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More than 100 years of precision and innovation.
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Ever since its foundation FRANKEN as part of the EMUGE-FRANKEN company
association has been developing and manufacturing milling tools. The wide
range of end mills of solid carbide and HSS as well as PCD and CBN inserts
or milling cutters with indexable inserts is characterised by precision and
innovation.

The production in our German manufacturing plant in Riickersdorf includes
standard end mills and bore cutters as well as highly precise special form
and profile milling tools. With its large variety of tool types and cutting
materials, the consistently high standards and uncompromising precision,
our product range of milling cutters meets even the highest

quality requirements.

In addition to our selection of milling tools, we also offer a comprehensive
range of clamping systems, tool holders and accessories.

EMUGE-FRANKEN ist nach
1S0 9001:2015 zertifiziert

EMUGE-FRANKEN is certified
according IS0 9001:2015
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Wwww.sgs-tuev-saar.com

Certification ID
DE/819944190
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ST DOBLE - Description of the Product Line
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FRANKEN

The machining of hardened materials requires maximum performance
from the milling tool in order to achieve good machining results.

Many components in tool and mould making are hardened to improve
tool life. FRANKEN has compiled a revised selection of the Hard-Cut

tool range especially for these machining operations. Materials with a

hardness of 44-66 HRC can be machined without any problems with
these tools.

The tools of the Hard-Cut product line are characterised by a robust design
with an increased core diameter and a high number of cutting edges. This
design guarantees process-reliable machining of components even in hard
tool steel. A highly wear-resistant carbide combined with suitable PVD
coatings make FRANKEN Hard-Cut end mills the specialist tools for the
requirements of hard milling.

For the first time, standard tools with a cutting edge part made of
solid ceramic are now available for hard machining.

Special features:

e Uneven pitch

e Chip former on the peripheral cutting edge

e Wear-resistant carbide

e High number of teeth enables high feed rates

e High-performance PVD coating

* Robust design thanks to increased core diameter

e Cera-Cut: Cutting ceramics for highest temperature and wear resistance

Main feature:

© Tools for HPC and HFC machining
e Machining of hard materials up to 66 HRC

Cooling:

The FRANKEN cold air nozzle is particularly suitable for effective cooling
during hard milling.
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FHANKEIN s@EESR /\ /874 —< > XTI RS- High-Performance End Mills for Hard Machining
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TJAYIRIT7A T — Product finder
FOETF: Please note:
BREIM TN T 2BETY RIILOBERAEIRIUTORES TRESNTVWET: The suitability is indicated as follows:
m= R W = very suitable
0= @Ak 0 = suitable
SE AR - #REIH 5lERDEE HE I (DINfth) P& (JIStth)

Applications — material

Tensile Strength

Material examples

Material examples

AR U Cold-extrusion steels, Cq15
SRR R Construction steels, <600 N/mm? S2350R (S137-2) SsFiJcmggHS\?v%%ossv%M
RASH Free-cutting steels, etc. 10SPb20 ' '
MRS E R R Construction steels, E360 (St70-2)
RIKS Case-hardened steels, < 800 N/mm2 16MnCr5 3350183'\;"5%5(3&6:\/'52!1 LSCMn,
#3H Steel castings, etc. GS-25CrMo4 naJs,
=R Case-hardened steels, 20MoCr3
BALIBH Heat-treatable steels, <1000 N/mm2 42CrMo4 gé&M ggm?gﬁgm‘gg J';
AEBEE Cold work steels, etc. 102Cr6 n, , braadn,
Heat-treatable steels, 50CrMo4
Cold work steels, <1200 N/mm2 X45NiCrMo4 SCM445H, SKH, SKS, SKT, SUP
Nitriding steels, etc. 31CrMo12
High-alloyed steels, X38CrMoV5-3
0 OsEeEA) Cold work steels, < 1400 N/mm2 X100CrMov8-1-1 SKD12, SKD61, SKT, SUH, SKH
gl Hot work steels, etc. X40CrMoV5-1
Stainless steel materials
11 [7z5A8XILTVTAk Ferritic, martensitic < 950 N/mm2 X2CrTi12 SCS, SUS420J2, SUS403
M| 21 [F—X7FAF Austenitic < 950 N/mm2 X6CrNiMoTi17-12-2 SCS, SUH, SUS304, SUS316
31 |[A—AFFANT7zoa4c TR, TEBEER Austenitic-ferritic (Duplex) < 1100 N/mm2 X2CrNiMoN22-5-3 SUS329J3L, SUS630
41 [A—RTFANT5AK 8%, THEEER Austenitic-ferritic heat-resistant (Super Duplex] < 1250 N/mm2 X2CrNiMoN25-7-4 SUS329J4L, SCS14A, 15-5PH
) . . 100-250 N/mm2 EN-GJL-200 (GG20) FC200
[eENZS 77 Cast iron with lamellar graphite (GJL) 550-450 N/mm?2 EN-GJL-300 (GG30) Fo300
) . . 350-500 N/mmZ2 EN-GJS-400-15 (GGG40) FCD400
U5k Cast iron with nodular graphite (GJS) 500-900 N/mm? | EN-GJS-700-2 (GGG70) FCO700
— - - B 2
ASE S 3 Cast iron with vermicular graphite (GJV) iggggg mmz gjx igg Eggigg
. 250-500 N/mm2 | EN-GJMW-350-4 (GTW-35) FCMW330
PIIBIAR Malleable cast iron (GTMW, GTME) 500-800 N/mm? | _EN-GJMB-450-6 (GTS-45 FONW370
ZILSZULE Aluminium alloys
< 200 N/mmZ2 EN AW-AIMn1 A1050, A3030
FILEZOLEE EBET Wrought aluminium alloys < 350 N/mmZ2 EN AW-AIMgSi A5052, A6061
< 550 N/mm2 EN AW-AIZn5Mg3Cu A7075
Si< 7% EN AC-AIMg5 ADC5, AC7A
FILEZULER #HY Aluminium cast alloys 7% < Si < 12% EN AC-AISi9Cu3 ADC11,ADC12, AC2A
12% <Si<17% GD-AISi17Cu4FeMg ADC14
iE® Copper alloys
WiE. EaEH Pure copper, low-alloyed copper < 400 N/mm2 E-Cu57 FH8E, C2400
] Copper-zinc alloys (brass, long-chipping) < 550 N/mm2 Cuzn37 (Ms63) (2720,C2801
TREIE Copper-zinc alloys (brass, short-chipping) < 550 N/mm?2 CuZn36Pb3 (Ms58) (3560,C3710
FZILZEH Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm2 CuAl10Ni5Fe4 (5210,06280
Hif Copper-tin alloys (tin bronze, long-chipping) <700 N/mm2 CuSn8P LBC3
REIE I Copper-tin alloys (tin bronze, short-chipping) < 400 N/mm2 CuSn7 ZnP%(Rg?) BC3
= ’ < 600 N/mm2 AMPCO® 8]
G E Special copper alloys < 1400 N/mm2 (,(l\MPCO® 45))
SESPINA Magnesium alloys
RTRVVLESR Magnesium wrought alloys < 500 N/mm?2 MgAI6Zn
NTXRIVLEEED Magnesium cast alloys < 500 N/mm2 EN-MCMgAI9Zn1 MC2A, MD1A
BRI Synthetics
2pE{L M RE Duroplastics (short-chipping) Bakelit, Pertinax
e Thermoplastics (long-chipping) PMMA, POM, PVC
HAERLIAE (25 8 <30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK
MR LR (BESEE>30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK
2 ] Special materials
757714k Graphite C 8000
YVTATU-RER Tungsten-copper alloys W-Cu 80/20
BEMR Composite materials Hylite, Alucobond
FIVE Titanium alloys
WFrs> Pure titanium < 450 N/mm? Til mFy>
PN - < 900 N/mm2 TiAl6V4 Ti-6AI-4V
FovaE Titanium alloys = 1250 N/mm? TiAlN04SN2 TAINAS2
v LEEE J/LNESE HEAS Nickel alloys, cobalt alloys and iron alloys
w7l Pure nickel < 600 N/mm2 Ni 99,6 - =TIl
— ™ . < 1000 N/mm2 Monel 400 EXJL 400, /\AT OB
Vol EGE Nickel-base alloys =1600 N/mm? Tnconel 718 737V 718
. N < 1000 N/mm?2 Udimet 605 Udimet 605
JNILREE®R Cobalt-base alloys = 1600 N/mm2 Haynes 25 NS
HEES Iron-base alloys < 1500 N/mm2 Incoloy 800 >0 800
Hard materials
1.1 44 - 50 HRC Weldox 1100 SKT4
H 50 - 55 HRC Hardox 550 J\—RvwJ X550
3 | =aE. SEEH. SiEEk 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 R 0
4
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W = 53 - very suitable
[ = M FTHE - suitable
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FRANKEN 2@YUyRIVRIIL N—RAYRR—2R" - Solid Carbide End Mills “Base”
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SINANNT A=Y =)L - High performance tool

