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the NR profile vibrations and cutting forces are minimised.

The Multi-Cut geometry, which has proven itself for years, has been
extended by a new high-performance AICrN coating. This layer is
characterised by a high oxidation resistance and an excellent thermal
shock stability. These tools achieve a significant increase in tool life
particularly in flood machining. But also in dry machining the formation of a
built-up cutting edges is reduced and chip removal is improved thanks to a
very smooth surface.

Higher number of flutes

The Multi-Cut product line has been expanded to include dimensions

with a higher number of flutes in the long version. These are available with
5 flutes from a cutting diameter of 8 mm and with 6 flutes from a cutting
diameter of 12 mm. Higher feed values reduce the machining time and the
tool life is increased due to less wear.

All dimensions with 5 flutes are also suitable for full slot milling up to 1 x d4
and ramp angles of up to 10° are possible thanks to large gaps on the
face side.

Characteristics:

e \ariable spacing

o Stabilised cutting edge

 High-performance coatings

e Optionally available with internal coolant supply, axial exit (ICA)

Main feature:
Process-reliable roughing

Available tools:

 Solid carbide end mills

e Solid carbide end mills with corner radius
e Solid carbide ball nose end mills

e Solid carbide end mills “Duplex”

We provide safe starting conditions (v, / ) and information on the
recommended coolant-lubricant for each tool depending on the respective
material group.

ALCR coating (L)

e High-performance coating for dry and flood machining
e \lery high thermal shock stability

e Excellent heat resistance

e 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.
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OO KNI 7A 5 — Product finder
=1 l R R
E0)War Please note: = -
BWHIMICH I 2BEIY RIILOBREEUTORES TRINTVET: The suitability is indicated as follows:
m= 53 W = very suitable l l
O = B [0 = suitable
A=ILFOVR
]
NR .
- - - - - - - 261412 2616L.Z fe—
2869L 2873L 2875L 2869L.Z 287512 267312 2667L 2615L.Z 261712 - =
TBFAEEE - #RAIH 1B M EHI(DINfth) MREGI(ISTt) 6 8 10 12 14 16 18 20 22 ~—3-Page
Applications — material Tensile Strength Material examples Material examples 7 9 11 13 15 17 19 21 23 B v/f,
AR U Cold-extrusion steels, Cq15
SR R Construction steels, <600 N/mm? S235JR (SB7-2) sé%cmgg Hsvsv%%os%m ] n ] n u n n u n
REUER Free-cutting steels, etc. 10SPb20 ’ '
KIS E R R Construction steels, E360 (St70-2)
B Case-hardened steels, <800 N/mm2 16MnCr5 8350,88’\21r?fégcsrﬁ'1w52l-kl_sCMn, [ u [ [ ] [ u [ [
$550 Steel castings, etc. GS-25CrMo4 i
SRR Case-hardened steels, 20MoCr3
HALIE Heat-treatable steels, <1000 N/mm?2 42CrMod ot Smaan, = = = = = = = = =
ARG Cold work steels, etc. 102Cr6 n, , obradn,
HALIBS Heat-treatable steels, 50CrMo4
AERER Cold work steels, <1200 N/mm?2 X45NiCrMo4 SCM445H, SKH, SKS, SKT, SUP | | | | | | | | | | | | | |
314 Nitriding steels, etc. 31CrMo12
Ba®if High-alloyed steels, X38CrMoV5-3
eI EM(sELEA) Cold work steels, < 1400 N/mm?2 X100CrMoV8-1-1 SKD12, SKD61, SKT, SUH, SKH | | | | | | | | | | | | | |
AT EHGESER) Hot work steels, etc. X40CrMoV/5-1
ATVLA Stainless steel materials
11 [7z5/4/MSILTUHAN Ferritic, martensitic < 950 N/mm2 X2CrTi12 SCS, SUS420J2, SUS403 ] L] [l ] ] [H] .

M[ 21 [A—XFF1F Austenitic < 950 N/mm2 X6CrNiMoTi17-12-2 SCS, SUH, SUS304, SUS316 [H] ] ] ] ] [H] . M
31 |[A—AFFANT7zZa4 b~ ZHE%R, EEER Austenitic-ferritic (Duplex) < 1100 N/mm2 X2CrNiMoN22-5-3 SUS329J3L, SUS630 L
41 [ A—XRTFANT7F( ZH%K, R Austenitic-ferritic heat-resistant (Super Duplex < 1250 N/mm?2 X2CrNiMoN25-7-4 SUS329J4L, SCS14A, 15-5PH 4.

) . . 100-250 N/mm?2 EN-GJL-200 (GG20) FC200 [ ] [ ] | | | | || | | | | | | | |
R BE% Cast iron with lamellar graphite (6JL) 250-450 /mm? | EN-GJL-300 (GG30) FC300 m n ] [ [} m n ] [
N . ] . 350-500 N/mm?2 EN-GJS-400-15 (GGG40) FCD400 [ ] [ ] [ ] [ ] [ ] [] [ ] [ ] [ ]
TIIANER Cast iron with nodular graphite (5.J5) 500-900 Wmm? | EN-GJS-700-2 (GGG70) FCO700 (] u [ [ [} (] [ ] ]
o= - . . ’ . 300-400 N/mm?2 GJV 300 FCV300 [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ]
ASE 3 Cast iron with vermicular graphite (GJV) 400-500 N\/mm2 GIV450 FoVA00 ] ] ] u ] ] ] ] u
. 250-500 N/mm2 | EN-GJMW-350-4 (GTW-35) FCMW330 [ ] | | | | | | || | | | | | | | |
FIEREHIK Malleable cast iron (STMW, GTMB) 500-800 N/mm2 | _EN-GJVIB-450-6 (GTS-45) FOMWS370 (] [ (] (] [l (] [ (] (]
ZILSZOLE Aluminium alloys
< 200 N/mm2 EN AW-AIMn1 A1050, A3030
FILEZULER EBEHEM Wrought aluminium alloys < 350 N/mm2 EN AW-AIMgSi A5052, A6061 ] [
< 550 N/mm2 EN AW-AIZn5Mg3Cu A7075 ] OJ
Si< 7% EN AC-AIMg5 ADC5, AC7A ] ]
FIEZULEE Y Aluminium cast alloys 7% <Si<12% EN AC-AISi9Cu3 ADC11, ADC12, AC2A
12% <Si<17% GD-AISi17Cu4FeMg ADC14
HEE Copper alloys
i, EE i Pure copper, low-alloyed copper < 400 N/mm2 E-Cu 57 i8R, C2400 [ ] [ ] [ ] [ ] [ ] [ ] [ ]
Eti] Copper-zinc alloys (brass, long-chipping) < 550 N/mm2 CuZn37 (Ms63) (2720,62801 [ ] [ ] [ ] [ ] [ ] [ ] [ ]
RS Copper-zinc alloys (brass, short-chipping) < 550 N/mm2 CuZn36Pb3 (Ms58) €3560,C3710 [ ] [ ] [ ] [ ] [ ] [ ] [ ] ] ]
TILSER Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm?2 CuAl10Ni5Fe4 (5210,06280 [] [] [ ] [] [] [] []
S Copper-tin alloys (tin bronze, long-chipping) < 700 N/mm2 CuSn8P LBC3 [ ] [ ] [ ] [ ] [ ] [ ] []
REIE Copper-tin alloys (tin bronze, short-chipping) < 400 N/mm2 CuSn7 ZnPb (Rg7) BC3 [ ] [ ] [] [ ] [ ] [ ] [ ] ] ]
N . <600 \/mm2 (AMPCO® 8) [] [] [] [] [] [] []
RiiaE Special copper alloys = 1400 N/mm? {AMIPCO® 45 ] [ ] [ [} [ u
SESPIN- Magnesium alloys
SESPINS Magnesium wrought alloys < 500 N/mm?2 MgAI6Zn
SESPINGES 3] Magnesium cast alloys < 500 N/mm2 EN-MCMgAI9Zn1 MC2A, MDTA
=) i Synthetics
2FE{LERIRE Duroplastics (short-chipping) Bakelit, Pertinax ] ] [ ] ] ] ]
AR AR Thermoplastics (long-chipping) PMMA, POM, PVC
HAER LA (M2 H 2 <30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK
e LAE (S EE >30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK
3 Special materials
725774k Graphite C 8000
SV TATU-iER Tungsten-copper alloys W-Cu 80/20 [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ]
Eamrl Composite materials Hylite, Alucobond
FIVER Titanium alloys
HFT> Pure titanium < 450 N/'mm2 Til WFry> O OJ O [}
N o < 900 N/mm2 TiAl6V4 Ti-6AI-4V ] ] [H] ]
FIVEE Titanium alloys = 1250 \/mm2 TiAI4Mo4Sn2 TiAI4M04Sn2 O 0 0 0
—yTIILESE. INILNESE HKELS Nickel alloys, cobalt alloys and iron alloys
W=l Pure nickel < 600 N/mm2 Ni 99,6 =TIl
— ™ : < 1000 N/mm?2 Monel 400 EXJL 400, /\XF7 OB
=vrlEaE Nickel-base alloys = 1600 W/mm? Tconel 718 ToAFIL 718
N N ] <1000 N/mm2 Udimet 605 Udimet 605
JNVNESS Cobalt-base alloys = 7600 N/mm2 Haynes 25 ATUZ %5
HEES Iron-base alloys < 1500 N/mm?2 Incoloy 800 >0 800
£ Hard materials
1.1 44 - 50 HRC Weldox 1100 SKT4 [] [] [] [] [] [] [] [] []

