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Applications

e Stainless steel, austenitic and austenitic-ferritic as well
as stainless steel castings

e High-heat-resistant special alloys on iron, nickel and cobalt basis
e Titanium and titanium alloys

Designs

The TiNox milling cutter series consists of the following basic tools
of solid carbide and HSS:

e Solid carbide end mills for semi-finishing applications

e Solid carbide end mills for roughing and finishing applications
e Solid carbide end mills for finishing applications

e Solid carbide end mills for trochoidal machining

e Solid carbide end mills “N-Wave” for roughing applications

e HSS end mills “N-Wave” for finishing applications

e HSS end mills for roughing applications

¢ HSS end mills for finishing applications

The solid carbide end mills are in most cases available with different corner
radii and internal coolant supply with axial exit (ICA). In addition, the specially
roughened tool shanks prevent the tool from “pulling out” of the clamping
chuck.

Except for the “N-Wave” design all HSS end mills are fitted with a corner radius
2 mm or 4 mm, the roughing end mills are additionally designed with internal
coolant supply with radial and axial exit (ICRA). In order to achieve the
maximum work depth, the shanks have a lateral relief after the cutting edge.

F7VT—> 3y - HEHH SIERDBE | HWHEIMBIONI) | HEIEIUIs)
Applications — material Tensile strength Material examples Material examples
ATVLA Stainless steel materials
X2CrTi12
11 |7z 74N NILTVTA N Ferritic, martensitic <950 N/mm2
M
21 [A—=XTFF1bk Austenitic < 950 N/mm2 X5CrNi18-9 SUS304
X6CrNiMoTi17-12-2 SUS316LN
31 |A—RTFTFHAN/ 771 N TR Austenitic-ferritic (Duplex) <1100 N/mm2 X2CrNiMoN22-5-3 SUS329J3L/5US630
41 |A—RFTFHAN/ 774 N2 ATHEEE Austenitic-ferritic heat-resistant (Super Duplex) | < 1250 N/mm2 X2CrNiMoN25-7-4 SCS14A
MHSE Special materials
FHIVER Titanium alloys
- Til WFy>
: > 2
1.1 [fiF5> Pure titanium < 450 N/mm Titan Grade 12
Ti5AI2,55n Ti5AI2,55n
TiGAI4V TiGAI4V
1.2 <900 N/mm2 - -
FH AL Titanium alloys Ti6AIBV2Sn Ti6AIBV2Sn
TiAl4Mo4Sn2 TiAl4Mo4Sn2
2
S 13 = 1250 N/mm TiT0V2Fe3Al Ti1OV2Fe3A
ZwTEONIVRE . SESE Nickel alloys, cobalt alloys and iron alloys
21 |[fi=wT)L Pure nickel <600 N/mm2 Ni 99,6 =yl
22 <1000 N/mm?2 Monel 400 :E*_)MOO
_ ~ ' Hastelloy B-3 AT OB
T EEE Nickel-base alloys -
23 <1600 N/mm?2 Inconel 718 4> RILT18
. = Nimonic 90 FTAEZVD0
2.4 < 1000 N/mm?2 Udimet 605 D71 X ~605
INILNEES Cobalt-base alloys Haynes 25 ANA V25
2
25 = 1600 N/mm Stellte 6 2554 16
26 |HKEAE® Iron-base alloys < 1500 N/mm2 Incoloy 800 - > 0800
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Solid carbide end mills with and without corner radius,
with internal coolant supply,
for semi-finishing applications

o IBHTEHEMETY 7 RBER EMBEDOEWI—T VI T
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o HHIMEST -7y McRBILSNICEROYINRE TRE®

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

e 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 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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FHANKEN 270 L2AEMBRAEIMT DR+ YR I - Machining of INOX and Difficult to Cut Materials

7 7/Nox~-Cuwt
T EFMIBBEYIYR TR Solid carbide end mills with corner radius,
d—F—RfFEHELVI—F—REL for finishing applications

o IMEFEMEDEWEBERM EMEVEDRWI—T VI TEED * Wear-resistant carbide substrate and high-heat-resistant coating

REMZER for long tool life
o EEVDHRWEMERML EIFINITZRI8EICT 245RI7 I X E&ET e Special cutting edge design for low-vibration finishing operation
e3xd. 4xdy BLV5xdDYIHES e Usable flute length in 3 x dy, 4 x dy and 5 x d for all finishing operations
FOOJOCRINTABEY VYR VRS Solid carbide end mills with internal coolant supply,
IS EF N AN S for trochoidal machining

o MHTHEHIETY 7 RBEAM EMEEDOFWNI—T A>T * Tough carbide substrate and high-heat-resistant coating for long tool life

REORFmERR e Suitable in particular for difficult to machine materials
o SEERRZ LI OHHIM T —JICRICRE and thin-walled components
o B SYIHEIME HAA(ICAT B2 ETYIK TR e lcH e Internal coolant supply with axial exit (ICA) for safe chip evacuation
o TEVHMICH NI TERZER o Stress on tools and machine is reduced
e HHDBEWER TEUIKTHIEEZR L TES e Increase of metal removal rate on low-powered dynamic machines
o T—URIMENSY Y ZRIEDEWINTERE CHEA N EE * Suitable also with unstable workpiece clamping conditions
"N-UzAT" Solid carbide end mills “N-Wave” with corner radius,
EMIsEMELEIFMIABEYYYR TVRS) with internal coolant supply, for roughing applications
AERfEmIN T E

o IMEFEMED R WEBESM EMEVEDORWI—T VI TEED * Wear-resistant carbide substrate and high-heat-resistant coating

REMZER for long tool life
o AVAHITERFROY A ZHFETINLICHEZS e Roughing end mill with wavey profile on rake face
o EROO S YIHIAZHEIR(ICA T 2 TYIK ST 2L THEH e Internal coolant supply with axial exit (ICA) for safe chip evacuation
e AL—ATIBOTEmMELZINLH * Generates smooth surfaces
o UK INIYIHEEHIE LY DRV INTANAI B8 o Low-vibration geometry
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27V LRAEMHEEMT DR+ Xk - Machining of INOX and Difficult to Cut Materials FRANKEN

77/ ox-Cuwt

"N-OxA7" £ EFMIANAR TR HSS end mills “N-Wave”,

for finishing applications
s M ICIERBIL S NI R/ \A AV Z A o Powder metal cutting material
o VA EICKBEFIROY N EF OHULWMELEIFEIE e Finishing end mill with wavey profile on rake face
e AL—A TS TERE DRI IE e Generates smooth surfaces
o UK SINIYIHEREHIEEY DWW TAYET 88 o Low-vibration geometry
EIMTAINM R 74T ITVRI)L HSS end mills with corner radius,
J—F—RfF=E with internal coolant supply,
PSSR AN DS for roughing applications
o MR/ \A A o Powder metal cutting material
o FfclCRFEINIZ T Y XN — GERFR) ALK DY A o Newly developed geometry with asymmetrical chip breakers
o 7)L—rREED DA SYIHIHZ AL (CRA) e Internal coolant supply with radial and axial exit (ICRA)
e BEIVRINZFTIDILEREYARIODIAVF VT * These HSS end mills are an extension of the solid carbide semi-finishing end mills
T EFMIANAR TVRI) HSS end mills with corner radius,
d—7F—RfI= for finishing applications
o FoeHTUWHKREM"PM-DIL NS ZEA e Cutting material made of powder metal “PM-ULTRA”
e ZHFETOEMRT EITATIYRIIL o Multi-tooth high-performance finishing end mill
s AR DERYHN EREFE Y FE&ET o Newly developed geometry with variable spacing of cutting edges
e FEUDHBWAL—ZAAMIT e REAINTH * Low-vibration machining generates smooth surfaces
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FRANKEN #@EYUyR TVRI)L - Solid Carbide End Mills

7 7/Nox~-Cuwt

S INAINT A=Y =)L - High performance tool

- B EREHIM ICRER - Fine semi-finishing profile NF
MEOZATZ7ILEIN for tough materials

-TERCEIEHDI— - Several corner radii
FT—REZA>FvT per cutting diameter

- B SYIEIRZRES (1CA) - Internal coolant supply,
-SEEORSDTAV VT axial exit (ICA)
- 3 lengths available
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BE I SAFE-LOCK™ SAFE-LOCK™
450
/N
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b N Y N 5
= & S & N7 \ ) =
< Iy é’ I
I3 _ _
! ATV LA/MEEE ATVLA/MEEE
d—F % - Coating TIN / TIALN TIN / TIALN
FIVT—ay - KEIM (R—22) Applications — material (see page 2) 1.1-41 | 1.1-41 |
- BEIM O T IR ICRE - Especially suitable for difficult to cut materials s 1126 s(1126]) |
- HOWDEREREEIMIC - For all tough materials
- HPCEREERTRNLIC - Suitable for HPC roughing

DIN 6527 — > 53— - Short design

S AU - Order code 2646TZ | 2647TZ | 2646TT
0 dy lo I3 l4 0 ds 0dy In Z PA4X
hi1 h6 o1 % U
6 10 16 54 58 6 18 4 .006 ) ) )
8 12 20 58 7,7 8 22 4 .008 ° ° o
10 14 24 66 9,5 10 26 4 .010 [ ) o)
12 16 26 73 11,5 12 28 4 012 ° [} @)
16 22 32 82 15,3 16 34 4 .016 [ ° o
20 26 40 92 19,5 20 42 4 .020 [ [ )
DIN 6527 — 23— - Short design J—7—RfF&
2 AU - Order code 2642TZ | 2643TZ | 2642TT
[0} d1 r |2 |3 |1 0 d3 0 dg |A 7 17"(7\“
h11 h6 (I il
12 25 16 26 73 115 12 28 4 | 012025 ° ° )
12 3 16 26 73 11,5 12 28 4 .012030 ° ) o]
12 4 16 26 73 11,5 12 28 4 .012040 o [ ] o
16 2,5 22 32 82 15,5 16 34 4 .016025 ° [ ) O
16 3 22 32 82 15,5 16 34 4 .016030 ° ) @)
16 4 22 32 82 15,5 16 34 4 .016040 ° ° @)
20 2,5 26 40 92 19,5 20 42 4 .020025 ) ) o
20 3 26 40 92 19,5 20 42 4 .020030 [ J ® o
20 4 26 40 92 19,5 20 42 4 .020040 ° [ 0

