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FHEANMEN 5173108 & £ #EFA%ES - Types of Circle Segment End Mills AN - Machining Example FRANKEN

& Expert & Expert
&G : R—ILIVRIIL vs Y—TIETAV N A—INLT A —L - VR ILILT 4 —15 - ER A—IVTA—Ls = VR
Comparison example: Ball nose end mill — Circle segment end mill with oval form — VR Barrel form — ER Oval form —VR
TERFEF 3542L.10050A TERE 3538L.06095A
AR ® 10, ry =2 (mm), rp = 50 (mMm) AR D 6,r1 =1 (mm), r =95 (mm)
YAPSE: 4 (A% 3
Ve 225 (m/min) Ve 300 (m/min)
n 7150 (min-1) n 16 000 (min-1)
f, 0,06 (mm) f, 0,05 (mm)
Vi max. 1700 (mm/min) Vv max. 2400 (mm/min)
ap 2,0 (mm) ap 1,5 (mm)
e 0,3 (mm) N 0,2 (mm)
FER
Y—II I ATV RI)ZE

FI9 3L TEDKRER 8, TOM
THEREERD, RS L,

Result:

Circle segment end mills enable a larger
axial depth of cut (ay) and a considerably

better surface finish.
=L EIAVN D)—XDERK
Overview of types of circle segment end mills
_ | ¥ - o mam T )
3 T—IN—T A —L . | - Workpiece material 1.2312
Taper form | X S R
' - . o TUYE 500 160x55mm

Component size

INUILT7 A—L
Barrel form 2 d—=INIL T A—L
Oval form

3 T—I\—TJA—L-\R L>ZX7#+—I-ER
Taper form — VR Lens form — ER

_

ITERE 3540L.16500A TERZE 3544L.10020A
iRk D16, 1 = 4 (mm), ry = 500 (Mm) AR @ 10,ry =1 (mm), rp = 20 (mm)
Z(F¥E) 3 VAPSE:] 3

Ve 400 (m/min) Ve 200 (m/min)

n 8000 (min-1) n 6350 (min-T)

f, 0,06 (mm) f, 0,08 (mm)

Ly X7 A4—LA Vi Max. 1450 (mm/min) Vi max. 1500 (mm/min)
n Lens form 2 03 (mm) 3 03 (mm)
e 3,5 (mm) A 1,2 (mm)

. B



FREANREN 7Rz ssiin TATY RS - End Mills for the Advanced 5-Axis Operation

ZRINVZ 5EMAI TR T R=)L - End Mills for the Advanced 5-Axis Operation

FRANKEN

& Expert & Expert
] 3 =2 .
Bl o —EK Product finder
FOBEA: Please note:
BHHIM I BB RILOBEAMKEIILTOLEE TRINTVWET: The suitability of the circle segment end mills
is indicated as follows:
_ o= W = very suitable
m= Eiﬁ . O = suitable
0= @A
. o me Please find the cutting conditions on pages 9 - 26.
HERYIBIRMICOWTIE 9-26 R—YETELZS,
A=ILFIVR
3556L 3552LZ 3554LZ 35421 3538L 3539L 3540L 3541L 3544L 9563A
TEFREH - AT 5lE|RDEE MTEGI (DINAt) MIEFIJISH) 6 8 10 12 “ 16 18 20 2 24 N3 Page
Range of application — material Tensile Strength Material examples Material examples 7 9 11 13 15 17 19 21 23 25 B v/f,
AR U Cold-extrusion steels, Cq15
SRR Construction steels, <600 N/mm? S2350R (SB7-2) SSTJ(I:VIgZP HS\?I?{%?—IOSSV%M = m = = = u = u = u
RANSH Free-cutting steels, etc. 10SPb20 ’ '
BRI E R R Construction stegls, E360 (St70-2)
BIR Case-hardened steels, <800 N/mm2 16MnCr5 3350*33,\213%308%,1\/'52%30'\””' ] ] ] ] ] ] ] ] ] ]
3 Steel castings, etc. GS-25CrMo4 ’
=R Case-hardened steels, 20MoCr3
BALIB Heat-treatable steels, <1000 N/mm2 42CrMo4 g’é&M ggyfs%"ﬁgw‘ggﬂ | ] | ] | | | | | | | | |
REBEH Cold work steels, etc. 102Cr6 n. s obraadn,
HINTRSH Heat-treatable steels, 50CrMo4
ARSI Cold work steels, <1200 N/mm2 X45NiCrMo4 SCM445H, SKH, SKS, SKT, SUP u u u u u u u u u u
Z1LH Nitriding steels, etc. 31CrMo12
Bael High-alloyed steels, X38CrMoV5-3
AT EM(SESEA) Cold work steels, < 1400 N/mm2 X100CrMoV8-1-1 SKD12, SKD61, SKT, SUH, SKH | | | | | | | | | | | | | | | | |
AT EHGESER) Hot work steels, etc. X40CrMoV5-1
ATVLA Stainless steel materials
11 [7z548XILTVTA Ferritic, martensitic < 950 N/mm2 X2CrTi12 SCS, SUS420J2, SUS403 [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] 1.1
M| 21 [F—X7F7+1F Austenitic < 950 N/mm2 X6CrNiMoTi17-12-2 SCS, SUH, SUS304, SUS316 [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] 21 |M
31 [A—RTFANT7ZAk ZH% R Austenitic-ferritic (Duplex) < 1100 N/mm?2 X2CrNiMoN22-5-3 SUS329J3L, SUS630 || | | || O O O O O ] ] 3.1
41 [A—RTFANT754 8%, FHELER Austenitic-ferritic heat-resistant (Super Duplex] < 1250 N/mm2 X2CrNiMoN25-7-4 SUS329J4L, SCS14A, 15-5PH [ ] [ ] [ ] 0J ] 0J ] 0J ] 0J 4.1
. . . 100-250 N/mm2 EN-GJL-200 (GG20) FC200 [ ] [ ] [ ] [ ] [ ] [ ] [ ]
19 HiEsk Cast iron with lamellar graphite (GJL) 50-450 N/mm?2 EN-GJL-300 (GG30) 5300 u = = = u = =
. : . 350-500 N/mm2 EN-GJS-400-15 (GGG40) FCD400 [ ] [ ] [ ] [ ] [ ] [ ] [ ]
TIIANEHK Cast iron with nodular graphite (6.5) 500-900 mm2 | EN-GJS-700-2 (GGG70) FCO700 0 ] 0 ] 0 ] 0
. = ) . I . 300-400 N/mm2 GJV 300 FCV300 [ ] [ ] [ ] [ ] [ ] [ ] [ ]
ASESE A 73 Cast iron with vermicular graphite (GJV) 400-500 N/mm?2 GV 450 FCVA00 ] ] ] ] ] ] ]
. 250-500 N/mmZ2 EN-GJMW-350-4 (GTW-35) FCMW330 [ ] [ ] [ ] [ ] [ ] [ ] [ ]
ISR Malleable cast iron (STMW, GTME) 500-800 /mm? | _EN-GJMB-450-6 (GTS-45) FOMW370 0 0 0 0 0 =] 0
ZILEZULE Aluminium alloys
<200 N/mm?2 EN AW-AIMn1 A1050, A3030 [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ]
FIEZULEE REHEM Wrought aluminium alloys < 350 N/mm2 EN AW-AIMgSi A5052, A6061 [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ]
< 550 N/mm2 EN AW-AIZn5Mg3Cu A7075 u u u u u u || u u u
Si< 7% EN AC-AIMg5 ADC5, AC7A [ ] [] [ ] [] [ ] [] [ ]
FILEIZULEER #HY Aluminium cast alloys 7% < Si<12% EN AC-AISi9Cu3 ADC11,ADG12, AC2A
12% <Si<17% GD-AISi17Cu4FeMg ADC14
WER Copper alloys
i, B e Pure copper, low-alloyed copper < 400 N/mm2 E-Cu 57 g, 2400 [ ] [ ] [ ] [ ] [ ] [ ] [ ]
i Copper-zinc alloys (brass, long-chipping) < 550 N/mm2 CuZn37 (Ms63) (2720,62801 [] [] [] [] [] [] []
TRAVE Copper-zinc alloys (brass, short-chipping) < 550 N/mm2 CuZn36Pb3 (Ms58) €3560,C3710 [ ] [ ] [ ] [ ] [ ] [ ] [ ]
7ILSEH Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm2 CuAl10Ni5Fe4 5210,06280 [] [] [] [] [] [ ] [ ]
Hil Copper-tin alloys (tin bronze, long-chipping) < 700 N/mm2 CuSn8P [BC3 [] [] [] [] [ ] [ ] [ ]
REIE Copper-tin alloys (tin bronze, short-chipping) < 400 N/mm?2 CuSn7 ZnPb (Rg7) BC3 [ ] [ ] [ ] [ ] [ ] [ ] [ ]
N : < 600 N/mm2 (AMPCO® 8) | | || | | || [ ] [ ] [ ]
RiiaE Special copper alloys = 1400 N/mm? {ANIPCO® 45] (] u (] [} (] ] (]
SESPINCE Magnesium alloys
SESPINS Magnesium wrought alloys < 500 N/mm2 MgAI6Zn [ ] [ ] [ ] [ ] [ ] [ ] [ ]
RTRIVLEEFHED Magnesium cast alloys < 500 N/mm?2 EN-MCMgAI9Zn1 MC2A, MD1A [ ] [ ] [ ] [ ] [ ] [ ] [ ]
=) i Synthetics
BAFEL IR Duroplastics (short-chipping) Bakelit, Pertinax ] [m] ] [m] ] ]
e Thermoplastics (long-chipping) PMMA, POM, PVC [ O [ O [ [
AR b s (MiESE = <30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK
TR RRE (FiE=H = >30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK
2 S Special materials
72774k Graphite C 8000
YV ATV-EE Tungsten-copper alloys W-Cu 80/20 ] [m] ] [m] ] [m] ]
AR Composite materials Hylite, Alucobond
FIVE Titanium alloys
WMFe> Pure fitanium < 450 N/mm2 Til MFH> [] [] [] [] [] [] [] ] [] ]
PN T < 900 N/mm2 TiAIBV4 Ti-6A-4V [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ]
FI A Titanium alloys = 1250 N/mm? TIAIAMoAS2 TIAIAMoASN2 (] (] (] ] (] ] (] ] (]
—vTIILESS. INLNEESR KESS Nickel alloys, cobalt alloys and iron alloys
=TIl Pure nickel < 600 N/mmZ2 Ni 99,6 W)l [] [] [] [] [] [] []
— N ol < 1000 N/mm?2 Monel 400 EXJL 400, /\XT0O1 B [ ] [ ] [ ] [ ] [ ] [ ] [] [] []
=vTIEaS Nickel-base alloys = 1600 /mm? Tnconel 718 EEI T (] (] (] 0 0 0 0 0 0
. A g < 1000 N/mm2 Udimet 605 Udimet 605 [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ]
VLN ESE Gabat-base alloys <1600 /mm? Haynes 25 AU 25 (] ] (] 0 &] 0 ] 0 0
BEEE Iron-hase alloys < 1500 N/mm?2 Incoloy 800 >0 800 [ ] [ ] [ ] ] [m] ] [m] ] ]
Hard materials
1.1 44 - 50 HRC Weldox 1100 SKT4 ] [m] [ ] [m] [ ] ]
g 50 - 55 HRC Hardox 550 J\—Ry 7 X550 [ [m] [ ] [m] [ ] ]
H H
3 | = SR, SRk High strength steels, hardened steels, hard castings 55 - 60 HRC Armox 600T SKD61 [] [ ] .
4 60 - 63 HRC Ferro-Titanit SKD11 4
5 63 - 66 HRC HSSE B ] 5