- EEEMER DY % - Special geometry H
- RO TRIEDSVRET for hard milling
-FBEWIRERWRYD - Very stable tool design et
- KDBELWTEERNZE - Short flute length
2EBHEOER - Tighter cutting diameter
tolerance ————
2 lengths available DIN 6535
__JHA

faHB

AN ]
UV

K[ o

(][]

44-66
SR\ - H HRC
HEEIN
I3
lg
h
d—3 % - Coating
FTVr— 3y - FEHIM PASIR) Applications — material (see page 4) P 1121
- ERRERIAR - S R HIM I - For all high-strength materials K 1142 )
- HRC66 £ TOREEMDINTLIC - Hard machining of up to 66 HRC H14-13 ) 14-15
- HSCr RN Lic - Suitable for HSC finishing — =
A% - Long design
T EARIZFE - Order code 3813L
0 dy Iy I3 i edg 1y edy Iy KB Z PY4X
e8 s e g | BE
2 3 10 57 1,9 20 6 21 0,04 4 .002 [}
3 4 14 57 28 20 6 21 0,05 4 .003 ®
4 5 16 57 37 20 6 21 0,06 4 .004 [}
5 6 18 57 46 20 6 21 0,07 4 .005 [}
6 7 20 57 59 - 6 21 0,08 4 .006 [
8 9 26 63 7,4 8 27 0,1 4 .008 [}
10 11 31 72 9,2 = 10 32 0,12 4 .010 [}
12 13 37 83 11 - 12 38 0,14 4 .012 [ ]
16 17 43 92 15 - 16 44 0,18 4 .016 °
20 21 53 104 19 - 20 54 0,22 4 .020 [ ]
e | -
=FEEY—IL - Precision Tools on elden

AYOTRICKRREINTWS QRO—REFTAADE Y —ILDE
R TR ARG BREDBRICTILI M TR TEET,
(T2 UEEE/R1YEBEDH)

Fle. T HOY N EEFITNIL 2D/3D T—45 7 71 )L RRIG R4
ExRTIVO—RIBELZEETEETY,

www.emuge-franken.com

The QR code shown with the tools will take you directly to the respective
articles in our web store where you can find comprehensive tool information
and cutting data.

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.

o =RXEFEEE A, - Stock tool

==

Z3ESLA - Ordering example: 3813L.002



HBIZ&44 - Cutting Conditions

BEYYYR IYRI) "R=R"-Ov7
Solid carbide end mills “Base” — long design

FRANKEN

/I ao-Cest

SR - Valid for

3813L
H
S —
> — = 5
k=l
2 ] n n
1] & «© «©
&
0 dy
] = ‘ 0 d4 ‘ :@‘I ‘ 0 d4 ‘ e ‘ 0 d4 ‘ ia
I i e B e B e B
de de de e
ag = Oy ag = 0,4 x dy ag = 0,2 X dy ag = 0,02 x dy
DHBEE | DBIORD | MHERE | RBLOKD | GIHEE | DBLORD | DHEEE | DBLORD | || s =
V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] Ve [m/min] f, [mm] %/ MaL
160 0,005 x dy 180 0,005 x dy 190 0,005 x dy 260 0,006 x dy m] ] u] o
140 0,004 x dy 150 0,004 x d4 170 0,005 x dy 220 0,005 x d4 ] [ ] u] o
120 0,004 x dy 130 0,004 x dy 140 0,004 x dy 190 0,005 x dy o [] o o
100 0,003 x d4 110 0,003 x d4 120 0,003 x dy 160 0,004 x d4 ] [ ]
80 0,003 x dy 90 0,003 x dy 100 0,003 x dy 130 0,003 x dy o []
1.1
M[ 21
3.1
41
160 0,005 x dy 180 0,005 x dy 190 0,006 x dy 260 0,006 x dy =] []
160 0,005 x dy 180 0,005 x dy 190 0,006 x dy 260 0,006 x dy =] ]
140 0,004 x d; 150 0,004 x d; 170 0,004 x dy 220 0,005 x dy 5] ]
140 0,004 x dy 150 0,004 x dy 170 0,004 x dy 220 0,005 x dy 5] []
120 0,004 x dy 130 0,004 x dy 140 0,004 x dy 190 0,005 x dy 5] []
120 0,004 x dy 130 0,004 x dy 140 0,004 x dy 190 0,005 x dy =] []
100 0,003 x dy 110 0,003 x dy 120 0,003 x dy 160 0,004 x dy =] []
80 0,003 x d 90 0,003 x d 100 0,003 x d 130 0,004 xd =] ]
1.1 100 0,003 x dy 110 0,003 x dy 120 0,003 x dy 160 0,003 x dy 5] []
H . 80 0,003 x d; 90 0,003 x dy 100 0,003 x dy 130 0,003 x dy 5] []
. 70 0,002 x dy 80 0,002 x dy 80 0,002 x dy 110 0,003 x dy 5] []
: 50 0,002 x dy 60 0,002 x dy 60 0,002 x dy 80 0,002 x dy =] (]
5 40 0,002 x d; 40 0,002 x d; 50 0,002 x dy 60 0,002 x dy 5] []

W = 53 - very suitable
[ = SEFAFTRE - suitable

v = PIHIREE - Cutting speed
f, = K 1=D3ED - Feed per tooth
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EHANKEN #@YUyRIYRIIL A—RAYR'"R—2Z" - Solid Carbide End Mills “Base”

[HEro-Curt
SINANNT A=Y =)L - High performance tool
- EEEMER DY % - Special geometry
- TRSHTHRIMEDEWVEEE for hard milling
-FBEWIRERWRYD - Very stable tool design
- KODBULWIEERAZE - Short flute length
2EBHEOER - Tighter cutting diameter

tolerance

- 2 lengths available

=
-
KB
/N
a5
\Q*

(=] L[]
iR
Of:2s

S S { ) S
= | L~
2 N
I3 et
It %
~ Iz ——
ve/f; |
44-66 cl'z
3NN ) E HRC %
J_z:l S ——  —
I3
lg
h %Efgﬁlﬂ
d—7 7% - Coating ALCR |
FTVr— 3y - FEHIM PASIR) Applications — material (see page 4) P (3151 ) 1.1-21
- ERRERIAR - S R HIM I - For all high-strength materials K

- HRC66 £ TOREEMDINTLIC

- HSCERINTIC

- Hard machining of up to 66 HRC

- Suitable for HSC finishing

H (1113 | 1415

IV AMZ0A>% - Extralong design

T ERIZE - Order code 3815L
0 dy Iy I3 o edg 1y edy KB Z 44X
e8 hs Bl g | BIE
3 4 15 70 28 30 6 34 005 4 .003 °
4 5 20 70 37 30 6 34 006 4 .004 °
5 6 25 70 46 30 6 34 007 4 .005 °
6 7 33 70 55 - 6 34 008 4 .006 °
8 9 43 80 74 - 8 44 01 4 .008 °
10 11 43 84 92 - 10 44 012 4 010 °
12 13 51 97 11 - 12 52 014 4 012 °
16 17 66 115 15 - 16 67 018 4 016 °
20 21 79 130 19 - 20 80 022 4 .020 °