LFREMANDT—F—REFFHREFEB LT

Other corner radii available on request

SAFE-AOCK™

SAFE-LOCK™-(C DWW T AlgB WS b EZE 0L
Contact for information regarding SAFE-LOCK™ clamping system

6 @ = REETEE M - Stock tool S3ESH - Ordering example: 2646TZ.006
[FRANKEN] O = BEAWEDLE M - Available at short notice




BIH)244 - Cutting Conditions
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BEYIYYR TVRIN-23—b
Solid carbide end mills — short design
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FRANKEN
A77/Nox-Cuwt

2642TT
264272
264377
2646TT
264617
264777

SR - Valid for

k=) k=l =
= I I I
i & & &
&
0 dq
(g;l ‘ 0 dq < ‘ 0 dq < ‘ 0 d <
de ae ae ae
g = dy 2= 0,4 x dy 2 = 0,3 xd4 3 = 0,2 x dy
YHIRE | NpichixED | YIHIERE | HHhXD | YIHIRE | IHLDED | YIHERE | HHihixh MMS %
Vg [m/min] f, [mm] Vg [m/min] f, [mm] Vg [m/min] f, [mm] Vg [m/min] f, [mm] MaL
AT 2L - Stainless steel materials
1.1 100 0,004 x dq 120 0,004 x dq 140 0,005 x dq 160 0,006 x dq L]
M| 21 80 0,004 x dy 100 0,004 x dy 10 0,005 x dy 130 0,006 x dy .
3.1 50 0,003 x dq 60 0,003 x dq 70 0,004 x dq 80 0,004 x dq ]
41 40 0,003 x d4 50 0,003 x d4 60 0,004 x dq 60 0,004 x dq L]

F4 &% - Titanium alloys

70 0,005 x dq 80 0,005 x dq 100 0,006 x dq 110 0,007 x dq L]
60 0,004 x d4 70 0,004 x d4 80 0,005 x d4 100 0,006 x dq L]
30 0,003 x dq 40 0,003 x dq 40 0,004 x dq 50 0,004 x dq ]
w7 )VE, J/NVRE. SKEMEE R - Nickel alloys, cobalt alloys and iron alloys
70 0,004 x dy 80 0,004 x dq 100 0,005 x dq 110 0,006 X d; .
20 0,003 x dq 20 0,004 x dq 25 0,004 x dq 30 0,005 x dy .
10 0,002 x dq 15 0,002 x dq 15 0,003 x dq 20 0,003 x dy ]
20 0,003 x dq 25 0,003 x dq 35 0,004 x dq 30 0,004 x d4 [
10 0,002 x dq 10 0,002 x dq 10 0,003 x dq 20 0,003 x d4 L]
10 0,003 x dq 10 0,003 x dq 10 0,004 x dq 20 0,004 x dq ]
HERYEI RS EEETT, TNTNONMTREICEET All cutting data serve for orientation only and should be adapted
EEFAEULTTEIUL, individually to the technical conditions on location
v = YIHIEE - Cutting speed 7

f, = H1=D3ED - Feed per tooth

EMUGE
[FRANKEN|



FRANKEN #@EYUyR TVRI)L - Solid Carbide End Mills

7/Nox~-Cut
SINANNT A=V =)L - High performance tool 4
- B EREHIM ICRER - Fine semi-finishing profile NF fine
MmBEOZO77ILYIRA for tough materials
-TERCEIEHDI— - Several corner radii et
FT—REZA>FvT per cutting diameter
- BOH SEIER %A RS (CA) - Internal coolant supply, ICA
-SEEORSDTAV VT axial exit (ICA)
- 3 lengths available SAFE-LOCK™ SAFE-LOCK™
= e
~Ia DIN6535| ASME
JHA| B94.19
Lo ]HB (=N
S ( ) S
} i i | &
N Iy -é’ ‘
|3 45° 45°
h
J&T_ g&
Design I,: ER 3-5°
=la I
V]~
B O E—1 ¢ b
< |8 ‘
I3
Iy _ _
" ATV LA/MEEE ATVLA/MEEE
d—F % - Coating TIN / TIALN TIN / TIALN
FIVT =3y - HHEIM (R—2) Applications — material (see page 2) 1.1-4.1 | 1.1-41 |
- BEIM O T IR ICRE - Especially suitable for difficult to cut materials S S
- HOWDEREREEIMIC - For all tough materials
- HPCEEBEERTFTIN LI - Suitable for HPC roughing

DIN 6527 - (>4 - Long design

S AU - Order code 2648TZ | 2649TZ | 2648TT
0 d4 lo I3 l4 0 ds g 0dy I z PA4X
h11 h6 (NE e
6 13 20 57 58 - 6 21 4 .006 ® [ 0
8 19 25 63 7,7 - 8 27 4 .008 ° ° o
E' 10 22 30 72 9,5 - 10 32 4 .010 [ ) o)
£ 12 26 35 83 11,5 - 12 38 4 .012 ° ° e]
—_ 16 32 40 92 1518 = 16 44 4 .016 [ ) o)
20 38 50 104 19,5 - 20 54 4 .020 ° ° o
s  17/3 34 212 0236 /s 3fs 15/16 4 .0250 ° ° o
5/6 34 7fs 2172 0295 15/16 3/ 15/16 4 .03125 ° (] o
= 3 /g 118 234 0358 - 38 1316 4 .0375 ° o ©)
g 12 118 13 311 0480 - 12 115/32 4 .0500 ° ° ©)
= 58 114 112 372 0605 - 58 11932 4 .0625 ° ° o)
3a 112 178 4 0.730 - 34 131/32 4 .0750 ° ° ¢
1 13/4 258 ) 0.969 = 1 223/32 5 .1000 [ (] ©)
DIN 6527 — A% - Long design Jd—J)—R{FE
LU FAEYZE - Order code 2670TZ | 2671TZ | 2670TT
0 dy r Iy I3 i pdy  0do Ia Z HAX
h1 h6 (IEY) =]
12 2,5 26 g6 83 11,5 12 38 4 .012025 ° o o]
12 3 26 35 83 11,5 12 38 4 .012030 [ ) o
12 4 26 g6 83 11,5 12 38 4 .012040 () ° o
'E' 16 2,5 32 40 92 15,5 16 44 4 .016025 [ (] ]
£ 16 3 32 40 92 159 16 44 4 .016030 ) ) 0
— 16 4 32 40 92 15,5 16 44 4 .016040 [ ] L] o
20 2,5 38 50 104 19,5 20 54 4 .020025 () ) 0
20 3 38 50 104 19,5 20 54 4 .020030 ° ° o
20 4 38 50 104 19,5 20 54 4 .020040 [ [ o

EREUADO—F—REFHRBEERUET
Other corner radii available on request

SAFE-AOCK™

SAFE-LOCK™-(C DWW T AlgB WS b EZE 0L
Contact for information regarding SAFE-LOCK™ clamping system

8 @ = REETEE M - Stock tool Z3ESH - Ordering example: 2648TZ.006
[FRANKEN] O = BEAWEDLE M - Available at short notice




BIH)244 - Cutting Conditions

FRANKEN

A77/Nox-Cuwt
— BEYYYR TR -OvY
2 ° : ; . So e
Solid carbide end mills — long design SR B - Valid for
2648TT
= NF | 264812
264977
2670TT
2670TZ
267177
= = =
= i I I
Il - & & - &
&
0 d4 -
(g;l ‘ 0 dq < ‘ 0 dq < ‘ 0 d <
ER 2 ER ER
g = dy 2= 0,4 x dy 2 = 0,3 xd4 3 = 0,2 x dy
YHIRE | NpichixED | YIHIERE | HHhXD | YIHIRE | IHLDED | YIHERE | HHihixh MMS %
Vg [m/min] f, [mm] Vg [m/min] f, [mm] Vg [m/min] f, [mm] Vg [m/min] f, [mm] MaL
AT LR - Stainless steel materials
11 100 0,004 x dq 120 0,004 x dq 140 0,005 x dq 160 0,006 x dq L]
M| 21 80 0,004 x dq 100 0,004 x dq 110 0,005 x d; 130 0,006 x d{ .
3.1 50 0,003 x dq 60 0,003 x dq 70 0,004 x dq 80 0,004 x dq ]
41 40 0,003 x d4 50 0,003 x d4 60 0,004 x dq 60 0,004 x dq L]

F4 &% - Titanium alloys

70 0,005 x dq 80 0,005 x dq 100 0,006 x dq 110 0,007 x dq L]
60 0,004 x d4 70 0,004 x d4 80 0,005 x d4 100 0,006 x dq L]
30 0,003 x dq 40 0,003 x dq 40 0,004 x dq 50 0,004 x dq ]
w7 )VE, J/NVRE. SKEMEE R - Nickel alloys, cobalt alloys and iron alloys
70 0,004 x d4 80 0,004 x dq 100 0,005 x dq 110 0,006 x dq L]
20 0,003 x dq 20 0,004 x dq 25 0,004 x dq 30 0,005 x dq L]
10 0,002 x dq 15 0,002 x dq 15 0,003 x dq 20 0,003 x dq ]
20 0,003 x dq 25 0,003 x dq 35 0,004 x dq 30 0,004 x dq L]
10 0,002 x dq 10 0,002 x dq 10 0,003 x dq 20 0,003 x dq L]
10 0,003 x dq 10 0,003 x dq 10 0,004 x dq 20 0,004 x dq ]
HERYEI RS EEETT, TNTNONMTREICEET All cutting data serve for orientation only and should be adapted
EEFAEULTTEIUL, individually to the technical conditions on location
v = PIHIERE - Cutting speed 9

f, = H1=D3ED - Feed per tooth

EMUGE
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FRANKEN @@YUyR TR - Solid Carbide and HSS End Mills