H 1.2 50 - 55 HRC Hardox 550 J\—Rvy 7 X550 ] [ H
13 | =REMR. SEEHN. SEEsE% High strength steels, hardened steels, hard castings 55 - 60 HRC Armox 600T SKD61 .
1.4 60 - 63 HRC Ferro-Titanit SKD11 4
15 63 - 66 HRC HSSE B ] 5
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- Multi-functional,

Y=L high performance tool
- {EWETHIEST - Low cutting forces
- RWAROSBIMERRET - Short flute length
-evy—hvh - Centre cutting
-3BENTERS - 3 lengths available
~Ia
5 /(I 38
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g
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Ty hBLCRZAIIT
Flood and dry machining
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d—F % - Coating ALCR
SEFERE - REIM (R—V4SER) Applications — material (see page 4) P
- MR W BRI XT S - For many materials 11-2.1
- BAROTIKTHEEE % ER - High-volume machining K
- AREBMIERETICHFDTIMI - Suitable for roughing

[CRE under unstable conditions N (21-28,52] 41

HiC 14 |

A>% - Long design

S AU - Order code 2869L
0 d Iy I3 4 0 d3 lg 0 dy Ia Z PA4X
hi1 n6 = SE] B
1 1,5 3 38 0,9 9 31 - 3 .001 O
2 3 8 57 1,9 15 6 21 3 .002 [ ]
3 5) 14 57 2,9 18 6 21 3 .003 [}
4 8 18 57 3,8 20 6 21 3 .004 [ J
5 9 19 57 4.8 20 6 21 3 .005 [}
6 10 20 57 5,8 - 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 o) 83 11,5 = 12 38 4 .012 [
14 21 35 83 13,5 - 14 38 4 .014 °
16 24 40 92 155 = 16 44 4 .016 °
20 30 50 104 19,5 — 20 54 4 .020 [
25 38 65 125 24,2 - 25 69 5 .025 [J
U224
Straight shank

TEHEMELEROBITICTHLHE

Achieved chip volume at end of tool life

MTEG - BERKRRME ~yhiT
Machining example — 1.0570 (5355J2+N), with coolant

ERm
Conventional end mill

Ty DIVTA v
FRANKEN Multi-Cut

BE:

Article no.:
TER:

Tool diameter:
YIHIRE :

Cutting speed:
HHT=DED :
Feed per tooth:

B EVIAME
Axial depth of cut:
FEAHEVAHE
Radial depth of cut:
[ElEEK :

Speed:

EDIRE

Feed speed:

[d4]
Ve
[z
[ap]
(2]
(n]

[vil

2869L.010

10 mm

240 m/min

0,07 mm

10 mm

4 mm

7640 min-1

2140 mm/min

HHIZ4 - Cutting Conditions

FRANKEN

6

EMUGE
[FRANKEN|

o = 1Z#ETEEE R - Stock tool

Z3EIA - Ordering example: 2869L.001

NI/e7-Cue
LIVT1hyh-ya— AR OVY
Solid carbide end mills — long design with short flute length Y SREL - Valid for
2869L
NR
S S
= Il Il
Il & &
&
] o < 0 d4 ‘ <
3]
A A de
=04 ae = 0,4 xdq 2 =0,2 x dq
VIR HBIDED VMR HBID%ED YRR H1=%ED % 27| | mms S
V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] /| MaL
1.1 160 0,007 x dy 180 0,008 x dy 200 0,009 x dy o o o L]
21 150 0,006 x dy 170 0,007 x dy 190 0,008 X d o o o .
Pl s 140 0,005 x dy 160 0,006 x dy 180 0,007 x dy o L] o L]
41 120 0,004 x dy 140 0,005 x dy 150 0,005 X dy o = o .
5.1 100 0,004 x dy 120 0,004 x dy 130 0,005 x dy o L] o L]
11 60 0,003 X dy 70 0,004 x dy 80 0,004 x dy u
M[ 21 50 0,003 x dy 60 0,004 x dy 70 0,004 x dy u
3.1
41
11 160 0,007 x dy 180 0,008 x d 200 0,009 x dy O [ 0 u
1.2 160 0,007 X dy 180 0,008 x d 200 0,009 x d 0 [ 0 []
2.1 140 0,006 X dy 160 0,006 x dy 180 0,007 x dy 0 u 0 (]
K[ 2 140 0,006 x dy 160 0,006 x dy 180 0,007 x dy O [ O u
j 120 0,006 X dy 140 0,006 x dy 150 0,007 x dy O u O u
[ 120 0,006 x dy 140 0,006 x d 150 0,007 x dy O ] O ]
I 100 0,004 x dy 120 0,005 x d 130 0,005 x dy O u 0 [
4, 80 0,004 x dy 90 0,005 x d 100 0,005 X dy 0 [ 0 [
3
4
15
16
[ 140 0,007 X dy 160 0,008 x d; 180 0,009 x d; o u
I 140 0,007 x dy 160 0,008 x dy 180 0,009 x dy O =
3 140 0,007 x dy 160 0,008 x d 180 0,009 X d 0 0 [
24 130 0,006 X dy 150 0,006 x dy 160 0,007 x dy 0 u
5 130 0,006 x dy 150 0,006 x dy 160 0,007 x dy & u
N[ 26 130 0,006 x dy 150 0,006 x dy 160 0,007 x dy 0 0 (]
7 80 0,004 x dy 90 0,005 X dy 100 0,005 x dy u
8 80 0,004 x dy 90 0,005 x dy 100 0,005 x d u
[ 31
[32
4. 320 0,011 x dy 370 0,012 x dy 400 0,014 x d; o 0 0]
4,
43
44
i 80 0,004 x d; 90 0,005 x d; 100 0,005 x d; u
3
11
12
1.3
S 27
22
23
4
5
6
1.1 80 0,004 x dy 90 0,004 x dy 100 0,005 X dy O [
HI 12
13
14
15

