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=)L - Universal End Mills for Maximum Tool Life

End mills from the FRANKEN TOP-Cut product range are multifunctional
milling cutters for use in almost all materials. The tools are suitable for
roughing, finishing and HSC finishing.

The Pro variant of the product range is an advanced version of the
tried-and-tested Enorm geometry, featuring optimised cutting edge
preparation to stabilise the cutting edge. The FRANKEN TOP-Cut Pro
is suitable for all modern machining processes such as HPC roughing,
HSC finishing as well as high-dynamic machining.

J=/)\N\—YJLIT> R =)L - Universal End Mills for Maximum Tool Life

AYJ 217 D%R
Features of the long versions
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The long versions with 4 or 5 flutes enable a significant increase in productivity during roughing,

finishing and high-dynamic machining. Thanks to the extended flute lengths and neck relief lengths,
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high feed rates and maximum cutting depths can be achieved.
SV RV EVDTERFTDM L AN ST — LT HL
ESCIS in-house by FRANKEN and the optimised geometry, very long tool lives are
IO TTHBRESNIERFTOALCRO—T1>JE5I(C achieved, particularly when machining steel materials and stainless steel
=B SNIEARLIBOEASHED TP TV L DT materials.

ICEVWTC CNETREBROBVWRELICREMZERLES,

When combined with a modern ALCR high-performance coating developed
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Variable helix angles
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Variable helix angles guarantee a smooth
milling operation of the tools.
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ALCR High-performance coating
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A newly developed high-performance coating with
exceptional temperature resistance — specially designed
for dry and wet machining, delivering the longest possible
tool life.

IVZARZAVIRATDORE
Features of the extra long version
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The extra long version without neck relief offers very high stability with maximum cutting depth.
Five flutes ensure a particularly high metal removal rate during highly dynamic machining.

The centred chip breaker reliably shears the chip and thus guarantees safe chip removal.

=SFEY—J)L - Precision Tools on
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Cutting edge stability

o R2—hvhk
Centre cut

SOEIMIAUAILINI AR S
XY 3t 2—hy NEHRE

The centre cutting face geometry is ideal for
ramping or helical entry into the workpiece.

BELINIERA IS HAA NN L TRAZRDYID T HEH L e o , , , ,
Br Ot AReMERRICER G—Ict L FsntTyS HEOJRICKRRIEINTVBQRO—REHRAAL . FNEND The QR code shown with the tools will take you directly to the respective

ey RE Py FORA T MUNMEE 2R TEESGESA V— )L DAERE TE YIEIRE R EDIBHRICAI LI MIT7o R articles in our web shop where you can find comprehensive tool information
ELZET, TEET, (e LHEEE/IHEED A) and cutting data.
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An optimised microgeometry ensures maximum process reliability with
the highest metal removal rates. A uniform cutting edge finish combined
with a varying pitch minimises the finest vibrations and extends tool life.

Registration provides you with additional product data and functions.
These include standardised tool data (2D / 3D / characteristics), an order or
quotation history and individual watch lists as well as other useful functions.
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Comparison of machining performance between FRANKEN TOP-Cut Pro and competitor tool, each with their recommended cutting data

Comparisons of machining performance between the FRANKEN TOP-Cut Pro and a competitor tool, using the same cutting data

TF)r—3:
WHIM SCM44058 Y &£
TERd: 12 mm

BABEYHIAHE a,:  max. 9 mm
A MYIAHE ay: max. 18 mm

Application data:
Work piece material:
Cutting diameter dy:
Radial depth of cut ag:
Axial depth of cut ap:

Tool steel 1.2312
12 mm

max. 9 mm

max. 18 mm

Tr)r—3av:
WHEIM SCM44018Y &£
TERd: 12 mm

BABEYHAHE a;:  max. 9 mm
A EYHAAE ap: max. 18 mm

Application data:
Work piece material:
Cutting diameter d4:
Radial depth of cut ag:
Axial depth of cut ay:

Tool steel 1.2312
12 mm

max. 9 mm

max. 18 mm

W—)LRILA—: T J#FvvP FHE Tool holder: ER Collet holder EvoChuck
D—095>7 ITIA0)y T EoRIGNAR Workpiece holder: EvoGrip Centering vise
YIHA : IvIIL> 3> Coolant/lubricant; Emulsion
i fyZhyk 7O
HELELDHI A4 HELELDHI A4
Cutting data used Cutting data used
by competitor tool by FRANKEN TOP-Cut Pro
tH| R E .
gﬁi’g—s’; . Vg [m/min] 132
gﬁj&dﬁﬁﬁ n [min-1/rpm] 3500
HAHTHxED
Feed per tooth fz [mm] 0,057
;fe‘g Jﬁgf d V¢ [mm/min] 800

