-41
= 55D B ERERWHIMIC = For all tough materials K 1442
= HPCEBERTMIIC = Suitable for HPC roughing N 212852
s [a2en
DIN 6527 — <»5— I - Short design 264672 264712
0 di ) I3 l 0 d3 9 dp Ia Z Bed—F+—
h11 h6 == [I#] with bevelled edge
6 10 16 54 5,8 6 18 4
8 12 20 58 7,7 8 22 4 26467Z.008 2647TZ.008
10 14 24 66 9,5 10 26 4
12 16 26 73 15 12 28 4 26467TZ.012 2647TZ2.012
16 22 32 82 15,5 16 34 4
20 26 40 92 19,5 20 42 4 2646TZ.020 2647TZ.020

8
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STEREL R - Valid for

2646TZ
264772
= —
= 1 I
I £ & £l S
{ &
0 dq £
— - R
e 0d4 < 0 d4 <
3 de
ae = dq 2 =0,4 xdq 2, =0,2xdq
Ve f; Ve f; Ve f; ]‘: Y Y
[m/min] [mm] [m/min] [mm] [m/min] [mm] ¢
120 0,005 x dy 140 0,006 x dy 190 0,008 x d4 m] [ ] O [ ]
110 0,004 x dy 130 0,005 x dy 180 0,007 x dy (] ] [m] [ ]
90 0,004 x d4 110 0,005 x dy 140 0,006 x d4 m] [ ] O [ ]
70 0,003 x dy 80 0,004 x dy 110 0,005 x dy (] ]
60 0,003 x dy 70 0,003 x dy 100 0,004 x d4 m] [ ]
AT LR - Stainless steel materials
100 0,004 x d4 120 0,005 x dy 160 0,006 x d4 []
80 0,004 x d; 100 0,004 x dq 130 0,006 X dy O
70 0,003 x d4 80 0,003 x d4 90 0,004 x d4 []
60 0,003 x d 70 0,003 x d 80 0,004 x d []
120 0,005 x dy 140 0,006 x dy 190 0,008 x d4 =] []
120 0,005 x d4 140 0,006 x dy 190 0,008 x d4 =] []
110 0,004 x d4 130 0,005 x d4 180 0,006 x dy [m] []
110 0,004 x d4 130 0,005 x d4 180 0,006 x dq [m] []
90 0,004 x d4 110 0,005 x d4 140 0,006 x dy =] []
90 0,004 x d4 110 0,005 x d4 140 0,006 x d4 =] []
70 0,003 x d4 80 0,004 x dy 110 0,005 x d4 =] []
60 0,003 x d 70 0,004 x d 100 0,005 x d =] []
77)L=5% - Aluminium alloys
A& < - Copper alloys
0,005 x d4 130 0,006 x dy 180 0,008 x d4 =] []
110 0,005 x d4 130 0,006 x dy 180 0,008 x d4 =] []
110 0,005 x d4 130 0,006 x dy 180 0,008 x d4 O =] []
100 0,004 x d4 120 0,005 x dy 160 0,006 x d4 =] ]
100 0,004 x d4 120 0,005 x dy 160 0,006 x d4 [u] []
100 0,004 x d; 120 0,005 x dq 160 0,006 X dy O O O
60 0,003 x d4 70 0,004 x d4 100 0,005 x d4 [u] []
60 0,003 x d4 70 0,004 x d4 100 0,005 x d4 =] []
X T*S U LER - Magnesium alloys l l l l ‘ ‘ ‘ ‘
| | | | \ \ \ \
=) BE - Synthetics
3} - Special materials
60 0,003 x d4 70 0,004 x d4 100 0,005 x dy []
FAR2>E% - Titanium alloys
0,005 x dy 90 0,005 x dy 110 0,007 X dy O
70 0,004 x d4 80 0,004 x dy 100 0,006 x d4 []
40 0,003 x dq 40 0,003 X dy 50 0,004 x dy u
—oTVE, ANLRE, SRE M EEa % - Nickel alloys, cobalt alloys and iron alloys
70 0,004 x d4 80 0,004 x d4 110 0,006 x d4 []
30 0,003 x d4 30 0,004 x dy 35 0,005 x d4 ]
20 0,002 x d4 25 0,002 x dy 25 0,003 x d4 ]
20 0,003 x d4 25 0,003 x dy 30 0,004 x d4 ]
20 0,002 x d4 20 0,002 x d4 20 0,003 x d4 []
20 0,003 x d 20 0,003 X dq 20 0,004 x dy u
= hEE i - Hard materials

o[ oo fhol—

W = R - very suitable
[ = SEFIATAE - suitable

v = YIHIZREE - Cutting speed
f, = Fd7=D3XD - Feed per tooth

[FRANKEN|
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FRANKEN EBEZEZEErTS 14444 - Cutting Conditions FRANKEN

77N ox~Cwt A7/ Nox~-Cuwt
- o . ROIFIVRIIN AL NF-O> )
u SMERENT/NTF—< >R = High performance tool NI [OE==100] End mi : 4 KRS - Valid for
o ) O ) e = nd mills type NF — long design
V=)L = Fine semi-finishing profile NF e -j 9648TZ
= DIRERARHIM ICRE IR for tough materials e— i . 264977
BotIFIFO77)LFZIK = Internal coolant supply, ENNNNT ] E 5
=B ODS DA AILR—)LT axial exit (ICA)
E(ICA) = 3 lengths available z
s 3FBEOTERT A
450
S =
> x<
0 0
. F T T
=~ la o — & &
= D = = 3-5° ° :
S X N - - B & &
5 ol od
L » N s o
[
: % de de
ht
ap =1 2 =0,4x0d4 2. =0,2x0d4
‘—‘lz h v, f v, . v, f
® z c z ® z ®
[m/min] [mm] [m/min] [mm] [m/min] [mm] ]‘: “ ‘
5 Y I\ =y
= AN N\ -
L |8 | 120 0,005 x dy 140 0,006 X dy 190 0,008 x dy o n O n
I3
Iy 110 0,004 x dy 130 0,005 x dy 180 0,007 x dy o m O =
[
90 0,004 x dy 110 0,005 x dy 140 0,006 X d o n w u
O—F«>% - Coating TIN / TIALN
TV — a3 - Wl (PABER) Applications — material (see page 4) Pl 1151 70 0.003x 4 80 0.004xd, 1o 0,005 x dy = "
= EEHIM O TS &E = Especially suitable for difficult to cut materials 1.1-41
- 355@5%3@)3@%&}5']1‘7](: = Forall tOUgh materials 60 0,003 x dy 70 0,003 x dy 100 0,004 x d4 [m} u
= HPCRAERTAMTIC = Suitable for HPC roughing 2T~ L R - Stainless steel materials
. 100 0,004 x dy 120 0,005 X dy 160 0,006 X d u
M[ 2 80 0,004 x dy 100 0,004 x dq 130 0,006 x dy u
70 0,003 X dy 80 0,003 X dy 90 0,004 x dy u
60 0,003 x d 70 0,003 x d 80 0,004 xd u
S . 120 0,005 x dy 140 0,006 X dy 190 0,008 x d; 5 u
DIN 6527 — 01>/% - Long design 264812 264912 120 0,005 x dy 140 0,006 x dy 790 0,008 xdy & O
110 0,004 x dy 130 0,005 x dy 180 0,006 X dy O m
9 di lp I3 l 9 d3 I 0 dy Ia z wta—+— 110 0,004 x dy 130 0,005 x dy 180 0,006 x dy 0 "
h11 h6 == B3| with bevelled edge 90 0,004 x dy 110 0,005 X dy 140 0,006 x d; = [
90 0,004 x d 110 0,005 xd 140 0,006 x d =] u
3 8 14 o7 2,9 18 6 21 3 70 0003 X1 80 0004 X1 110 0.005 X, g 0
4 11 18 57 3,8 20 6 21 3 2648TZ.004 26497Z.004 60 0,003 xd 70 0,004 xd 100 0,005 x d 0 ]
) 13 19 57 4.8 20 6 21 8
6 13 20 57 5,8 - 6 21 4 2648TZ2.006 2649TZ.006 7)L=E% - Aluminium alloys
8 19 25 63 7.7 - 8 27 4
10 22 30 72 9,5 - 10 32 4 264812.010 26497Z.010
12 26 P 83 1.5 - 12 38 4
16 32 40 92 15,5 - 16 44 4 2648TZ.016 2649TZ.016
20 38 50 104 19,5 = 20 54 4 _
A& % - Copper alloys
110 0,005 X dy 130 0,006 X dy 180 0,008 x dy O u
110 0,005 x dy 130 0,006 X d 180 0,008 x dy 0 u
110 0,005 x dy 130 0,006 x d 180 0,008 x d; 0 O 0
100 0,004 x dy 120 0,005 x d 160 0,006 x d; 0 u
100 0,004 x dy 120 0,005 x d 160 0,006 x d; O u
100 0,004 x dy 120 0,005 x dy 160 0,006 x dy O O u
60 0,003 X dy 70 0,004 x dy 100 0,005 x d O u
60 0,003 X dy 70 0,004 x dy 100 0,005 x d; 0 u
X T*S U LER - Magnesium alloys l l l l ‘ ‘ ‘ ‘
| | | | \ \ \ \
2 Aiaifs - Synthetics
5} - Special materials
60 0,003 x 0y 70 0,004 X dy 100 0,005 X dq u
FREE - Titanium alloys
0,005 x d 90 0,005 x d 110 0,007 x dy u
70 0,004 x dy 80 0,004 x dy 100 0,006 x d; =
40 0,003 x dq 40 0,003 X dy 50 0,004 x dy u
—oTVE, ANLRE, SRE M EEa % - Nickel alloys, cobalt alloys and iron alloys
70 0,004 x dy 80 0,004 x dy 110 0,006 x d u
30 0,003 X dy 30 0,004 x dy 35 0,005 x d; u
20 0,002 x dy 25 0,002 x dy 25 0,003 x dy u
20 0,003 x dy 25 0,003 x dy 30 0,004 x d; u
20 0,002 x dy 20 0,002 X dy 20 0,003 x dy u
20 0,003 X 04 20 0,003 X dy 20 0,004 x dy u
’ = hEE i - Hard materials
2
Hi+3
4
5
10 W = R - very suitable v = YIHJRRE - Cutting speed 1
[FRANKEN| [ = @I ATAE - suitable f, = Fd7=D3XD - Feed per tooth [FRANKEN|



FRANKEN

A7 71/NVox-Cwt
= SRR\ /NT4— >R = High performance tool NI
V=)L = Fine semi-finishing profile NF \\\:=
= SREGHWHIMICREAIR  for tough materials - 0
BOUIRTO77JLHK = Internal coolant supply, NN\
=B ODS DA AILR—)LT axial exit (ICA)
Z(ICA) = 3 lengths available z
IBEOTERT A
450
450

E X

0

L
i
:

d—F>% - Coating
T r—23> - HHIM (P4BER) Applications — material (see page 4) P 1151
= HHIMOMTIC&RE = Especially suitable for difficult to cut materials 1.1-4.1

u H5 D5 ERE R FEIMIC = For all tough materials

= HPCEBERRMTIC

= Suitable for HPC roughing

I UZXMZA>7 - Extra long design

Eikd—7—

with bevelled edge

0y 2 I3 Iy 0 ds g do Ia Z

h1 h6 == I
6 13 25 62 58 6 26 4
8 19 30 68 7,7 8 32 4
10 22 B9 80 95 10 40 4
12 26 45 93 15 12 48 4
16 32 09 108 15,5 16 60 4
20 38 70 126 195 20 76 4

2656TZ.008 2657TZ.008

2656TZ.012 2657TZ2.012

2656TZ.020 26571Z.020

2 BRE

41214 - Cutting Conditions

FRANKEN

7N ox-LCwt
RAOIFIVRIIN BZATINF-ToX5OVF SHRES - Valid for
End mills type NF — extra long design e
2656TZ
2657TZ
V4 1
S S
> >
) )
N i
5 < <
I £l
d &
0 d4 g
— & &
& 0 dq
g a
ap = dq 2 =0,4xd4 ,=0,2xd4
Ve f; Ve f; Ve f; x ' ‘
[m/min] [mm] [m/min] [mm] [m/min] [mm] ¢
120 0,005 x dy 140 0,006 x dy 190 0,008 x d4 m] [ ] O [ ]
110 0,004 x dy 130 0,005 x dy 180 0,007 x dy (] ] [m] [ ]
90 0,004 x d4 110 0,005 x dy 140 0,006 x d4 m] [ ] O [ ]
70 0,003 x dy 80 0,004 x dy 110 0,005 x dy (] ]
60 0,003 x dy 70 0,003 x dy 100 0,004 x d4 m] ]
AT LR - Stainless steel materials
. 100 0,004 x d4 120 0,004 x dy 160 0,006 x dq []
M| 2 80 0,004 x d; 100 0,004 x dy 130 0,006 X dy [
60 0,003 x d4 70 0,004 x d4 80 0,004 x d4 []
50 0,003 x d 60 0,003 x d 70 0,004 x d []
120 0,005 x dy 140 0,006 x dy 190 0,008 x d4 =] []
120 0,005 x d4 140 0,006 x dy 190 0,008 x d4 =] []
110 0,004 x d4 130 0,005 x d4 180 0,006 X d4 [m] []
110 0,004 x d4 130 0,005 x d4 180 0,006 x d4 [m] []
90 0,004 x d4 110 0,005 x d4 140 0,006 x dy =] []
90 0,004 x d4 110 0,005 x d4 140 0,006 x d4 =] []
70 0,003 x d4 80 0,004 x dy 110 0,005 x d4 =] []
60 0,003 x d 70 0,004 x d 100 0,005 x d =] []
77)L=5% - Aluminium alloys
A& < - Copper alloys
0,005 x d4 130 0,006 x dy 180 0,008 x d4 =] []
110 0,005 x d4 130 0,006 x dy 180 0,008 x d4 =] []
110 0,005 x d4 130 0,006 x dy 180 0,008 x d4 O =] []
100 0,004 x d4 120 0,005 x dy 160 0,006 x d4 =] ]
100 0,004 x d4 120 0,005 x dy 160 0,006 x d4 [u] []
100 0,004 x d 120 0,005 x dy 160 0,006 x dy O O u
60 0,003 x d4 70 0,004 x d4 100 0,005 x d4 =] []
60 0,003 x d4 70 0,004 x d4 100 0,005 x d4 =] []
X T*S U LER - Magnesium alloys l l ‘ ‘ ‘ ‘
| [ \ \ \ \
=) BE - Synthetics
5} - Special materials
60 0,003 x d4 70 0,004 x d4 100 0,005 x dy []
FAR2>E% - Titanium alloys
0,005 x dy 90 0,005 X dy 110 0,007 x dy n
60 0,004 x d4 70 0,004 x dy 100 0,006 x d4 []
50 0,003 X d; 60 0,003 x dy 70 0,004 X dy u
—oTVE, ANLRE, SRE M EEa % - Nickel alloys, cobalt alloys and iron alloys
70 0,004 x d4 80 0,004 x d4 110 0,006 x d4 []
20 0,003 x d4 25 0,004 x dy 30 0,005 x d4 ]
20 0,002 x d4 25 0,002 x dy 25 0,003 x d4 ]
20 0,003 x d4 25 0,003 x dy 30 0,004 x d4 ]
20 0,002 x d4 20 0,002 x d4 25 0,003 x d4 []
20 0,003 X dy 20 0,003 X dq 25 0,004 x dy u
= hEE i - Hard materials
1
.2
.3
4
5

