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ALCRO—7+1>7 (L)

e High-performance coating for dry machining
e High thermal shock stability

e Excellent heat resistance

e Excellent coating adhesion

The Multi-Cut with TIALN-coating is particularly suitable for dry machining
of medium and high-alloy steel materials. Due to a high proportion of alloy
components, a lot of heat is generated during machining. Even at medium
cutting speeds, the coating must isolate the heat against the cutting edge.

The layer adhesion of a coating is an important factor for consistent
performance and stable process reliability during machining. If fluctuations
of layer adhesion occur, machining operations can no longer can be

processed safely. The TIALN coating has proven its reliability in this regard.
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e High-performance coating for dry and flood machining
e \lery high thermal shock stability

e Excellent heat resistance

* Roughness optimised surface quality

Due to the above-mentioned properties, the ALCR coating is particularly
suitable for low-alloy steels as well as for general machining tasks which
are carried out dry or with emulsion. Its thermal shock resistance is one
of the most important factors in this regard.

Modern high-tech tools are used at high cutting speeds. This generates
a corresponding amount of heat in the cutting area. This heat must be
isolated against the carbide substrate by the heat resistance of the
coating.

Low-alloy steels are often long-chipping and tend to produce cold weldings
at the clearance angle and in the chip space of a cutting edge. Coating
surfaces should be as smooth as possible to help minimise or completely
prevent any cold welding.

All optimised parameters together result in a tool, which delivers the
highest standard of performance. The FRANKEN Multi-Cut has been a
well-proven milling tool in the area of volume cutting of steel materials
for many years.
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FHAINK=IN staeB@E>70>2 TR0 - End Mills for High-Performance Roughing Operations
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FDODER: Please note:
BB I BB RILOBRAEIUTORL S TRINTVWET: The suitability is indicated as follows:
m= 58 B = very suitable
0= BT O = suitable
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Applications — material

Tensile Strength

Material examples

Material examples

Vel biiteeOF i Cold-extrusion steels, Cq15
SRR R Construction stels, <600 N/mm? S235.R (S137-2) oo, ST,
RESE Free-cutting steels, etc. 10SPb20 ' '
B E AR R Construction steels, E360 (St70-2)
Bk Case-hardened steels, <800 N/mm2 16MnCr5 8350*88,\2‘%33%6:\/'52%50'\””'
Steel castings, etc. GS-25CrMo4 '
RS Case-hardened steels, 20MoCr3
HALIBH Heat-treatable steels, <1000 N/mm2 42CrMo4 gé&M ggm?gﬁgm‘gg E
ARSI Cold work steels, etc. 102Cr6 n, , obradn,
HINTRSR Heat-treatable steels, 50CrMo4
7RIS Cold work steels, <1200 N/mm2 X45NiCrMo4 SCM445H, SKH, SKS, SKT, SUP
Z1bi Nitriding steels, etc. 31CrMo12
Easif High-alloyed steels, X38CrMoV5-3
e TEM(SHEEMA) Cold work steels, < 1400 N/mm?2 X100CrMov8-1-1 SKD12, SKD61, SKT, SUH, SKH
A2 TEHGEEEA) Hot work steels, etc. X40CrMoV/5-1
ATVLA Stainless steel materials
11 [Tz SILTVHA Ferritic, martensitic < 950 N/mm?2 X2CrTi12 SCS, SUS420J2, SUS403
M[ 21 [#—2x57+A Austenitic < 950 N/mm2 X6CrNiMoTi17-12-2 SCS, SUH, SUS304, SUS316
31 [A—RTFTFANTIAL TR, HEER Austenitic-ferritic (Duplex) < 1100 N/mm2 X2CrNiMoN22-5-3 SUS329J3L, SUS630
41 |[A—RTHAN7x71 8 ZiE%R, wHE{ER Austenitic-ferritic heat-resistant (Super Duplex < 1250 N/mm?2 X2CrNiMoN25-7-4 SUS329J4L, SCS14A, 15-5PH
. ) . . 100-250 N/mm?2 EN-GJL-200 (GG20) FC200
LEERS 57 Cast iron with lamellar graphite (GJL) 250-450 N/mm2 EN-GJL-300 (GG30) F0300
) . . 350-500 N/mm?2 EN-GJS-400-15 (GGG40) FCD400
T K Cast iron with nodular graphite (GJS) 500-000 N/mm? EN-GJS-700-2 (GGG70) FCD700
. = . . ’ . 300-400 N/mm2 GJV 300 FCV300
ASE A =73 Cast iron with vermicular graphite (GJV) 400-500 N/mm?2 GV 450 FOVA00
. 250-500 N/mm2 | EN-GJMW-350-4 (GTW-35) FCMW330
PISBSAT Malleable cast iron (GTMW, GTME) 500-800 N/mm? | EN-GJMB-450-6 (GTS-45 FCMW370