EEMDR L

Increase in productivity

N TR

Machining time [min]

2:27

Mttt by Zhv ks 70O
Competitor tool TOP-Cut Pro

I THEHE

.
Metal removal rate (MMM

it ckyZhyk 70
Competitor tool TOP-Cut Pro

o7y E 70 S tstgR E EEE L. 30% DI TEFE DR £ 44%DYID< B £ _E 2R
The FRANKEN TOP-Cut Pro reduces machining time by more than 30 % compared with the competitor tool

and increases the metal removal rate by up to 44 %.

PRI A=< 2RI THHEDM £
Performance and high metal removal rate mean
O EEMORLE

@ ®HEIRFDEH

@ Brv/N>TrDOELE

© BEERMIT 7Ot RREMO™mIL

@ HWHIMZE DR VRIAVERE

o

€ Increased productivity

€ Lower manufacturing costs

&> Increased machine capacity

€ Process reliability even at the highest performance level
€ Maximum productivity across a wide range of materials

4
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Tool holder: ER Collet holder EvoChuck
Workpiece holder: EvoGrip Centering vise
Coolant/lubricant; Emulsion

i :3°)
My Thy s TOMREZEEOLEE

In comparison 2 the cutting data

Y=L RILA—: IJA4Fvv7J FHE
=005 IOV T ERIVINAR
IHIH : IRy
et 31
it MHERR G TOLEE
In comparison 1 the cutting data
of the competitor tool were used
YHEE .
Cﬁgiﬁ;e d V¢ [m/min] 110
SIp Sfdﬁliﬁﬁ n [min-1/rpm] 2900
HdpT=Dixh
Feed per tooth Uy i gioaz
;feg ’i’f d Vi [mm/min] 550
TESFMOLER

Increase in tool life

TEHm1
Tool life comparison 1

[min]

et ckyZhv bk 70
Competitor tool TOP-Cut Pro

A EOHERZHETMILISE. by hvE T 340%E
WIEEMmZER

Using the cutting data from the competition, the FRANKEN TOP-Cut Pro
achieves a tool life that is up to 40 % longer than that of the competitor
tool.

of the FRANKEN TOP-Cut Pro were used
132

3500

0,057

800

TE&Em?2

Tool life comparison 2 i

k& vy Zhv bk 70O
Competitor tool TOP-Cut Pro

Ry vk 0 ORZHETOER TS itmIE TESEHD
ERLEDICH L by Ty 70 IdRAED T EHFma it
Using the cutting data from the FRANKEN TOP-Cut Pro reduces the

tool life of the competitor tool, whereas the performance of the
FRANKEN TOP-Cut Pro remains consistently high.

o

ZELI-RWIEE®

A long tool life means

© BEtIEcosnSOtwREREY
© ZHOHLVEEMRITIZHSZ T2 IR SDOREZER
© HRREMHEIFL.EEIX N ZER

O FECHEMEIRICET38EBDER

&> Process reliability, even with automated machining

€2 Less capital tied up in a highly volatile raw materials market

&> Reduced storage costs while maintaining a high level of supply security
€ Less handling required during procurement and re-sharpening process

D SAT7H1UILLEmEE L TRED " Made in Germany" @& € Top-quality “Made in Germany” throughout the entire life cycle

e
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Tool wear of competitor tool

TEHEGT59
Tool life 75 minutes

cyZThyvk 7OOMIEDOILIRE
Tool wear of FRANKEN TOP-Cut Pro

TEHEM140 9
Tool life 140 minutes

BWMRNBE LIS T HEHERF DI U+Fvvo FHEER-OL Y
FILA—ICDVWTIFEH I I YA = TELIEE 0,

EvoChuck High-precision collet holders ER with high-precision concentricity
and high clamping forces are available in our web shop

