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FRANKEN 1 ~5—&5—y7L—RmIAY—L-

Milling Cutters for Machining of Impellers and Turbine Blades

I J D E’—- R—IL R—IL R—IL R—IL R—IL R—IL
BE—ER
RDET: . )
BWHIMICHT2BEIYRIILOBREFUTORES TREINTVET:
= RiE
0= BRI
Please note: =
The suitability is indicated as follows: — A=IZOVR
i - fine
M = very suitable [AvSvav
O = suitable NF N
0/y=3-8° | %/,=3-8° | @/p=3-8° | ®/=3-8° |®/p=3-17,5°|%/,=3-17,5°
r=05-2mm | r=0,5-2mm | r=1,5-3mm | r=1,5-3mm | r=0,5-3mm | r=0,5-3mm
2 2 2 2 2 2
3446 / 3447 3446L 3442/ 3443 34421 3440/ 3441 3440L
BRI - #HEI 5l3RD®E MTEFIJISHE) 4 4 6 6 8 8
Range of application — material Tensile Strength Material examples
AR U
o=l SPC, SPH, $5400, STKM,
ﬁgﬁﬁm_ﬁﬁmiﬂﬁ < 600 N/mm2 SUNI22, SWRCH, SWRM | [ ] [ ]
B E AR R
i S35C, S45C, SCr415H, SCMn,
pedosii < 800 N/mm2 SMnA38, SUM24L | [ | u
SACM, SCM415H, SCM440H,
<1000 N/mmM2 | gl SCPH, SCr440H, SUJ2 u u u
<1200 N/mm2 | SCM445H, SKH, SKS, SKT, SUP O O O
aeei
E&TEMH(SEEEM) <1400 N/mm2 | SKD12, SKD61, SKT, SUH, SKH | O |
A2 TEHGEEEA)
ATVLA
11 [ o1 hNILTVTAR <950 N/mm2 | SCS, SUS420J2, SUS403 (] (] (]
M[ 21 [A—2F7F+ <950 N/mm2_| SCS, SUH, SUS304, SUS316 ] ] ]
31 |[A—RFFANTToAN 0%, MbELR < 1100 N/mm2 SUS329J3L, SUS630
41 [ A—RTFANTToA~ 0%, bRtk <1250 N/mm2 | SUS329J4L, SCS14A, 15-5PH
N 100-250 N/mm?2 FC200 (] (] (]
R BEH 250-450 N/mm? FC300 ] ] (]
350-500 N/mm2 FCD400 ] ] ]
oI NHH 500-900 N/mm? FCO700 ] (] (]
N 300-400 N/mm? FCV300 ] ] ]
SIS F2 SR 400-500 N/mm?2 FCV400 g 0 0
250-500 N/mm2 FCMW330 ] O ]
IS 500-800 N/mm? FCNW370 0 0 0
FPIWEZOLEE
< 200 N/mm2 A1050,A3030 (] (] (] (] (] (]
FIEZULEE RBEHM < 350 N/mm2 A5052, A6061 ] ] ] ] ] ]
< 550 N/mm2 A7075 ] ] ] ] ] ]
Si< 7% ADC5, AC7A ] ] ]
FILEZULEE #Y 7% < Si < 12% ADC11,ADC12, AC2A ] ] ]
12% <Si<17% ADC14
HEE
iR RS 250 < 400 N/mm2 1085, 2400 (] (] (]
i < 550 N/mm2 €2720,62801 ] ] ]
TREIE < 550 N/mm2 £3560,C3710 ] ] ]
ZILZEH < 800 N/mm2 £5210,06280 ] ] ]
=i < 700 N/mm2 LBC3 ] ] ]
REIEH < 400 N/mm2 BC3 ] ] ]
o < 600 N/mm2 ] ] W]
RaE < 1400 N/mm2 ] ] ]
NTRIILER
NESTIN -+ < 500 N/mm2 ] ] ]
RTRIILAEED < 500 N/mm2 MC2A, MD1A ] ] ]
BRI
R R (] (] (] (] (] ]
ORI ] ] ] ] ] ]
A L Rifs (M EH 8 <30%) [] [] []
AR L RiAs (it =5 2 >30%) [] [] []
SRR
75774k
TOT AT VR (] (] (]
EEME [ ] [ ] []
FIVER
WFy> < 450 N/mm2 WFy> [] [] []
Fovae < 900 N/mm2 Ti-6AI-4V ] ] ]
= < 1250 N/mm2 TiAI4Mo4Sn2 O ] ]
—wILEEE JNLNEES $EES
fh=—v L < 600 N/mm2 f—vT)L [ ] [ ] [ ]
LA <1000 N/mm2_| E%JL 400, /\ATOA B ] ] ]
- = < 1600 N/mm2 A>ax%JL 718 O O =]
. <1000 N/mm2 Udimet 605 ] ] ]
Rdalakid <1600 N/mm? ~AYX 25 0 0 0
BHELE <1500 N/mm2 >0 800 O O O
SREEESH
. 44 - 50 HRC SKT4
HI 50 - 55 HRC J\—Rv % 2550
3 | =R, SR, SRR 55 - 60 HRC SKD61
4 60 - 63 HRC SKD11
5 63 - 66 HRC
2
[FRANKEN]



15

r

| N
| 8=
By A2 | i 4
7| | B DA o
~ ¢ |
=
=
«©
X —| o
. it MEE SR
2 o ~ ISR
U_._u el L
5|
A=)
£
. E N
(=] o
N Lol T 8] 3]s I
N sol 1| B
N SRR
5
=
£
Dm M
N ®© "o
B) == =17E | an
2 ~ oo ~ INIRSY
b Bk
5|
=
% E
K S NEINE
"SR 1 AT R ;
N WZ_._n ®
s
£ 0
& E W
Sl NI ESLRE
[\ %FM
2
£
9 N
™ E N
ﬁﬂ 2| oo 1 |YQ | | |
R g¢ | B
. s/." a_.M ™
D
N
=) £
I IEERE
z -
Y — — gl Lel~ | BRI nnnln
- 3 ™
<l
9
g
-
U%_ —— 2 |« 3] 1|22 mmm O
3 ; i3
2
. E
2 <+ E <
3 o7 &
[
=
£
.
<+ E —
Dl ESSsss RIS -
! L
3 SR
[
£
.
< E ]
Uw_[! LY B 0|2 I
3 =718
[
5
=
= . E
<+ —
)T B |05 8| 1|2l nmnn
® = £
) e |5
=

3

EMUGE



FERANKEIN B@yUyR 7—/8—R—JLTYRI)L - Tapered Solid Carbide Ball Nose End Mills

7erbmrre
-ZEMICEZ2TE - Multi-functional tool . RKUwoa
-HREEFRE=YIEYH - Fine semi-finishing profile NF & IIL—hk
- 2KH - With 2 flutes With polished
- HEREOT—/\—A - Various taper angles —_— chip space
-MYwYa7)b—RMEEEDHZ - Also available with polished DIN 6535
Ay 7 chip space HBE | CHA
N HB
<] ——  —
| | Y
| 05x82 30°0 | K-
I3 @ -
= -
lp
Iy
8
Design I: |
lg II.-
i - 1= A
7
I3 — N —_ -
h A=IZoVR A=IZoVR
d—5 >4 - Coating ALCR |
T7IVT—2ay - EIM (k-2 2) Applications — material (see page 2) N P (1431 ) 41-5.1
- EFEAEETORBIMISEAPIRE - For almost all materials N 1121 |
- FEMNTEAE EF I T O A ICEB - Suitable for roughing and finishing K
TE? 3.1-4.
N
N
N
s
s
BYRBYE - Order code 3446 3447 3446L
A/ r lo I3 l1 g dim 0dy YA B4 X
0,01 e (9% BE
15 20 20 62 24 3,90 6 2 .03015A ° [} [}
3° 2 31 31 80 35 5,42 8 2 .03020B [ ] ) [}
0,5 20 20 62 24 2,33 6 2 .04005A ° [} ®
1 20 20 62 24 3,26 6 2 .04010A ° [} ®
4° 1,5 20 20 63 25 4,20 8 2 .04015A [ ] () [}
2 30 30 72 — 5,83 8 2 .04020B [ ] ) ®
0,5 20 24 62 = 3,00 6 2 .06005A ([ ] () ®
1 19 19 62 - 3,80 6 2 .06010A [ ] () [}
15 15 15 62 - 4,28 6 2 .06015A ° [} [}
6° 15 25 25 68 - 5,33 8 2 .06015B [ ] [} ®
2 20 20 68 = 5,70 8 2 .06020A [ ] () [}
2 30 30 80 - 6,76 10 2 .06020B [ ] [} ®
0,5 18 18 62 = 3,40 6 2 .08005A [ ] () ®
8° 1 15 15 62 — 3,85 6 2 .08010A [ ] [ ) ®
1,5 19 19 63 - 5,28 8 2 .08015A (] [} [}
2 23 23 72 - 6,71 10 2 .08020A [ ] [J )

4 = IEHEFEEE S, - Stock tool Z3ESXH - Ordering example: 3446.03015A



H)BIZ:44 - Cutting Conditions

BEYYYR F=I\—R—=ILTVRI)L
Tapered solid carbide ball nose end mills

FRANKEN

AT T urbme

SHERELT, - Valid for
3446 3446l 3447

TEEEH n Z5H I DHIETHET
BEd, ZEALTIEE W,
(RIERLE 0,5 x ap)

For the calculation of rpm (n), use the
average diameter dy, (measuring point

at 0.5 x ap).