e



FRANKEN B@Ey—oes4x kT R2L - Solid Carbide Circle Segment End Mills

& Expert
-INAINT A=Y =)L - High performance tool e
-4 KA - With 4 flutes NR fine
- REEYTF - Variable spacing
-EEYDRWIIT - Low-vibration machining e—
- BBEEFTINLICHRE - Highly efficient roughing
B
—_—
DIN 6535
C_JHA
HB
—_—
300 U
v-» vC/fZ
B
N 7
5 8 \@
S| ] l S
= \ s
Of2

T—IN—Tx—L -ER
Taper Form — ER

d—7F %" - Coating ALCR |
FIVTr—ay - HHIR (PASER ) Applications — material (see page 4) Pl14-51)
- R EREEIM OMITICR ICRE - Especially suitable for high-strength materials 1.1-41 | J
- YT EERICRE - Also suitable in nickel-base alloys

-FIVEEDMIICH - For the machining of titanium alloys

- —EVICEDN 22 TOHEIMIC
S FARTAE

STV FIYVEEEAVARILDAY
RZT—PTYRY (BR) DR EFINT
(=3l A=Y Wkt

- Suitable in all turbine materials

- Optimised for pre-finishing Impellers and
Integrated Bladed Rotors (IBR) made from
aluminium, titanium and Inconel

H)HIIZ& 44 - Cutting Conditions

Y—IIEIAVS TVRII T—IN—TH—L-ER

Circle segment end mills with taper form — ER

FRANKEN

& Expert

SHERELG - Valid for

SURAIFE - Order code 3556L
a/g d1 M Iy r3 |2 |1 0d2 YA
h6 [ek=]
8 1 250 4 9,5 68 8 4 o
20° 10 1,5 250 5 11,5 80 10 4 °
12 15 250 6 12,5 93 12 4 )
16 2 500 8 16 108 16 4 ]
Y=L F—IR—RETE
Dimensions for tool database
Iz
(1/2 dy ] o I3 lo 9 ds 0 dg 0 d;
8 1 250 4 9,5 1,372 3,242 3,372
20° 10 1,5 250 5 11,5 1,441 4243 4441
12 1,5 250 6 12,5 2,945 5,744 5945
16 2 500 8 16 3,740 7,482 7,740

Tangent point of ry and ry
d7 =ds+2xrq

3556L
NR I
=
o
o
I
&
ody
e
dg
2 =0,5-1mm
BIEIEE v, HHI=hHED f, YRR v, HHT=hiED f, % 2.°|| mms %
[m/min] [mm] [m/min] [mm] %) MaL
100 0,004 x d4 140 0,005 x dy [ ] m] [ ]
90 0,004 x d4 130 0,004 x dy u [m] u
90 0,003 x d4 120 0,004 x dy [ ] m] [ ]
80 0,002 x d4 110 0,003 x dy u [m] u
70 0,002 x d4 100 0,003 x dy [ ] m] [ ]
A7~ L A3 - Stainless steel materials
1.1 8 0,004 x d4 100 0,005 x d4 []
2.1 70 0,003 x dq 80 0,004 x dy [
&l 60 0,002 x d4 70 0,003 x dy []
4.1 60 0,002 x d 70 0,003 x d []
7JL=E&% - Aluminium alloys
280 0,006 x d4 400 0,006 x dy []
200 0,005 x d4 280 0,005 x dy []
140 0,004 x d4 200 0,004 x d4 []
#H&E< - Copper alloys
T XD LEZ - Magnesium alloys
[ [ [ [ [ [ [
\ \ \ l | | |
a & - Synthetics
& - Special materials
~ 8% - Titanium alloys
90 0,002 x d4 120 0,004 x d4 []
75 0,002 x d4 100 0,003 x dy []
45 0,002 x d4 60 0,002 x dy []
—VTLERZE, J/NLREESZ, 55 A% - Nickel alloys, cobalt alloys and iron alloys
% 0,002 % dp 30 0,002 % 0y u
25 0,002 x d4 30 0,002 x d4 []
25 0,002 x d4 30 0,002 x d4 []
15 0,002 x d4 20 0,002 x dy []
25 0,002 x d4 30 0,002 x d4 []
=25 - Hard materials
1.1
L
7
5