7 7/Nox~-Cuwt

S INAINT A=Y =)L - High performance tool

- B EREHIM ICRER - Fine semi-finishing profile
MEOZATZ7ILEIN for tough materials

-TERCEIEHDI— - Several corner radii
FT—REZA>FvT per cutting diameter

- B OO SUIHIHRZ LS (1ICA) - Internal coolant supply,
-RWARZFHOIVANZO  axial exit (ICA)
VU ERET - Extra long design with
SBEEORIDSA VYT long flute length
- 3 lengths available

NF
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/E;S g{i—

SAFE-LOCK™ SAFE-LOCK™

S b N N TN 5
= & S & N7 \ ) =
b 7 § I
I3 _ _
" ATV LA/MEEE ATVLA/MEEE
d—F % - Coating TIN / TIALN TIN / TIALN
FIVT—2ay - HEIM (R—2) Applications — material (see page 2) 1.1-41 | 1.1-41 |
- M O TICHEICRE - Especially suitable for difficult to cut materials s 1126 s(1126) |
- HOWDEREREEIMIC - For all tough materials
- HPCEREERTRNLIC - Suitable for HPC roughing
I ANZ0O2% - Extra long design
B FABYFE - Order code 2656TZ | 2657TZ | 2656TT
0 dy lo I3 l4 0 ds 0dy In Z PA4X
hi1 h6 ol 7% U
6 13 25 62 58 6 26 4 .006 ® ) )
8 19 30 68 7,7 8 32 4 .008 ° ° o
10 22 88 80 9,5 10 40 4 010 [ ) o)
12 26 45 93 11,5 12 48 4 .012 [ ] [ @)
16 32 5 108 115, 16 60 4 .016 [ ) o)
20 38 70 126 19,5 20 76 4 .020 [ ° o
I ANZAYY - Extralong design J—7—RfI=
SR A - Order code 2658TZ | 2659TZ | 2658TT
0 dy r lo I3 l4 g ds ¢ do I z P4 X
h11 h6 (I il
6 0,5 13 25 62 58 6 26 4 .006005 ° ° @)
6 1 13 25 62 5,8 6 26 4 .006010 ° ° o]
8 1 19 30 68 7,7 8 32 4 .008010 ) ) o
8 2 19 30 68 7,7 8 32 4 .008020 ° ° e]
10 2 22 35 80 9,5 10 40 4 .010020 [ ° o
10 2,5 22 35 80 9,5 10 40 4 .010025 ° ) o]
12 2 26 45 93 11,5 12 48 4 .012020 ) ) o
12 2,5 26 45 93 11,5 12 48 4 .012025 ° ° e]
12 3 26 45 93 11,5 12 48 4 .012030 () ° 0
12 4 26 45 93 11,5 12 48 4 .012040 [ ° o]
16 2 32 55 108 i85 16 60 4 .016020 ) ) o)
16 2,5 32 55 108 15,5 16 60 4 .016025 ° ° o
16 8 32 55 108 15,5 16 60 4 .016030 ° ) le)
16 4 32 55 108 15,5 16 60 4 .016040 ° ° o]
20 2 38 70 126 19,5 20 76 4 .020020 ° ° o
20 2,5 38 70 126 19,5 20 76 4 .020025 ° ° e]
20 3 38 70 126 19,5 20 76 4 .020030 [ ° o
20 4 38 70 126 19,5 20 76 4 .020040 [J [ @)

FEUADOA—F—REGFHFEERUET
Other corner radii available on request

SAFE-AOCK™

SAFE-LOCK™-(C DWW T AlgB WS b EZE 0L
Contact for information regarding SAFE-LOCK™ clamping system

10 @ = 1EAETEE M - Stock tool

O = BEWETE M - Available at short notice

Z3ESA - Ordering example: 2656TZ.006



BIH)244 - Cutting Conditions FRANKEN

A77/Nox-Cuwt
BEYVYYR TVRIN-T/RNZOVT
Solid carbide end mills — extra long design SR B - Valid for
2656TT
SSSs NF | 2656TZ
265777
2658TT
2658TZ
265977
= = =1
= I Il Il
Il - & & - &
&
0 dq =
o] oo || € o || oo ||
dg e ae e
g = dy 2= 0,4 x dy 2 = 0,3 xd4 3 = 0,2 x dy
PHEE | AHIcnxh | YIEIRE | MHphkD | SIHLEE | IHihxh | tIEIEE | "HpizbxDd % \KA* MMS %
Vg [m/min] f, [mm] Vg [m/min] f, [mm] Vg [m/min] f, [mm] Vg [m/min] f, [mm] W /| MaL
AT LR - Stainless steel materials
11 80 0,003 x dq 90 0,004 x dq 110 0,004 x dq 130 0,005 x dq L]
M| 21 70 0,003 x dy 80 0,004 x dq 90 0,004 x d; 100 0,005 x d{ .
3.1 50 0,002 x dq 60 0,003 x dq 65 0,003 x dq 70 0,004 x dq ]
41 30 0,002 x d4 40 0,003 x d4 45 0,003 x d4 50 0,004 x dq L]
F49 &% - Titanium alloys
70 0,004 x d 80 0,004 x d 85 0,005 x d 90 0,006 x d .
60 0,003 x d4 70 0,003 x d4 75 0,004 x dq 80 0,005 x dq ]
30 0,002 x dq 40 0,003 x dq 50 0,003 x dq 60 0,004 x dq ]
w7 )VE, J/NVRE. SKEMEE R - Nickel alloys, cobalt alloys and iron alloys
70 0,003 x d4 80 0,004 x dq 85 0,004 x dq 90 0,005 x dq ]
20 0,002 x dq 20 0,003 x dq 25 0,003 x dq 30 0,004x d4 ]
10 0,001 x dq 15 0,002 x dq 15 0,002 x dq 20 0,003 x dq ]
20 0,002 x d4 25 0,003 x dq 30 0,003 x dq 35 0,004 x dq ]
10 0,001 x dq 10 0,002 x dq 10 0,002 x dq 20 0,003 x dq ]
10 0,002 x dq 10 0,003 x dq 10 0,003 x dq 20 0,004 x dq ]
HERYEI RS EEETT, TNTNONMTREICEET All cutting data serve for orientation only and should be adapted
EEFAEULTTEIUL, individually to the technical conditions on location
PTG~ 2 ) AUAILFIIT
Application example Circular hole milling
#RHEI: S
Material: - >3%JL718 - Inconel 718
IE: BEZ 70> TVRI)LNF 12 I—7F—R3
Tool: Solid carbide end mill type NF, dia. 12 mm with corner radius 3 mm
B AU,
Iﬁg:% 2658TZ.012030
Article no.:
BIH: INILYay  PIERKGIH 40 bar
Cooling: Internal coolant supply at 40 bar
UIEIESES Ve = 25 m/min = S = 663 min-1 (min-1)
Cutting data: f, = 0,03 mm = v; = 80 mm/min
A MYLAME: _ .
Axial depth value: a,=2mm/r - 2 mm per revolution
BRARVEIAHE:

Radial depth value: 8= 0

v = PIHIERE - Cutting speed 11
f, = H1=D3ED - Feed per tooth [FRANKEN]




FRANKEN #@EYUyR TVRI)L - Solid Carbide End Mills

77/\Vox-Cwt
SI\AINNT A=Y =)L - High performance tool
- BREREEHIM O EF - Finishing end mill N
MIlcHiE for tough materials
-EEVUERSIREDORN T - Special geometry et
ERET prevents vibration
-TERTECEHOI— - Several comer radii per ICA SAFE-LOCK™ SAFE-LOCK™
F—REZAVFVT cutting diameter
- B OO SUIHIRZAAE(CA) - Internal coolant supply,
- IR ORVWEXA V7 5%ET axial exit (ICA) == \
- Long flute length L
DIN 6535
C_JHA
Lo ]HB

5|
-

38-40° | KBx45°

. (0
k-

¥~

ES) [ \ £S)
s N \ / =
P l2 '§ ‘
I3 —_ —_—
! ATVLA[ME#EE ATVLA[MEEE
d—F % - Coating TIALN TIALN
FIVT—3y - \EIM (R—2) Applications — material (see page 2) 1.1-4.1 | 1.1-41 |
- HHIM O TICHICRE - Especially suitable for difficult to cut materials S S
- HOWDERELREEIMIC - For all tough materials

- HPCERER NN TAPHSCE RN TICEH#E - Suitable for HPC roughing and HSC finishing

IV AMZAYY - Extralong design

B FARYFE - Order code 2650AZ | 2651AZ | 2650AT
0 d lo I3 l4 g d; g do I KB z P14 X
h10 h6 (¥ RFE
6 13 25 62 5,8 6 26 0,12 4 .006 [ () @)
8 19 30 68 7,7 8 32 0,12 4 .008 o o ]
10 22 85 80 85 10 40 0,2 4 .010 ® [ o)
12 26 45 93 11,5 12 48 0,2 4 .012 ° ) o]
16 32 99 108 15,5 16 60 0,2 4 .016 [ ° o}
20 38 70 126 19,5 20 76 0,3 4 .020 ] ° 0
I ANZAYY - Extralong design d—73—RfF&
S A - Order code 2652AZ | 2653AZ | 2652AT
0 dq r lo I3 l4 g ds g do I z P14 X
h10 h6 (¥ R
6 0,5 13 25 62 5,8 6 26 4 .006005 () ) @)
6 1 13 25 62 5,8 6 26 4 .006010 [ ] L] o
8 1 19 30 68 7,7 8 32 4 .008010 [ ) o)
8 2 19 30 68 7,7 8 32 4 .008020 ° ° e]
10 2 22 3B 80 9,5 10 40 4 .010020 ° ) o}
10 2,5 22 35 80 9,5 10 40 4 .010025 [ ° e]
12 2 26 45 93 11,5 12 48 4 .012020 ° ) o)
12 2,5 26 45 93 11,5 12 48 4 .012025 ° ) o
12 3 26 45 93 11,5 12 48 4 .012030 ) ) o
12 4 26 45 93 11,5 12 48 4 .012040 [} ° @)
16 2 32 5 108 15,5 16 60 4 .016020 [ ) o
16 2,5 32 55 108 15,5 16 60 4 .016025 ° ) e]
16 3 32 8e 108 15,5 16 60 4 .016030 () ) o
16 4 32 55 108 15,5 16 60 4 .016040 [ ] L] o
20 2 38 70 126 19,5 20 76 4 .020020 [ ) o
20 2,5 38 70 126 19,5 20 76 4 .020025 ° ° e]
20 3 38 70 126 19,5 20 76 4 .020030 ° ) o}
20 4 38 70 126 19,5 20 76 4 .020040 [ ° e]