e
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AR ) Please note:
BHHIMICHTRITURIILOBERAMIIUTOEE THSHLINTVET The suitability is indicated as follows:
m-RE W = very suitable
= B [0 = suitable
Pro
03-20mm 06-20mm 096-20mm
4 5 5 ARk
3704L 3706L —
FIr—ay - WEi 5ERDEE 17EHI-DINf iERI-J1Sth 3705L 3707L 3715L
Applications — material Tensile strength Material examples Material numbers 10 12 14 ~<—-Page
ORI LR Cold-extrusion steels, Cq15
TR 18 PR R 28 Construction steels, < 600 N/mm2 S735JR (S137-2) S SPth, 5100, STKM, " " "
R Free-cutting steels, etc. 10SPb20 ’ ’
SIS A R R Construction steels, E360 (St70-2)
B Case-hardened steels, <800 N/mm? 16MnCr5 ekl " n n
il Steel castings, etc. GS-25CrMo4 '
Pz Case-hardened steels, 20MoCr3
Fyg Heat-treatable stecls, <1000 N/mm2 42CrMod SACH, SCM+1H, SCMAOH, " " "
Vaelicis: et Cold work steels, etc. 102Cr6 ' ’ ’
HULIRH Heat-treatable steels, 50CrMo4
PSR Cold work steels, < 1200 N/mm2 X45NiCrMo4 SCM445H, SKH, SKS, SKT, SUP n | | | |
21k Nitriding steels, etc. 31CrMo12
2aEi High-alloyed steels, X38CrMoV5-3
ST EM(sHESER Cold work steels, <1400 N/mm?2 X100CrMoV8-1-1 SKD12, SKD61, SKT, SUH, SKH ] ] ]
aeTEHl(FEEEA Hot work stegls, etc. X40CrMoV5-1
ATULR Stainless steel materials
1.1 [Tz ITIoHA Ferritic, martensitic < 950 N/mm?2 X2CrTi12 SCS, SUS420J2, SUS403 n | | [] 1.1
M 21 |FA—RTFAH Austenitic < 950 N/mm2 X6CrNiMoTi17-12-2 SCS, SUH, SUS304, SUS316L | | | | [] 2.1 M
31 |A—RTFAb-T5A b4, thHELR Austenitic-ferritic (Duplex) < 1100 N/mm?2 X2CrNiMoN22-5-3 SUS329J3L, SUS630 | | | ] [] 3.1
41 |[A—RTFAN-T51 1, th LR Austenitic-ferritic heat-resistant (Super Duplex < 1250 N/mm?2 X2CrNiMoN25-7-4 SUS329J4L, SCS14A, 15-5PH [] [] [] 4.1
: . . 100-250 N/mm2 EN-GJL-200 (GG20) FC200 [ | | | []
129 HEk Cast iron with lamellar graphite (GJL) 250-450 N/mm2 EN-GIL-300 (G630) Foa00 = = 5
N : . . 350-500 N/mm2 EN-GJS-400-15 (GGG40) FCD450 [ | | | []
RO )% Cast iron with nodular graphite (GJS) 500-900 N/mm?2 EN-GJS.700-2 (GGG70) FCD700 a M =
o= =_ . . ’ . 300-400 N/mm2 GJV 300 FCV300 | | | ] ]
NZFa5—8% Cast iron with vermicular graphite (GJV) 400-500 N/mm2 GV 450 FOVA0D a - =
: 250-500 N/mm2 EN-GJMW-350-4 (GTW-35) FCMW330 [ | | | []
ISR Malleable cast iron (TMW, GTME) 500-800 N/mm2 | _EN-GJMB-450-6 (GTS-45 FCMW370 u u u
FIVIZULESR Aluminium alloys
< 200 N/mm2 EN AW-AIMn1 A1050,A3030 0 O ]
