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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.
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FRANKEN

Aler-Cut

The Alu-Cut line from FRANKEN features end mills for volume machining

as well as for universal machining of aluminium. The tool is protected against
wear and formation of built-up edges thanks to the new, very smooth coating.
The uncoated version can be used to machine wrought aluminium alloys and
cast aluminium alloys with a silicon content of up to 7%. Cast aluminium alloys
with a silicon content of up to 12% and copper alloys should only be machined
with GLT-coated tools.

Alu-Cut “Aerospace”

The Alu-Cut “Aerospace” range of tools — in addition to the existing types WR
and W — was supplemented with roughing-finishing end mills with WF profile.
The new type WF was developed in particular for reliable volume machining
(roughing) and at the same time for finishing of aluminium alloys and copper
alloys. Roughing operations with these tools can achieve extremely high metal
removal rates.

Characteristics:

e Special cutting edge geometry with WF profile for roughing and finishing
operations

e Type WR for volume machining and type W for finishing
e Polished functional surfaces to prevent cold welding
e Variable pitch to improve smooth operation

e Internal cooling-lubricant supply with radial and axial outlet (ICRA)
for optimum chip removal

Main feature:

High metal removal rate and excellent surface qualities

Alu-Cut “Base”

The Alu-Cut “Base” range was developed specifically for machining
aluminium and non-ferrous metals.

Characteristics:
e Type WR for volume machining and type W for finishing

e Variable helix angles and variable pitch to guarantee an even
smoother operation

e Special geometry for reliable machining of aluminium

e Tools available in various dimensions with and without corner radius
in many variants

e Polished functional surfaces to prevent cold welding

Main feature:

Suitable for universal use in machining of aluminium

Single-tooth end mills are also available for machining aluminium profiles
as well as ball-nose and torus end mills for 3D-machining of aluminium
moulds. The carbide tools are supplemented by rhombic indexable inserts
with a cutting geometry adapted to machining of aluminium and matching
screw-in and shell-type milling cutter bodies and HSSE-PM end mills
in the larger diameter range.
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FHANKEN 1) —ZHEE - Program Overview
Aler-Cute
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Indexable milling cutters and PCD end mills for the machining of aluminium

Ay A0z IUVThyE—
Rhombic indexable milling cutters

PCO-O— 71 RZI)L
PCD shoulder and face mill
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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.
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FRANMEN 7Lza2038EmMIIc - High-Volume Machining in Aluminium Materials ZILZEEDOZAEEINTIC - High-Volume Machining in Aluminium Materials
AT A /r-Cuve

FRANKEN

FILZEE

Applications — material

Aluminium alloys

Tensilel Strength

Material examples

A A Cue
ZILAYy K "TPZOAR—-R" A
FILZEENIOBERERY Ja—3y
For volume machining
NS
N8
Ml s
| |E
FILAYR "R=R" N
FILZEEMIOREEY Y 2 —>3Y> ¢
The versatile solution for machining aluminium
I —33>
77 '7' . = -
Applications
T7Vr—3Y - wEls 5lERDEE 1 TE I (DINfth) TERF(JISTt)

Material examples

EN AW-AIMn1Cu

EN AW-AI99.5 A1085,A1050,A1200
<200 N/mm2 ' A3003, A3203
EN AW-AIMg1 A5005, ASNO1
EN AW-AIMgSi0,5
EN AW-AIMgSi
R y ENAW-AIMg3 | A5052, A5245, A5083
I, = A 2 g il
ZILZEE EHEM Wrought aluminium alloys <350 N/mm EN AW-AIMg2Mn0,8 A6061, A6063
EN AW-AIMgSii
EN AW-AIZN5Mg3Cu
EN AW-AIMg4,5Mn A2219, A2024
2 f
< 550 NImm2 A AlZnd 5Mg A7075
En AW-AIZaMgCut,5
EN AC-AIMg5
. EN AC-AISi5Cu3Mg
0,
Si< 7% EN AC_AIMg3 AC2B, ADC7, ADC8
EN AC-AISi7Mg0,3
- EN AC-AISi9Cu3
ZII,=A
FILZEE HY Aluminium cast alloys 790 < i< 1295 |_ENAC-AISITOMG(CY AC4A, ACSC
o<ol= 1% TTENAC-AISH2(Fe) | ADC3,ADC10,ADC12
EN AC-AISi7Cu2
; EN AC-AISi17Cu4Mg AC3A, ACBA
0 0 y
12% <Si<17% —55 AGi7cu4FeMg | ADC2,ADC14

e Copper alloys
flish, B S Pure copper, low-alloyed copper < 400 N/mm2 E-Cu 57 €1020, C1100, C1220
iR (B8R, BRL\WI<T) Copper-zinc alloys (brass, long-chipping) <550 N'mm2|  CuZn37 (Ms63) €2600, C2720
TREIEER (B, 2L\WI<T) Copper-zinc alloys (brass, short-chipping) <550 N/mm2 | CuZn36Pb3 (Ms58) 3560, C3710
FILEER (ZIL7OVX, RWIKT) Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm2 CuAl10Ni5Fe4 6140, C6161
HiE 3, RL\WIKY) Copper-tin alloys (tin bronze, long-chipping) < 700 N/mm2 CuSn8P LBC3
REIFRE f@, BLI<T) Copper-tin alloys (tin bronze, short-chipping) <400 N/mm2 |  CuSn7ZnPb (Rg7) BC3

2 ®
kNG E Special copper alloys :1 ggg m;mmz (,(L(\l\'/\IAPPCC(?® 485))
S EIPIN-F Magnesium alloys
NTRIILESR Magnesium wrought alloys < 500 N/mm2 MgAI6Zn MB2
NI Magnesium cast alloys <500 N/mm2|  EN MCMgAI9Zn1 MC2A, MD1A
s Synthetics
B{LIERE EVWIKY) Duroplastics (short-chipping) Bakelit, Pertinax
A OBERIE (RVLWIKT) Thermoplastics (long-chipping) PMMA, POM, PVC
MRS (ST E <30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK FRP, CFRP
R RIS (S EE > 30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK FRP, CFRP
MR Special materials
72771k Graphite C 8000
VT RATU-REER Tungsten-copper alloys W-Cu 80/20
BEEME Composite materials Hylite, Alucobond
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FRANKEN 7iuAyk "T7az~—2" - Solid Carbide End Mills “Aerospace”

Aler-Cut
- INAINT A=Y =)L - High performance tool SF(Th
- BERERMI & EFINT - Newly developed geometry WF | medium
(CEFA R RERIRBEF DX for volume machining and finis-
T iRA hing of aluminium et
-EEYDRWIIT - Low-vibration machining
-BRL—RGLT A—F > - Very smooth GLT coating ICRA
- EABEEEHBOmMANSE] - Internal coolant supply,
HII3HZ 5 (ICRA) radial and axial exit (ICRA) o
- ME<RIEDOFWT - Short flute length \
17;2‘5\/ <fAlEDZWT ort flute leng ==
=]
DIN 6535
CDHA
HB
—
40° KB x 45°
-
S| S S 3-5°
= = = —
Iy ZA = Vcéfz
I \
3 9
[

d—F 1% - Coating

GLT |

F7IVr—3ay - I PTEHR) Applications — material (see page 7) N([1413 ) 14 N
-TZILEEEREMEMIC - For wrought aluminium alloys
/AT REI)AVEHFE - Uncoated version suitable for aluminium cast
7% £FTOT7ILZEEICERHE alloys with a silicon content of up to 7%.
-GUaA—FTo V7 REFVIIVERE - GLT-coated version can also be used in
12% £ TOTILI Y LREERICHE aluminium cast alloys with a silicon content
==l of up to 12% as well as in copper alloys
A% - Long design
BBV - Order code 3850 2 3850KC
0 dy Iy I3 I 0ds 0 do KB Z H1X
h1o n5 BE BE
6 8 20 57 5,6 6 0,125 3 .006 [} ®
8 10 25 63 7,6 8 0,125 3 .008 ° ®
10 13 30 72 9,5 10 0,2 3 .010 [} ®
12 15 35 83 11,4 12 0,2 3 .012 [ [ ]
16 20 46 96 15,2 16 0,2 3 .016 [ ] ®
20 25 58 110 19 20 0,3 3 .020 ° )
25 30 73 125 24 251) 0,3 3 .025 ] ®
IV AMZA>Y - Extra long design
Y EVE - Order code 3852 7 3852KC
0 dy Iy I3 l 0ds 0 do KB Z HY1X
h10 n5 [k BE
6 8 26 63 5,6 6 0,125 3 .006 [ ] [}
8 10 33 71 7,6 8 0,125 3 .008 o [}
10 13 40 82 9,5 10 0,2 3 .010 e [}
12 15 47 95 11,4 12 0,2 3 .012 ® ®
16 20 62 112 15,2 16 0,2 3 .016 o )
20 25 78 130 19 20 0,3 3 .020 ° [}
25 30 98 150 24 251) 0,3 3 .025 ) ®

1) 2> & 50 mm
Shank length 50 mm

B

o = EXETEEE & - Stock tool

Z3ESCH - Ordering example: 3850_2.006

IHIZ4E - Cutting Conditions

FRANKEN

Alr-Cut
BEYYYR IVRI "IPORR—R"-AYIELCTIZA MOV
= Solid carbide end mills “Aerospace” — long and extra long design FTERELT - Valid for
=
E 3850_7
S 3850KC
38562_7
av7 THZ2M50OVY 3852KC
long design extra long design
S = S
= 1l = [
" & & &
_ ® R TEE:
B oo || S oo || 9 TS0z rgiconTis
- TR = HEREN S 30% T
N FreEEn
% | | p ® a Please note:
For uncoated design, please reduce
3 = 04 2, =0,4xd4 ag = 0y 3 = 0,4 x dy cutting speed v, by 30%!
PHIRE | HHhED | UHIERE | HHhED | UHERE | WHhED | HERE | HHhiED ﬁ SJ @ ﬁ
V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] )| MaL
JESEE = - Non-ferrous materials
FZILS=JLEE - Aluminium alloys
1.1 420 0,009 x dy 630 0,011 x dy 420 0,009 x dy 630 0,011 x dy o n
1.2 620 0,008 x dy 930 0,010 x dy 620 0,008 x dy 930 0,010 x dy o n
1.3 550 0,007 X dy 830 0,008 X dy 550 0,007 X dy 830 0,008 X ds o n
1.4 380 0,008 x dy 570 0,010 x dy 380 0,008 x dy 570 0,010 x dy o n
15 300 0,007 X dy 490 0,008 X dy 300 0,007 x dy 490 0,008 x dy o n
1.6
$A& < - Copper alloys
2.1 120 0,005 X dy 180 0,006 X dy 120 0,005 X dy 180 0,006 X dy o 0 n
22 120 0,005 x dy 180 0,006 x d 120 0,005 X dy 180 0,006 X dy o O n
23 120 0,005 x dy 180 0,006 X dy 120 0,005 x dy 180 0,006 X dy o 0 n
2.4 110 0,004 X dy 170 0,005 X dy 110 0,004 X dy 170 0,005 X dy o o n
25 110 0,004 x dy 170 0,005 X d 110 0,004 X dy 170 0,005 X dy o O n
N[ 26 110 0,004 X dy 170 0,005 X dy 110 0,004 X dy 170 0,005 X dy o 0 n
2.7 70 0,003 x dy 110 0,004 x dy 70 0,003 x dy 110 0,004 x dy o o n
2.8
T2V LEZ - Magnesium alloys
3.1
3.2
15iHg - Synthetics
4.1
4.2
43
4.4
$55% 4% - Special materials
5.1
5.2
53

m = 53 - very suitable
0= EFFIEE - suitable

v = YIHIZRE - Cutting speed
f,= H&HT=DIED - Feed per tooth

EMUGE
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FRANKEN 7iuayk "T70a~<—2"-Solid Carbide End Mills “Aerospace”
Aler-Cut

- INAINT A=AV =)L

BB LT
(BRI RO
SRR

-EEVDRWIIT

-BAL—AGT =TV

-TERTEICEHOI—F
—REZAVFVT

- FAEEEHSOm A SY]
HlIsHZ S (ICRA)

- ARMELRAIEDEWT
s

- High performance

tool

- Newly developed geometry
for volume machining and finis-

hing of aluminium

- Low-vibration machining
- Very smooth GLT coating
- Several corner radii
per cutting diameter
- Internal coolant supply,
radial and axial exit (ICRA)

- Short flute length

WF

{

ICRA

7
(il
dnny

/
/
V
]

2

Se==
S

¢l

i

7
[E]

40° ER
~ %‘%
-SE S S 3-5°
= = =) —
\ L~ | VLt
I3 N 11
I
d—F 1% - Coating GLT |
FIVT—yay - §HEIM P1ER) Applications — material (see page 7) N(1113] 14 N
-TZILEEEREMEMIC - For wrought aluminium alloys
/AT REI)AVEHFE - Uncoated version suitable for aluminium cast
7% £FTOT7ILZEEICERHE alloys with a silicon content of up to 7%.
-GUaA—FTo V7 REFVIIVERE - GLT-coated version can also be used in
12% £ TOTILI Y LREERICHE aluminium cast alloys with a silicon content
==l of up to 12% as well as in copper alloys
A% - Long design d—7—RfFZ - Corner radius
BBV - Order code 3854 7 3854KC
0 dq r lo I3 4 0 ds 0 do 7 P4 X
h10 h5 (NE) ik
12 2 15 85 83 11,4 12 3 012020 [} ®
12 2,5 15 35 83 11,4 12 3 .012025 [ ] °
12 3 15 85 83 11,4 12 3 012030 [} ®
12 4 15 35 83 11,4 12 3 .012040 [ ] [ ]
16 2 20 46 96 15,2 16 3 .016020 [ ] ®
16 2,5 20 46 96 15,2 16 3 .016025 ° ®
16 3 20 46 96 15,2 16 3 .016030 ([ ] ®
16 4 20 46 96 15,2 16 3 .016040 ° ®
20 2 25 58 110 19 20 3 .020020 [ ] ®
20 2,5 25 58 110 19 20 3 .020025 [ ] ®
20 3 25 58 110 19 20 3 .020030 [} ®
20 4 25 58 110 19 20 3 .020040 [ ] ®
25 2 30 73 125 24 251) 3 025020 e )
25 2,5 30 73 125 24 257 3 .025025 [ ] ®
25 8 30 73 125 24 251) 3 .025030 o )
25 4 30 73 125 24 251 3 .025040 [ ] J
I ANZAYY - Extra long design d—7—Rf+Z - Corner radius
SIRABIE - Order code 3856_Z 3856KC
0 dq r I I3 l 0 ds 0 dp Z 41X
n10 h5 (%) BUE
12 2 15 47 95 11,4 12 3 .012020 o [}
12 2,5 15 47 95 11,4 12 3 .012025 ® [}
12 3 15 47 95 11,4 12 3 .012030 o [}
12 4 15 47 95 11,4 12 3 .012040 ° ®
16 2 20 62 112 15,2 16 3 .016020 ° [}
16 2,5 20 62 112 15,2 16 3 .016025 ° ®
16 3 20 62 112 15,2 16 3 .016030 o [}
16 4 20 62 112 15,2 16 3 .016040 ° [}
20 2 25 78 130 19 20 3 .020020 ® [}
20 2,5 25 78 130 19 20 3 .020025 ° [}
20 B 25 78 130 19 20 3 .020030 ([ ] [}
20 4 25 78 130 19 20 3 .020040 ° [}
25 2 30 98 150 24 251 3 025020 ® [}
25 2,5 30 98 150 24 257 3 .025025 ® ®
25 3 30 98 150 24 251 3 .025030 e [}
25 4 30 98 150 24 251) 3 .025040 ] ®