05xap

N4
g S
5
2 =0y 2. =0,1-1,0mm 2. =0,1-1,0mm
Ve x1000 . .
n= 4 x [min-1]
¥
/23— - Uncoated ALCR m
YIHIEREE H&HDED YIHIERREE HEH=DED YIEIEREE HHi=hED % Q* MMS %
Vg [m/min] f, [mm] Vg [m/min] f, [mm] Vg [m/min] f, [mm] %) | MaL
160 0,010xr [m] ] o [ ]
140 0,010xr m] u [m] u
120 0,008 x r m] u m]
100 0,008 xr o L] o
80 0,006 x r m] L] 8]
. 80 0,006 xr ] L]
M X 70 0,006 xr 5] L]
4.
160 0.010xr [] []
160 0,010xr ] [
140 0,008 xr L] []
140 0,008 xr L] L]
120 0,008 xr L] L]
120 0,008 xr L] L]
100 0,006 x r [] []
80 0,006 x r L] L]
350 0,040 xr 300 0,020 xr 350 0,016 xr ] L]
350 0,040 xr 300 0,020 xr 350 0,014 xr ] L]
320 0,035xr 270 0,017 xr 350 0,012xr =] L]
280 0,014 xr =] L]
240 0.012xr [a] ]
140 0,010xr g L]
140 0,010xr =] L]
140 0,010xr g (=] (8] u
120 0,008 xr 5] []
120 0,008 xr a L]
120 0,008 xr o =] ] L]
70 0,006 xr 0O Ll
70 0,006 xr =] L]
320 0.018 xr 5] []
320 0,014 xr ] L]
180 0,016 xr 240 0,016 xr a a []
160 0,016 xr 350 0,016 xr g =] L]
180 0,012xr =] =] L]
90 0,012xr =] =] L]
80 0,006 xr ] L]
160 0,012xr =] L] Ll
80 0,008 xr =] L]
60 0,006 x r 5] []
40 0,006 x r [] ]
50 0,006 xr ] L]
20 0,004 xr ] L]
20 0,004 xr =] ]
20 0,004 xr =] ]
15 0,004 xr ] ]
20 0,004 xr =] L]
Hi—
4
5

Ve = FIHIERE - Cutting speed
f, = X T=DED - Feed per tooth

W = 533 - very suitable
[ = JEFEFTBE - suitable

B



FHRANKEIN #@yUyR 7—/8—R—)LTYRZ )L - Tapered Solid Carbide Ball Nose End Mills

7orbmrre
- ZBEWICEZZTE - Multi-functional tool RYya
-2 1A - With 2 flutes N ZIL—h
- HiEsEDT—/\—A - Various taper angles With polished
-IRUwaZ)L—MMERRES - Also available with polished —_— chip space
Ay 7 chip space DIN 6535
HBEE | CHA
HB

5a
|

I o | 4w 04 A=IZoVR
d—7>%" - Coating ALCR |
TIVT—=ay - #EI (= 2) Applications — material (see page 2) N P
- EFEAEETORBIMISEAPIRE - For almost all materials N 1121 |
- FENTEAE EF I T O A ICE R - Suitable for roughing and finishing Ha22)

<x% K(2d22]) 3142 |
N
N
N
s
s
SURABIFE - Order code 3442 3443 34421
Afy r o I3 4 lg 9 dp VA J4X
0,01 h6 (%) BE
15 4 24 63 26 8 2 .03015A ° [} [}
3° 3 7 38 80 39 10 2 .03030A [J () [}
15 4 24 63 26 8 2 .04015A ° [} ®
4° 3 7 33 80 - 10 2 .04030A [} [} [}
15 4 26 63 - 8 2 .06015A [ ] () ®
6° 3 7 23 80 - 10 2 .06030A ° ° °
1,5 4 27 80 - 10 2 .08015A [} ] ®
8° 3 7 25 83 - 12 2 .08030A ° ° °

6 = IEHEFEEE S, - Stock tool Z3ESH - Ordering example: 3442.03015A



B4l Z&44 - Cutting Conditions FRANKEN
A T urbr7e

BEVYYR 7—/IX\—R—ILZVRI)L
Tapered solid carbide ball nose end mills A REYE - Valid for
3442 34421 3443
L
£ TEEEH n 25t H I 2HIETHET
£ B dy ZEALTTEE N,
S CRIEALE 0,5 % ap)
- For the calculation of rpm (n), use the
=) average diameter dy, (measuring point
N at 0.5 xay).
[s+]
£ 05xap
AN
& & E
2. =0,1-0,2mm 2. =0,1-02mm 2. =0,1-0,2mm 2. =0,1-02mm
Ve x1000 . .
n= 4 x [min-1]
¥
/>3—h - Uncoated ALCR m
YIHLERE | NHDZED | YIBRE | IHDED | YIHLRE | WHOZED | YIEERE | IHizDiEh % \KA* MMS %
V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] %) | MaL
300 0,010xr 160 0,010xr [m] L] o L]
260 0,010xr 140 0,010xr =] u =] L]
220 0,008 xr 120 0,008 xr ] u o
180 0,008 xr 100 0,008 xr o u o
150 0,006 xr 80 0,006 xr m] L] m]
. 150 0,006 xr 80 0,006 xr ] L]
M 5 120 0,006 xr 70 0,006 xr 8] u
Iy
300 0,010 xr 160 0,010 xr [] []
300 0,010xr 160 0,010xr L] L]
260 0,008 xr 140 0,008 xr L] L]
260 0,008 xr 140 0,008 xr L] L]
220 0,008 xr 120 0,008 xr L] L]
220 0,008 xr 120 0,008 xr L] L]
180 0,006 x r 100 0,006 x r [] []
150 0,006 xr 80 0,006 x r L] L]
490 0,016 xr 250 0,016 xr 700 0,016 xr 350 0,016 xr ] L]
490 0,014 xr 250 0,014 xr 700 0,014 xr 350 0,014 xr =] L]
490 0,012xr 250 0,012xr 700 0,012xr 350 0,012xr =] L]
500 0,014 xr 280 0,014 xr 5] []
450 0,012 xr 240 0.012xr 5] []
260 0,010xr 140 0,010xr =] L]
260 0,010xr 140 0,010xr =] L]
260 0,010xr 140 0,010xr m] ] =] L]
220 0,008 xr 120 0,008 xr 5] []
220 0,008 xr 120 0,008 xr a L]
220 0,008 xr 120 0,008 xr o =] ] L]
140 0,006 xr 70 0,006 xr ] L]
140 0,006 xr 70 0,006 xr =] L]
600 0,018 xr 320 0,018 xr 5] []
600 0,014 xr 320 0.014 xr 5] []
320 0,016 xr 170 0,016 xr 460 0,016 xr 240 0,016 xr 5] 5] []
460 0,016 xr 250 0,016 xr 650 0,016 xr 350 0,016 xr =] =] L]
250 0,012xr 180 0,012xr =] =] L]
180 0,012xr 90 0,012xr ] (] L]
180 0,006 xr 80 0,006 xr (5] L]
300 0,012xr 160 0,012 xr =] L] L]
150 0,008 xr 80 0,008 xr =] L]
120 0,006 xr 60 0,006 x r 5] []
70 0,006 xr 40 0,006 xr ] L]
110 0,006 xr 50 0,006 xr ] L]
30 0,004 xr 20 0,004 xr =] L]
30 0,004 xr 20 0,004 xr =] L]
30 0,004 xr 20 0,004 xr 5] []
20 0,004 xr 15 0,004 xr 5] []
30 0,004 xr 20 0,004 xr =] L]
Hi—
4
5
v = PRI - Cutting speed W = 533 - very suitable 7
f,= M 1=D %D - Feed per tooth [ = B3 ATBE - suitable |[FRANKEN|