TILEZULER B 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 | | | | ]
TIZZULESR B Aluminium cast alloys 7% <Si<12% EN AC-AISi9Cu3 ADC11,ADC12, AC2A
12% <Si<17% GD-AISi17Cu4FeMg ADC14
AEE Copper alloys
s, (£ &2 Pure copper, low-alloyed copper < 400 N/mm2 E-Cu 57 A8, C2400 (] ] ]
EiR Copper-zinc alloys (brass, long-chipping) < 550 N/mm2 CuZn37 (Ms63) (2720, C2801 n [] ]
REER Copper-zinc alloys (brass, short-chipping) < 550 N/mm2 CuZn36Pb3 (Ms58) 3560, C3710 ] ] ]
TILZEH Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm2 CuAI10Ni5Fe4 €5210, C6280 ] [] ]
=i Copper-tin alloys (tin bronze, long-chipping) < 700 N/mm2 CuSngP LBC3 ] ] []
REIF R Copper-tin alloys (tin bronze, short-chipping) < 400 N/mm2 CuSn7 ZnPb (Rg7) BC3 ] ] []
g.a , < 600 N/mm2 (AMPCO® 8) | | | ] [
BFHiRaE Special copper alloys — 7400 Nimm? (AMPCO® 45) a A =
EZESIIIN-% Magnesium alloys
RORVLEE BT Magnesium wrought alloys < 500 N/mm2 MgAI6Zn ] ] []
ROESIIN-Y3 /] Magnesium cast alloys < 500 N/mm2 EN-MCMgAI9Zn1 MC2A, MD1A [] ] []
5 _ Synthetics
EEP{LMERERE (BBELMID<T) Duroplastics (short-chipping) Bakelit, Pertinax [ [] ]
e B (ELWIDLT) Thermoplastics (long-chipping) PMMA, POM, PVC ] O O
R tiEhs (eI E= < 30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK
AR L 1EIRE (iR B S >30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK
TNuLE] Special materials
92771k Graphite C 8000
RGAT -GS Tungsten-copper alloys W-Cu 80/20 [ ] []
BEMEL Composite materials Hylite, Alucobond
FEVE Titanium alloys
HFH Pure titanium < 450 N/mm2 Tit HFR> [] ] []
NPN . < 900 N/mm?2 TiAl6V4 4Ti-6Al-4V n [] []
FHVEE Titanium aloys = 1250 N/mm? TiAlMo4S2 TiAlModSn2 n = u
v V& ONLVRE, SREHASS Nickel alloys, cobalt alloys and iron alloys
Fi=wTIL Pure nickel < 600 N/mm2 Ni 99,6 =TIl [] ] ]
— A el < 1000 N/mm2 Monel 400 E%JL400,/\XTO1B [] [] ]
=y EGS Nickel-base alloys <1600 N/mm2 nconel 718 EOEINT m u =
N A g < 1000 N/mm2 Udimet 605 Udimet 605 | | | | []
ANLHEES Cobalt-base alloys <1600 N/mm2 Haynes 25 Haynes 25 ] u O
HEEE Iron-base alloys < 1500 N/mm2 Incoloy 800 Incoloy 800 [ ] []
= Hard materials
1.1 44 - 50 HRC Weldox 1100 SKT4, 7x)LRwPZ1100 n [] [] 1.1
H 12 | N . 50 - 55 HRC Hardox 550 N—FyZ2500 0 0 0 12 |y
1.3 | =52EMN, SEEN, SEEHEH% High strength steels, hardened steels, hard castings 55 - 60 HRC Armox 600T SKD61,7—E w2 R600T 0 [m] 0 13
14 60 - 63 HRC Ferro-Titanit SKD11 1.4
1.5 63 - 66 HRC HSSE HSSE 1.5