FILE=OLEE

Aluminium alloys

< 200 N/mm?2 EN AW-AIMn1 A1050, A3030
FINZZULEE BHEHY Wrought aluminium alloys < 350 N/mm2 EN AW-AIMgSi A5052, A6061
< 550 N/mm2 EN AW-AIZn5Mg3Cu A7075
Si< 7% EN AC-AIMg5 ADC5, AC7A
FILEZOLE®R #HY Aluminium cast alloys 7% < Si < 12% EN AC-AISi9Cu3 ADC11,ADC12, AC2A
12% < Si<17% GD-AISi17Cu4FeMg ADC14
HaS Copper alloys
fiE N o=t 1] Pure copper, low-alloyed copper < 400 N/mm2 E-Cu 57 #fi8, C2400
Bt Copper-zinc alloys (brass, long-chipping) < 550 N/mm2 CuZn37 (Ms63) (2720,62801
REIE Copper-zinc alloys (brass, short-chipping) < 550 N/mm?2 CuZn36Pb3 (Ms58) (£3560,C3710
FILSE Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm2 CuAl10Ni5Fe4 (5210,06280
HiR Copper-tin alloys (tin bronze, long-chipping) < 700 N/mm?2 CuSn8P LBC3
REIE R Copper-tin alloys (tin bronze, short-chipping) < 400 N/mm2 CuSn7 ZnPb (Rg7) BC3
= : < 600 N/mm2 AMPCOQ® 8]
[SY S D=t Special copper alloys < 1400 N/mm2 (,(l\MPCO® 45))
EVESPIN-Y Magnesium alloys
S ESPIN-A Magnesium wrought alloys < 500 N/mm2 MgAI6Zn
TRV LEEHEY Magnesium cast alloys < 500 N/mm2 EN-MCMgAI9Zn1 MC2A, MD1A
BB Synthetics
EEL MRS Duroplastics (short-chipping) Bakelit, Pertinax
OB Thermoplastics (long-chipping) PMMA, POM, PVC
AR b BiAs (it S = <30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK
AR L RiAs (it =5 2 >30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK
MR Special materials
72774k Graphite C 8000
S ATV- AR Tungsten-copper alloys W-Cu 80/20
EEME Composite materials Hylite, Alucobond
FIVER Titanium alloys
WFy> Pure titanium < 450 N/mm2 Tit WFH>
PN - <900 N/mm2 TiAl6V4 Ti-6AI-4V
Fovam Titanium alloys = 1250 N/mm? TiAlMo4Sn2 TiAldN04S2
—wILEEE JNNLNEES $EES Nickel alloys, cobalt alloys and iron alloys
#=vL Pure nickel < 600 N/mm2 Ni 99,6 - fii—wv )L
— A " < 1000 N/mm2 Monel 400 ExJL 400, /\ATOA B
=voLEaE Nickel-base alloys = 1600 N/mm? Tnconel 718 EmEI AT
. N <1000 N/mm?2 Udimet 605 Udimet 605
JNLREER Cobalt-base alloys = 1600 N/mm2 Haynes 25 AU 05
BEEE Iron-base alloys < 1500 N/mm?2 Incoloy 800 >0 800
e Hard materials
44 - 50 HRC Weldox 1100
H d 50 - 55 HRC Hardox 550 J\—RvJ 2550
3 | =saEi. SEEH. SEE Sk High strength steels, hardened steels, hard castings 55 - 60 HRC Armox 600T SKD61
4 60 - 63 HRC Ferro-Titanit SKD11
5 63 - 66 HRC HSSE
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SEEEBREZ 7> T R X)L - End Mills for High-Performance Roughing Operations
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TIALN NE @I ALCR TV hBEORZAINT
Dry machining Flood and dry machining
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ER K=l Rap Rap ER K= Rap Rap
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NR AL NR AL
- - - - - - 2614AZ | 2616AZ | 2896A | 2892A - - - - - - 2614LZ | 2616LZ
2869A | 2873A | 2875A | 2869AZ | 2673AZ | 2667A | 2615AZ | 2617AZ | 2897A | 2893A | 2869L | 2873L | 2875L | 2869LZ | 2673LZ | 2667L | 2615LZ | 2617LZ )
6 8 10 12 14 16 18 20 22 22 6 8 10 12 14 16 18 20 —3-
7 9 1 13 15 17 19 21 23 23 7 9 11 13 15 17 19 21 v/ 1,
[ ] [ ] u [ ] ] [ ] [ ] [ ] [ ] u [ ] ] [ ] [ ] [ ] [ ] ] u 1.1
[ ] [ ] u [ ] [ ] [ ] [ ] [ ] [ ] u [ ] [ ] [ ] ] [ ] [ ] ] u 2.1
[ ] [ ] u [ ] ] [ ] [ ] [ ] [ ] u [ ] ] [ ] [ ] [ ] [ ] ] u 31 P
[ ] [ ] | [ ] ] [ ] [ ] [ ] [ ] || [ ] [ ] [ ] ] [ ] [ ] ] u 4.1
] [ ] | [ ] ] [ ] [ ] ] [ ] | [ ] [ ] [ ] ] ] [ ] ] ] 5.1
[ ] ] O ] 1.1
0 @] O O =] 21 |[M
3.1
41
[] [] [] [] [] [] [] [] [] [] [] [] [] [] [] [] [] [] 1.1
[] [] [] [] [] [] [] [] [] [] [] [] [] [] [] [] [] [] 1.2
[] [] [] [] [] [] [] [] [] [] [] [] [] [] [] [] [] [] 2.1
[] [] [] [] [] [] [] [] [] [] [] [] [] [] [] [] [] [] 22 | K
[] [] [] [] [] [] [] [] O ] [] [] [] [] [] [] [] [] 3.1
[] [] [] [] [] [] [] [] O ] [] [] [] [] [] [] [] [] 32
[] [] [] [] [] [] [] [] O 0 [] [] [] [] [] [] [] [] 41
[] [] [] [] [] [] [] [] O 0 [] [] [] [] [] [] [] [ ] 42
1.1
[ ] 0 0 1.2
0 O O 0 1.3
O O O 0 1.4
1.5
1.6
[] [] [] [] [] [] [] [] [] [] [] [] [] [] 2.1
[] [] [] [] [] [] [] [] [] [] [] [] [] [] 22
[] [] [] [] [] [] O 0 [] [] [] [] [] [] [] [] 0 0J 23
[] [] [] [] [] [] [] [] [] [] [] [] [] [] 24
[] [] [] [] [] [] [] [] [] m | = [] [] [] 25
[] [] [] [] [] [] O ] [] [] [] " | = [] [] [] [ [ 26 |N
[] [] [] [] [] [] [] " | = [] [] [] 27
[] [] [] [] [] [] [] [] [] [] [] [] 238
31 |
32 |
[ O [ [ ] 0 [] [] [ O O O [} [} 441
42
43
4.4
5.1
[] [] [] [] [] [] [] [] [] [] [] [] [] [] [] [] [] [] 5.2
5.3
O O OJ O ] ] O [ 1.1
[} O 0J ] O 0 1.2
OJ O 0 O O O 1.3
2.1 S
22
23
24
25
26
[] [] [] [] [] [] [] [] O ] [] [] [] [] [] [] [] [] 1.1
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FRANKEN @857+ TRV LILF+Hv k- Solid Carbide End Mills

N7e/r-Cue
- ZEMICEER 2/ \A/XT+— - Multi-functional, @ RSrinT Ty hBETRZIIT
NYRAY—=)L high performance tool NR fine Dry machining Flood and dry machining
- (WS HIEST - Low cutting forces
- ARME SR - Short flute length —
-tEyy—hvhk - Centre cutting
-3BEEOIERSE - 3 lengths available 12E '
|
=la DIN 6535 |
i
5 (I S ——
= A \ JJ =
| | & |
s 45° 45°
h
/S
Design I, 3-5°
=lh _
ZA - Vc/fz
S NN 1 ¢ | B
—
I f ‘
I3
|4 — Al — -~
h A=ILFOVKR A=ILZOVKR
Od—7«>% - Coating TIALN | ALCR |
TEFEE - HEIM (R—Y458) Applications — material (see page 4) P P
- TBIRWREI A IS I - For many materials K | 1121
- RO STHEHE #5ER - High-volume machining N (212852 41 K
- ALEBINIRE TICHIFDFIMI - Suitable for roughing ¢ :
ICRE under unstable conditions HEEE ) N [21-28,52] 4.1
HCd ]
a4 - Long design
SYRBIE - Order code 2869A 2869L
0 dy I I3 N 0d3 Iy 0 dy Ia Z HJA4Z
hi1 6 (%) BE
1 1,5 8 38 0,9 9 31 - 3 .001 ° [ )
2 3 8 57 1,9 15 6 21 3 .002 [} °
3 3 14 57 2,9 18 6 21 3 .003 o [ )
4 8 18 57 3,8 20 6 21 3 .004 ° [ )
5 9 19 57 4,8 20 6 21 3 .005 () [ )
6 10 20 57 58 - 6 21 4 .006 ° °
8 12 25 63 7,7 - 8 27 4 .008 ([ ] °
10 15 30 72 9,5 - 10 32 4 .010 ° °
12 18 g8 83 11,5 - 12 38 4 .012 ® [}
14 21 35 83 13,5 - 14 38 4 014 o °
16 24 40 92 15,5 - 16 44 4 .016 [} [ )
20 30 50 104 19,5 - 20 54 4 .020 [J [
UISIE A%
Straight shank
TG - BERARRHN v vybNT
Machining example — 1.0570 (S355J2+N), with coolant
BE:
A Article no.: 2869L.010
o IEE:
% = Tool diameter: [ch] e
j=}
o 2 YIHIERE : :
:g/ B Cutting speed: [vel 240 m/min
(<5}
REp™ HEHIDZED :
E § Feed per tooth: [ LY Y
p £ S
W o WAMEYEAAE :
as Axial depth of cut: (2] 10.mm
&5 EAEPAHE
e 2 Radial depth of cut: (8] il
me e
HZ RS ] 7640 min-1
ek TV LLTchvh Speed:
Conventional end mill FRANKEN Multi-Cut EDRERE : )
Feed speed- [vil 2140 mm/min
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@ = 1E#ETEE - Stock tool

Z3ESA - Ordering example: 2869A.001



H)BIZ&44 - Cutting Conditions

LIVTF4hyh TVRIN-2a3— A AV IT91T
Solid carbide end mills — long design with short flute length