EEMANDOI—F—REGHEERLET
Other corner radii available on request

SAFE-AOCK™

SAFE-LOCK™-(C DWW T AlgB WS b EZE 0L
Contact for information regarding SAFE-LOCK™ clamping system

12 @ = REETEE M - Stock tool Z3ESH - Ordering example: 2650AZ.006
[FRANKEN] O = BEAWEDLE M - Available at short notice




BIH)244 - Cutting Conditions FRANKEN

A77/Nox-Cuwt
BEYIYYR IR -T/RZOYY
Solid carbide end mills — extra long design SR B - Valid for
2650AT
N 2650
2651AZ
2652AT
2652A7
2653A7
S = =
= I Il Il
i & & &
&
0 dq
B oo || € oo || oo |
dg ae ae e
g = dy 2= 0,4 x dy 2 = 0,3 xd4 3 = 0,2 x dy
UIHIERE | IHhxED | YIHBRE | WHhED | TIHIRE | IHhED | YIHIRE | IHihiED % )| mms %
Ve [m/min] f, [mm] Ve [m/min] f, [mm] Ve [m/min] f, [mm] Ve [m/min] f, [mm] /| MaL
AT LR - Stainless steel materials
1.1 80 0,003 x dq 90 0,004 x dq 110 0,004 x dq 130 0,005 x dq L]
M| 21 70 0,003 x dy 80 0,003 x dy 90 0,004 x dy 100 0,004 x dy .
3.1 40 0,002 x dq 50 0,003 x dq 60 0,003 x dq 60 0,004 x dq ]
41 30 0,002 x d4 40 0,003 x d4 40 0,003 x d4 50 0,004 x dq L]
F49 &% - Titanium alloys
60 0,003 x dq 70 0,004 x dq 80 0,004 x dq 90 0,005 x dq u
50 0,002 x d4 60 0,003 x d4 70 0,003 x dq 80 0,004 x dq ]
30 0,002 x dq 40 0,002 x dq 40 0,003 x dq 50 0,003 x dq L]
w7 )VE, J/NVRE. SKEMEE R - Nickel alloys, cobalt alloys and iron alloys
60 0,003 x d4 70 0,003 x dq 80 0,004 x dq 90 0,004 x dq ]
20 0,002 x dq 20 0,003 x dq 25 0,003 x dq 30 0,004 x dq L]
10 0,001 x dq 15 0,002 x dq 15 0,002 x dq 20 0,003 x dq L]
20 0,002 x d4 25 0,003 x dq 30 0,003 x dq 30 0,004 x dq ]
10 0,001 x dq 10 0,002 x dq 10 0,002 x dq 20 0,003 x dq ]
10 0,002 x dq 10 0,003 x dq 10 0,003 x dq 20 0,004 x dq ]
HERYEI RS EEETT, TNTNONMTREICEET All cutting data serve for orientation only and should be adapted
BEERARLTTIV, individually to the technical conditions on location
77TV r—2avEH SEMmT
Application example Peripheral milling
| .
*&mﬁl' SUS316Ti  1.4571 —AISI 316Ti
Material:
TIE: BEZ 7,27 TVRIJLN ©12 J—F—R2
Tool: Solid carbide end mill type N, dia. 12 mm with corner radius 2 mm
EEIE=R
I.,—\i%. 2652A7.012020
Article no.:
YIHEH: IVILY 3y AEBHEHE KUWERKEIH 40 bar
Cooling: External cooling with emulsion and internal coolant supply at 40 bar
UIEIESES Ve = 120 m/min = S = 3183 min-1 (min-1)
Cutting data: f, = 0,06 mm = v; = 764 mm/min
A MYLAME: _
Axial depth value: 3 =16mm
-4 13 =,
RAEYIAHE: 8= 2,5mm

Radial depth value:

v = PIHIERE - Cutting speed 13
f, = H1=D3ED - Feed per tooth [FRANKEN]




FRANKEN 88YUyR TYRIL - Solid Carbide End Mills

77//\Nox-Cwt
-FEMMIICHHE EFINTIC® - High performance tool
EZBINAINT A=A for roughing and finishing N
Y=L - Special geometry
-EEVUERSIREDORN T prevents vibration —
ERET - Several comer radii per
-TERCEIEHDI— cutting diameter ICA
FT—REaZA>FvT - Internal coolant supply,
- B OO S YIHIHZ HHHE(1CA) axial exit (ICA)
ﬁ i |
i
DIN 6535 - -
C1HA ] | |I
it , , =
38° | KBx45° ' f
ER 1-2°
=Ip ZA -
N\
I R f e —
he LV e Optional
< Ip é’ ‘
I3 _ _
! = ZFVLR/MBES | AFYLZ/MBES
d—7 7" - Coating ALCR ALCR
FTVT =3y - HEIM (R—22) Applications — material (see page 2) 1.1-41 | 1.1-4.1 |
- HHIM O TICRICRE - Especially suitable for difficult to cut materials S S
- HOWDERELREIMIC - For all tough materials
-HPCERERNM T A EF N TICRE - Suitable for HPC roughing and finishing
- FHUEEEA Y ARILDERERM - For efficient machining of titanium and
Tic Inconel
DIN 6527 - >4/ - Long design
H A - Order code 2590LZ | 2591LZ
[0] d1 |2 |3 |1 0 d3 0 d2 |A KB z *j"fX
h10 h6 [ek=] ﬂ%
6 13 20 57 5,8 6 21 0,12 5 .006 [ ()
8 19 25 63 7,7 8 27 0,12 5 .008 (] °
10 22 30 72 9,5 10 32 0,2 5 .010 [} [}
12 26 35 83 11,5 12 38 0,2 5 .012 ° °
16 32 40 92 15, 16 44 0,2 5 .016 ® [
20 38 50 104 19,5 20 54 0,3 5 .020 ] °
DIN 6527 - (>4 - Long design d—7F—R{}E
SMBIE - Order code 2592LZ | 2593LZ
0 dq r lo I3 l4 g ds g do I z P14 X
h10 20,01 h6 (Y R
6 0,5 13 20 57 5,8 6 21 5 .006005 () °
6 1 13 20 57 5,8 6 21 5 .006010 [ ] L]
8 0,5 19 25 63 7,7 8 27 5 .008005 () )
8 1 19 25 63 7,7 8 27 5 .008010 ) )
8 2 19 25 63 7,7 8 27 5 .008020 ) )
10 0,5 22 30 72 9,5 10 32 5 .010005 ° )
10 1 22 30 72 9,5 10 32 5 .010010 [ o
10 2 22 30 72 9,5 10 32 5 .010020 [ ] L]
10 2,5 22 30 72 9,5 10 32 5 .010025 [ L]
12 1 26 35 83 11,5 12 38 5 .012010 ° )
12 2 26 85 83 11,5 12 38 5 .012020 ) )
12 2,5 26 35 83 11,5 12 38 5 .012025 [ ] (]
12 3 26 35 83 11,5 12 38 5 .012030 () )
12 4 26 35 83 11,5 12 38 5 .012040 [ L]
16 1 32 40 92 155 16 44 5 .016010 () )
16 2 32 40 92 15,5 16 44 5 .016020 ) °
16 2,5 32 40 92 i85 16 44 5 .016025 ) )
16 3 32 40 92 15,5 16 44 5 .016030 ° )
16 4 32 40 92 15,5 16 44 5 .016040 (] o
20 1 38 50 104 19,5 20 54 5 .020010 [ ] (]
20 2 38 50 104 19,5 20 54 5 .020020 [ L]
20 2,5 38 50 104 19,5 20 54 5 .020025 ° )
20 8 38 50 104 19,5 20 54 5 .020030 ) )
20 4 38 50 104 19,5 20 54 5 .020040 [ [

LRI —F—REFFHEFEB LT

Other corner radii available on request

I

@ = 1EAETEE M - Stock tool
O = BEWETE M - Available at short notice

Z3ESLAI - Ordering example: 2590LZ.006



BIH)244 - Cutting Conditions

FRANKEN

A77/Nox-Cuwt
BEYUYR TR -V
Solid carbide end mills — long design T SRE M - Valid for
250017
N l 259117
259217
25937
k=] k=] k=]
. b b T
It & & &
&
b | 3] (3] (3]
‘gll ‘ 0 dq ‘ 0 dq ‘ 0 d
de g de g
ag = 0y ag = 0,4 x dy 2= 0,2 x dy 3 = 0,02 x dq
YHIRE | NpichixED | YIHIERE | HHhXD | YIHIRE | IHLDED | YIHERE | HHihixh % \Q‘* MMS %
Vg [m/min] f, [mm] Vg [m/min] f, [mm] Vg [m/min] f, [mm] Vg [m/min] f, [mm] W /| MaL
AT VL X - Stainless steel materials
11 ) 0,004 x dy 110 0,005 x dy 120 0,005 x dy 130 0,005 x dy .
M| 21 80 0,004 x dy 100 0,004 x dy 110 0,005 x dy 120 0,005 x d4 L]
&1 70 0,003 x dy 80 0,004 x dy 90 0,004 x dy 110 0,005 x dy ]
4 60 0,003 xd; 70 0,004 xd; 80 0,004 xd; 100 0,005 X d; .