8
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o =RXEFEEE A, - Stock tool

Z3ESLA - Ordering example: 3815L.003



H)BIZ&44 - Cutting Conditions
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BEVYYR TVRII "R—=R"-THZAZOYT

Solid carbide end mills “Base” — extra long design

0

FRANKEN

/I ao-Cest

X ERELGR - Valid for
3815L

2 L
=< - ' S f
¢ o 'ﬁ 1 1
| . o A\l & g &
4 o ~
< "4 L4 4
0 dy
] = ‘ 0dq ‘ :@‘I ‘ 0dq ‘ & ‘ 0dq ‘ &
B Lo LN
de de de e
ag = dy ag =0,4x0d; 2 =0,2xdy 2, = 0,02 x d
THRE | IHTcDED | YIEIERE | WHhED | FIERE | IHD®ED | YIHERE | WHhixDb % iz\’* MMS %
V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] Ve [m/min] f, [mm] %) | MaL
135 0,005 x d 145 0,005 x d 155 0,005 x d 210 0,006 x dy o [} u] o
110 0,004 x dy 120 0,004 x d 140 0,005 x d 180 0,005 x d o L O o
100 0,004 x dq 105 0,004 x dq 110 0,004 x dq 155 0,005 x dy o [ m] o
80 0,003 x d 90 0,003 x d 100 0,003 x d 135 0,004 x d ] [ ]
65 0,003 x d 75 0,003 x d 80 0,003 x dq 105 0,003 x dy o [
1.1
M[ 21
31
4.1
135 0,005 x dy 145 0,005 x dy 155 0,006 x d 210 0,006 x dy 0 u
135 0,005 x dy 145 0,005 x dy 155 0,006 x dy 210 0,006 x dy O u
110 0,004 x dy 120 0,004 x dy 140 0,004 x dy 180 0,005 x dy 0 u
110 0,004 x dy 120 0,004 x dy 140 0,004 x dy 180 0,005 x d 0 [}
100 0,004 x dy 105 0,004 x dy 110 0,004 x dy 155 0,005 x dy 0 []
100 0,004 x dy 105 0,004 x dy 110 0,004 x dy 155 0,005 x dy O u
80 0,003 x dy 90 0,003 x dy 100 0,003 x dy 135 0,004 x dy O u
65 0,003 xd 75 0,003 xd 80 0,003 xd 105 0,004 xd 0 u
1.1 80 0,003 x d 90 0,003 x d 100 0,003 x d 135 0,003 x d 0 [l
HL 65 0,003 x dy 75 0,003 x dy 80 0,003 x dy 105 0,003 x dy O [}
60 0,002 x dy 65 0,002 x dy 65 0,002 x dy 90 0,003 x dy O [}
40 0,002 x dy 50 0,002 x dy 50 0,002 x dy 65 0,002 x dy O u
5 30 0,002 x dy 35 0,002 x dy 40 0,002 x dy 50 0,002 x dy O [

W = 53 - very suitable
[ = SEFAFTRE - suitable

v = PIHIREE - Cutting speed
f, = K 1=D3ED - Feed per tooth

B



FRANKEN @BEYYyRIVRIIL "F27Lyo X" Solid Carbide End Mills “DUPLEX”

Je~Cut
SINANNT A=Y =)L - High performance tool
- BTy I ZYIH - With DUPLEX geometry N ICA
-HPCIEREERM T E/\ 1 7r—K - Combination of HPC-
IO A X It and high-feed end mill e
- Bl S DR H T A= - Internal coolant supply,
(ICA) axial exit (ICA) e
-RWAROIVZZNZAOVY - Extra long design with
- KDBULWIEERAZE long flute length
- Tighter cutting diameter %ﬁ
tolerance ColHB
,go =~z
= (I 8
s N \ ) =

0 ds

0 dy

0

=]

o

h i i
d—7« > - Coating TIALN | TIALN |
TV —2 3> - KEIM (PASIR) Applications — material (see page 4) P P -_J
S FEAEIRTOWEIMICEE I8 - For almost all materials K -_J K -_J
- AREBIMITRET TCORMIIC - Suitable for roughing in unstable conditions 23,26 23,26
- 2D/3DDFLARINT - 2D and 3D contours can be produced
\ 1.1-1.3 | 1.4-1.5 \ 11-13 | 1.4-15
A>% - Long design
T ERZE - Order code 2610AZ 2611AZ
0 d4 R3p r1/r9 M tmax 2 I3 14 ed3 Iy ody Ia z B4 X
5 | BIE
2002 025 1 /02 058 008 2 10 5/ 19 20 6 21 3 102 e [T 3l new |
3002 04 15/03 087 01 3 14 57 29 20 6 21 4 .103 [} °
4 002 05 2 /04 116 015 4 18 57 38 20 6 21 4 104 [} [}
500 06 25/05 145 072 5 18 57 48 20 6 21 4 105 [ ] ®
6 002 08 29/06 174 02 13 20 57 58 - 6 21 4 .006 [} [ )
8 004 1 39/08 232 03 19 25 63 77 - 8 27 4 .008 [ ] °
10 004 12 49/1 29 04 22 30 72 95 - 10 32 4 .010 [} [ ]
12 004 16 59/12 348 04 26 35 83 115 - 12 38 4 .012 o ®
16 004 22 78/16 464 05 32 40 92 155 - 16 44 4 .016 [ ) [
IHANZ0O2% - Extra long design
T ERYZE - Order code 2612AZ 2613AZ
0 dy R3p r1/rp M tmax o I3 4 edy 1y ody Z HA4X
h5 Wxp | BIE
3002 04 15/03 087 01 3 18 62 29 23 6 26 4 .103 3l new Ol new
4 002 05 2 /04 116 015 4 22 62 38 25 6 26 4 104 [ I new [ I new
5002 06 25/05 145 02 5 22 62 48 25 6 26 4 105 e LE [ 3N new
6 002 08 29/06 174 02 13 25 62 58 - 6 26 4 .006 o L& [ I8 new
8 004 1 39/08 232 03 19 30 68 77 - 8 32 4 .008 o ®
10 004 12 49/1 29 04 22 3 8 95 - 10 40 4 .010 o °
12 004 16 59/12 348 04 26 45 93 115 - 12 48 4 012 o ®
16 004 22 78/16 464 05 32 55 108 155 - 16 60 4 .016 J ®

HERA VR
Measuring point

tmax = TERREAREZIT7R Rsp EDIREICKDHIDIZEUEDERKAE
Maximum rest material resulting from radius deviation from Rp