R

FRANKEN

L SNTu/er-Cut

TR - Valid for
2869A
2869L

EMUGE
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0 d4
g oo [ ] oo | =
a A de
ae = 0 2. =0,4xd; 2 =0,2x0dy TIALN
YIHIRE HHizhxED YIHIRE HHi=hxED YIHIRE HHi=hED % Q* MMS %
Ve [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] v
160 0,007 x dy 180 0,008 x dy 200 0,009 x dy o u] u] ]
150 0,006 x dy 170 0,007 x dy 190 0,008 x ds o m] o ]
140 0,005 x dy 160 0,006 x dy 180 0,007 x dy ] ] u] ]
120 0,004 x dy 140 0,005 x dy 150 0,005 x dy o ] o ]
100 0,004 x dy 120 0,004 x dy 130 0,005 x dy o ] u] ]
60 0,003 x ds 70 0,004 x d; 80 0,004 x d; []
M 50 0,003 x d4 60 0,004 x ds 70 0,004 x ds []
4
160 0,007 x ds 180 0,008 x ds 200 0,009 x d4 5] (] 5] (]
160 0,007 x ds 180 0,008 x d; 200 0,009 x d; 5] (] 5] []
140 0,006 x ds 160 0,006 x ds 180 0,007 x ds 5] [] 5] ]
140 0,006 x ds 160 0,006 x d4 180 0,007 x d; 5] [] 5] []
120 0,006 x ds 140 0,006 x ds 150 0,007 x d4 5] [] 5] []
120 0,006 x ds 140 0,006 x ds 150 0,007 x ds =] ] 5] ]
100 0,004 x ds 120 0,005 x d4 130 0,005 x d4 5] [] 5] []
80 0,004 x d 90 0,005 x d 100 0,005 x d 5] [] 5] (]
140 0,007 x d4 160 0,008 x ds 180 0,009 x ds 5] []
140 0,007 x d4 160 0,008 x ds 180 0,009 x ds 5] []
140 0,007 x d4 160 0,008 x ds 180 0,009 x d4 5] 5] []
130 0,006 x ds 150 0,006 x ds 160 0,007 x ds 5] (]
130 0,006 x ds 150 0,006 x ds 160 0,007 x d; 5] (]
130 0,006 x ds 150 0,006 x d; 160 0,007 x d; 5] 5] [l
80 0,004 x d; 90 0,005 x ds 100 0,005 x d; ]
80 0,004 x d; 90 0,005 x ds 100 0,005 x d4 [l
320 0,011 x ds 370 0,012 x d; 400 0,014 x d; 5] 5] ]
80 0,004 x d; 90 0,005 x ds 100 0,005 x ds [l
80 0,004 x ds 90 0,004 x d; 100 0,005 x ds 5] ]
Hi—
4
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FHANKEN 88571 v7TYRIIL LILF 15 - Solid Carbide End Mills

N7 /er-Curt
- ZEMICEZ Z/\(/S7+— - Multi-functional, @ RSAT Iy hBLTRZIINT
NYRAY—=)L high performance tool NR fine Dry machining Flood and dry machining
- WG HEST - Low cutting forces
-eyy—hvhk - Centre cutting e
-3EENTERS - 3 lengths available
il ‘
| i
=l DIN 6535 ‘
B = = |
S y —— ‘
= A \ JJ =
N | €@
I5 45° 45° | |
I il |
/N
Design I, 3-5°
=l _—
ZA - Vc/fz
S NN E)—1 N §
S = 9
l2 é’ ‘
I3
|4 — Al — -~
h A=IZFIVR A=ILZOVKR
Od—7«>% - Coating TIALN | ALCR |
TEFEE - HEIM (R—Y458) Applications — material (see page 4) P P
- TBIRWREI A IS I - For many materials K | 1.1-21
- RO STHEHE #5ER - High-volume machining N (212852 41 K
- ALEBINIRE TICHIFDFIMI - Suitable for roughing :
ICRE under unstable conditions HEEE ) N [21-28,52] 4.1
Haa )
DIN 6527 - 0%/ - Long design
SURBIFE - Order code 2873A 2873L
0 dy I I3 N 0 dg Iy ody Ia Z HJA4Z
h1t 6 Hx | BIE
3 8 14 57 2,9 18 6 21 3 .003 [} [ )
4 11 18 57 3,8 20 6 21 3 .004 [ )
5 13 19 57 4.8 20 6 21 3 .005 o [ )
6 13 20 57 58 - 6 21 4 .006 [ ] [ )
8 19 25 63 7,7 - 8 27 4 .008 () [ )
10 22 30 72 9,5 — 10 32 4 .010 [} °
12 26 35 83 11,5 - 12 38 4 012 ° )
14 26 35 83 13,5 - 14 38 4 .014 ° °
16 32 40 92 155 - 16 44 4 .016 [} [ )
18 32 40 92 17,5 - 18 44 4 .018 o °
20 38 50 104 19,5 - 20 54 4 .020 [ ] [ )
20 38 50 104 19,5 - 20 54 6 .020006 [J [
MIEF-Y—AOvoX33 O—ILRI7
Machining example — Toolox 33, with cold-air coolant
A BIE.
Article no.: LY
TERE:
o Tool diameter: [d] Ui
HE IHIERE : .
5*: 2 Cutting speed: [vel 160 m/min
Vv oS HAHIDED :
;'\?g 3 Feed per tooth: [ L i
SRS
S @ BWAMYEIAAE
%‘ % Axial depth of cut: (8] e
e BAEGPAHE :
2@ S Radial depth of cut: [2e] 4 mm
i 8 — s .
i Bl [ 5095 min-"
= peed:
Al D
ERm TV LIV« Ak EDRE .
Conventional end il FRANKEN Multi-Cut Feed speed: [vi U0 T

@ = 1E#ETEE - Stock tool S3EXH - Ordering example: 2873A.003

=



H)BIZ&44 - Cutting Conditions

LIWVT1hyh IVRIN-OVT514T

Solid carbide end mills — long design

R

FRANKEN

L SNTu/er-Cut

2873A
2873L

TR - Valid for

S =
=< >
- 0 ©
=] — —
> 11 Il
I} [=% o
— 3 <
Il
&
004
— < &
. oo oo
= l—1 1
de de de
ag =0y 2, =0,4xdy 2, =0,2xd4 TIALN
YIHIRE HHizhxED YIHIRE HHi=hxED YIHIRE HHi=hxED % YA* MMS %
Ve [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] v
140 0,006 x dy 160 0,007 x dy 180 0,008 x dy o u] u] ]
130 0,006 x dy 150 0,006 x ds 170 0,007 x dy o m] o ]
120 0,005 x dy 140 0,005 x dy 160 0,006 x dy ] ] u] ]
110 0,004 x dy 130 0,004 x dy 140 0,005 x dy o ] o ]
100 0,004 x dy 120 0,004 x dy 130 0,004 x dy o ] u] ]
60 0,003 x ds 70 0,004 x d; 80 0,004 x d; []
M 50 0,003 x d4 60 0,004 x ds 70 0,004 x ds []
4.
140 0,007 x d 160 0,007 x ds 180 0,008 x d4 5] (] 5] []
140 0,007 x ds 160 0,007 x d; 180 0,008 x ds 5] (] 5] []
120 0,005 x ds 140 0,006 x ds 160 0,007 x ds 5] [] 5] [l
120 0,005 x d4 140 0,006 x d4 160 0,007 x d4 5] (] 5] (]
110 0,005 x ds 130 0,006 x ds 140 0,007 x d4 5] [] 5] []
110 0,005 x ds 130 0,006 x ds 140 0,007 x ds =] ] 5] ]
80 0,004 x ds 90 0,004 x ds 100 0,005 x d4 5] [] 5] []
70 0,004 x d 80 0,004 x d 90 0,005 x d 5] [] 5] (]
120 0,007 x d4 140 0,007 x d 160 0,008 x ds 5] []
120 0,007 x d4 140 0,007 x d4 160 0,008 x ds 5] []
120 0,007 x d4 140 0,007 x ds 160 0,008 x ds 5] 5] []
110 0,005 x ds 130 0,006 x ds 140 0,007 x ds 5] (]
110 0,005 x ds 130 0,006 x ds 140 0,007 x d; 5] (]
110 0,005 x ds 130 0,006 x ds 140 0,007 x d; 5] 5] ]
70 0,004 x d4 80 0,004 x d4 90 0,005 x d4 (]
70 0,004 x ds 80 0,004 x d; 90 0,005 x d4 []
280 0,010 x s 320 0,011 x ds 360 0,012 x d; 5] 5] ]
70 0,004 x d; 80 0,004 x d; 90 0,005 x d; [l
70 0,004 x ds 80 0,004 x d; 90 0,004 x d; 5] ]
Hi—
4
.5
9