5 BRE

W= 538 - very suitable
0= EFATIHE - suitable
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= SEMICEZZEMEA/NT = Multi-functional, - byThvETOSATN-OVT BB S - Valid for
INTH—VRY—)L high performance tool N b — End mills type N — long design
Ny~ = Lt : . N\\NE= 3704L
n REMETIERTY 2 a 6L = High-performance coating - NN\
A—F71>7 for maximum tool life NN\ 3705L
m > R—hyhk = Centre cutting ’
2
35/38°
u H H 2
> > >
) o )
L 45° 5 n T 0
1 & & &
4 a
o T 3 ’ 3-5° &
o o
= VY = = 0 dy
zil ol — ) & & &
A e | & 91
I3
K & % Ll e
=04 3. =0,4xd4 2 =0,2xd4 3. =0,02 x dy
~Ia
Vo f, Vo f, Ve f; Vo f; & ' ‘
[m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] ¢
= (I =
= AN \ / s
,L,‘ < | 160 0,008 x dy 180 0,010 x dy 200 0,012 x dy 220 0,007 x dq o [ o n
I3
Iy 150 0,008 x dy 170 0,010 x dy 190 0,012xd 210 0,006 x dq o [ o [
h
130 0,006 x dy 150 0,008 x dy 170 0,010 x dq 190 0,005 x dq o [ o u
d—7>7% - Coating [ ALCR |
T —ay — I PR Applications — material (see page 8) P lidsd 120 0,006 X ds 130 0,008 x ds 150 0,010 x dy 170 0,004 x dq | [
= [ FEALINTORBIMICEARIEE = For almost all materials 1.1-4.1
M EFMIDEE5IC0E = Suitable for roughing and finishing K 1142 110 0,005 x dy 120 0,007 x d 140 0,009 x dy 160 0,004 xdy g L
N = = q
FARIRE N[ 1214 14 2T~ L R - Stainless steel materials
21-41,52 11 90 0,004 x dy 100 0,006 x dy 110 0,008 x d 120 0,004 x dq O ]
N 4.2 M[ 21 80 0,004 x dy 90 0,006 x dy 100 0,008 x d 110 0,004 x d O u
S 1.1-26 3.1 60 0,003 x dy 80 0,005 x d 90 0,007 x d 100 0,003 x d ] [
H 11 3 41 50 0,003 x d 60 0,005 x d 70 0,007 x d 80 0,003 x d O u
200 0,009 x d4 220 0,011 xds 240 0,013 xd 260 0,007 x d O ]
N .
. Lona X _— 180 0,008 x dy 200 0.010 %y 220 0,012 xdy 240 0,006 xdy 0=
[1>% - Long design 3704L 3705L 180 0,008 x ds 200 0,010 x dy 220 0,012 x dy 240 0,006 x d O ]
0 d Iy I3 Iy 0 dg Iy 9 dy A KB Z Bra—7F— 140 0,006 x dy 160 0,008 x d 180 0,010 xd 200 0,006 x dq ] O
f8 h5 53] i 140 0,006 x dy 160 0,008 x d 180 0,010 xd 200 0,006 x dq ] =
okl (it BB 21 120 0,006 x d4 140 0,008 x ds 160 0,010 xd 180 0,004 x d O u
3 9 14 57 2.9 20 6 21 0,07 4 100 0,006 x d 120 0,008 x d 140 0,010 x d 160 0,004 x d ] O
4 12 18 57 3,8 20 6 21 0,07 4 3704L.004 3705L.004
5 13 19 57 4.8 20 6 21 0,12 4 ZILE=J L AL - Aluminium alloys
_ | 3704L.006 | 3705L.006 | 220 0,009 x dy 250 0,010 xds 280 0,011 xdy 300 0,013 xd O u
g ;? g; gg ?g - g g; 81 S : 3704L.006 3705L.006 220 0,008 x ds 250 0,009 x d 280 0,010 x dy 300 0,011 x4 O [
: : 220 0,007 x ds 250 0,008 X d 280 0,009 x dq 300 0,010 xdq ] u
10 25 32 72 9,7 - 10 32 0,2 4 3704L.010 3705L.010 200 0,008 x d4 250 0,009 x d 280 0,010 xd 300 0,011 xd ] ]
12 30 38 83 11,7 - 12 38 0,2 4
16 36 44 92 15,7 - 16 44 0,2 4 3704L.016 3705L.016 ==Ts !
— ) - Gopper alloys
20 =1 s L Lo 20 oo 0,3 = 130 0,005 x d 140 0,006 x dy 160 0,006 x dy 180 0,007 x dq O [}
130 0,005 x d 140 0,006 x d 160 0,006 x dq 180 0,007 x dy ] u
130 0,005 x dy 140 0,006 x d 160 0,006 x d 180 0,007 x d ] ] ]
120 0,004 x ds 130 0,005 x d 140 0,005 x d 170 0,006 x dq ] u
120 0,004 x dy 130 0,005 x dy 140 0,005 x dy 170 0,006 x d O ]
120 0,004 x ds 130 0,005 x dy 140 0,005 x dy 170 0,006 x d O O ]
70 0,003 x ds 80 0,003 x dy 80 0,004 x dy 100 0,004 x dq O [
70 0,003 x ds 80 0,003 x d 80 0,004 x d 100 0,004 x dy O =
X T %> DL E% - Magnesium alloys
290 0,009 x ds 320 [ 0010xd, | 350 [ 0011xd, | 410 [ 0013xdy | [ [ O | m
290 [ 0007xd; | 320 [ 0008xd; | 350 [ 0009xd; | 410 [ 0010xd; | \ [ O [ =
5 - Synthetics
290 0,008 x ds 320 0,009 x dy 350 0,009 x dy 410 0,011 xd O O [}
430 0,008 x d 470 0,009 x d 520 0,009 x dy 600 0,011 xd =] []
13} - Special materials
70 0,003 x d 80 0,003 x dy 80 0,004 x dy 100 0,004 x dq [
FR> - Titanium alloys
70 0,004 x d 80 0,004 x d 80 0,004 x d 100 0,005 x dq u
60 0,003 x dy 70 0,003 x dy 70 0,004 x d 80 0,004 x d =
40 0,003 x ds 40 0,003 x dy 50 0,003 x dy 60 0,004 x d ]
—w)LE, ANLRE, SREMREE S - Nickel alloys, cobalt alloys and iron alloys
60 0,002 x ds 70 0,002 x d 70 0,003 x dy 80 0,003 x dy ]
20 0,002 x ds 20 0,002 x d 15 0,003 x d 30 0,003 x dy []
20 0,002 x ds 25 0,002 x d 25 0,003 x d 30 0,003 x d u
20 0,002 x d 25 0,002 x d 25 0,003 x d 30 0,003 x d =
20 0,002 x ds 20 0,002 x dy 20 0,003 x dy 30 0,003 x d ]
20 0,002 x ds 20 0,002 x d 20 0,003 x dy 30 0,003 x dq ]
= - Hard materials
1 90 0,003 x d 100 0,003 x dy 110 0,003 x dy 130 0,004 x dy O u
H 12 70 0,003 X dy 80 0,003 x d 80 0,003 x d 100 0,004 x d O u
3 70 0,003 x d 70 0,003 x d 80 0,003 x d O =
B