F4E % - Titanium alloys
70 0,005 x dy 90 0,005 x dy 100 0,006 x dy 100 0,005 x dy n
60 0,003 x dy 70 0,003 x dy 80 0,004 x dy 90 0,004 x dy u
50 0,002 x dy 60 0,002 x dy 70 0,003 x dy 80 0,003 x dy 8
w7 )VE, JNVRE. SKEMEE R - Nickel alloys, cobalt alloys and iron alloys
60 0,003 x dy 70 0,003 x dy 80 0,004 x dy 90 0,004 x dy u
20 0,002 x dy 25 0,002 x dy 30 0,003 x dy 35 0,003 x dy "
15 0,002 x dy 20 0,002 x dy 25 0,003 x dy 30 0,003 x dy s
20 0,002 x dy 25 0,002 x dy 30 0,003 x dy 35 0,003 x dy [
15 0,002 x dy 20 0,002 x dy 25 0,003 x dy 30 0,003 x dy "
15 0,002 x dy 20 0,002 x dy 25 0,003 x dy 30 0,003 x dy u

HEEVBIRGBEEETT . ZNETNOMIREICADET

BEEFELTTEL,

All cutting data serve for orientation only and should be adapted

individually to the technical conditions on location

v = PIHIERE - Cutting speed

f, = H1=D3ED - Feed per tooth

=



FRANKEN #@EYUyR TVRI)L - Solid Carbide End Mills

77/\Vox-Cut

S ASIATE o SN
- BEEREHIM Ot £

- High performance tool
- Finishing end mill

- Several corner radii per

INTIC&E for tough materials
-EEVZEBSIRED RS - Special geometry
B prevents vibration
-TERTECEHOI—
FT—REZA>FvT cutting diameter
- YIRS 3xdy - Flute length 3 x dy
= =N
S 3
lo =
I3
[
Design I;:

A

3

S NN
s BS
«;

2

od

I3
lg

?h
| =
g

= |

DIN 6535
CJHA
HB
38-42° | KBx45° |

. 0

Optional

SAFE-LOCK™

SAFE-LOCK™

h ATV LA/MEER ATVLA[MEEE
d—F % - Coating TIN / TIALN TIN / TIALN
FTVT =3y - #KEIM (R—22) Applications — material (see page 2) 1.1-41 | 1.1-4.1 )
- HHIMOINTICHICRE - Especially suitable for difficult to cut materials S S
- HoWDEREREEIMIC - For all tough materials
- HSCE RN T ICFR3E - Suitable for HSC finishing
3xd; - TV ANZ0AY% - Extra long design
S AU - Order code 2644T | 2644TS
0 dy lo I3 l4 g ds g g do KB z P4 X
h10 he [Eak: B
3 9 12 62 2,9 23 6 0,07 4 .003 ® @)
4 12 16 62 3,8 25 6 0,07 4 .004 ° [e)
5 15 20 62 4.8 25 6 0,12 4 .005 ) )
6 18 25 62 5,8 - 6 0,12 4 .006 ° )
8 24 30 68 7,7 = 8 0,12 5 .008 [ @)
10 30 35 80 9,5 - 10 0,2 5 .010 ° )
12 36 45 93 11,5 = 12 0,2 5 012 [ ¢)
16 48 60 112 15,5 = 16 0,2 5 .016 ° )
20 60 75 130 19,5 = 20 0,3 5 .020 [ )
3xdy- TV ARNZAYY - Extra long design J—7F—R{}&E
U A - Order code 2654T | 2654TS
0 d r lo I3 l4 g ds g 9dy z P14 X
ho h6 (¥ e
12 2,5 36 45 93 11,5 = 12 5 .012025 () @)
12 3 36 45 93 11,5 - 12 5 .012030 [ ] o
12 4 36 45 93 11,5 - 12 5 .012040 ° o)
16 2,5 48 60 112 15,5 — 16 5 .016025 ° o
16 B 48 60 112 15,5 - 16 5 .016030 ) o}
16 4 48 60 112 15,5 - 16 5 .016040 ) e]
20 2,5 60 75 130 19,5 - 20 5 .020025 (] )
20 3 60 75 130 19,5 - 20 5 .020030 ° e]
20 4 60 75 130 19,5 = 20 5 .020040 [) o)

LEEUNDT—F—ROFABEHLET

Other corner radii available on request

SAFE-AOCK™

SAFE-LOCK™-(C DWW T AlgB WS b EZE 0L
Contact for information regarding SAFE-LOCK™ clamping system

16 EYES ® = IRAEFEEE M - Stock tool
O = BEWETE M - Available at short notice

Z3ESLA - Ordering example: 2644T.003



BIH)244 - Cutting Conditions

FRANKEN

7 7/Nox-Cuwt
BEVYYR TVRIN-T/RNZOVT
Solid carbide end mills — extra long design SR B - Valid for
26447
=== N | 2644TS
26547
3xdy 2654TS
S =
> =<
(sp] o
1} Il
& &
‘ 0 dy ‘ 0 dy
ae e
2, =0,1xd4 ag = 0,02 x dy
YIEIERRE HHizbikb YIEIERRE HHizbixb %I *I MMS I
v [m/min] 1, [mm] Ve [m/min] 1, [mm] \ki: MaL %
AT LR - Stainless steel materials
1.1 120 0,003 x dq 140 0,004 x dq u
M| 21 100 0,003 x dq 120 0,004 x dq .
3.1 70 0,003 x dq 80 0,003 x dq "
41 50 0,003 x dq 60 0,003 x dq "

HEEVBIRGBEEE T ZNTNOMIRE

FH V& - Titanium alloys

90 0,004 x dy 100 0,005 x dy "
70 0,003 x dy 80 0,004 x dy u
70 0,003 x dy 80 0,003 x dy .
w7 )VE, J/NVRE. SKEMEE R - Nickel alloys, cobalt alloys and iron alloys
70 0,004 x dy 80 0,004 x dy u
30 0,003 x dy 40 0,004 x dy "
20 0,002 x d; 25 0,002 x dy n
30 0,003 x dy 45 0,003 x d; u
20 0,002 dy 20 0,002 dy "
20 0,003 x d; 20 0,003 x d; u

BEEFELTTEL,

IcEDET

All cutting data serve for orientation only and should be adapted
individually to the technical conditions on location

v = PIHIERE - Cutting speed
f, = H1=D3ED - Feed per tooth

=



FRANKEN #@EYUyR TVRI)L - Solid Carbide End Mills
77N ox~Cut

- INAINT A=V RV =)L
- BEEREEIM Ot £

- High performance tool
- Finishing end mill

SAFE-LOCK™

SAFE-LOCK™

INTIC&E for tough materials N
-EEVZEBSIRED RS - Special geometry
&5t prevents vibration
-TERSEICEHDO— - Several corner radii per HBhE
+T—REZAVFVT cutting diameter
-EXA> ks - Extra long design e
-IHRE 4xdy - Flute length 4 x dy i
HB
—_—
38-42° | KBx45°
J&L -~
ER
Optional
2 N H
S 3
lo =
I3 —_ —_—
r ATV LR [MEEE ATV LA [MEEE
d—F % - Coating TIN/ TIALN | TIN/ TIALN |
TV =3y - #FEIM (R—22) Applications — material (see page 2) 1.1-41 | 11-4.1 )
- BEIM O TICFFICRE - Especially suitable for difficult to cut materials s 1126 si1126)
- HOWDEREREEIMIC - For all tough materials
- HSCE RN LI FRoE - Suitable for HSC finishing
4xdy- TV ANZAYY - Extra long design
B FABYFE - Order code 2645T | 2645TS
0 dy lo I3 l4 0 ds 0do KB Z P4 X
h10 he ek B
6 24 30 68 58 6 0,12 4 .006 ® @)
8 32 40 80 7,7 8 0,12 5 .008 ° [e)
10 40 50 95 g5 10 0,2 5 .010 ) o
12 48 60 107 11,5 12 0,2 5 .012 ° O
16 64 75 128 115, 16 0,2 5 016 [ @)
20 80 90 150 19,5 20 0,3 5 .020 ® )
4xdi- TP ANZA>Y - Extra long design J—F—RftE
SR A - Order code 2655T | 2655TS
0 dq r lo I3 I 0ds 0 do z Y4 Z
h10 he (k) B
12 2,5 48 60 107 11,5 12 5 .012025 ) @)
12 3 48 60 107 11,5 12 5 .012030 ° o
12 4 48 60 107 11,5 12 5 .012040 (] ]
16 2,5 64 75 128 15,5 16 5 .016025 ° o]
16 8 64 75 128 15,5 16 5 .016030 ° o)
16 4 64 75 128 15,5 16 5 .016040 ° e]
20 2,5 80 90 150 19,5 20 5 .020025 (] )
20 3 80 90 150 19,5 20 5 .020030 (] ]
20 4 80 90 150 19,5 20 5 .020040 ° 0

LEEUNDT—F—ROFABEHLET

Other corner radii available on request

SAFE-AOCK™

SAFE-LOCK™-[CDWTIFRIEEMWEhELLZE L

Contact for information regarding SAFE-LOCK™ clamping system

Il EMUGE ® = IRAEFEEE M - Stock tool
O = BEWETE M - Available at short notice

Z3ESLA - Ordering example: 2645T.006



BIH)244 - Cutting Conditions

i
00

BEYUYR TYRIN-THZA7OYT
Solid carbide end mills — extra long design

FRANKEN

A7 7/NVox~-Cuwt

SR - Valid for

=]
2645T
Ss==—) N I 2645TS
2655T
4x d'l 2655TS

S =1

> >

< <t

I I

& &
‘ 0 dy ‘ 0 d4
de de
2, =0,1xd4 ag = 0,02 x dy
YIHIRE HHf=DFED YIHIRE H&HDED % I *I MMS % I
v [m/min] Vg [m/min] f, [mm] \Q'E: MaL
AT VLR - Stainless steel materials

1.1 100 0,003 x dq 120 0,003 x dq u
M| 21 80 0,003 x dy 100 0,003 x dy [
3.1 60 0,003 x dq 70 0,003 x dq L]
4 40 0,003 x dy 50 0,003 x dy .