FERANKEIN B@yUyR 7—/8—R—JLTYRI)L - Tapered Solid Carbide Ball Nose End Mills

7erbmrre
-ZEMICEZ2TE - Multi-functional tool RUwoa
-3MH - With 3 flutes N IIL—k
- BIEEOT—/\—A - Various taper angles With polished
-RUy2a7)L—RMERSHS - Also available with polished — chip space
A7 chip space DIN 6535
§/ HBE |
HB
: 1
Y | Y
45° R—JL |
! (- |
- N |
lo |
i
Design I; vh
lg j
7@\‘ [ = v
7
I3 _— - — .
I A=IZFOVR A=ITFOVR
J—7 %" - Coating ALCR |
TIVT—=ay - #EI (R— 2) Applications — material (see page 2) N _J P 5LJ
- [FEAELTORHIMICERATEE - For almost all materials N (4142 | 1121 |
-k EFINTic&RE - Suitable for finishing K
v
N
N
s
s
SURABIFE - Order code 3440 341 3440L
Ay r lo I3 4 g dim 0do Z H14X
0,005 e (9% | BAE
1,5 20 20 62 24 3,90 6 3 .03015A [ ] () [}
2 21 21 66 — 4,90 6 3 .03020A [ ] [} ®
3° 2 31 31 80 88 5,42 8 3 .03020B [ ] () ®
3 22 22 72 - 6,85 8 3 .03030A [ [} ®
3 31 31 80 B9 7,32 10 3 .03030B ) ) ®
0,5 20 20 62 24 2,33 6 3 .04005A [ ] () ®
1 20 20 62 24 3,26 6 3 .04010A [ ] [ ) ®
1,5 20 20 63 25 4,20 8 3 .04015A [} ) )
4° 2 20 30 68 - 513 8 3 .04020A [ ] () ®
2 30 30 72 - 5,83 8 3 .04020B [ ] () )
3 25 31 72 - 7,34 10 3 .04030A [} [ ] [ ]
3 3 31 80 = 7,76 10 3 .04030B [ ] [J )
0,5 20 24 62 - 3,00 6 3 .06005A [ ] [} ®
1 19 19 62 - 3,80 6 3 .06010A [ [} ®
1 29 29 72 = 4,85 8 3 .06010B [ ] () [}
1,5 15 15 62 — 4,28 6 3 .06015A [} ° ®
6° 1,5 25 25 68 - St 8 3 .06015B ([ ] () )
2 20 20 68 — 5,70 8 3 .06020A [ ] [ ) ®
2 30 30 80 = 6,76 10 3 .06020B [} ) ®
3 21 21 72 - 7,61 10 3 .06030A [ ] [} ®
3 31 31 83 = 8,66 12 3 .06030B [ ] [J )
0,5 18 18 62 - 3,40 6 3 .08005A o ® ®
1 15 15 62 — 3,85 6 3 .08010A ° [} ®
1 22 22 63 = 4,83 8 3 .08010B [ ] () [}
8° 1,5 19 19 63 - 5,28 8 3 .08015A [J [} ®
1,5 26 26 72 = 6,26 10 3 .08015B [ ] () [}
2 23 23 72 — 6,71 10 3 .08020A [} [ ) ®
17,5° 0,5 8 8 57 = 3,26 6 3 .17505A (] () °

8 o = IZHETEEE T - Stock tool Z3ESH - Ordering example: 3440.03015A



H)BIZ:44 - Cutting Conditions

BEYYYR F—=I\—R—=ILZVRI)L
Tapered solid carbide ball nose end mills

FRANKEN

AT T urbme

SFRELT - Valid for
3440 3440L 3441

TEEEH n 25t H I 2HIETHET
BEd, ZEALTIEE W,
(RIERLE 0,5 x ap)

For the calculation of rpm (n), use the
average diameter dy, (measuring point

at 0.5 x ap).

05xap

|
=

2,=0,1-0,2mm 2, =0,1-02mm 1000
Ve X )
n= 4 x [min-1]
¥
/>3—h - Uncoated ALCR m
IR HAHr=hixh YIHERE HAHr=hixh % \KA* MMS %
Vg [m/min] f, [mm] Ve [m/min] f, [mm] %) | MaL
120 0,010xr o . o .
100 0,010 xr =] u =] L]
90 0,008 xr m] L] m]
70 0,008 xr o u o
60 0,006 x 1 m] L] m]
. 60 0,006 x r ] L]
M[ 2 50 0,006 x1 O u
Iy
120 0,010 xr [] []
120 0,010 xr [] []
100 0,008 x r L] L]
100 0,008 x r L] L]
90 0,008 x r L] L]
90 0,008 x r L] L]
70 0,006 x [] []
60 0,006 x r L] L]
180 0,016 xr 260 0,016 xr ] L]
180 0,014 xr 260 0,014 xr =] L]
180 0,012xr 260 0,012 xr =] L]
200 0,014 xr 5] []
180 0,012 xr 5] []
100 0,010 xr =] L]
100 0,010 xr =] L]
100 0,010 xr g (=] (8] u
80 0,008 xr 5] []
80 0,008 x r a L]
80 0,008 x r o =] ] L]
50 0,006 x r ] L]
50 0,006 x r =] L]
240 0,018 xr 5] []
240 0,014 xr 5] []
130 0,016 xr 180 0,016 xr =] ] L]
110 0,016 xr 160 0,016 xr =] =] L]
100 0,012 xr =] =] L]
70 0,012xr [u] [m] ]
60 0,006 x r [m] ]
120 0,012 xr [m] u u
60 0,008 x r =] L]
50 0,006 x r 5] []
30 0,006 x r [] ]
40 0,006 x r 0 []
15 0,004 xr [a] []
15 0,004 x r =] ]
15 0,004 x r =] ]
10 0,004 x r ] ]
15 0,004 xr 5] []
Hi—
4
5

Ve = FIHIERE - Cutting speed
f, = X T=DED - Feed per tooth

W = 533 - very suitable
[ = JEFEFTBE - suitable

B



FRANKEN #@yUuyk 5—/¢—R—)LTRZ)L - Tapered Solid Carbide Ball Nose End Mills

7erbmrre
- INAINT A=AV =)L - High performance tool 4@
-3 - With 3 flutes NR | fine
- 274770774 - Roughing profile AN~
-REEYF - Variable spacing _—t
-EEYDORWIIT - Low-vibration machining DIN 6535
-T—IN—A L - Taper angle 4° HBE | CHA
HB
—  —
45° R—JL
(-
N
g
g ¢
Vi
I3
I

l'

A—ISIUR

d—7F %" - Coating ALCR |
FIVTr—23y - KEIM (R—V 2) Applications — material (see page 2) P
-EHIMOMTICSIcRE - Especially suitable for difficult to cut materials 11-4.1 |
- 97 CEsRERRAEEIMIC - For all tough materials N
-TILEEB FYVER.AVARKILD - Optimised for machining Impellers and
ANS—pTURY (BR) DIILICE  Integrated Bladed Rotors (BR) made from s
BNt aluminium, titanium and Inconel S
MBI - Order code 3546L
a/, r Iy I3 l Iy pdg  0do Z PJ4X
e (9% | BUE
2 20 27 80 37,7 6,5 8 3 .04020C [ ]
2 25 32 95 52 7,2 10 3 .04020B )
4° 2 30 37 120 66 7.9 12 3 .04020A °
3 35 42 140 81 10,6 16 3 .04030A ()
4 40 46 155 96 13 20 3 .04040A ]

FPC SRl - SRERILT —

-~

r

L]