R3p = CAMEDRIEZ 7 X
Radius to be programmed in CAM
rn =ENUZITR
Face radius

n =EIRSITRENERERSTITR
Tangential radius between face radius and circumference cutting edge

v =L—9—(GE#EmM) ICLZTERAEROAE

Rk

Measuring point definition for measuring length using a laser

o=

o =RXEFEEE A, - Stock tool

Z3ESLA - Ordering example: 2610AZ.102



41244 - Cutting Conditions FRANKEN

AW e Lt
BEYUYR TYRIN "Fa7LyIR" -AVIELCTIZANZOYT
Solid carbide end mills “DUPLEX” — long and extra long design St &R B, - Valid for
2610AZ
N 2611AZ
HPCRS AESE 11 T/ HSCRS AN T HFC/\1{ 7t —KHIT e
NAFICEZIMT EHICkD/\ A T714—RINT
Machining with circumference cutting edge High feed machining with face cutting edge
S S
> >
w .
i T
-gl';l_ (3] «© ae
&
0 d4 <
o «©
a «©
N Fe| Leed oot oo |
EN N g
2 =04 3 =0,25x d4 2= 0,02 x d4
YIHIERE (NHfcDED| YIHIRE [(NHIDiED| YIBRE [(HHhikD| YIHLRE M3 ik @ milAM R EhA A % \Q* MMS %
V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] ap [mm] ae [mm] )| MaL
170 0,005 x d4 190 0,006 x d4 200 0,007 x d4 240 0,038 x d4 0,05 x dq 0,6 x dy u] [ ] [m] [ ]
160 0,005 x d4 180 0,005 x d4 190 0,006 x d4 220 0,034 x d4 0,04 x dq 0,5 x dy m] | | ]
150 0,004 x d4 170 0,005 x d4 180 0,005 x d4 210 0,030 x d4 0,04 x dq 0,5 x dy m] [ ] m]
140 0,003 x d4 150 0,004 x d4 170 0,004 x d4 200 0,024 x d4 0,03 x dq 0,4 x dy o ] o
130 0,003 x d4 140 0,003 x d4 160 0,004 x d4 180 0,022 x d4 0,03 x dq 0,3 x dy m] [ ] =]
1.1
M[ 21
3.1
4.1
170 0,006 x d4 190 0,006 x d4 200 0,007 x d4 240 0,040 x d4 0,05 x dq 0,6 x dy =] [] =]
170 0,006 x d4 190 0,006 x d4 200 0,007 x dy 240 0,040 x dy 0,05 x dq 0,6 x dy =] [] =]
150 0,005 x dy 170 0,005 x dy 180 0,006 x dy 210 0,032 x dy 0,04 x dy 0,5xd; =] ] 5]
150 0,005 x d4 170 0,005 x d4 180 0,006 x d4 210 0,032 x d4 0,04 x dq 0,5x d4 ] [] [E]
130 0,005 x d4 140 0,005 x d4 160 0,006 x d4 180 0,032 x d4 0,04 x dq 0,5 x dy [m] [] [m]
130 0,005 x d4 140 0,005 x d4 160 0,006 x d4 180 0,032 x d4 0,04 x dq 0,5 x dy [u] [] [u]
100 0,003 x d 110 0,004 x dy 120 0,004 x dy 140 0,024 x dy 0,03 X dy 0,4 xdy = u 0
80 0,003 x d 90 0,004 x d 100 0,004 x d 110 0,024 x d 0,03 xd 0,4 x d =] [] =]
150 0,006 x d4 170 0,006 x d4 180 0,007 x d4 210 0,040 x d4 0,05 x dq 0,6 x dy [] []
130 0,005 x dy 140 0,005 x dy 160 0,006 x dy 180 0,032 x dy 0,04 x dy 0,5xd; 0 u
80 0,003 x dy 90 0,004 x dy 100 0,004 x dy 110 0,024 x dy 0,03 x dy 0,4 X dy 0 u
1.1 100 0,003 x d 110 0,004 x dy 120 0,004 x dy 140 0,024 x dy 0,03 x dy 0,4 X d =] ]
H 2 80 0,003 x d4 90 0,003 x d4 100 0,004 x d4 110 0,020 x d4 0,03 x dq 0,3 x dy [u] []
.3 70 0,002 x d4 80 0,003 x d4 80 0,003 x d4 100 0,016 x d4 0,02 x dq 0,3 x dy [u] []
4 80 0,002 X d1 80 0,003 x dy 100 0,014 x dq 0,02 X dy 0,2 X dy = n
.5 70 0,002 x d4 70 0,002 x d4 80 0,012 x d4 0,02 x dq 0,2 x dy [u] []
MW = 538 - very suitable Ve = BIHIREE - Cutting speed 11

[ = EFAFTBE - suitable f, = K 1=D3ED - Feed per tooth



FRANKEN @@ YUy RIVRIIL - Solid Carbide End Mills

Je~-Cut
SINANNT A=Y =)L - High performance tool
- XARTA-10° - Rake angle -10° N
- SEIERASREWER I ZET)L—K - Modified chip space
&3 - Variable spacing —
- REEYF - Tighter cutting diameter tolerance
S DLW TERAE - Centre cutting B
-eyy—hvhk
DIN 6535 J(.Jr ‘
__JHA
HB ER
— —
~Ip W \
2}7 a1 gl 50° | KBxd5°
k N 3
—
It \‘é # |
~| ; é W
A ——d ntd
S EX\"\ a_N S <60 ve/t;
= - - E wre | G
. ElN 13

l4 ﬁﬁ ﬁﬁ
J—7« %" - Coating ~ TIALN | ~ TIALN |
FIVT—yay - #EIH PASER) Applications — material (see page 4) P P
- ERE - SHEMRCSICRE - Very good for highly resistant materials K K
- HPCEE BESR N TIC /@ - Suitable for HPC machining N N

H[11-13 ) 1415

H (1113 ) 1415

DIN 6527 - >4/ - Long design

T ERIZE - Order code 3817A
0 dy Iy I3 i eds Iy edy Iy KB Z PY4X
e o0 g | BIE
3002 8 14 57 29 20 6 21 004 4 003 °
4002 M 18 57 38 20 6 21 004 4 .004 °
5002 13 18 57 48 20 6 21 005 4 .005 °
6002 13 20 57 58 - 6 21 006 4 .006 °
8004 19 25 63 77 - 8 27 01 4 .008 °
10 004 22 30 72 95 - 10 32 012 4 010 °
12 004 26 35 83 115 - 1238 014 4 012 °
14 004 26 35 83 135 - 14 38 016 4 014 °
16-004 32 40 92 155 - 16 44 018 4 016 °
20004 38 50 104 195 - 20 54 022 4 .020 °
DIN 6527 — A% - Long design d—7—R - Corner radius
T EEIFE - Order code 1987A
0 dy r ly I I ods g ody  Ia Z B4 X
e mEn Iz | BE
3002 03 8 14 57 29 20 6 21 4 .003 °
4002 04 11 18 57 38 20 6 21 4 .004 °
5002 05 13 18 57 48 20 6 21 4 .005 °
6002 05 13 20 57 58 - 6 21 4 .006 °
8004 05 19 25 63 77 - 8 27 4 .008 °
10-004 05 22 30 72 95 - 10 32 4 010 °
12 004 1 26 35 83 115 - 12 38 4 012 °
14 004 1 2% 35 83 135 - 14 38 4 014 °
16 -004 1 32 40 92 155 - 16 44 4 016 °
20 004 1 38 50 104 195 - 20 54 4 .020 °

"