F4 &% - Titanium alloys

70 0,004 x dq 80 0,004 x dq u
60 0,003 x dq 70 0,003 x d¢ ]
60 0,003 x dq 70 0,003 x dq ]
w7 )VE, J/NIVRE. SKEMEE R - Nickel alloys, cobalt alloys and iron alloys
60 0,004 x dq 70 0,004 x dq ]
15 0,003 x dq 30 0,003 x dq ]
25 0,002 x dq 20 0,002 x dq u
25 0,003 x dq 30 0,003 x d¢ ]
20 0,002 x dq 20 0,002 x dq ]
20 0,003 x dq 20 0,003 x dq ]
HEBUHIRHFFEEETT . TNZTNOMIREICEDET All cutting data serve for orientation only and should be adapted
EEFAEULTTEIUL, individually to the technical conditions on location
77V r—3vEs FWRT Y hofEIFINT
Application example Finishing of deep pockets
- | .
‘7 *&mﬁ : FIVESE  3.7165 - TiGA4V
e Material:
b IE: BETVRI)L4xd; N @12 3—F—R25
Tool: Solid carbide end mill 4 x d type N, dia. 12 mm with corner radius 2.5 mm
EEIE=R
I.’_‘g:%' 2655T.012025
Article no.:
YIHEH: IVILY 3y SEBREH
Cooling: External cooling with emulsion
UIEIESES Ve = 150 m/min = S = 3978 min-1 (min-1)
Cutting data: f, = 0,048 mm = v; = 763 mm/min
A REYLAKE: _
Axial depth value: 3 = 46 mm
RARYIAHE: B
Radial depth value: 2= W
Ve = YJHIEEE - Cutting speed 19

f, = H1=D3ED - Feed per tooth

EMUGE
[FRANKEN|



FRANKEN #@EYUyR TVRI)L - Solid Carbide End Mills

77//\Nox-Cwt
SI\AINNT A=Y =)L - High performance tool
- BREREEHIM O EF - Finishing end mill N
INTIC&E for tough materials
-EEVZEBSIRED RS - Special geometry et
ERET prevents vibration -
-EXAVUERE - Extra long design i
- IR 5xdy - Flute length 5 x dy
DIN 6535
CHA
HB
38-42°
| 4-
KB x 45°
Optional
2 N El
I f
I3 _
! ATVLA/ME#EER
J—7«>7%" - Coating TIN / TIALN
FTVT =23y - HHEIM (R—22) Applications — material (see page 2) 1.1-4.1 |
- #EIM O T IcRE - Especially suitable for difficult to cut materials S
- HODDEREREEIMIC - For all tough materials
- HSCE RN T ICfRiE - Suitable for HSC finishing
5xdy- T ANZAYY - Extra long design
B FHBYFE - Order code 2596T
0 dq lp I3 I 9d; 0 dy KB Z Pa4X
n1o ne ) BF
10 50 60 105 9,5 10 0,2 5 .010 °
12 60 70 118 11,5 12 0,2 5 .012 ®
16 80 90 142 115, 16 0,2 5 .016 o
20 100 110 163 19,5 20 0,2 5 .020 [

Y EMUGE ® = IRAEFEEE M - Stock tool
O = BEWETE M - Available at short notice

Z3ESLA - Ordering example: 2596T.010



BIH)244 - Cutting Conditions

FRANKEN

7 7/Nox-Cut
BEVYYR TVRIN-T/RNZOVT
d ) ) ) - Jo i
Solid carbide end mills — extra long design SR B - Valid for
2596T
— N I
5 xdy

= S

=< >

[Te) [Te)

Il Il

& &

& &

A de
2g = 0,05 x d4 ag = 0,02 x dy
YIEIERRE HHf=DFED YIEIERRE H&HDED %I *I MMSI I
Ve [m/min] f, [mm] Ve [m/min] f, [mm] \ki: MmaL %
AT LR - Stainless steel materials
1.1 100 0,003 xd4 110 0,003 xd4 "
M| 21 80 0,003 xd4 0 0,003 xd4 n

31 60 0,003 xd4 70 0,003 xd4 "
4.1 40 0,003 xd4 50 0,003 xd4 "

HEEVBIRGBEEE T ZNTNOMIRE

F4 &% - Titanium alloys

50 0,003 xdy 60 0,004 xdy n
40 0,003 xds 50 0,003 xds u
40 0,003 xd; 50 0,003 xds u
w7 )VE, J/NIVRE. SKEMEE R - Nickel alloys, cobalt alloys and iron alloys
50 0,003 xds 60 0,003 xds u
10 0,003 xds 15 0,003 xdy "
20 0,002 xdy 25 0,002 xdy n
20 0,003 xds 25 0,003 xds n
15 0,002 xd4 20 0,002 xdy u
15 0,003 xdy 20 0,003 xdy u

BEEFELTTEL,

IcEDET

All cutting data serve for orientation only and should be adapted
individually to the technical conditions on location

v = PIHIERE - Cutting speed
f, = H1=D3ED - Feed per tooth

B



FHEANKEIN ~saarRinTE 8EYYy R TR - Solid Carbide End Mills “Trochoid”

77//\Nox-Cwt
- NA3RINIA/\A/SZ A - High-performance tool Z=pc|
—~NVAY =)L for trochoidal machining NF medium
-HEROFYIIL—h— - Newly developed geometry
FETIH with chip breaker —d
- EEYDRWINIANATEE - Low-vibration machining
- B OO SYIHIRZAEAG(CA) - Internal coolant supply, ICA
-4 BEOYINRS axial exit (ICA) ]
-®RAR5xd) FTOINLIC - 4 lengths available
X it - Axial depths of cut
up to 5 x dy B
DIN 6535
{__JHA
Lo ]HB
38-42° KBx45°\
) .
Optional
ﬁ” . %
I RSSO 14 —
lo ‘
I3
I ATVLA /@GS
d—F 7% - Coating TIN / TIALN
F7VT =3y - #HEIM (R—22) Applications — material (see page 2) 11-4.1 |
-BWJOERAZ2EEERINS - For process-reliable trochoidal S
LI roughing operations
- FICEAIM ICRE - Especially suitable for difficult
- 7 TEBE BRI IC to cut materials
- EINTIcEEAREE - For all tough materials
- Suitable for finishing
2xdy; - O>% - Long design
B FABYFE - Order code 253712
0 d lo I3 l4 gd; g do I KB z P14 X
h10 né fo] (%) U
6 13 20 57 5,8 6 21 0,12 4 .006 °
8 19 25 63 7,7 8 27 0,12 5 .008 °
10 22 30 72 9,5 10 32 0,2 5 .010 (]
12 26 35 83 11,5 12 38 0,2 5 012 °
16 32 40 92 15,5 16 44 0,2 5 .016 )
20 40 50 104 19,5 20 54 0,3 5 .020 [
3xdy- TV ANZA>Y - Extra long design
U A - Order code 2539TZ
0 d lo I3 l4 gd; g do I KB Z P14 X
h10 né fol (%) U
6 18 25 62 5,8 6 26 0,12 4 .006 )
8 24 30 68 7,7 8 32 0,12 5 .008 °
10 30 35 80 9,5 10 40 0,2 5 .010 )
12 36 45 93 11,5 12 48 0,2 5 012 °
16 48 55 108 15,9 16 64 0,2 5 .016 (]
20 60 70 126 19,5 20 80 0,3 5 .020 [
4xdy- TV ARNZAYY - Extra long design
£ B - Order code 2541TZ
0 dq lo I3 l4 g d; g do I KB Z P14 X
h10 he ) i
6 24 30 68 5,8 6 32 0,12 4 .006 )
8 32 40 80 7,7 8 44 0,12 5 .008 )
10 40 50 95 9,5 10 5 0,2 5 .010 )
12 48 60 107 11,5 12 62 0,2 5 .012 °
16 64 75 128 15,5 16 80 0,2 5 .016 )
20 80 90 150 19,5 20 100 0,3 5 .020 [
5xdy- T ARNZAYY - Extra long design
U I - Order code 2543TZ
0 d lo I3 l4 9 ds g do I KB Z P4 X
h10 he T U
10 50 60 105 95 10 65 0,2 5 .010 °
12 60 70 118 11,5 12 73 0,2 5 .012 °
16 80 90 142 155 16 94 0,2 5 .016 °
20 100 110 163 19,5 20 113 0,3 5 .020 °

29 @ = REETEE M - Stock tool Z3ESH - Ordering example: 2537TZ.006
[FRANKEN] O = BEAWEDLE M - Available at short notice



BIH)244 - Cutting Conditions FRANKEN

77N ox-Cut
.
= SHRELER - Valid for
253777
253917
254177
2X d1 3x d1 4x d1 5X d1 254377
=
- 2 M >
o [3r) < 1]
:1 ||CL ||CL &
1l (3] (3]
&
& &
© ‘ 0 dy ‘ 0 dy
de de de e
3 =0,15xd4 2, =0,1xdq 3 = 0,05 x d4 3¢ = 0,03 xdq
YIHIZRE | NHhED | YIHLRE | WHDXED | YIBIERE | IHh&ED | YIHBRE | WHDED % \Q* MMS %
Vg [m/min] f, [mm] Vg [m/min] f, [mm] Vg [m/min] f, [mm] Vg [m/min] f, [mm] W /| MaL
AT LR - Stainless steel materials
1.1 150 0,008 xd 140 0,008 xd 130 0,008 xd 120 0,007 xd4 n
M| 21 130 0,008 xd; 120 0,008 xd; 110 0,008 xds 100 0,007 xdy "
3.1 110 0,007 xd 100 0,007 xd 90 0,007 xdy 80 0,006 xd4 !
4.1 100 0,007 xd 90 0,007 xd 80 0,007 xds 70 0,006 xd4 n
F45 Va5 - Titanium alloys
140 0,007 xd; 130 0,007 xd; 120 0,007 xdy 110 0,006 xd4 [
130 0,007 xd; 120 0,007 xd; 110 0,007 xds 100 0,006 xds u
120 0,006 xd; 110 0,006 xd; 100 0,006 xds 90 0,005 xdy .
w7 )VE, J/NVRE. SKEMEE R - Nickel alloys, cobalt alloys and iron alloys
100 0,004 xd; 90 0,004 xd; 80 0,004 xds 60 0,004 xd4 u
30 0,004 xd; 30 0,004 xd; 25 0,004 xdy 20 0,004 xd; [
40 0,004 xd; 40 0,004 xd; 35 0,004 xd 30 0,004 xd n
40 0,004 xd; 40 0,004 xd; 35 0,004 xds 30 0,004 xds n
30 0,004 xd, 35 0,004 xd; 30 0,004 xdy 25 0,004 xd; [
30 0,004 xd; 30 0,004 xd; 25 0,004 xdy 20 0,004 xdy u
HERYEI RS EEETT, TNTNONMTREICEET All cutting data serve for orientation only and should be adapted
EEFAEULTTEIUL, individually to the technical conditions on location