FFREOMBEOEEEE OERBERILY — 750> -/
—F v MBHTEWNI TV T HERFRIRNEEICINZ. ZD
BNIIREBENRICE DB ERDS SRDEEEDR LICE
ENVEH

YV—)LIFOL Yy REN LTSV TSN NEBLYFERW R
IRt DY P BE, DING53585 L UNDIN1835(CEM L e TN THOHE Y
v —)UICERD A EE T,

SFEEFPC [FHPCE AER N TPHSCE MM T E WS e R D =
VYT ZARNZTY —CRBEEIRRERDFIT . S5ICRYJLINT
P —Y—IIT. UYL Ay5—DINTHRE [CRA BEREAHE
ﬁg—z\‘g_o

High Precision Collet Holders FPC

The patented precision collet holders FPC are highly precise tool holders
with mechanical clamping which provide superior clamping force and con-
centricity 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.

o = 1ZHETEEE R - Stock tool

o=

Z3ESCAI - Ordering example: 3546L.04020C



B4l Z&44 - Cutting Conditions

BEYUYYR F=/IX\—R—=ILZVRI)L

Tapered solid carbide ball nose end mills

FRANKEN

AT T urbme

SFRELT - Valid for

3546L
NR |
TEEEH 0 Z5H I DI THET
B&Ed, ZEALTIEE N,
(RIEALE 0,5 x ap)
= For the calculation of rpm (n), use the
> average diameter dy, (measuring point
. at 0.5 x ap).
w0
o
N 0,5xap
&
de
V <
'y £
e <
Ve x1000 . .
e < 100% 8e=0,5-1mm n="4 [min-1]
X7
IR HAHr=hixh YIHERE HAHr=hixh % \KA* MMS %
Vg [m/min] f, [mm] Ve [m/min] f, [mm] %) | MaL
100 0,014 xr 120 0,018 xr u (] L]
90 0,012xr 110 0,016 xr u [} u
90 0,010xr 100 0,014xr u O [ ]
80 0,010xr 100 0,012xr u o u
70 0,010xr 90 0,012xr u [} [ ]
. 100 0,014 xr 120 0,018 xr L]
M . 100 0,013 xr 100 0,016 xr L]
b 70 0,012xr 70 0,014 xr L]
4 70 0,010xr 70 0,012xr L]
280 0,020 xr 400 0,030 xr L]
200 0,025 xr 280 0,030 xr L]
140 0,030 xr 200 0,030 xr L]
90 0,015xr 100 0,020 xr L]
75 0,012xr 80 0,017 xr L]
45 0,010 xr 60 0,015xr L]
25 0,010 xr 30 0,018 xr L]
25 0,010 xr 30 0,016 xr []
25 0,010xr 30 0,014 xr L]
15 0,010xr 20 0,012xr L]
25 0,010xr 30 0,012xr L

Ve = FIHIERE - Cutting speed
f, = Hd1=DED - Feed per tooth

W = 533 - very suitable
[ = JEFEFTBE - suitable

BB



FRANKEN @@y yR 57—/ 8—R—)LTYRS)L - Tapered Solid Carbide Ball Nose End Mills

76 m78e

-IAIRT A= VRY =)L
-3 H
- L EFINTADRE

- High performance tool
- With 3 flutes
- Finishing geometry

:
NSNS g

34/35/36°

—_—

(-
N

—d

DIN 6535

C_JHA
{aJHB

h A=ILZOVR
d—7>%" - Coating ALCR |
TIVr— 3y - FEIM (=2 2) Applications — material (see page 2) P
- BHIM OIS ICRE - Especially suitable for difficult to cut materials 11-41 |
-7 TEBEREEIMIC - For all tough materials N

s
s
SRR - Order code 3550L
o/ r lp N 0 dp Z YAX
20,01 n6 (%) BE
2 59 120 12 3 .04020A [ )
2 87 150 16 3 .04020B ®
4° 3 74 140 16 3 .04030A (]
3 103 165 20 3 .04030B ®
4 89 155 20 3 .04040A ()

"

o = 1ZHETEEE R - Stock tool

Z3ESA - Ordering example: 3550L.04020A



B4l Z&44 - Cutting Conditions

BEYYYR F—=I\—R—=ILZVRI)L
Tapered solid carbide ball nose end mills

FRANKEN

AT T urbme

SFRELT - Valid for

3550L
L)
TEEEH n 25t H I 2HIETHET
BE dy ZEALTIEE,
(RIEALE 0,5 x ap)
For the calculation of rpm (n), use the
average diameter dy, (measuring point
at 0.5 x ap).
05xap
de
AN
5
Ve x1000 . .
3 =05-1mm 8, =0,1-0,2mm n="4 [min-1]
X7
IR HAHr=hixh YIHERE HAHr=hixh % \KA* MMS %
Vg [m/min] f, [mm] Ve [m/min] f, [mm] %) | MaL
120 0,07 80 0,05 u (] L]
110 0,06 70 0,05 u O u
100 0,05 60 0,04 n O [ ]
90 0,04 60 0,04 L}
80 0,04 50 0,03 u
. 90 0,07 60 0,03 L]
M[ 2 90 0,07 60 0,03 u
b 70 0,07 50 0,03 L}
4. 70 0,07 50 0,03 [
280 0,12 200 0,06 L]
200 0,12 140 0,06 []
140 0,12 100 0,06 ]
90 0,07 60 0,03 []
75 0,07 50 0,03 L]
45 0,07 30 0,03 L
25 0,07 15 0,03 L]
25 0,07 15 0,03 L]
25 0,07 15 0,03 []
15 0,07 10 0,03 L]
25 0,07 15 0,03 L

Ve = FIHIERE - Cutting speed
f, = Hd1=DED - Feed per tooth

W = 533 - very suitable
[ = JEFEFTBE - suitable

BB



FRANKEN #@yUuyk 5—/¢—R—)LTRZ)L - Tapered Solid Carbide Ball Nose End Mills
AT T urbre

S INAIRT A= VRV =)L - High performance tool
- LA 3 A - 3 flutes in the ball nose section N
- HBEHIE 6 A - 6 radial flutes
—
DIN 6535
HBRE | CHA
{ O JHB
38° R—JL
=
N\
N
s
P :

I A=IZoVK
d—7>%" - Coating ALCR |
TIVTr—3y - \EHIM (R—V 2) Applications — material (see page 2) P -______,__J
- BHIM O TITHFICRIE - Especially suitable for difficult to cut materials 11-41 | |
- Y7 TR IRAREIM I - For all tough materials N -..........J

s3]
sl2226) |
SURBIE - Order code 3548L
A/ r lo l4 9dy Z
=0,01 h6 (NE)
2 59 120 12 3/6 [
2 87 150 16 3/6 .04020B ®
4° 3 74 140 16 3/6 (]
3 103 165 20 3/6 .04030B [ )
4 89 155 20 3/6 ()

=

14 © = IEHELEEE & - Stock tool Z3ESCH - Ordering example: 3548L.04020A



B4l Z&44 - Cutting Conditions

BEYYYR F—=I\—R—=ILZVRI)L
Tapered solid carbide ball nose end mills

L)

FRANKEN
& EETUrbrire

SFRELT - Valid for
3548L

TROEHn Z5HET DHRGFIT
BE dy ZEAL TSV,
(RIFEAZE 0,5 x ap)

For the calculation of rpm (n), use the
average diameter dy, (measuring point
at0.5xap).