1) v 7&K 50 mm
Shank length 50 mm

BERE2YA XD~ —REFFHEMIGHUET,
Other corner radii available on request

"

o = RXETEEE &, - Stock tool

Z3ESCHI - Ordering example: 3854_2.012020

IHIZ4E - Cutting Conditions

FRANKEN

Alr-Cut
BEYYYR IVRI "IPORR—R"-AYIELCTIZA MOV
Solid carbide end mills “Aerospace” — long and extra long design FTERELT - Valid for
=
m 3854_7
S 3854KC
3856_7
av7 THZ2M50OVY 3856KC
long design extra long design
S = S
= 1l = [
" & & &
. N . THEE:
B oo || S oo || 9 TS0z rgiconTis
- TR = HEREN S 30% T
N FTrEauw
% Q| | e © e Please note:
For uncoated design, please reduce
3 = 04 2, =0,4xd4 ag = 0y 3= 0,4 xd4 cutting speed v, by 30%!
PHIRE | HHhED | UHIERE | HHhED | UHERE | WHhED | HERE | HHhiED ﬁ YJ @ ﬁ
V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] )| MaL
JESEE = - Non-ferrous materials
FZILS=JLEE - Aluminium alloys
1.1 420 0,009 x d4 630 0,011 x dy 420 0,009 x dy 630 0,011 x dy o n
1.2 620 0,008 x dy 930 0,010 x dy 620 0,008 x dy 930 0,010 x dy o n
1.3 550 0,007 X dy 830 0,008 X dy 550 0,007 X dy 830 0,008 X ds o n
1.4 380 0,008 x d 570 0,010 x dy 380 0,008 x dy 570 0,010 x dy o n
15 300 0,007 X dy 490 0,008 X dy 300 0,007 x dy 490 0,008 x dy o n
1.6
$A& < - Copper alloys
2.1 120 0,005 X dy 180 0,006 X dy 120 0,005 X dy 180 0,006 X dy o o n
22 120 0,005 x d 180 0,006 x d 120 0,005 X dy 180 0,006 X dy o O n
23 120 0,005 x dy 180 0,006 X dy 120 0,005 x dy 180 0,006 X dy o 0 n
2.4 110 0,004 x dy 170 0,005 X dy 110 0,004 X dy 170 0,005 X dy o o n
25 110 0,004 x dy 170 0,005 X d 110 0,004 X dy 170 0,005 X dy o O n
N[ 26 110 0,004 x dy 170 0,005 X dy 110 0,004 X dy 170 0,005 X dy o o n
2.7 70 0,003 x d 110 0,004 x dy 70 0,003 x dy 110 0,004 x dy o o n
2.8
T2V LEZ - Magnesium alloys
3.1
3.2
15iHg - Synthetics
4.1
4.2
43
4.4
$55% 4% - Special materials
5.1
5.2
53

m = 53 - very suitable
0= EFFIEE - suitable

v = YIHIZRE - Cutting speed
f,= H&HT=DIED - Feed per tooth
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FRANKEN 7iuayk "T70a~<—2"-Solid Carbide End Mills “Aerospace”
Alr-Cut

-I\AIRT A= VRAY =)
-7 EEDOEEEMTIC
RELENcIIHRE

- EEVUDRZRWINT

-BAL—Z CRNI—T 1>
- BAREHBDOMANSY]

Bl %z f3#& (ICRA)

- AR ESAIEDZH VT

s 07

- High performance tool

- Special geometry for
high-volume machining
of aluminium

- Low-vibration machining

- Very smooth CRN coating

- Internal coolant supply,
radial and axial exit (ICRA)

- Short flute length

E

ICRA

i
coarse
O\

7
U

7

E
Iy
niEinn

g

2

S
S

5|

[=)iyz:[s]

ELifulE

40° 45°
=4
(- {‘L‘
s 3 i) S ; 3-5°
S o
\ L~ | VLt
I3 N 13
[
d—F 1% - Coating CRN )
FIVr—23ay - I PTEHR) Applications — material (see page 7) N(1413 ] 14 N
-TZILEEEREMEMIC - For wrought aluminium alloys
-VYIAVEBET%ETOFPILIES - For aluminium alloys with
[CE#E a silicon content of up to 7%
-CAN J—F v V7 RiFREEICHE - With CRN coating also for copper alloys
FArTRE
A>% - Long design
BABYE - Order code 2888 7 2881_7 2888RZ 2881RZ
0 dy Iy I3 l ody  0dy A Mma?  Z 41X
i h5 geg  mn!  (AH R
63 8 20 57 5,6 6 21 30000 3 .006 [} o o [}
8 10 25 63 7,6 8 27 25000 3 .008 () ® ® ®
10 13 30 72 9,5 10 32 20000 3 .010 [} o o [}
12 15 35 83 11,4 12 38 15000 3 .012 ° ° ° ®
16 20 46 96 15,2 16 48 12500 3 .016 ® ° o [}
20 25 58 110 19 20 60 10000 3 .020 [} ° ° ®
25 30 73 125 24 251) 75 8000 3 .025 [ ) ) ) )

1) 24> 50 mm
Shank length 50 mm

A DT IVRY VvV HRBDIRAEFFAEI#sEE DIN 6535 HB (CXEHL

Maximum permissible revolution of solid carbide end mills with clamping flat according to DIN 6535 HB
3) PERHE S IS ER D (ICA)

Internal coolant supply, axial exit (ICA)

"

o = RXETEEE &, - Stock tool

Z3ESCH - Ordering example: 2888_2.006

IHIZ4E - Cutting Conditions

FRANKEN

Alr-Cut
BEYYYR IYRI) "IFZOAR—-R"-OYY
< : : e 5 : Ti=] :
Solid carbide end mills “Aerospace” — long design ST RE T - Valid for
2881_7
ESSS<) m 2881RZ
2888_7
2888RZ
S
= i
I\Q &
«©
N TER:
NQI ‘ 9 dy ‘ & JYA—F VT RITONTE
— TIHIREZ HERENS 30% T
FerEaun
£ de Please note:
For uncoated design, please reduce
2 =0y 2, = 0,4 xdy cutting speed v¢ by 30%!
YIEIERRE HHfDED YIHIERE Hpi=hzED “I' mms
Ve [m/min] f, [mm] v [m/min] f, [mm] ﬁ \ZiJ LOLJ ﬁ
JESEE 2 - Non-ferrous materials
ZILE = L& - Aluminium alloys
1.1 420 0,009 x dy 630 0,011 x dy o n
1.2 620 0,008 x dy 930 0,010 x d 0 n
1.3 550 0,007 x dy 830 0,008 X ds 0 n
1.4 380 0,008 x dy 570 0,010 x dy o n
1.5
1.6
$AE% - Copper alloys
2.1 120 0,005 x dy 180 0,006 x dy o 0 n
22 120 0,005 x dy 180 0,006 x ds o 0 n
23 120 0,005 x dy 180 0,006 x dy 0 o n
24 110 0,004 x dy 170 0,005 x ds o 0 n
25 110 0,004 x dy 170 0,005 x dy o o n
N| 26 110 0,004 X d 170 0,005  dy o o ]
27 70 0,003 x dy 110 0,004 x ds n
28
YT 20L& - Magnesium alloys
3.1
3.2
16805 - Synthetics
4.1
4.2
4.3
44
457444 - Special materials
5.1
5.2
5.3

m = 5 - very suitable
0= FTHE - suitable

v = YIHIEREE - Cutting speed
f, = M 1=D3ED - Feed per tooth

== v



=HRANKEIN 7Ziuayk "T7Oz~<—2" - Solid Carbide End Mills “Aerospace”
Aler-Cut

ST A= VRV =)L

-ZILEEEDEEEEMTIC
BE{tSNcIHEE

-EEYDRWIIT

-BAL—ACRNO—F (>4

-IERCEICEHDI—F
—REZAVFVS

- RAREEEHSOmANSY]
Hll3ih 7z 5 (ICRA)

- ARMELRIEDOEWT
D%

- High performance tool

- Special geometry for
high-volume machining
of aluminium

- Low-vibration machining

- Very smooth CRN coating

- Several corner radii
per cutting diameter

- Internal coolant supply,
radial and axial exit (ICRA)

- Short flute length

O

Eii |
WR coarse
O\
ICRA
—
,\‘i-
= E® \
DIN 6535
C_JHA
{o]HB
—
|
40° ER
n g&
max.
3-5°
L~ velt:
N 15

(=) (el

IHIZ4E - Cutting Conditions

FRANKEN

d—F4>% - Coating CRN )
FIVr—23ay - I PTEHR) Applications — material (see page 7) N(1413 ] 14 N

-FILEEERMAMI(IC

-YUAVEREBINETOTILIESE

53]

-CRN =7« >V RIFHEEICEHE

FAIRE

- For wrought aluminium alloys
- For aluminium alloys with

a silicon content of up to 7%
- With CRN coating also for copper alloys

A>% - Long design

J—7—RfFZ - Corner radius

BFABYE - Order code 2890 7 2883_7 2890RZ 2883RZ
0 dy r Iy I3 i edy ody o nx?d  Z 14X

h11 h5 @) minl (I BE

12 2 15 35 83 114 12 38 15000 3 .012020 O ° ° °
12 2,5 15 35 83 114 12 38 15000 3 012025 ° ° ° °
12 3 15 35 83 114 12 38 15000 3 .012030 ) ° ° °
12 4 15 35 83 114 12 38 15000 3 012040 ° ° ° °
16 2 20 46 9% 152 16 48 12500 3 .016020 ° ° ° °
16 25 20 46 9% 152 16 48 12500 3 .016025 ° ° ° °
16 3 20 46 9% 152 16 48 12500 3 .016030 [} o o ®
16 4 20 46 9% 152 16 48 12500 3 .016040 ° ° ° °
20 2 25 58 110 19 20 60 10000 3 .020020 o ) ® ®
20 25 25 58 110 19 20 60 10000 3 .020025 ° ° ° °
20 8 25 58 110 19 20 60 10000 3 .020030 o ) ) ®
20 4 25 58 110 19 20 60 10000 3 .020040 ° ° ° °
25 2 30 73 125 24 251 75 8000 3 .025020 ) ° ° °
25 25 30 73 125 24 251 75 8000 3 .025025 ° ° ° °
25 3 30 73 125 24 251 75 8000 3 .025030 ) ° ° °
25 4 30 73 125 24 251 75 8000 3 .025040 ° ° ° °

Alr-Cut
BEYYYR IYRI) "IFZOAR—-R"-OYY
Solid carbide end mills “Aerospace” — long design FTERELT - Valid for
=
SSS 2883_7
ESSS<) m 2883RZ
2890_7
2890RZ
S
= i
I\Q &
«©
N TEER:
o « SO A—=T4 V7 @RICDOWTIE
© I TIEERE T HERED S 30% T
FTEE W
£ de Please note:
For uncoated design, please reduce
2 =0y 2 = 0,4 xdy cutting speed v¢ by 30%!
YIEIERRE HHrzbixrb PIEIRE Hpi=hiED “I' mms
Ve [m/min] f, [mm] v [m/min] f, [mm] ﬁ \ZiJ LOLJ ﬁ
JESEE 2 - Non-ferrous materials
ZILE = L& - Aluminium alloys
1.1 420 0,009 x dy 630 0,011 x dy o n
1.2 620 0,008 X dq 930 0,010 x d 0 n
1.3 550 0,007 X dy 830 0,008 X ds o n
1.4 380 0,008 x dq 570 0,010 x dy o n
1.5
1.6
$AE% - Copper alloys
2.1 120 0,005 x dy 180 0,006 x dy = 0 n
22 120 0,005 X dy 180 0,006 x ds o o n
23 120 0,005 x dy 180 0,006 x ds 0 o n
24 110 0,004 x dy 170 0,005 x ds o o n
25 110 0,004 x dq 170 0,005 x dy o o n
N| 26 110 0,004 X d 170 0,005  dy o o ]
27 70 0,003 x dy 110 0,004 x ds n
28
YT 20L& - Magnesium alloys
3.1
3.2
16805 - Synthetics
4.1
4.2
4.3
44
457444 - Special materials
5.1
5.2
5.3

ERZPA XD —F—RLFHMIGHLET,
Other corner radii available on request

1) 24> & 50 mm
Shank length 50 mm

A VT )LRY Vv VKRB DR KA RIEREL DIN 6535 HB (CEHL

Maximum permissible revolution of solid carbide end mills with clamping flat according to DIN 6535 HB

"

o = RXETEEE &, - Stock tool

Z3ESCHI - Ordering example: 2890_2.012020

m = 5 - very suitable
0= FTHE - suitable

v = YIHIEREE - Cutting speed
f, = M 1=D3ED - Feed per tooth

== v



FRANKEN 7iuayk "T70a~<—2"-Solid Carbide End Mills “Aerospace”

Aler-Curt

ST A= VRV =)L

-FZILZEEOEERMNTIIC
BE{tSNcIHEE

-EEVUDRWINT

-BAL—ACRNO—F (>4

- RAREEHBOmANSY)
HIlsHZ 545 (ICRA)

- AR ELBIEDEWT
s 07

- High performance tool
- Special geometry for

high-volume machining

of aluminium
- Low-vibration machining
- Very smooth CRN coating
- Internal coolant supply,

radial and axial exit (ICRA)
- Short flute length

od

| RS 1]

O

=

ICRA

|

7
U

7

E
lee

niEinn

2

S
S

5|

&

=)

max.

b

OFw0
B

ORe{0
i
[x]

d—F 1% - Coating

CRN |

FIVr—23ay - I PTEHR) Applications — material (see page 7) N(1413 ) 14 N
-TZILEEEREMEMIC - For wrought aluminium alloys
-VYIAVEBET%ETOFPILIES - For aluminium alloys with

[CE#E a silicon content of up to 7%
-CAN J—F v V7 RiFREEICHE - With CRN coating also for copper alloys

FArTRE
A>% - Long design
BRBYE - Order code 2889 7 2882_7 2889RZ 2882RZ
0 dy b g li  edy ody A N ? KB Z | HAX

hs @O min! FH) | BIE

6 3) -0,02 8 20 57 5,6 6 21 30000 0,125 3 .006 [} o [ [}

8 004 10 25 63 7,6 8 27 25000 0,125 3 .008 [} ° ® ®
10 -004 13 30 72 95 10 32 20000 0,2 3 .010 [} ° o [}
12 004 15 35 83 114 12 38 15000 0,2 4 .012 ° ° ° ®
16 004 20 46 9% 152 16 48 12500 0,2 4 .016 [} o o [}
20 0,04 25 58 110 19 20 60 10000 0,3 4 .020 [} ° ° ®
25 0,04 30 73 125 24 251 75 8000 0,3 4 .025 () ) ) o