==

@ EAEFEE & - Stock tool

Z3ESA - Ordering example: 3552LZ.08040A

Ve = BB - Cutting speed
f, = Y13 T=DIED - Feed per tooth

W = 558 - very suitable
0 = JEFIATHE - suitable

B



FRANKEIN B@Ey—oes4x kT REL - Solid Carbide Circle Segment End Mills

& Expert
- INAINT A=AV =)L - High performance tool e
-4 KA - With 4 flutes NR fine
- REEYTF - Variable spacing Anan
-EEYDRWIIT - Low-vibration machining
- BBEEFTINLICHRE - Highly efficient roughing
B8 | ICR
DIN 6535
C_JHA
HB
—_—
ir | U-
30° N
% - vC/fZ
) 5

w

31’ S

&

Z—=N\IV7A—L -ER
Oval Form — ER

d—7F %" - Coating ALCR |
FIVTr—ay - HHIR (PASER ) Applications — material (see page 4) Pa51]) |
- R EREEIM OMNTICRICRE - Especially suitable for high-strength materials 1.1-41 | J
- YT EERICRE - Also suitable in nickel-base alloys Nas)
-FIVEEDMIICH - For the machining of titanium alloys

- —EVIcEDN 22 TOHEIMIC
R RT8E

STV FIYVEEEAVARILDAY
RZT—PTYRY (BR) DFR{E_EFINT
(=3l A=Y Wkt

- Suitable in all turbine materials

- Optimised for pre-finishing Impellers and
Integrated Bladed Rotors (IBR) made from
aluminium, titanium and Inconel

BRBIE - Order code 3552LZ
d4 Iy Iy lo 4 9 do Z
h6 (H#
8 1 40 12 80 8 4 ®
10 1,5 45 12 95 10 4 ®
12 2 50 14 100 12 4 °
16 2 60 18 128 16 4 ®
Y=L TF—=IR—AETiE
Dimensions for tool database
l2
Ir
s ‘—j
s [, \ d4 1 Iy lo Iy 9 ds 0 dg 0 d;
gf‘é’} = 8 1 40 12 10 3,895 5,841 5,895
10 1,5 45 12 10 5323 8,265 8,323
12 2 50 14 12 5,894 9,806 9,894
16 2 60 18 16 8,570 12,452 12,570

II’ = & d1 @g,ﬁ\

ro is tangential to d4
dg =rq & 9} DER

Tangent point of ry and ry
d7 =ds+2xrq

==

@ EAETEE S - Stock tool

Z3ESA - Ordering example: 3552LZ.08040A

H)HIIZ&44 - Cutting Conditions

Y= EIAVN TVRIIL A—INIVTA—L-ER

Circle segment end mills with oval form — ER

FRANKEN

& Expert

THERELG, - Valid for

355217
NR I
=
o
o
I
&
ody
L
«©
dg
e = dq 3 =05-1mm
BIEIEEE v, HHI=hHED f, YRR v, HHT=hiED f, % 2.°|| mms %
[m/min] [mm] [m/min] [mm] %) MaL
100 0,004 x d4 140 0,005 x dy [ ] m] [ ]
90 0,004 x d4 130 0,004 x dy u [m] u
90 0,003 x dy 120 0,004 x dy [ ] m] [ ]
80 0,002 x d4 110 0,003 x dy u [m] u
70 0,002 x d4 100 0,003 x dy [ ] m] [ ]
A7~ L A3 - Stainless steel materials
1.1 8 0,004 x d4 100 0,005 x d4 []
2.1 70 0,003 x dq 80 0,004 x dy [
&l 60 0,002 x d4 70 0,003 x dy []
4.1 60 0,002 x d 70 0,003 x d []
7JL=E% - Aluminium alloys
280 0,006 x d4 400 0,006 x dy []
200 0,005 x d4 280 0,005 x dy []
140 0,004 x d4 200 0,004 x d4 []
#H&< - Copper alloys
T XD LEZ - Magnesium alloys
[ [ [ [ [ [ [
\ \ \ l | | |
a & - Synthetics
& - Special materials
~ 8% - Titanium alloys
90 0,002 x d4 120 0,004 x d4 []
75 0,002 x d4 100 0,003 x dy []
45 0,002 x d4 60 0,002 x dy []
—VTILERZE, J/NLRESZ, 55 A% - Nickel alloys, cobalt alloys and iron alloys
25 0,002 x d4 30 0,002 x d4 []
25 0,002 x d4 30 0,002 x d4 []
25 0,002 x d4 30 0,002 x d4 []
15 0,002 x d4 20 0,002 x dy []
25 0,002 x d4 30 0,002 x d4 []
=5 - Hard materials
1.1
.4
7
5

Ve = BB - Cutting speed
f, = YIX&HT=DIED - Feed per tooth

W = 558 - very suitable
0 = JEFIATHE - suitable

B



AN =N @y —2)7 X T REL - Solid Carbide Circle Segment End Mills I - Cutting Conditions FRBRANKEN

Expert Expert
- INAISTA—RVRY =)L - High performance tool A=V A—L - ER Y= eIAY N TYRSIL A—/NVT+—L - ER
-4 1A - With 4 flutes N Oval Form — ER Circle segment end mills with oval form — ER Xt ERELSR - Valid for
- REEYF - Variable spacing 355417
-EEVDORWIIT - Low-vibration machining — N
- SRR LN TICRE - Highly efficient finishing
- FAARAZE +0,01 mm - Form tolerance +0.01 mm B | ICR
DIN 6535 Form
T | ——
HB | 20,01 E
—  — oy
ir | U=~ :
5 N\ I
RO ST &
U~ velte
o
—  —
3 =0,1-0,3mm
£\ GIBIEREE v FBI=DED | I mms
- _ - [m/min] ¢ [mm] z % %:5:( maL %
S S ) — SI — [ & 30 - Steel materials
O
I 1.1 200 0,005 x dy [ ] u] [ ]
I3
Iy 21 180 0,004 x dy n 0 ]
Iy P
3.1 160 0,004 x d4 ] m] [ ]
d—7F %" - Coating ALCR
FIIr—v 3y - wEIE (PASER) Applications — material (see page 4) P ] 41 140 0,003 x dy = = u
- R EREEIM OMITICR ICRE - Especially suitable for high-strength materials 1.1-4.1 5.1 120 0,003 xd
- YT EERICRE - Also suitable in nickel-base alloys : 003 x dy " o »
-FEVEEDIMIICH - For the machining of titanium alloys N J <=L X3 - Stainiess steel materials
-F—EVICEDNDZETOHEIMIC - Suitable in all turbine materials S 1 120 0,005 x dq "
TS - Optimised for finishing Impellers and S M[ 21 100 0,004 x 0, =
-FILE FIVEEEACYARILDAY  Integrated Bladed Rotors (IBR) made from 3] gg gggg X 31 =
RZ—PTYRY (BR) DE_EFINTIC  aluminium, titanium and Inconel : ; - . 1
= e $58% - Cast materials
= SN A=Y AW Fakitd 1
BB - Order code 3554LZ =
a4 r r o l I3 I, oedy edy Z H4Z Kz
e (% | BB ]
8 1 40 12 80 42 44 7 8 4 .08040A [} 41
10 1,5 45 12 95 52 55 8,5 10 4 .10045A ° 42 ]
12 2 50 14 100 61 65 10 12 4 | .12050A ° iﬁiﬁ ° N%n-z\?rro.u.s ma"terlals
77JV=5 3 - Aluminium alloys
16 2 60 18 128 76 80 14 16 4 .16060A ] : 10 0006 KT, <
y 280 0,005 xdy 0
3 200 0,004 xdy 0
14
15
16
A& - Copper alloys
21
22
23
24
5
N[ 26
7
8
NT x> L& - Magnesium alloys
[ 3d [ [ [ [ [
[ 32 \ \ \ \ \
& st - Synthetics
7
42
13
44
k&4 - Special materials
e MNE &< - Special materials
g F5 > &% - Titanium alloys
&‘ Y P 120 0,005 x d4 u
= e 100 0,004 x d4 []
ety ; 60 0,003 X dy u
:*-l_;‘ S —VTIVERE, JJVLNERS, s5E5% - Nickel alloys, cobalt alloys and iron alloys
\“'.‘--..._ = 2.1
—— 22 30 0,003 %4y u
S W e = 3 30 0,002 xd; "
“Esia. == ” 4 30 0,003 X dy [
o & 5 20 0,002 X dy ]
= .6 30 0,002 x d4 []
= fE2 5 5 - Hard materials
1
12
Hi—3
= 4
5