@

W = 53 - very suitable
(] = JEFAPIHE - suitable
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- Multi-functional,

high performance tool

- {EWTHIE ST - Low cutting forces
-ty —hvhk - Centre cutting
-3EENTERS - 3 lengths available
~|p
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= & 3 & A \ JJ s
l2 § ‘
I3
It
~Ia
51 NN I\ Y
= S \ JJ s
b | S |
I3
g
h

Ty hBLUORZIIT
Flood and dry machining

A—=ILZTOUR

d—F %" - Coating ALCR
SRR - #HHIM (R—V45E8R) Applications — material (see page 4) P
- BRIR VR IR IS XS I - For many materials 14-2.1
- BRABROUIK T HHEZER - High-volume machining K
- AREBRIMIRETICRIFZFMI - Suitable for roughing

[CRiE under unstable conditions N 4.1

H_ 14 |

DIN 6527 — >4 - Long design

B AU - Order code 2873L
0 d lo I3 l4 9 d3 g gdy I z P14 X
hi1 h6 = JeSE=] B
3 8 14 57 29 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 [
6 13 20 57 5,8 — 6 21 4 .006 [ ]
8 19 25 63 7.7 - 8 27 4 .008 °
8 19 25 63 7,7 - 8 27 5 .008005 [ ]
10 22 30 72 9,5 - 10 32 4 .010 [ ]
10 22 30 72 9,5 - 10 32 5 .010005 [
12 26 88 83 11,5 - 12 38 4 012 [ )
12 26 35 83 11,5 - 12 38 5 .012005 [ ]
12 26 85 83 11,5 - 12 38 6 .012006 [ )
14 26 35 83 13,5 - 14 38 4 .014 [
14 26 35 83 1135 - 14 38 5 .014005 [ )
16 32 40 92 15,5 — 16 44 4 .016 [}
16 32 40 92 113,5 - 16 44 5 .016005 °
16 32 40 92 15,5 - 16 44 6 .016006 °
18 32 40 92 17,5 - 18 44 4 .018 [
20 38 50 104 19,5 — 20 54 4 .020 °
20 38 50 104 19,5 - 20 54 5 020005 ()
20 38 50 104 19,5 — 20 54 6 .020006 °
25 45 65 125 24,2 - 25 69 6 .025006 [

8

EMUGE
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o = 1Z#ETEEE R - Stock tool

Z3ESA - Ordering example: 2873L.003

HHIZ4 - Cutting Conditions

LILT«7y kN -DIN 6527 AV
Solid carbide end mills — long design

R |

FRANKEN
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S ERELG - Valid for
2873L

I =3 Ffcld 4 ) Z(HN#¥y=5"
< S
> >
[T} wn
S - -
>< Il ]
w0 o o
— < <
I
&
& &
&
de de de de
3 =04 e =04 a2 =0,4xd4 2 =0,2x0d4
YIHIRE | NpichixED | YIEIRE | HHhixD | YIHIERE | HHDED | YIELRE | IHLDED % ?g* MMS %
V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] /| MaL
11 140 0,006 x dy 140 0,006 x d4 160 0,007 x dy 180 0,008 x d4 [m] o O u
2.1 130 0,006 x dy 130 0,006 x dy 150 0,006 x dy 170 0,007 x dy o o i [
P 3.1 120 0,005 x dy 120 0,005 x d4 140 0,005 x dy 160 0,006 x d4 [m] u O u
4.1 110 0,004 x dy 110 0,004 x dy 130 0,004 x dy 140 0,005 x d4 o [ i [
5.1 100 0,004 x dy 100 0,004 x d4 120 0,004 x d4 130 0,004 x d4 [m] u O u
11 60 0,003 x d4 60 0,003 x dy 70 0,004 x dy 80 0,004 x dy O
M| 21 50 0,003 x d 50 0,003 x dy 60 0,004 x dy 70 0,004 x dy O
3.1
41
1.1 140 0,007 x dy 140 0,007 x dy 160 0,007 x d4 180 0,008 x d4 =] [] =] ]
1.2 140 0,007 x dy 140 0,007 x dy 160 0,007 x dy 180 0,008 x dy 5] O 0 n
2.1 120 0,005 x dy 120 0,005 x dy 140 0,006 x dy 160 0,007 x dy 5] O 0 O
K : 120 0,005 x d4 120 0,005 x d4 140 0,006 x d4 160 0,007 x d4 =] ] [u] ]
b 110 0,005 x d4 110 0,005 x d4 130 0,006 x d4 140 0,007 x d4 [m] ] [u] L]
§ 110 0,005 x dy 110 0,005 x d4 130 0,006 x d4 140 0,007 x d4 [u] [] [u] []
4. 80 0,004 x dy 80 0,004 x d4 90 0,004 x d4 100 0,005 x d4 =] [] =] ]
4. 70 0,004 x dy 70 0,004 x dy 80 0,004 x dy 90 0,005 X d; 5] O 0 n
3
4
15
1.6
. 120 0,007 x dy 120 0,007 x dy 140 0,007 x dy 160 0,008 x d4 [u] ]
. 120 0,007 x dy 120 0,007 x d4 140 0,007 x d4 160 0,008 x d4 [u] ]
13 120 0,007 x dy 120 0,007 x dy 140 0,007 x dy 160 0,008 x dy = O n
24 110 0,005 x dy 110 0,005 x dy 130 0,006 x dy 140 0,007 x dy 0 O
25 110 0,005 x dy 110 0,005 x dy 130 0,006 x dy 140 0,007 x dy = O
N .6 110 0,005 x dy 110 0,005 x d4 130 0,006 x d4 140 0,007 x d4 m] [u] ]
i 70 0,004 x d4 70 0,004 x d4 80 0,004 x d4 90 0,005 x d4 ]
.8 70 0,004 x d4 70 0,004 x d4 80 0,004 x d4 90 0,005 x d4 ]
[ 31
[ 32
4. 280 0,010 x dy 280 0,010 x dy 320 0,011 x dy 360 0,012 x d4 ] [u] []
4
43
4.4
: 70 0,004 x d4 70 0,004 x d4 80 0,004 x d4 90 0,005 x d4 L]
18!
1.1
1.2
13
S 2.1
22
2.3
.4
.5
.6
1.1 70 0,004 x dy 70 0,004 x dy 80 0,004 x dy 90 0,004 x d4 5] n
H 12
13
14
15
W = 538 - very suitable 06 WA FEBEMTICEBRTEE A % 9
[ = #BFATJHE - suitable Design with 6 flutes is not suitable for full slot milling!
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BELTYRI)L LTy - Solid Carbide End Mills