05xap

|
=

oo YoX 1000 (min-1]

23, =0,1-02mm X1
YRR H&Hf=DED %I *I MMS % I
Ve [m/min] f, [mm] RA@: maL

80 0,05 u O [ ]
70 0,04 [ ] u] ]
60 0,04 u O [ ]

60 0,03 n

50 0,03 [ ]
60 0,03 ]
M 60 0,03 a
50 0,03 0
4 50 0,03 []
200 0,06 ]
140 0,06 u
100 0,06 []
60 0,03 []
50 0,03 []
30 0,03 n
15 0,03 n
15 0,03 []
15 0,03 []
10 0,03 []
15 0,03 L

Ve = FIHIERE - Cutting speed
f, = Hd1=DED - Feed per tooth

W = 533 - very suitable
[ = JEFEFTBE - suitable

BB



FRANKEN @@y yR 57—/ 8—R—)LTYRS)L - Tapered Solid Carbide Ball Nose End Mills

- 3 flutes in the ball nose section

7orbmrre
- INAINT A=AV =)L - High performance tool
- LA 3 A
- HBEHIE 6 A - 6 radial flutes

%3

,
’Qdm‘
|
|

0,5x lp

DIN 6535

£ DHA
{aJHB

R—Jb

2 — .
I A—=ILZOVR
d—7 %" - Coating TIALN |
F7VT—ray - #HIM (k=2 2) Applications — material (see page 2) P 1151 |
- BREARAIMONTICR ICRE - Especially suitable for high-strength materials 11-41 |
-y EEEONTIICHER A EE - Also suitable in nickel-base alloys K
-FEVEEDOITIIC - For the machining of titanium alloys
-I—EVTL—RIcEb2H5DZHHEIMIC - Suitable in all turbine materials N
s
SUFABVE - Order code 2679A
a/y r lo I3 l1 dim 0do Z B4 X
0,01 h6 Bk BE
5 30 47 108 7,89 12 3/6 .04030A [}
3,5 39 39 108 9,26 12 3/6 .04035A ()
4° 4 32 32 108 9,70 12 3/6 .04040A °
5 35 49 108 11,77 16 3/6 .04050A [}
6 34 34 108 13,57 16 3/6 .04060A [ ]
8 36 36 108 17,44 20 3/6 .04080A )

o=

o = 1ZHETEEE R - Stock tool

Z3ESCH - Ordering example: 2679A.04030A



H)BIZ:44 - Cutting Conditions

BEYYYR F=I\—R—=ILTVRI)L
Tapered solid carbide ball nose end mills

FRANKEN

AT T urbme

SFRELT - Valid for

2679A
Ly
e lnlnl74 T
Pre-finishing Finishing
TEEEH n Z5H I DHIETHET
BE dy ZEALTIEE,
R = R = (RIEALE 0,5 x ap)
= 0 = w0 For the calculation of rpm (n), use the
Uol A UO1 A average diameter dy, (measuring point
v 8 & Vi 34 & at0.5xap.
& &
05xap
&
AN
5
Ve x1000 . .
e =0,5mm e =0,5mm e =0,2mm e =0,2mm n="4 [min-1]
X7
YIHIREE | HHDED | YIHIBERE | HHDED | YIHBERE | HHhED | TIHERE | HHhirh % Q* MMS %
Ve [m/min] f, [mm] Ve [m/min] f, (mm] Ve [m/min] f, [mm] Ve [m/min] f, [mm Wy | Mo
130 0,008 x r 100 0,007 xr 160 0,011 xr 120 0,009 x r o L] O L]
120 0,007 xr 90 0,006 x r 150 0,010xr 110 0,008 x r o u O u
110 0,006 x r 90 0,006 x r 140 0,009 xr 100 0,007 xr o L] 0
110 0,006 x r 80 0,005xr 130 0,008 x r 100 0,006 x r o u O
100 0,005xr 80 0,004 xr 120 0,007 xr 90 0,005xr o L] O
70 0,006 x r 60 0,005 xr 90 0,008 x r 70 0,006 x r (] u
M 60 0,005xr 50 0,004 xr 80 0,007 xr 60 0,005xr O []
. 50 0,004 xr 40 0,004 xr 60 0,006 x r 40 0,005xr 5] []
4. 30 0,004 x r 30 0,003 x r 40 0,005 x r 30 0,004 x r 5] []
150 0,010xr 120 0,008 xr 190 0,013xr 140 0,011 xr 5] [] 5]
150 0,010xr 120 0,008 x r 190 0,013xr 140 0,011 xr 5] [] 5]
140 0,009 xr 110 0,008 xr 170 0,012xr 130 0,010 xr m] u o
140 0,009 xr 110 0,008 xr 170 0,012xr 130 0,010 xr a u a
130 0,008 xr 100 0,007 xr 160 0,011 xr 120 0,009 xr 5] [] 5]
130 0,008 xr 100 0,007 xr 160 0,011 xr 120 0,009 xr 5] [] 5]
110 0,007 xr 90 0,006 x r 140 0,010xr 100 0,008 xr 5] [] 5]
100 0,006 x r 80 0,006 x r 120 0,009 x r 90 0,007 xr 0 []
160 0,008 xr 130 0,007 xr 200 0,011 xr 150 0,009 xr 5] u
160 0,008 xr 130 0,007 xr 200 0,011 xr 150 0,009 x r 5] ]
160 0,008 xr 130 0,007 xr 200 0,011 xr 150 0,009 xr 5] []
140 0,006 x r 110 0,006 x r 170 0,009 xr 130 0,007 xr 0 []
140 0,006 x r 110 0,006 x r 170 0,009 x r 130 0,007 xr 5] []
140 0,006 x r 110 0,006 x r 170 0,009 xr 130 0,007 xr (] u
90 0,006 xr 70 0,005 xr 110 0,008 xr 80 0,006 x r (5] u
90 0,006 x r 70 0,005 xr 110 0,008 x r 80 0,006 x r 5] []
100 0,008 xr 80 0,007 xr 120 0,011 xr 90 0,009 x r 5] []
70 0,007 xr 60 0,006 x r 90 0,010xr 70 0,008 xr 5] []
50 0,006 x r 40 0,006 x r 60 0,009 x r 40 0,007 xr 5] []
70 0,007 xr 50 0,006 x r 90 0,010xr 60 0,008 x r 0 L}
30 0,006 x r 20 0,005xr 40 0,008 xr 30 0,006 x r 5] []
20 0,005xr 20 0,004 xr 30 0,007 xr 20 0,005 xr & []
30 0,006 x r 20 0,005xr 40 0,008 xr 30 0,006 x r 5] []
20 0,005xr 10 0,004 xr 20 0,007 xr 20 0,005 xr 0 []
20 0,004 x r 20 0,004 x r 30 0,006 x r 20 0,005 x r 5] []
Hi—
4
.5

v = PRI - Cutting speed
f, = X T=DED - Feed per tooth

W = 533 - very suitable
[ = JEFEFTBE - suitable

BB



FRANKEN #@yUyRk R—)LTYRI)L "AYRYZ" - Solid Carbide Ball Nose End Mills “Lollipop”

7orbmrre
- ZEMNICEZZ/I\AIT A=YV R - Multi-functional, high performance tool
V—Jb - With 220-240° ball nose
- 220-240° YA Z=FOOURY THAR - 4 centre cutting edges N
- 4 DRI - 2 lenghts available _
BEEORIZTAVFYS
—_— B
DIN 6535
£ JHA
HB
30° 220-240° r
7
-
1\
=y
5 T S
el 8 S
I3
Iy —_ .
I 7|'-)b7 '7 VR
d—7 %" - Coating ALCR |
FIVTr—ay - HHIR (R— 2) Applications — material (see page 2) P
- S BB ICEARTE - For many materials 11-41 |
-PIT—=HyROITIIC - Machining of undercuts K 1142
-H—EVTL—ROHSCEZRME EFIITIC - Suitable for High-Speed finishing of turbine blades o
- SFICEHIM OIS ICRE - Especially suitable for difficult to cut materials N
s
H( | 1.1-1.3 |
A>4% - Long design
SRBYE - Order code 2564L
04 r lo I3 I g ds l4 0 do o B z Y14 X
004  -0,002 hs (9% BE
4 2 3,3 10 90 3 38,6 8 5 35° 4 .04010B [}
6 3 4,6 15 100 5 43,6 10 5° 3° 4 .06015B [}
8 4 6,6 20 108 6 54,3 12 5° 2,5° 4 .08020B [}
10 5 8,3 25 125 7,5 73,6 16 5° 2° 4 .10025B [
IHJAMZ02% - Extralong design
SFRBYFE - Order code 2564L
9 dq r lo I3 l4 g ds g g dy o B VA B
004 -0,002 h5 (%) BE
4 2 243 10 95 3 57,7 8 3° 2,5° 4 .04010A [}
6 3 4,6 15 105 5 62,7 10 3° 2° 4 .06015A )
8 4 6,6 20 125 6 77,2 12 3° 2° 4 .08020A [}
10 5 8.3 25 160 7.5 106.1 16 3° 2° 4 .10025A [)

B®K 240° OBEMTIH ZRFOOURY TR
Ball nose with fully functional cutting edge up to 240°