o =RXEFEEE A, - Stock tool

Z3ESA - Ordering example: 3817A.003



H)BIZ&44 - Cutting Conditions

BEYIYYR TR -OvYT
Solid carbide end mills — long design

FRANKEN

AW eLCur

X ERELER - Valid for
1987A
3817A

S
>
w0
5 i
S 1] o
I S
&
0 dy
[=% «©
& ‘ 8 d4 ‘ ~ 0 dq ‘
2 ag de
ap = dq a2 =0,4xd4 2 =0,2xd4
YIEIERRE H&H=DED YIEIERRE H&HDZED PIEIEREE H&HDZED % \Q* MMS %
Vg [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] %) | MaL
160 0,005 x d4 180 0,005 x d4 190 0,005 x d4 u] [ ] [m] [ ]
140 0,004 x d4 150 0,004 x d4 170 0,004 x d4 o u o |
120 0,004 x d4 130 0,004 x d4 140 0,004 x d4 m] [ ] O [ ]
100 0,003 x d4 110 0,003 x d4 120 0,003 x d4 o ]
80 0,003 x d4 90 0,003 x d4 100 0,003 x d4 m] [ ]
1.1
M[ 21
3.1
4.1
160 0,005 x d4 180 0,005 x d4 190 0,006 x d4 =] []
160 0,005 x d4 180 0,005 x d4 190 0,006 x d4 =] []
140 0,004 x d4 150 0,004 x d4 170 0,004 x d4 =] []
140 0,004 x d4 150 0,004 x d4 170 0,004 x d4 ] []
120 0,004 x d4 130 0,004 x d4 140 0,004 x d4 ] []
120 0,004 x d4 130 0,004 x d4 140 0,004 x d4 =] []
100 0,003 x d4 110 0,003 x d4 120 0,003 x d4 =] []
80 0,003 x d 90 0,003 x d 100 0,003 x d =] []
140 0,005 x d4 150 0,005 x d4 170 0,006 x d4 =] [] [5] ]
130 0,004 x d4 140 0,004 x d4 160 0,004 x d4 =] [] [m] []
1.1 100 0,003 x d4 110 0,003 x d4 120 0,003 x d4 [E] []
H B 80 0,003 x d4 90 0,003 x d4 100 0,003 x d4 [u] []
g 70 0,002 x d4 80 0,002 x d4 80 0,002 x d4 [u] []
g 50 0,002 x d4 60 0,002 x d4 60 0,002 x d4 =] []
.5 40 0,002 x d4 40 0,002 x d4 50 0,002 x d4 [u] []
W = 53 - very suitable v = PIHIREE - Cutting speed 13
[ = SEFAFTRE - suitable f, = M T=D3IXD - Feed per tooth



FRANKEN @@ YUy RIVRIIL - Solid Carbide End Mills

Je-Cut
- INAINT A= VA=) - High performance tool [] % [m]
- B S DAEREG RN - Internal coolant supply, N o
42 (ICA) axial exit (ICA)
- T |_¢LUDT€L\' 5 - Very stable tool design —_—
-KDEBULWIERS \E - Tighter cutting diameter tolerance
-2EgEOER - 2 lengths available iBE
E E
DIN 6535
CJHA
HB
—
40° Rsp
7R
RS
—
%
\Q =66
W HRC
)
N2 ve/f; |
o 3 B
g E _ 15 )
l2 §
I3
l4 ﬁﬁ ﬁﬁ
d—3 >4 - Coating TIALN | TIALN |
FIVT—2 3> - KEIM (PASIR) Applications — material (see page 4) P P
- FEAEITRTOHHEIMICTERE R BE - For almost all materials K -_J K -_J
- EHR Tt EFINTICRE - Suitable for roughing and pre-finishing 23,26 23,26
- 2D/3DDFARINTIC - 2D and 3D contours can be produced
-EAEFERUC/\A T4 —RINITIC - Suitable for high feed machining with face ‘ 1113 | 1415 ‘ 1113 | 1415
cutting edge
A>% - Long design
T ERIZE - Order code 3838AZ
0 d Rypp /1o Im tmax  I2 I3 l gd; @dp VA P4X
s (ugp | BUE
6 002 08 29/06 174 02 5 20 57 5,8 6 5 .006 °
8 004 1 39/08 232 03 6 25 63 7,7 8 5 .008 )
10 -004 12 49/1 29 04 8 30 72 95 10 7 .010 )
12 004 16 59/12 348 04 10 35 83 115 12 7 .012 ]
IV ANZA>Y - Extra long design
T ERZFE - Order code 3839AZ
0 dq Ryp ri/rp Im tmax 2 I3 l4 gd; @dp VA H14X
e (9% | BB
6 002 08 29/06 174 02 5 25 62 58 6 5 .006 ®
8 004 1 39/08 232 03 6 30 68 7,7 8 5 .008 °
10 004 12 49/1 2,9 04 8 3 8 95 10 7 .010 ®
12 004 16 59/12 348 04 10 45 93 115 12 7 012 [

tmax = TERREAREZIT7R Rsp EDIREICKDHIDIZEUEDERKAE
Maximum rest material resulting from radius deviation from Rp

R3p = CAM_EDIRIEZI 7 X
Radius to be programmed in CAM

rn =EXIEZIFR
Face radius

rp, =EANAZYPRENBIEESTITR

A Tangential radius between face radius and circumference cutting edge

Megstiinglpaint Im =L ——GEE) (CLBTERAERDAEMR”A >~
Measuring point definition for measuring length using a laser

14 o = 1FXEFEE M - Stock tool Z3ESH - Ordering example: 3838AZ.006



FRANKEN

H)BIZ&44 - Cutting Conditions

AmmmnweCur
BEVUYYR IR -OYIELTIVRANZOVT
Solid carbide end mills — long and extra long design K SRE M - Valid for
3838AZ
N 3839A7
ag de e
S S S
& & X & X
S S S
o o o
Loar | . Lod | A Lodr | A
© © (3]
2 =0,6 xd4 2 =0,4xd4 2 =0,2x0d4
YIEIERRE HHpi=bixrb YIEIERRE HHp1=bixb PIEIEREE Hp1=bixrb % m* MMS
Vg [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] %) | MaL
240 0,038 x d 265 0,038 x d 290 0,038 x d o [
220 0,034 x dq 240 0,034 x dq 265 0,034 x dq o n
210 0,030 x d 230 0,030 x d 255 0,030 x d o n
200 0,024 x dq 220 0,024 x dq o n
180 0,022 x dq 200 0,022 x dq o n
1.1
M[ 21
31
41
240 0,040 x dy 265 0,040 x dy 290 0,040 x d o u 5
240 0,040 x dy 265 0,040 x dy 290 0,040 x dy = O E
210 0,032 x dy 230 0,032 x dy 255 0,032 x dy 0 n 0
210 0,032 x dy 230 0,032 x dy 255 0,032 x dy 0 u =
180 0,032 x dy 200 0,032 x dy = u =
180 0,032 x dy 200 0,032 x dy O n =
140 0,024 x dy 155 0,024 x dy O n =
110 0,024 x d 120 0,024 x d = n =
210 0,040 x dy 230 0,040 x dy 255 0,040 x dy O
180 0,032 x dy 200 0,032 x dy 220 0,032 x dy 0
110 0,024 x dy 120 0,024 x dy 130 0,024 x dy 0
1.1 140 0,024 x dy 155 0,024 x dy O O
. 110 0,020 x d 120 0,020 x dy = u
: 100 0,016 x dy 110 0,016 x dy O u
: 100 0,014 x dy E O
5 80 0,012 x dy = u
53 - very suitable Ve = BIHIREE - Cutting speed 15
TEFATIAE - suitable f, = M T=D3IXD - Feed per tooth




ERANKEN @@ YUy RTVRIIL - Solid Carbide End Mills
/S ro-Cut

- INANTA—VRAY—)b

- High performance tool
- Special geometry for hard milling H

- Tighter cutting diameter tolerance

- 2IEEHERADOYINFRE

- BHTHIMEDFVERE - Very stable tool design

- KDELWIBENZE

-3EEOER - 3 lengths available
=l

.s] NN )

= AR UV

i lo g ‘

I3

0

7

00y
s

Uuugl

DIN 6535

£ IHA
faHB

[ s

44-66
HRC

i
T
s[m]

=]

h =0 T FE 8 = T FE 8
d—7« > - Coating TIALN | TIALN |
FIUT—v 3y - I (PASIR) Applications — material (see page 4) P (31-51 ) 1.1-21 P (3151 ] 1.1-21
- BB ERIR - Y R EIA I - For all high-strength materials K(1.1-42 ) K [(11-4.2 |
- HRC66 £ COEBEMDIMNIIC - Hard machining of up to 66 HRC H 1245 | H(1445
- HSCERERINTIC - Suitable for HSC finishing —_— —
DIN 6527 — > 3— - Short design
T ERYE . Order code 1825A 1925A
0 dy Iy I3 i ed3 1y ed ln KB Z B4 X
s e g | BIE

2 002 3 0 50 1,9 14 6 14 0,04 4 .002 ° [}

3 -0,02 5 9 50 29 14 6 14 0,05 6 .003 () °

4 0,02 8 12 54 3,8 18 6 18 0,06 6 .004 [ [}

5 -0,02 9 16 54 4,8 18 6 18 0,07 6 .005 ] [ )