0 ERE

W= 538 - very suitable
0= EFATIHE - suitable

v = IHISEREE - Cutting speed
f, = Hdp7=D3ED - Feed per tooth

Eriei
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" ZEMICEX SRR/
INTA—I VY=L

n REMETIERTY 2 a 6L
A—F71>7

> R—hvk

= Multi-functional,
high performance tool

= High-performance coating
for maximum tool life

= Centre cutting

]
i

9 d3

N
N N
N\NE.
==
NN
%
’
35/38°
45°
3-5°

d—7>7% - Coating

TV —ay - KEIM (PEEIR)

= | FEACINTORHEIMICE A RIRE

BRI EFMIOCE5ICHE
FARTRE

Applications — material (see page 8)

= For almost all materials
= Suitable for roughing and finishing

P 1151
1.1-41
K 1142
N 1214 1
N [24-41,52 42

S 1126

H 1.1 1.2-13

a4 - Long design

0 dq lo I3 l4 9 d3 9 dy I KB z
f8 h5 PS4
6 15 21 57 58 6 21 0,12 5
8 21 27 63 78 8 27 0,12 5
10 25 32 72 9,7 10 32 0,2 5
12 30 38 83 1,7 12 38 0,2 5
16 36 44 92 15,7 16 44 0,2 5
20 4 54 104 19,7 20 54 0,3 5

wibd—+—
with bevelled edge

3706L.008 3707L.008

3706L.012 3707L.012

3706L.020 3707L.020

2 NS

Y1154 - Cutting Conditions FRANKEN
Yy 744 OP-C'PUZ'