18 = IEHEFEEE S, - Stock tool ZESHI - Ordering example: 2564L.04010A



B4l Z&44 - Cutting Conditions FRANKEN
A T urbr7e

BEYYYR R—=ILTYRI)L "OYRy 7" -OYY (4 #81H)
Solid carbide ball nose end mills “Lollipop” — long design (4 flutes) K RELE - Valid for
== " 2564L
)
- EFINT (4 #H)
Finishing (4 flutes)
YIHIERREE H&Hf=DED %I *I MMS % I
Vg [m/min] f, [mm] %e: maL
280 0,008 x d4 o ] o ]
260 0,008 x d4 u] u m] u
240 0,007 x dy u} [} O
220 0,006 x dy o ] u]
180 0,0054 x d4 m] [ ] O
. 130 0,006 x d4 (] u
M[ 2 110 0,006 x d; O u
b 80 0,005 x d4 [m] [
4. 80 0,005 x d (] L]
280 0,008 x d4 5] [] [&]
260 0,008 x d4 [&] ] =]
240 0,006 x d4 =] ] 0
220 0,006 x dy u] [ [u]
200 0,006 x d4 o L]
200 0,006 x d4 =] []
180 0,005 x d4 =] ]
150 0,005 x d [m] L]
260 0,008 x d4 [a] [
260 0,008 x d4 [a] [
260 0,008 x d4 [u] 8] O ]
220 0,007 x d4 =] ]
220 0,007 x d4 (] L]
220 0,007 x dy u] [m] [a] [
130 0,006 x d4 [m] []
130 0,005 x d4 [m] [
150 0,006 x d4 []
120 0,005 x d4 []
70 0,005 x d4 L]
110 0,006 x d4 ]
50 0,004 x d4 ]
40 0,004 x d4 L]
40 0,004 x d4 L]
30 0,003 x d4 []
40 0,003 x d ]
160 0,006 x d4 m] u
140 0,005 x d4 o L]
120 0,005 x d4 [u] u
v = YIHIEEEE - Cutting speed W = 533 - very suitable 19
f, = X 1=D3ED - Feed per tooth [ = #FA AT HE - suitable [FRANKEN|



FRANKEIN B@EyUyR 7—/8—5YFXITYRI)L - Tapered Solid Carbide Torus End Mills

7erbmrre
-INAINT A=A =)L - High performance tool @
-3 MAB KV 4 KA - With 3 and 4 flutes NR | fine
- 274770774 - Roughing profile WV, VN
-REEYF - Variable spacing _—
-EEYDORWIIT - Low-vibration machining
-T—I—A 3 - Taper angle 3° ICA
=]
&
===
DIN 6535 P
{__JHA
HB
T
i _ S
SN | — ) ;T 45° | SYFR
2
h &5} -
\
Design I,: —
g
=] 3 E
ST 14
Iy
I3
I A=IZOVR | A=IFOVKR
J—5 4% - Coating ALCR | ALCR |
TIVT—2ay - KHIM ("= 2) Applications — material (see page 2) P[1151 ) | P G ]
- BRERRAIM O ICRICRE - Especially suitable for high-strength materials 11-41 | ) 11-41 | )
-y EESESONIICEHEREE - Also suitable in nickel-base alloys
-FIVEEDITIIC - For the machining of titanium alloys N 1113 ) HLASEEES) J
-F—EVTL—RIcEDNDHSDBIEIMIC - Suitable in all turbine materials S 1113 ) ||s (1.3 J
STV FIVEEEAVARILDARF—T - Optimised for machining Impellers and Integrated Bladed | S [[2.2-2.6 | I|s [ 2226 ) )
1J2% (IBR) DN TIcEE{b S izt Rotors (IBR) made from aluminium, titanium and Inconel
23— - Short design
MBI - Order code 3534L.Z
a/, 0 dy r Iy I3 I I 0 ds 0 dp Z 44X
-0,05 6 (%) BE
6,5 1 14 = 68 = = 8 4 .03065A [}
3° 7,5 1 23,5 - 80 - - 10 4 .03075A ®
8,5 1 89 = 93 = = 12 4 .03085A ()
A>% - Long design
S mBYE - Order code 3532L.Z
Ay 0 dq r lo I3 l4 g 0 ds 0 dp Z H14X
-0,05 6 (%) B
5 1 20 29,5 80 38 71 8 3 .03050A o
3° 5,5 1 25 34,5 95 52,5 8,1 10 3 .03055A °
6 1 30 39,5 120 67 9,1 12 3 .03060A )

20 = IEHEFEEE S, - Stock tool ZSESTH - Ordering example: 3534L2.03065A



H)BIZ:44 - Cutting Conditions FRANKEN

AT T urbme

BEYUYR F=IK—FIF7AITVRI)
Tapered solid carbide torus end mills o RELT - Valid for
353217
NR I
3534LZ
N TEEEH n 25t H I 2HIETHET
= BE dy ZEALTIEE,
. (RIERLE 0,5 x ap)
?; For the calculation of rpm (n), use the
a Il average diameter dy, (measuring point
< at0.5x a).
05xap
&
AN
5
| 0 d4
Ve x1000 . .
e < 100% 3 =05-1mm n="4 [min-1]
X7
IR HAHr=hixh YIHERE HAHr=hixh % \KA* MMS %
Vg [m/min] f, [mm] Ve [m/min] f, [mm] %) | MaL
100 0,005 x dy 140 0,005 x dy ] o ]
90 0,004 x dy 130 0,004 x dy u ] u
90 0,004 x dy 120 0,004 x dy ] o n
80 0,003 x dy 110 0,003 x dy u m] u
70 0,003 x dy 100 0,003 x dy [ ] O [ ]
. 100 0,004 x dq 110 0,004 x dq u
M[ 2 80 0,003 x dy 90 0,003 x dy u
b 60 0,002 x dq 80 0,002 x dq L]
4. 50 0,002 x d 60 0,002 x d []
280 0,006 x d4 400 0,006 x d4 L]
200 0,005 x dq 280 0,005 x dq L]
140 0,004 x dq 200 0,004 x dq []
90 0,002 x dq 120 0,002 x dq L]
75 0,002 x dq 100 0,002 x dq L]
45 0,002 x dq 60 0,002 x dq []
25 0,002 x dq 30 0,002 x dq L]
25 0,002 x dq 30 0,002 x dq L]
25 0,002 x dq 30 0,002 x dq L]
15 0,002 x dq 20 0,002 x dq L]
25 0,002 x dq 30 0,002 x dq L]
Hi—
4
5
v = YIHIEEEE - Cutting speed W = 533 - very suitable 29
f,= M 1=D %D - Feed per tooth [ = B3 ATBE - suitable |[FRANKEN|



FRANKEN B@EyUyR 7—/8—5IFZXIYRI)L - Tapered Solid Carbide Torus End Mills

7urbmrre
- ZBENICEZZTE - Multi-functional tool RUwoa
-2 A - With 2 flutes N ZIL—k
- BIEBEOT—/\—A - Various taper angles With polished
-RUy2a7)L—RMERSHZ - Also available with polished — chip space
Ay 7 chip space DIN 6535
HBRE | T |
HB
4| o | |
| 30° | 5Y7Z ‘
3 — I
3 U~ | |
= s N
sgg Tz | |
AN
l2
h
Design I,: !
g
s
N b
I3 —_ . —_ .
h A=ILZFOVR A=IZFOVR
d—7>%" - Coating ALCR |
TIVT—=ay - #EI (= 2) Applications — material (see page 2) N P
- FEAEETOREIMITERPIRE - For almost all materials N 1121 |
-FENIICRE - Suitable for roughing K
N
N
N
s
s
SUEABVE - Order code 3444 3445 3444L
A/, 0 dq r lo I3 l4 g 0 do z HLX
0,01 e I | BIE
3 0,3 6 24 63 26 8 2 .03003A ° [} [}
3° 4 0,4 8 24 63 26 8 2 .03004A [} () °
5 0,5 10 25 63 26 8 2 .03005A [ ] [ ) )
3 0,3 6 24 63 26 8 2 .04003A [} [} ®
4° 4 0,4 8 25 63 26 8 2 .04004A [J [} ®
5 05 10 23 63 - 8 2 .04005A [ ) [ )
3 0,3 6 25 63 = 8 2 .06003A [ ] () °
6° 4 0,4 8 20 63 - 8 2 .06004A [} [} ®
5 0,5 10 25 80 = 10 2 .06005A [ ) [J ®
3 0,3 6 25 80 - 10 2 .08003A [} ® °
8° 4 0,4 8 22 80 - 10 2 .08004A [} [} [}
5 0,5 10 25 83 = 12 2 .08005A [) [J [