- ZHEE/\(INTA—T VX - Multi-functional, @ By hBEORSAINT
V= high performance tool NR | fine Flood and dry machining
- (BEWWDIEEST - Low cutting forces
- RWHAROS RIS - Short flute length  —
-EVI—Hhvh - Centre cutting
-3EEOITERS - 3 lengths available FBiE
DIN 6535
£_1HA
{OHB
e
L
45° 45°
= N =
St BARANX V- < : Q__
LB E | 3-5°

A—=IZTOUR

d—7F % - Coating

ALCR |

EREE - FHIM (R—T438R)

- BRIA VIR IS XS I
- RARDEI S BERBEER

- AREBNIRETICHEFSFIMI - Suitable for roughing

(TR

Applications — material (see page 4)

- For many materials
- High-volume machining

under unstable conditions

I ANZHAVY - Extra long design

BT A - Order code 2875L
0 d4 lo I3 l4 0 ds lg 0 dy In z PY1X
hi1 n6 (= Pt it
3 5 19 62 2,9 25 6 26 3 [
4 8 23 62 38 25 6 26 3 | .004 | °
5 9 24 62 4,8 25 6 26 3 °
6 10 25 62 58 - 6 26 4 | 006 °
8 12 30 68 7,7 - 8 32 4 )
10 15 35 80 95 - 10 40 4 | o010 | °
12 18 45 93 11,5 - 12 48 4 °
14 21 50 99 135 - 14 54 4 | o014 °
16 24 88 108 15,9 - 16 60 4 )
20 30 70 126 195 - 20 76 4 | 020 °
25 38 90 150 24,2 — 25 94 5 [

ITER -Y—AyoR33 I—JLRIF7
Machining example — Toolox 33, with cold-air coolant

A B
Article no.:
TER:
T Tool diameter:
2 T
Ehs IR :
ﬁ k] Cutting speed:
\é = HHI=DED :
:\;fg s Feed per tooth:
S e HAEIAME
%‘ 3 Axial depth of cut:
me ERBAHE
&s Radial depth of cut:
=]
e 2 IR :
ﬂ‘ 5 Speed:
< . ~;
ek TS5 WLT A Ay EDERE
Conventional end mill FRANKEN Multi-Cut Feed speed:

[d1]
[vel
[f
(3]
(3]
[n]

v

2873L.010

10 mm

160 m/min

0,08 mm

10 mm

4 mm

5095 min-1

1630 mm/min

0 ENE

o = 1Z#ETEEE R - Stock tool

Z3ESA - Ordering example: 2875L.003

HHIZ4 - Cutting Conditions

FRANKEN

A SNTe/er-Cut
LIIVT«Hyh-va—hNAR TOXNZAOVT
Solid carbide end mills — extra long design with short flute length K SREL M - Valid for
NR 28751
S S
= I I
Il 5 &
&
0dq
o 0dq & 0 dq &
3]
A ae de
=04 2 =0,4xdq ae=0,2 x d4
PIHEIERE HHI=DED YIHIERE HH=DZED YIHIRE HH=DZED % \EA* MMS %
V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] /| MaL
130 0,005 x d 140 0,005 x dq 160 0,006 x d o o o u
120 0,004 x dq 130 0,005 x dq 140 0,005 x d o o o n
110 0,004 x dq 120 0,004 x dq 130 0,005 x dq o [ o u
90 0,003 x dq 100 0,003 x dq 110 0,004 x d o n o n
80 0,003 x d 90 0,003 x dq 100 0,003 x d o [ o u
1.1 50 0,003 x dq 60 0,004 x dy 70 0,004 X dy u
M[ 21 40 0,003 x dy 50 0,004 x dy 60 0,004 x dy u
3.1
4.1
130 0,005 x dy 140 0,006 x dq 160 0,006 X d O ] O u
130 0,005 x dq 140 0,006 x dq 160 0,006 X d E u 0 u
120 0,004 x dq 130 0,004 x dy 140 0,005 X dy = u 0 u
120 0,004 x dy 130 0,004 x dy 140 0,005 x dy = u O u
100 0,004 x dq 110 0,004 x dy 120 0,005 x dy O u O u
100 0,004 x dq 110 0,004 x dy 120 0,005 X dy O u O u
80 0,003 x dq 90 0,003 x dy 100 0,004 x d O u O u
70 0,003 xd 80 0,003 x d 80 0,004 x d E u 0 u
120 0,005 x dq 130 0,006 x dq 140 0,006 x dy O u
120 0,005 x dq 130 0,006 x dy 140 0,006 X d 0 u
120 0,005 x dq 130 0,006 x dq 140 0,006 X d = 0 u
110 0,004 x dq 120 0,004 x dy 130 0,005 X dy 0 u
110 0,004 x dy 120 0,004 x dy 130 0,005 x dy 0 u
110 0,004 x dy 120 0,004 x dy 130 0,005 x dy O O u
70 0,003 x dq 80 0,003 x dy 80 0,004 x dy u
70 0,003 x dq 80 0,003 x dy 80 0,004 X dy n
270 0,008 x dq 300 0,008 x dq 320 0,009 x d =] O u
70 0,003 x dq 80 0,003 x dy 80 0,004 x dy u
1.1 70 0,003 x dq 80 0,003 x d 80 0,003 X d E n
HI 12
1.3
1.4
1.5
W = 533 - very suitable 11
[ = #BFATJHE - suitable



FRANKEN

& SNu/er-Cur

BEITYRI)L LT +5w s - Solid Carbide End Mills

- ZHBE/\M/\TA—< >R - Multi-functional, @
V=)L high performance tool fine
- (BEWWDIEEST - Low cutting forces
- BOWARDOSHIMERS - Short flute length
- BODS DERHE R - Internal coolant supply,
= (cA) axial exit (ICA)
HBE \
~Ia
= ) TN s
s b 5 & WS’ \ )i P
. g L
I3 45°
Iy #L
(=
3-5°
~Ia
U g Vc/fz
5! e TN 38 N B
= S \ JJ £ 15

Ty hBLCRZAIIT
Flood and dry machining

A—=ILZTUR

d—F % - Coating ALCR |
SRR - #HHIM (R—V45E8R) Applications — material (see page 4) P(1a51] |
- DRI WA X S - For many materials 1121 |
- BRAROUIK T HEHEZER - High-volume machining K -_J
- AREBIMIERETICHFBTEIMI - Suitable for roughing
=3} under unstable conditions N 12-14
N 41

A>% - Long design

B A - Order code 2869LZ
0 d4 lo I3 l4 0 ds lg 0 dyp In z
h11 h6 o1 W%
3 5 14 57 2,9 18 6 21 3 °
4 8 18 57 3,8 20 6 21 3 [
5 9 19 57 48 20 6 21 3 )
6 10 20 57 5,8 - 6 21 4 [ ]
8 12 25 63 7,7 = 8 27 4 °
10 15 30 72 9,5 - 10 32 4 °
12 18 35 83 11,5 = 12 38 4 °
14 21 35 83 13,5 - 14 38 4 )
16 24 40 92 15,9 = 16 44 4 [
20 30 50 104 19,5 - 20 54 4 )