1) 24> 50 mm
Shank length 50 mm

A DT IVRY VvV HRBDIRAEFFAEI#sEE DIN 6535 HB (CXEHL

Maximum permissible revolution of solid carbide end mills with clamping flat according to DIN 6535 HB

3) PERHE S IS ER D (ICA)

Internal coolant supply, axial exit (ICA)

"

o = RXETEEE &, - Stock tool

Z3ESCH - Ordering example: 2889_2.006

IHIZ4E - Cutting Conditions

FRANKEN

Alr-Cut
BEYYYR IYRI) "IFZOAR—-R"-OYY
Solid carbide end mills “Aerospace” — long design FTERELT - Valid for
2882_7
SSS M 2882RZ
2889 _7
2889RZ
S
= i
I\Q &
«©
N TEER:
o « SO A—=T4 V7 @RICDOWTIE
© I TIEERE T HERED S 30% T
FTEE W
£ de Please note:
For uncoated design, please reduce
2 =0y 2 = 0,4 xdy cutting speed v¢ by 30%!
YIEIERRE HHrzbixrb PIEIRE Hpi=hiED “I' mms
V¢ [m/min] fz [mm] V¢ [m/min] f; [mm] ﬁ \ZiJ LOLJ ﬁ
JESEE 2 - Non-ferrous materials
ZILE = L& - Aluminium alloys
1.1 420 0,008 X dy 760 0,011 x dy o n
1.2 620 0,007 x dq 1120 0,010 x dy 0 n
1.3 550 0,006 X dy 990 0,008 X ds 0 n
1.4 380 0,007 x dq 680 0,010 x d o n
1.5
1.6
$AE% - Copper alloys
2.1 120 0,005 x dy 220 0,006 x dy = 0 n
22 120 0,005 X dy 220 0,006 x ds o o n
23 120 0,005 x dy 220 0,006 x ds 0 o n
24 110 0,004 x dy 200 0,005 x ds o o n
25 110 0,004 x dq 200 0,005 x ds o o n
N| 26 110 0,004 X d 200 0,005 X d o o ]
27 70 0,003 x dy 130 0,004 x ds n
28
YT 20L& - Magnesium alloys
3.1
3.2
16805 - Synthetics
4.1
4.2
4.3
44
457444 - Special materials
5.1
5.2
5.3

m = 5 - very suitable
0= FTHE - suitable

v = YIHIEREE - Cutting speed
f, = M 1=D3ED - Feed per tooth

==



=HRANKEIN 7Ziuayk "T7Oz~<—2" - Solid Carbide End Mills “Aerospace”

Aler-Cut
- INAINT A=Y =)L - High performance tool
-FILZEEDERERITIC - Special geometry for W
gL SN NS high-volume machining
-EEYDRWINT of aluminium —
- 8AL—A CRNO—7Fr>%" - Low-vibration machining
-TERoEICEHDI—F - Very smooth CRN coating ICRA
—REZAVFvT - Several corner radii
- BAREMSOmMADSY]  per cutting diameter =
HISH 2 (G (ICRA) - Internal coolant supply,
- ARMELRIEDOZ VT radial and axial exit (ICRA)
Y1 - Short flute length
DIN 6535
C_JHA

ik

&

=)

max.

E’ﬁ

od

b

IHIZ4E - Cutting Conditions

FRANKEN

d—F 1% - Coating

F7Vr—ay - #HElM P18 R)

-FILEEERMAMI(IC

-YUAVEREBINETOTILIESE

53]

Applications — material (see page 7)

- For wrought aluminium alloys
- For aluminium alloys with
a silicon content of up to 7%

-CRN =7« >V RIFHEEICEHE

- With CRN coating also for copper alloys

FAIRE

A% - Long design

J—7—Rf{3Z - Corner radius

BFABYE - Order code 2891 7 2884 7 2891RZ 2884RZ
0 dy r Iy I3 i edy ody o nx?d  Z 14X

-0,04 h5 e  mnt (I BE
12 2 15 35 83 114 12 38 15000 4 [ .012020 ° ° ° °
12 25 15 35 83 11,4 12 38 15000 4 | .012025 ° ° ° °
12 3 15 35 83 11,4 12 38 15000 4 | .012030 ° ° ° °
12 4 15 35 83 11,4 12 38 15000 4 | .012040 ° ° ° °
16 2 20 46 9% 152 16 48 12500 4 | .016020 ° ° ° °
16 25 20 46 9% 152 16 48 12500 4 | .016025 ° ° ° °
16 3 20 46 9% 152 16 48 12500 4 | .016030 ° ° ° °
16 4 20 46 9% 152 16 48 12500 4 | .016040 ° ° ° °
20 2 25 58 110 19 20 60 10000 4 | .020020 ° ° ° °
20 25 25 58 110 19 20 60 10000 4 | .020025 ° ° ° °
20 3 25 58 110 19 20 60 10000 4 | .020030 ° ° ° °
20 4 25 58 110 19 20 60 10000 4 | .020040 ° ° ° °
25 2 30 73 125 24 251 75 8000 4 | .025020 ° ° ° °
25 25 30 73 125 24 251 75 8000 4 | .025025 ° ° ° °
25 3 30 73 125 24 251 75 8000 4 | .025030 ° ° ° °
25 4 30 73 125 24 251 75 8000 4 | .025040 ° ° 0 0

ERZPA XD —F—RLFHMIGHLET,
Other corner radii available on request

1) 24> & 50 mm
Shank length 50 mm

A VT )LRY Vv VKRB DR KA RIEREL DIN 6535 HB (CEHL

Maximum permissible revolution of solid carbide end mills with clamping flat according to DIN 6535 HB

"

o = RXETEEE &, - Stock tool

Z3ESCH - Ordering example: 2891_2.012020

Alr-Cut
BEYYYR IYRI) "IFZOAR—-R"-OYY
= Solid carbide end mills “Aerospace” — long design FTERELT - Valid for
=
SS 2884_7
SSS M 2884RZ
2891_7
2891RZ
S
= i
I\Q &
«©
N TER:
o < /Y A—=T 4T RICDOWTIE
© I TIEERE T HERED S 30% T
FTEE W
g de Please note:
For uncoated design, please reduce
2 =0y 2 = 0,4 xdy cutting speed v¢ by 30%!
YIEIERRE HHrzbixrb PIEIRE Hpi=hiED *I| mms
V¢ [m/min] fz [mm] V¢ [m/min] f; [mm] ﬁ \ZiJ LOLJ ﬁ
JESEE 2 - Non-ferrous materials
ZILE = L& - Aluminium alloys
1.1 420 0,008 X dy 760 0,011 x dy o n
1.2 620 0,007 x dq 1120 0,010 x dy 0 n
1.3 550 0,006 X dy 990 0,008 X ds o n
1.4 380 0,007 x dq 680 0,010 x d o n
1.5
1.6
$AE% - Copper alloys
2.1 120 0,005 x dy 220 0,006 x dy = 0 n
22 120 0,005 X dy 220 0,006 x ds o o n
23 120 0,005 x dy 220 0,006 x ds 0 o n
24 110 0,004 x dy 200 0,005 x ds o o n
25 110 0,004 x dq 200 0,005 x ds o o n
N| 26 110 0,004 X d 200 0,005 X d o o ]
27 70 0,003 x dy 130 0,004 x ds n
28
YT 20L& - Magnesium alloys
3.1
3.2
16805 - Synthetics
4.1
4.2
4.3
44
457444 - Special materials
5.1
5.2
5.3

m = 5 - very suitable
0= FTHE - suitable

v = YIHIEREE - Cutting speed
f, = M 1=D3ED - Feed per tooth

== v



FRANKEN 7LAvk "x—2"- Solid Carbide End Mills “Base”

Aler-Cut
- INAINT A=Y =)L - High performance tool H
-ZILEEEOMIICEE{E - Special geometry for the WR | coarse
SNTYIHFRET machining of aluminium VaVav,
-tevy—hvh - Centre cutting
- BAL—AGLTI—F+>%" - Very smooth GLT coating
=l DIN 6535
| =3
S [ \ S —
° i | &€
lo 'g ‘
I 400 450
3]
I N #‘%
max =
~ Iz 3-5
L= v/,
3 4 . E iy B
™ —
I = ‘
I3
lg
[l

(=13 =]
[=:

IHIZ4E - Cutting Conditions

FRANKEN

d—F 1% - Coating

GLT |

FIVr—2ay - it PTEHR) Applications — material (see page 7) N(11-13) 14 N
-FILZEEEMEMOINTIIC - For wrought aluminium alloys
- /YO—KNRIEFVYIAVEBE 7%ET - Uncoated version suitable for aluminium cast
DT7IZEEHEYICRE alloys with a silicon content of up to 7%.
SGUT O—Fa v RIFY)aVvEBE - GL-coated version can also be used in
12%EXTOTILIALHEYEINESIC  aluminium cast alloys with a silicon content
A HE of up to 12% as well as in copper alloys
-ZEAEOMIICHRE - Suitable for Z-axis milling
DIN 6527 - C01>/% - Long design
SRBYE - Order code 2548 2549 2548K 2549K
0 dy Iy I3 b edy Iy edy o o ?d  Z 14X
h11 h6 @l mn! (A% R
B 7 14 57 29 20 6 21 30000 3 .003 [ ] ° ([ [}
4 8 18 57 38 20 6 21 30000 3 .004 [ ] ° ® ®
5 10 19 57 48 20 6 21 30000 3 .005 [ ] o [ [}
6 13 20 57 5,8 - 6 21 30000 3 .006 [ ] ° ® )
8 19 25 63 7,7 - 8 27 25000 3 .008 e ° ® ®
10 22 30 72 9,5 - 10 32 20000 3 .010 [ ] ° [ [}
12 26 g8 83 115 - 12 38 15000 3 012 o ® ) ®
16 32 40 92 15,5 - 16 44 12500 3 .016 [ ] ° ° ®
20 38 50 104 19,5 — 20 54 10000 3 .020 [J J [ ] ®

A VT )LRY VvV ERBDBRKREFAREREL DIN 6535 HB (CEHL

Maximum permissible revolution of solid carbide end mills with clamping flat according to DIN 6535 HB

"

o = RXETEEE &, - Stock tool

Z3ESH - Ordering example: 2548.003

Alr-Cut
BEYYYR IYRI) "R=R"-OvY _
Solid carbide end mills “Base” — long design S REYG - Valid for
] 2548
ESSS< m 2548K
2549
2549K
=
= I
| &
«©
_l.od K ZEE:
= ‘ 0 di ‘ < /YT AV TRICONTIE
- TIHERE Z HEREN S 30% T
Fezan
g de Please note:
For uncoated design, please reduce
2 =0y 2, = 0,4 xdy cutting speed v¢ by 30%!
YIEIERRE HHDED PIEIRE HHBr=DED “I' mms
V¢ [m/min] fz [mm] V¢ [m/min] f; [mm] ﬁ \ZiJ LOLJ ﬁ
JESEE 2 - Non-ferrous materials
ZILE = L& - Aluminium alloys
1.1 300 0,009 x dy 420 0,011 x d 0 ]
1.2 430 0,008 x dy 620 0,010 x d 0 ]
1.3 385 0,007 x dy 550 0,008 x d o ]
1.4 270 0,008 x dy 380 0,010 x dq o ]
1.5 200 0,007 x d4 300 0,008 x dy o n
1.6
$AE % - Copper alloys
2.1 100 0,005 x d4 160 0,006 x d o o [
2.2 100 0,005 x dy 160 0,006 X d O o ]
2.3 100 0,005 x d4 160 0,006 x dy o o ]
24 80 0,004 x dy 140 0,005 x d o o ]
25 80 0,004 x dy 140 0,005 x d o o ]
N| 26 80 0,004 x d4 140 0,005 x d o o n
2.7 60 0,003 x dy 100 0,004 x d n
2.8
YT 20L& - Magnesium alloys
3.1
3.2
1588 - Synthetics
4.1
4.2
43
4.4
457444 - Special materials
5.1
5.2
5.3

m = 5 - very suitable
0= FTHE - suitable

v = YIHIEREE - Cutting speed
f, = M 1=D3ED - Feed per tooth

B -



FRANKEN 7LAyk "R—2"- Solid Carbide End Mills “Base”

Aler-Curt
S INAIT A= VRV =)L

- High performance tool

-ZILEEEOMIICEE{E - Special geometry for the W
SNTYIRNERET machining of aluminium
-EEYDRWINT - Low-vibration machining —
-2 ¥l 3 A - With 2 and 3 flutes
-tEyy—Avh - Centre cutting B
-BRL—RGTI—7FT>% - \Very smooth GLT coating ——
=l DIN 6535
i
= i) S - )
l2 g ‘ WZZ WB
I 45° 38-40°
I
G| €
~Ia KB x45°
. . ) . Vel
s g\( \ / = . N\ 23

(=] [m]

d—F 1% - Coating

F7Vr—ay - #ElM P18 R)

-FILZEEEMEMOMIIC

-/VA—RMREYIIVEEE T%ET
D7 I IEEHEYICRE

-G A—FTo>/RIFVVIVERSE
12%FTOTILIEEHEYLIAEERIC
AR

-ZEAEOMTICHRE

ST EFEBSICHEATRE

Applications — material (see page 7)

- For wrought aluminium alloys

- Uncoated version suitable for aluminium cast
alloys with a silicon content of up to 7%.