29 = IEHEFEEE S, - Stock tool SESHI - Ordering example: 3444L.03003A



B4l Z&44 - Cutting Conditions FRANKEN
A T urbr7e

BEVYYR F—I—5IFRAITVRII)
Tapered solid carbide torus end mills A REYE - Valid for
3444 3444L 3445
Ly
Fiir die Berechnung der Drehzahl n
= = muss mit dem mittleren Durchmesser
k=3 = k=3 =< d (Messpunkt bei 0,5 x ap) gerechnet
S S :—; part werden.
N - . - For the calculation of rom (n), use the
w0 = o o average diameter d, (measuring point
' = © © < at0.5xap).
I I I 1
(Z\d1m “ 0 dq © “ 05xap
& Y ’ & '
i 'y i 'y AN
g | ody o e ‘ 8 & 5
ag =0y 2, =0,3-1xdj ae = dy 2, =0,3-1xdj V. x 1000
= —°dx— [min-1]
/>~ - Uncoated ALCR mXT
YVHBRE | NHhED | YEERE | HHhiED | YTHERE | HHDED | YIELRE | IHDED % Q* MMS %
V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] %) | MaL
220 0,010 x dy 0o L 0O L}
200 0,009 x d4 o u = L}
160 0,008 x d4 o L] O
130 0,007 x d4 o u o
110 0,006 x d4 o u o
. 110 0,006 x dy o L]
M . 90 0.006 x dy g L]
4.
220 0,010 x dy L] L]
220 0,010 x dy L] L]
190 0,008 x dy L] L]
190 0,008 x dy L} L]
160 0,008 x dy Ll Ll
160 0,008 x dy L] L]
130 0,006 x dy L] L]
110 0,006 x d L] L]
280 0,010 x dy 350 0,016 x dy 400 0,010 x dy 500 0,016 x dy o u
280 0,008 x dy 350 0,014 x dy 400 0,008 x dy 500 0,014 x dy o L]
250 0,006 x dy 350 0,012 x dy 350 0,006 x dy 500 0,012 x dy o L]
380 0,014 x dy ] []
340 0,012 x dy ] L]
200 0,010 x dy O L]
200 0,010 x dy o L]
200 0,010 x dy g 8] ] Ll
160 0,008 x dy ] L]
160 0,008 x d4 8] L]
160 0,008 x dy o ] o L]
100 0,006 x dy o u
100 0,006 x dy o L]
450 0,018 x dy ] L]
450 0.014 x dy ] L]
220 0.015 x dy 320 0.015 x dy 0 O L]
350 0,015 x dy 500 0,015 x dy o O L]
200 0,012 x dy ] o L]
140 0,012 x dy 8] [u] ]
120 0,006 x dy o L}
220 0,012 x d ] L] Ll
50 0,004 x dy 110 0,007 x dy 5] Ll
40 0,003 x dy 90 0,006 x dy ] Ll
30 0,003 x dy 50 0,005 x dy o L]
80 0,006 x dy o u
30 0,004 x dy o L]
30 0,004 x dy [a] [
30 0,004 x dy ] []
20 0.004 x dy 8] L]
30 0,004 x dy O L]
Hi—
4
.5
Vo = YIHIEEE - Cutting speed W = 5 - very suitable 23
f,= M 1=D %D - Feed per tooth [ = B3 ATBE - suitable |[FRANKEN|



FRANKEN @BEYYyR SYFRIVRE)L - Tapered Solid Carbide Torus End Mills

7erbmrre
-INAINNTA=NVA Y=L - High performance tool
-5-13 D% A ftkk - With 5-13 flutes N
- REEYTF - Variable spacing
-EEYDRWIIT - Low-vibration machining _
- B/ OONS DERHGIH T = (ICA) - Internal coolant supply,
axial exit (ICA) ICA
=)
4E | -
|
DIN 6535 I i
C_1HA | l
HB - |
|
| U -; |
20° | SYFPR !
U~
N\
_F
{5 :
g . e
h A=ILZOVR | A=IFOVKR
J—3+>/% - Coating TIALN | TIAIN |
T7IVT—2ay - EIM (k=2 2) Applications — material (see page 2) p (s || p SN ]
- EREAEHIM DI TICRICRE - Especially suitable for high-strength materials 1.1-41 | )M 1.1-41 ) )
- YT EEEONTIICHERAEE - Also suitable in nickel-base alloys 1142 ) 1142 )
-FYVEEDINIIIC - For the machining of titanium alloys K - || K J
-9—EVTL—RicEDNZH5DDEEIMIC - Suitable in all turbine materials N[ 21-28 ) | [N (2128 ) J
s (1126 ) 115 [ 1.1-26 ) J
A>4% - Long design
U FHBVE - Order code 2677AZ
A/y 0 d r lo 4 g dy Z H14X
20,01 h6 (9%) BE
8 0,8 7,5 80 10 7 .008008 ()
8° 9 1 3,5 80 10 7 .009010 [}
10 1 7,5 80 12 9 .010010 ([ ]
1 1 3,5 80 12 9 .011010 )
IYANZ0A>% - Extra long design
SMEYE - Order code 2678AZ
a/y 0 d r lo 1 g dy VA B4 X
20,01 h6 L BE
9 1 3 108 10 5 .009010 °
10 1 7,5 108 12 7 .010010 [ J
1 1 3 108 12 7 .011010 [}
8° 15 1 3,5 108 16 9 .015010 °
15 1 D) 108 16 13 115010 ()
19 1 3,5 108 20 9 .019010 ®
19 1 S0 108 20 13 119010 ()

24 = IEHEFEEE S, - Stock tool Z3ESA - Ordering example: 2677AZ.008008



H)BIZ:44 - Cutting Conditions

BEYVUYR SYPRAIVRIIN-AVIBLCTIZNZOVY
Tapered solid carbide torus end mills — long and extra long design

FRANKEN

AT T urbme

SFRELT - Valid for

N 2677AZ  2678AZ
S
—
FehnT FehnT Rt EFIT fEEiFmnT
Roughing Roughing Semi Finishing Finishing
3g=1mm 3 =15mm 3, =0,5mm 3, =0,5mm
YHERE | IHTcDED | YIHIERE | WHhED | FIERE | IHH®ED | YIHERE | WHihixDb
V¢ [m/min] f, [mm] Ve [m/min] f, [mm] Ve [m/min] f, [mm] V¢ [m/min] f, [mm]
160 0,005 x d4 140 0,004 x d4 180 0,008 x d4 200 0,006 x d4 u} u m} u
150 0,005 x d4 130 0,004 x d4 170 0,007 x d4 190 0,005 x d4 u] u O L}
140 0,004 x d4 120 0,003 x d4 160 0,006 x d4 180 0,005 x d4 u] u O
130 0,004 x d4 110 0,003 x d4 150 0,006 x d4 170 0,004 x d4 u] u O
120 0,003 x d4 110 0,002 x d4 140 0,005 x d4 160 0,004 x d4 u] u O
90 0,004 x d4 80 0,003 x d4 100 0,006 x d4 120 0,004 x d4 O L}
M . 80 0,003 x d4 70 0,002 x d4 90 0,005 x d4 100 0,004 x d4 ] L]
b 60 0,003 x d4 50 0,002 x d4 70 0,004 x d4 80 0,003 x d4 O L]
4. 40 0,002 x d 40 0,002 x d 50 0,004 x d 60 0,003 x d ] ]
190 0,006 x d4 160 0,005 x dy 210 0,01 xdq 240 0,007 x dy u] L u]
190 0,006 x dy 160 0,005 x dy 210 0,01 xdq 240 0,007 x dy [u] L] [m]
170 0,006 x d4 150 0,004 x d4 190 0,009 x d4 220 0,007 x d4 u] L} u]
170 0,006 x d4 150 0,004 x d4 190 0,009 x d4 220 0,007 x d4 u] L} u]
160 0,005 x d4 140 0,004 x d4 180 0,008 x d4 200 0,006 x d4 u] L] u]
160 0,005 x d4 140 0,004 x d4 180 0,008 x d4 200 0,006 x d4 u] L] u]
140 0,005 x dy 120 0,004 x d4 160 0,007 x dy 180 0,005 x dy u] L u]
120 0,004 x d 110 0,003 x d 140 0,006 x d 160 0,005 x d 0 []
200 0,005 x d4 180 0,004 x d4 230 0,008 x d4 260 0,006 x d4 O L]
200 0,005 x d4 180 0,004 x d4 230 0,008 x d4 260 0,006 x d4 o L]
200 0,005 x d4 180 0,004 x d4 230 0,008 x d4 260 0,006 x d4 O L]
170 0,004 x d4 150 0,003 x d4 190 0,006 x d4 220 0,005 x dy o L
170 0,004 x d4 150 0,003 x dy 190 0,006 x dy 220 0,005 x dy ] L]
170 0,004 x d4 150 0,003 x d4 190 0,006 x d4 220 0,005 x d4 O L)
110 0,004 x d4 90 0,003 x d4 120 0,006 x d4 140 0,004 x d4 O L}
110 0,004 x d4 90 0,003 x d4 120 0,006 x d4 140 0,004 x d4 O L]
120 0,005 x d4 110 0,004 x d4 140 0,008 x d4 160 0,006 x d4 O L]
90 0,005 x d4 80 0,004 x dy 100 0,007 x dy 120 0,005 x dy o L
60 0,004 x d4 50 0,003 x d4 70 0,006 x d4 80 0,005 x dy ] L]
90 0,005 x d4 80 0,004 x d4 100 0,007 x d4 110 0,005 x d4 O L}
40 0,004 x d4 30 0,003 x d4 50 0,006 x d4 50 0,004 x d4 O L]
30 0,003 x d4 30 0,002 x d4 30 0,005 x d4 40 0,004 x d4 8] L]
40 0,004 x d4 30 0,003 x d4 50 0,006 x d4 50 0,004 x dy [u] L]
20 0,003 x dy 20 0,002 x dy 30 0,005 x dy 30 0,004 x dy ] L
30 0,003 x d4 30 0,002 x d4 30 0,004 x d4 40 0,003 x dy 8] L]
Hi—
4
i)