2 ERE

o = 1Z#ETEEE R - Stock tool

Z3ESA - Ordering example: 2869LZ.003

HHIZ4 - Cutting Conditions

FRANKEN

A SNTZe/tr-Coest
LILTashyh -2a— AR OV AAILIR—=ILEE
Solid carbide end mills — long design with short flute length KRB - Valid for
28697
NR
S S
= I i
=% Q
Il < 3]
&
1 & &
&
de de de
=04 ae = 0,4 xdq ae=0,2 x d1
YIHIERE HHi=hED YIHIERE HHi=hzED YIHIRE HHizhxED % YA* MMS %
V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] /| MaL
160 0,007 x d 180 0,008 x dq 200 0,009 x dq o o o n
150 0,006 x dy 170 0,007 x dq 190 0,008 x dq o o o u
140 0,005 x d 160 0,006 x dq 180 0,007 x dq o n o n
120 0,004 x d 140 0,005 x dq 150 0,005 x dq o n o u
100 0,004 x dq 120 0,004 x dq 130 0,005 x dq o n o n
1. 80 0,004 X dp 90 0,005 X dp 100 0,005 X tp u
M[ 21 60 0,004 x dy 70 0,005 X dq 80 0,005 X dq u
3
41
160 0,007 X dy 180 0,008 x dq 200 0,009 X dy o [ o [
160 0,007 X dy 180 0,008 X dq 200 0,009 X ty 5 [ o »
140 0,006 X dq 160 0,006 X dq 180 0,007 Xty 0 [ & [
140 0,006 X dy 160 0,006 X dq 180 0,007 x dq o [ o [
120 0,006 X dy 140 0,006 X dq 150 0,007 X dy g u 0 u
120 0,006 X dy 140 0,006 X dy 150 0,007 x dy o [ o n
100 0,004 X dy 120 0,005 x dy 130 0,005 Xty o [ o n
80 0,004 xd 90 0,005 x d 100 0,005 x d 5 u O »
480 0,009 X dp 550 0,010 X dp 600 0,017 xdp u
480 0,009 X dy 550 0,010 xdy 600 0,012x 0y n
320 0,009 X dy 370 0,010 X dy 400 0,011 Xy u
140 0,007 x dp 160 0,008 X dp 180 0,009 X dp O u
140 0,007 xdy 160 0,008 X dy 180 0,009 X dy 0 n
140 0,007 X dy 160 0,008 X dq 180 0,009 x dy = o »
130 0,006 X dq 150 0,006 x dq 160 0,007 x dy 0 [
130 0,006 X dy 150 0,006 X dq 160 0,007 X dq 0 u
130 0,006 X dy 150 0,006 X dq 160 0,007 x dq g O u
80 0,004 X dy 90 0,005 X dq 100 0,005 X dq u
80 0,004 X dy 90 0,005 X dy 100 0,005 X dy u
320 0,017 xdyp 370 0,012 xdp 400 0,014 x dy & O u
80 0,004 x dp 90 0,005 X dp 700 0,005 X tp u
80 0,005 x d 90 0,006 x dq 100 0,006 X tq [
60 0,004 X dy 70 0,005 X dq 80 0,005 X dq [
40 0,004 X dy 50 0,004 X dy 50 0,005 X dq [
1 80 0,004 x dq 90 0,004 X dq 100 0,005 X tq o [
H 32
13
14
15
W = 533 - very suitable 13
[ = #BFATJHE - suitable



FRANKEN

& SNu/er-Cur

- SHERENAINT A —N VR
YV—JL

BEITYRI)L LT +5w s - Solid Carbide End Mills

- Multi-functional,

high performance tool

g
fine

- (BEWWDIEEST - Low cutting forces
- BOWARDOSHIMERS - Short flute length
- BODS DERHE R - Internal coolant supply,
2 (IcA) axial exit (ICA)
HBIE \
sl
5 ) TN s
s b 5 & WS’ \ )i P
e L
I3 45°
I gj
(=
3-5°

9 dq

Ty hBLCRZAIIT
Flood and dry machining

F—ILSVR

d—7 %" - Coating ALCR |
SRR - #HHIM (R—V45E8R) Applications — material (see page 4) P(1151] |
- DRI WA X S - For many materials 1121 |
- BRAROUIK T HEHEZER - High-volume machining K -_J
- AREBIMIERETICHFBTEIMI - Suitable for roughing
=S| under unstable conditions N 1.2-14
N 41

IYANZO>Z" - Extra long design

B A - Order code 2875LZ
0 d4 lo I3 l4 0 ds lg 0 dyp In z
h11 h6 ol HE)
3 5 19 62 2,9 23 6 26 3 °
4 8 23 62 3,8 25 6 26 3 [
5 9 24 62 48 25 6 26 3 )
6 10 25 62 5,8 - 6 26 4 [ ]
8 12 30 68 7,7 = 8 32 4 °
10 15 35 80 9,5 - 10 40 4 °
12 18 45 93 11,5 = 12 48 4 °
14 21 50 99 13,5 - 14 54 4 [ ]
16 24 59 108 15,9 = 16 60 4 [
20 30 70 126 19,5 - 20 76 4 )

" ERS

o = 1Z#ETEEE R - Stock tool

Z3ESA - Ordering example: 2875LZ.003

HHIZ4 - Cutting Conditions

FRANKEN

A SNTe/er-Cut
LIVTaHYh -Ya— AR IVANZAVYT AAILIR—ILGE
Solid carbide end mills — extra long design with short flute length KRB - Valid for
2875LZ
NR
S S
= I Il
=% Q
Il < 3]
&
—_I & &
&
de de de
=04 ae = 0,4 xdq ae=0,2 x d1
PIHEIERE HHI=DED PIEIERE HH=DZED YIHIRE HH=DZED % YA* MMS %
V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] /| MaL
130 0,005 x d 140 0,005 x dq 160 0,006 x d o o o [
120 0,004 x dq 130 0,005 x dq 140 0,005 x dq o o m [
110 0,004 x dq 120 0,004 x dq 130 0,005 x dq o [ o [
90 0,003 x d 100 0,003 x dq 110 0,004 x dq o [ o [
80 0,003 x d 90 0,003 x dq 110 0,003 x d o [ o [
1.1 70 0,004 x dq 80 0,005 x dy 90 0,005 x dy u
M[ 21 50 0,004 x dy 60 0,005 x dy 70 0,005 x dy u
3.1
4.1
130 0,005 x dy 140 0,006 x dq 160 0,006 X d 5 ] O [
130 0,005 x dq 140 0,006 x dq 160 0,006 X d E u 0 u
120 0,004 x dy 130 0,004 x dy 140 0,005 X dy = u 0 O
120 0,004 x dy 130 0,004 x dy 140 0,005 x dy O u O u
100 0,004 x dq 110 0,004 x dy 120 0,005 x dy O u O u
100 0,004 x dq 110 0,004 x dy 120 0,005 X dy O u O u
80 0,003 x dq 90 0,003 x dy 100 0,004 x d O u O n
70 0,003 xd 80 0,003 x d 80 0,004 x d E u 0 n
120 0,005 x dq 130 0,006 x dq 140 0,006 x dy O u
120 0,005 x dq 130 0,006 x dy 140 0,006 x dy 0 u
120 0,005 x dq 130 0,006 x dq 140 0,006 x dy = 0 n
110 0,004 x dq 120 0,004 x dy 130 0,005 x dy 0 u
110 0,004 x dy 120 0,004 x dy 130 0,005 x dy 0 u
110 0,004 x dy 120 0,004 x dy 130 0,005 x dy O O u
70 0,003 x dq 80 0,003 x dy 80 0,004 x dy u
70 0,003 x dq 80 0,003 x dy 80 0,004 x dy n
270 0,008 x dq 300 0,008 x dq 320 0,009 x d =] O u
70 0,003 x dq 80 0,003 x dy 80 0,004 x dy u
70 0,005 x dq 80 0,005 x dy 90 0,006 x dy O
60 0,004 x dy 70 0,004 x dy 80 0,005 x dy u
40 0,003 x dq 50 0,004 x dy 50 0,004 x dy u
1.1 70 0,003 x dq 80 0,003 x d 80 0,003 X d E n
HI 12
1.3
1.4
1.5
W = 533 - very suitable 15
[ = #BFATJHE - suitable