EMUGE
|FRANKEN|



FHANKEN 88571 v7TYRIIL LILF 15 - Solid Carbide End Mills

N7 /er-Curt
- ZEMICEER 2/ \A/XT+— - Multi-functional, m RS<iT vy hBEORSIINT
NYRAY—=)L high performance tool NR fine Dry machining Flood and dry machining
- (WS HIEST - Low cutting forces PV VAV N
- ARME SR - Short flute length — :
-ty y—hvhk - Centre cutting |
-3EEOIERE - 3 lengths available B |
~Ia DIN 6535 ﬂ ﬂ‘
B e e |
S ( \ S N
= A \ J) a
E| 4R\ |
2 = 3
I3 45° 45°
h
/S
Design | 3.5°
—_—

0 dq
4
u

0

h A=IZIVK A=IWZIVEK

J—5 1% - Coating TIALN | ALCR |
TEFEE - HEIM (R—Y458) Applications — material (see page 4) P P
- TBIRWREI A IS I - For many materials K | 1121
- RO STHEHE #5ER - High-volume machining N (212852 41 K
- ALEBINIRE TICHIFDFIMI - Suitable for roughing ¢ :
ICRE under unstable conditions ) N [2.1-28,52] 41
i)
TIHZANZA>% - Extra long design
SURBIE - Order code 2875A 2875L
0 dy I I3 N 0ds Iy 0 do IA Z HJA4Z
hi1 h6 (%) BE
3 B 19 62 2,9 23 6 26 3 .003 [ ] [ )
4 8 23 62 3,8 25 6 26 3 .004 ° °
5 9 24 62 4.8 25 6 26 3 .005 o [ )
6 10 25 62 58 - 6 26 4 .006 [ ] [ )
8 12 30 68 7,7 - 8 32 4 .008 () [ )
10 15 35 80 9,5 - 10 40 4 .010 ° °
12 18 45 93 11,5 - 12 48 4 .012 () [ )
14 21 50 99 13,5 - 14 54 4 .014 ° °
16 24 &b 108 155 - 16 60 4 .016 ° [ )
20 30 70 126 19,5 - 20 76 4 .020 [J [ )

@ = 1E#ETEE - Stock tool S3EXH - Ordering example: 2875A.003

o=



H)BIZ&44 - Cutting Conditions

FRANKEN

L SN Iu/er-Cut
LILVTF1hyh VR -23— A TORNZOVTI914T
Solid carbide end mills — extra long design with short flute length YTERER - Valid for
2875A
NR | 2875
S =
= I I
Il 5 =
<
0 d4
g Lo || ¢ oo | =
de de de
ae=d1 ae=0,4XdT ae:O‘ZXdW _
YIHIEREE HHDED YIHIEREE HH=DED YIEIEREE HH=DZED % Q* MMS %
V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] %) | MaL
130 0,005 x dy 140 0,005 x dy 160 0,006 x dy o o o L]
120 0,004 x dq 130 0,005 x dq 140 0,005 x dq o o [m} L
110 0,004 x d 120 0,004 x dy 130 0,005 x dy o u o L]
90 0,003 x dq 100 0,003 x dq 110 0,004 x dq o u o L
80 0,003 x dy 90 0,003 x dy 100 0,003 x dy o L] o L]
50 0,003 x d; 60 0,004 x dy 70 0,004 x dy u
M 40 0,003 x d 50 0,004 x dy 60 0,004 x dy u
4.
130 0,005 x dy 140 0,006 x dy 160 0,006 x dy 0 u 0 u
130 0,005 x dy 140 0,006 x dy 160 0,006 x dy 0 u 0 u
120 0,004 x dy 130 0,004 x dy 140 0,005 x dy 0 u 0 u
120 0,004 x dy 130 0,004 x dy 140 0,005 x d =] u =] u
100 0,004 x d4 110 0,004 x d4 120 0,005 x d =] u O u
100 0,004 x d4 110 0,004 x d4 120 0,005 x d 0 u =] u
80 0,003 x d; 90 0,003 x d; 100 0,004 x dy 0 u 0 u
70 0,003 xd 80 0,003 xd 80 0,004 xd 0 u 0 u
120 0,005 x d 130 0,006 x d 140 0,006 x d =] u
120 0,005 x d4 130 0,006 x d 140 0,006 x d O u
120 0,005 x dy 130 0,006 x dy 140 0,006 x d; 0 0 u
110 0,004 x d; 120 0,004 x d; 130 0,005 x dy 0 u
110 0,004 x dy 120 0,004 x dy 130 0,005 x dy O u
110 0,004 x dy 120 0,004 x dy 130 0,005 x dy 0 0 u
70 0,003 x dy 80 0,003 x d 80 0,004 x dy u
70 0,003 x d 80 0,003 x d 80 0,004 x d4 u
270 0,008 x dy 300 0,008 x dy 320 0,009 x dy 0 0 u
70 0,003 x dy 80 0,003 x dy 80 0,004 x dy u
70 0,003 x dy 80 0,003 x dy 80 0,003 x dy 0 u
Hi—
4
5

BB



FHANKEN 88571 v7TYRIIL LILF 15 - Solid Carbide End Mills

N7 /er-Curt
- ZEMICEER 2/ \A/XT+— - Multi-functional, m RS<iT vy hBEORSIINT
NYRAY—=)L high performance tool NR fine Dry machining Flood and dry machining
- (WS HIEST - Low cutting forces PV VAV N
- ARMEC SR - Short flute length —
- BV S DERHGHIN - Internal coolant supply,
fFZ (CA) axial exit (ICA) ICA )
=~ Ip
B
= /'_h _g BN==S=C) =
= A \ J) a
= ‘ DIN 6535
o = T JHA
I3 HB
h | &
Design I, 45° 45°
=l
/S
5 SRS AN 5
= 0% NI/ = 3-5°
2 - = | ZA : ve/f;
b 13 —_— - — -
h — A=IZFIVR A=IZFIVR
O—7«>% - Coating TIALN | ALCR |
TR - HEIM (R—V4BE8) Applications — material (see page 4) P P
- TBIAWREI A IS I - For many materials K | 1121
- BABROUIK T HHEEZER - High-volume machining N (20280 1214 K
- ALEEBINIRE TICHIFDFIMI - Suitable for roughing il
(=31} under unstable conditions N 41 N[ 2128 ) 1214
s 1113 N 4.1
H ) S 11-1.3
HC 14 ) J

a4 - Long design
SURBYE - Order code 2869AZ 2869LZ

0 dy Iy I3 I 0 ds lg 0 dy Ia Z H14X
hi1 h6 (%) BE
3 3 14 57 2,9 18 6 21 3 .003 [ ] [ )
4 8 18 57 3,8 20 6 21 3 .004 ° [ )
5 9 19 57 4,8 20 6 21 3 .005 () [ )
6 10 20 57 58 - 6 21 4 .006 [ ] [ )
8 12 25 63 7,7 - 8 27 4 .008 o [ )
10 15 30 72 9,5 — 10 32 4 .010 ° °
12 18 85 83 11,5 - 12 38 4 .012 () [ )
14 21 35 83 13,5 - 14 38 4 .014 ° °
16 24 40 92 15,5 - 16 44 4 .016 [ ] [ )
20 30 50 104 19,5 - 20 54 4 .020 [J [ )

12 @ = 1E#EFEE - Stock tool Z3ESH - Ordering example: 2869AZ.003



H)BIZ&44 - Cutting Conditions

LIVTF4hyh TVRIN-2a3— A AV IT91T
Solid carbide end mills — long design with short flute length