v = PRI - Cutting speed
f, = X T=DED - Feed per tooth

W = 533 - very suitable
[ = JEFEFTBE - suitable

B



FRANKEN B@EvUyRk SY7RIVRI)L - Solid Carbide Torus End Mills

7erbmrre

SINAINTA=NVRA =)L - High performance tool

- 5-9 D% H L1k - With 5-9 flutes N

- R EFEEYF - Variable spacing

-EEYDRWIIT - Low-vibration machining _

- B/ OONS DERHGIH T = (ICA) - Internal coolant supply,

axial exit (ICA) ICA
DIN 6535
HBIE | A

HB

b

|
»

I A=IZIVK

d—7F %" - Coating TIALN |
TIVr—3y - FEIM (=2 2) Applications — material (see page 2) P
- EREAEHIM DI TICRICRE - Especially suitable for high-strength materials 11-41 |
-y EESESONIICEHERRE - Also suitable in nickel-base alloys K 1442 |
-FYVEEDINIIC - For the machining of titanium alloys
-I—EVTL—RIcEbdH5DZHHEIMIC - Suitable in all turbine materials N
s
SRBYE - Order code 2676AZ
0 dq lo Iy 0 do z Y14 X
18 0,01 e B B
8 1 3 80 8 5 .008010 (]
8 2 4 80 8 5 .008020 [ ]
10 1 3 80 10 7 .010010 (]
10 2 4 80 10 7 .010020 [ ]
12 1 &) 108 12 7 .012010 )
12 2 4 108 12 7 .012020 [ ]
16 1 8 108 16 9 .016010 °
16 2 4 108 16 9 .016020 [J

26 - o = 1ZHETEEE R - Stock tool Z3ESA - Ordering example: 3550L.04020A



H)BIZ:44 - Cutting Conditions

BEVIYR Y TPAIVRII
Solid carbide torus end mills

FRANKEN

AT T urbme

S RELT - Valid for

N 2676AZ
FehnT FehnT Rt EFIT fEEiFmnT
Roughing Roughing Semi Finishing Finishing
2 =1,5mm g =2mm 3 =1mm 2, =0,5mm
YHERE | IHTcDED | YIHIERE | WHhED | FIERE | IHH®ED | YIHERE | WHihixDb
V¢ [m/min] f, [mm] Ve [m/min] f, [mm] Ve [m/min] f, [mm] V¢ [m/min] f, [mm]
160 0,008 x d4 140 0,007 x d4 180 0,009 x d4 200 0,006 x d4 u} u m} u
150 0,007 x d4 130 0,006 x d4 170 0,008 x d4 190 0,005 x d4 u] u O L}
140 0,006 x d4 120 0,006 x d4 160 0,007 x d4 180 0,005 x d4 u] u O
130 0,006 x d4 110 0,005 x d4 150 0,006 x d4 170 0,004 x d4 u] u O
120 0,005 x d4 110 0,004 x d4 140 0,005 x d4 160 0,004 x d4 u] u O
90 0,006 x d4 80 0,005 x d4 100 0,006 x d4 120 0,004 x d4 O L}
M . 80 0,005 x d4 70 0,004 x d4 90 0,005 x d4 100 0,004 x d4 O L}
b 60 0,004 x d4 50 0,004 x d4 70 0,005 x d4 80 0,003 x d4 O L]
4. 40 0,004 x d 40 0,003 x d 50 0,004 x d 60 0,003 x d ] ]
190 0,01 xdq 160 0,008 x d4 210 0,011 x dy 240 0,007 x dy u] L u]
190 0,01 xdq 160 0,008 x d4 210 0,011 x dy 240 0,007 x dy [u] L] [m]
170 0,009 x d4 150 0,008 x d4 190 0,01 xdq 220 0,007 x d4 u] L} u]
170 0,009 x d4 150 0,008 x d4 190 0,01 xdq 220 0,007 x d4 u] L} u]
160 0,008 x d4 140 0,007 x d4 180 0,009 x d4 200 0,006 x d4 u] L] u]
160 0,008 x d4 140 0,007 x d4 180 0,009 x d4 200 0,006 x d4 u] L] u]
140 0,007 x dy 120 0,006 x d4 160 0,008 x d4 180 0,005 x dy u] L u]
120 0,006 x d 110 0,006 x d 140 0,007 x d 160 0,005 x d 0 []
200 0,008 x d4 180 0,007 x d4 230 0,009 x d4 260 0,006 x d4 O L]
200 0,008 x d4 180 0,007 x d4 230 0,009 x d4 260 0,006 x d4 o L]
200 0,008 x d4 180 0,007 x d4 230 0,009 x d4 260 0,006 x d4 O L]
170 0,006 x d4 150 0,006 x d4 190 0,007 x dy 220 0,005 x dy o L
170 0,006 x d4 150 0,006 x d4 190 0,007 x dy 220 0,005 x dy ] L]
170 0,006 x d4 150 0,006 x d4 190 0,007 x d4 220 0,005 x d4 O L)
110 0,006 x d4 90 0,005 x d4 120 0,006 x d4 140 0,004 x d4 O L}
110 0,006 x d4 90 0,005 x d4 120 0,006 x d4 140 0,004 x d4 O L]
120 0,008 x d4 110 0,007 x d4 140 0,009 x d4 160 0,006 x d4 O L]
90 0,007 x dy 80 0,006 x d4 100 0,008 x dy 120 0,005 x dy o L
60 0,006 x d4 50 0,006 x d4 70 0,007 x dy 80 0,005 x dy ] L]
90 0,007 x d4 80 0,006 x d4 100 0,008 x d4 110 0,005 x d4 O L}
40 0,006 x d4 30 0,005 x d4 50 0,006 x d4 50 0,004 x d4 ] L]
30 0,005 x d4 30 0,004 x d4 30 0,005 x d4 40 0,004 x d4 8] L]
40 0,006 x d4 30 0,005 x d4 50 0,006 x d4 50 0,004 x dy [u] L]
20 0,005 x dy 20 0,004 x dy 30 0,005 x dy 30 0,004 x dy ] L
30 0,004 x d4 30 0,004 x d4 30 0,005 x d4 40 0,003 x dy 8] L]
Hi—
4
i)

v = PRI - Cutting speed
f, = X T=DED - Feed per tooth

W = 533 - very suitable
[ = JEFEFTBE - suitable

BB v
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