6 -002 10 16 54 58 - 6 18 0,08 6 .006 ° [}

8 -004 12 20 58 7,7 - 8 22 01 6 .008 ] °
10 -0,04 14 24 66 9,5 - 10 26 0,12 6 .010 ° [}
12 004 16 26 73 115 — 12 28 0,14 6 012 ) ®
16 -0,04 22 32 82 155 — 16 34 0,18 8 .016 [ [
DIN 6527 — > 3— - Short design Jd—7—R- Corner radius
T ERYE . Order code 2813A 2812A
0 dy r lo I3 I 0ds l4 0 do In z Y4 X

el g | BIE

3 002 03 5 9 50 29 14 6 14 6 .003 [ ) E ® E

4 002 03 8 12 54 3,8 18 6 18 6 .004 [ ) ®

5 002 05 9 16 54 4.8 18 6 18 6 .005 ) ®

6 -002 05 10 16 54 5,8 - 6 18 6 .006 () ®

8 004 05 12 20 58 7,7 - 8 22 6 .008 [} )
10 -004 05 14 24 66 9,5 - 10 26 6 .010 () ®
12 004 1 16 26 73 115 - 12 28 6 012 [} [}
16 -004 1 22 32 82 155 - 16 34 8 .016 ) ®

o=

o =RXEFEEE A, - Stock tool

Z3ESA - Ordering example: 1825A.002



41244 - Cutting Conditions

FRANKEN

L HEro-Cus
BEYIYR TR -v3—b
Solid carbide end mills — short design KRB - Valid for
1825A
H 1925A
2812A
2813A
S
1}
<
o] 4]
de
3 = 0,05 x d4
YIEIERRE H&HI=DFED % \* MMS ﬁ
V¢ [m/min] f, [mm] )| MaL
210 0,005 x d4 u] u O
190 0,004 x dy o n o
170 0,004 x dyy m] [ ] O
150 0,003 x dy o »
130 0,003 x dy o n
11
M[ 21
31
41
210 0,005 x d4 =] []
210 0,005 x d4 =] ]
180 0,004 x d4 m] ]
180 0,004 x dy E n
160 0,004 x dy E n
160 0,004 x dy 0 (]
130 0,003 x dy 0 [
110 0,003 x d 0 u
155 0,004 x dy 0 [
130 0,003 X d E n
110 0,003 x dy [m] []
100 0,002 x dy 0 [
80 0,002 X dy E [

W = 53 - very suitable
[ = SEFAFTRE - suitable

v = PIHIREE - Cutting speed
f, = K 1=D3ED - Feed per tooth

BB



ERANKEN @@ YUy RTVRIIL - Solid Carbide End Mills

[HEro-Curt
SINANNT A=Y =)L - High performance tool
- BREENERDOYI AR - Special geometry for hard milling H
- RSO THRIMEDEWVEEE - Very stable tool design
-EDEUWIERNE - Tighter cutting diameter tolerance
-3EROER - 3 lengths available
i
DIN 6535 Jﬁ ‘
C_JHA
HB ER
|
i SN N N 50° KB x 45°
81 AR U s
i lo g ‘
I3

il
/

44-66

0

=2 HRC

2
<
2N
-

E2%E

h e = T FE 8
d—7« > - Coating TIALN | TIALN |
FIUT—v 3y - I (PASIR) Applications — material (see page 4) P (31-51 ) 1.1-21 P (3151 ] 1.1-21
- BB ERIR - Y R EIA I - For all high-strength materials K K [11-4.2 |
- HRC66 £ COEBEMDIMNIIC - Hard machining of up to 66 HRC H o125 | H(1445
- HSCERERINTIC - Suitable for HSC finishing —_— —
DIN 6527 - >4/ - Long design
T ERYE . Order code 1827A 1927A
0 dy Iy I3 i edg Iy edy Il KB Z | BAX
s e g | BIE
2 002 ) 8 57 1,9 20 6 21 0,04 4 .002 [ I new [ N new
3 -0,02 8 14 57 29 20 6 21 0,05 6 .003 [ I new [ B new
4 002 11 18 57 3,8 20 6 21 0,06 6 .004 [ N new [ I new
5 -0,02 13 19 57 4,8 20 6 21 0,07 6 .005 o LEY [ B new
6 -002 13 20 57 58 - 6 21 0,08 6 .006 ° [}
8 -004 19 25 63 7,7 - 8 27 01 6 .008 [ [ )
10 -0,04 22 30 72 9,5 - 10 32 0,12 6 .010 ° [}
12 004 26 35 83 115 — 12 38 0,14 6 012 ° [}
14 004 26 85 83 135 - 14 38 0,16 6 .014 (] [}
16 -0,04 32 40 92 155 - 16 44 0,18 8 .016 [ ] [}
18 004 32 40 92 175 - 18 44 0.2 8 .018 (] [ ]
20 0,04 38 50 104 195 - 20 54 0,22 8 .020 [ )
DIN 6527 - >4/ - Long design J—7—R - Corner radius
T ERIE . Order code 2817A 2816A
9 dy r Iy I3 i edy Iy edy Iy Z PY4Z
e fEl g | BIE
3 o2 03 8 14 57 29 20 6 21 6 1003 ° °
4 002 03 11 18 57 3,8 20 6 21 6 .004 [ ] ®
5 002 05 13 19 57 4,8 20 6 21 6 .005 [ ] [}
6 -002 05 13 20 57 58 - 6 21 6 .006 [ ] ®
8 004 05 19 25 63 7,7 - 8 27 6 .008 [} ®
10 -004 05 22 30 72 9,5 - 10 32 6 .010 [ ] ®
12 004 1 26 88 83 11,5 - 12 38 6 .012 [} )
16 -004 1 32 40 92 155 - 16 44 8 .016 [ )

o=

o =RXEFEEE A, - Stock tool

Z3ESA - Ordering example: 1827A.002



41244 - Cutting Conditions

FRANKEN

/HEro-Curt
BEYUYR TVRI)L-OVT
Solid carbide end mills — long design KRB - Valid for
1827A
H 1927A
2816A
2817A
S
>
o
= -
i "
:“Q. [3+]
e ol
A ae
2 =0,05xd4 2 = 0,05 x dq
PIEIRE HH1DED YIHIERRE HHDED % m* MMS %
V¢ [m/min] f; [mm] V¢ [m/min] f; [mm] %) | MaL
210 0,005 X dy 170 0,004 x dy al n )
190 0,004 x dy 150 0,004 x dy o n o
170 0,004 x dy 140 0,003 x dy o n )
150 0,003 x dy 120 0,003 x dy o »
130 0,003 x dy 100 0,003 x dy o n
1
M[ 21
31
41
210 0,005 x dy 170 0,005 x dy 0 u
210 0,005 x dy 170 0,005 x dy 0 u
780 0,004 X dy 140 0,004 x dy E n
180 0,004 X dy 140 0,004 x d E n
160 0,004 X dy 130 0,004 x dy E n
160 0,004 X dy 130 0,004 x dy 0 (]
130 0,003 X d 100 0,003 x dy 0 [
110 0,003 xd 90 0,003 X d 0 u
11 155 0,004 x dy 120 0,003 X dy O u
TR R 130 0,003 x dy 110 0,003 X d E u
. 110 0,003 X dy 90 0,002 X d O u
i 100 0,002 x dy 70 0,002 x dy 0 u
5 80 0,002 x dy 60 0,001 x dy O u
W = 53 - very suitable v = PIHIREE - Cutting speed 19
[ = EFAFTBE - suitable f, = K 1=D3ED - Feed per tooth [FRANKEN



ERANKEN @@ YUy RTVRIIL - Solid Carbide End Mills
/S ro-Cut

S INAINT A=Y =)L
- BIEENEROYI IR
- mH RIS VRS

- EDBULWIEERAZE
-3fEEODER

- High performance tool

- Special geometry for hard milling

- Very stable tool design

- Tighter cutting diameter tolerance

- 3 lengths available

7

e
His

nin

DIN 6535

£ IHA
faHB

o[ s

P
i -l [w]