by Thyb 7O RATFIN-OVT
End mills type N — long design

WHEREY S - Valid for

3706L
3707L

4 4 4
S S S
|/ |/ |/
S 1 1 1
It ‘ & ‘ & ‘ &
&
- / / /
] & & &
e 0 dq ‘ 0 dy 0 dq
% % % L
e = Oy 2 =0,4x0 2, =0,2x0 2. = 0,02 x dy
Ve f; Ve f; Ve f; Ve f; & 0y ‘
[m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] ¢
160 0,006 x dy 180 0,010 x dy 200 0,012 x dy 220 0,007 x d4 O | O | |
150 0,006 x dy 170 0,010 x dy 190 0,012 x dy 210 0,006 x d4 O | O | |
130 0,005 x d4 150 0,008 x d4 170 0,010 x d4 190 0,005 x d4 O | O | |
120 0,005 x dy 130 0,008 x d4 150 0,010 x d4 170 0,004 x d4 O | |
110 0,004 x dy 120 0,007 x dy 140 0,009 x d 160 0,004 x dq o u
AT LR - Stainless steel materials
1.1 90 0,004 x d4 100 0,006 x d4 110 0,008 x d4 120 0,004 x d4 ] | |
M[ 21 80 0,004 x dq 90 0,006 x d4 100 0,008 x d4 110 0,004 x dq O | |
341 60 0,003 x dq 80 0,005 x d4 90 0,007 x d4 100 0,003 x d4 O | |
50 0,003 x d 60 0,005 x d 70 0,007 x d 80 0,003 x d O | |
200 0,007 x d¢ 220 0,011 x dq 240 0,013 x dq 260 0,007 x dq [} | |
200 0,007 x d¢ 220 0,011 x dq 240 0,013 x dq 260 0,007 x dq O | |
180 0,006 x d4 200 0,010 x d4 220 0,012 x d4 240 0,006 x dq [} | |
180 0,006 x dq 200 0,010 x d4 220 0,012 x d4 240 0,006 x dq 0 | |
140 0,005 x dq 160 0,008 x d4 180 0,010 x d4 200 0,006 x dq 0 | |
140 0,005 x dq 160 0,008 x d4 180 0,010 x d4 200 0,006 x dq O ||
120 0,005 x dq 140 0,008 x d4 160 0,010 x d4 180 0,004 x dq [} | |
100 0,005 x d 120 0,008 x d 140 0,010 x d 160 0,004 x d [} | |
TIL=Z= D LA - Aluminium alloys
220 0,007 x dq 250 0,010 x d4 280 0,011 x d4 300 0,013 x d4 O | |
220 0,006 x dq 250 0,009 x d4 280 0,010 x d4 300 0,011 x d4 O []
220 0,006 x dq 250 0,008 x d¢ 280 0,009 x dq 300 0,010 x dq O | |
200 0,006 x d4 250 0,009 x d4 280 0,010 x d4 300 0,011 x dq ] []
#H& < - Copper alloys
130 0,004 x dq 140 0,006 x d4 160 0,006 x d4 180 0,007 x d4 O []
130 0,004 x dq 140 0,006 x d4 160 0,006 x d4 180 0,007 x dq O | |
130 0,004 x dq 140 0,006 x d4 160 0,006 x d4 180 0,007 x dq [m] O []
120 0,003 x d4 130 0,005 x d4 140 0,005 x d4 170 0,006 x dq O | |
120 0,003 x d4 130 0,005 x d4 140 0,005 x d4 170 0,006 x d4 ] | |
120 0,003 x dq 130 0,005 x d4 140 0,005 x d4 170 0,006 x dq [m] O | |
70 0,003 x dq 80 0,003 x d4 80 0,004 x d4 100 0,004 x d4 O | |
70 0,003 x dq 80 0,003 x d4 80 0,004 x d4 100 0,004 x dq O | |
TRV LEE - Magnesium alloys
290 0,007 x d4 320 [ 0,010xd; 350 [ 0011 xd; 410 0,013 x dq [ [ O | m
290 [ 0,006 x d; [ 320 [ 0,008 xd, 350 [ 0,009 xd, 410 0,010 x d4 | | O | m
- Synthetics
290 0,006 x dq 320 0,009 x d4 350 0,009 x d4 410 0,011 x dq [m] O | |
430 0,006 x dq 470 0,009 x d4 520 0,009 x d4 600 0,011 x dq O ||
1 - Special materials
70 0,003 x dq 80 0,003 x d4 80 0,004 x d4 100 0,004 x d4 | |
FR> - Titanium alloys
70 0,004 x d4 80 0,004 x d4 80 0,004 x d4 100 0,005 x dq | |
60 0,003 x d4 70 0,003 x d4 70 0,004 x d4 80 0,004 x d4 | |
40 0,003 x d4 40 0,003 x d4 50 0,003 x d4 60 0,004 x d4 []
—wrVE, ONLRE, SEMIEE S - Nickel alloys, cobalt alloys and iron alloys
60 0,002 x dq 70 0,002 x d4 70 0,003 x d4 80 0,003 x d4 | |
20 0,002 x dq 20 0,002 x d4 15 0,003 x d4 30 0,003 x d4 | |
20 0,002 x d¢ 25 0,002 x d4 25 0,003 x d4 30 0,003 x d4 | |
20 0,002 x d4 25 0,002 x d4 25 0,003 x d4 30 0,003 x d4 | |
20 0,002 x dq 20 0,002 x d4 20 0,003 x d4 30 0,003 x d4 | |
20 0,002 x dq 20 0,002 x d4 20 0,003 x d4 30 0,003 x d4 | |
- Hard materials
1 90 0,003 x dq 100 0,003 x d4 110 0,003 x d4 130 0,004 x dq O ||
H 2 70 0,003 x dq 80 0,003 x d4 80 0,003 x d4 100 0,004 x dq ] | |
3 70 0,003 x d4 70 0,003 x d4 80 0,003 x dq O | |
B

W= 538 - very suitable
0= EFATIHE - suitable

v = IHISEREE - Cutting speed
f, = Hdp7=D3ED - Feed per tooth
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SH) Applications — material (see page 8)