W = R - very suitable
[ = SEFIATAE - suitable

v = YIHIZREE - Cutting speed
f, = Fd7=D3XD - Feed per tooth

Ersi



FRANKEN EE e T ¥R 44 - Cutting Conditions FRANKEN

77N ox-Cut 77N ox-Cut
O—F—REFTVRIIL LT NF-Sa—hk

CHEE AT . H.igh pen‘prmgnge o i - E E Er“:E End mills with corner radius type NF — short design SR %R - Valid for
V=)L = Fine semi-finishing profile NF \\\:= " i+ sty

" SRELHWHIMICRE AR for tough materials - NN “a A i
BOYIATOT7LFAR = Several comer radii s~ | [5] [=]

s TERZICESROD—F per cutting diameter
—RZZSA>FvTS = Internal coolant supply, 7

=5 EODSDAAILAR—ILAT axial exit (ICA) A

Z(ICA) = 3 lengths available

R

N\
&
o
w
1
[3)]
[}
= g™
2
ap=d
N
p =01
e d
ap = dy

«©
> — o ' o
Y m= . i
4 )
ae ae de
ap =4 2 =0,4xdq 2 =0,2x0d4
=l Ve f; Ve f; Ve fz x ' ‘
[m/min] [mm] [m/min] [mm] [m/min] [mm] ¢
= ) N S
- % | 120 0,005 x dy 140 0,006 X dy 190 0,008 x dy o n o n
I = 4 4
I3 Z 110 0,004 x dy 130 0,005 x dy 180 0,007 x dy o m O n
I
90 0,004 x dy 110 0,005 x dy 140 0,006 X dy o n a) n
d—F«>% - Coating TIN / TIALN
TV =3 - WHEIM (PABE) Applications — material (see page 4) P 1451 70 0,003 x dy 80 0,004 x dy 110 0,005 x dy o "
= EEHIM O T &E = Especially suitable for difficult to cut materials 1.1-41
= H5 P BERERKEIIC = For all tough materials K 1142 60 0,003 x 70 0.003x ¢, 100 0,004 xd; N
= HPCERERRMTIC = Suitable for HPC roughing N 21-2852 X7~ L X - Stainless steel materials
s DAi2en . 100 0,004 x dy 120 0,005 X dy 160 0,006 X d u
M[ 2 80 0,004 x dy 100 0,004 x dy 130 0,006 x dy u
70 0,003 X dy 80 0,003 X dy 90 0,004 x dy u
60 0,003 x d 70 0,003 x d 80 0,004 xd u
< . 120 0,005 x d 140 0,006 X dy 190 0,008 x d; = [
DIN 6527 — »3— I - Short design 264212 26431Z 120 0,005 x d; 140 0,006 x d; 190 0,008 xdy N
110 0,004 x dy 130 0,005 x dy 180 0,006 X dy O m
0 d r lp I3 1 0 ds 0 do In VA O—F—RE 110 0,004 x dy 130 0,005 X dy 180 0,006 X dy O u
"L o] Gt 11 ) ——" L |11
,004 x d ,005 x dy ,006 x dq =] ]
12 2,5 16 26 73 11,5 12 28 4 70 0,003 x dy 30 0,004 x dy 110 0,005 x d = (]
12 3 16 26 73 11,5 12 28 4 2642TZ.012030 | 2643TZ.012030 60 0,003 xd 70 0,004 xd 100 0,005 x d =] []
12 4 16 26 73 11,5 12 28 4 3 us
16 2,5 22 32 82 15,5 16 34 4 2642TZ.016025 | 2643TZ.016025 7L =5 - Aluminium alloys
16 3 22 32 82 1155 16 34 4
16 4 22 32 82 15,5 16 34 4 2642TZ.016040 | 2643TZ.016040
20 2,5 26 40 92 19,5 20 42 4
20 3 26 40 92 19,5 20 42 4 2642TZ.020030 | 2643TZ.020030
20 4 26 40 92 19,5 20 42 4 —
p— = &% - Copper alloys
BEOBLWVWI—F—RICDOVTHIFHIGLEY 110 0,005 x dp 130 0,006 x dy 180 0,008 X dq O ]
Other corner radii available on request 110 0,005 x dy 130 0,006 x dy 180 0,008 x dy 5] []
110 0,005 x dy 130 0,006 X d 180 0,008 x d; 0 = 0
100 0,004 x dy 120 0,005 x d 160 0,006 x d; 0 u
100 0,004 x dy 120 0,005 x d 160 0,006 x d; O u
100 0,004 x dy 120 0,005 x dy 160 0,006 x dy O O u
60 0,003 X dy 70 0,004 x dy 100 0,005 x d 0 u
60 0,003 X dy 70 0,004 x dy 100 0,005 x d; 0 u
X T*S U LER - Magnesium alloys l l l l ‘ ‘ ‘ ‘
| | | | \ \ \ \
=) B - Synthetics
5} - Special materials
60 0,003 dy 70 0,004 X dy 100 0,005 X dq u
FREE - Titanium alloys
0,005 x dy 90 0,005 x dy 110 0,007 x dy O
70 0,004 x dy 80 0,004 x dy 100 0,006 x d; =
40 0,003 X dy 40 0,003 X dy 50 0,004 x dy u
=7 )LE, INILRE, SREMEYE 2 - Nickel alloys, cobalt alloys and iron alloys
70 0,004 x dy 80 0,004 x dy 110 0,006 x d u
30 0,003 X dy 30 0,004 x dy 35 0,005 x d; u
20 0,002 x dy 2% 0,002 x dy 25 0,003 x dy u
20 0,003 x dy 25 0,003 x d 30 0,004 x d; 0
20 0,002 X dy 20 0,002 X dy 20 0,003 x dy u
20 0,003 X dy 20 0,003 X dy 20 0,004 x dy u
’ = hEE i - Hard materials
2
Hi+3
4
5

14 W = R - very suitable v = YIHJRRE - Cutting speed 15
[FRANKEN| [ = @I ATAE - suitable f, = Fd7=D3XD - Feed per tooth [FRANKEN|
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HIIEIZ&1% - Cutting Conditions FHANKEN

A7 71/NVox-Cwt 7 7/NVox-Cuwte
_ . —F—RFEIVRS -avy
= SMYRENT/INTA—T R = High performance tool [=] - * R.ﬁ “E ) L 81T NF-0O /.ﬁ X EREY S - Valid for
- ) P ) = End mills with corner radius type NF — long design
V=)L = Fine semi-finishing profile -j 267072
= DERERARHIM ICRE IR for tough materials . 267172
BOYIRZO77 LK = Several corner radii 1
s TERZICESROD—F per cutting diameter
—RZZSA>FvTS = Internal coolant supply,
= EODS DA A ILHR—)LT axial exit (ICA) :
E(ICA) = 3 lengths available 'i
“BEOTEES =l ¢ s
0 s
T £ T
= < <
1 f
&
o © 0 dq
< J o)
N/
g e e
ap =4 2 =0,4xdq 2 =0,2x0d4
=l Ve f; Ve f; Ve fz x ' ‘
[m/min] [mm] [m/min] [mm] [m/min] [mm] ¢
= ) N S
s\ % | LV b 120 0,005 x dq 140 0,006 x dq 190 0,008 x dy o m a) .
I =
I3 110 0,004 x dq 130 0,005 x dq 180 0,007 x dy o n a] u
I
90 0,004 x dq 110 0,005 x dq 140 0,006 x dy o m a) .
d—F«>% - Coating TIN / TIALN
TV =3 - WHEIM (PABE) Applications — material (see page 4) P 1451 70 0,003 x dy 80 0,004 x dy 110 0,005 x dy o "
= EEHIM O T &E = Especially suitable for difficult to cut materials 1.1-41
n %5@%%%@}3@%&%”*3‘: = For all tOUgh materials 60 0,003 x dy 70 0,003 x dy 100 0,004 x d4 a |
= HPCRAERFAMTIC = Suitable for HPC roughing 2T~ L R - Stainless steel materials
. 100 0,004 x dy 120 0,005 x dy 160 0,006 X dp u
M| 2 80 0,004 x dy 100 0,004 x dy 130 0,006 X dy u
L 70 0,003 Xty 80 0,003 dy 90 0,004 X dy u
4. 60 0,003xd 70 0,003xd 80 0,004 xd u
- - 120 0,005 X dq 140 0,006 X dy 190 0,008 X dq 0 (]
DIN 6527 - 0>/% - Long design 2670TZ 2671TZ 120 0,005 x d; 140 0,006 x d; 190 0,008 xdy N
110 0,004 x ty 130 0,005 x dy 180 0,006 X dy 0 (]
0 d r lp I3 1 0 ds 0 do In VA O—F—RE 110 0,004 x dy 130 0,005 X dy 180 0,006 X dy O u
© D o] Gt 11 ) ——" L s -
,004 X ,005 x ,006 x =] ]
6 05 13 20 57 58 6 21 4 70 0003 X1 30 0004 X1 110 0.005 X, 0 0
6 1 13 20 57 58 6 21 4 2670TZ.006010 | 2671TZ.006010 60 0,003 xd 70 0,004 xd 100 0,005 x d =] []
8 0,5 19 25 63 7.7 8 27 4 3 U
8 1 19 25 63 7,7 8 27 4 2670TZ.008010 | 2671TZ.008010 7L =5 - Aluminium alloys
8 2 19 25 63 7,7 8 27 4
10 1 22 30 72 9,5 10 32 4 2670TZ.010010 | 2671TZ.010010
10 2 22 30 72 9,5 10 32 4
10 2,5 22 30 72 9,5 10 32 4 2670TZ.010025 | 2671TZ.010025
12 1 26 35 83 11,5 12 38 4 5% Copper alors
12 2 2% 3B 83 15 12 38 4 | 267072.012020 | 267172.012020 — — - e T — o
12 2,5 26 35 83 11,5 12 38 4 110 0005 X1 130 0006 X, 180 0.008 Xy O [
12 3 26 35 83 11,5 12 38 4 2670TZ.012030 | 2671T2.012030 110 0,005 x dy 130 0,006 x dy 180 0,008 x dy ] 0 []
12 4 26 35 83 1,5 12 38 4 100 0,004 x dy 120 0,005 x dy 160 0,006 X dy 0 [
16 1 32 40 92 15,5 16 44 4 | 26707T2.016010 | 2671TZ.016010 100 0,004 x dy 120 0,005 xdy 160 0,006 x dy B u
: 100 0,004 xd 120 0,005xd 160 0,006 xd 0 0 u
16 2 32 40 92 155 16 44 4 50 0003 x a1 70 0004 a1 700 0,005 x4, 5 "
16 2,5 32 40 92 15,5 16 44 4 2670TZ.016025 | 2671T2.016025 60 0,003 x dq 70 0,004 x dy 100 0,005 x dy 0 ]
16 3 32 40 92 15,5 16 44 4 RTF*> D LES - Magnesium alloys
16 4 32 40 92 15,5 16 44 4 | 267072.016040 | 26717Z.016040 l l l [ \ [ [ [
20 1 38 5 104 195 20 54 4 e 1 1 1 1 ! ! ‘ ‘
20 2 38 50 104 19,5 20 54 4 2670TZ.020020 | 2671T2.020020 =
20 2,5 38 50 104 19,5 20 54 4
20 3 38 50 104 19,5 20 54 4 2670TZ.020030 | 2671T2.020030
20 4 38 50 104 19,5 20 54 4 T Spesal Taterals
BEOBVI—F—RICOVTHEHERIGLET
Other corner radii available on request 60 0,003 x dq 70 0,004 x dq 100 0,005 x d; []
FREE - Titanium alloys
0,005 x ty 90 0,005 x ty 110 0,007 x dy O
70 0,004 x dy 80 0,004 x dy 100 0,006 X dy u
40 0,003 x ty 40 0,003 x dy 50 0,004 X dy u
=7 )LE, INILRE, SREMEYE 2 - Nickel alloys, cobalt alloys and iron alloys
70 0,004 X dq 80 0,004 x dy 110 0,006 X dp u
30 0,003 Xty 30 0,004 x dy 35 0,005 X dy u
20 0,002 x ty 25 0,002 x dy 25 0,003 X dy u
20 0,003 Xty 25 0,003 x dy 30 0,004 X dy (]
20 0,002 x ty 20 0,002 x dy 20 0,003 X dy u
20 0,003 x dy 20 0,003 x dy 20 0,004 X dy u
’ = hEE i - Hard materials
2
Hi+3
4
5
EMUGE = ; — HBIEEE - Cutt EMUGE
16 W = R - very suitable v = YIHJRRE - Cutting speed 17