®
= Ip
44-66 "Céfz
s] NN ) s i 21
s AN \__V = N
lp :
I3
Iy Ergﬁﬁ
d—7 %" - Coating TIALN |
TV — 3> - KHIM (PASIR) Applications — material (see page 4) P (3151 ) 1.1-21
- BB ERIR - Y R HIAT I - For all high-strength materials K[11-42 )
- HRC66 £ COEBEMDIMNIIC - Hard machining of up to 66 HRC H o125 |
- HSCREpERINTIC - Suitable for HSC finishing —_—
IYANZ0O2% - Extra long design
T EEZE .- Order code 1828A 1928A
0 d lp I3 i od3  0dy  a KB Z 14X
hs o Ry | BIE

6 002 18 25 62 5,8 6 26 0,08 6 .006 () ®

8 -004 24 30 68 7.7 8 32 0,1 6 .008 [} [}
10 -004 30 35 80 9,5 10 40 0,12 6 .010 [ ] [}
12 0,04 36 45 93 11,5 12 48 0,14 6 .012 [ ] [
14 004 42 50 99 135 14 54 0,16 6 014 [} [}
16 -004 48 55 108 155 16 60 0,18 8 .016 [} ®
18 -004 54 60 114 175 18 66 0,2 8 .018 [} [}
20 004 60 70 126 19,5 20 76 0,22 8 .020 [} ®
25 004 75 90 150 24,2 25 94 0,27 10 .025 [ [

o

o =RXEFEEE A, - Stock tool

Z3ESA - Ordering example: 1828A.006



41244 - Cutting Conditions

FRANKEN

/HEro-Curt
BEVUYYR IR -OYIELTIVRANZOVT
; ) ) - ’ -
Solid carbide end mills — extra long design KRBT - Valid for
1828A
= l] 1928A
S
— >
o o
= 1}
N o
1 <
&
‘ 0 dy ‘ < ‘ 0dq ‘
A ae
2 = 0,02 x dy 2 = 0,02 x dy
YIHIERE HH1DED YIHRE HHDED % \k* MMS %
V¢ [m/min] f; [mm] V¢ [m/min] f; [mm] %) | MaL
240 0,005 x dy 150 0,005 x dy o " o
220 0,005 X dy 130 0,004 x dy o " o
200 0,004 x dy 120 0,004 x dy o " o
170 0,003 x dy 110 0,003 x dy o "
150 0,003 x dy 90 0,003 x dy o "
11
M[ 21
31
41
240 0,006 X ty 150 0,005 x dy o O
240 0,006 X dy 150 0,005 x dy & O
210 0,004 x dy 130 0,004 x dy & "
210 0,004 x dy 130 0,004 x dy & O
180 0,004 x dy 110 0,004 x dy & O
180 0,004 xdy 110 0,004 x dy O 0
150 0,003 Xty 90 0,003 x dy O 0
130 0,003xd 80 0,003 xd O O
13 150 0,004 Xty 90 0,004 x dy O O
(TR 730 0,003 Xty 80 0,003 x dy & O
. 700 0,003 xdy 60 0,003 dy 5 u
; 90 0,002 dy 60 0,002 x dy O 0
5 80 0,002 X dy 50 0,002 x dy & 0

W = 53 - very suitable
[ = SEFAFTRE - suitable

v = PIHIREE - Cutting speed
f, = K 1=D3ED - Feed per tooth

BB °



FRANKEN @@ YUy RIVRIIL - Solid Carbide End Mills
Je-Cur

S INANT A= VRAY =)L

- BS TRt

-EEVICERWHREREOTH
et A

- B TEEDB RS
CEDBLWTERAE

- High performance tool

- Multi-tooth end mill

- Newly developed,

low-vibration geometry
- Vlery stable tool design
- Tighter cutting diameter tolerance

O]

—
v IS
W)
=~z
44-66 "Céfz
-é‘] N TN s i 23
s AN U = N
) lp :
I3
Iy Eﬁirgﬁﬁ
d—7 %" - Coating TIALN |
FIVr—yay - #EIH PASER) Applications — material (see page 4) P
S FEAEITRTOEEIMICER AT EE - For almost all materials 11-21 | 3.1-4.1
- HRC66 £ COEBEMDIMIIC - Hard machining of up to 66 HRC K
- HSCERM TICHFICHEE - Very suitable for HSC finishin -
PRNTERIERE / : ‘
s
H 11415 | )
DIN 6527 - >4/ - Long design
T ERYZE . Order code 2887A 2886A
0 dy Iy I3 o edg  edy Iy KB Z 14X
hs o g | BIE
6 -002 13 20 57 58 6 21 0,08 6 .006 [ [}
8 -004 19 25 63 7.7 8 27 0,08 8 .008 ° [}
10 004 22 30 72 9,5 10 32 0,08 10 .010 [ [}
12 0,04 26 35 83 11,5 12 38 0,08 12 012 [ [ )
16 -0,04 32 40 92 15,5 16 44 0,1 16 .016 () [}
20 -0,04 38 50 104 19,5 20 54 0,1 20 .020 [ [ ]

2

o =RXEFEEE A, - Stock tool

Z3ESA - Ordering example: 2887A.006



41244 - Cutting Conditions

FRANKEN

AmmmnweLCur
BEYYYR TVRI-OvY
Solid carbide end mills — long design I SRE M - Valid for
2886A
iJ 2887A
S
>
0
1
&
‘ 0 dy ‘ ©
de
3= 0,02 x d4
YIEIERRE HHp1=bixb
Ve [m/min] f, [mm]
260 0,006 x d4 u] u O [ ]
220 0,005 x d4 O | | O u
190 0,005 x d4 u] u [} [ ]
160 0,004 x d4 u] [ ]
130 0,003 x d4 m] [ ]
1.1 130 0,004 x dy O
M[ 21 100 0,004 x dy 0]
3.1 80 0,003 x d4 [
4.1 50 0,003 x d []
260 0,006 x d4 =] []
260 0,006 x d4 =] ]
220 0,005 x dy 0 ]
220 0,005 x d4 0 ]
190 0,005 x d4 =] []
190 0,005 x d4 =] []
160 0,004 x d4 =] []
130 0,004 x d =] ]
130 0,004 x d4 []
100 0,004 x d4 []
60 0,003 x d4 []
100 0,003 x d4 []
50 0,003 x d4 []
30 0,003 x d4 ]
30 0,003 x d4 []
30 0,003 x d4 []
30 0,003 x d []
160 0,003 x d4 =] []
130 0,003 x d4 =] []
110 0,003 x dy 5] [l
80 0,002 x d4 =] []
60 0,002 x d4 =] []