FRANKEN

N7c//tr-Cest

- BHEBENAINT A —N VR
YV—JL
-TERCEICEREDI—F

BETYRI)L LILT 7wk - Solid Carbide End Mills

- Multi-functional,
high performance tool
- Several corner radii per

#
fine

Ty BXURZIIT
Flood and dry machining

—REZA>FvT cutting diameter
- B OHNS DPIERHEHTT - Internal coolant supply,
fF2Z (CA) axial exit (ICA)
#BhE
Jﬁ'
45° ER
3-5°
=k ZA - Vc/fz
\ B
5 ) N e 7
= & 5 & § \ JJ =
k I § ‘
I3
h F—=ILTZOUR
J—F«>%" - Coating ALCR
EAEE - RHIM (R—T4SR) Applications — material (see page 4) P
- TR WEREIA (SRS I - For almost all materials 1.1-2.1
- BRABROUIK T HHEZER - High-volume machining K
- AREBRIMIRETICRIFZFMI - Suitable for roughing
(R under unstable conditions N[ 2128 ] 1214
N 4.1
s 1113
H 14 )
DIN 6527 — d0>/%7" - Long design J—7F—Rf{FZE - Corner radius
2R AIE - Order code 2673LZ
0 dq r lp I3 l4 g ds ¢ dop I z P11 X
hi1 he (F%) B
6 0,5 13 20 57 58 6 21 4 .006005 [ )
6 1 13 20 57 5,8 6 21 4 .006010 [ ]
6 1,5 13 20 57 58 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 [ J
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 ()
10 2 22 30 72 9,5 10 32 4 .010020 °
12 1 26 35 83 11,5 12 38 4 012010 [
12 1,5 26 35 83 11,5 12 38 4 .012015 °
12 2 26 85 83 11,5 12 38 4 .012020 °
12 3 26 35 83 11,5 12 38 4 .012030 [ ]
14 1 26 35 83 13,5 14 38 4 .014010 (]
14 1,5 26 35 83 13,5 14 38 4 .014015 [ ]
14 2 26 g5 83 18,9 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 15,3 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 °
20 & 38 50 104 19,5 20 54 4 .020030 [

DI —F—RBFFHRBEERLET
Other corner radii available on request

o=

o = 1Z#ETEEE R - Stock tool

C7ESCHBI - Ordering example: 2673LZ.006005

HHIZ4 - Cutting Conditions

FRANKEN

NI/e7-Cue
LIVT 47y~ O—F—RHFE -DIN6527 AV A ILIR—)UFE
Solid carbide end mills with corner radius — long design Y SREL - Valid for
2673LZ
NR
= =
> >
[Te) [Te)
= - -
ol Il Il
k) & &
Il
&
& &
&
A a de
=04 ae = 0,4 xdq ae=0,2xdq
YRR HBID%D VIR HBID%ED YRR H1=%ED % 27| | mms =,
V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] /| MaL
1.1 140 0,006 x d 160 0,007 x dq 180 0,008 x d4 o o o L]
2.1 130 0,006 X d 150 0,006 X d 170 0,007 x d o al o n
Pl 3 120 0,005 x d 140 0,005 x dq 160 0,006 x d o L] o L]
4.1 110 0,004 x d 130 0,004 x d 140 0,005 x d o m o n
5.1 100 0,004 x dq 120 0,004 x dq 130 0,004 x d4 o L] o L]
1.1 70 0,004 x dq 80 0,004 X dq 90 0,005 X dq u
M[ 21 60 0,004 x dy 70 0,004 X dq 80 0,005 X dy u
3.1
4.1
1.1 140 0,007 x dq 160 0,007 x dq 180 0,008 X d O [ O [
1.2 140 0,007 x dq 160 0,007 x dy 180 0,008 X d E [ 0 [
2.1 120 0,005 x dq 140 0,006 X dq 160 0,007 x dy = u 0 u
K[ 2 120 0,005 x dy 140 0,006 x dy 160 0,007 x dy = u O u
j 110 0,005 x dq 130 0,006 X dy 140 0,007 x dy = u 0 u
110 0,005 x dq 130 0,006 X dq 140 0,007 x dy O u 0 u
4. 80 0,004 x dy 90 0,004 x dy 100 0,005 X d O [ O [
4. 70 0,004 x dq 80 0,004 x dy 90 0,005 X d E [ 0 [
: 420 0,008 x dy 480 0,009 x dy 550 0,010 x dy [
3 420 0,008 x dy 480 0,009 x dy 550 0,011 x dy u
4 280 0,008 x dq 320 0,009 x dy 360 0,010 x dy [
15
16
120 0,007 x dq 140 0,007 x dq 160 0,008 x dy 0 [
] 120 0,007 x dq 140 0,007 x dy 160 0,008 x d 0 u
3 120 0,007 x dq 140 0,007 x dy 160 0,008 X d 0 0 [
2.4 110 0,005 x dq 130 0,006 X dq 140 0,007 x dy 0 u
25 110 0,005 x dy 130 0,006 X dq 140 0,007 x dy 0 u
N[ 26 110 0,005 x dy 130 0,006 x dy 140 0,007 x dy 0 0 [
7 70 0,004 x dy 80 0,004 x dy 90 0,005 X dy u
8 70 0,004 x dy 80 0,004 x dy 90 0,005 X dy u
[ 31
[ 32
4, 280 0,010 x dq 320 0,011 x dq 360 0,012 x dy 0 0 (]
4.
43
4.4
i 70 0,004 x dy 80 0,004 x dy 90 0,005 X dq u
3
1.1 70 0,005 x dq 80 0,005 X dq 90 0,006 X d u
1.2 60 0,004 x dy 70 0,004 x dy 80 0,005 x dy [
13 40 0,003 x dy 50 0,004 x dy 50 0,004 x dy [
S 2.1
22
23
4
5
6
1.1 70 0,004 x dq 80 0,004 x dq 90 0,004 x dq E [
HI 2
13
14
15
MW = 53 - very suitable % 17
[ = #BFATJHE - suitable



FRANKEN

& SNu/er-Cur

- BHEREINAINT A —N VR
YV—JL

-7A77 1S EDRYIAT

HBEH TRV EIHEAT
- FIDA 2 A DE&ET

- Multi-functional,
- Chip-breakers also

- 2 centre cutting edges

BETYRI)L LILT+Hv ks 7R—JL - Solid Carbide Ball Nose End Mills

Uy hBLURZAINT

high performance tool Flood and dry machining

in the radius section

A1 e 45° | K=
UV

3-5°
et

@-» Vcéfz
N 19

7

A—=ILZTOUR

d—F %" - Coating

ALCR |

EAEE - RHIM (R—T4SR)