[ = @I ATAE - suitable f, = Fd7=D3XD - Feed per tooth



FRANKEN EEE e T v

HIIEIZ&1% - Cutting Conditions FHANKEN

A7 71/NVox-Cwt 7 7/NVox-Cuwte
- . . . .. O—F—RESIVRIIL 217 NF-THZ5OVY -
: @Eﬁf PNINTAA : Eilgg sp:r;fio—rfmmgt%(;loﬁle NF \:= Ob=0) End mills with corner radius type NF — extra long design xR - Valid for
= BRELREMICERBAE  for tough materials [T - = Soeats
BHOYIATOT7LFAR = Several comer radii ] [=]
s TERZICESROD—F per cutting diameter
—RZZA>FvS = Internal coolant supply, 7
=5 EODS DA A ILAR—ILT axial exit (ICA) A
E(ICA) = 3 lengths available 45°
s 3FBEOTERT i1 ]
0 s
' i W
R & &
3-5°
b ’ ’
3 de
ap =4 2 =0,4xdq 2 X d4
~la Ve f; Ve f; Ve fz x ' ‘
[m/min] [mm] [m/min] [mm] [m/min] [mm] ¢
5 3 N S
s« | LV = 120 0,005 x d 140 0,006 x d 190 0,008 x dy o . 0 .
l2 =
I3 110 0,004 x dy 130 0,005 x dq 180 0,007 x d; o u o =
i
90 0,004 x dy 110 0,005 x dy 140 0,006 X dy o n a) .
O—F«>% - Coating TIN / TIALN
TIVr—a> - HEIM (PABER) Applications — material (see page 4) P 1151 70 0,003 x dy 80 0,004 x dy 110 0,005 x dy a] =
= EEHIM O TS &E = Especially suitable for difficult to cut materials 1.1-4.1
n 55@5%3@@@%&%%2”: = For all tOUgh materials 60 0,003 x dy 70 0,003 x dy 100 0,004 x d4 a |
= HPCRAERTAMTIC = Suitable for HPC roughing 2T~ L R - Stainless steel materials
. 100 0,004 x dy 120 0,004 x dy 160 0,006 X dp u
M| 2 80 0,004 x dy 100 0,004 x dy 130 0,006 X dy [
L 60 0,003 xd; 70 0,004 x d; 80 0,004 x dy u
4. 50 0,003xd 60 0,003 xd 70 0,004 xd u
TS50 - Extra long desi 2658TZ | 2659TZ %0 0o, 40 S0, 20 D0y, =
o ,005 x A X A X [] ]
Ed=bd xira long design 110 0,004 x d} 130 0,005 x d} 180 0,006 X d} O (]
9 d r lp I3 1 0 ds 0 do In VA O—+—RIE 110 0,004 x dy 130 0,005 X dy 180 0,006 X dy O u
© L mr ] Gl 11 ) ——" L |11
,004 X ,005 x ,006 x =] ]
6 0,5 13 25 62 58 6 26 4 70 0,003 x d} 30 0,004 x d: 110 0,005 X d} = (]
6 1 13 25 62 5,8 6 26 4 2658T2.006010 | 2659T2.006010 60 0,003 xd 70 0,004 xd 100 0,005 x d =] []
8 0,5 19 30 68 7,7 8 32 4 3 U
8 1 19 30 68 7,7 8 32 4 2658TZ.008010 | 2659TZ.008010 7L =5 - Aluminium alloys
8 2 19 30 68 7,7 8 32 4
10 1 22 35 80 9,5 10 40 4 2658TZ.010010 | 2659TZ.010010
10 2 22 85 80 9,5 10 40 4
10 2,5 22 35 80 9,5 10 40 4 2658TZ.010025 | 2659TZ.010025
12 1 26 45 93 11,5 12 48 4 5% Copper alors
12 2 2% 45 93 15 12 48 4 |2658T2.012020 | 2659T2.012020 — — % e T — o
12 2,5 26 45 93 15 12 48 4 110 0005 X1 130 0006 a1 180 0.008 Xy O [
12 3 26 45 93 11,5 12 48 4 2658T2.012030 | 2659TZ.012030 110 0,005 x dy 130 0,006 x dy 180 0,008 x dy ] 0 []
12 4 2% 45 93 115 12 48 4 100 0,004 x dy 120 0,005 x dy 160 0,006 x d; O [
16 1 32 55 108 155 16 60 4 |26587Z.016010 | 2659TZ.016010 100 0,004 x dy 120 0,005 xdy 160 0,006 x dy B u
' 100 0,004 xd 120 0,005xd 160 0,006 xd 0 0 [
16 2 32 95 108 155 16 60 4 50 0003 x a1 70 0004 a1 700 0,005 x4, 5 "
16 2,5 32 55 108 155 16 60 4 2658TZ.016025 | 2659TZ.016025 60 0,003 x dq 70 0,004 x dy 100 0,005 x dy 0 ]
16 3 32 85 108 155 16 60 4 T D LEE - Magnesium alloys
16 4 32 55 108 155 16 60 4 | 265812.016040 | 2659T2.016040 l l [ [ \ [ [ [
20 1 38 70 12 195 20 76 4 e 1 1 1 1 ! ! ‘ ‘
20 2 38 70 126 195 20 76 4 2658TZ.020020 | 2659T2.020020 =
20 2,5 38 70 126 195 20 76 4
20 3 38 70 126 195 20 76 4 2658TZ.020030 | 2659T2.020030
20 4 38 70 126 195 20 76 4 T Spesal Taterals
BEOBVI—F—RICOVTHEHERIGLET
Other corner radii available on request 60 0,003 x dq 70 0,004 x dq 100 0,005 x d; []
FREE - Titanium alloys
0,005 x ty 90 0,005 x ty 110 0,007 x dy u
60 0,004 x dy 70 0,004 x dy 100 0,006 X dy u
50 0,003 x ty 60 0,003 x dy 70 0,004 X dy n
=7 )LE, INILRE, SREMEYE 2 - Nickel alloys, cobalt alloys and iron alloys
70 0,004 x d; 30 0,004 x d; 110 0,006 x d; [
20 0,003 X d; % 0,004 x d; 30 0,005 x d; [
20 0,002 x ty 25 0,002 x dy 25 0,003 X dy n
20 0,003 Xty 25 0,003 x dy 30 0,004 X dy n
20 0,002 x ty 20 0,002 x dy 25 0,003 X dy [
20 0,003 x dy 20 0,003 x dy 25 0,004 X dy u
’ = hEE i - Hard materials
2
Hi+3
4
5
18 M = 38 - very suitable ve = YIHIEE - Cutting speed 19

[ = @I ATAE - suitable f, = Fd7=D3XD - Feed per tooth



FRANKEN

7 /Nox-Cuwt

" BMRENTINTA—T VR

Y=L

= High performance tool
= Finishing end mill

= BAEREBARHIM O TN

Tics@EsY—)L

AL F7IRZ)L - End Mills

for tough materials
= | ow-vibration machining

B EEUZMZ B3R EEYF thanks to variable spacing
REt = Centre cutting z
= EYR—Nvk A
35/37°
-=—'A.| KB x45°
S S o3
2] | T 4. -

9 dq
/
U

0

9 do

OE:{0)
0|

d—7F>7% - Coating

TV —ay - wEIM (PABER)

= 2TV L ZDOMIICHICRE

= HPCEBERTM T & EIFhTIC

Applications — material (see page 4)

= Especially suitable for stainless steel materials
= Suitable for HPC roughing and finishing

P A48T 4151
K 14227 3142
N[ at42 52

ST 12413
s[21 | 2226

DIN 6527 — > 3— I~ - Short design

Bikd—F+—
with bevelled edge

9 d lo I3 l4 0 ds g 9 dy I KB Z

n1o h6 o= [BaE=1
3 5 9 50 2,9 14 6 14 0,07 4
4 8 12 54 3,8 18 6 18 0,07 4
) 9 16 54 4.8 18 6 18 0,12 4
6 10 16 54 58 - 6 18 0,12 4
8 12 20 58 77 = 8 22 0,12 4
10 15 24 66 9,5 - 10 26 0,2 4
12 18 26 73 11,6 = 12 28 0,2 4
16 24 32 82 15,6 - 16 34 0,2 4
20 30 40 92 19,5 = 20 42 03 4

2566T.004 2567T.004
2566T.006 2567T.006

2566T1.010 2567T.010
2566T.016 2567T.016

0 ERS

HIIEIZ&1% - Cutting Conditions FHANKEN

7N ox-LCwt
RIIFIVRINBZALTN-3—h THRBE - Valid for
End mills type N — short design e
2566T
2567T
k-] S S
= I 1 It
1 & & &
&
0 dq
o Ql & & &
«©
3 % a 1)
ap =dq . =0,4xd4 2. =0,2xd4 2, =0,02 x dy
Ve f; Ve f; Ve f; Ve f; x 0 ‘
[m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] ¢
170 0,005 x d4 190 0,006 x d4 200 0,007 x dy 240 0,007 x dy m] O O [ ]
150 0,004 x d4 170 0,005 x dy 180 0,006 x dy 210 0,006 x dy (] O [m] [ ]
130 0,004 x d4 140 0,004 x d4 160 0,005 x dy 180 0,005 x dy m] [ ] | ]
120 0,003 x d4 130 0,004 x d4 140 0,004 x d4 170 0,004 x dy ] ]
100 0,003 x d4 110 0,003 x d4 120 0,004 x d4 140 0,004 x dy m] [ ]
AT LR - Stainless steel materials
. 90 0,004 x d4 110 0,005 x d4 120 0,005 x d4 130 0,005 x dy a [m] [m] []
M| 2 80 0,003 x dy 90 0,004 x dy 100 0,005 X dq 110 0,005 x dq O O O [
L 70 0,003 x d4 80 0,003 x d4 90 0,004 x d4 100 0,004 x d4 =] ]
4. 60 0,002 x d 70 0,002 x d 80 0,003 x d 90 0,004 x d =] []
150 0,005 x d4 160 0,006 x d4 180 0,006 x d4 200 0,007 x dy =] [] =]
150 0,005 x d4 160 0,006 x d4 180 0,006 x d4 200 0,007 x dy =] [] [H]
140 0,004 x d4 150 0,005 x d4 170 0,005 x d4 180 0,006 x d4 ] [] O
140 0,004 x d4 150 0,005 x d4 170 0,005 x d4 180 0,006 x d4 [H] [] H]
120 0,004 x d4 130 0,005 x d4 140 0,005 x d4 150 0,006 x d4 =] [] =]
120 0,004 x d4 130 0,005 x d4 140 0,005 x d4 150 0,006 x dy =] [] =]
100 0,003 x d4 110 0,003 x d4 120 0,004 x d4 130 0,004 x d4 =] [] =]
80 0,003 x d 90 0,003 x d 90 0,004 x d 100 0,004 x d =] [] [H]
77)L=5% - Aluminium alloys
220 0,009 x d4 250 0,010 x dy 280 0,011 x dy 300 0,008 x d4 []
220 0,008 x d4 250 0,009 x d4 280 0,010 x d4 300 0,008 x d4 ]
220 0,007 x d4 250 0,008 x d4 280 0,009 x d4 300 0,007 x dy ]
A& < - Copper alloys
170 0,007 x d4 180 0,007 x d4 200 0,008 x d4 220 0,008 x d4 =] []
170 0,007 x d4 180 0,007 x d4 200 0,008 x d4 220 0,008 x d4 =] ]
170 0,007 x d4 180 0,007 x d4 200 0,008 x d4 220 0,008 x dy =] =] []
160 0,006 x d4 170 0,006 x d4 180 0,007 x d4 200 0,007 x dy =] ]
160 0,006 x d4 170 0,006 x d4 180 0,007 x d4 200 0,007 x dy [u] []
160 0,006 x d 170 0,006 x dq 180 0,007 x dy 200 0,007 x dy O O n
120 0,004 x d4 130 0,004 x d4 140 0,005 x d4 160 0,005 x d4 [u] ]
100 0,003 x d4 110 0,003 x d4 120 0,004 x d4 140 0,004 x d4 =] [
X T*S U LA - Magnesium alloys l l l l ‘ ‘ ‘ ‘
| | | | | \ \ \ \
=) BE - Synthetics
340 0,008 x d4 370 0,009 x d4 410 0,011 x dy 480 0,012 x d4 [} ] []
500 0,008 x d4 550 0,009 x d4 600 0,011 x d4 700 0,012 x d4 =] ]
3} - Special materials
70 0,003 dy 80 0,004 x 0y 80 0,005 X 0y 100 0,005 X 0y O u
FAR2>E% - Titanium alloys
80 0,005 x d4 90 0,005 x d4 100 0,006 x d4 110 0,005 x dy []
70 0,003 x d4 80 0,003 x d4 80 0,004 x d4 100 0,004 x d4 []
50 0,002xd 60 0,002 Xty 70 0,003 x ty 80 0,003 x dy (]
—oTIL :I/\Wg_ﬁﬁ?ﬁ , Bk 2y 4 - Nickel alloys, cobalt alloys and iron alloys
70 0,003 x d4 80 0,003 x d4 80 0,004 x d4 100 0,004 x d4 []
30 0,002 x d4 30 0,002 x d4 35 0,003 x d4 40 0,003 x dy []
20 0,002 x d4 25 0,002 x d4 25 0,003 x d4 30 0,003 x d4 []
20 0,002 x d4 25 0,002 x d4 30 0,003 x d4 35 0,003 x dy []
20 0,002 x d4 20 0,002 x d4 25 0,003 x d4 30 0,003 x d4 []
20 0,002 x dy 20 0,002 X dy 25 0,003 X dq 30 0,003 X dq [
= hEE ] - Hard materials
1
.2
i Sl
4
5

W = R - very suitable
[ = SEFIATAE - suitable

v = YIHIZREE - Cutting speed
f, = Fd7=D3XD - Feed per tooth

Eriveii



FRANKEN EBEZEZEErTS 14444 - Cutting Conditions FRANKEN

7 /Nox-Cuwt 77N ox-Cuwt

- o . RUIFIVRIN AL N-OVT )
= SRR\ NTH—<>Z = High performance tool NI OF-10] ; ) 7 R & - Valid for
v—IL = Finishing end mill N N ' x End mills type N —long design
= BAREAHHEMOM EFM  for tough materials I —| : s
TicE@ERY—IL = | ow-vibration machining NN\ [=] © 2569T
n PEURNZ B AREE Y F thanks to variable spacing 2569TZ
&t = Centre cutting or z
» >R —AyhEriFEnA  internal coolant supply, A
S5DAAILE—)L{FE(ICA) axial exit (ICA) 35/37°
S S S
> > >
. 5 5 5
n In I
~la KB x45° =3 < < &
I
& /
S (I 5 g 1-3°
S 3 0 d4
= =1 ! . E g 1| Ll
l2 -: I x < 1
I3
de ae de de
[
=04 2. =0,4x0d4 2 =0,2xd4 2, = 0,02 x dq
=la
Ve f; Ve f; Ve f; Ve f; x 0 ‘
[m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] ¢
S S N () S
s S\ \ ) =
b | s | 170 0,005 x dq 190 0,006 x dq 200 0,007 x dy 240 0,007 x dq o o a) n
I3
I 150 0,004 x dq 170 0,005 x dq 180 0,006 x dq 210 0,006 x dq o o o n
[
130 0,004 x dq 140 0,004 x dq 160 0,005 x dq 180 0,005 x dq o n o .
O—F«>% - Coating TIN / TIALN
FFU—Say - B (PABE) Applications — material (see page 4) Pl 1481 4151 T 120 0,003 x dq 130 0,004 x dq 140 0,004 x dq 170 0,004 x dq o u
5 27V L ZOMIICHICRE = Especially suitable for stainless steel materials 1.1-4.1
= HPCRR BRI e EiFmMIIC = Suitable for HPC roughing and finishing K[ 1122 | 3142 3.1-4.2 100 0,003 x dy 10 0,003 x dy 120 0,004 x dy 140 0,004 x dy o .
N _ AT LR - Stainless steel materials
N 2128 . 90 0,004 X dy 110 0,005 x dp 120 0,005 x tp 130 0,005 x tp 0 0 0 u
M 2 80 0,003 x dy 90 0,004 x ty 100 0,005 x ty 110 0,005 x dy O 0 0 (]
N| 4142 52 5.2 [ 70 0,003 % 80 0,003 %y 90 0,004 xdy 700 0,004 x dy 0 u
4 60 0,002 x d 70 0,002 xd 80 0,003xd 90 0,004 xd 0 u
s 1243 1213 : ‘ : : ’
s 21 2226 2.2-2.6 150 0,005 X dq 160 0,006 X dq 180 0,006 X dq 200 0,007 x d 0 (] 0
150 0,005 X dy 160 0,006 x ty 180 0,006 x ty 200 0,007 x d; E (] 0
140 0,004 X dy 150 0,005 Xty 170 0,005 x ty 180 0,006 X dy 0 (] 0
S 4. . 140 0,004 x dy 150 0,005 X dy 170 0,005 x dy 180 0,006 x dy 0 (] O
827 - Long design 2568T 2569T 2568TZ 2569TZ 120 0,004 d; 130 0,005 x d; 140 0,005 x d 150 0,006 x d & ] @
g e 120 0,004 X dq 130 0,005 X dq 140 0,005 X d; 750 0,006 X d; 0 (] 0
?nd(} u ls h 0 ds l4 whg2 -IA. e [EZ&] 5{%15:' " z_ . 5{%15:' " dj_ : 100 0,003 x 110 0,003 x 120 0,004 x dy 130 0,004 x dy 0 = &
Wwith bevelled edge with bevelled edge 80 0,003 x d 90 0,003 xd 90 0,004 xd 100 0,004 xd 0 (] 0
& 8 14 57 2,9 20 6 21 0,07 4 i
TR R , : : o
5 13 y g 27 ig 38 g g] 8 % i 2568T.004 EEUBLL e RN 220 0,009 X dp 250 0,010 Xty 280 0,011 xdy 300 0,008 x dy u
) : 220 0,008 xd 250 0,009 x d 280 0,010xd 300 0,008xd u
6 13 21 57 58 - 6 21 012 4 2568T.006 2569T.006 | 2568TZ.006 | 2569TZ.006 550 0007 X4, 5% 00083, 550 0.009%0. 300 00070, =
8 21 27 63 7,7 - 8 27 0,12 4
10 22 32 72 9,5 - 10 32 0,2 4 2568T.010 2569T.010 2568TZ.010 2569TZ.010
12 26 38 83 11,5 - 12 38 0,2 4 5% Copper allors
7
14 26 38 83 13,5 - 14 38 0,2 4 2568T.014 2569T.014 2568T2.014 2569TZ.014 170 0,007 X dy 780 0,007 X dy 500 0,008 X 0 590 0,008 X 0 g -
16 36 44 92 15,5 = 16 44 0,2 4 170 0,007 x dy 180 0,007 X dy 200 0,008 X dy 220 0,008 X dy O u
20 4 54 104 19,5 - 20 54 0,3 4 2569T.020 2568T2.020 2569T2.020 170 0,007 x dy 180 0,007 x dy 200 0,008 x dy 220 0,008 x dy 0 0 ]
160 0,006 x dy 170 0,006 Xty 180 0,007 x th 200 0,007 x ty O [
160 0,006 X dy 170 0,006 Xty 180 0,007 x ty 200 0,007 x ty 0 u
160 0,006 X dq 170 0,006 x dy 180 0,007 x ty 200 0,007 x ty 0 0 []
120 0,004 d; 130 0,004 X dy 140 0,005 Xty 760 0,005 X d; 0 [
100 0,003 X dq 110 0,003 Xty 120 0,004 x dy 140 0,004 x dy O n
T %> 7L &% - Magnesium alloys l l l l l ‘ ‘ ‘ ‘
| | | | | | \ \ \ \
=) fi - Synthetics
340 0,008 X dq 370 0,009 X tp 410 0,011 x dy 480 0,012x 0y O 0 (]
500 0,008 X dq 550 0,009 X dy 600 0,011 x 700 0,012 xdy 0 [
5} - Special materials
70 0,003 X dp 80 0,004 Xty 80 0,005 X dp 700 0,005 X 0y 0 u
FRUEE - Titanium alloys
80 0,005 X 0y 90 0,005 Xty 100 0,006 x ty 110 0,005 x dy u
70 0,003 x dy 80 0,003 x dy 80 0,004 x dy 100 0,004 x dy u
50 0,002 x d 60 0,002 Xty 70 0,003 x ty 80 0,003 x dy (]
=% :I/\Wg_ﬁﬁ?ﬁ , SREL I 2y 2 - Nickel alloys, cobalt alloys and iron alloys
70 0,003 X dq 80 0,003 X dq 80 0,004 Xty 100 0,004 x d; (]
30 0,002 X dy 30 0,002 X dy 35 0,003 Xty 40 0,003 X d; (]
20 0,002 X dy 25 0,002 X dy 25 0,003 x ty 30 0,003 x ty ]
20 0,002 X dy 25 0,002 x dy 30 0,003 x ty 35 0,003 x ty (]
20 0,002 Xty 20 0,002 Xty 25 0,003 Xty 30 0,003 x dy []
20 0,002 X dq 20 0,002 Xty 25 0,003 x dy 30 0,003 x dy (]
’ = hEE ] - Hard materials
2
Hi+3
4
5