R

FRANKEN

L SNTu/er-Cut

TR - Valid for

2869AZ
2869LZ

S =
= Il 1l
T & L
&
0 d4
g Lo || ¢ oo | =
de de de
ag =0y 2, =0,4xdy 2, =0,2xd4 TIALN
YIHIRE HHizhxED YIHIRE HHi=hxED YIHIRE HHi=hED % m* MMS %
Ve [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] v
160 0,007 x dy 180 0,008 x dy 200 0,009 x dy o u] u] ]
150 0,006 x dy 170 0,007 x dy 190 0,008 x ds o m] o ]
140 0,005 x dy 160 0,006 x dy 180 0,007 x dy ] ] u] ]
120 0,004 x dy 140 0,005 x dy 150 0,005 x dy o ] o ]
100 0,004 x dy 120 0,004 x dy 130 0,005 x dy o ] u] ]
80 0,004 x d; 90 0,005 x ds 100 0,005 x d; []
M 60 0,004 x ds 70 0,005 x ds 80 0,005 x ds [l
4.
160 0,007 x ds 180 0,008 x ds 200 0,009 x d4 5] (] 5] (]
160 0,007 x ds 180 0,008 x d; 200 0,009 x d; 5] (] 5] []
140 0,006 x ds 160 0,006 x ds 180 0,007 x ds 5] [] 5] ]
140 0,006 x ds 160 0,006 x d4 180 0,007 x d4 5] [] 5] []
120 0,006 x ds 140 0,006 x ds 150 0,007 x d4 5] [] 5] []
120 0,006 x ds 140 0,006 x ds 150 0,007 x ds =] ] 5] ]
100 0,004 x ds 120 0,005 x d4 130 0,005 x d4 5] [] 5] []
80 0,004 x d 90 0,005 x d 100 0,005 x d 5] [] 5] (]
480 0,009 x d 550 0,010 x d4 600 0,011 x ds []
480 0,009 x ds 550 0,010 x d4 600 0,012 x d4 []
320 0,009 x ds 370 0,010 x d 400 0,011 x ds (]
140 0,007 x d4 160 0,008 x ds 180 0,009 x ds 5] []
140 0,007 x d4 160 0,008 x ds 180 0,009 x ds 5] []
140 0,007 x d4 160 0,008 x ds 180 0,009 x d4 5] 5] []
130 0,006 x ds 150 0,006 x ds 160 0,007 x ds 5] (]
130 0,006 x ds 150 0,006 x ds 160 0,007 x d; 5] (]
130 0,006 x ds 150 0,006 x d; 160 0,007 x d; 5] 5] [l
80 0,004 x d4 90 0,005 x d4 100 0,005 x d4 (]
80 0,004 x d; 90 0,005 x ds 100 0,005 x d4 []
320 0,011 x ds 370 0,012 x d; 400 0,014 x d; 5] 5] ]
80 0,004 x d; 90 0,005 x ds 100 0,005 x ds [l
80 0,005 x ds 90 0,006 x ds 100 0,006 x d4 []
60 0,004 x ds 70 0,005 x d4 80 0,005 x d4 (]
40 0,004 x d; 50 0,004 x d; 50 0,005 x d; []
80 0,004 x ds 90 0,004 x d; 100 0,005 x ds 5] ]
Hi—
4
.5

BB



FRANKEN 885727 TYRIIL LT+ - Solid Carbide End Mills

N7e/r-Curte
- ZEMICEEZ 2/\1/XT74— - Multi-functional, @ RZ1InT v hBLTRZINT
NYRAY—=)L high performance tool NR fine Dry machining Flood and dry machining
-TERSEICEHDI—F - Several corner radii per A~
—RZEZA>FVT cutting diameter —_—
- BODNS DEREEHIN - Internal coolant supply,
42 (ICA) axial exit (ICA) ICA
—_—
= BE = =
.
DIN 6535
{_JHA
HB
—ed
iy | &
45° ER
=l @‘
5 ) ) = 35
N g ‘ ZA - Vc/fz
l2 = \ E
I3 15 — . —_— -
h A=ILFOUKR A—=ILZOVKR
O—7«>% - Coating TIALN | ALCR |
EREE - IREIM (R—V4ZR) Applications — material (see page 4) P (1.1-51 P (1151 )
- [FEAETRTOWHEIMITTT G - For almost all materials K | 1.1-2.1
- BRROYIK THEHREEER - High-volume machining N (20280 1214 K
- ALEEBINIRE TICHIFDFIMI - Suitable for roughing 25
(=31} under unstable conditions N 4.1 N (21-28 ) 1214
S 11-1.3 N 4.1
H 14 S 11-1.3
H 14 ) |
DIN 6527 - 1>/ - Long design d—7F—RfIZ - Corner radius
FIZBIE - Order code 2673AZ 2673LZ
0 dy r Iy I3 I pd3  0dy Ia Z H14X
nit e o0 (I | BUE
6 0,5 13 20 57 58 6 21 4 .006005 ® °
6 1 13 20 57 58 6 21 4 .006010 ) [ )
6 1,5 13 20 57 5,8 6 21 4 .006015 [} [ )
8 0,5 19 25 63 7,7 8 27 4 .008005 ° [ )
8 1 19 25 63 7,7 8 27 4 .008010 [} [ )
8 1,5 19 25 63 7,7 8 27 4 .008015 ° °
8 2 19 25 63 7,7 8 27 4 .008020 [ ] [
10 1 22 30 72 9,5 10 32 4 .010010 ) [ )
10 1,5 22 30 72 9,5 10 32 4 .010015 o [ )
10 2 22 30 72 9,5 10 32 4 .010020 () °
12 1 26 g9 83 11,5 12 38 4 .012010 o [ )
12 1,5 26 35 83 11,5 12 38 4 .012015 [ ] [
12 2 26 g9 83 11,5 12 38 4 .012020 [} [ )
12 3 26 35 83 11,5 12 38 4 .012030 ° [ )
14 1 26 35 83 185 14 38 4 .014010 () [ )
14 1,5 26 35 83 13,5 14 38 4 .014015 ° [ )
14 2 26 oo 83 1185 14 38 4 .014020 ° [ )
14 3 26 35 83 13,5 14 38 4 .014030 ® °
16 1 32 40 92 15,5 16 44 4 .016010 [ ] [
16 1,5 32 40 92 15,5 16 44 4 .016015 ° °
16 2 32 40 92 15,5 16 44 4 .016020 ° [ )
16 3 32 40 92 15,5 16 44 4 .016030 () °
20 1,5 38 50 104 19,5 20 54 4 .020015 ° °
20 2 38 50 104 19,5 20 54 4 020020 o °
20 & 38 50 104 19,5 20 54 4 .020030 [J ()

O —F—REFFHRBEERLET
Other corner radii available on request

@ = 1E#EFEE - Stock tool Z3ESH - Ordering example: 2673AZ.006005

"