BHD CAD/CAM Y A FLlc&>ThAD RINIT Y-
VI ERWEMRRAR PRIy D 2D /3D ANT
MEBEICIRD E UTce SDESBIF LW R T L% E
BT 3T ERBRIEDHEEMATRL. Bic
RBGINT/ISRZHETEIENTEET,

New CAD/CAM-programming systems enable the machining
of complex contours and pockets in 2D and 3D with a
trochoidal milling cycle. The objective of these new cycles

is the optimised calculation of milling paths to avoid
unproductive tool motion.

v = PIHIERE - Cutting speed 23
f, = H1=D3ED - Feed per tooth [FRANKEN]



FRANKEN

77/\Vox-Cut

- AU A EITEICIN = F
SIEmMIICHEZ DT

KL

- AL—RBINTE

- ED N SYIRIHZ 4G (ICA)

- EEUDRRWINIAAIRE

- Roughing end mill with wave
profile on the rake face
- Generates smooth surfaces
- Internal coolant supply,
axial exit (ICA)
- Low-vibration geometry

"N-TJ 17" #BiEYYw R T>RZ)L- Solid Carbide End Mills “N-Wave”

S _\ N =

- ) =

N | S ‘
2 iSY
I3 _

d—7« > - Coating ALCR
FIVT =3y - HHIM (R—2) Applications — material (see page 2) 1.1-4.1
- REBYIKTHLEZER - High-volume machining S
- S ICEEEIM IR - Especially suitable for difficult to cut
- HPC-/=REE M LIC materials
- FEVEEEAVARILDEEESE - Suitable for HPC roughing

Tic - For efficient machining of

titanium and Inconel

DIN 6527 — (>4 - Long design d—7F—RftE
2 MBI - Order code 2561LZ

0 dq r lo I3 4 g ds g do I Z P14 X

h10 h6 (NE) =]

12 1 26 35 83 11,5 12 38 5 .012010 °

12 2 26 35 83 11,5 12 38 5 .012020 (]

12 2,5 26 88 83 11,5 12 38 5 .012025 °

12 3 26 35 83 11,5 12 38 5 .012030 (]

12 4 26 88 83 11,5 12 38 5 .012040 °

16 1 32 40 92 15,5 16 44 5 .016010 °

16 2 32 40 92 155 16 44 5 .016020 (]

16 2,5 32 40 92 15,5 16 44 5 .016025 [

16 3 32 40 92 15,5 16 44 5 .016030 °

16 4 32 40 92 15,5 16 44 5 .016040 °

20 2 38 50 104 19,5 20 54 5 .020020 L]

20 2,5 38 50 104 19,5 20 54 5 .020025 (]

20 3 38 50 104 19,5 20 54 5 .020030 o

20 4 38 50 104 19,5 20 54 5 .020040 °

FREMADT—F—REFFHEFEB LT

Other corner radii available on request

"

@ = 1EAETEE M - Stock tool
O = BEWETE M - Available at short notice

Z3ESLA - Ordering example: 2561LZ.012010



BIH)244 - Cutting Conditions

ol
ot

7
n
L

"N-UzA7" BEYIYYR TR -OvT
Solid Carbide End Mills “N-Wave” — long design

L)

FRANKEN

A7 7/NVox~-Cuwt

SR - Valid for

2561LZ

S =] S
=< > >
© o o
i i T
- & & &
I
&
b | 3] 3] 3+
(g:.l ‘ 0 dq ‘ 0 dq ‘ 0 d
de de ae de
g = d4 2= 0,4 x dy 2= 0,2 x dy 3 = 0,02 x dy
YHIRE | NpichixED | YIHIERE | HHhXD | YIHIRE | IHLDED | YIHERE | HHihixh % \Q‘* MMS %
Vg [m/min] f, [mm] Vg [m/min] f, [mm] Vg [m/min] f, [mm] Vg [m/min] f, [mm] W /| MaL
AT VLR - Stainless steel materials
11 ) 0,004 x dy 10 0,005 x dy 120 0,005 x dy 130 0,005 x dy .
M| 21 80 0,004 x dy 100 0,004 x dy 110 0,005 x dy 120 0,005 x d4 L]
&1 70 0,003 x dy 80 0,004 x dy 90 0,004 x dy 110 0,005 x dy L]
4 60 0,003 xd; 70 0,004 xd; 80 0,004 xd; 100 0,005 X d; .

F4 &% - Titanium alloys

70 0,005 x dy 90 0,005 x dy 100 0,006 x dy 100 0,005 x dy n
60 0,003 x dy 70 0,003 x dy 80 0,004 x dy 90 0,004 x dy u
50 0,002 x dy 60 0,002 x dy 70 0,003 x dy 80 0,003 x dy 8
w7 )VE, J/NVRE. SKEMEE R - Nickel alloys, cobalt alloys and iron alloys
60 0,003 x dy 70 0,003 x dy 80 0,004 x dy 90 0,004 x dy u
20 0,002 x dy 25 0,002 x dy 30 0,003 x dy 35 0,003 x dy "
15 0,002 x dy 20 0,002 x dy 25 0,003 x dy 30 0,003 x dy n
20 0,002 x dy 25 0,002 x dy 30 0,003 x dy 35 0,003 x dy n
15 0,002 x dy 20 0,002 x dy 25 0,003 x dy 30 0,003 x dy "
15 0,002 x dy 20 0,002 x dy 25 0,003 x dy 30 0,003 x dy u

HEEVBIRGBEEETT . ZNETNOMIREICADET

BEEFELTTEL,

All cutting data serve for orientation only and should be adapted

individually to the technical conditions on location

v = PIHIERE - Cutting speed

f, = H1=D3ED - Feed per tooth

= o



FRANKEN "N-oz17" )\ 2 T2RIJL - HSS End Mills “N-Wave”

7 7/Nox~-Cuwt
- RUAHEITKEFAI RN %D - Finishing end mill with wave
T EFRIVRIIL profile on the rake face
- AL—ATIBH T mER - Generates smooth surfaces
IImE - Low-vibration geometry
-EEYZINZ BYHERET - Powder metal cutting material
- BRI\ A=A b
=l
5 N\ g
I2 f I
I3 _
, ZFVLR /MBS
J—7 % - Coating ALCR
FIVTr—ay - FHEIE (R—2) Applications — material (see page 2) 11-21 | 3.1-4.1
- 5|3R D38 1200 N/mm2E TOH BT - For materials with a tensile strength s@ii2) 13 )
\CEFA R AE of up to 1200 N/mm2
-FHVEERERATVLADMEEIFIITI - Forfinish milling, particulary titanium
[ ICEE and stainless alloys
- Al EWTI—oOmTIC - Advantages in machining delicate workpieces
- BWIKTHREEEER - Enables high metal removal rates
DIN 844 — >3 — I - Short design Yy—70—F—
2 MBI - Order code 1391L
0 dy lo I3 4 0 ds 0 do In 7 YA X
K10 h6 o] 9% itk
12 26 36 83 11,5 12 38 4 .012 °
16 32 42 92 15 16 44 4 .016 (]
20 38 52 104 19 20 54 4 .020 °
25 45 63 121 24 25 65 4 .025 [

f-"if/“.
| T
B

==

o =REEER-
O = BEWETE M - Available at short notice

Stock tool

Z3ESLA - Ordering example: 1391L.012



BIH)244 - Cutting Conditions

i,
.
s

"N-UVzA 7" INAR IR -¥3—b
HSS end mills “N-Wave” - short design

LY

FRANKEN

A7 7/NVox~-Cuwt

X ERELR - Valid for
1391L

s s
5 £
N 1}
Il o
o [3+]
«©
&
Loa | Loa: |
S de
2, =0,25x dq 2, =0,1xd4 3 =0,2mm
YIHIRE HH1DED HHfDED HH1DED % ¢ Mmsl % I
Ve [m/min] f, (mm) f, [mm] f, [mm] J \QJ L
A7V L2 - Stainless steel materials
1.1 31 0,0032 x d 0,0044 x d 0,0056 x dy .
M| 21 26 0,0029 x dy 0,0040 x dy 0,0050 x dy .
3.1 22 0,0026 X dy 0,0035 X dy 0,0045 x dy .
41 20 0,0022 x ds 0,0031 x d 0,0039 x dy .

F45 &% - Titanium alloys

44 0,0032 x dq 0,004 x dq 0,0056 x dq
31 0,0029 x dq 0,0040 x dq 0,0050 x dq
22 0,0026 x dq 0,0035 x dq 0,0045 X dq

w7 )VE, J/NIVRE. SKEMEE R - Nickel alloys, cobalt alloys and iron alloys

HEEVBIRGBEEE T ZNTNOMIRE

BEEFELTTEL,

IcEDET

All cutting data serve for orientation only and should be adapted
individually to the technical conditions on location

v = PIHIERE - Cutting speed
f, = H1=D3ED - Feed per tooth

B 7



FRANKEN

77/\Vox-Cut
- IERFNE I M Z 5D/ \ A

- High-performance roughing

J\AA TVRZ)L - HSS End Mills

INTA—RVRIRS T4 end mill with asymmetrical HR IR \
IVRI)L chip breakers
- INTEICIFEWEAYAD - Generates milling marks et
EXED - Newly developed geometry
- AR OUINRE - Centre cutting ICRA
-eyy—hvh - Powder metal cutting material
- BRI\ A AR A - Internal coolant supply,
- Z)I—hAREH DD AMNS  radial and axial exit (ICRA) =1 HSSE
YIHEh %z 4G (ICRA) - Numerous coolant outlet channels Wk
-BBETYRI)LVY—X%% - These HSS end mill are an
TIBLEELYARED extension of the solid carbide DIN 1835
ATV TiNox-Cut line T 1A
B
| &
40° ER
/-
p =l RN
si N\ AN &
s RN |\ s

l2 g‘

I3

! ATV LA /M#EE ATV LA /M#EE

d—5 7% - Coating TIALCN TIALCN
FTVT =23y - #HEIM (R—22) Applications — material (see page 2) 1121 | 31-41 11-21 | 3.1-41
- 53RN IR 1300 N/mm2E TO#HEIH - For materials with a tensile strength S S

|CEFETTRE of up to 1300 N/mm2
- FIVESEMBHUEMBIORMIIIC - For roughing, especially titanium and