22 M = 58 - very suitable Ve = YJHISERFE - Cutting speed 23
[FRANKEN| [ = @I ATAE - suitable f, = Fd7=D3XD - Feed per tooth [FRANKEN|



FRANKEN

7 /Nox-Cuwt

" BMRENTINTA—T VR

Y=L

Tics@EsY—)L

&t

E(ICA)

SIEE R EI M O T
EEVZIZBREFLYF
BOD S DA A LR —)LAT

= High performance tool
= Finishing end mill
for tough materials

= | ow-vibration machining
thanks to variable spacing

= nternal coolant supply,
axial exit (ICA)

—[ f 5
= - =
||
l2 s
h
S a N [ \ S
s N \ ) =
2 I
I3
h

-.EI' (8]

d—7>% - Coating

TIN / TIALN

TP — a3y - HEIM (P4 ER)
B 27V L 2O LI &iE
= HPCHRERTM T o EIFmTIC

Applications — material (see page 4)

m Especially suitable for stainless steel materials

= Suitable for HPC roughing and finishing

PAA81 " 4151

1.1-41

T ZNZ0A>% - Extra long design 3766TZ 376712

wkd—F+—
with bevelled edge

0 dq lo I3 4 0 ds g gdy In KB z

h10 h6 B3k
& 8 19 62 2,9 25 6 26 0,07 4
4 11 23 62 3,8 25 6 26 0,07 4
5 13 24 62 4,8 25 6 26 0,12 4
6 13 25 62 58 - 6 26 0,12 4
8 21 30 68 77 = 8 32 0,12 4
10 22 38 80 9,5 - 10 40 0,2 4
12 26 46 93 11,6 = 12 48 0,2 4
16 36 58 108 15,5 - 16 60 0,2 4
20 4 74 126 19,5 = 20 76 0,3 4

3766TZ.004 3767TZ.004
3766TZ.006 3767TZ.006

3766TZ.010 3767TZ.010
3766TZ.016 3767T2.016

# BRS

HIIEIZ&1% - Cutting Conditions FHANKEN

7N ox-LCwt
RIITIVRINBZAFIN-TOZ 5OV SHRES - Valid for
End mills type N — extra long design e
3766TZ
376712
S S S
> > >
o o 2
i i n
S & & &
I
& fi
0 dq
_— & & &
m% 0 d4 0 dy
N 2 EN 2
e =dq 2 =0,4xd4 2. =0,2xd4 2, = 0,02 x dy
Ve f; Ve f; Ve f; Ve f; x 0 ‘
[m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] ¢
140 0,005 x d4 150 0,006 x d4 170 0,007 x dy 200 0,007 x dy m] O O [ ]
130 0,004 x d4 140 0,005 x dy 160 0,006 x dy 180 0,006 x dy (] O [m] [ ]
110 0,004 x d4 120 0,004 x d4 130 0,005 x dy 150 0,005 x dy m] [ ] | ]
100 0,003 x d4 110 0,004 x d4 120 0,004 x d4 140 0,004 x dy ] ]
90 0,003 x d4 100 0,003 x d4 110 0,004 x d4 130 0,004 x dy m] [ ]
AT LR - Stainless steel materials
. 80 0,004 x d4 100 0,004 x d4 110 0,005 x d4 120 0,005 x dy a [m] [m] []
M| 2 70 0,003 x dy 80 0,004 x dy 90 0,005 X dq 100 0,005 x dq O O O [
L 60 0,003 x d4 70 0,003 x d4 80 0,004 x d4 90 0,004 x d4 =] []
4. 50 0,002 x d 60 0,002 x d 70 0,003 x d 80 0,004 x d =] []
140 0,005 x d4 150 0,006 x d4 170 0,006 x d4 200 0,007 x dy =] [] =]
140 0,005 x d4 150 0,006 x d4 170 0,006 x d4 200 0,007 x dy =] [] [H]
130 0,004 x d4 140 0,005 x d4 160 0,005 x d4 180 0,006 x d4 ] [] O
130 0,004 x d4 140 0,005 x d4 160 0,005 x d4 180 0,006 x d4 [H] [] ]
110 0,004 x d4 120 0,005 x d4 130 0,005 x d4 150 0,006 x d4 =] [] =]
110 0,004 x d4 120 0,005 x d4 130 0,005 x d4 150 0,006 x dy =] [] =]
90 0,003 x d4 100 0,003 x d4 110 0,004 x d4 130 0,004 x d4 =] [] =]
70 0,003 x d 80 0,003 x d 80 0,004 x d 100 0,004 x d =] [] [H]
77)L=5% - Aluminium alloys
220 0,009 x d4 250 0,010 x dy 280 0,011 x dy 300 0,008 x d4 []
220 0,008 x d4 250 0,009 x d4 280 0,010 x d4 300 0,008 x d4 ]
220 0,007 x d4 250 0,008 x d4 280 0,009 x d4 300 0,007 x dy ]
A& < - Copper alloys
170 0,007 x d4 180 0,007 x d4 200 0,008 x d4 220 0,008 x d4 =] []
170 0,007 x d4 180 0,007 x d4 200 0,008 x d4 220 0,008 x d4 =] ]
170 0,007 x d4 180 0,007 x d4 200 0,008 x d4 220 0,008 x dy =] =] []
160 0,006 x d4 170 0,006 x d4 180 0,007 x d4 200 0,007 x dy =] ]
160 0,006 x d4 170 0,006 x d4 180 0,007 x d4 200 0,007 x dy [u] []
160 0,006 x d 170 0,006 x dq 180 0,007 x dy 200 0,007 x dy O O n
120 0,004 x d4 130 0,004 x d4 140 0,005 x d4 160 0,005 x d4 [u] ]
100 0,003 x d4 110 0,003 x d4 120 0,004 x d4 140 0,004 x d4 =] [
X T*S U LA - Magnesium alloys l l l l ‘ ‘ ‘ ‘
| | | | | \ \ \ \
=) BE - Synthetics
280 0,008 x d4 300 0,009 x d4 320 0,011 x dy 350 0,012 x d4 [} ] []
400 0,008 x d4 450 0,009 x d4 480 0,011 x d4 520 0,012 x d4 =] ]
5} - Special materials
70 0,003 dy 80 0,004 x 0y 80 0,005 X 0y 100 0,005 X 0y O u
FAR2>E% - Titanium alloys
70 0,005 x d4 90 0,005 x d4 100 0,006 x d4 100 0,005 x dy []
60 0,003 x d4 70 0,003 x d4 80 0,004 x d4 90 0,004 x dy []
50 0,002 x d 60 0,002 Xty 70 0,003 x ty 80 0,003 x dy (]
—oTIL :I/\Wg_ﬁﬁ?ﬁ , Bk 2y 4 - Nickel alloys, cobalt alloys and iron alloys
60 0,003 x d4 70 0,003 x d4 80 0,004 x d4 90 0,004 x d4 []
20 0,002 x d4 25 0,002 x d4 30 0,003 x d4 35 0,003 x dy []
20 0,002 x d4 25 0,002 x d4 25 0,003 x d4 30 0,003 x d4 []
20 0,002 x d4 25 0,002 x d4 30 0,003 x d4 35 0,003 x dy []
20 0,002 x d4 20 0,002 x d4 25 0,003 x d4 30 0,003 x d4 []
20 0,002 x d4 20 0,002 x d4 25 0,003 x d4 30 0,003 x d4 []
= hEE ] - Hard materials
1
.2
i Sl
4
5

W = R - very suitable
[ = SEFIATAE - suitable

v = YIHIZREE - Cutting speed
f, = Fd7=D3XD - Feed per tooth

Eriesi



FRANKEN EEE e T v

7 /Nox-Cuwt

" BMRENTINTA—T VR
V=)L

" SERE AWHIM O BTN
TicE@ERY—IL

Ll l:J;U MR ZREEYTF
=n=
X @

s TERCrICERDOI—F
—REZA>VFTYvS

= BODNS DA A ILHR—) LT
Z(ICA))

= High performance tool

= Finishing end mill
for tough materials

= | ow-vibration machining
thanks to variable spacing

= Several corner radii per
cutting diameter

= nternal coolant supply,
axial exit (ICA)

- 1\ o
= N =
< S l
lp s
I3
h
=k
S N\ [ \ S
s SO \ ) s
< S
l2 = I
I3
Iy
h

d—7F>7% - Coating

TIN / TIALN

TV —ary - #KEIM (PARIR)

= 2TV L ZDOMIICHICRE

= HPCEBERTM T & EIFhTIC

Applications — material (see page 4)

m Especially suitable for stainless steel materials

= Suitable for HPC roughing and finishing

P A48T 4151

1.1-41

DIN 6527 - 0>/ - Long design 2562TZ 2563TZ

J—7F—RfFE
with corner radius

0 dq r lo I3 4 0 ds g 0 dyp In Z

h10 +0,01 h6 == B3k
3 0,1 8 14 57 2,9 21 6 21 4
3 03 8 14 57 2,9 21 6 21 4
3 05 8 14 57 2,9 21 6 21 4
4 03 1 18 57 3,8 21 6 21 4
4 05 M 18 57 3.8 21 6 21 4
5 05 13 19 57 4,8 21 6 21 4
5 1 13 19 57 4,8 21 6 21 4
6 05 13 21 57 58 - 6 21 4
6 1 13 21 57 58 = 6 21 4
8 05 21 27 63 7,7 - 8 27 4
8 1 21 27 63 7,7 = 8 27 4
8 2 21 27 63 7,7 - 8 27 4
10 05 22 32 72 95 = 10 32 4
10 1 22 32 72 9,5 - 10 32 4
10 2 22 32 72 9,5 - 10 32 4
12 05 26 38 83 11,5 - 12 38 4
12 1 26 38 83 11,5 - 12 38 4
12 2 26 38 83 115 - 12 38 4
12 25 26 38 83 11,5 = 12 38 4
12 3 26 38 83 11,5 - 12 38 4
12 4 26 38 83 11,5 = 12 38 4
16 1 36 44 92 15,5 - 16 44 4
16 2 36 44 92 15,5 = 16 44 4
16 25 36 44 92 15,5 - 16 44 4
16 3 36 44 92 155 = 16 44 4
16 4 36 44 92 15,5 - 16 44 4
20 1 41 54 104 19,5 = 20 54 4
20 2 4 54 104 19,5 - 20 54 4
20 25 4 54 104 19,5 = 20 54 4
20 3 4 54 104 19,5 - 20 54 4
20 4 41 54 104 19,5 = 20 54 4