W = 53 - very suitable
[ = SEFAFTRE - suitable

v = PIHIREE - Cutting speed
f, = K 1=D3ED - Feed per tooth

B -



FRANKEN ©53v2T2R3)L - Ceramic End Mills

Cera-Cut
SINANNT A=Y =)L - High performance tool
-I\A 71— RINTICRE - High-feed end mill
-VYYyREZIyIDAYRE - Cutting part made of solid ceramic,
BEYUY Ry I ERES shank made of solid carbide
(09 =t ipm D2 A VAV - Tighter cutting diameter tolerance —
- DLW BREAE Ceramic
DIN 6535
CJHA
HB E
—
40° e
B~ B
N 3
—
—
% ve/f
< 66 C@ z
S S it 25
=) =) —
l2 §
I3 —_
l4 %ﬁﬁrgﬁﬁ
d—3 >4 - Coating
FIVTr—yay - #EIH (PASER) Applications — material (see page 4) S
- EEHIM DI TIC - Suitable for difficult to cut materials H[ 1115 )
- SEEHROMIIC - For hardened materials
-TRMIEHR Tt EFINTICRE - Suitable for roughing and pre-finishing
- 2D/3DDFARINTIC - 2D and 3D contours can be produced
-EAEFERUC/IN 74— RINIIC - Suitable for high feed machining
with face cutting edge
A>4% - Long design
T ERYE . Order code 3818
0 d4 R3p r1/ 1o Im tmax |2 I3 l4 ods 0dy VA B4 X
e Uz | BUE
6 002 08 29/06 174 02 4 20 57 58 6 5 .006 (]
8 -004 1 39/08 232 03 4 25 63 77 8 5 .008 [ ]
10 004 1,2 49/1 29 04 4 30 72 95 10 5 .010 °
12 004 16 59/12 348 04 4 35 83 115 12 5 .012 °
16 -004 22 78/16 464 05 6 40 92 155 16 5 .016 )

tmax = TEFIRERIE T 7 X Ryp EDREICEDHIDFERUEDRKE
Maximum rest material resulting from radius deviation from Rsp
R3p = CAM_EDRIEZS 7 R
Radius to be programmed in CAM
rn =EINUZIFTX
Face radius
rp, =ERNZIYPRAEARINEESTITR
A Tangential radius between face radius and circumference cutting edge
Miasuring poin I =L—Y— G Ick 2 TERAEBORERL >~
Measuring point definition for measuring length using a laser

24 o = 1FXEFEE M - Stock tool Z3ESCH - Ordering example: 3818.006



41244 - Cutting Conditions

73y IVRIN-OVT
Ceramic end mills — long design

0

FRANKEN

o Cera-Curt

X ERELR - Valid for
3818

S
>
3
o o
i i
&
ae
2, =0,7x0d4
2 = 0,05 x dq
YIHIERE HH1DED YIHRE HHDED MMS ﬁ
V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] maL
1.1
M[ 21
31
4.1
400 0,003 x d 400 0,003 x d u 0
400 0,003 x d 400 0,003 x dy u =
400 0,003 x d 400 0,003 x dy u O
400 0,003 x d 400 0,003 x dy 0 5]
400 0,003 x d 400 0,003 x dy 0 5]
400 0,003 x d 400 0,003 x d O 5]
400 0,003 x d 400 0,003 x dy u O
400 0,003 x d 400 0,003 x dy u =
400 0,003 x d 400 0,003 x dy u O
400 0,003 x d 400 0,003 x dy O 5]
400 0,003 x d 400 0,003 x d u O

W = 53 - very suitable
[ = SEFAFTRE - suitable

v = PIHIREE - Cutting speed
f, = K 1=D3ED - Feed per tooth

B o



FRANKEN a—LRT7/ZIL - Cold-Arr Nozzle

A—LRIZ/ )V EERT B ETYHIRA Y N DRE ERZFHE S5
BBYHREDE EPTEHFRDIEREVSIEMRDIPFTERI RS

Cooled air reduces temperatures in the cutting area, which in turn permits higher
cutting speeds and longer tool life. This type of cooling enables modern coatings

AT ERZHAFDEBDRR R BHBIRZIE L. ERIICR
FA—T A>T DR WERRZ VIVICHKIET 2 ENTIREE BB cH T,

KNI T ZRVRT Y MOBD SHERICHEH Y 52 & T RER
BRIBDRIBEHEET,

OA—JLRIZ/ ZILOBRESRILTY I AF 2 —T DFRERICEDNTLE
oA DDIHR S BEIERMERET DI ETRARIRETSHD T E
HETT [CEESTEIF T -40 °C bDBHN L7 ZfHiad 5 EDRIREE RN &

to achieve their full potential, as damage to the cutting edge resulting from

thermal shock is avoided.

Moreover, the cold-air nozzle helps to remove the tiny chips produced in copy milling
even from deep recesses or cavities.

The function of the cold-air nozzle is based on the principle of the vortex tube, in

which two opposed, rotating air streams are generated (without any moving parts).
The internal air stream exits from one end, in the form of useable cold air with

ER a temperature as low as -40 °C. All that is required is a normal pressurised air
connection.

E#ET 7 #96 bar
Pressurised air, approx. 6 bar
HAR/NLT
Adjustable valve

\ BERUCRE)

. ~ ~ ~ ~ ~ ~ ~
d—-JLkT” ‘\’—\’— NN N N N N N NN N N N \'—(\_
Available cold air L AL AL AN AL ANALL / Hot exhaust air

1 -

IS T7RE 21 °C TOIT7HER
Air consumption, with supply air temperature of 21 °C

MIVTYVIRF 21— HOTORE (/ XIVERTREHDEEA)
Temperature, measured at the effective exit of the vortex tube (not the end of the nozzle)

eI E I7RE °C &/NLTBRE D% ANITE I7HES BE
Supply air pressure Temperature of usable air in °C, with a cold air percentage of Input pressure Air consumption Capacity
[bar] 25% 50% 75% [bar]
3 -31 -22 -6 6,9 7,08 /s ; 25,5 m3/h 226 keal/h ; 263 W
4 -35 -35 -8
5 -39 -28 -10
6 -42 -31 -11
7 -46 -34 -13
77Vr—avEhl:
Jd—)ILRI7ERICLPITEFHOER
HRHEIF - eS8 K360 HRC63
MIAR : FROLEFINT
V=l 7o \—KRAhy ks R—=IL

TEZE P10, 218K

wIEIESE Ve = 240 (m/min) - n = 7639 (min-1)
f,=0,12 (mm/z) - v; = 1833 (mm/min)
ap=0,2 (mm) - ag =0,2 (mm)
RO ITEHFm J—)LRI7ERAROITE%Sm

98 7
Jd—-ILRIFPZERATSHIET. ITRFmZ 33% &R

130 &

Application example:
Increased tool life using the cold-air nozzle
Workpiece: Hardened mould, material K360 with 63 HRC

Operation: Finishing the mould

Tool: FRANKEN Hard-Cut
Cutting diameter 10 mm, 2 flutes

Cutting conditions: v; = 240 m/min - n = 7639 rpm
f;=0.12mm - v = 1833 mm/min
a=02mm - a;=0.2mm

Tool life with cold-air nozzle
130 minutes

Tool life without coolant
98 minutes

By using the cold-air nozzle, it was possible to increase the tool life by 33%.

Z3ESLA - Ordering example: 6910.15

»



O—)LRT7Z/ ZX)LEXVT7Z Y - Cold-Air Nozzle and Accessories

J—=ILRIZ/ XA ES

Delivery includes:

! TEAIFE - Order code 6910
- 7LFITILIR—X - With flexible hose (length L
. 2R (R—RFRK) Y4 X
(&£ 300 mm) approx. 300 mm) for cold air Length (without hose) R
- A LY — (SN14) - Silencer (SN14) for hot exhaust air 9
—emmr Ly MR—ZBOSMER - Ball-valve with fitting (1/4") for inlet 225 mm 15 ®
—JLINILT (ST 1/4) hose (6 mm) with quick-change
JAVIFIVITIVFAVN attachment (7.2 mm)
(7.2mm)
ANFIR—R T EAVE - Order code 6910
Spare Hose SE HAZ
Length BE
~ 300 mm .20 °
~ 400 mm 22 ®
~ 500 mm .21 [
A—=J)LRI7/ XIVARILY — Ok=d0| e
Holders for the Cold-Air Nozzle N _'“2 °
g N £ 3
¢ 2 > g 32 ae
W8 wog £8 8
? = ? = N e
= = NS D
= PR s AE & E
2 N < R~ 2 ~ S
233 N N <3 N
-
| L &, !
T EAIE - Order code 6910
E 44X
Dimensions BE
045X 68 mm .24 [}
080 x 80 mm .25 [}
080 x17 mm .26 )
032 x63 mm 27 ®
045x20 mm .32

o = 1EXEFEEM - Stock tool
O = BBEWVWE G - Available at short notice

B 7
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