10 ® IRAEFEREE - Stock tool ZEXX A - Ordering example: 3554LZ.08040A Ve = FBUSEREE - Cutting speed W = S - very suitable 11
[FRANKEN] f, = Y1 &= D3XD - Feed per tooth [ = WP AJHE - suitable |[FRANKEN]|



FRANKEN B@Ey—o)es4x I REL - Solid Carbide Circle Segment End Mills

& Expert
- INAIT A=V RAY—)b - High performance tool NLIVT A—L -ER
-4 1A - With 4 flutes Barrel Form — ER
-EEYDRWIIT - Low-vibration machining
- BRERMA LN ICRE - Highly efficient finishing

- LR AZ +0,01 mm - Form tolerance +0.01 mm

<O

Od—F %" - Coating ALCR |
FIVr—ay - FHIM (PASER ) Applications — material (see page 4) P -_J
- BREREFHIM O TICEICRE - Especially suitable for high-strength materials 11-21 | 31-41 |
- FEAETRTOWAIM ICERATRE - For almost all materials K o
- HSC-E Rt L IF Il T ICERE - Suitable for HSC finishing K 42
NQaie) )
N 41-42,52
S 2.3
S 2.5-2.6
H 1.1-1.2
B FAEVE - Order code 3542L
dy r r ) I3 I 9 ds s 9dy Z HLZ
e (I | BE
10 2 50 21 28 80 8 30 10 4 ®

V=ILTF—IR—AETE
Dimensions for tool database
l2

[

- di r r Ip Iy ods edg od;
‘ ‘mm ‘gﬂ © 10 2 50 21 W74 4 7917 8

hS]
=

>

9 dq
0 ds

lr =1 & d DEFR_EDER

ro is (theoretically) tangential to d4
dg =rq & 9} DER

Tangent point of ry and ry
d7 =ds+2xrq

AT AU — 4.0. ICXTE

WOV BHEHERDOTITIVYA VT —I DR —LR—I D50
—RIEFFRT,

EMUGE-FRANKEN tools are ready for Industry 4.0.

From now on the digital twin created for a wide variety of our catalogue tools

can be downloaded directly from our homepage.

"

tooldata.ef-apps.de

@ 1Z#ETEEE T - Stock tool Z3E3LA - Ordering example: 3542L.10050A

H)HIIZ& 44 - Cutting Conditions

=IO EIAVN TVRZIL NLIVZA—L-ER
Solid carbide circle segment end mill with barrel form — ER

FRANKEN

& Expert

SHERELG - Valid for

3542L
N I
BlEHOEEICIE d TEES
fEALIEE L,
In order to calculate the rotational
N - e speed n, the diameter dy has to
YI5AHE - Allowance )IAHE - Allowance be used.
0,05-0,1 mm 0,1-0,2mm
GIHIEEE v, HBI=HED f, BIHISEE v, HHT=hED f, % . °|| mms %
[m/min] [mm] [m/min] [mm] %) MaL
420 0,004 x dy 420 0,003 x dy O [ ] m] [ ]
375 0,004 x d4 375 0,003 x dy o u [m] u
315 0,003 x dy 315 0,003 x dy O [ ] m] [ ]
300 0,003 x d4 300 0,002 x dy O [ ]
270 0,003 x dy 270 0,002 x dy O [ ]
A7~ LA - Stainless steel materials
1.1 0,005 x d4 150 0,003 x d4 [H] []
M| 21 120 0,005 x d4 120 0,003 x dy [u] []
3.1 90 0,004 x d4 90 0,002 x dy [u] []
4.1 60 0,004 x d 60 0,002 x d [u] []
280 0,005 x d4 280 0,004 x d4 =] []
280 0,005 x d4 280 0,004 x d4 =] []
250 0,004 x d4 250 0,003 x dy [u] []
250 0,004 x d4 250 0,003 x dy [u] []
210 0,004 x d4 210 0,003 x dy =] []
210 0,004 x d4 210 0,003 x dy =] []
180 0,003 x d4 180 0,002 x d4 [E] []
140 0,003 x d 140 0,002 x d =] []
7JL=E% - Aluminium alloys
600 0,004 x d4 600 0,003 x dy [u] []
600 0,004 x d4 600 0,003 x dy [u] ]
600 0,003 x d4 600 0,002 x d4 [u] []
410 0,004 x d4 410 0,003 x d4 0 []
# &< - Copper alloys
270 0,005 x d4 270 0,004 x dy [u] []
270 0,005 x d4 270 0,004 x d4 5] []
270 0,005 x d4 270 0,004 x d4 =] 0 []
255 0,004 x d4 255 0,003 x d4 [m] []
255 0,004 x d4 255 0,003 x dy [H] []
255 0,004 x d4 255 0,003 x dy [u] [u] []
150 0,003 x d4 150 0,002 x dy [u] ]
150 0,003 x d4 150 0,002 x d4 5] []
T XD LEZ - Magnesium alloys
410 [ 0,005 Xty [ 410 [ 0,004 x 0y [ I [ o [ =
410 \ 0,005 Xty \ 410 \ 0,004 x dy | | o [ =
a & - Synthetics
410 0,005 x d4 410 0,004 x dy [5] =] []
600 0,005 x d4 600 0,004 x d4 [u] []
&% - Special materials
150 0,005 x d4 150 0,003 x dy []
~&% - Titanium alloys
0,006 x d4 100 0,004 x d4 []
80 0,005 x d4 80 0,003 x d4 []
60 0,005 x d4 60 0,003 x d4 []
=T )lEARZ, JNLREAZ, 555 A% - Nickel alloys, cobalt alloys and iron alloys
80 0,004 x d4 80 0,002 x d4 []
30 0,004 x d4 30 0,002 x d4 []
30 0,004 x d4 30 0,002 x d4 []
30 0,004 x d4 30 0,002 x d4 []
30 0,004 x d4 30 0,002 x dy []
30 0,004 x d4 30 0,002 x dy []
=25 - Hard materials
1.1 130 0,005 x d4 130 0,003 x d4 =] ]
H . 100 0,005 x d4 100 0,003 x d4 [m] []
7
5

Ve = BB - Cutting speed
f, = Y13 T=DIED - Feed per tooth

W = 558 - very suitable
0 = JEFIATHE - suitable

B



FRANKEN B@Ey—o)es4x I REL - Solid Carbide Circle Segment End Mills
& Expert

SINANRT A=Y =)L
-3 F I 4 WA

-EEUDRWIIT
- BRERMA LN ICRE
- IR A Z +0,01 mm

- High performance tool

- With 3 or 4 flutes

- Low-vibration machining

- Highly efficient finishing

- Form tolerance +0.01 mm

—
iBnE
—t
DIN6535| Form
COHA| ==
Lo JHB| +0,01
300 \-/
ve/f,
B
15

IA=NIV7A—L-VR
Oval Form —VR

S + g
< -
lo ]
I3
I
i
d—5 % - Coating ALCR |
F7Vr—ay - #EH (PASER ) Applications — material (see page 4) Pa51]) |
- R EREEIM O TICF ICRIE - Especially suitable for high-strength materials 11-21 | 3.1-41 |
- IFEAEIRTOBEHIM ICEA AL - For almost all materials K %
- HSC-Bft LIl T IC&R@E - Suitable for HSC finishing K 4'2
Naaa)

N 4.1-42,5.2
S 23

S 2.5-2.6
H 1.1-1.2

SRABIFE - Order code 3538L
dy r r ) I3 I 0 ds b ody Z
h6 (H¥)
3 0,75 50 1 14 62 & 25 6 3 [}
4 0,75 60 14 18 62 4 25 6 3 [
5 1 75 17 22 62 ) 25 6 3 °
6 1 95 22 - 62 - - 6 3 [
8 1 90 25 - 68 - - 8 3 [
10 2 85 26 — 72 — — 10 4 [
12 2 80 28 - 83 - - 12 4 [
16 3 75 31 — 92 — — 16 4 [ ]
INIZEH

T—7 MR EE TELNZRR A TTIVY
77Vr =23y RAIOMEESMUFAR DL EFINT

Machining example

Component: Flange of a fuel pipe

from the aviation industry

Application:  Finishing of the round inner contour
and parts of the outer contour