2562TZ.005005
2562TZ.008020

* ENS

HIIEIZ&1% - Cutting Conditions FHANKEN

7N ox-LCwt
qA—F—REZFIVRIN ZATFIN-OVF HEBE, - Valid for
End mills with corner radius type N — long design RA
256212
2563TZ
S S S
> > >
o ot} 2
i i I
— o =% (=%
o < « «
1
Y &
0 d1 - o *" [-% o
T o 0 d; © 0 dy © 9 dy ©
\ ) © A v
de de de de
2 =04 2, =0,4xdq 2. =02x0d4 2, =0,02 x dq
Ve f; Ve f; Ve f; Ve f; x 0 ‘
[m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] ¢
170 0,005 x d4 190 0,006 x d4 200 0,007 x dy 240 0,007 x dy m] O O ]
150 0,004 x d4 170 0,005 x dy 180 0,006 x dy 210 0,006 x dy m] m] m| ]
130 0,004 x d4 140 0,004 x d4 160 0,005 x dy 180 0,005 x dy m] [ ] | ]
120 0,003 x d4 130 0,004 x d4 140 0,004 x d4 170 0,004 x dy m] ]
100 0,003 x d4 110 0,003 x d4 120 0,004 x d4 140 0,004 x dy m] [ ]
AT LR - Stainless steel materials
. 90 0,004 x d4 110 0,005 x d4 120 0,005 x d4 130 0,005 x dy =] O =] []
M . 80 0,003 x d4 90 0,004 x d4 100 0,005 x d4 110 0,005 x d4 O 0 0 []
L 70 0,003 x d4 80 0,003 x d4 90 0,004 x d4 100 0,004 x d4 ] ]
4. 60 0,002 x d 70 0,002 x d 80 0,003 x d 90 0,004 x d =] ]
150 0,005 x d4 160 0,006 x d4 180 0,006 x d4 200 0,007 x dy =] [] =]
150 0,005 x d4 160 0,006 x d4 180 0,006 x d4 200 0,007 x dy =] [] [H]
140 0,004 x d4 150 0,005 x d4 170 0,005 x d4 180 0,006 x d4 =] [] O
140 0,004 x d4 150 0,005 x d4 170 0,005 x d4 180 0,006 x d4 [H] [] ]
120 0,004 x d4 130 0,005 x d4 140 0,005 x d4 150 0,006 x d4 =] [] =]
120 0,004 x d4 130 0,005 x d4 140 0,005 x d4 150 0,006 x dy =] [] =]
100 0,003 x d4 110 0,003 x d4 120 0,004 x d4 130 0,004 x d4 =] [] =]
80 0,003 x d 90 0,003 x d 90 0,004 x d 100 0,004 x d =] [] [H]
77)L=5% - Aluminium alloys
220 0,009 x d4 250 0,010 x dy 280 0,011 x dy 300 0,008 x d4 []
220 0,008 x d4 250 0,009 x d4 280 0,010 x d4 300 0,008 x d4 []
220 0,007 x d4 250 0,008 x d4 280 0,009 x d4 300 0,007 x dy []
A& < - Copper alloys
170 0,007 x d4 180 0,007 x d4 200 0,008 x d4 220 0,008 x d4 =] []
170 0,007 x d4 180 0,007 x d4 200 0,008 x d4 220 0,008 x d4 =] []
170 0,007 x d4 180 0,007 x d4 200 0,008 x d4 220 0,008 x dy =] =] []
160 0,006 x d4 170 0,006 x d4 180 0,007 x d4 200 0,007 x dy =] []
160 0,006 x d4 170 0,006 x d4 180 0,007 x d4 200 0,007 x dy =] ]
160 0,006 X dq 170 0,006 x dy 180 0,007 x dy 200 0,007 x dy O O u
120 0,004 x d4 130 0,004 x d4 140 0,005 x d4 160 0,005 x d4 ] ]
100 0,003 x d4 110 0,003 x d4 120 0,004 x d4 140 0,004 x d4 =] []
X T*S U LA - Magnesium alloys
[ [ [ [ [ [ [ [
| | | | | | | | |
=) BE - Synthetics
340 0,008 x d4 370 0,009 x d4 410 0,011 x dy 480 0,012 x d4 [} ] ]
500 0,008 x d4 550 0,009 x d4 600 0,011 x d4 700 0,012 x d4 =] []
3} - Special materials
70 0,003 Xty 80 0,004 X 0y 80 0,005X dq 700 0,005 X dq O [
FAR2>E% - Titanium alloys
80 0,005 x d4 90 0,005 x d4 100 0,006 x d4 110 0,005 x dy []
70 0,003 x d4 80 0,003 x d4 80 0,004 x d4 100 0,004 x d4 []
50 0,002 x d 60 0,002 x d4 70 0,003 x d4 80 0,003 x d4 u
—yFTLVE, 3/ \‘Wﬁ%ﬂa | SREMmZv& % - Nickel alloys, cobalt alloys and iron alloys
70 0,003 x d4 80 0,003 x d4 80 0,004 x d4 100 0,004 x d4 []
30 0,002 x d4 30 0,002 x d4 35 0,003 x d4 40 0,003 x dy []
20 0,002 x d4 25 0,002 x d4 25 0,003 x d4 30 0,003 x d4 []
20 0,002 x d4 25 0,002 x d4 30 0,003 x d4 35 0,003 x dy []
20 0,002 d; 20 0,002 Xty 25 0,003 Xty 30 0,003 x dy []
20 0,002 X dq 20 0,002 X dy 25 0,003 dy 30 0,003 X dy [
=& - Hard materials
1
.2
i Sl
4
5

W = R - very suitable
[ = SEFIATAE - suitable

v = YIHIZREE - Cutting speed
f, = Fd7=D3XD - Feed per tooth

Sl
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= High performance tool

= Finishing end mill
for tough materials

= | ow-vibration machining
thanks to variable spacing

= Several corner radii per
cutting diameter

= nternal coolant supply,
axial exit (ICA)

O

0 dq
/)

d—7>% - Coating

TIN / TIALN

TV —ary - #KEIM (PARIR)

B 27V L 2O LI &iE

= HPCRAERRM T et EIFITIC

Applications — material (see page 4)

m Especially suitable for stainless steel materials

= Suitable for HPC roughing and finishing

PAA81 " 4151

1.1-41

T ZNZ0A>% - Extra long design 3768TZ 3769TZ

J—F—RIE
with corner radius

0 dq r lo I3 4 0 ds g 0 dp In YA

h10 +0,01 h6 == B3k
3 0,1 8 19 62 2,9 25 6 26 4
3 03 8 19 62 2,9 25 6 26 4
3 05 8 19 62 2,9 25 6 26 4
4 03 1 23 62 3,8 25 6 26 4
4 05 M 23 62 3.8 25 6 26 4
5 05 13 24 62 4.8 25 6 26 4
5 1 13 24 62 4,8 25 6 26 4
6 05 13 25 62 58 — 6 26 4
6 1 13 25 62 58 = 6 26 4
8 05 21 30 68 7,7 - 8 32 4
8 1 21 30 68 7,7 = 8 32 4
8 2 21 30 68 7,7 - 8 32 4
10 05 22 38 80 9,5 - 10 40 4
10 1 22 38 80 9,5 - 10 40 4
10 2 22 38 80 9,5 - 10 40 4
10 25 22 38 80 9,5 - 10 40 4
12 05 26 46 93 11,5 = 12 48 4
12 1 26 46 93 115 - 12 48 4
12 2 26 46 93 11,5 = 12 48 4
12 25 26 46 93 11,5 - 12 48 4
12 3 26 46 93 11,5 = 12 48 4
12 4 26 46 93 11,5 - 12 48 4
16 1 36 58 108 155 = 16 60 4
16 2 36 58 108 15,5 - 16 60 4
16 25 36 58 108 15,9 = 16 60 4
16 3 36 58 108 15,5 - 16 60 4
16 4 36 58 108 15,9 = 16 60 4
20 1 4 74 126 19,5 - 20 76 4
20 2 4 74 126 19,5 = 20 76 4
20 25 4 74 126 19,5 - 20 76 4
20 3 4 74 126 19,5 = 20 76 4
20 4 4 74 126 19,5 = 20 76 4

3768TZ.008020
3769T2.016020

3768TZ.020025 | 3769TZ.020025
37681Z.020040 | 3769TZ.020040

BEHOAEVWI—F—RICODVTHEHENBLET

Other corner radii available on request

* ENS

HIIEIZ&1% - Cutting Conditions FHANKEN

7N ox-LCwt
OA—F—REZFIVRIIL ZA4IN-TH/X+ZOV5 THRBIS, Vald for
End mills with corner radius type N — extra long design e
3768TZ
376912
. . .
> > >
o ot} 2
: T : T 7 I
— o [=% o
o < « «
1
’ <&
0 d1 B o o [-% o
T o 0 d; © 0 dy © 9 dy ©
\ ) © A v
de de de de
ap =dq 2 =0,4xd4 2. =0,2xd4 2, =0,02 x dy
Ve f; Ve f; Ve f; Ve f; x 0 ‘
[m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] ¢
140 0,005 x d4 150 0,006 x d4 170 0,007 x dy 200 0,007 x dy m] O O ]
130 0,004 x d4 140 0,005 x dy 160 0,006 x dy 180 0,006 x dy m] m] m| ]
110 0,004 x d4 120 0,004 x d4 130 0,005 x dy 150 0,005 x dy m] [ ] | ]
100 0,003 x d4 110 0,004 x d4 120 0,004 x d4 140 0,004 x dy m] ]
90 0,003 x d4 100 0,003 x d4 110 0,004 x d4 130 0,004 x dy m] [ ]
AT LR - Stainless steel materials
80 0,004 x d4 100 0,004 x d4 110 0,005 x d4 120 0,005 x dy =] O =] []
M 70 0,003 x d4 80 0,004 x d4 90 0,005 x d4 100 0,005 x d4 O 0 0 []
60 0,003 x d4 70 0,003 x d4 80 0,004 x d4 90 0,004 x d4 ] ]
4 50 0,002 x d 60 0,002 x d 70 0,003 x d 80 0,004 x d =] ]
140 0,005 x d4 150 0,006 x d4 170 0,006 x d4 200 0,007 x dy =] [] =]
140 0,005 x d4 150 0,006 x d4 170 0,006 x d4 200 0,007 x dy =] [] [H]
130 0,004 x d4 140 0,005 x d4 160 0,005 x dy 180 0,006 x d4 =] [] O
130 0,004 x d4 140 0,005 x d4 160 0,005 x d4 180 0,006 x d4 [H] [] H]
110 0,004 x d4 120 0,005 x d4 130 0,005 x d4 150 0,006 x d4 =] [] =]
110 0,004 x d4 120 0,005 x d4 130 0,005 x d4 150 0,006 x dy =] [] =]
90 0,003 x d4 100 0,003 x d4 110 0,004 x d4 130 0,004 x d4 =] [] =]
70 0,003 x d 80 0,003 x d 80 0,004 x d 100 0,004 x d =] [] [H]
77)L=5% - Aluminium alloys
220 0,009 x d4 250 0,010 x dy 280 0,011 x dy 300 0,008 x d4 []
220 0,008 x d4 250 0,009 x d4 280 0,010 x d4 300 0,008 x d4 []
220 0,007 x d4 250 0,008 x d4 280 0,009 x d4 300 0,007 x dy []
A& < - Copper alloys
170 0,007 x d4 180 0,007 x d4 200 0,008 x d4 220 0,008 x d4 =] []
170 0,007 x d4 180 0,007 x d4 200 0,008 x d4 220 0,008 x d4 =] []
170 0,007 x d4 180 0,007 x d4 200 0,008 x d4 220 0,008 x dy =] =] []
160 0,006 x d4 170 0,006 x d4 180 0,007 x d4 200 0,007 x dy =] []
160 0,006 x d4 170 0,006 x d4 180 0,007 x d4 200 0,007 x dy =] ]
160 0,006 x d; 170 0,006 X d 180 0,007 X dy 200 0,007 X d O O n
120 0,004 x d4 130 0,004 x d4 140 0,005 x d4 160 0,005 x d4 &) ]
100 0,003 x d4 110 0,003 x d4 120 0,004 x d4 140 0,004 x d4 =] []
X T*S U LA - Magnesium alloys
[ [ [ [ [ [ [ [
| | | | | | | | | |
=) BE - Synthetics
280 0,008 x d4 300 0,009 x d4 320 0,011 x dy 350 0,012 x d4 [} ] ]
400 0,008 x d4 450 0,009 x d4 480 0,011 x d4 520 0,012 x d4 =] []
5} - Special materials
70 0,003 x d; 80 0,004 X dy 80 0,005 X d 100 0,005 X d =] [
FAR2>E% - Titanium alloys
70 0,005 x d4 90 0,005 x d4 100 0,006 x d4 100 0,005 x dy []
60 0,003 x d4 70 0,003 x d4 80 0,004 x d4 90 0,004 x dy []
50 0,002 x d 60 0,002 x d4 70 0,003 x d4 80 0,003 x d4 u
—oTIL :II\‘Wg_%_ﬁI—'Ia | SREMZva % - Nickel alloys, cobalt alloys and iron alloys
60 0,003 x d4 70 0,003 x d4 80 0,004 x d4 90 0,004 x d4 []
20 0,002 x d4 25 0,002 x d4 30 0,003 x d4 35 0,003 x dy []
20 0,002 x d4 25 0,002 x d4 25 0,003 x d4 30 0,003 x d4 []
20 0,002 x d4 25 0,002 x d4 30 0,003 x d4 35 0,003 x dy []
20 0,002 X dq 20 0,002 x dy 25 0,003 x dy 30 0,003 x dy u
20 0,002 x dy 20 0,002 X d 25 0,003 X d 30 0,003 X d O
=& - Hard materials
1
2
i Sl
4
5

W = R - very suitable
[ = SEFIATAE - suitable

v = YIHIZREE - Cutting speed
f, = Fd7=D3XD - Feed per tooth

Eriesiiy



FRANKEN

AL F7IRZ)L - End Mills

7 /Nox-Curt
= SRE/NT/NT4—~< >R = High performance tool .
=)L = Low-vibration machining N §=
= EEUEMNZ B555 AR thanks to special geometry - Bene—
Et = Internal coolant supply, R

= BOHDNS DA A LR — LA
E(ICA)

axial exit (ICA)
/

O

EE NNNN

d—7F>7% - Coating

TP — 3> - HHIM (P4BER)
= #HIM O TICHFICRE

m 553 EsRERWEIAIC

= HPCHRERTNM T oA EIFTIC
" FEVEEDERERMIIC

Applications — material (see page 4)

u Especially suitable for difficult to cut materials
= For all tough materials

= Suitable for HPC roughing and finishing

= For efficient machining of titanium

DIN 6527 — 01>/%/ - Long design

wta—+—
with bevelled edge

0 dq lo I3 l4 0d3 0 do A KB Z

h10 h6 == F#
6 13 20 57 58 6 21 0,12 5
8 19 25 63 7,7 8 27 0,12 5
10 22 30 72 95 10 32 0,2 5
12 26 35 83 15 12 38 0,2 5
16 32 40 92 155 16 44 0,2 B
20 38 50 104 195 20 54 03 5

2590LZ.008 2591LZ.008

2590L7.020 2591LZ.020

0 ERS

41214 - Cutting Conditions

FRANKEN

7N ox-LCwt
AOITIVRIN BZATIN-OVYT THRBIS, Vald for
End mills type N — long design e
2590LZ
2591L.Z
S S S
> > >
10 w0 n
i i T
& & &
% % e %
A =dq 2 =0,4xd4 2. =0,2xd4 2, = 0,02 x dy
Ve f; Ve f; Ve f; Ve f; x 0 ‘
[m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] ¢
140 0,005 x d4 150 0,006 x d4 160 0,007 x dy 170 0,007 x dy m] [ ] O ]
130 0,004 x d4 140 0,005 x dy 150 0,006 x dy 160 0,006 x dy (] ] [m] u
120 0,004 x d4 130 0,004 x d4 140 0,005 x dy 150 0,005 x dy m] [ ] | ]
110 0,003 x d4 120 0,004 x d4 130 0,004 x d4 140 0,004 x dy ] ]
100 0,003 x d4 110 0,003 x d4 120 0,004 x d4 130 0,004 x dy m] [ ]
AT LR - Stainless steel materials
. 90 0,004 x d4 110 0,005 x d4 120 0,005 x d4 130 0,005 x dy []
M[ 2 80 0,004 x d; 100 0,004 x d; 110 0,005 X dq 120 0,005 x dy O
L 70 0,003 x d4 80 0,004 x d4 90 0,004 x d4 110 0,005 x d4 []
4. 60 0,003 x d 70 0,004 x d 80 0,004 x d 100 0,005 x d []
77)L=5% - Aluminium alloys
A& < - Copper alloys
200 0,007 x d4 220 0,007 x d4 240 0,008 x d4 260 0,008 x d4 =] []
200 0,007 x d4 220 0,007 x d4 240 0,008 x d4 260 0,008 x d4 =] ]
200 0,007 x d4 220 0,007 x d4 240 0,008 x d4 260 0,008 x d4 O =] []
180 0,006 x d4 200 0,006 x d4 220 0,007 x d4 240 0,007 x dy =] ]
180 0,006 x d4 200 0,006 x d4 220 0,007 x d4 240 0,007 x dy [u] []
180 0,006 x d; 200 0,006 x dy 220 0,007 x dy 240 0,007 x dy O O n
120 0,004 x d4 140 0,004 x d4 160 0,005 x d4 180 0,005 x d4 [u] ]
100 0,003 x d4 120 0,003 x d4 140 0,004 x d4 160 0,004 x d4 =] ]
X T* S LA - Magnesium alloys l l l l ‘ ‘ ‘ ‘
| | | | | \ \ \ \
= BE - Synthetics
3} - Special materials
70 0,003 x d; 80 0,004 x 0y 80 0,005 X 04 100 0,005 X dq u
FAR2>E% - Titanium alloys
70 0,005 x d4 90 0,005 x d4 100 0,006 x d4 100 0,005 x dy []
60 0,003 x d4 70 0,003 x d4 80 0,004 x d4 90 0,004 x dy []
60 0,002 X dq 70 0,003 x dy 80 0,003 x dy u