- GLT-coated version can also be used in
aluminium cast alloys with a silicon content
of up to 12% as well as in copper alloys

- Suitable for Z-axis milling

- Suitable for roughing and finishing

DIN 6527 - (>4 - Long design

BBV - Order code 2544 2545 2544K 2545K
odi Iy I3 i edg b ed Iy KB nmx? Z | BAX
h10 he @] mint (I R
2 6 10 57 19 20 6 21 0,045 30000 2 .002 [} o [ ] ®
3 7 14 57 29 20 6 21 0,075 30000 2 .003 ° ° ® ®
4 8 18 57 38 20 6 21 0,075 30000 2 .004 [ ] ° [ ®
5 10 19 57 48 20 6 21 0,125 30000 2 .005 ° ® [ ] ®
6 13 20 57 58 - 6 21 0,125 30000 3 .006 [ ] o [ ®
8 19 25 63 7,7 - 8 27 0,125 25000 3 .008 ) ° [ ®
10 22 30 72 95 - 10 32 02 20000 3 .010 ([ ] ° [ ®
12 26 35 83 115 - 12 38 02 15000 3 .012 ° ° ° ®
14 28 38 83 136 - 14 38 02 12500 3 014 [ ] [ ] [ ° m
16 32 40 92 155 - 16 44 0,2 12500 3 .016 ([ ] ° ° ®
18 36 52 100 175 - 18 52 02 10000 3 .018 ) ) ) e [T
20 38 50 104 195 - 20 54 0,3 10000 3 .020 [ [J [ ®

I T)LRY v T RmDERRFFAEIEREUS DIN 6535 HB (CHEHL

Maximum permissible revolution of solid carbide end mills with clamping flat according to DIN 6535 HB

2

o = RXETEEE &, - Stock tool

Z3ESH - Ordering example: 2544.002

HHIZ4 - Cutting Conditions

FRANKEN

Alr-Cut
BEYYYR TVRI)L "R=R"-AVY
g . f T " f y o i
Solid carbide end mills “Base” - long design S RE T - Valid for
2544
ESSS<) M 2544K
2545
2545K
S
— I
[3+]
_|.od TR
o ‘ 0 dy ‘ & JYA—F VT BICDOWTIE
o TIHIREZ HERENS 30% T
FerEaun
de de Please note:
For uncoated design, please reduce
ae =0y 2, =0,4xdy cutting speed v¢ by 30%!
YIHIRE HHfDED YIHIERE Hpi=hzED “I' mms
Ve [m/min] f, [mm] v [m/min] f, [mm] ﬁ \ZiJ LOLJ ﬁ
JESEE 2 - Non-ferrous materials
ZILE = L& - Aluminium alloys
1.1 300 0,006 x dy 420 0,011 xdy o n
1.2 430 0,005 x dy 620 0,010 x dy o n
1.3 385 0,005 x dy 550 0,008 x dy 0 n
1.4 270 0,005 x dy 380 0,010 x d o n
1.5 200 0,007 x dq 300 0,008 x ds o n
1.6
$AE % - Copper alloys
2.1 100 0,005 x dy 160 0,006 x dy o 0 n
22 100 0,005 x dy 160 0,006 x d o 0 n
23 100 0,005 x dq 160 0,006 x dy 0 0 n
24 80 0,004 x dy 140 0,005 x d o 0 n
25 80 0,004 x dq 140 0,005 x d o o n
N| 26 80 0,004 x dq 140 0,005 x dy o o n
27 60 0,003 x dy 100 0,004 x ds n
28
YT 20L& - Magnesium alloys
3.1
3.2
16805 - Synthetics
4.1
4.2
4.3
44
457444 - Special materials
5.1
5.2
5.3

m = 5 - very suitable
0= FTHE - suitable

v = YIHIEREE - Cutting speed
f, = M 1=D3ED - Feed per tooth

B >



FRANKEN 7LAyk "R—2"- Solid Carbide End Mills “Base”
Aler-Cot

- INAIRT A=AV =)L
-ZILEEEDOITICRERE
SNTYIHFKET
-EEYDRWINT
-ITERcECEROO—F

- High performance tool

- Special geometry for the
machining of aluminium

- Low-vibration machining

- Several corner radii

—RZ=ZA VT per cutting diameter
-tEyy—Hhvhk - Centre cutting
-BAL—AGLTA—7F+>% - \Verysmooth GLT coating

=k
.
= () 5

0 d3

Ll

ve/f;
Ei
25

[l

IHIZ4E - Cutting Conditions

FRANKEN

d—F 1% - Coating

F7Vr—ay - #ElM P18 R)

-VILEBERREMOMTIC

-YUAVEREBINETOTILIESE

Y IC R

-G =7 V7 BIFHAEEICHE

FAFTRE
-2 EDINTICE 5B

B EFEESIChBEATE

Applications — material (see page 7)

- For wrought aluminium alloys
- For aluminium alloys with

a silicon content of up to

7%

- With GLT coating also for copper alloys
- Suitable for Z-axis milling
- Suitable for roughing and finishing

DIN 6527 - (>4 - Long design

J—7F—Rf3Z - Corner radius

BBV - Order code 2546 2547 2546K 2547K
0 d1 r |2 |3 |1 [0] d3 (0] d2 |A Nmax. 2) VA "j"fz
ho  +0,02 h6 @] mn! (I R
6 0,5 13 20 57 58 6 21 30000 3 .006005 [ ] o [ ] [}
6 1 13 20 57 58 6 21 30000 3 .006010 [ ] ° ° [}
8 1 19 25 63 7.7 8 27 25000 3 .008010 [ ] ° [ [}
8 1,5 19 25 63 7,7 8 27 25000 3 .008015 ° ® [ ] [ )
8 2 19 25 63 7.7 8 27 25000 3 .008020 [ ] o [ [}
10 1 22 30 72 9,5 10 32 20000 3 .010010 ) ° [ ®
10 1,5 22 30 72 9,5 10 32 20000 3 .010015 ([ ] ° [ [}
10 2 22 30 72 9,5 10 32 20000 3 .010020 o ° ° ®
12 1 26 88 83 115 12 38 15000 3 .012010 [ ] o [ ] [}
12 1,5 26 35 83 115 12 38 15000 3 .012015 ([ ] ° ° ®
12 2 26 35 83 115 12 38 15000 3 .012020 [} ° ® ®
12 2,5 26 35 83 115 12 38 15000 3 .012025 [ ] ° [ ] ®
12 3] 26 g5 83 115 12 38 15000 3 .012030 o ® ) )
12 4 26 35 83 115 12 38 15000 3 .012040 [ ] ° [ [}
16 1 32 40 92 155 16 44 12500 3 .016010 [} ° ° [ )
16 1,5 32 40 92 155 16 44 12500 3 .016015 [ ] ° ° [}
16 2 32 40 92 155 16 44 12500 3 .016020 [ ] o [ ] [}
16 2,5 32 40 92 155 16 44 12500 3 .016025 ) o ® [}
16 3 32 40 92 155 16 44 12500 3 .016030 [ ] o [ )
16 4 32 40 92 155 16 44 12500 3 .016040 ° ® ® [ )
20 1 38 50 104 19,5 20 54 10000 3 .020010 [ ] o [ )
20 1,5 38 50 104 195 20 54 10000 3 .020015 () ° ° ®
20 2 38 50 104 19,5 20 54 10000 3 .020020 ([ ] o [ [}
20 2,5 38 50 104 195 20 54 10000 3 .020025 [ ] ° ° ®
20 3 38 50 104 19,5 20 54 10000 3 .020030 [ ] o [ ] [}
20 4 38 50 104 195 20 54 10000 3 .020040 [ ] J [ ] )

Alr-Cut
BEYYYR TVYRI)L "R=R"-OvT
= Solid carbide end mills “Base” — long design FTERELT - Valid for
=
SSS 2546
ESSS< M 2546K
2547
2547K
— g ﬁ
1 &
«©
_l.od K ZEE:
— G ’
£ de Please note:
For uncoated design, please reduce
ag =0y 2= 0,4 xd4 cutting speed v¢ by 30%!
YIEIERRE HHrzbixrb PIEIRE Hpi=hiED *I| mms
Ve [m/min] f, [mm] v [m/min] f, [mm] ﬁ \ZiJ M ﬁ
JESEE 2 - Non-ferrous materials
ZILE = L& - Aluminium alloys
1.1 300 0,006 X dq 420 0,011 x dy o n
1.2 430 0,005 X dq 620 0,010 x dy 0 n
1.3 385 0,005 X dy 550 0,008 x ds o n
1.4 270 0,005 x dq 380 0,010 x d o n
15 200 0,007 x dy 300 0,008 x ds o n
1.6
$AE % - Copper alloys
2.1 100 0,005 x dy 160 0,006 X dy = 0 n
22 100 0,005 X dy 160 0,006 x ds o o n
23 100 0,005 x dy 160 0,006 x ds 0 o n
24 80 0,004 x dy 140 0,005 x ds o o n
25 80 0,004 x dq 140 0,005 x ds o o n
N| 26 80 0,004 x dy 140 0,005 X dy o o n
27 60 0,003 x dy 100 0,004 x ds n
28
YT 20L& - Magnesium alloys
3.1
3.2
16805 - Synthetics
4.1
4.2
4.3
44
457444 - Special materials
5.1
5.2
5.3

ERZPA XD —F—RLFHMIGHLET,
Other corner radii available on request

AV T)LRY D VAR DERATFA BERHUS DIN 6535 HB [CHEHL

Maximum permissible revolution of solid carbide end mills with clamping flat according to DIN 6535 HB

m = 5 - very suitable
0= FTHE - suitable

v = YIHIEREE - Cutting speed
f, = M 1=D3ED - Feed per tooth

%

o = RXETEEE &, - Stock tool

Z3ESLA - Ordering example: 2546.006005

B >



FRANKEN 7LAyk "R—2"- Solid Carbide End Mills “Base”

Aler-Curt

-INAITA—=NVRY =)L

- ZILZBEOMNTICHEL
SNIcYIHRET

- EEVUDRZRWINT

-BAL—RGTA—FT >

- High performance tool

- Special geometry for the
machining of aluminium

- Low-vibration machining

- Very smooth GLT coating

- B SETER %ML (ICA) - Internal coolant supply,

axial exit (ICA)

=)

38-40° | KBx45°

0 d4
9 d3

|~
sl 3-5°
=Y —
V]~ vcéfz
N 27
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IHIZ4E - Cutting Conditions

FRANKEN

d—F«>% - Coating GLT |
F7Vr—ay - #HEl PTEER) Applications — material (see page 7) N(11-13) 14 N
-FILZEEEMEMOINTIIC - For wrought aluminium alloys
- /YO—KNRIEFVYUIAVEBE 7%ET - Uncoated version suitable for aluminium cast
D7 I ZEEHEYICRE alloys with a silicon content of up to 7%.
SGUT O—Fa YT RIFY)aVvEBE - GL-coated version can also be used in
12%ETOTILIALHEYEINESIC aluminium cast alloys with a silicon content
A HE of up to 12% as well as in copper alloys
- EFEESICHBERATIEE - Suitable for roughing and finishing
I ANZ0O2% - Extra long design
SABYE - Order code 3846_Z 3846KC
o dq Iy I3 N gd3 g dy KB Z 14X
h10 n6 (%) BUE
6 13 26 62 58 6 0,125 3 .006 [ ] ®
8 19 32 68 7.7 8 0,125 3 .008 [ ] ®
10 22 40 80 9,5 10 0,2 3 .010 ([ ] ®
12 26 48 93 11,5 12 0,2 3 .012 [ ] ®
14 28 54 99 13,5 14 0,2 3 014 () ®
16 32 60 108 15,5 16 0,2 3 .016 [ ] ®
18 36 70 118 17,5 18 0,2 3 .018 [ ] ®
20 38 76 126 19,5 20 0,3 3 .020 [J ®

(NP INEVE UL G
Transition radius

NRADSRYIICHF TRV I a Yy (DIRE) TIF7 ARG ZHA.

HAMISEVAATIIIULCH BEDBWE EFHEZB S ENTEEXT,
Transition radius from the peripheral cutting edge to the neck.
Axial infeeds produce stepless surfaces.

Alr-Cut
BEYUYYR IVRI "R=R"-T/Zk5OY9
= Solid carbide end mills “Base” — extra long design FTERELT - Valid for
=
== 3846_7
M 3846KC
= E=3
< I
o &
Il
° THEE:
Lo ‘ 0d; ‘ & YT RITOWTI
— TIHERE & HESRENS 30% T
N FerEaun
e ® e Please note:
For uncoated design, please reduce
2 =0y 2 = 0,4 xdy cutting speed v¢ by 30%!
YIHIRE HHfDED YIHIERE Hpi=hzED “I' mms
V¢ [m/min] f, [mm] Ve [m/min] f, [mm] % \ZiJ M ﬁ
JESEE 2 - Non-ferrous materials
FZILE=J &S - Aluminium alloys
1.1 300 0,006 x dy 420 0,011 x dy o n
1.2 430 0,005 x dy 620 0,010 x dy 0 n
1.3 385 0,005 x dy 550 0,008 x ds 0 n
1.4 270 0,005 x dy 380 0,010 x d o n
15 200 0,007 x dq 300 0,008 x ds o n
1.6
$AE % - Copper alloys
2.1 100 0,005 x dy 160 0,006 x dy o 0 n
22 100 0,005 x dy 160 0,006 x ds o 0 n
23 100 0,005 x dy 160 0,006 x dy 0 0 n
24 80 0,004 x dy 140 0,005 x ds o 0 n
25 80 0,004 x dy 140 0,005 x ds o o n
N| 26 80 0,004 x dq 140 0,005 x dy o o n
27 60 0,003 x dy 100 0,004 x ds n
2.8
YT 20L& - Magnesium alloys
3.1
3.2
16805 - Synthetics
4.1
4.2
4.3
44
457444 - Special materials
5.1
5.2
5.3

o

o = RXETEEE &, - Stock tool

ZSESH - Ordering example: 3846_2.006

m = 5 - very suitable
0= FTHE - suitable

v = YIHIEREE - Cutting speed
f, = M 1=D3ED - Feed per tooth

== v



FRANKEN 7LAyk "R—2"- Solid Carbide End Mills “Base”

Aler-Cut
- INAINT A=Y =)L - High performance tool
-ZILEEEDOMIICE#E{L - Special geometry for the W
SNTYIHERET machining of aluminium
-EEYDRWINT - Low-vibration machining —
- BRAL—AGTI—F >4 -Very smooth GLT coating
- R OmE AL SYIEEZME - Internal coolant supply, ICA
#& (ICA) axial exit (ICA)
B3]
B
DIN 6535 M
CIHA 22
HB| 45°
5| L
38-40° | KBx45°

0 d4
0 d3

0 do

]
i
:

[=]:

IHIZ4E - Cutting Conditions

FRANKEN

d—F4>% - Coating

GLT |

F7VTr—oay - #§HlM PTER) Applications — material (see page 7) N(11-13]) 14 N
-ZILZEEREMOINTIIC - For wrought aluminium alloys
-/YA—RRIEFYIIAVEBE 7%ET - Uncoated version suitable for aluminium cast
DT I ZEEEYICHRE alloys with a silicon content of up to 7%.
-G A—FTa>7 RV EFBE - GLT-coated version can also be used in
12%ETOTILIASHEYEINESIC  aluminium cast alloys with a silicon content
HE AT e of up to 12% as well as in copper alloys
-FEEFEESICHBERTIRE - Suitable for roughing and finishing
I3=6xdy— TV AMZ0O>% - Extra long design
BBV - Order code 3848 2 3848KC
0 dy Iy I3 I 0 ds Iy 0 dy KB Z 41X
h10 h6 (I BE
3 8 18 62 2,8 25 6 0,075 2 .003 [} ®
4 11 24 62 3,8 25 6 0,075 2 .004 ) ®
5 13 30 68 4,8 31 6 0,125 2 .005 [} ®
6 13 36 74 5,8 - 6 0,125 3 .006 ° ®
8 19 48 86 7,7 = 8 0,125 3 .008 ® ®
10 22 60 102 9,5 — 10 0,2 3 .010 [} ®
12 26 72 119 11,5 - 12 0,2 3 012 [} o
14 28 84 131 13,5 — 14 0,2 3 .014 (] ®
16 32 96 146 15,5 - 16 0,2 3 .016 o ®
18 36 108 158 17,5 - 18 0,2 3 .018 ® ®
20 38 120 172 19,5 = 20 0,3 3 .020 (] ®

Alr-Cut
BEYUYYR IVRI "R=R"-T/Zk5OY9
= Solid carbide end mills “Base” — exira long design FTERELT - Valid for
=
== 3848 7
= M 3848KC
= E=3
E A
d [s+]
Il
° THEE:
Lo ‘ 0d; ‘ & YT RITOWTI
D PIEEREE HEBENS 30% T
N FerEaun
3 © de Please note:
For uncoated design, please reduce
2 =0y 2 = 0,4 xdy cutting speed v¢ by 30%!
YIEIERRE HHrzbixrb PIEIRE Hpi=hiED “I' mms
Ve [m/min] f, [mm] v [m/min] f, [mm] % \ZiJ M ﬁ
JESEE 2 - Non-ferrous materials
FZILE=J &S - Aluminium alloys
1.1 300 0,006 X dq 420 0,011 x dy o n
1.2 430 0,005 X dq 620 0,010 x dy 0 n
1.3 385 0,005 X dy 550 0,008 x ds 0 n
1.4 270 0,005 x dq 380 0,010 x d o n
15 200 0,007 x dq 300 0,008 x ds o n
1.6
$AE % - Copper alloys
2.1 100 0,005 x dy 160 0,006 x dy = 0 n
22 100 0,005 X dy 160 0,006 x d o o n
23 100 0,005 x dy 160 0,006 x ds 0 o n
24 80 0,004 x dy 140 0,005 x d o o n
25 80 0,004 x dq 140 0,005 x d o o n
N| 26 80 0,004 x dq 140 0,005 x dy o o n
27 60 0,003 x dy 100 0,004 x ds n
2.8
YT 20L& - Magnesium alloys
3.1
3.2
16805 - Synthetics
4.1
4.2
4.3
44
457444 - Special materials
5.1
5.2
5.3

(NP INEVE UL G
Transition radius

NRADSRYIICHF TRV I a Yy (DIRE) TIF7 ARG ZHA.
HAMISEVAATIIIULCH BEDBWE EFHEZB S ENTEEXT,
Transition radius from the peripheral cutting edge to the neck.
Axial infeeds produce stepless surfaces.