==

@ EAEFEE & - Stock tool

Z3EH - Ordering example: 3538L.06095A

H)HIIZ& 44 - Cutting Conditions

Y= EIAVE TVRIIL A—=/INILTA—L - VR
Solid carbide circle segment end mills with oval form — VR

FRANKEN

& Expert

T ERELG, - Valid for

3538L
N
|
\ B O Bl ¢ TiEES
fERIEE W,
A4 X In order to calculate the rotational
N - - speed n, the diameter dy has to
YiAHE - Allowance Y5AHE - Allowance P)IAHE - Allowance be used.
0,05-0,1 mm 0,1-0,2mm 0,2-0,3mm
YIEIEREE ve HHI=DED 1, YIEIEREE ve HAHI=DIED 1, YIEIEREE v HHI=DED 1, % YA* MMS %
[m/min] [mm] [m/min] [mm] [m/min] [mm] %) MaL
420 0,004 x d4 420 0,003 x d4 420 0,003 x d4 [ ] O [ ]
375 0,004 x d4 375 0,003 x d4 375 0,003 x d4 u o u
315 0,003 x d4 315 0,003 x d4 315 0,002 x d4 [ ] O [ ]
300 0,003 x d4 300 0,002 x d4 300 0,002 x d4 [ ]
270 0,003 x d4 270 0,002 x d4 270 0,002 x d4 [ ]
A7~ L A3 - Stainless steel materials
1.1 150 0,005 x d4 150 0,004 x d4 150 0,003 x d4 [m] u
M[ 21 120 0,005 x d4 120 0,004 x d4 120 0,003 x d4 [u] []
&l 90 0,004 x d4 90 0,003 x d4 90 0,002 x d4 u] []
4.1 60 0,004 x d 60 0,003 x d 60 0,002 x d [u] []
280 0,005 x dy 280 0,004 x d4 280 0,003 x d4 =] []
280 0,005 x d4 280 0,004 x d4 280 0,003 x d4 [E] []
250 0,004 x d4 250 0,003 x d4 250 0,003 x d4 [u] []
250 0,004 x d4 250 0,003 x d4 250 0,003 x d4 [u] []
210 0,004 x d4 210 0,003 x d4 210 0,003 x d4 =] []
210 0,004 x d4 210 0,003 x d4 210 0,003 x d4 =] []
180 0,003 x dy 180 0,002 x d4 180 0,002 x d4 =] []
140 0,003 x d 140 0,002 x d 140 0,002 x d =] []
7JL=E% - Aluminium alloys
00 0,004 x d4 600 0,003 x d4 600 0,003 x d4 [u] []
600 0,004 x d4 600 0,003 x d4 600 0,003 x d4 [u] []
600 0,003 x d4 600 0,002 x d4 600 0,002 x d4 [u] []
410 0,004 x d4 410 0,003 x d4 410 0,003 x d4 0 []
#H& < - Copper alloys
270 0,005 x d4 270 0,004 x d4 270 0,003 x d4 [u] []
270 0,005 x dy 270 0,004 x d4 270 0,003 x d4 5] []
270 0,005 x d4 270 0,004 x d4 270 0,003 x d4 =] 0 []
255 0,004 x d4 255 0,003 x d4 255 0,003 x d4 [m] []
255 0,004 x d4 255 0,003 x d4 255 0,003 x d4 O []
255 0,004 x d4 255 0,003 x d4 255 0,003 x d4 [] [u] []
150 0,003 x d4 150 0,002 x d4 150 0,002 x d4 [u] []
150 0,003 x d4 150 0,002 x dy 150 0,002 x dy [u] []
T XD LEZ - Magnesium alloys
410 0,005 x d [ 410 [ 0,004 x dy [ 410 0,003 x dy I [ O [ =
410 | 0,005 X d | 410 | 0,004 x dy | 410 0,003 x dy | [ o | =
a & - Synthetics
0,005 x d4 410 0,004 x d4 410 0,003 x d4 5] =] []
600 0,005 x d4 600 0,004 x d4 600 0,003 x d4 [u] []
=3z Werkstoffe - Special materials
150 0,005 x d4 150 0,004 x d4 150 0,003 x d4 []
>~ 8% - Titanium alloys
0,006 x d4 100 0,005 x d4 100 0,004 x d4 []
80 0,005 x d4 80 0,004 x d4 80 0,003 x d4 []
60 0,005 x d4 60 0,004 x d4 60 0,003 x d4 []
VTV EEZE, JNILNEES, 5XEA% - Nickel alloys, cobalt alloys and iron alloys
80 0,004 x dy 80 0,003 x d4 80 0,002 x d4 []
30 0,004 x d4 30 0,003 x d4 30 0,002 x d4 []
30 0,004 x d4 30 0,003 x d4 30 0,002 x d4 []
30 0,004 x d4 30 0,003 x d4 30 0,002 x d4 []
30 0,004 x d4 30 0,003 x d4 30 0,002 x d4 []
30 0,004 x d4 30 0,003 x d4 30 0,002 x d4 []
=25 - Hard materials
1.1 130 0,005 x d4 130 0,004 x d4 130 0,003 x d4 [
H . 100 0,005 x d4 100 0,004 x d4 100 0,003 x d4 []
Z
5

W = 558 - very suitable
0 = JEFIATHE - suitable

Ve = BB - Cutting speed
f, = Y13 T=DIED - Feed per tooth

B



FRANKEN B@Ey—o)es4x I REL - Solid Carbide Circle Segment End Mills

& Expert
S INAIT A= VRV =)L - High performance tool A—=INIWT7A—L-VR
-6 #H - With 6 flutes Oval Form —VR
-EEYDRWIIT - Low-vibration machining
- BRERMA EIFNTICRE - Highly efficient finishing
- IR AZ +0,01 mm - Form tolerance +0.01 mm
5
S oA S
l2
I
d—F >4 - Coating ALCR |
TV —2 3> - HHEIM (PASER ) Applications — material (see page 4) P -_J
- PR EREEIM O TR ICRE - Especially suitable for high-strength materials 1.1-21 | 31-41 |
- [FEAEIRTOWHIMICE A RTEE - For almost all materials K T
- HRC60 £ COEEEMDIITIC - Hard machining of up to 60 HRC -
- HSC-ZE Mt _E I T Ic /i - Suitable for HSC finishing K 42
IERETS -
N 41-4.2,5.2
S 2.3
S 2526
H
MBI - Order code 3539L
d4 r Iy lo 4 0 do Z H14X
he (9% BE
10 2 85 26 72 10 6 [
12 2 80 28 83 12 6 .12080A ®
16 3 75 31 92 16 6 ]
INITEH

T—7 BREEORTU>ITOYY
FZVT—2 3  AFPRE AFARE SRy ho4t EFNT

Machining example

Component: Bearing block from mechanical engineering

Application:  Complete finishing of the the outer contour,
inner contour and the pockets

©® 1ZAEFEE S - Stock tool Z3E3A - Ordering example: 3539L.10085A

o=

H)HIIZ& 44 - Cutting Conditions

= EIAVE TVRIIL A—=/INIVTA—L - VR
Solid carbide circle segment end mills with oval form — VR