50 0,002 x d
=TIl :I/\WE_%_%I_'Ia | SREMZ& % - Nickel alloys, cobalt alloys and iron alloys

=hEE i - Hard materials

.1

H 3

T
.5

W = R - very suitable
[ = SEFIATAE - suitable

v = YIHIZREE - Cutting speed
f, = Fd7=D3XD - Feed per tooth

Ereii



FRANKEN EEE e T v

7 /Nox-Cuwt

" BMRENTINTA—T VR

Y=L

= EEUEMZ BRI RYIT

BXE

= TERZICEHOO—F

—REZA>VFTYvS

= BOHDNS DA A LR — LA

E(ICA)

=~ p

]

= High performance tool
= | ow-vibration machining

thanks to special geometry

= Several corner radii per
cutting diameter

= nternal coolant supply,
axial exit (ICA)

O

)
h=] I
S

{ =S
}; I

I3

N
N\
N\NE=

N
=
AN
38

g 1-2°
< N

S

1R
i
OE2s2

d—7F>7% - Coating

TV —ay - wEIM (PABER)

= #HIM O TICHFICRE

m 553 EsRERWEIAIC

= HPCHRERTNM T oA EIFTIC
" FEVEEDERERMIIC

Applications — material (see page 4)

= Especially suitable for difficult to cut materials
= For all tough materials

= Suitable for HPC roughing and finishing

= For efficient machining of titanium

DIN 6527 — 01>/%/ - Long design

d—F—RFE
with corner radius

0 dq r I3 Iy 0d; 9 dy I YA

h10 +0,01 h6 == B3k
6 0,5 13 20 57 5,8 6 21 5
6 1 13 20 57 5,8 6 21 5
8 0,5 19 25 63 7,7 8 27 6
8 1 19 25 63 77 8 27 5
8 2 19 25 63 7,7 8 27 ©
10 0,5 22 30 72 95 10 32 5
10 1 22 30 72 95 10 32 5
10 2 22 30 72 95 10 32 5
10 2,5 22 30 72 95 10 32 5
12 1 26 35 83 15 12 38 5
12 2 26 35 83 15 12 38 5
12 2,5 26 35 83 15 12 38 5
12 3 26 B 83 15 12 38 5
12 4 26 35 83 15 12 38 5
16 1 32 40 92 155 16 44 5
16 2 32 40 92 155 16 44 5
16 2,5 32 40 92 155 16 44 o
16 3 32 40 92 155 16 44 5
16 4 32 40 92 155 16 44 6
20 1 38 50 104 195 20 54 5
20 2 38 50 104 195 20 54 ®
20 2,5 38 50 104 195 20 54 5
20 3 38 50 104 195 20 54 5
20 4 38 50 104 195 20 54 5

250312.010020

25921.7.012010 | 2593LZ.012010

25921.7.012025 | 25931.7.012025 |
25931.2.020025

25921.7.020040 | 2593LZ.020040

BEOBRWVWI—F—RICDVWTHRHMIGLET
Other corner radii available on request

v RS

HIIEIZ&1% - Cutting Conditions FHANKEN

7N ox-LCwt
qA—F—REZFIVRIN ZATFIN-OVF HEBE, - Valid for
End mills with corner radius type N — long design e
259217
2593LZ
< / < <
4 ) o )
i 4 i T
1 = & & &
i 4
L JE &
0 dq . 4
& & &
T & 0 d4
\_ZF—l -
de de de de
A =dq . =0,4xd4 2. =0,2xd4 2 = 0,02 x dy
Ve f; Ve f; Ve f; Ve f; 0 ‘
[m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] ¢
140 0,005 x d4 150 0,006 x d4 160 0,007 x dy 170 0,007 x dy [ ] O ]
130 0,004 x d4 140 0,005 x dy 150 0,006 x dy 160 0,006 x dy ] m| ]
120 0,004 x d4 130 0,004 x d4 140 0,005 x dy 150 0,005 x dy [ ] | u
110 0,003 x d4 120 0,004 x d4 130 0,004 x d4 140 0,004 x dy ]
100 0,003 x d4 110 0,003 x d4 120 0,004 x d4 130 0,004 x dy [ ]
AT LR - Stainless steel materials
. 90 0,004 x d4 110 0,005 x d4 120 0,005 x d4 130 0,005 x dy []
M . 80 0,004 x d4 100 0,004 x d4 110 0,005 x d4 120 0,005 x d4 u
L 70 0,003 x d4 80 0,004 x d4 90 0,004 x d4 110 0,005 x d4 ]
4. 60 0,003 x d 70 0,004 x d 80 0,004 x d 100 0,005 x d ]
77)L=5% - Aluminium alloys
A& < - Copper alloys
200 0,007 x d4 220 0,007 x d4 240 0,008 x d4 260 0,008 x d4 =] []
200 0,007 x d4 220 0,007 x d4 240 0,008 x d4 260 0,008 x d4 =] []
200 0,007 x d4 220 0,007 x d4 240 0,008 x d4 260 0,008 x d4 O =] []
180 0,006 x d4 200 0,006 x d4 220 0,007 x d4 240 0,007 x dy =] []
180 0,006 x d4 200 0,006 x d4 220 0,007 x d4 240 0,007 x dy =] ]
180 0,006 x d4 200 0,006 x d4 220 0,007 x d4 240 0,007 x d4 0 0 u
120 0,004 x d4 140 0,004 x d4 160 0,005 x d4 180 0,005 x d4 ] ]
100 0,003 x d4 120 0,003 x d4 140 0,004 x d4 160 0,004 x d4 =] []
X T* S LA - Magnesium alloys l l l : : :
| | | | | | |
= BE - Synthetics
5} - Special materials
70 0,003 dy 80 0,004 x 0y 80 0,005 X 04 100 0,005 X dq [
FAR2>E% - Titanium alloys
70 0,005 x d4 90 0,005 x d4 100 0,006 x d4 100 0,005 x dy []
60 0,003 x d4 70 0,003 x d4 80 0,004 x d4 90 0,004 x dy ]
50 60 0,002 x dy 70 0,003 x dq 80 0,003 x dq n

0,002xd
—vTL :/\Wg_mﬁ , BREE 2 < - Nickel alloys

cobalt alloys and iron alloys

=& - Ha

.1

rd materials

H 3

T
.5

W = R - very suitable
[ = SEFIATAE - suitable

v = YIHIZREE - Cutting speed
f, = Fd7=D3XD - Feed per tooth

Eriesili



FRANKEN {12 - Cutting Conditions FRANKEN

77N ox~Cwt 77N ox-Cut
- o . RUJIFIVRINBZALATIN-TOR+ 5OV )
= SMRENA/NT4—< > = High performance tool N End mills type N — extra long design 7 XERE R - Valid for
v—)L = Finishing end mill N e o644
= B AWHIM O EIFIN for tough materials e A\~ lb=3xd,
TICHEE = |ow-vibration machining NN\
n EEYERINZ B4R RT)H thanks to special geometry
RET = Centre cutting z 3xd1
= EYR—Nvk A '
g 3g.42° NEEE e y B
h= =]
y = Y =
-L 1l t 1l
{4 & [ &
KB x45° (t /t
/ | |
% - lid & ld ol
-g Q -2‘] 0 dq 0 dq
2 H % S
I
: | 2= 0,1 xd; 2= 0,02xd;
1
Ve f; Ve f; 0
I NNy _gI [m/min] [mm] [m/min] [mm] ]‘ ¢ ‘
L | ° 120 0,005 x dq 140 0,006 x dq o n o n
I3
Iy 110 0,004 x dy 130 0,005 x dq o n o n
I
90 0,004 x dq 110 0,005 x dq o n o n
O—F«>% - Coating TIN / TIALN
T =3 - W (PAERIB) Applications — material (see page 4) P 1151 0 0,003 xdy 8 0,004 xdy . "
= EEHIM O TICHFIC&E = Especially suitable for difficult to cut materials 1.1-41 )
= 55D BEERERKHIIC = For all tough materials K 11-42 60 0.003xds 0 0.003x ¢4 N
= HSCRRfE EIFMTIC = Suitable for HSC finishing N [21-28,52 1216 X7~ L X - Stainless steel materials
120 0,003 X dp 140 0,004 x dp u
s 1126 M 100 0.003 xdy 120 0,004 xdy u
70 0,003 dy 80 0,003 X d; [
50 0,003 x d 60 0,003 xd u
— - - 120 0,005 X dq 140 0,006 X dq 0 [
l =3 x dy - TZ X507 - Exira long design 26441 | | 120 00051, 140 0005, ER
0 dq Ip I M gds Iy gdp KB Z B —F+— 110 0,004 x4, 130 0.005 x4, 0 u
h10 h6 BSE4) with bevelled edge gg gggi i 31 Hg gggg § 31 g :
3 9 7 62 29 236 007 4 70 0,003, 8 0,004 Xy 5 =
4 12 16 62 3,8 25 6 0,07 4 2644T.004 60 0,003 x d 70 0,004 xd =] []
8 i1 20 62 4.8 25 6 0,12 4
6 18 25 62 58 - 6 0,12 4 2644T.006 7ILSE% - Auminium alloys
8 24 30 68 7.7 - 8 0,12 5)
. 4 360 0,008xd 430 0,010xd 0 [
10 30 3 80 95 - 10 02 5 2644T.010 360 0007 X0, 50 0008 0. .
12 36 45 93 11,5 - 12 0,2 5 240 0,008 x dy 290 0,010 x dy 0 [
16 48 60 112 15,5 - 16 0,2 5 2644T.016 230 0,007 x d 280 0,008 x d a []
20 60 75 130 19,5 - 20 03 5 T 160 0,006 x dy 190 0,007 x dy E u
25 75 90 150 24,2 - 25 0,3 5 2644T.025 & 0| er1a1 gys T 0 — 5 5
110 0,005 X dy 130 0,006 X dq 0 [
110 0,005 X dy 130 0,006 x dq O 0 [
100 0,004 x dy 120 0,005 X dy O [
100 0,004 X dy 120 0,005 X dy 0 u
100 0,004 x dy 120 0,005 x dy 0 0 n
60 0,003 X dy 70 0,004 X dy O [
60 0,003 X dy 70 0,004 X dy O [
XTF*> D LEE - Magnesium alloyls : | ‘ ‘ ‘
| | \ \ \ \
=) B - Synthetics
5} - Special materials
60 0,003 d; 70 0,004 x tp u
FAR2>E% - Titanium alloys
90 0,004 X dp 100 0,005 Xty u
70 0,003 x dy 80 0,004 x dy u
70 0,003 x dy 80 0,003 Xty u
ZvJLE, aNLE {25 < - Nickel alloys, cobalt alloys and iron alloys
70 0,004 X dq 80 0,004 X dy [
30 0,003 X dy 40 0,004 x dy [
20 0,002 X dy 25 0,002 x dy n
30 0,003 x dy 45 0,003 x dy [
20 0,002x dy 20 0,002ty [
20 0,003 x dy 20 0,003 x dy u
= - Hard materials
1
2
Hi+3
4
5

» ERS

W = R - very suitable
[ = SEFIATAE - suitable

v = YIHIZREE - Cutting speed
f, = Fd7=D3XD - Feed per tooth

Eris



FRANKEN {12 - Cutting Conditions FRANKEN

77N ox~Cwt 77N ox-Cut
. o . RUJIFIVRINBZALATIN-TOR+ 5OV )
= SRR\ NTH—<>Z = High performance tool NI End mills type N — extra long design 7 KRS - Valid for
v—)L = Finishing end mill N e 2645
= B AWHIM O EIFIN for tough materials I A\~ lb=4xd,
TICHEE = |ow-vibration machining NN\
n EEYERINZ B4R RT)H thanks to special geometry
2et = Centre cutting g 4xd4
w2 A — A
TYE—=hvk aB.dpe NEEE (: ) ( . )
( 3 ( 3
J I : I
( & ( &
KB x45° , (
; { ) A
z ted < Ld <
2
-g A -2‘] 0 dq 0 dq
2 H % de
I
: | 2= 0,1 xds 2 =0,02x dy
1
Ve f; Ve f; 0
I N\ _gI [m/min] [mm] [m/min] [mm] ]‘ ¢ ‘
L | < 100 0,005 x dq 120 0,005 x dq o m o n
I3
Iy 90 0,004 x dy 110 0,005 x dq o n o n
I
70 0,004 x dq 90 0,004 x dq o n o n
O—F«>% - Coating TIN / TIALN
TV =3y - il (PABER) Applications — material (see page 4) P 1151 60 0.003 xdy 70 0,003 xdy . "
= EEHIM O TICHFIC&E = Especially suitable for difficult to cut materials 1.1-41
= 35D B EsRRE R RE RS = For all tough materials K 11-42 50 0,003 x ¢y 60 0,003 x dy o o
= HSCEEME L IFINTIC = Suitable for HSC finishing N [21-28,52 1216 X7~ L X - Stainless steel materials
s Dia2el . 100 0,003 X dp 120 0,003 X dp u
M| 2 80 0,003 X dy 100 0,003 Xty u
; 60 0,003 dy 70 0,003 X d; u
40 0,003 x d 50 0,003 xd u
— - - 100 0,005 X dq 120 0,006 X dq 0 (]
l, = 4 x dy - TU X507 - Exira long design 26451 | | i 0005 x5 120 0006, ER
0 dq Ip I M gds Iy gdp KB Z B —F+— 90 0,004 x4, 110 0.004 x4, 0 u
- po | il z e : O
3 12 15 62 29 23 6 007 4 0 0,003 x3; 70 0,003 x4; 5w
4 16 20 62 3,8 25 6 0,07 4 2645T.004 50 0,003 x d 60 0,003 xd =] []
B 20 24 62 4.8 25 6 0,12 4
6 24 30 68 58 - 6 0,12 4 2645T.006 7L S & - Aluminium alloys
8 32 40 80 7.7 - 8 0,12 5)
. 4 300 0,008xd 430 0,009xd 0 [
10 40 50 95 9,5 - 10 0,2 5 2645T.010 300 0.007 x d: 730 0.008 x d} =] B
12 48 60 107 11,5 - 12 0,2 5 200 0,008 x dy 290 0,009 x dy 0 [
16 64 75 128 15,5 - 16 0,2 5 2645T.016 180 0,007 x d4 280 0,008 x dy 0 [
20 80 90 150 19,5 - 20 03 5 T 130 0,006 x dy 190 0,007 x dy E u
25 100 110 175 242 - 25 03 5 26451.025 2% Copper alos — - — S—
90 0,005 X dy 110 0,006 X dq 0 [
90 0,005 X dy 110 0,006 x dq 0 0 [
80 0,004 X dy 100 0,004 x dy O [
80 0,004 x dy 100 0,004 x dy 0 u
80 0,004 x dy 100 0,004 x dy 0 0 [
50 0,003 X dy 60 0,003 X dy O [
50 0,003 X dy 60 0,003 X dq O [
XTF*> D LEE - Magnesium alloyls : : | ‘ ‘ ‘
| | [ \ \ \ \
=) B - Synthetics
5} - Special materials
50 0,003 X dp 60 0,003 X dp u
FREE - Titanium alloys
70 0,004 X dp 80 0,004 x dy n
60 0,003 X dy 70 0,003 Xty u
60 0,003 X dq 70 0,003 Xty u
ZvJLE, aNLE {25 < - Nickel alloys, cobalt alloys and iron alloys
60 0,004 X dq 70 0,004 x dq [
15 0,003 X dy 30 0,003 X dy [
25 0,002 X dy 20 0,002 X dy n
25 0,003 x dy 30 0,003 x dy [
20 0,002 X dy 20 0,002ty [
20 0,003 X dq 20 0,003 x dy u
= - Hard materials
1
2
Hi+3
4
5