H)BIZ&44 - Cutting Conditions

LIVFaeAvh VRS O—F—REE-OVT51T

Solid carbide end mills with corner radius — long design

R

FRANKEN

L SNTu/er-Cut

FEREE - Valid for

2673AZ
2673LZ

S =
=< >
- © ©
=] — —
> 11 Il
I} [=% o
— 3 <
Il
&
0 d4
— < &
N ‘ 0 d4 ‘ ‘ 0 dy ‘
= 1 1
a A de
a = o 2. =0,4xd; 2 =0,2x0dy TIALN
YIHIRE HHizhxED YIHIRE HHi=hxED YIHIRE HHi=hxED % m* MMS %
V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] v
140 0,006 x dy 160 0,007 x dy 180 0,008 x dy o u] u] ]
130 0,006 x dy 150 0,006 x ds 170 0,007 x dy o m] o ]
120 0,005 x dy 140 0,005 x dy 160 0,006 x dy ] ] u] ]
110 0,004 x dy 130 0,004 x dy 140 0,005 x dy o ] o ]
100 0,004 x dy 120 0,004 x dy 130 0,004 x dy o ] u] ]
70 0,004 x d; 80 0,004 x d; 90 0,005 x d; s
M 60 0,004 x ds 70 0,004 x ds 80 0,005 x ds $
Iy
140 0,007 x d 160 0,007 x ds 180 0,008 x d4 5] (] 5] []
140 0,007 x ds 160 0,007 x d; 180 0,008 x ds 5] (] 5] []
120 0,005 x d; 140 0,006 x ds 160 0,007 x ds 5] [] 5] [l
120 0,005 x dy 140 0,006 x d4 160 0,007 x d4 5] (] 5] (]
110 0,005 x ds 130 0,006 x ds 140 0,007 x d4 5] [] 5] []
110 0,005 x ds 130 0,006 x ds 140 0,007 x ds =] ] 5] ]
80 0,004 x ds 90 0,004 x ds 100 0,005 x d4 5] [] 5] []
70 0,004 x d 80 0,004 x d 90 0,005 x d 5] [] 5] (]
420 0,008 x ds 480 0,009 x ds 550 0,010 x d4 (]
420 0,008 x ds 480 0,009 x ds 550 0,011 x dy ]
280 0,008 x ds 320 0,009 x ds 360 0,010 x d4 (]
120 0,007 x d4 140 0,007 x d 160 0,008 x ds 5] []
120 0,007 x d4 140 0,007 x d4 160 0,008 x ds 5] []
120 0,007 x d4 140 0,007 x ds 160 0,008 x ds 5] 5] []
110 0,005 x ds 130 0,006 x ds 140 0,007 x ds 5] []
110 0,005 x ds 130 0,006 x ds 140 0,007 x d; 5] []
110 0,005 x ds 130 0,006 x ds 140 0,007 x d; 5] 5] ]
70 0,004 x d; 80 0,004 x d4 90 0,005 x d4 (]
70 0,004 x ds 80 0,004 x d; 90 0,005 x d4 [l
280 0,010 x s 320 0,011 x ds 360 0,012 x d; 5] 5] ]
70 0,004 x d; 80 0,004 x d; 90 0,005 x d; [l
70 0,005 x ds 80 0,005 x ds 90 0,006 x d4 []
60 0,004 x ds 70 0,004 x ds 80 0,005 x d4 (]
40 0,003 x d; 50 0,004 x d; 50 0,004 x d; []
70 0,004 x ds 80 0,004 x d; 90 0,004 x d; 5] ]
Hi—
4
.5

BB



FRANKEN 8570 7TYRIIL LTy~ "R—)L" - Solid Carbide Ball Nose End Mills

N7e/r-Cue
- ZBKICfEZS/\A/XT74— - Multi-functional, @ RZ1InT Iy hBEURFIIIT
NYRAY—=)L high performance tool NR fine Dry machining Flood and dry machining
-7O77AIATZEDRYIAT - Chip-breakers also A~
TRH TRV HIHEHT in the radius section R
- DA F2M T DERE - 2 centre cutting edges
~Ia DIN 6535
I = =
S ) TN s —
< o ‘
» . | O
I3 45° R—=JL
h
/S
Design |, 3-5°
=la _—
@ - Vc/fz
= WY ( \ S N\ E
= " - \ / = 17
lp ‘; ‘
I3
I4 — -~ — -~
I A=ILFOUKR A=ILFOVKR
O—7«>% - Coating TIALN | ALCR |
TR - HEIM (R—V4BE8) Applications — material (see page 4) P P
- FEAETRTOBEIFICH I - For almost all materials K K
- AREEBMNIERETICHIFSITIMI - Suitable for roughing N (212852 41 N (24-28,52) 41
|[CERE under unstable conditions : :
- FFICIRITDFEINLIC&RE - Suitable for 3D-roughing S 1.1-13 S 1.1-1.3
H 1.1 | H 1.1 l
a4 - Long design
SYRBIE - Order code 2667A 2667L
0 d r Iy I3 o eds 1y edy Z 14X
h11 n6 (%) BE
3 1,5 8 14 57 2,9 18 6 21 3 .003 [} [ )
4 2 11 18 57 3,8 20 6 21 3 .004 [ ] )
5 25 13 19 57 4,8 20 6 21 3 .005 o [ )
6 3 13 20 57 58 - 6 21 4 .006 ° [ )
8 4 19 25 63 7,7 = 8 27 4 .008 o [ )
10 5 22 30 72 9,5 — 10 32 4 .010 ° °
12 6 26 85 83 11,5 - 12 38 4 .012 o [ )
14 7 26 35 83 13,5 — 14 38 4 .014 ° [ )
16 8 32 40 92 15,5 - 16 44 4 .016 o [ )
20 10 38 50 104 19,5 - 20 54 4 .020 [J ()

16 @ = 1ZE#EFEE - Stock tool Z3ESXH - Ordering example: 2667A.003



41244 - Cutting Conditions

FRANKEN

L SN Iu/er-Cut
= LIVTF1hyk TVRII R=)L-OVT59147
—-_— Solid carbide ball nose end mills — long design FHERELS - Valid for
=— 2667A
_‘ NR | 2667L
S
i
&
‘ 0 dy ‘ &
de
2, =0,5xd4
YIEIEREE HHi=hED
v [m/min] fz[mm]
140 0,004 x d4 u] O O [ ]
130 0,003 x d4 m] O [u] ]
110 0,003 x d4 u] [ ] O [ ]
20 0,002 x dy o M o n
70 0,002 x d4 u} [ ] o [ ]
4.
140 0,004 x d4 5] [] [&] ]
140 0,004 x d4 [&] [] ] ]
130 0,003 x d4 [a] [] 5] []
130 0,003 x d4 [m] [] ] []
110 0,003 x d4 [E] [] [] [
110 0,003 x dq =] [] [a] ]
90 0,002 x dq =] [] @] ]
70 0,002 x d 0 [] 5] ]
u
]
]
130 0,004 x d4 ] []
130 0,004 x d4 ] []
130 0,004 x dq 8] 8] ]
120 0,003 x d4 =] ]
120 0,003 x dy ] ]
120 0,003 x dy [u] [a] ]
70 0,002 x d4 []
70 0,002 x d4 ]
290 0,006 x d4 [a] [a] ]
70 0,002 x dq []
70 0,003 x d4 []
60 0,002 x d4 []
40 0,002 x d4 [
70 0,002 x dq =] []

BB



FRANKEN #8572 7TYRIIL LILTAYR "F27Lvo X" - Solid Carbide End Mills “Duplex”

NI /Zr-Curt
- ZEMICEEZ 2/\1/XT74— - Multi-functional, @ RZ1InT v hBLTRZINT
NYRAY—=)b o high performance tool NR fine Dry machining Flood and dry machining
-T2 7Ly RYIARKE - With Duplex geometry Annn
- HPCEBEZRM T E =X DI - Combination of HPC- e
OMAICHIGUIEETE and high-feed end mill
- BODS DAEREGHIN - Internal coolant supply, ICA
42 (ICA) axial exit (ICA)
—— B — -
===
DIN 6535
£ JHA
HB
—ed
45° Rap
S /N
= = 3-5°
1RSI it
I § ‘ ZA - criz
|3 \ 19 — -~ -~ — -~ -~
h — A=IZFIVR A=IZFIVR
O—7«>% - Coating TIALN | ALCR |
TR - HEIM (R—V4BE8) Applications — material (see page 4) P P
- [FEAEFTRTORBIMITIIIT - For almost all materials K K
- ALEEBMITRE TICHIFBDFIMI - Suitable for roughing N 2326 N 2326
[CRiE under unstable conditions . == —=
- 2RTT. IRTTDFRIN T IC&RE - 2D and 3D contours can be produced HCd ) 12 ) H 14 1.2
DIN 6527 - >4 - Long design
SURBIFE - Order code 2614AZ 2615AZ 2614LZ 2615LZ
ody Rgp r1/ro tmax o I3 l1 gd; 0dy Z H14X
hi1 n6 (%) BE
6 08 29/06 02 13 20 57 58 6 21 4 .006 [ ] [} [} [}
8 1 3,9/08 03 19 25 63 77 8 27 4 .008 [} [} [} ®
10 12 49/1 04 22 30 72 95 10 32 4 .010 [ ] () [} [}
12 16 59/12 04 26 3 83 115 12 38 4 .012 [} [} [} ®
16 22 78/16 05 32 40 92 155 16 44 4 .016 [ [J [J )
Duplex Y1 X &5
Duplex geometry

tmax = LEFIRERES I 7 X Ryp EDHEICEZHIDFZUEDRA(E
Maximum rest material resulting from radius deviation from Rgp
R3p = CAM EDREZI 7R
Radius to be programmed in CAM
rn =EINUZITX
Face radius
r, =ENAZIYFZRENBINEDRSTIT A
Tangential radius between face radius and circumference cutting edge

