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New tool technology “Cut & Form”

Advantages:

e Enables the production of polished surfaces in a single milling operation
e No rework of workpiece required

e Significant reduction of manufacturing costs

Applications:

e Trimming visible surfaces in non-ferrous materials
e Production of design surfaces in medical technology, jewelry industry,
food and electronics sector

Types of tools:

e Cutting diameter 6-12 mm

e Short and long design

e Enables surface roughness grades N1-N3

Unique tool geometry:

e Combination of cutting edges with pressure ridges for smoothing
and compacting the material
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Pressure ridges to compact and
smoothen the material and to produce
polished surfaces
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- EFINTA/N\1/STZ4—~< - High performance tool
VRAY—=)b for finishing W
- SRRSO A ARKY - Patented tool geometry
-3WDYIEIIAE 3D T4 - 3 cutting edges and !
—IVI7H 3 pressure ridges
-RU S 2 EEI SADAEEF - Production of polished and =2 HM
H%ZZRL I B compacted surfaces
- HEIZANI-N3 DELEFE - Production of surfaces
%0 RY AT A with surface roughness [gfgf
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- 2 lengths available —_—
40° 45°
M - | v/t
S \V 8 @)
2 NN =
%J ‘é | s
! MaL FILIEE I RE
TIVr— 3y - FEIM (R— 3) Applications — material (see page 3) N
- 2RTTRAROE BTN - Suitable for trimming 2D contours N
-ZILIEEREMIC - For wrought aluminium alloys
- AR LCHERIC - For copper and copper alloys
-t EFIMTIERA - Only suitable for finishing
DIN 6527 — 23— - Short design
T HEAIE - Order code 2506
0 dy lp I3 l 0d; 0dp KB Z YAZ
h5 s (%) BE
6 10 16 54 5,8 6 0,12 3/6 .006 ()
8 12 20 58 7,7 8 0,12 3/6 .008 o
10 14 24 66 95 10 0,2 3/6 .010 o
12 16 26 73 11,5 12 0,2 3/6 .012 ®
DIN 6527 - >4/ - Long design
TEARIFE - Order code 2507
0 d4 lo I3 l4 g ds 0 dyp KB Z 14X
h5 hG (%) BE
6 13 20 57 5,8 6 0,12 3/6 .006 ()
8 19 25 63 7,7 8 0,12 3/6 .008 [ )
10 22 30 72 9,5 10 0,2 3/6 .010 )
12 26 35 83 11,5 12 0,2 3/6 .012 ()

) SERICRBR—ILT VTV =IL D=0 DI 5V TRE MEPCHEMER OIRBEIR SR EZERO LT VRIS 2 BEERE LS V.S5185
BRICEALTR REDDIL—T - T7I20T7 Y E—I)LARYYZIcBEWEDELLEEI U,
The cutting data must be adapted to the material to be machined taking into consideration the clamping of tool and workpiece as well as the natural vibration frequency of
component and spindle. Please address your responsible FRANKEN contact for more information.

Radial depth of cut ag:

TV =3y - HHIM FATEFI(DIN) FEBIJIS)
Applications — material Material examples Material numbers
Non ferrous materials
ZILZEEE Aluminium alloys
< 200 N/mm2 EN AW-AIMn1 A1050, A3030
TILZEE BT Aluminium wrought alloys < 350 N/mm2 EN AW-AIMgSi A5052, A6061
< 550 N/mm2 EN AW-AIZn5Mg3Cu A7075
N SHE Copper alloys
I R ] Pure copper, low-alloyed copper < 400 N/mm2 E-Cu57 figH, 2400
b i Copper-zinc alloys (brass, long-chipping) < 550 N/mm2 CuZn37 (Ms63) (2720, 2801
3 | RHIE Copper-zinc alloys (brass, short-chipping) < 550 N/mm? CuZn36Pb3 (Ms58) €3560, C3710
4 | 7ILSER Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm2 CuAl10Ni5Fe4 €5210, C6280
5 |5if Copper-tin alloys (tin bronze, long-chipping) < 700 N/mm? CuSn8P LBC3
.6 | IREISIE Copper-tin alloys (tin bronze, short-chipping) < 400 N/mm2 CuSn7 ZnPb (Rg7) BC3
==t HRHEI#: : YIHIERE v: )
Application Exemple Material: AMgSi1 / A6082 Cutting speed V¢ Sl
| o e
I’_f' 2507.010 Iilizﬁlln. 10000 (min-1)
Tool: Speed n:
e B B HHIDED 1,
Surface roughness: SIS iy =es Feed per tooth f: v my)
EHE S SR F—7ILED v )
Surface roughness grade: N2 Feed speed vs: 715 (mm/min)
IHEIH: S5 5 YIAKE ay;
I3 | p
Coolant: LR Axial depth of cut ap: 20 {mm)
P FIALE 4 -
RAMYHAHE ag: 0.1 (mm)

T1:3f3 - Ordering example: 2506.006
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