6 ENS

W = R - very suitable
[ = SEFIATAE - suitable

v = YIHIZREE - Cutting speed

f, = Fd7=D3XD - Feed per tooth

Eresil



FRANKEN

7 /Nox-Cuwt

" BMRENTINTA—T VR
V=)L

= SERE AR WHEIM O ELF I
TICHi

L] EEU IR B4R 75X

axXno
= a—Hvh

= High performance tool
= Finishing end mill
for tough materials
= Low-vibration machining
thanks to special geometry
= Centre cutting

N
N NI
\NE.
.
LN

5xd4

38-22° NN |

KB x45°
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O—Fr>% - Coating

TP —ay - HEIM (P4 ER) Applications — material (see page 4) P 1151

= B QNN TICAF IR = Especially suitable for difficult to cut materials 1.1-4.1

u H5 D5 ERERFEIMIC = For all tough materials K 1142

= HSCERML EIFMIIC = Suitable for HSC finishing N | 2128,52 1216
s [1126

lp=5xd; - TYXN>M0O% - Extra long design

0 dy lo I3 l4 0 ds 0 do KB VA

n10 h6 Bk
6 30 36 75 58 6 0,12 4
8 40 48 88 7,7 8 0,12 5
10 50 60 105 gis 10 0,2 5
12 60 70 118 1,5 12 0,2 5
16 80 90 142 189 16 0,2 &
20 100 110 163 195 20 0,3 5
25 125 135 200 242 25 0,3 B

T

Bkd—F+—
with bevelled edge

2596T.008
| 2596T.012 |

2596T.020

* NS

HIIEIZ&1% - Cutting Conditions FHANKEN

RIITIVRINBZAFIN-TOZZOVY
End mills type N — extra long design

7N ox-Cuwt

STEREL R - Valid for

2596T
lo =5 x dy
,/ ‘ //
/ = / =
> >
/ e} / [to}
1 I
/ & / &
W < § &
0 dq 0 dq
de de
2, =0,05x dq a2, =0,02 x dq
Ve f; Ve f; 0
[m/min] [mm] [m/min] [mm] 3( ¢ ‘
100 0,005 x d4 110 0,005 x d4 m] [ ] O [ ]
90 0,004 x d4 100 0,005 x d4 (] ] [m] [ ]
70 0,004 x d4 80 0,004 x d4 m] u O [ ]
60 0,003 x d4 70 0,003 x d4 (] ]
50 0,003 x d4 60 0,003 x d4 m] u
AT LR - Stainless steel materials
. 100 0,003 x d4 110 0,003 x d4 []
M| 2 80 0,003 X d 90 0,003 x dy u
L 60 0,003 x d4 70 0,003 x d4 []
40 0,003 x d 50 0,003 x d []
100 0,005 x d4 110 0,005 x d4 =] []
100 0,005 x d4 110 0,005 x d4 =] []
90 0,004 x d4 100 0,004 x d4 a []
90 0,004 x d4 100 0,004 x d4 [H] []
70 0,004 x dy 80 0,004 x dy = ]
70 0,004 x dy 80 0,004 x dy = (]
60 0,003 x d4 70 0,003 x d4 =] []
50 0,003 x d 60 0,003 x d =] []
77)L=5% - Aluminium alloys
270 0,008 x d4 380 0,009 x d4 =] []
270 0,007 x d4 380 0,008 x d4 =] []
170 0,008 x d4 240 0,009 x d4 =] []
150 0,007 x d4 230 0,008 x d4 =] []
100 0,006 x d4 140 0,007 x dy [m] []
A& < - Copper alloys
70 0,005 x d4 90 0,005 x d4 =] []
70 0,005 x d4 90 0,005 x d4 =] []
70 0,005 x d4 90 0,005 x d4 O =] []
60 0,004 x d4 80 0,004 x d4 =] []
60 0,004 x d4 80 0,004 x d4 [u] []
60 0,004 x d4 80 0,004 x d4 0 0 n
50 0,003 x d4 60 0,003 x d4 =] []
50 0,003 x d4 60 0,003 x d4 =] []
XTI ULEZ - Magnesium alloyls : : : : :
| | | | | |
=) BE - Synthetics
5} - Special materials
40 0,003 x d; 50 0,003 X dy u
FAR2>E% - Titanium alloys
50 0,003 x d4 60 0,004 x d4 ]
40 0,003 x d4 50 0,003 x d4 []
40 0,003 X dq 50 0,003 x dy u
ZvJLE, aNLE JZA & % - Nickel alloys, cobalt alloys and iron alloys
50 0,003 x d4 60 0,003 x d4 []
10 0,003 x d4 15 0,003 x d4 ]
20 0,002 x d4 25 0,002 x d4 ]
20 0,003 x d4 25 0,003 x d4 ]
15 0,002 x d4 20 0,002 x d4 []
15 0,003 x dy 20 0,003 X d u
= - Hard materials
1
2
i Sl
4
5

W = R - very suitable
[ = SEFIATAE - suitable

v = YIHIZREE - Cutting speed
f, = Fd7=D3XD - Feed per tooth

Ersi
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FRANKEN

77N ox-Cuwt

41214 - Cutting Conditions

- . . . O—F—RESIVEIL 1T N-THZ+5OVY -
. @%}ﬁf INNTATRA : Eillgirslhpigggr?&a%?l? o N \§= (=] Er End mills with corner radius type N — extra long design XRBLR - Valid for
" EEREREEIM O EIFID  for tough materials I — lp=3x dq 2654T
TIC&E = | ow-vibration machining N\\\NVE. [=]
n EEYERINZ B4R RT)H thanks to special geometry
RET = Centre cutting 7 3xd1
Y R—Nvk = Several corner radii per A ) '
" TERCICEHOI—F  cutting diameter 38-42° SNEEE ) . i
—RESA>F VT | 4 = =
{ ® -
/ (] <
R |
{
> L & &
5 N %] LN
D =
l2 = EN
I
. ; 2= 0,1 xds 2 =0,02x dy
y
Ve f; Ve f; ¢
E};‘\‘ < gI [m/min] [mm] [m/min] [mm] 3( 'y ‘
s - \l_g s
L | ° 120 0,005 x dy 140 0,006 x dy o n o n
I3
Iy 110 0,004 x dy 130 0,005 x dy o n o =
I
90 0,004 x dy 110 0,005 x dy o n o n
O—F«>% - Coating TIN / TIALN
TV =3y - il (PABER) Applications — material (see page 4) P 1151 0 0.003 xdy 8 0,004 xdy . "
= EEHIM O TICHFIC&E = Especially suitable for difficult to cut materials 1.1-41
= 35D B EsRRE R RE RS = For all tough materials K 11-42 60 0,003 x ¢y n 0,003 x dy o o
= HSCE®ME EIFATIC = Suitable for HSC finishing N | 21-28,52 1216 X=X Stainiess steel matenials
. 120 0,003 x d; 140 0,004 x dp u
S 1126 M[ 2 100 0,003 x d; 120 0,004 x dy [
; 70 0,003 dy 80 0,003 X d; n
. 50 0,003 x d 60 0,003 xd u
— - - 120 0,005 X dq 140 0,006 x d; 0 [
lp = 3x dy - TYZ S04 - Extra long design 26541 | | 120 00051, 140 0005, ER
0 dy r Iy I l g ds g dy Z J—F—RfFE 110 0,004 x 0y 130 0.005 x4, & "
n10 h6 [BSEd| with corner radius gg gggi X 31 Hg gggg X 31 g :
,004 X ,005 X
g 01,5 } g gg gg gg g 3 oAl o 70 0,003 x d: 80 0,004 x d} = [
, | 2654T.006010 | 60 0.003xd 70 0.004 xd 5 0
8 0,5 24 30 68 7.7 8 B
8 1 24 30 68 77 8 5 2654T.008010 7ILSE% - Aluminium alloys
8 2 24 30 68 7.7 8 B
10 1 30 35 80 95 10 5 | 2654T.010010 b D00r e e o Rt ——
10 2 30 35 80 95 10 5 240 0,008 X dy 290 0,010 X dy 0 [
10 2,5 30 35 80 9,5 10 5 2654T.010025 230 0,007 x dy 280 0,008 X dq 5] [
12 1 36 45 93 11,5 12 5 e co erﬁl?)ys 0,006 x d4 190 0,007 x dy [u] []
12 2 36 45 93 15 12 5 | 2654T.012020 A Copper A SRR e S
12 2,5 36 45 93 15 12 5 10 0,005 X 0 130 0,006 X @ - -
12 3 36 45 93 11,5 12 5 2654T.012030 110 0,005 x dy 130 0,006 x dy ] 0 []
O S E— T — 133 e :33 s —
16 1 48 60 112 15,5 16 5 2654T1.016010 : 1 : 1
: 100 0,004 xd 120 0,005xd O 0 n
16 2 48 60 112 155 16 5 60 0.003 X1 70 0004 X a1 B =
16 2,5 48 60 112 15,5 16 5 2654T.016025 60 0,003 x d; 70 0,004 x dy 0 ]
16 3 48 60 112 15, 16 5 RTF> D LES - Magnesium alloys
16 4 48 60 112 15,5 16 5 2654T.016040 [ [ [ \ \ \ \
20 1 60 75 130 195 20 5 e 1 1 1 ! ! ! !
20 2 60 75 130 195 20 5 2654T.020020 =
20 2,5 60 75 130 19,5 20 B
20 3 60 75 130 195 20 5 2654T.020030
20 4 60 75 130 19,5 20 5 S Soecial materl
25 1 75 0 150 242 25 5 2654T.025010 pectal matenas
25 2 75 90 150 242 25 b 60 0,003 x dy 70 0,004 x dy (]
25 4 75 90 150 242 25 5 2654T.025040
BEOBVI—F —RICOVWTORHMIGL FT T
Other corner radii available on request 0 0,004 x4y 100 0,005 x 0y 0
70 0,003 x dy 80 0,004 x dy u
70 0,003 x dy 80 0,003 Xty n
ZvJLE, aNLE {25 < - Nickel alloys, cobalt alloys and iron alloys
70 0,004 x d; 80 0,004 x d; [
30 0,003 X dy 40 0,004 d; [
20 0,002 X dy 25 0,002 x dy n
30 0,003 x dy 45 0,003 x dy [
20 0,002x dy 20 0,002ty u
20 0,003 x dy 20 0,003 x dy u
=hEE i - Hard materials
1
2
H
3
4
5

v ERS

W = R - very suitable
[ = SEFIATAE - suitable

v = YIHIZREE - Cutting speed
f, = Fd7=D3XD - Feed per tooth

Erei
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" BMRENTINTA—T VR
V=)L

" SERE AWHIM O BTN
TICRE

= EEUEINZ 255572 1H
RET

Y R—Nvk

s TERZCICEHROOI—F
—RESAVFvS

= High performance tool N

= Finishing end mill N e
for tough materials - NN\NE

= | ow-vibration machining ENNNN |
thanks to special geometry

= Centre cutting 7 4xd4

= Several corner radii per

2
cutting diameter 38-42° S\EEE

0 dq

R
B

,
0d3 4

¢ dq
/AJ
7
A
0d3 (4

d—F>% - Coating

TTVr—a - HEM (PABER) Applications — material (see page 4) P 1151

= BEHIM O TR C &l = Especially suitable for difficult to cut materials 1.1-4.1

u H5 D5 ERERFEIMIC = For all tough materials K| 11-42

= HSCERREEIFITIC = Suitable for HSC finishing N 212852 1216
s 11126

lo =4xdy - TYXMZ0>% - Extra long design

2T |

d—F—RFE
with corner radius

0 d4 r lo I3 l4 9 d3 9 dy z

h10 h6 B3k
6 05 24 30 68 58 6 4
6 1 24 30 68 58 6 4
8 0,5 32 40 80 77 8 5
8 1 32 40 80 77 8 5
8 2 32 40 80 7.7 8 5
10 1 40 50 95 9,5 10 5
10 2 40 50 95 9,5 10 5
10 25 40 50 95 9,5 10 5
12 1 48 60 107 11,56 12 5
12 2 48 60 107 11,5 12 5
12 25 48 60 107 11,56 12 5
12 3 48 60 107 11,56 12 5
12 4 43 60 107 15 12 B
16 1 64 75 128 155 16 5
16 2 64 75 128 155 16 B
16 2,5 64 75 128 155 16 5
16 3 64 75 128 155 16 3
16 4 64 75 128 155 16 5
20 1 80 90 150 195 20 B
20 2 80 90 150 195 20 5
20 25 80 90 150 195 20 5
20 3 80 90 150 195 20 5
20 4 80 90 150 195 20 5
25 1 100 110 175 242 25 5
25 2 100 110 175 242 25 B
25 4 100 110 175 242 25 5

2655T.020030

2655T.025010
2655T.025040

BEHOBRWVWI—F—RICDVTHREHMIGLET

Other corner radii available on request

v RS

41214 - Cutting Conditions

Od—F—REAZFIVRIIN ZAFIN-TOZ+ZOVF
End mills with corner radius type N — extra long design