FRANKEN

& Expert

SHERELG, - Valid for

3539L
N I
BlEHOEEICIE d TEES
fEALIEE L,
v v In order to calculate the rotational
N - e speed n, the diameter dy has to
YI5AHE - Allowance )IAHE - Allowance be used.
0,05-0,1 mm 0,1-0,2mm
IR v, RBIDED 1, VIR v, HBIDED 1, K| ]| s ==
[m/min] [mm] [m/min] [mm] Hef| ML
420 0,003 x dy 420 0,002 x dy O [ ] m] [ ]
375 0,003 x d4 375 0,002 x dy o u [m] [ ]
315 0,002 x dy 315 0,002 x dy O [ ] m] [ ]
300 0,002 x d4 300 0,001 x dy O [ ]
270 0,002 x dy 270 0,001 x dy O [ ]
A7~ LA - Stainless steel materials
1.1 0,003 x d4 150 0,002 x d4 [H] []
M| 21 120 0,003 x d4 120 0,002 x d4 [u] []
3.1 90 0,002 x d4 90 0,001 x dy [u] []
4.1 60 0,002 x d 60 0,001 x d [u] []
280 0,004 x d4 280 0,003 x d4 =] []
280 0,004 x d4 280 0,003 x d4 =] []
250 0,003 x d4 250 0,002 x d4 [u] []
250 0,003 x d4 250 0,002 x d4 [u] []
210 0,003 x d4 210 0,002 x dy =] []
210 0,003 x d4 210 0,002 x d4 =] []
180 0,002 x d4 180 0,001 x dy [E] []
140 0,002 x d 140 0,001 x d =] []
7JL=E% - Aluminium alloys
600 0,003 x d4 600 0,002 x dy [u] []
600 0,003 x d4 600 0,002 x dy [u] ]
600 0,002 x d4 600 0,001 x d4 [u] []
410 0,003 x d4 410 0,002 x d4 0 []
# &< - Copper alloys
270 0,004 x d4 270 0,003 x dy [u] []
270 0,004 x d4 270 0,003 x d4 [u] []
270 0,004 x d4 270 0,003 x d4 =] 0 []
255 0,003 x d4 255 0,002 x d4 [m] []
255 0,003 x d4 255 0,002 x dy [H] []
255 0,003 x d4 255 0,002 x dy [u] [u] []
150 0,002 x d4 150 0,001 x dy [u] ]
150 0,002 x d4 150 0,001 x dy 5] []
T XD LEZ - Magnesium alloys
410 [ 0,004 Xty [ 410 [ 0,003 x 0y I [ o [ =
410 \ 0,004 x dy \ 410 \ 0,003 x dy | o [ =
a & - Synthetics
410 0,004 x d4 410 0,003 x dy [5] =] []
600 0,004 x d4 600 0,003 x d4 [u] []
&% - Special materials
150 0,003 x d4 150 0,002 x dy []
~&% - Titanium alloys
0,005 x d4 100 0,004 x d4 []
80 0,004 x d4 80 0,003 x dy []
60 0,004 x d4 60 0,003 x dy []
=T )lEARZ, JNLREAZ, s5E A% - Nickel alloys, cobalt alloys and iron alloys
80 0,003 x dq 80 0,002 x dq u
30 0,003 x d4 30 0,002 x d4 []
30 0,003 x d4 30 0,002 x d4 []
30 0,003 x d4 30 0,002 x dy []
30 0,003 x d4 30 0,002 x dy []
30 0,003 x dy 30 0,002 x d4 []
=25 - Hard materials
1.1 130 0,004 x d4 130 0,003 x d4 =] ]
H . 100 0,004 x d4 100 0,003 x dy =] []
g 80 0,003 x d4 80 0,002 x d4 [u] []
4
5

Ve = BB - Cutting speed
f, = Y13 T=DIED - Feed per tooth

W = 558 - very suitable

O = @AATHEE -

suitable

B v



FHAN KEN BEY—7)LzI XN RZ)L - Solid Carbide Circle Segment End Mills
& Expert

T—IN—Tx—L-\R

- INAINT A=Y =)L - High performance tool
-2 Ffzld 3 A - With 2 or 3 flutes N Taper Form —VR
-EEYDRWINT - Low-vibration machining ..
- BAEEMA T CRE - Highly efficient finishing —_— (=]
- FAR A2 +0,01 mm - Form tolerance +0.01 mm
B
—_—
DIN6535| Form < 45° = 45°
| ——
HB | +0,01
s P
' -8‘[
= N \ b 20-30°
| \//alz
: h - vC/fZ
E
19
¢ ¢ \Q ®
ST ] sl .
PR =
lo 2
I3 ’
Iy f’
\J
[
d—7 % - Coating ALCR |
T7Vr— 3y - HEIM (PASIR ) Applications — material (see page 4) P -_J
- BRERFEHIM O TICEICRE - Especially suitable for high-strength materials 11-21 | 3.1-41 |

- IFEAEITRTOHWHEIM ICHEE AT B

- For almost all materials

- HSC-BEft HIF T I i@ - Suitable for HSC finishing E i:
NQaaa)
N 41-4.2,52
S 2.3
S 2.5-2.6
H 1.1-1.2
SYRRIF . Order code 3540L
a/g 0 d I p) r3 lo I3 l1 0d3 g 0do Z H14 X
e (x| BIE
1250 16 2 1000 5 31 - 18 - - 16 3 )
© 16 4 1000 5 24 - 108 - - 16 3 | .1610AB °
3 0/5 50 15 4 7 62 3 14 6 3 °
1750 4 075 125 2 556 95 62 4 18 6 3 | .04125A | °
’ 5 1 150 25 75 125 62 5 18 6 3 °
6 1 250 3 95 - 62 - - 6 3 | .06250A °
8 15 250 4 105 - 68 - - 8 3 °
10 2 250 5 125 - 80 - - 10 3 | .10250A | °
20° 12 3 %0 6 135 - 93 - - 12 3 °
16 4 500 8 185 - 108 - - 16 3 | .16500A °
16 4 1500 8 185 - 108 - - 16 3 D)
a5 121 200 1 8 - 93 - - 12 3 ° \
goe 10 1 200 15 6 - 80 - - 10 2 H ° \
200 10 1 200 2 6 - 80 - - 10 2 H °

F1ILhE Q2 TERLEEW
Only use with tilt angle &/2!

H)HIIZ& 44 - Cutting Conditions

FRANKEN

& Expert
=W EIAVE TR T=IN—TA—L-\R
Solid carbide circle segment end mills with taper form — VR St SR EL S - Valid for
3540L
N
ElEHOEICIE dy FEES
‘ ‘ ‘ ! fEREEWN
Wz A °
e =z245° V/ = 45° In order to calculate the rotational
- e - speed n, the diameter dy has to
YI5AHE - Allowance F)IAHE - Allowance be used.
0,05-0,1 mm 0,1-0,2mm
GIHIEREE v, HBIDED 1, EIHISREE v, MBI f, % 2.°|| mms =
[m/min] [mm] [m/min] [mm] W) MaL
420 0,004 x dy 420 0,003 x dy O [ ] m] [ ]
375 0,004 x d4 375 0,003 x dy o u O ]
315 0,003 x dy 315 0,003 x dy O [ ] m] [ ]
300 0,003 x dy 300 0,002 x dy O [ ]
270 0,003 x dy 270 0,002 x dy O [ ]
A7~ L A3 - Stainless steel materials
1.1 0,004 x d4 150 0,003 x d4 [m] []
M[ 21 120 0,004 x dq 120 0,003 x dy E (]
3.1 90 0,003 x d4 90 0,002 x dy [u] []
4.1 60 0,003 x d 60 0,002 x d [u] []
280 0,007 x d4 280 0,004 x d4 =] []
280 0,007 x d4 280 0,004 x d4 =] []
250 0,006 x d4 250 0,003 x dy [m] []
250 0,006 x d4 250 0,003 x d4 [u] []
210 0,006 x d4 210 0,003 x dy =] []
210 0,006 x dy 210 0,003 x d4 =] []
180 0,004 x d4 180 0,002 x d4 [E] []
140 0,003 x d 140 0,002 x d =] []
7JL=E% - Aluminium alloys
600 0,004 x d4 600 0,003 x d4 [u] []
600 0,004 x d4 600 0,003 x dy [u] ]
600 0,003 x d4 600 0,002 x d4 [u] []
410 0,004 x d4 410 0,003 x d4 0 []
#H& <& - Copper alloys
270 0,005 x d4 270 0,004 x dy [u] []
270 0,005 x d4 270 0,004 x d4 5] []
270 0,005 x d4 270 0,004 x d4 =] 0 []
255 0,004 x d4 255 0,003 x d4 [m] []
255 0,004 x d4 255 0,003 x d4 [H] []
255 0,004 x d4 255 0,003 x d4 [u] [u] []
150 0,003 x d4 150 0,002 x dy [u] ]
150 0,003 x d4 150 0,002 x d4 5] []
T XD LEZ - Magnesium alloys
410 I 0,005 X dy I 410 0,004 X dy I I [ 0 [ =
410 | 0,005 X dy | 410 0,004 x d | | [ o [ =
a & - Synthetics
410 0,005 x d4 410 0,004 x dy [5] [u] []
600 0,005 x d4 600 0,004 x d4 [u] []
&% - Special materials
150 0,004 x d4 150 0,003 x dy []
~ 8= - Titanium alloys
0,005 x d4 100 0,004 x d4 []
80 0,004 x d4 80 0,003 x dy []
60 0,004 x d4 60 0,003 x dy []
=T )LERZ, JNLREAZ, s5E A% - Nickel alloys, cobalt alloys and iron alloys
80 0,003 X d 80 0,002 X d u
30 0,003 x dy 30 0,002 x dq u
30 0,003 x d4 30 0,002 x d4 []
30 0,003 x d4 30 0,002 x d4 []
30 0,003 x d4 30 0,002 x dy []
30 0,003 x d4 30 0,002 x d4 []
=25 - Hard materials
1.1 130 0,005 x d4 130 0,003 x d4 =] ]
H g 100 0,005 x d4 100 0,003 x d4 [m] []
7
5