%

o = RXETEEE &, - Stock tool

Z3ESH - Ordering example: 3848_2.003

m = 5 - very suitable
0= FTHE - suitable

v = YIHIEREE - Cutting speed
f, = M 1=D3ED - Feed per tooth

== >



FRANKEN

IHIZ4E - Cutting Conditions

FRANKEN 7Ly 13T R2L - Solid Carbide Single-Tooth End Mills

Aler-Cut Alr-Cut
- RULAfE - Driling edge over centre (=13 BEYYYR IVRII -OYIE&CTIANSOVYS o
- BHEVGIEEES - Lowest cutting forces W Solid carbide single-tooth end mills — long and extra long design S SR B - Valid for
-8 — -7 - i 1
HBAL—ACRNI—T 7 Very smooth CRN coating Ss= ” 1888R
=)
#5E
DIN 6535
CJHA '-; S S
HB 5 E K:;
1} I Il
L = < < &
25° KB x 45° ‘lél
0 dq N
— s o e TER:
ZA" Vcéfz R ‘ 0 d; ‘ ‘ o dy ‘ ‘ 0 d; ‘ T A S RIEDWTHE
[ “ - - — MR E AR ED S 30%
31 PASEEMN
i B | | de de Please note:
For uncoated design, please reduce
ag = dy a = 0,4 x d 2, =0,2 x dq 2 = 0,02 x d cutting speed v, by 30%!
=i s DHRRE | DBT0D | WARE | oo | R | Ascown | gEmE | Pse0mo | )| ms)|
< Ve [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] )| maL
L JESE SR - Non-ferrous materials
h FILS = L& % - Aluminium alloys
1.1 540 0,009 x dy 590 0,010 x dy 680 0,011 x dy 760 0,013 x d; n
R , 1.2 540 0,008 x dy 590 0,009 x dy 680 0,010 xdy 760 0,011 x d; n
EI T A2 - Face design 1.3 540 0,007 x dq 590 0,008 x dy 680 0,009 x dq 760 0,010 x dq n
14 320 0,008 x dy 350 0,009 x dy 400 0,010x d; 450 0,011 x dy n
d—F4>% - Coating CRN ) :g
FP7Vr—vay - #HM PrE28) Applications — material (see page 7) N N SHEZ - Copper alloys
-FILZEEREMOIMIIC - For wrought aluminium alloys N N 2.1
-VYIAVEBRE 1%ETOTILIES - For aluminium alloys with 22
SEYC A a silicon content of up to 7% 2.3
-RULIITZEZY VTS - Drilling and milling in aluminium profiles 24
-FefE EFOEESICHERD - Suitable for roughing and finishing 25
-NUSERELTEER - Burr-free machining N[ 26
27
28
. . YT 20L& - Magnesium alloys
B>% - Long design 3.1 240 0,009 x dy 260 0,010 x dy 300 0,011 x d; 340 0,013 x d; o 0 o n
BFRABYE - Order code 1909 1909R 32 240 0,007 x dy 260 0,008 x dy 300 0,009 x dq 340 0,010 x dq o = o n
0 d Iy 4 0 dy KB 7 H14 X 15 - Synthetics
h1o 6 (9% RIZE 41 240 0,008 x dy 260 0,009  dy 300 0,009 x dy 340 0,011 xdy o o »
2 10 40 2 0.045 1 .002 ® ° 4.2 360 0,008 x dy 400 0,009 x d4 450 0,009 x dy 500 0,011 x dy u] ]
3 12 40 3 0,075 1 .003 ° ® 4.3
4 15 40 4 0,075 1 .004 [} ® 44
5 16 50 5 0,125 1 .005 ° ° 457424 - Special materials
6 20 60 6 0,125 1 .006 ([ ] [ 5.1
8 22 63 8 0,125 1 .008 ) ® 5.2
10 25 2 10 02 1 010 ® ® 53 120 0,006 x dy 130 0,007 x dy 150 0,008 x dy 170 0,008 x dy O n
12 30 83 12 0,2 1 012 (] ® Vo — YT - Cutting specd

%

o = RXETEEE &, - Stock tool

Z3ESLAI - Ordering example: 1909.002

m = 5 - very suitable
0= FTHE - suitable

f, = M 1=D3ED - Feed per tooth

B -



FRANKEN 715y R—)L - Solid Carbide Ball Nose End Mills

Aler-Curt
S INAIT A= VRV =)L
- BEFEE O FEILAR

- High performance tool
- Patented chisel edge

- BHT v+ —T138)H - Sharp cutting edges
-BAL—ACRNI—FT 17 - Very smooth CRN coating
-3EHEOTERS - 3 lengths available
BRI
DIN 6535
C_JHA
HB
E=x ) ©
Y1 u | 8 30° | K-
I
: | velf:
l4 “ @
\ 3
=
ST 6O\ t S
s‘7 \; =
S b § S
I3
lg
i
d—F 1% - Coating CRN
PIVr—ay - I PTEHR) Applications — material (see page 7) N([11-13) | IN[1114 ) ]
-FILZAEREMOIMIIC - For wrought aluminium alloys N(41-42 ) 53 N[ 21-23 | 24238
-VYIDVEBET%ETO7ILIES - For aluminium alloys with __J
Y IC R a silicon content of up to 7% N (31-44,53
-CAN O—F« 7 RIdREa®ICHE - With CRN coating also for copper alloys
FAmTRE
23— - Short design
BV - Order code 1921 1921R
9 dy r Iy I3 I 9 ds lg 9 dy a b Z P14 X
0,01  =0,005 h5 (¥ BE
0,5 0,25 1 2 38 0,45 9 8 10° 8° 2 .0005 [} [
0,5 0,25 1 2 57 0,45 20 6 10° 8,5° 2 .000506 [} °
1 0,5 2 4 38 0,95 9 3 12,5° 6,5° 2 .001 [ ] [ )
1 0,5 2 4 57 0,95 20 6 10° 8° 2 .00106 [} °
1,5 0,75 2,5 7,5 38 1,4 9 3 32° 5 2 .0015 [} [
1,5 0,75 2,5 75 57 1,4 20 6 12,5° 7° 2 .001506 [} °
2 1 3 8 38 1,8 9 3 31° 8,5° 2 .002 [ °
2 1 3 8 57 1,8 20 6 12° 6,5° 2 .00206 [} [
3 1,5 35 10 57 2,8 20 6 11,5° ON 2 .003 [} )
4 2 4 12 57 3,8 20 6 11° 3,5° 2 .004 [ ] °
5 25 5 14 57 4,7 20 6 10° 2° 2 .005 [} °
6 3 6 20 57 5,6 - 6 - - 2 .006 [} °
8 4 7 25 63 7,6 - 8 - - 2 .008 [} [ )
10 5 8 30 72 9,6 - 10 - - 2 .010 [} °
12 6 10 85 83 11,5 - 12 - = 2 .012 [ ] ()

IHIZ4E - Cutting Conditions

FRANKEN

%

o = RXETEEE &, - Stock tool

Z3ESTHI - Ordering example: 1921.0005

Aler-Cut
BEYYYR R—ILIYRI)-v3—b _
Solid carbide ball nose end mills — short design S RE T - Valid for
1921
SSSS) M 1921R
FeinT T EFIT
Roughing Finishing
%
de
o S
[» &5 e TEE:
Y 5 S /A= F 4 T RBICDOWTIE
= < CIHEEEHERENS 30% T
L " & FerEw
“ Please note:
% =02xd Ebting spead v oy 308 %
YIHIRE HHfDED YIHIERE Hi=hzED ﬁ YJ w ﬁ
Ve [m/min] f, [mm] V¢ [m/min] f, [mm] )| maL
JESEE 2 - Non-ferrous materials
FZILE= &% - Aluminium alloys
1.1 900 0,022 x dy 1200 0,016 x dy 0 n
1.2 900 0,020 x dy 1200 0,014 x d 0 n
1.3 900 0,017 x dy 1200 0,012 x dy 0 n
1.4 600 0,020 x dy 800 0,014 x d 0 n
15
1.6
$AE % - Copper alloys
2.1 200 0,014 x dq 260 0,010 x dy 0 n
22 200 0,014 x dy 260 0,010 x dy 0 n
23 200 0,014 x dq 260 0,010 x dy O o 0 n
2.4 160 0,011 x dy 220 0,008 x ds 0 n
25 160 0,011 x dy 220 0,008 x dy 0 n
N| 26 160 0,011 x d 220 0,008 x dy = o = ]
27 100 0,008 x ds 140 0,006 x ds 0 n
238 100 0,008 X dy 140 0,006 x ds 0 n
T 20L& - Magnesium alloys
3.1 450 0,025 x dy 600 0,018 x dy 0 n
3.2 450 0,020 x dy 600 0,014 x d o n
16805 - Synthetics
41 350 0,021 x dy 450 0,015 x d o o n
42 500 0,021 x dy 650 0,015 x d o 0 n
43 200 0,017 x dy 250 0,012 xdy o 0 n
44 140 0,017 x dy 180 0,012 x dy u] o ]
457444 - Special materials
5.1
5.2
5.3 220 0,017 x dy 300 0,012 x ds o n n

m = 5 - very suitable
0= FTHE - suitable

v = YIHIEREE - Cutting speed
f, = M 1=D3ED - Feed per tooth

B ©



=HRANKI=IN 7usy ks iR—IL - Solid Carbide Ball Nose End Mills

Aler-Curt

-IAIRT A= VRY =)L

- BEFES O T EILIR

- BHT v —T13Y1F)

- BAL—ACRNI—T >4
-3EEOTERSE

- High performance tool

- Patented chisel edge

- Sharp cutting edges

- Very smooth CRN coating
- 3 lengths available

=

IHIZ4E - Cutting Conditions

FRANKEN

Aler-Cut
BEYYYR R—=ILIYRIN-OvI&8LCTVRNZOVY
Solid carbide ball nose end mills — long and extra long design FTERELT - Valid for
=
M 1943R
2830
FeinT T EFmT 2830R
Roughing Finishing
%
de
= k=]
& 3 3 TER:
5 S Y A—=TA VT RICDOWTIE
3 < TIBIEE Z HEEREN S 30% T
L " & FTREW
© Flease not%: des I ’
% =02xd Euting spesd e by 0%
YIHIRE HHizhxh YIHIERE HHT=hED ﬁ YJ LMSJ ﬁ
Ve [m/min] f, [mm] V¢ [m/min] f, [mm] )| maL
JESEE 2 - Non-ferrous materials
ZILE = L& - Aluminium alloys
1.1 900 0,022 x dy 1200 0,016 x d o n
1.2 900 0,020 x dy 1200 0,014 x dq o n
1.3 900 0,017 x dy 1200 0,012 xdy 0 n
1.4 600 0,020 x dy 800 0,014 xd o n
1.5
1.6
$AE % - Copper alloys
2.1 200 0,014 x dq 260 0,010 x dy o n
22 200 0,014 x dy 260 0,010 x dy o n
23 200 0,014 x dq 260 0,010 x dy O o o n
2.4 160 0,011 x dy 220 0,008 x dy o n
25 160 0,011 x dy 220 0,008 x d o n
N| 26 160 0,011 x d 220 0,008 x dy = o = ]
27 100 0,008 x ds 140 0,006 x d o n
238 100 0,008 x dq 140 0,006 x ds o n
T 20L& - Magnesium alloys
3.1 450 0,025 x dy 600 0,018 x dy o n
3.2 450 0,020 x dy 600 0,014 x d o n
16805 - Synthetics
4.1 350 0,021 x dy 450 0,015 x d4 | o [
42 500 0,021 x dy 650 0,015 x d o 0 n
43 200 0,017 x dy 250 0,012 xdy o 0 n
44 140 0,017 x dy 180 0,012 x dy u] o ]
457444 - Special materials
5.1
5.2
5.3 220 0,017 x dy 300 0,012 xdy o u n

DIN 6535
C_JHA
HB
30° K=
)~ Vel
B
< w
lo 2
I3
[
=y
s B\ t S
s$7 \t\ =
Vil ot
I3
lg
[
d—F4>% - Coating CRN
F7Vr—2 3> - #El PTER) Applications — material (see page 7) N(11-13) | | N () )
-FILZEEERBEMOMIIC - For wrought aluminium alloys N[41-42) 53 N [21-23 | 2428
SV)OAVEREETRETOTILIES - For aluminium alloys with N
SEYICRE a silicon content of up to 7%
-CRN O—F V7 RmiAEEICHE - With CRN coating also for copper alloys
FATRT8E
A% - Long design
BBV - Order code 2830 2830R
0 dq r lp I3 M od3 Iy 0 dp a b 7 Y1
=001 20,005 h5 IE) BE
8 4 7 40 90 7,6 = 8 = - 2 .008 () )
10 5 8 50 100 9,6 - 10 - - 2 .010 [} [ ]
12 6 10 65 120 11,5 = 12 - = 2 .012 () [ )
16 8 12 80 140 15,5 - 16 - - 2 .016 [J ]
I ANZ0O2% - Extra long design
SRBYE - Order code 1943 1943R
0 dy r lo I3 4 g ds g 0 dy a b Z H14X
=001 0,005 h5 (9% B
3 1,5 345 12 80 2,8 40 6 3,5° 2,5° 2 .003 [ ) )
4 2 4 20 80 3,8 40 6 4° 1,5° 2 .004 [ ) [}
5 2,5 5 10 100 4,7 40 6 il,5° 1° 2 .005 [} [}
6 3 6 40 100 5,6 — 6 — — 2 .006 [ ) [}
8 4 7 60 120 7,6 - 8 - - 2 .008 [ ®
10 5 8 60 120 9,6 - 10 - - 2 .010 () ®
12 6 10 70 160 11,5 = 12 = = 2 012 [J )