18 @ = 1E#EFEE - Stock tool Z3ESXH - Ordering example: 2614AZ.006



H)BIZ&44 - Cutting Conditions

LIVTFa4 vk TYRIN "F2TLY IR -AVT51T

FRANKEN

L SNTu/er-Cut

= Solid carbide end mills “Duplex” — long design FERE - Valid for
=< 2614A7
NR | 2615AZ
HPC B AR T HSC E53& T gg] ‘5‘5
NEANEERLIFINT EXNEERALEED T
Roughing with circumference cutting edge High feed roughing with face cutting edge
S S
= i Il
5 & e 2
&
8 dy &
(\?J od, & od & o6
s g g
3g = 04 3 =0,4xd4 3, =0,2xd4
YHRE |FH0%E0 | TIHLRE | WHhxD | YIHIERE | Hépfhxb| YIHIERE |HHlichikD | #rTmyhis
V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] ap [mm]
170 0,005 x d4 190 0,006 x d4 200 0,007 x d4 220 0,038 x d4 0,05 x dq 0,5 x dy m] u O L]
150 0,005 x d 170 0,005 x dq 180 0,006 X d 200 0,034 x dq 0,05 X dy 0,5 dy o [ [
130 0,004 x d4 140 0,005 x d4 160 0,005 x d4 170 0,030 x d4 0,04 x dq 0,4 x dy u] u m]
120 0,003 x d4 130 0,004 x d4 140 0,004 x d4 160 0,024 x d4 0,03 x d4 0,3 x dy u} L} O
110 0,003 x d4 120 0,003 x d4 130 0,004 x d4 140 0,022 x d4 0,03 x dq 0,3 x dy o u o
1.1
M[ 21
3.1
4.1
170 0,006 x d4 190 0,006 x d4 200 0,007 x d4 220 0,040 x d4 0,06 x dq 0,6 x dy u] L] L]
170 0,006 x d4 190 0,006 x d4 200 0,007 x d4 220 0,040 x d4 0,06 x dq 0,6 x dy o L] L]
150 0,005 x d4 170 0,005 x d4 180 0,006 x d4 200 0,032 x d4 0,05 x d4 0,5xd4 u] L] L]
150 0,005 x d4 170 0,005 x d4 180 0,006 x d4 200 0,032 x d4 0,05 x dq 0,5xd4 u] L] L]
130 0,005 x d4 140 0,005 x dy 160 0,006 x d4 170 0,032 x dy 0,05 x dq 0,5xd4 u] L L
130 0,005 x dq 140 0,005 x dq 160 0,006 x dq 170 0,032 x d4 0,05 x dq 0,5 x dy m] u u
100 0,003 x d4 110 0,004 x d4 120 0,004 x d4 130 0,024 x d4 0,03 x dq 0,3 xd4 a u L]
80 0,003 x d 90 0,004 x d 100 0,004 x d 100 0,024 x d 0,03 xd 03xd [u] L] L]
150 0,006 x d4 170 0,006 x d4 180 0,007 x d4 200 0,040 x d4 0,06 x dq 0,6 x dy (] L]
130 0,005 x d4 140 0,005 x d4 160 0,006 x d4 170 0,032 x d4 0,05 x d4 0,5xd4 O L]
80 0,003 x d4 90 0,004 x d4 100 0,004 x d4 100 0,024 x d4 0,03 x d4 0,3xd4 O L]
. 80 0,003 x d4 90 0,003 x d4 100 0,004 x d4 100 0,022 x d4 0,03 x d4 0,3xd4 u] L]
H b 80 0,003 x d4 90 0,003 x d4 100 0,004 x dy 100 0,020 x dy 0,03 x dq 0,3xd4 u] L
2
5

B



FRANKEN #8572 7TYRIIL LLT1Avk "F27Lvo X" - Solid Carbide End Mills “Duplex”

N7e/r-Cue
- ZEMICEEZ Z/\1/XT74— - Multi-functional, @ RZ1InT v hBLTRZINT
NYRAY—=)L o high performance tool NR fine Dry machining Flood and dry machining
-T2 7Ly RYIARKE - With Duplex geometry Annn
- HPCESREEEM T &A% AT - Combination of HPC- _— . .
OMAICHIGUIEETE and high-feed end mill
- BODS DAEREGHIN - Internal coolant supply, ICA
42 (ICA) axial exit (ICA)
-RWIHERWY YV IDI - Extralong design with ﬂ ﬂ
JANZOVT &S long flute length = \ J J
FBEE
===
DIN 6535
£ JHA
HB
—ed
45°

% S fa E
] ‘ ZA - vG/fZ
Ip & B
I3 b 21 — 0, — 0,
h — A=ILFOUKR A=ILFOVKR
d—7 >4 - Coating TIALN | ALCR |
TR - HEIM (R—V4BE8) Applications — material (see page 4) P P
- [FEAEFTRTORBIMITIIIT - For almost all materials K K
- ALEEBMITRE TICHIFBDFIMI - Suitable for roughing N 2326 N 2326
=3 under unstable conditions ) == —=
- 2RTT. IRTTOFRINTICTRE - 2D and 3D contours can be produced HCd ) 12 ) H 1.2
TIHZANZAY% - Extra long design
SURBYE - Order code 2616AZ 2617AZ 2616LZ 2617LZ
ody Rgp r1/ro tmax o I3 l1 gd; 0dy Z H14X
hi1 he R | BE
8 1 3,9/0,8 03 19 30 68 7,7 8 32 4 .008 [ [} [ ] [}
10 12 49/1 04 22 35 80 95 10 40 4 .010 [} [} [ ] ()
12 16 59/12 04 26 45 93 115 12 48 4 012 [ ] () [ ] [}
16 22 78/16 05 32 55 108 155 16 60 4 .016 [J ) [ ] ®
Duplex Y1 X &5

Duplex geometry

tmax = LEFIRERES I 7 X Ryp EDHEICEZHIDFZUEDRA(E
Maximum rest material resulting from radius deviation from Rgp
R3p = CAM EDREZI 7R
Radius to be programmed in CAM
rn =EINUZITX
Face radius
r, =ENAZIYFZRENBINEDRSTIT A
Tangential radius between face radius and circumference cutting edge

20 @ = 1E#EFEE - Stock tool Z3ESH - Ordering example: 2616AZ.008



H)BIZ&44 - Cutting Conditions
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Solid carbide end mills “Duplex” — extra long design