- [FEAETRTOBHEIM KT

- TAREBRMITERETICRIFDFII - Suitable for roughing

ICERE
- FFHT3RTTDFEIN LICRIE

Applications — material (see page 4)
- For almost all materials

k(da42) )
under unstable conditions N 41

- Suitable for 3D-roughing S 1113

nEEE )

d>7" - Long design

R FAIFE - Order code 2667L
0 dq r lo I3 l4 9 d3 g g do In 7
h11 h6 o] 9%
3 1,5 8 14 57 29 18 6 21 3 [ )
4 2 11 18 57 3,8 20 6 21 3 °
5 25 13 19 57 4.8 20 6 21 3 °
6 3 13 20 57 5,8 - 6 21 4 °
8 4 19 25 63 7,7 - 8 27 4 [}
10 5 22 30 72 9,5 - 10 32 4 [ ]
12 6 26 3B 83 11,5 - 12 38 4 [ )
14 7 26 35 83 13,5 - 14 38 4 [
16 8 32 40 92 155 - 16 44 4 [}
20 10 38 50 104 19,5 - 20 54 4 [

T ERS

o = 1Z#ETEEE R - Stock tool

Z3ESA - Ordering example: 2667L.003

HHIZ4 - Cutting Conditions

FRANKEN

& SNFu/er-Cue
LTy s R=)L-aOvy
Solid carbide ball nose end mills — long design KRB - Valid for
2667L
NR
=3
Il
&
o] [T s
g
2 =0,5xdq
YR HABr=bEb % . 7|| mms =
v [m/min] f, [mm] /| MaL
140 0,004 x d4 [m] [m] O [ ]
130 0,003 x d4 u] O m] []
110 0,003 x d4 [m] [ ] O [ ]
90 0,002 x d4 u] [ ] m] []
70 0,002 x d4 O n u] n
1.1
M[ 21
3.1
4.1
140 0,004 x d4 =] [] [E] []
140 0,004 x d4 [m] [] 5] ]
130 0,003 x d4 [u] [] 5] ]
130 0,003 x d4 O [] 0 [
110 0,003 x d4 O [] =] [
110 0,003 x d4 =] [] [m] []
90 0,002 x d4 [m] [] 5] ]
70 0,002 x d =] [] ] ]
]
]
n
130 0,004 x d4 5] ]
130 0,004 x d4 5] ]
130 0,004 x d4 ] 5] []
120 0,003 x d4 =] []
120 0,003 x d4 =] ]
120 0,003 x d4 O 5] [
70 0,002 x d4 ]
70 0,002 x d4 ]
290 0,006 x d4 [5] [u] []
70 0,002 x d4 ]
70 0,003 x dy u
60 0,002 x d4 []
40 0,002 x d4 []
11 70 0,002 X dy 0 [
H 1.2
1.3
14
Il
B = 558 - very suitable 19
(] = JEFAPIHE - suitable [FRANKEN|



FHRANKEIN #@ETVRrsL LT« hyh "Fa 7Ly Z" - Solid Carbide End Mills “Duplex” YIHIZ&f4 - Cutting Conditions FRANKEN

N7e//er-Cut N7e//er-Curt
- ZHEREINAINT A —N VA - Multi-functional, # TV hRBKURIAIIT LILT«Hy b "Fa 7Ly R -DIN6527 AV AAJLIR—)LItE
V=)L ) high performance tool NR fine Flood and dry machining Solid carbide end mills “Duplex” — long design S REL - Valid for
-T2 7Ly AYIHEKE - With Duplex geometry 261417
- HPCEBESRMN T &= DN - Combination of HPC- E5%E E]EE NR 261517
DEGICHISLEE TR and high-feed end mill = s HPC AL T HSC AT
- EDANS OPERHETHTN - Internal coolant supply, NEFEERUIFMT BN &SR LIk T
T+ (ICA) axial exit (ICA) E Roughing with circumference cutting edge High feed roughing with face cutting edge
= W W
I & & LS
& L&J © © (1] d1
ap 3 de
=0 2. =0,4xd4 a=02x0d4
P ~Ia CIHIEREE [(HHTcDED| YIHEE [Wéf=DED| YIHERE [HHIcD3R0| YIHIRE [HiicDiED|#myhis | BAETRG % 27| s %
% v [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] ap[mm] ag[mm| % | maL
5 TN Ky
S BRASGK ‘ LV ° 11 170 0,005 X ¢y 190 0,006 X ¢4 200 0,007 xdy 220 0038xd; | 005xd; | 05xdy o . o .
l2 §
Is 21 150 0,005 x dy 170 0,005 x dy 180 0,006 x d 200 0034xd; | 005xd 0,5 d o " "
[ — e
: A=IZTUR Pl s 130 0,004 x dy 140 0,005 x dy 160 0,005 x dq 170 0030xd; | 0,04xd 0,4 x dy o " o
A—F+>?7" - Coating ALCR 41 120 0,003 x dy 130 0,004 x dy 140 0,004 x dq 160 0024xd; | 0,03xdy 0,3xd; o " o
TEFEFE - HEIM (R—V4SR) Applications — material (see page 4) P
- IFEAETRTOHEIM T IT - For almost all materials K 5.1 110 0,003 x dy 120 0,003 x dy 130 0,004 x dq 140 0022xd; | 0,03xd 0,3xd o " ul
- ALEBRMIBETICHIFSFMI - Suitable for roughing N T
(=31} under unstable conditions . 7
- 2RJT. IRTTOFARINTICERE - 2D and 3D contours can be produced H ) 12 ) M[ 2i
31
41
DIN 6527 - A% - Long design . 170 0,006 X dq 190 0,006 X dq 200 0,007 x dq 220 0,040 x dq 0,06 X d 0,6 X dy = [ (]
: 170 0,006 x dq 190 0,006 X dq 200 0,007 x dy 220 0,040xd; | 0,06xd 0,6 Xd; & O 0
RAAVE - Order code 261412 2615LZ <z 150 0,005 X dy 170 0,005 x d 180 0,006 x d; 200 0,032 x dy 0,05 X dy 0,5xdq 0 [ [
- 22 150 0,005xd 170 0,005xd 180 0,006 x d 200 0,032xd 0,05xd 0,5xd 0 0 0
o0 B n/re W e kB3 hoedy edy Lo Z AR ) 130 0,005 x4, 140 0,005 x4, 160 0,006 x3; 170 0.032xd, | 005xd; | 05xd; 8 0 0
h1 e o0 (U | BE [ 130 0,005 x dy 140 0,005 x dy 160 0,006 x dy 170 0,032xd; | 0,05xd 0,5xd; o = =
6 08 29/06 174 02 13 20 57 58 6 21 4 .006 ° ° ' 100 0,003 x dy 110 0,004 x dy 120 0,004 x dy 130 0,024xd;_|_0,03xd 0,3Xd; g O O
8 1 39/08 232 03 19 25 63 77 8 927 4 .008 ° PY 4. 80 0,003 x d4 90 0,004 x d4 100 0,004 x d4 100 0,024 x d4 0,03 x dy 0,3 x dy O [ [
10 12 49/1 29 04 22 30 72 95 10 32 4 .010 [} ()
12 16 59/12 348 04 26 35 83 115 12 38 4 .012 () ® 13
16 22 78/16 464 05 32 40 92 155 16 44 4 .016 [ ) [J X
Z
5
16
3 150 0,006 x dq 170 0,006 X dq 180 0,007 x dq 200 0,040xd; | 0,06xdy 0,6 xd; O =
4
25
N[ 26 130 0,005 X dy 140 0,005 X d 160 0,006 X dp 170 0,032xd;_|_0,05xd 05X, o u
27
238
[ 3d
[ 32
7.
— sme 4,
T2 7Ly RYIHERE 43
Duplex geometry —
il
2 80 0,003 x dy 90 0,004 x dy 100 0,004 x dq 700 0,024xd; | 0,03xdy 03Xy O u
i =55 S o S Py 3
tmax = LEFIREARIE T 7 X Ry EDIHEICEZHIDFZUEDRAE
Maximum rest material resulting from radius deviation from Rgp -
R3D = CAM J:@{}i?'fﬁ'ﬁ*‘/?Z :g
Radius to be programmed in CAM s .
Face radius 2
rp =ENUZIPRENRAINEDBSTIT A 2
y 5 Tangential radius between face radius and circumference cutting edge :
esspunl
0 0o L~ B Eg= S 11 80 0,003 xd 90 0,003 xd 100 0,004 x d 100 0,022 x d 0,03xd 03xd o 0
L m =L -U- ‘“ft%’j;?ﬁ’ﬁ”iﬁ{/ k , Hl 12 80 0,003 x d} 90 0,003 x d} 100 0,004xd1 100 o,ozom} 0,03x d} 0,3 d} & O
Measuring point definition for measuring length using a laser 1.3
14
15
20 ® = IR¥ETEES M - Stock tool ZEX A - Ordering example: 2614LZ.006 W - B - very suitable 21