>

o = RXETEEE &, - Stock tool

Z3ESTAI - Ordering example: 2830.008

m = 5 - very suitable
0= FTHE - suitable

v = YIHIEREE - Cutting speed
f, = M 1=D3ED - Feed per tooth

B -



FHANKEN TZIVAY K~ =377 - Solid Carbide Torus End Mills

Aler-Curt
S INAIT A=V RY—)L

- High performance tool

- BHT v —T138H - Sharp cutting edges
- B LWI—F—RAE - High-precision corner radius
-BAL—ACRNI—FT 17 - Very smooth CRN coating
-3EHEOTERS - 3 lengths available
BRI
DIN 6535
C_JHA
HB
E 7|
2 30° | SIY7R
I3
) U~ Vel
I
=f
T A S
= \g =
S = <
3 2
I3
lg
i
d—F 1% - Coating CRN
F7Vr—ay - #ElM PTER) Applications — material (see page 7) N([11-13) | IN[1114 ) ]
-FILZAEREMOIMIIC - For wrought aluminium alloys N(41-42 ) 53 N[ 21-23 | 24238
-VYIDVEBET%ETO7ILIES - For aluminium alloys with __J
Y IC R a silicon content of up to 7% N (31-44,53
-CAN O—F« 7 RIdREa®ICHE - With CRN coating also for copper alloys
FAmTRE
23— - Short design
BBV - Order code 1942 1942R
9 dy r Iy I3 I 9 ds lg 9 dy a b Z P14 X
0,01 0,005 h5 (¥ BE
0,5 0,1 1 2 38 0,45 9 3 10° 8° 2 .0005 [} [ )
0,5 0,1 1 2 57 0,45 20 6 10° 8,5° 2 .000506 [} °
1 0,25 2 4 38 0,95 9 3 12,5° 6,5° 2 .001 [} [ )
1 0,25 2 4 57 0,95 20 6 10° 8° 2 .00106 [} °
1,5 0,25 2,5 7,5 38 1,4 9 3 32° 5)° 2 .0015 [} (]
1,5 0,25 2,5 7,5 57 1,4 20 6 12,5° 7° 2 .001506 [} [ ]
2 0,5 3 8 38 1,8 9 3 31° 3,5° 2 .002 [ [}
2 0,5 3 8 57 1,8 20 6 12° 6,5° 2 .00206 [} [
3 0,5 Bl 10 57 2,8 20 6 11,5° ON 2 .003 () )
4 0,5 4 12 57 3,8 20 6 11° 3,5° 2 .004 [} °
5 0,5 ) 14 57 47 20 6 10° 2° 2 .005 [} °
6 0,8 6 20 57 5,6 - 6 - - 2 .006 [} °
8 1 7 25 63 7,6 = 8 - = 2 .008 [} [ )
10 1 8 30 72 9,6 - 10 - - 2 .010 [} °
12 1,5 10 o 83 11,5 = 12 = = 2 .012 [J ]

IHIZ4E - Cutting Conditions

FRANKEN

Aler-Cut
BEVIYYR Y PATIVRII-Y3—k
Solid carbide torus end mills — short design S RE T - Valid for
1942
SSSS) M 1942R
FeinT T EFmT
Roughing Finishing
de
=]
& = THER:
= JOA—F VT RICDWTIE
< PHIREZHER(EN S 30% T
o & FolEEN
Please note:
%=04xd, Ebting spead v oy 308 %
YIHIRE HHizhxh YIHIERE HAHr=bED ﬁ YJ w ﬁ
Ve [m/min] f, [mm] V¢ [m/min] f, [mm] )| maL
JESEE 2 - Non-ferrous materials
FZILE= &% - Aluminium alloys
1.1 900 0,022 x dy 1200 0,016 x d 0 n
1.2 900 0,020 x dy 1200 0,014 x dq o n
1.3 900 0,017 x dy 1200 0,012 xdy o n
14 600 0,020 x dy 800 0,014 xd 0 n
15
1.6
$AE % - Copper alloys
2.1 200 0,014 x dq 260 0,010 x dy o n
22 200 0,014 x dy 260 0,010 x dy 0 n
23 200 0,014 xdq 260 0,010 x d O o o n
2.4 160 0,011 xdq 220 0,008 x dy 0 n
25 160 0,011 x dy 220 0,008 x d 0 n
N| 26 160 0,011 x d 220 0,008 x dy = o = ]
27 100 0,008 x dy 140 0,006 x d 0 n
238 100 0,008 x dq 140 0,006 x ds o n
T 20L& - Magnesium alloys
3.1 450 0,025 x dy 600 0,018 x dy 0 n
32 450 0,020 x dq 600 0,014 x dq o n
16805 - Synthetics
41 350 0,021 x dq 450 0,015 x d o o n
42 500 0,021 x dy 650 0,015 x d o 0 n
43 200 0,017 x dy 250 0,012 xdy o 0 n
44 140 0,017 x dy 180 0,012 x dy u] o ]
457444 - Special materials
5.1
5.2
53 220 0,017 x dy 300 0,012 xdy o u n

%

o = RXETEEE &, - Stock tool

Z3ESCAI - Ordering example: 1942.0005

m = 5 - very suitable
0= FTHE - suitable

v = YIHIEREE - Cutting speed
f, = M 1=D3ED - Feed per tooth

== v



FRANKEN 7LAyk 5372 - Solid Carbide Torus End Mills

Aler-Curt

IHIZ4E - Cutting Conditions

FRANKEN

Aler-Cut
BEVYYR SYPRAIVRIN-OVITELCIIANZOVT
Solid carbide torus end mills — long and extra long design FTERELT - Valid for
=
1941
=== M 1941R
2838
FeinT T EFmT 2838R
Roughing Finishing
de
=]
& = THER:
= JOA—F VT RICDWTIE
< TIBIEE Z HEEREN S 30% T
o & FolEEN
Flease not%: des I ’
%=04xd, Euting spoed v by B0%k1
YIHIRE HHizhxh YIHIERE HHT=hED ﬁ YJ LMsJ ﬁ
Ve [m/min] f, [mm] V¢ [m/min] f, [mm] )| maL
JESEE 2 - Non-ferrous materials
ZILE = L& - Aluminium alloys
1.1 900 0,022 x dy 1200 0,016 x d o n
1.2 900 0,020 x dy 1200 0,014 x dq o n
1.3 900 0,017 x dy 1200 0,012 xdy o n
14 600 0,020 x dy 800 0,014 xd o n
1.5
1.6
$AE % - Copper alloys
2.1 200 0,014 x dq 260 0,010 x dy o n
22 200 0,014 x dy 260 0,010 x dy o n
23 200 0,014 xdq 260 0,010 x d O o o n
2.4 160 0,011 x dy 220 0,008 x dy o n
25 160 0,011 x dy 220 0,008 x d o n
N| 26 160 0,011 x d 220 0,008 x dy = o = ]
27 100 0,008 x dy 140 0,006 x d o n
238 100 0,008 x dq 140 0,006 x ds o n
T 20L& - Magnesium alloys
3.1 450 0,025 x dy 600 0,018 x dy o n
3.2 450 0,020 x dq 600 0,014 x d o n
16805 - Synthetics
4.1 350 0,021 x dy 450 0,015 x d4 | o [
42 500 0,021 x dy 650 0,015 x d o 0 n
43 200 0,017 x dy 250 0,012 xdy o 0 n
44 140 0,017 x dy 180 0,012 x dy u] o ]
457444 - Special materials
5.1
5.2
53 220 0,017 x dy 300 0,012 xdy o u n

- INAINT A=Y =)L - High performance tool (Oka=10]
- BHT v —T138H - Sharp cutting edges %
- B LWI—F—RAE - High-precision corner radius 1
-BAL—ACRNI—FT 17 - Very smooth CRN coating (=] <
-3EHEOTERS - 3 lengths available
BRI
DIN 6535
C_JHA
HB
30° FIFR
O~ | vl
PN 3
S Ip
I3
h
=
st 7 \‘f‘ =
S J_J ] 6‘
2 =
I3 (
Iy
h [
d—F4>% - Coating CRN
F7Vr—23ay - @ P1ERE) Applications — material (see page 7) N[11-13 ) | |n A )
-FILZEEERBEMOMIIC - For wrought aluminium alloys N[4142) 53 N [21-23 | 2428
SVYIAVEBET%ETO7ILIES - For aluminium alloys with N
SEYICRE a silicon content of up to 7%
-CRN O—F V7 RmiAEEICHE - With CRN coating also for copper alloys
FATRT8E
A% - Long design
BBV - Order code 2838 2838R
0 dq r lp I3 M od3 Iy 0 dp a b 7 HY1Z
=001 20,005 h5 IE) BE
8 1 7 40 90 7,6 = 8 = - 2 .008 () )
10 1 8 50 100 9,6 - 10 - - 2 .010 [} [ ]
12 1,5 10 65 120 11,5 = 12 - = 2 .012 () [ )
16 2 12 80 140 15,5 - 16 - - 2 .016 [J ]
I ANZ0O2% - Extra long design
S mBYE - Order code 1941 1941R
0 dy r lo I3 4 g ds g 0 dy a b Z H14X
=001 0,005 h5 (9% B
3 0,5 345 12 80 2,8 40 6 3,5° 2,5° 2 .003 [ ) )
4 0,5 4 20 80 3,8 40 6 4° 1,5° 2 .004 [ ) [}
5 0,5 5 10 100 4,7 40 6 il,5° 1° 2 .005 [} [}
6 0,8 6 40 100 5,6 — 6 — — 2 .006 [ ) [}
8 1 7 60 120 7,6 - 8 - - 2 .008 [ ®
10 1 8 60 120 9,6 - 10 - - 2 .010 () ®
12 1,5 10 70 160 11,5 = 12 = = 2 .012 [J ®

%

o = RXETEEE &, - Stock tool

Z3ESLAI - Ordering example: 2838.008

m = 5 - very suitable
0= FTHE - suitable

v = YIHIEREE - Cutting speed
f, = M 1=D3ED - Feed per tooth

B >



=HRANKEIN oveys 24—k - Rhombic Inserts HIHIS44 - Cutting Conditions FRANKEN

- AU A5 20° - Chip former 20° OveEvysL oy —k
-BBEESINY Y 21 08 - Polished design for optimum chip removal Rhombic inserts SHERELS - Valid for
9635
9635R
§ =l B \ 20° \
759
ve/f, \
o) R E . -~
IC 4 0 ds <
T Ef# - Cutting material .
d—F 1% - Coating max. ag = dq —2xr
F7Vr—ay - #Hl P1EER) Applications — material (see page 7)
-FILZBEREMOEMISELOME - For roughing and finishing IC46/1C9,2 IC4,6/1C9,2
LiFmIIc wrought aluminium alloys
- BEEENTIC - For high-volume machining
BRABIFE - Order code 9635 9635 9635R
c R b T4z MR X =DIED PRAE MR HBI=D3ED e E IR
RUE Ve [m/min] f, [mm] a [mm] V¢ [m/min] f, [mm] ap [mm] »
4,6 0,5 2,2 .04605 ° JESKS < - Non-ferrous materials
4,6 1 2,2 04610 L4 FILS = L& % - Aluminium alloys
9,2 2 3,6 09220 4 11 800- 1000 IC=30 0,10-0,20xIC 800-1000 1C=30 0,10-0,20 X IC O u
92 25 3.6 09225 L 1.2 800-1000 1C=30 0,10-0,20xIC 800- 1000 IC+30 0,10-0,20x IC o n
13 600- 800 IC=30 0,10-0,20xIC 600- 800 IC+30 0,10-0,20xIC O n
14 400- 600 IC+30 0,10-0,20x IC o n
- A1 20° - Chip former 20° OF~0] Ok=10 15
-BRAL—ACRN A—F % - Very smooth CRN coating : % : % 1.6
1 1 $AE % - Copper alloys
[=] < [=] : 2.1 300- 350 160 0,05-0,10IC 300- 350 160 0,05-0,10x1C ) n o n
s, 2.2 300- 350 IC=60 0,05-0,10xIC 300- 350 IC=60 0,05-0,10xIC ) n o n
& =1 BhE 20° 2.3 280- 320 IC+60 0,05-0,10x1C 280- 320 IC+60 0,05-0,10xIC O n o n
i 24 240- 280 IC=60 0,05-0,10xIC 240- 280 1= 60 0,05-0,10xIC ) n o n
759 2.5 240- 280 IC=60 0,05-0,10xIC 240- 280 IC=60 0,05-0,10xIC ) n o =
. ve/t; N| 26 300- 350 IC=60 0,05-0,10xIC 300- 350 IC=60 0,05-0,10xIC o n o n
B % 2.7 80- 120 IC=60 0,05-0,10x1C 80- 120 1C=60 0,05-0,10xIC n
Ic 2.8 80- 120 IC=60 0,05-0,10x1C 80- 120 IC=60 0,05-0,10x1C ]
T 20L& - Magnesium alloys
T E&# - Cutting material KC2 ) 3.1 280- 320 Ic=30 0,05-0,10xIC 280- 320 IC+30 0,05-0,10x IC 0 n
— ) 3.2 250- 300 1C=30 0,05-0,10IC 250- 300 IC+30 0,05-0,10xIC o n
A—F1>7 - Coating il HIBE - Synthetics
FP7IVr—=3y - #Hl (PTER) Applications — material (see page 7) N 41 200- 240 IC=30 0,05-0,10xIC 200- 240 IC+30 0,05-0,10x IC [~ o o
-FILZARBRHEMOMIIC - For wrought aluminium alloys N (21-42 ) 4344 :g 80- 120 =30 0.05-0,10x1C 1§g :ig :g‘gg gggglgx:g _ I °c .
-V)OAVERE TETDTILIEE - For aluminium alloys with N 53 : - = 090,10
EYICRE a silicon content of up to 7% ' 44 ‘ _ _ 80- 120 IC--30 005-0,10x1C o | = ]
-EEEICHERAT R - For copper alloys 45744 - Special materials
-FWIIESCEEFINII - For roughing and finishing :;
HemBE - Order code 9635R 53 100- 140 IC=30 0,05-0,10xIC u
IC R b Y1X = 53 - very suitable v = PIHIEREE - Cutting speed
BE 0 = BFAEE - suitable f, = H1=D3%ED - Feed per tooth
4,6 0,5 2,2 .04605 °
4,6 1 2,2 .04610 °
9,2 2 3,6 .09220 )
9,2 2,5 3,6 .09225 [

NYF—ICDNWTIE 44-45 R—IZZELEE W,
Milling bodies for rhombic inserts, see page 44-45