o=

@ EAEFEE & - Stock tool

Z3ESCA - Ordering example: 3540L.1610AA

Ve = BB - Cutting speed
f, = Y13 T=DIED - Feed per tooth

W = 558 - very suitable
0 = JEFIATHE - suitable

B



FRANKEN B@Ey—oes4x kT R2L - Solid Carbide Circle Segment End Mills YIHIZ&f4 - Cutting Conditions FRANKEN

& Expert & Expert
NI A—RVRY =)L - High performance tool T—I\—=7x—L-\R Y=o IRV N TYRI 7—/—TA—L-WR
-4 i3 A - With 4 or 6 flutes N Taper Form —VR Solid carbide circle segment end mills with taper form — VR SHRELS, - Valid for
-EEYDRWIIT - Low-vibration machining EEE 3541L
- BEERALFINTICRE - Highly efficient finishing et : i N |
- LR A Z +0,01 mm - Form tolerance +0.01 mm
B O],
—_—
DIN6535| Form <45° = 45°
| ——
HB| =+0,01
20-30° \/
- vC/fZ
B ‘ ‘ SR EICIE ) TEES
21 & . fEALIZE W,
2 s 245 In order to calculate the rotational
- e . speed n, the diameter dy has to
% \% )iAFE - Allowance BIiIAHE - Allowance be used.
) 0,05-0,1 mm 0,1-0,2mm
¢ ¥ YIHIEEE v, FBI=DD IR v, F IO f I | MMSI
ST p | s <60 [m/min] ‘ [mm] ‘ [m/min] ’ [mm] ’ % ks: maL %
s I HRC
\//a/z e— g
L2 420 0,003 x dq 420 0,002 x dq o n o »
[
. 375 0,003 x d 375 0,002 xd O [ ] m] [ ]
OJ—F 4% - Coating ALCR | ' X
F7VT—ay - HHIM (PASER ) Applications — material (see page 4) P -_J 315 0,002 xdy 315 0,002 xdy g O - 0
- BREREHIM O TICEICRE - Especially suitable for high-strength materials 11-21 | 31-41 |
- [ FEAETRNTOWHIM ICERATRE - For almost all materials K(a21) 22 | 300 0,002 xd 300 0,001 x 6y . O
- HRC60 £ COEEEMDINTIIC - Hard machining of up to 60 HRC K (Baa) 42 )
-HSC-E&t BT IcHE - Suitable for HSC finishing ) : 70 0002 x¢, o0 0001 x4, B .
N -4.1-4.2, 5.2 AT~ L A4 - Stainless steel materials
1 150 0,003 x 0 150 0,002 x 0y O u
s{1122] 23 | M[ 21 120 0,003 %01 120 0,002xd; o =
s -ﬂj 3. 90 0,002 x ty 90 0,001 x dy 0 [
ic 41 60 0,002 xd 60 0,001 xd O u
H
280 0,004 xd 280 0,003xd o u
S BYE - Order code 3541L 280 0004 x 280 0003 x4, o []
a,  gd n f s b I 0 d 7 YA 250 0,003 Xty 250 0,002 X dy o n
- 250 0,003xd 250 0,002xd 0 n
hé %y BE 210 0,003 x d} 210 0,002 x dl 0 u
12.5° 16 2 1000 5 31 108 16 6 () 210 0,003 x dy 210 0,002 x dy 5] n
) 180 0,002xd 180 0,001 xd 0 u
16 4 1000 5 24 108 16 6 .1610AB ) 10 0.002x d1 110 o 00T d1 = :
10 2 250 5 12,5 80 10 6 L4 ZIL=E% - Aluminium alloys
20° 12 3 250 6 13,5 93 12 6 | .12250A | ° - 600 0,003 x dp 600 0,002 x dy 0 u
16 4 500 8 18,5 108 16 6 ® 600 0,003 x d 600 0,002 x dy O O
16 4 1500 8 18,5 108 16 6 .1615AA [ 600 0,002 x dy 600 0,001 x dy 0 []
410 0,003 x dy 410 0,002 x dy o [
425 12 1 200 1 8 93 12 6 H [ ] ‘ ‘ ‘
#H& <& - Copper alloys
270 0,004 x ty 270 0,003 x dy O n
270 0,004 xd 270 0,003xd 0 0
60° il i 200 15 6 80 i 2 ﬁ ' ¢ ' ' 270 0,004 d} 270 0,003 d} O O u
255 0,003 Xty 255 0,002 X dy & [
255 0,003 Xty 255 0,002 x dy o [
70° 10 1 200 2 6 80 10 4 \ ° \ \ 255 0,003 x dy 255 0,002 x dy O E u
150 0,002 Xty 150 0,001 x dy O n
150 0,002 x ty 150 0,001 x dy 0 [
N7 XD L5 %-Legierungen - Magnesium alloys
410 | 0,004 x ty { 410 { 0,003 x 0y } % % o % (]
= a n 410 0,004 xd 410 0,003xd 0 [
F 4L A2 TEERES W =T Syifhelic : ‘
Only use with tilt angle /2! 410 0,004 xdy 410 0,003 X dy O D u
600 0,004 x ty 600 0,003 x dy 0 0
Y & - Special materials
?4?‘ 150 0,003 x tp 150 0,002 x dy [
~ 8= - Titanium alloys
0,005 x dq 100 0,004 x dy [
80 0,004 x dy 80 0,003 x dy n
60 0,004 x ty 60 0,003 x dy [
=T )lEEZ, JJNLNERZ, $5E 5% - Nickel alloys, cobalt alloys and iron alloys
30 0,003 x dq 80 0,002 x dy [
30 0,003 Xty 30 0,002 X dy n
30 0,003 Xty 30 0,002 X dy u
N 30 0,003 Xty 30 0,002 x dy n
\ @ % 30 0,003 x dy 30 0,002 x dy u
4 30 0,003 x ty 30 0,002 x dy u
=% - Hard materials
1. 130 0,004 x dy 130 0,003 x dy o n
TR 100 0,004 x dy 100 0,003 % dy 0 u
; 80 0,003 Xty 80 0,002 x dy o [
A
5

EMUGE @ 1RAEFEEE T - Stock tool Z3EX N - Ordering example: 3541L.1610AA Ve = YIRUREL - Cutting speed W = 5 - very suitable EMUGE
20 f, = UIHHI=D%ED - Feed per tooth 0 = JEFIATHE - suitable 21



FRANKEN B@Ey—oes4x kT R2L - Solid Carbide Circle Segment End Mills YIHIZ&4 - Cutting Conditions FRANKEN