LT S corrosion resistant alloys
- AERfESRIC K > TSH - BBICNZ Y] - Internal coolant-lubricant supply permits

<FHEHMEDBMEE optimum cooling-lubrication and chip evacuation
- D WEIKSTEIK T HEEEZ &AL - Short chips allow high machining volume
DIN 844 — >3 — I~ - Short design d—7F—RfF=E
S AU - Order code 1395WZ

0 dq r ly I3 I pdy  ody Ia z P4 X

k10 h6 (H#) il

16 2 32 42 92 15 16 44 4 .016020 o

16 4 32 42 92 15 16 44 4 .016040 [}

20 2 38 52 104 19 20 54 4 .020020 o

20 4 38 52 104 19 20 54 4 .020040 °

25 2 45 63 121 24 25 65 5 .025020 °

25 4 45 63 121 24 25 65 5 .025040 (]

32 2 58] 70 88 31 32 73 6 .032020 °

32 4 53 70 133 31 32 73 6 .032040 [
DIN 844 - >4 - Long design d—7—Rf4=
2B - Order code 1399WZ

0 d r lo I3 4 g ds g do I z P14 X

k10 h6 (%) e

16 2 63 73 123 15 16 75 4 .016020 (]

16 4 63 73 123 15 16 75 4 .016040 [ J

20 2 75 89 141 19 20 91 4 .020020 °

20 4 75 89 141 19 20 91 4 .020040 [

25 2 90 108 166 24 25 110 5 .025020 °

25 4 90 108 166 24 25 110 5 .025040 o

32 2 106 123 186 31 32 126 6 .032020 (]

32 4 106 123 186 31 32 126 6 .032040 ®

RS

MA@ v I5 47 ORIEIE 1095WZ (23— ) 8KV 1099WZ (A D) ITIRD £,
Tool with straight shank: order code 1095WZ (short design) and 1099WZ (long design)

==

@ = 1EAETEE M - Stock tool
O = BEWETE M - Available at short notice

Z3ESLA - Ordering example: 1395WZ.016020



BIH)244 - Cutting Conditions

FRANKEN

77/NVox-Cuwt
ills — i S RELT - Valid for
HSS end mills — short and long design on
1395WZ
— HR | 1399W2
¥3—h [mpZ7a
short design long design
S S
5 &
i i
< &
Loa |7 oo | °
A de
3=0,5xd4 2= 0,25 x dq 2, =0,25x dq a=0,1xd4
PIHIRE HHizbixb H&Hf=DED PIHIERE HHizbixkb HHr=DED % \Q* MMS %
Vg [m/min] f, [mm] f, [mm] Vg [m/min] f, [mm] f, [mm] Wl MaL
AT LR - Stainless steel materials
1.1 28 0,0025 X dy 0,0038 X dy 15 0,0018 x d 0,0027 x d .
M| 21 24 0,0023 x dy 0,0034 x dy 14 0,0016 x dy 0,0024 x dy .
3.1 20 0,0020 X dy 0,0030 X dy 12 0,0014 x d 0,0022 X dy .
41 18 0,0018 x dy 0,0027 X dy 11 0,0013 x d 0,0019 x dy .

F4 &% - Titanium alloys

40 0,0025 x dy 0,0038 x dy 15 0,0018 x dy 0,0027 x dy
28 0,0023 x dy 0,0034 x dy 15 0,0016 x dq 0,0024 x dq
20 0,0020 x dy 0,0030 x dy 12 0,0014 x dq 0,0022 x dy

Sy T)VE, JNIVAE, SRS

<& - Nickel alloys, cobalt alloys and iro

n alloys

HEEVBIRGBEEE T ZNTNOMIRE

BEEFELTTEL,

IcEDET

All cutting data serve for orientation only and should be adapted

individually to the technical conditions on location

v = PIHIERE - Cutting speed
f, = H1=D3ED - Feed per tooth

= o



FRANKEN

J\AA TVRZ)L - HSS End Mills

77//\Nox-Cwt
- INAIRT A=V RAIRfEEW - High-performance finishing
ERAIVRI)L end mill N
- LHFE - Multi-tooth design
-EEVUERE S mELRN - Low-vibration machining —
TH generates smooth surfaces s=| PM-
- FilclcBRRES NI ER - Newly developed geometry with SRS
£y F=iH variable spacing of cutting edges VS
-HFULWBR/N\A AEM - Cutting material made of
"PM-"7JL RS powder metal “PM-ULTRA” DIN 1835
A
B
| @
30° ER
V]~
= Ip
-sl NN ) 5
s OO __V =
< o 12 ‘
I3 _ _
I ATVLA[MEEE ATVLA[MEEE
d—F 7% - Coating TIALN TIALN
TIVT— 3y - HIM (R—2) Applications — material (see page 2) 11-21 | 31-4.1 11-21 | 3.1-41
- 53RN IR E1300 N/mm2ETOHHEIF - For materials with a tensile strength s S
\CEFA R AE of up to 1300 N/mm2
-FIVEESEMBEMEIOME LI - Especially suitable for finishing titanium
TICHHICEE and corrosion resistant alloys
DIN 844 - >3 — I - Short design d—7F—RfIE
B FABYFE - Order code 1365A
0 dy r lo I3 I g ds 0 do In Z P4 X
h8 +0,05 h6 ol 7% B
25 2 45 63 121 24 25 65 8 .025020 [ ]
25 4 45 63 121 24 25 65 8 .025040 °
32 2 53 70 133 31 32 73 10 .032020 °
32 4 53 70 133 31 32 73 10 .032040 [
DIN 844 - A% - Long design J—7F—R{}&E
2 A - Order code 1390A
0 d r lo I3 l4 g d; g do I z P14 X
h8 +0,05 h6 (¥ R
25 2 90 108 166 24 25 110 8 .025020 )
25 4 90 108 166 24 25 110 8 .025040 [
32 2 106 123 186 31 32 126 10 .032020 (]
32 4 106 123 186 31 32 126 10 .032040 °
AR v I547DOBIEIF 1065A (23— ) BKUV 1090A (A7) ITEDFT,
e 1001 With straight shank: order code 1065A (short design) and 1090A (long design)
PM-VILRS PM-ULTRA
2<FHFLWIEHM: Characteristics of the new cutting material:

- =MV 7 —FKM
- BENGHMEZEHESI/ULN-EYT

- Carbon-free material
- Cobalt, molybdenum, iron alloy,

TU-HRaE with outstanding toughness
- B W\ & - High heat resistant cutting material
- I\ AEBBEORPTZHE RO - Combines the characteristics of HSS
% and carbide

- —RRRIIRR R\ A& LB L T30-50%
= WIHIEREE T@E A T BEM

=TT /BA—T U TRE

YIBEE DB Elic k> TINIEREE

- Up to 30-50 % higher cutting speed
in comparison with HSSE-PM

- Easy tool coating and decoating

- Increased cutting speeds reduce

JZANDBIFEA AT BE machining time and save cost
-REUCREM - Cutting material with longer life

@ = 1EAETEE M - Stock tool
O = BEWETE M - Available at short notice

==

ZESCH - Ordering example: 1365A.025020



BIH)244 - Cutting Conditions

FRANKEN

7 7/Nox-Cuwt
IR IVRI - va—hB&0OVY
g . . =] :
HSS end mills — short and long design SR B - Valid for
1365A
N 1390A
¥3—h [mpZ7a
short design long design
2 o = 3
= = = =
= I = I
I <& I <
& &
R & . <
3+ 3]
o0 ] | o0 | o0 | | o0 |
% 3% % 3
a=0,1xd4 2, =0,2mm 2=0,1xd4 2, =0,2mm
HIERE Hpfhikb HNef=hkD IHIRE Hpfhikb Hfehikb % )| mms %
v [m/min] f, [mm] f, [mm] Vg [m/min] f, [mm] f, [mm] % | MaL
AT LR - Stainless steel materials
1.1 56 0,0014 x dy 0,0022 x dy 30 0,0010  dy 0,0012x dy u
M| 21 48 0,0013 xdy 0,0020 x dy 29 0,0009 x dy 0,0011 x dy u
3.1 40 0,0011 x dy 0,0018 x dy 24 0,0008 x dy 0,0010 x dy !
41 36 0,0010 x dy 0,0015 x dy 22 0,0007 x dy 0,0008 x dy "
F4 &% - Titanium alloys
80 0,0014 x dy 0,0022 x dy 30 0,0010 x dy 0,0012x dy [
56 0,0013 x dy 0,0020 x dy 30 0,0009 X dy 0,0011 x dy u
40 0,0011 x dy 0,0018 x dy 24 0,0008 x dy 0,0010 x dy 8
Zwa)VE, J/NVRE. SREMEE S - Nickel alloys, cobalt alloys and iron alloys

HEEVBIRGBEEETT . ZNETNOMIREICADET

HEEAELTTE,

77V r—3vE
Application example

All cutting data serve for orientation only and should be adapted
individually to the technical conditions on location

ATV L ASHREBRDNE /77 gD LITFINT
Peripheral milling of raised, cast cams and borings

A

Material:

TIEA:

Tool:

TERZ:

Article no.:
YIHH:

Cooling:
UIEIESES

Cutting data:

A REYLAHE:
Axial depth value:
RAEYIAHE:
Radial depth value:

2T LA$ER 1.4405 — GX-4CrNiMo16-5-1 - ZAALIE - heat-treated

HSST>RZ)L H ®32 J—+—R2
HSS end mill type H, dia. 32 mm with corner radius 2 mm

1365A.032020

IVILYay HEbiaH
External cooling with emulsion

V¢ = 40 m/min = S = 400 min-1 (min-1)
f, = 0,10 mm =~ v = 400 mm/min

ap =50 mm

3 =04-1,3mm

v = PIHIERE - Cutting speed
f, = H1=D3ED - Feed per tooth
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