40 YD o = IZXETEEE M - Stock tool ZESCH - Ordering example: 9635.04605 EMUGE IR



FHRANKEN oyeys 14—k - Rhombic Inserts

-PCDA— A3 - PCD-tipped E2FE E2EE
-FYTTA—N—1BLDTZV - Without chip former '5 '$
-Iv—TITyY - Sharp cutting edges
O O
= PCD \ 0° \
750| /f e
Ve/Tz
“ LINY
ic 43 Al
T ER#t - Cutting material PKD )
d—F4>% - Coating
FPIVr—3y - #Hl (PTEER) Applications — material (see page 7) N (1516 ) 1.1-1.4
-YYOAVERE 1T%ETO7ILIE%E - Forroughing and finishing aluminium alloys N 51,53
DT EE EFITICRE with a silicon content of up to 17%
BB - Order code 9679
IC R b H14X
BE
46 1 2,2 .04610 [
9,2 2 3,6 .09220 [J

NYEF—ICDWTIS 44-45 R—IH ZBELEE N,
Milling bodies for rhombic inserts, see page 44-45

o = RXETEEE &, - Stock tool

%

Z3ESLAI - Ordering example: 9679.04610

IHIZ4E - Cutting Conditions

areEwY PeD 1Y —k
Rhombic PCD inserts

ap

0 dq

e

max. as = dy —2Xxr

FRANKEN

SR EL - Valid for
9679

IC4,6/1C9,2
9679
BIELRE NHI=D%ED PhAHE “ | mms
Ve [m/min] f, [mm] a, [mm] ﬁ \ZiJ M ﬁ

JESEE 2 - Non-ferrous materials

FZILE=D &S - Aluminium alloys
1.1 800-1000 IC+30 0,10-0,20x IC o n
1.2 800-1000 IC+30 0,10-0,20x IC o n
1.3 600- 800 IC+30 0,10-0,20x IC o n
14 400- 600 IC+30 0,10-0,20x IC o n
1.5 400- 600 IC+30 0,10-0,20x IC o n
1.6 300- 500 IC+30 0,10-0,20x IC o n

$AE % - Copper alloys
2.1
2.2
23
24
25

N[ 26

2.7
2.8

YT 27L& - Magnesium alloys
3.1
32

15808 - Synthetics
4.1
4.2
4.3
44

45744 - Special materials
5.1 600-1000 IC=30 0,20-0,30x IC n
5.2
53 200- 300 IC=30 0,05-0,10IC n

m = 5 - very suitable
0= FTHE - suitable

v = YIHIEREE - Cutting speed
f, = M 1=D3ED - Feed per tooth

B o



FRANKEN oveyy «>4%—EAvy4— - Miling Bodies for Rhombic Inserts

-RA7Va—AVRAYT—
- M8 LU L (FAERHE R AT

Z (ICR)
- @I T ICRBEARTAH
fa45° 9147

- —RAVIRR Y 21— > HK
LT —ICED S TR AR

- Indexable screw-in end mill

- From M8 internal coolant supply,
radial exit (ICR)

- With 45° lead angle
suitable for chamfering

- Compatible with commercially
available screw-in holders
and adapters

|

T
0 do
0 d3

0 dq
|
T
0 do
0 d3

ils

& 1046

SYRBYE - Order code 9180 9181
0 d o 4 SW gd3  0dy  Mgmax. Nmax. YA H14 X
0d) min-1 (%) BE
10 20 88 8 10 M 6 8Nm 40000 2 .100202 [}
12 20 35 8 10 M 6 8Nm 35000 2 120202 [}
16 25 43 10 13 M 8 15Nm 28000 3 .160253 () [ )
20 32 52 15 18 M10 30Nm 25000 3 .200323 [
(=] s (=]
OOF 34>
& co2
SRBYE - Order code 9185 9186
0 dq lo 1 SW gd3  0dp  Mgmax. Nimax. YA H14X
©dy) min-1 (HE) ik
20 32 52 15 18 M10 30Nm 35000 2 .200322 [}
25 36 58 17 21 M12 50Nm 30000 3 .250363 () ®
32 40 64 22 29 M16 100Nm 25000 3 .320403 )
40 40 64 22 29 M16 100Nm 22000 4 400424 [

1Y — NERBLEEA AV — RS2 — R ELET

Delivery: without inserts, with Torx screws

AV —=RNTDWTIE 40,42 R—IEELIZEN,
Inserts, see page 40 and 42

"

Z3ESLA - Ordering example: 9180.100202

AvEyY A4 >H%—KEHv%— - Miling Bodies for Rhombic Inserts

FRANKEN

-7=N\—OvEvIAhHY - Indexable milling cutter DIN138 Ok==100|
= - Internal coolant supply, ICR ?.‘3 3
- NERfESHYN AT E (ICR) radial exit (ICR) @ :
_ OEAES
n o
max. \oj 92,5°
= [ o<
LIJ
& o2
FYRBYFE - Order code 9285
0 d lo g d3 0 Dy Nmax. YA H14X
min-1 [Bak24) BE
50 50 40 22 22000 5 .05005 [}
63 50 50 27 20000 6 .06306 °
80 50 60 27 18000 6 .08006 °
100 56 78 32 15000 7 .10007 °
125 65 90 40 12000 8 .12508 [

At — NS BLE A AT — R U2 —REELET

Delivery: without inserts, with Torx screws

72tV - Accessories

A9') 2—KZA/\— - Screwdriver

AT —NITDWTIE 40,42 R—I T ZELZSE L,
Inserts, see page 40 and 42

A —KZX9") 22— - Clamping Screw

BIRABIFE - Order code 9855 SMBYE - Order code 9805
Q PR J14X Q PR Mg max. H14X
Size RIE Size R
IC 4,6 Torx T7 .07 ® IC 4,6 M2,2 x 3,7 x Torx T7 1 Nm .223707 O
1C 9,2 Torx T9 .09 [J 19,2 M3 x6,5xTorxT9 2,25 Nm .306509 [
JE={FZ=BHLEH - High-Temperature Screw Paste
SIABIE - Order code 9000
ARE B4 X
Quantity BE
100 g .000 ®

AP —RRATY1—DEEtES
BHIET Bt EEDFEEFERHIE
Fx 20 2 —D1 UEBE EEZ 88
ICB L TLIEE W,

Applying a light coating of grease on
thread and countersunk head ensures
that the Torx screws for the inserts can
be loosened again.

o = IZXEFEEE &, - Stock tool

B -



FRANKIEEN pep7z-Z3JL - PCD Shoulder and Face Mil

-PCOA—RHF7 A X3
- BRIERT ¢ —LIRT Yy —IC & BRE
TR NR

- PCD-tipped cutting edges
- Vibration absorbing due to solid
steel base body

- B\ REKE - High balance quality —
- BEAEET CREEEMIA A8 - Large number of inserts enables
- HSK-A63 DIN 69893-1 —{& %! high feed rates ICR PCD
- AERSRMIAT = (ICR) - Hollow taper shank HSK-A acc. DIN 69893-1
- Internal coolant supply,
radiall exit (ICR) J<'+
ER
—_—
n %&
max.
1-3°
\/; U - Vcéfz
— N 47
l2
I3
lg
I5
Ia
h
F7Vr—ay - %EI P1EER) Applications — material (see page 7) N
-V)AVEBRE 1T%ETOTILEEEDINT - For aluminium alloys with N
[re =3l a silicon content of up to 17% N
- RBRHEREY S 277/ MOINIICH - Also suitable for composites and graphite
-HSCEEFEM T & B INTic - Suitable for HSC roughing and finishing
- TEMmERMTETE - Enables to achieve very high surface qualities
2> —{&BY - Monobloc design
B RBYE - Order code 2885_7
pdy T > ko edy I3 edy g Is 0 do b mx? Z | AKX
=0,03  =0,02 mint (F%) IR
32 0,2 10 132 31 50 52 60 74 HSK-A63 100 25000 8 .032 ®
40 0,2 10 132 39 50 52 60 74 HSK-AB3 100 25000 10 .040 [ ]
50 0,2 10 132 49 50 52 60 74  HSK-A63 100 25000 12 .050 °
63 02 10 132 62 25 52 51 74 HSK-A63 100 25000 14 .063 )
80 0,2 10 132 79 25 52 52 74  HSK-A63 100 25000 16 .080 [ )
100 072 10 132 99 22 52 40 74 HSK-A63 100 25000 18 100 ®
125 0,2 10 132 124 22 52 4 74  HSK-A63 100 20000 22 125 [
160 0,2 10 132 159 22 52 4 74 HSK-A63 100 15000 28 160 )

2) RRFFAEEE
Maximum permissible revolution

MO IICDOWTHRHRBERLET
Other shank designs available on request

HECEWCDOWTHRHRBEMEWNUET
Also available with a reduced number of inserts on request

*

©® = IZXETEE & - Stock tool

Z3ESH - Ordering example: 2855_2.032

HIHIZ4E - Cutting Conditions

FRANKEN

PCD 71 A=)
PCD shoulder and face mill SR EL - Valid for
1J 2885_7
FeonT T EFmT
Roughing Finishing
£ £
= 2
] :
[ S
s &
de
&
g = 04 2 =05
YIEIERRE HHf=DED YIHIERRE HHrzbixh %J E*J M_MSJ ﬁj
V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] %) | MOL
ZILE = Ls&% - Aluminium alloys
2500 - 5000 0,08-0,12 2500 - 5000 0,03-0,12 n o ]
2500 - 5000 0,08-0,12 2500 - 5000 0,03-0,12 ] o ]
2500 - 5000 0,08-0,12 2500 - 5000 0,03-0,12 ] o [
2500 - 5000 0,08-0,12 2500 - 5000 0,03-0,12 n o ]
2500 - 5000 0,08-0,12 2500 - 5000 0,03-0,12 ] o ]
1000 - 2000 0,08-0,12 1000 - 2000 0,03-0,12 n o ]
$HE % - Copper alloys
1000 - 2000 0,08-0,12 1000 - 2000 0,03 - 0,08 o [
1000 - 2000 0,08-0,12 1000 - 2000 0,03 - 0,08 0 ]
1000 - 2000 0,08-0,12 1000 - 2000 0,03 - 0,08 o [
1000 - 2000 0,08-0,12 1000 - 2000 0,03 - 0,08 o ]
1000 - 2000 0,08-0,12 1000 - 2000 0,03 - 0,08 ) ]
1000 - 2000 0,08-0,12 1000 - 2000 0,03 - 0,08 o n
1000 - 2000 0,08-0,12 1000 - 2000 0,03 - 0,08 0 ]
1000 - 2000 0,08-0,12 1000 - 2000 0,03 - 0,08 o [
X720 LE&% - Magnesium alloys
2500 - 5000 0,08-0,12 2500 - 5000 0,03 - 0,08 0 ]
2500 - 5000 0,08-0,12 2500 - 5000 0,03 - 0,08 o n
168 Hg - Synthetics
1500 - 3000 0,08-0,12 1500 - 3000 0,03 - 0,08 o n
1500 - 3000 0,08-0,12 1500 - 3000 0,03 - 0,08 o ]
1500 - 3000 0,08-0,12 1500 - 3000 0,03 - 0,08 o ]
1500 - 3000 0,08-0,12 1500 - 3000 0,03 - 0,08 o n
4574 #} - Special materials
1000 - 2000 0,08 -0,12 1000 - 2000 0,03 - 0,08 o n
1000 - 2000 0,08-0,12 1000 - 2000 0,03 - 0,08 o [
1000 - 2000 0,08-0,12 1000 - 2000 0,03 - 0,08 o n

= 53 - very suitable
O = SEFAFTRE - suitable

v = PIHIEREE - Cutting speed
f, = M 1=D3ED - Feed per tooth

== v



=HANREN HSsTYR2L - HSS End Mills

Aler-Cut
-HHBEREZO77)LDF)L - High-performance roughing 18
SH/NANTA VX TT end mill with coarse, round chip WR coarse
AT ITVRI)L breakers \f\f\/\
- INTEICIEEWERDTED - Generates significant et
F9 milling marks
- FEAF DY A HRET - Newly developed geometry ICRA
-EYy—hvhk - Centre cutting

- EEU DR WERDE T

=)
- RBREZIL—bk - Large chip space HSSE-
- FEABEEHEHSOmANSY] - Internal coolant supply, PM
HISHZ A5 (ICRA) radial and axial exit (ICRA)
- REEDTIO < PR - Excellent chip evacuation DIN 1835
- ARMELRIEDOREWT - Long design with short A
s flute length {ajs
—

- Low-vibration machining

~E=
g 5:
o

s

od

(=
[x]

d—F4>% - Coating CRN | CRN |
FIVT—azy - BEIM PTER) Applications — material (see page 7) N(1114 ) 15 N(1114]) 15
- BI3RD3EE 500 N/mm2 £ TDEEEBY> - Very suitable for roughing light metals and N 21-2.6,3.1-3.2 N 21-2.6,3.1-3.2

ISk ERB ORI TICH ICRE
-ZAROEEMIPEINT. Ry M

non-ferrous metals with a tensile strength
of up to 500 N/mm2

TTHRERE - Particularly effective for z-axis milling,
- HPCEEHREER N T slot milling and pocket milling
- Suitable for HPC machining
DIN 844 — >3 — b - Short design J—F—R{3Z - Corner radius
SURBYFE - Order code 1092RZ 1392RZ
0 dy r Iy I3 I pd3  ody Ia Z H14X
k10 h6 e FH BE
16 2 32 42 92 14,5 16 44 3 .016020 ([ ] [ ]
16 4 32 42 92 145 16 44 3 .016040 [ )
20 2 38 52 104 18 20 54 3 .020020 o ®
20 4 38 52 104 18 20 54 3 .020040 [ ] [ ]
25 2 45 63 121 23 25 65 3 .025020 ° ®
25 4 45 63 121 23 25 65 3 .025040 ° [ ]
32 2 53 70 133 30 32 73 3 .032020 o ®
32 4 53 70 133 30 32 73 3 .032040 J ®
A% - Long design J—7F—R{FZE - Corner radius
S BV - Order code 1093RZ 1393RZ
0 dy r Iy I I pd3  0dy Ia Z H14X
k10 h6 e FH RBE
16 2 32 73 123 14,5 16 75 3 .016020 ° [}
16 4 32 73 123 145 16 75 3 .016040 ° [}
20 2 38 89 141 18 20 91 3 .020020 ® [ ]
20 4 38 89 141 18 20 91 3 .020040 ® ®
25 2 45 108 166 23 25 110 3 .025020 [ [}
25 4 45 108 166 23 25 110 3 .025040 ® ®
32 2 58 123 186 30 32 126 3 .032020 [ [}
32 4 53 123 186 30 32 126 3 .032040 ) [ )