FRANKEN

L SNTu/er-Cut

FERE - Valid for
2616AZ

ESSS ) NR | 2617AZ
HPC B AR T HSC E53& T gg] %
NEANEERLIFINT EXNZFERUEZXED NI
Roughing with circumference cutting edge High feed roughing with face cutting edge
S S
= i I
5 & e 2
&
8 dy &
(\?J od, & od & o6
g S S
3g = 04 3 =0,4xd4 3, =0,2xd4
YHRE |FH0%E0 | TIHLRE | WHhxD | YIHIERE | Hépfhxb| YIHIERE |HHlichikD | #rTmyhis
V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] ap [mm]
170 0,005 x d4 190 0,006 x d4 200 0,007 x d4 220 0,038 x d4 0,05 x dq 0,5 x dy m] u O L]
150 0,005 x d 170 0,005 x dq 180 0,006 X d 200 0,034 x dq 0,05 X dy 0,5 dy o [ [
130 0,004 x d4 140 0,005 x d4 160 0,005 x d4 170 0,030 x d4 0,04 x dq 0,4 x dy u] u m]
120 0,003 x d4 130 0,004 x d4 140 0,004 x d4 160 0,024 x d4 0,03 x d4 0,3 x dy u} L} O
110 0,003 x d4 120 0,003 x d4 130 0,004 x d4 140 0,022 x d4 0,03 x dq 0,3 x dy o u o
1.1
M[ 21
3.1
4.1
170 0,006 x d4 190 0,006 x d4 200 0,007 x d4 220 0,040 x d4 0,06 x dq 0,6 x dy u] L] u]
170 0,006 x d4 190 0,006 x d4 200 0,007 x d4 220 0,040 x d4 0,06 x dq 0,6 x dy o L] o
150 0,005 x d4 170 0,005 x d4 180 0,006 x d4 200 0,032 x d4 0,05 x d4 0,5xd4 u] L] u]
150 0,005 x d4 170 0,005 x d4 180 0,006 x d4 200 0,032 x d4 0,05 x dq 0,5xd4 u] L] u]
130 0,005 x d4 140 0,005 x dy 160 0,006 x d4 170 0,032 x dy 0,05 x dq 0,5xd4 u] L u]
130 0,005 x dq 140 0,005 x dq 160 0,006 x dq 170 0,032 x d4 0,05 x dq 0,5 x dy m] u a
100 0,003 x d4 110 0,004 x d4 120 0,004 x d4 130 0,024 x d4 0,03 x dq 0,3 xd4 a u o
80 0,003 x d 90 0,004 x d 100 0,004 x d 100 0,024 x d 0,03 xd 03xd [u] L] =]
150 0,006 x d4 170 0,006 x d4 180 0,007 x d4 200 0,040 x d4 0,06 x dq 0,6 x dy (] L]
130 0,005 x d4 140 0,005 x d4 160 0,006 x d4 170 0,032 x d4 0,05 x d4 0,5xd4 O L]
80 0,003 x d4 90 0,004 x d4 100 0,004 x d4 100 0,024 x d4 0,03 x d4 0,3xd4 O L]
. 80 0,003 x d4 90 0,003 x d4 100 0,004 x d4 100 0,022 x d4 0,03 x d4 0,3xd4 u] L]
H b 80 0,003 x d4 90 0,003 x d4 100 0,004 x dy 100 0,020 x dy 0,03 x dq 0,3xd4 u] L
2
5

BB °



FHANKEN 8857 v7TYRIL LILF 1Ay R "R—2R" - Solid Carbide End Mills

N7e/r-Cue
- ZEMICEZ 2E1ER/\C - Multi-functional, m
NTA—~NXVRATHE high performance tool NR fine
- TR&HTE WG BIIEST - Vlery low cutting forces
-eyy—hvhk - Centre cutting R
2EBEOTERS - 2 lengths available
ﬁgﬁ
l
=Ia DIN 6535 ‘
. s | ~
i o ot | -
= A \ JJ =
I f ‘ M L ‘
I3 45° 45°
I |
/N
Design I, 3-5°
=l —J
ZA - Vcéfz
5 SRS N 5 N\
s A { ] s 23
I é’ ‘
I3
lg — -
h IA=ILZIV KR
d—7F %" - Coating TIALN |
TEFEFE - HEIM (R—V45E8) Applications — material (see page 4) p
- [FEAETRTOWHEIMITT G - For almost all materials SR
- AREBIMTRETICRIFZFMI - Suitable for roughing S )
IcBRE under unstable conditions K [(13-22 ) 31-42
N
s Q)
H | 1
DIN 6527 — 23— - Short design
SRBYE - Order code 2896A 2897A
0 dq lo I3 l4 0 ds g 0 dy In Z 14X
ni1 G ol (9% BE
3 5 9 50 29 14 6 14 3 .003 () °
4 8 12 54 3,8 18 6 18 3 .004 [ ®
5 9 16 54 4.8 18 6 18 3 .005 () )
6 10 16 54 5,8 - 6 18 4 .006 () ®
8 12 20 58 7,7 - 8 22 4 .008 [ ] °
10 14 24 66 9,7 - 10 26 4 .010 [ ] [
12 16 26 73 11,6 - 12 28 4 012 () )
14 18 28 75 13,6 — 14 30 4 .014 [} ®
16 22 32 82 1515 - 16 34 4 .016 () )
20 26 40 92 19,5 — 20 42 4 .020 [ [ ]
DIN 6527 - >4/ - Long design
S RBYE - Order code 2892A 2893A
o d lp I3 l 0 d; Iy 0 dp I Z 14X
ni n6 o1  FH BE
2 8 14 57 2,9 20 6 21 3 .003 [} ®
4 11 18 57 3,8 20 6 21 3 .004 ° ®
5 13 18 57 48 20 6 21 3 .005 [ ) )
6 13 20 57 5,8 — 6 21 4 .006 ° ®
8 19 25 63 7,7 - 8 27 4 .008 [ ) [
10 22 30 72 9,7 — 10 32 4 .010 ° ®
12 26 &h 83 11,6 - 12 38 4 .012 [ ) [ )
14 26 35 83 13,6 - 14 38 4 .014 ° ®
16 32 40 92 155 - 16 44 4 .016 [ ) [ )
20 38 50 104 19,5 — 20 54 4 .020 J ®

29 @ = 1E#EFEE - Stock tool S3EXH - Ordering example: 2896A.003



H)BIZ&44 - Cutting Conditions
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Solid carbide end mills — short and long design

FRANKEN

L SNTu/er-Cut

T EREL G - Valid for

2892A
2893A

2896A
2897A

= =
= I I
I o =
S
0 dq
s oo ][] oo | @
de de de
=04 2, = 0,4 xdy 2, =0,2xd4
IHIRE HHDED YIHIERE HHizbikb YIHIERE HH=bikb MMS %
V¢ [m/min] f, (mm] V¢ [m/min] f, (mm] V¢ [m/min] f, (mm] maL
120 0,005 x dq 140 0,006 x dq 170 0,007 x dq o u
110 0,004 x dy 130 0,005 x dy 150 0,006 x dy u] ]
90 0,004 x dq 110 0,005 x d 130 0,005 x dq o L] L]
70 0,003 x dy 80 0,004 x d; 100 0,004 x d; ] [ ]
60 0,003 x d 70 0,003 x d 80 0,004 x dq o L]
. 60 0,003 x ds 70 0,004 x ds 80 0,004 x ds []
X 50 0,003 x ds 60 0,004 x d; 70 0,004 x d; (]
4.
120 0,005 x d 140 0,006 x d 170 0,007 x dy u =
120 0,005 x ds 140 0,006 x ds 170 0,007 x d4 [] []
110 0,004 x ds 130 0,005 x ds 150 0,006 x ds (] (]
110 0,004 x ds 130 0,005 x ds 150 0,006 x ds [l (]
90 0,004 x d; 110 0,005 x d; 130 0,006 x d; [l []
90 0,004 x ds 110 0,005 x d; 130 0,006 x ds [] []
70 0,003 x d 80 0,004 x dy 100 0,004 x dy u u
60 0,003 x d 70 0,004 x d 80 0,004 x d ] O
110 0,005 x ds 130 0,006 x ds 150 0,007 x d4 []
110 0,005 x d 130 0,006 x d 150 0,007 x dy u
110 0,005 x d 130 0,006 x dy 150 0,007 x dy 5] u
100 0,004 x ds 120 0,005 x ds 140 0,006 x d4 (]
100 0,004 x ds 120 0,005 x ds 140 0,006 x ds (]
100 0,004 x ds 120 0,005 x ds 140 0,006 x ds 5] (]
240 0,008 x ds 290 0,009 x d; 340 0,011 x ds 5] [l
60 0,003 x ds 70 0,004 x d; 80 0,004 x d; (]
60 0,004 x ds 70 0,004 x dy 80 0,005 x d ]
. 60 0,003 x d 70 0,003 x d 80 0,004 x dy 0 u
4
R

B ©
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