= For almost all materials
= Suitable for trochoidal roughing
and finishing

P 1151
1.1-41
K 1142
N 1214 1
N [24-41,52 42

S 1126

H 1.1 1.2-13

LT

wibd—+—
with bevelled edge

0 d4 lo Iy 0 dop In KB z
h10 h5 == B3k
6 20 62 6 26 0,12 5
8 27 68 8 32 0,12 5
10 33 80 10 40 0,2 5
12 40 93 12 48 0,2 5
16 68 112 16 64 0,2 5
20 66 130 20 80 0,3 5

3715L.008

3715L.012

3715L.020

" NS

Y1154 - Cutting Conditions FRANKEN

ryZhvk FORATINF-T O ZOVT
End mills type NF — extra long design

a7 OP-CPUZ'
WHEREY S - Valid for

3715L
( s ( 5
o o
! L ! A
‘ & ‘ &
0 dq 0 dq
ag ag
2, =0,1x0d 2, =0,02 x dy
Ve f; Ve f; 66
[m/min] [mm] [m/min] [mm] & ¢ ‘
300 0,012 x dy 320 0,008 x d4 O | ] | |
280 0,011 x dy 300 0,008 x d4 O | O | |
260 0,010 x d4 280 0,006 x d4 O | ] | |
230 0,009 x dy 250 0,006 x d4 O |
200 0,008 x d4 220 0,005 x d4 O |
AT LR - Stainless steel materials
1 0,008 x d4 140 0,004 x d4 | |
ML 2 100 0,008 x d1 120 0,004 x d4 | |
3 90 0,007 x d4 110 0,003 x d4 | |
80 0,007 x d 100 0,003 x d | |
180 0,009 x d4 200 0,008 x d4 [} | | ]
180 0,009 x dy 200 0,008 x d4 O | | O
160 0,007 x dy 180 0,006 x d4 [} | | [}
160 0,007 x dy 180 0,006 x d4 0 | | 0
130 0,007 x d4 150 0,006 x d4 0 | ] [}
130 0,007 x dy 150 0,006 x dq O || O
120 0,005 x dq 140 0,004 x d¢ [} | | [m]
80 0,005 x d 100 0,004 x d [} | | O
TILE= D LA - Aluminium alloys
260 0,014 x d4 280 0,009 x d4 O []
260 0,013 x dy 280 0,008 x d4 O []
260 0,012 x dq 280 0,008 x d¢ O []
260 0,012 x dq 280 0,008 x d4 ] []
#H&< - Copper alloys
180 0,009 x d4 200 0,005 x d4 O []
180 0,009 x d4 200 0,005 x dq O | |
180 0,009 x d4 200 0,005 x d4 [m] O []
160 0,007 x dy 180 0,004 x d¢ O []
160 0,007 x dy 180 0,004 x d4 ] []
160 0,007 x dy 180 0,004 x d4 [m] O []
90 0,005 x d4 110 0,003 x d4 O []
90 0,005 x d4 110 0,003 x d O | |
TRV LEE - Magnesium alloys
300 0,009 x d4 [ 350 [ 0,005 x d4 [ [ [ O | m
300 [ 0,009 x d4 [ 350 [ 0,005 x d4 | | | O | m
§ - Synthetics
0,009 x dy 350 0,005 x d4 O O []
300 0,009 x d4 350 0,005 x dq O ||
- Special materials
90 0,005 x d4 110 0,003 x d4 | |
FR> - Titanium alloys
0,007 x dq 110 0,004 x d4 []
80 0,007 x d4 100 0,003 x d4 | |
70 0,006 x d1 90 0,003 x d4 | |
—w)LE, NLRE, RETEEE - Nickel alloys, cobalt alloys and iron alloys
80 0,004 x d4 100 0,003 x d¢ | |
30 0,004 x d4 40 0,003 x d4 | |
30 0,004 x d4 40 0,003 x d4 | |
30 0,004 x d4 40 0,003 x d4 | |
30 0,004 x d4 40 0,003 x d4 | |
30 0,004 x d4 40 0,003 x d4 | |
- Hard materials
1 160 0,007 x dy 180 0,003 x dq O ||
H 2 140 0,006 x d4 160 0,003 x d¢ O | |
3 120 0,005 x dq 140 0,003 x d¢ O | |
B

W= 538 - very suitable
0= EFATIHE - suitable

v = IHISEREE - Cutting speed
f, = Hdp7=D3ED - Feed per tooth
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