e

o = RXETEEE &, - Stock tool

Z3ESA - Ordering example: 1092RZ.016020

YIHIZ# - Cutting Conditions FRANKEN
Alr-Cut
HSS TV RI)L - ¥a—bk&&vAVY _
HSS end mills — short and long design S SRE S - Valid for
1092R7
ESSS< ) m 1093RZ
short design long design
= =
> >
0 0
i i
= & S
1]
«
0 dq - N
— &5 <
& 0 dy ¢ dq
de de de
=104 23, =0,5x0d4 2, =0,25xdq 3=0,5x0d4 2, =0,25xdq 3=0,1xd4
YIHIERE HHfDED HAHDED | HAHDED | TIHBRE | HHD*ED HH=DED HAHr=DirD ﬁ YJ @ ﬁ
v [m/min] f, [mm] f, [mm] f, [mm] V¢ [m/min] f, [mm] f, [mm] f, [mm] )| maL
JEEEE £ - Non-ferrous materials
FZILSZ=JLEE - Aluminium alloys
1.1 360 0,0048 x d4 0,0062 x d4 0,0077 x d4 60 0,0046 x d4 0,0053 x d4 0,0066 x dq u
1.2 320 0,0045 x d4 0,0059 x d4 0,0072 x d4 60 0,0044 x d4 0,0050 x d4 0,0062 x d4 |
13 250 0,0042 x d4 0,0055 x dy 0,0067 x d4 55 0,0041 x dq 0,0046 x d4 0,0057 x dq |}
14 200 0,0039 x d4 0,0051 x dy 0,0062 x d4 60 0,0038 x dq 0,0043 x d4 0,0053 x dq |
15 150 0,0036 x d4 0,0047 x d4 0,0058 x d4 50 0,0035 x d4 0,0040 x d4 0,0049 x dq [}
1.6
$AE % - Copper alloys
2.1 52 0,0058 x d4 0,0047 x d4 0,0036 x d4 30 0,0049 x d4 0,0040 x d4 0,0035 x d4 =] ]
2.2 56 0,0053 x d4 0,0043 x d4 0,0033 x d4 34 0,0045 x dq 0,0036 x d4 0,0032 x dq =] |
23 100 0,0058 x d; 0,0047 x dy 0,0036 x d; 48 0,0049 x d; 0,0040 x dq 0,0035 x d; O n
2.4 50 0,0043 x d4 0,0035 x dy 0,0027 x d4 32 0,0037 x dq 0,0030 x d4 0,0026 x d4 O u
25 80 0,0048 x d4 0,0039 x d4 0,0030 x d4 48 0,0041 x d4 0,0033 x d4 0,0029 x d4 m] [ |
N| 26 90 0,0058 x d4 0,0047 x d4 0,0036 x d4 48 0,0049 x d4 0,0040 x d4 0,0035 x d4 [m] u
2.7
2.8
YT 20L& - Magnesium alloys
3.1 200 0,0039 x d4 0,0051 x dy 0,0062 x d4 70 0,0038 x dq 0,0043 x d4 0,0053 x dq | O
3.2 150 0,0045 x d4 0,0059 x d4 0,0072 x d4 70 0,0044 x d4 0,0050 x d4 0,0062 x d4 [} (m]
T58Hg - Synthetics
4.1
4.2
4.3
44
45744 - Special materials
5.1
5.2
5.3
m = 5 - very suitable v = YIHIEREE - Cutting speed
O = SEFAFTRE - suitable f, = A é&7=DED - Feed per tooth

EMUGE
[FRANKEN|



=HANREN HSsTYR2L - HSS End Mills

Aler-Cut

S INAIT A=YV L EIF - High-performance finishing

ATYRII)L end mill W
- Rigaft B ITE - Generates smooth surfaces
- FIFEROTHAEREFLY - Newly developed geometry with ~ ————

FEE variable spacing of cutting edges
-EYH—Hvh - Centre cutting ICRA
-EEYDBRWAL—R7EIIT - Low-vibration machining

-RAETIL—h
- EHEEHBOm AN 5]

- Large chip space
- Internal coolant-lubricant supply,

7
U

Uy
Ji
i

HIEZ 45 (ICRA) radial and axial exit (CRA) <
- IRBEDYID < IBEHME - Excellent chip evacuation
- KDBELWT EERAZE - Tighter cutting diameter tolerance  pyy 1835

k!

7R

g

S S —

d—F4>% - Coating CRN |
FIVr— a3y - it PTEER) Applications — material (see page 7) N (1.2-1.4) 11,15 N (1.2-1.4) 11,15
- 5|3R DR 500 N/mm2 £ TDEREEY> - Especially suitable for finishing N 31-42 N 31-42

EHEEOMLE LTI TICHRICRE light metals and non-ferrous metals

with a tensile strength of up to 500 N/mm2

DIN 844 — 3 — s - Short design

O—7—R{JZE - Corner radius

BBV - Order code 1034RZ
0 dq r lo I3 4 0 ds 0 dp Z Ve
h8 +0,1 h6 (¥ A%
16 2 32 42 92 14,5 16 4 .016020 o
16 4 32 42 92 14,5 16 4 .016040 °
20 2 38 52 104 18 20 4 .020020 ()
20 4 38 52 104 18 20 4 .020040 °
25 2 45 63 121 23 25 4 1025020 [ ]
25 4 45 63 121 23 25 4 .025040 [ ]
32 2 53 70 133 30 32 4 .032020 ®
32 4 53 70 133 30 32 4 .032040 [J
DIN 844 - A% - Long design J—F—RfFE - Corer radius
SRBYE - Order code 1035RZ
0 dq r lo I3 l4 0 ds g dp Z P14 X
h8 +0,1 h6 (A% R
16 2 63 73 123 14,5 16 4 .016020 [ ]
16 4 63 73 123 14,5 16 4 .016040 [ ]
20 2 75 89 141 18 20 4 .020020 °
20 4 75 89 141 18 20 4 .020040 [
25 2 90 108 166 23 25 4 025020 (]
25 4 90 108 166 23 25 4 .025040 [
32 2 106 123 186 30 32 4 .032020 °
32 4 106 123 186 30 32 4 .032040 [

o = RXETEEE &, - Stock tool

0

Z3ESLA - Ordering example: 1034RZ.016020

YIHIZA4 - Cutting Conditions FRANKEN
Aler-Curt
HSS TV RI)L-ra—hk&&UOYY
N . . =] H
HSS end mills — short and long design FTERELT - Valid for
=
1034RZ
w 1035RZ
va—hk avy
short design long design
s = s 5
> < > 3+
4 : (A C 2 :
, J T , f (!? T (an‘:x
/ & / &
0 dy © 0 dy ©
de de de de
2,=0,25xd1| a=0,1xd4 3=0,2mm 23,=0,25xdy| ag=0,1xd4 2, =0,2mm
YIHRE | NpizhED | AHfhixh HHfDED YIHRE | HHT=hiED | M&HDED HHf=DiED % %* MMS %
V¢ [m/min] f, [mm] f, [mm] f, [mm] V¢ [m/min] f, [mm] f, [mm] f, [mm] )| MaL
JESEES 2 - Non-ferrous materials
FZILE=JLES - Aluminium alloys
1.1 360 0,0051 x dq 0,0070 x d4 0,0090 x d4 60 0,0038 x d4 0,0046 x d4 0,0064 x d4 | |
1.2 320 0,0048 x d 0,0066 X dy 0,0084 x dy 60 0,0036 x d 0,0044 x dy 0,0060 X dy n
13 250 0,0045 x d4 0,0062 x d4 0,0078 x d4 55 0,0034 x d4 0,0041 x d4 0,0056 x d4 u
1.4 200 0,0042 x dy 0,0057 x dy 0,0073 x dy 60 0,0031 x d 0,0038 x dy 0,0052 X ds n
15 150 0,0038 x d4 0,0053 x d4 0,0067 x d4 50 0,0029 x d4 0,0035 x d4 0,0048 x d4 [}
1.6
$AE % - Copper alloys
2.1
2.2
23
24
25
N[ 26
2.7
2.8
YT 20L& - Magnesium alloys
3.1 200 0,0042 x dy 0,0057 x dy 0,0073 x dy 100 0,0048 x dy 0,0058 X dy 0,0080 X dy o n o
3.2 150 0,0048 x d4 0,0066 x d4 0,0084 x d4 180 0,0048 x d4 0,0058 x d4 0,0080 x d4 ] [} (]
1605 - Synthetics
41 200 0,0042 x dy 0,0057 x dy 0,0073 x dy 100 0,0048 x d 0,0058 x dy 0,0080 x dy o o 0 n
4.2 150 0,0048 x d4 0,0066 x d4 0,0084 x d4 180 0,0048 x d4 0,0058 x d4 0,0080 x d4 (] m] [m] |}
4.3
44
45744 - Special materials
5.1
5.2
5.3
m = 5 - very suitable v = YIHIEREE - Cutting speed
O = SEFAFTRE - suitable f, = A é&7=DED - Feed per tooth

B -



FRANKEN 7izasolst

AW A Cut
InITE=H

P
Alzmetall GS 1000 5T

FEfR

18,000 (min-1)

138 (Nm)

HSK-A63
PIERHEH E 40 (bar)
INILY3Y 10%

HHIH
7IiEE
AiZaMgCul 5 - F53
A7075

WEDT—T Y

fRZEt T — A E B s O I TR B DB

YVa—3zr:

ey —)LETILAY R TPZOXNR—X" WR 620
J—7—R2 (R @EAE 2890_7.020020)IcEHE,

PIHISRG B ROYIAK B ZRBIL U VIKTHLHE
FENTTODRAL 6 FZEM LNDBTILAYIDIER

HIFRERBICTENTSNEIER,

Machining example

Objective:

FANTZEH - High-Volume Machining in Aluminium Materials

Machine:
Alzmetall GS 1000 5T

Spindle:

18000 rpm

138 Nm

HSK-AG3

Coolant-lubricant pressure 40 bar
Emulsion 10%

Material:
Aluminium alloy
AlZnMgCu1.5 - F53
EN AW 7075

Reducing the machining time for an integral component for the

aircraft industry.

Solution:

Replacing the conventional tool by the FRANKEN Alu-Cut solid carbide

end mill “Aerospace” type WR, dia 20 mm with corner radius 2 mm

(art. no. 2890_7.020020). After optimizing cutting data and depth-of-cut
values, the metal removal rates could be increased to almost six times the
former volume. The tool life of the Alu-Cut “Aerospace” was approximately
75% higher than that of the conventional tool.

uIEIESES
Cutting data
ERM A%
conventional ZILAy KT 7AOAR—R"

YIBIEREE / Cutting speed v [m/min] 300 578
[E]E5EK / Speed/rpm n [min-1] 4,780 9,200
KDk / Feed per tooth f, [mm] 0.10 0.20
T—7)L#ED / Feed eff. v [mm/min] 1,912 5,520
g5 FYIAHBE / Axial depth-of-cut ap [mm] 10 20
ZEAEYIDAME / Radial depth-of-cut  ag [mm] 20 20
H1< 9 HEE £ / Machining volume Q [I/min] 0.38 2.21

%

TZILEEEDOBEHEENNTEH] - High-Volume Machining in Aluminium Materials

I=EH

FE
MZe M EE BRI TR D
BTV

E a3

30,000 min-1

125 kW

163 Nm

HSK-A63
PIERHAH E 50 bar
IILY3> 10%

#EA
TILEEEEEM
AlMg4,5Mn - F27
A5083

WEDT—T

FRZE R A E Bl O N T RF R D HRR

Ya—3r:

ey —ILET LAY KN T7AXR—X" WF g 25
O—+—R3 (R MAYE 3854_7.025030) [CEE,
P&t ERE{b T 2 TR 2Z U ED

1D < I HRHEEZERL

Machining example

Objective:

FRANKEN

AT A l-Cur

Machine:

High-performance machining centre
for machining structural components
for the aerospace industry

Spindle:

30000 rpm

125 kW

163 Nm

HSK-A63 with flange contact surface

. Coolant-lubricant pressure 50 bar

Emulsion 10%

Material:

| Wrought aluminium alloy

AlMg4.5Mn - F27
EN AW 5083

Reduce the machining time of a structural component

for the aerospace industry.

Solution:

Replacing the conventional tool by the FRANKEN Alu-Cut

solid carbide end mill “Aerospace” type WF,

dia. 25 with corner radii 3 mm (art. no. 3854KC.025030).
After optimisation and adaptation of the operating parameters,
the metal removal rate was more than doubled.

uIEIESES
Cutting data
ERT %
conventional 7Ly KT AZAR—Z" WF

YR / Cutting speed v [m/min] 1,600 2,200
FHhE) 852K / Speed/rpm n [min-1] 20,380 28,000
Kbk / Feed per tooth f, [mm] 0.18 0.27
T—7IL3#%ED / Feed eff. V¢ [mm/min] 11,000 22,680
g5 FYIAHBE / Axial depth-of-cut ap [mm] 25 25
FZAMEYIAHE / Radial depth-of-cut ag [mm] 25 25
Y10 <3 HEH & / Metal removal rate Q [I/min] 6.8 14.2

=



=HRANKI=IN oMLK - Description of the Symbols

&R

va—h

27 NR0ESORBRAET A TRES
Y ORBIEFTL—TREINTVNET,

if
ifs

, o
@@
i

/)
7
p
U

Constructional length

gxtra short The relevant length is marked in red.

lon

available as catalogue products.

> iRJLERELD - Description of the Symbols

FRANKEN

megwum length  Alternative lengths of the same type are marked
extra long in grey. Lengths without any marking are not

v THALY

DING535| DIN1835| 5, ~, /et N S
e v THAUIEENETNDR—IICT L —TRESN
B TWXT,

Shank design

The shank designs to be found on the respective page

AERHGH Internal coolant supply
ICR ICR = EAMICHEH ICR = Internal coolant supply, radial exit
ICRA ICRA = B0y /B A MO A ICHEE ICRA = Internal coolant supply, radial and axial exit
BDHIH Coolant and lubrication
% Rz Dry machining

\Q § Jd=J)LRkT7

Cold-air nozzle

HB | @) are marked in grey.

AIVa—1> Screw-in thread

Z9)1-1>
T T PN s - . PR, The screw-in thread of these end mills is compatible with

BEVEAT )2 —A 2RIV — RO N AT Cd commercially available screw-in holders and adapters.

P=IN—51TF Bore design

DIN 138 .

@ \ RS+ TEMEr > O—BD RS Straight bore with driving slot
RUNhAE Helix angle
HRHORUNAZRUET EHRORUNALHZHE The helix angle of these tools is shown.
30° FETDAENBELINET, If there are variable helix angles, these are all shown.

FyvIIL—H— Chip breaker

co*aﬁrse \ Fyv 7T —H—E0OE RIS ITEICHIZERDET,

These end mills generate appropriate
milling marks.

",('n"é'f MOL(ZR ) Minimum-quantity lubrication (MQL)
% LYy Emulsion
EDFMRE Feed direction

@:\ FROREND I T ETRERED HAERUET,

The red arrows mark the recommended feed directions
of the respective cutters.

B
B HBIE
HSSE- "
PM BRI X
PCD TERZERYTEVRPCD)

Cutting material

Solid carbide

Powder metal high speed steel

Polycristalline diamond

Ramping angle

The specified angle is the recommended angle
for ramping applications.

SVEVI A
#& L%% ZVEV T INIROHEAEZRETLLUTVET,
3-5°
FAERKEERE
FARABGRIELEMETI, COEZBIBVNLST
lmgxl EELEEW,

COEIRHRFETIIBHEEA!

Maximum permissible revolution

The maximum permissible revolution is a safety value,
please not to be exceeded.

Do not use this value as cutting condition recommendation!

A—F—RET A ATV

Y_\ Yy—7a—F—
k_\ k__ AN)VE LB I—F—51t
45° KB x 45°

€|

J—+—R

ER

U K=l

R—

SYFP2

Cutting edge design and face geometry

Sharp-edged

Bevelled edge

Corner radius

Ball nose

Torus

e

B -
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