(] = JEFAPIHE - suitable



FHRANKEIN #@ETVRrsL LT« hyh "Fa 7Ly Z" - Solid Carbide End Mills “Duplex” YIHIZ&f4 - Cutting Conditions FRANKEN

N7e//er-Cut N7e//er-Curt
- SHEBEI\AINT A —N VR - Multi-functional, i Ty hBLCRZAIIT LIIVTAHY N "FaTLy IR - TOANZAVY AAILIR—ILFE
V=)l o high performance tool NR fine Flood and dry machining Solid carbide end mills “Duplex” — extra long design SR, - Valid for
-T2 7Ly AYIHEKE - With Duplex geometry NR 2616LZ
- HPCEBEERMN T & =X DN - Combination of HPC- E%E 261717
@@ﬁcgiimwc?gﬁl,% and high-feed end mil P HPC B 8Es= N T HSC =& T
- SO S OPIERHEHIN - Internal coolant supply, ICA SR EFERLFMT EXNEERUER0 M
fFZ (ICA) axial exit (ICA) E = Roughing with circumference cutting edge High feed roughing with face cutting edge
-RWIHERWY I DI - Extra long design with
VANSOVTKE long flute length
= S
e Il 1
I & & de
&
&
[=% “? “ﬁ
< 0d
a A de
=0 2. =0,4xd4 3 =02x0d4
TIBERE [MHTcDED| TIHIRE HHTcDixh| YIHIERE [(NHcDXD| YIHRE [NHicDIXD| A | EAmEIAH % Q *I'1 mms %
% ~In V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] v, [m/min] f, [mm] v, [m/min] f, [mm] ap[mm] aglmm] % | ML
&
s A O 1 < 1.1 170 0,005 x dy 190 0,006 X dy 200 0,007 x dy 220 0038xd; | 005xdy 0,5xdy o " o =
l2 s | 21 150 0,005 x dy 170 0,005 X dy 180 0,006 x dy 200 0034xd; | 005xdy 0,5 dy o " "
I3
I IA=ILZOVR Pl 34 130 0,004 X dy 140 0,005 X ¢ 160 0,005 X dy 170 0,030xd; | 004xd 0,4 dy o - a
A—F«>7% - Coating ALCR 41 120 0,003 x dy 130 0,004 x dy 140 0,004 x dq 160 0,024xd; | 003xdcy 0,3 xdy o n O
SEFREEE - #WHIM (R—V42EB) Applications — material (see page 4) P
- FEAETRTOWEIM IS - For almost all materials K 5.1 110 0,003 x dy 120 0,003 x dy 130 0,004 x dy 140 0022xd; | 003xdy 03xd; o " o
- ALEBRMIBETICHIFSFMI - Suitable for roughing N T
(=31} under unstable conditions = 17
- 2RJT. IRTTOFARINTICERE - 2D and 3D contours can be produced H m M[ 2i
3
41
I ANZO>7 - Extra long design : 170 0,006 x s 190 0,006 x ¢ 200 0,007 x b; 220 0040xd, | 006xd | 06xdy | 0 | m 0
: 170 0,006 x dy 190 0,006 x dy 200 0,007 x dy 220 0,040xd; | 006xd 0,6 xd; S u O
2B - Order code 2616LZ 2617LZ <z 150 0,005 x dq 170 0,005 X dq 180 0,006 X dq 200 0,032 x dq 0,05 X dy 0,5 X dy E m [
- 22 750 0,005xd 170 0,005xd 180 0,006 xd 200 0,032xd 0,05 xd 0,5xd o u 0
o0 B n/re W e kB3 hoedy edy Lo Z AR ) 130 0,005 x4, 140 0,005 x4, 160 0,006 x3; 170 0.032xd; | 005xd; | 05xd; 8 0 0
hi1 e o0 (U | BE g 130 0,005 X dy 140 0,005 X dy 160 0,006 x dy 170 0,032xd; | 0,05xd 05xd; O O =
8 1 39/08 232 03 19 30 68 77 8 32 4 .008 ° ° : 100 0,003 x dy 110 0,004 x dy 120 0,004 dy 130 0,024xd;_|__0,03xd 0,3Xd; o " u
10 12 49/1 29 04 22 35 80 95 10 40 4 010 PY PY 4. 80 0,003 x d4 90 0,004 x d4 100 0,004 x d4 100 0,024 x d4 0,03 x dy 0,3 x dy O ] []
12 16 59/12 348 04 26 45 93 115 12 48 4 .012 [} ()
16 22 78/16 464 05 32 55 108 155 16 60 4 .016 [J ® 13
Z
5
16
3 150 0,006 x d; 170 0,006 x d; 180 0,007 x d 200 0,040xd; | 006xd 06 x4, O [
4
25
N[ 26 130 0,005 X d; 740 0,005 X d; 760 0,006 X d; 170 0,032xd;_|_0,05xd; 05xd; & u
27
28
[ 31
[ 32
4
— == 4.
Ta 7Ly AYIHKE 43
Duplex geometry —
80 0,003 dy 90 0,004 x dy 700 0,004 d; 100 0,024xd; | 0,03xdy 0,3X0; & [
tmax = LEFIREARIE T 7 X Ry EDIHEICEZHIDFZUEDRAE
Maximum rest material resulting from radius deviation from Rgp -
R3D = CAM J:@{}i?fﬁ?*‘/?l :g
Radius to be programmed in CAM s .
Face radius x
rp =ENUZIPRENRAINEDBSTIT A Z
y 5 Tangential radius between face radius and circumference cutting edge ;
esspun
0 oo [ 8 e N 11 80 0,003 xd 90 0,003xd 100 0,004 xd 100 0,022 x d 0,03 xd 03xd o 0
Measuring point m =L—7 L“$5I?§’E]JE7K{/ h . g2 80 0003 X a1 90 0003 X a1 100 0004 Xy 100 0020xd | 003xd | 03xd; = .
Measuring point definition for measuring length using a laser 1.3
14
15
22 ® = IR¥ETEES M - Stock tool ZEX A - Ordering example: 2616LZ.008 W - B - very suitable 23

(] = JEFAPIHE - suitable
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