FRANKEN

77N ox-Cuwt

STEREY R - Valid for

2655T
lo =4xd,
* ¥
% VR s
> >
< <
( 1} ( 1]
( & ( &
i . < g : <&
0 dq 0 dq
Vi
de
2 =0,1xd4 2 = 0,02 x d4
Ve f; Ve f; 0
[m/min] [mm] [m/min] [mm] 3( ¢ ‘
100 0,005 x d4 120 0,005 x d4 m] [ ] O ]
90 0,004 x d4 110 0,005 x d4 (] ] [m] u
70 0,004 x d4 90 0,004 x d4 m] [ ] O ]
60 0,003 x d4 70 0,003 x d4 (] ]
50 0,003 x d4 60 0,003 x d4 m] u
AT LR - Stainless steel materials
. 100 0,003 x d4 120 0,003 x d4 []
M[ 2 80 0,003 x d; 100 0,003 X d O
L 60 0,003 x d4 70 0,003 x d4 ]
4. 40 0,003 x d 50 0,003 x d []
100 0,005 x d4 120 0,006 x d4 =] []
100 0,005 x d4 120 0,006 x d4 =] []
90 0,004 x d4 110 0,004 x d4 a []
90 0,004 x d4 110 0,004 x d4 [H] []
70 0,004 x dy 90 0,004 x dy = ]
70 0,004 x dy 90 0,004 x dy = (]
60 0,003 x d4 70 0,003 x d4 =] []
50 0,003 x d 60 0,003 x d =] []
77)L=5% - Aluminium alloys
300 0,008 x d4 430 0,009 x d4 =] []
300 0,007 x d4 430 0,008 x d4 =] []
200 0,008 x d4 290 0,009 x d4 =] []
180 0,007 x d4 280 0,008 x d4 =] []
130 0,006 x d4 190 0,007 x dy [m] []
A& < - Copper alloys
90 0,005 x d4 110 0,006 x d4 =] []
90 0,005 x d4 110 0,006 x d4 =] []
90 0,005 x d4 110 0,006 x d4 O =] []
80 0,004 x d4 100 0,004 x d4 =] []
80 0,004 x d4 100 0,004 x d4 [u] []
80 0,004 x d4 100 0,004 x d4 B] 0 n
50 0,003 x d4 60 0,003 x d4 =] []
50 0,003 x d4 60 0,003 x d4 =] []
XTF*> D LEE - Magnesium alloyls : | ‘ ‘ ‘
| | \ \ \ \
=) BE - Synthetics
5} - Special materials
50 0,003 x d; 60 0,003 X dy ]
FR2>E% - Titanium alloys
70 0,004 x d4 80 0,004 x d4 ]
60 0,003 x d4 70 0,003 x d4 []
60 0,003 x dy 70 0,003 x dy u
ZvJLE, aNLE {25 < - Nickel alloys, cobalt alloys and iron alloys
60 0,004 x d4 70 0,004 x d4 []
15 0,003 x d4 30 0,003 x d4 ]
25 0,002 x d4 20 0,002 x d4 ]
25 0,003 x d4 30 0,003 x d4 ]
20 0,002 x d4 20 0,002 x d4 []
20 0,003 x dy 20 0,003 X d ]
= hEEE - Hard materials
1
2
i Sl
4
5

W = R - very suitable
[ = SEFIATAE - suitable

v = YIHIZREE - Cutting speed
f, = Fd7=D3XD - Feed per tooth

Eriesi



FRANKEN

7 /Nox-Cuwt

" BMRENTINTA—T VR

Y=L

= BOHDNS DA A LR — LA

= High performance tool N
= nternal coolant supply,
axial exit (ICA)

N1 T14—FK I R=)L - High-Feed End Mills

N NI
N\

=
NNN\NE.

Z(ICA) = Very stable tool design
= RO THIMED S VERET = 2 lengths available
 BEDTEES z
A
20°
Rap
3-5°
R
» s
%

e

0d3

O R400
ki |

O—F«>% - Coating TIALN TIALN
Fr—23> - HEIM (P4BER) Applications — material (see page 4) 1.1-4.1 1.1-41
B ZFULRETwA)LE, J/NLNEL 8 = Very suitable for machining stainless steel s [2126 1113 S| 2126 1113

EMASE O T IR RE
=M EFINTICRE
= 2D/3DFSRIN T
s EFXEFRALE/NT 70— RINT

materials and nickel alloys, cobalt alloys
and iron alloys

= Suitable for roughing and finishing

= 2D and 3D contours can be produced

= Suitable for high feed machining with
face cutting edge

>4 - Long design

0 d Rap r1/1p Im Tmax. lo I3 l4 0d3 9 dy Z
8 h5 [H#
6 08 29/ 06 174 02 5 20 57 58 6 %)
8 1 39/ 08 232 03 6 25 63 778 6
10 12 49/ 1 29 04 8 30 72 95 10 6
12 16 59/ 12 348 04 10 35 83 156 12 6
16 22 78/ 16 464 05 12 40 92 155 16 6

smoAz |

NAT1—F
with high-feed geometry

3770AZ.008

3770AZ.012

S R R N T N

0 d Rap r1 /1 I tmax. lo I3 l4 9d3 9 dp Z NAT1—F
18 h5 F# with high-feed geometry
6 08 29/ 06 1,74 02 5 25 62 58 6 5
8 1 39/ 08 232 03 6 30 68 77 8 6
10 12 49/ 1 29 04 8 35 80 95 10 6
12 16 59/ 12 348 04 10 45 93 15 12 6
16 22 78/ 16 464 05 12 55 108 155 16 6

AIERA >
Measuring point

tmax = TEER RS D7 IR3p EDIEEICEBHIDTZLEDRATE
Maximum rest material resulting from radius deviation from Rgp

Rsp = CAM EDREZ TR
Radius to be programmed in CAM
rn =EIUZITZ
Face radius

rp =BEARMSZSTIEABHZES

ZT7 R

Tangential radius between face radius and circumference cutting edge

v = L—H—GEEf)IC LB TERBERORERT >~
Measuring point definition for measuring length using a laser

“ BRS

HIIEIZ&1% - Cutting Conditions FHANKEN

HFC
[EHEE /N1 71— RINT
High-feed roughing with face cutting edge

NAT4—RIVRIIN 24T N-OVIBLUVT IOV
High-feed end mills type N — long and extra long design

77N ox-Cuwt

STEREY R - Valid for

3770AZ
3772AZ

S S
> >
{22 [ar]
(=1 <
(=] o
I I
& <&
g de
& &
0 dq 0 dq
e =0,7 xdq 2= 0,4 xdq
Ve f; Ve f; '
[m/min] [mm] [m/min] [mm] 3( ¢ ‘
AT LR - Stainless steel materials
. 110 0,015 x d4 120 0,015 x d4 []
M| 2 100 0,015 x d; 110 0,015 x dy O
L 90 0,015 x dy 100 0,015 x dy []
4. 80 0,015 x d 90 0,015 xd []
77)L=5% - Aluminium alloys
A& < - Copper alloys
XTF*S D LEE - Magnesium alloyls : : | ‘ ‘ ‘
| | | \ \ \ \
=) BE - Synthetics
5} - Special materials
FAR2>E% - Titanium alloys
0,015 x d4 120 0,015 x d4 ]
100 0,015 x d4 110 0,015 x d4 []
90 0,015 x d 100 0,015 x dy u
ZvJJLE, aNLE {25 < - Nickel alloys, cobalt alloys and iron alloys
70 0,01 x dq 80 0,01 x dq []
60 0,01 x dq 70 0,01 x dq []
50 0,01 x dq 60 0,01 x dq ]
60 0,01 x dq 70 0,01 x dq ]
50 0,01 xdy 60 0,01 xdy u
50 0,01 x dq 60 0,01 x dq []
= hEE ] - Hard materials
1
2
i Sl
4
5

W = R - very suitable
[ = SEFIATAE - suitable

v = YIHIZREE - Cutting speed
f, = Fd7=D3XD - Feed per tooth

Eris



FRANKEN BRI b

7 /Nox-Cuwt

" BMRENTINTA—T VR
V=)L
= BODNS DA A ILHR—) LT

= High performance tool N N
= |nternal coolant supply, —
axial exit (ICA) b —

=
NNN\NE.

HIIEIZ&1% - Cutting Conditions FHANKEN

Z(ICA) = Very stable tool design
= RO THIMED S VERET = 2 lengths available
" O TEE & ?
A
20°
Rsp
3-5°
g
» N
%
.| €
I3 §- v/
It
J—F+>% - Coating
TTVIr—aY - HHIM (PABER) Applications — material (see page 4) 1.1-4.1 1.1-41
" FRAVEEOMILICEICRE = Very suitable for machining titanium s 1413 21-26 S 14413 21-26
RN T A EFINTICRE = Suitable for roughing and finishing
= 2D/3DAZARANTIC = 2D and 3D contours can be produced

s EREFERLIN\T 70— RINT

= Suitable for high feed machining with
face cutting edge

O>% - Long design

7 N

0 dy Rap 1/ v tmax. lo I3 4 0 d3 0 do Z N T4—R
f8 h5 BSE=| with high-feed geometry
6 0,8 29/ 0,6 1,74 02 5 20 57 58 6 5
8 i 39/ 08 232 03 6 25 63 77 8 6
10 12 49/ 1 29 04 8 30 72 95 10 6
12 16 59/ 12 348 04 10 3% 83 115 12 6
16 2.2 78/ 16 464 05 12 40 92 155 16 6

| T/2+50>7 Exralongdesign | 376z | |

9 dq Rap r1/1p Im tmax. I I3 l4 0d3 9 dy VA NAT4—F
18 h5 [F# with high-feed geometry
6 0,8 29/ 0,6 1,74 0.2 5 25 62 58 6 5
8 1 39/ 08 232 03 6 30 68 77 8 6
10 1,2 49/ 1 2,9 0,4 8 35 80 95 10 6
12 16 59/ 12 348 04 10 45 93 1,5 12 6
16 22 78/ 16 464 05 12 55 108 155 16 6

AIERA >
Measuring point

tmax = LEFR ERE S S 7 AR3p EDIEEIC LB HI DX LEDRAE
Maximum rest material resulting from radius deviation from Rgp
Rsp = CAM EDREZ TR
Radius to be programmed in CAM
rn =EIUZITZ
Face radius
rp =EAASSTREABALEESS DT
Tangential radius between face radius and circumference cutting edge
v = L——GEEM)IC LI TERAERORERT >~
Measuring point definition for measuring length using a laser

© ENS

7N ox-LCwt
N T4—RIVRIIN ZAFN-OVTELUT IOV FRBUE, - Valid for
High-feed end mills type N — long and extra long design RA
377412
3776LZ
HFC
[EHEE>T/N\A T —RIILT
High-feed roughing with face cutting edge
S S
> >
{22 [ar]
(=1 <
(=] o
Il i
& &
g de
& &
0 dy 0 dy
e =0,7 xdq 2= 0,4 xdq
Ve f; Ve f; '
[m/min] [mm] [m/min] [mm] i‘i ¢ ‘
AT LR - Stainless steel materials
. 110 0,015 x d4 120 0,015 x d4 []
M ] 100 0,015 x dy 110 0,015 x d; []
; 90 0,015 xd; 100 0,015 xd; []
4. 80 0,015 x d 90 0,015 xd []
77)L=5% - Aluminium alloys
A& < - Copper alloys
XTF*S D LEE - Magnesium alloyls : : | ‘ ‘ ‘
| | | \ \ \ \
=) fi - Synthetics
5} - Special materials
FAR2>E% - Titanium alloys
0,015 x d4 120 0,015 x d4 ]
100 0,015 x d4 110 0,015 x d4 []
90 0,015 x d 100 0,015 x dy u
ZvJJLE, aNLE {25 < - Nickel alloys, cobalt alloys and iron alloys
70 0,01 x dq 80 0,01 x dq []
60 0,01 x dq 70 0,01 x dq []
50 0,01 x dq 60 0,01 x dq ]
60 0,01 x dq 70 0,01 x dq ]
50 0,01 xdy 60 0,01 xdy u
50 0,01 x dy 60 0,01 x dq []
= hEE ] - Hard materials
1
.2
i Sl
4
5

W = R - very suitable
[ = SEFIATAE - suitable

v = YIHIZREE - Cutting speed
f, = Fd7=D3XD - Feed per tooth

Erisa



FRANKEN EEZ N e S I e

o Cera-Cut

" SM4RE/N\T/NT4—< >R = High performance tool N
V=)L = Cutting part made of solid ceramic, H §=
=Y )yRtEIIyIDAYRE  shank made of solid carbide - e——
BRES v oasES LT=3 L = Tighter cutting diameter tolerance NN\
(W D2 i XOWE Y
5 KOEBLVWITERNE z
40°
Rap
3-5°
R
» s
%
I §
: ¢
i

d—7F>7% - Coating

HIIEIZ&1% - Cutting Conditions FHANKEN
o Cera-Cur

5

SYIB NAT4—RIVRIN ZATIN-OVT
Ceramic high-feed end mills type H — long design

RAME
Maximum values

STEREY R - Valid for

3818

TP — 3> - HIM (P4BER)
= HEIMOMTICRE

= SREEMOMIIC

s T RSt EFINIICSE

= 2D/3DFEARINTIC

s EFXEFRALE/NT 70— RINT

Applications — material (see page 4)

= Suitable for difficult to cut materials H 1.4-15
= For hardened materials
= Suitable for roughing and pre-finishing
= 2D and 3D contours can be produced
= Suitable for high feed machining

with face cutting edge

| O~ -longdesign . 68 || | |

0 d Rsp r1 /1y Im Tmax. lo I3 l4 pd3 0dp Z NAT1—F
he  [FE with high-feed geometry
6 002 08 29/ 06 174 02 4 20 57 58 6 5
8 -0,04 39/ 08 232 03 4 25 63 77 8 5
10 -004 12 49/ 1 29 04 4 30 72 95 10 5
12 004 16 59/ 12 348 04 4 35 83 115 12 5
16 004 22 78/ 16 464 05 6 40 92 155 16 5

AIERA >
Measuring point

tmax = LEFR ERE S S 7 AR3p EDIEEIC LB HI DX LEDRAE
Maximum rest material resulting from radius deviation from Rgp
Rsp = CAM EDREZ TR
Radius to be programmed in CAM
rn =EIUZITZ
Face radius
rp =EAASSTREABALEESS DT
Tangential radius between face radius and circumference cutting edge
v = L——GEEM)IC LI TERAERORERT >~
Measuring point definition for measuring length using a laser

v NS

S S
> >
= w0
=2 N
o o
1 I
& &
= de
I
& o o
< «©
B wey ods
de
2 =0,05x d4 2. =0,7xd4 2. =0,6 xd4
Ve f; Ve f; Ve f; ]‘: Y Y
[m/min] [mm] [m/min] [mm] [m/min] [mm] ¢
AT LR - Stainless steel materials
M
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The patented precision collet holders FPC are highly precise tool holders
with mechanical clamping which provide superior clamping force and
concentricity as well as excellent shock-absorbing properties.

The tools are clamped via collets.

Tools are clamped and unclamped with a hexagon wrench which operates
the clamping mechanism at the side — and in just a few seconds.

All straight shanks according to DIN 6535 or DIN 1835 can be clamped.
The high-precision collet holders FPC are well suited for high-performance
and high-speed milling. In addition they can be used for drilling, reaming
and threading operations.

Pull-out prevention “Pin-Lock”
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In modern high-performance machining or when
working with difficult to machine materials a
pull-out prevention system for the milling tool

in the tool holder is absolutely essential.

Even minimal axial movement of the tool can
result in breakage of the tool.

The “Pin-Lock” system guarantees 100%
pull-out prevention!

==

2#BEE - The Companies FFIANKEN

77N ox-Cuwt

100U EICE XIESIRE CEFEDIEK

More than 100 years of precision and innovation.
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Ever since its foundation FRANKEN as part of the EMUGE-FRANKEN
company association has been developing and manufacturing milling tools.
The wide range of end mills of solid carbide and HSS as well as PCD and
CBN inserts or milling cutters with indexable inserts is characterised by
precision and innovation.

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

quality requirements.

In addition to our selection of milling tools, we also offer a comprehensive
range of clamping systems, tool holders and accessories.
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EMUGE-FRANKEN Vertriebspartner finden Sie auf www.emuge-franken.com/vertrieb
EMUGE-FRANKEN sales partners, please see www.emuge-franken.com/sales

EMUGE-Werk Richard Glimpel GmbH & Co. KG FRANKEN GmbH & Co. KG
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