& Expert & Expert
S — — ~ ~ 4 ~
CIAITA—RVRY—)L - High performance tool LYZX7#—bL-ER Y= IAY N TVRIL LYZXTA—L~ER
-3KH - With 3 flutes N Lens Form — ER Solid carbide circle segment end mill with lens form — ER SHRELS, - Valid for
-EEYDRWIIT - Low-vibration machining 35441
- BEERALFINTICRE - Highly efficient finishing et N I
- LR AZ +0,01 mm - Form tolerance +0.01 mm
Fi11:]
—_—
DIN6535| Form
| =
HB| =0,01
300 U
| -S‘I LA-» vC/fZ -
= “ 2 \ I | | BUESOHTIC & YiEEs
ar={AW
23 | l | | ,
P T i In order to calculate the rotational
. . speed n, the diameter dy has to
~ YAHE - Allowance Y5AHE - Allowance be used.
A 13 0,05-0,1 mm 0,1-0,2mm
- TIBIERE v, HBeD*D 1, FIBISERE v, HBT=D*ED 1, % “|| mms
I [m/min] [mm] [m/min] [mm] \ki: maL %
| 420 0,004 x dq 420 0,003 x dq o n o »
4
i 375 0,004 x dq 375 0,003 x dq o u o ]
J—5 % - Coating ALCR 315 0,003 xd 315 0,003xd o | m o .
A Xaq A X dy
FIVr—ya> - @wHEIM (PASER) Applications — material (see page 4) Pl1161)
- @R ERAREIF O LI ICHE - Especially suitable for high-strength materials 1121 | 3141 | 300 0,003 x ¢y 300 0,002x ¢y - O
- IFEAEITRTOHHEIM ICHEE T B - For almost all materials K o
- HSC-E&E At EIFINTIC&E - Suitable for HSC finishing p . 70 0003 ¢, o0 0002x6, B .
N -_J AT~ L A4 - Stainless steel materials
N 13 750 0,005 x 0 150 0,003 x 0y O [
: M 2i 120 0,005 X dy 120 0,003 x dy & [
s1a21] 31 90 0,004 x 6y ) 0,002 x 6y o =
WEHE  Oder cod 5AAL 41 60 0,004 xd 60 0,002xd o »
am - Order code
300 0,005xd 300 0,004 xd o [
0 dy M 2 2 I3 h 0 d; b 0d; 300 0005 x a1 300 0004 & []
h6 270 0,004 x dy 270 0,003 x dy O u
4 0,25 6 4 18 62 4 20 6 ® 270 0,004 x dy 270 0,003 x d = u
_ _ _ 220 0,004 xd 220 0,003xd o [
g 8?5 12 g B gg ~ B g : 220 0,004 x d} 220 0,003 x d} 0 [
' 200 0,003 x dy 200 0,002 x dy 0 [
:‘2’ 1 - gg 13 - gg - - 12 : 150 0,003 xd 150 0,002 xd g u
Y 7JL=E% - Aluminium alloys
900 0,004 x ty 900 0,003 x ty o n
900 0,004 x dy 900 0,003 x dy o n
900 0,003 Xty 900 0,002 x dy o 0
600 0,004 x dy 600 0,003 x dy & [
#H& <& - Copper alloys
270 0,004 xd 270 0,003xd o n
TS 270 0,004 x d} 270 0,003 x d} o 0
" 270 0,004 xd 270 0,003xd & & [
7= R 255 0,003 x d} 255 0,002 d} & [
TNy 9 p 255 0,003xd 255 0,002xd 0 [
F7Vr—y 3y Ry NEEE S [RE O EFINT o AT o S0 = = :
150 0,003 x ty 150 0,002 x dy o n
150 0,003 x d4 150 0,002 x d4 5] []
T XD LEZ - Magnesium alloys
I 0,004 Xty I 600 I 0,003 x 0y [ [ [ O [ =
600 | 0,004 x dy | 600 | 0,003 x dy \ \ [0 [ =
=) & - Synthetics
Machining example
Component: irrlltegrgl tgom'pc()jner;t from =%  Special materials
e aviation industry
150 0,005xd 150 0,003xd u
Application:  Finishing of the deep pockets - X
and the bottom surfaces
~8&= - Titanium alloys
0,006 x tq 150 0,004 x dy [
120 0,005 x ty 120 0,003 x dy n
90 0,005 X ty 90 0,003 x dy u
—VTLERZE, J/NLREESZ, 55 A% - Nickel alloys, cobalt alloys and iron alloys
120 0,004 x dy 120 0,002 x dy [
=% - Hard materials
1.
H—
W
5
22 ® IRAETEEE - Stock tool ZEXX A - Ordering example: 3544L.04006A v = FIHIREE - Cutting speed W = 58 - very suitable 23
[FRANKEN| f, = YIH =D 3D - Feed per tooth 0 = JEFIATHE - suitable [FRANKEN|



FRANKEN B@Ey—2o)Les4 >k 24— - Circle Segment Inserts

- BEERMA EFINT
- FRIR N2 0,01 mm

- High efficient finishing
- Form tolerance +0.01 mm

OO0

=213

B
—
=
=001
g ve/f;
= E
af2
e %
44 - Cutting material KP1
d—7 >4 - Coating TIALN )
FTVr—ay - FEIM (PASER ) Applications — material (see page 4) P -_J
- BREMOITICFICRE - Especially suitable for high-strength materials 1121 | 31-41 |
- FEAEETOWHEIMICERTES - For almost all materials K 2
K 4.2
Na) )
N 41-4.2,5.2
S 2.3

s(24 ) 2526 |

H 11-1.2
SURAIFE - Order code 9563A
C(/2 0 d1 I Iy r3 |2
16 2 40 8 17,8 2 [
20° 16 2 100 8 171 2 )
20 3 40 8 21,7 2 °
20 3 100 8 20,8 2 [
16 2 40 8 13,4 2 ®
250 16 2 100 8 13 2 .16100B [
20 3 40 8 16,6 2 [
20 3 100 8 16 2 .20100B [J
16 2 40 5 8,8 2 O
350 16 2 100 5 8,7 2 | .16100C | °
20 3] 40 3 11 2 [
20 3 100 5 10,8 2 .20100C [

"

@ ZHETEEES - Stock tool

Z3ESX - Ordering example: 9563A.16040A

H)HIIZ& 44 - Cutting Conditions

Y= EITAVN 12—~ T—=IN—T A —L
Circle segment inserts

YIAHE - Allowance

YAHE - Allowance

FRANKEN

SHERELG, - Valid for
9563A

BlE Ot EiciE o) TEES
EREE W,

In order to calculate the rotational
speed n, the diameter dq has to

be used.

0,05-0,1 mm 0,1-0,2mm
YIHIREE v HB1=D3%D 1, SRR v, Hp1=h3%D 1, = iz\*l s || 5
[m/min] [mm] (m/min] (mm] %) | MOL
340 0,004 x d4 340 0,003 x dy O [ ] m] [ ]
300 0,004 x d4 300 0,003 x dy o u ml u
250 0,003 x dy 250 0,003 x dy O [ ] m] [ ]
240 0,003 x d4 240 0,002 x dy O [ ]
215 0,003 x dy 215 0,002 x dy O [ ]
AT~ L A4 - Stainless steel materials
1.1 120 0,004 x dy 120 0,003 x d O u
M| 21 95 0,004 x dy 9% 0,003 x dy O u
Al 70 0,003 x d4 70 0,002 x dy =] []
4.1 50 0,003 x d 50 0,002 x d =] []
225 0,007 x d 225 0,004 x d E u
225 0,007 x d4 225 0,004 x d4 [E] []
200 0,006 x d4 200 0,003 x dy [B] []
200 0,006 x d4 200 0,003 x d4 [u] []
170 0,006 x d4 170 0,003 x dy =] []
170 0,006 x d4 170 0,003 x d4 =] []
145 0,004 x dy 145 0,002 x d 0 O
110 0,003 x d 110 0,002 x d =] []
7JL=E% - Aluminium alloys
480 0,004 x d4 480 0,003 x dy [u] []
480 0,004 x d4 480 0,003 x dy =] []
480 0,003 x d4 480 0,002 x d4 [m] []
330 0,004 x dy 330 0,003 x d 0 O
#H& < - Copper alloys
215 0,005 x d4 215 0,004 x dy =] ]
215 0,005 x dy 215 0,004 x dy O u
215 0,005 x dy 215 0,004 x dy 0 0 O
200 0,004 x d4 200 0,003 x d4 =] []
200 0,004 x d4 200 0,003 x dy [&] []
200 0,004 x d4 200 0,003 x dy [u] [u] []
120 0,003 x d4 120 0,002 x dy =] []
120 0,003 x d4 120 0,002 x d4 [m] []
T XD LEZ - Magnesium alloys
I 0,005 x dq I 330 I 0,004 x dq I [ o [ =
330 | 0,005 x dy | 330 | 0,004 x dy | o [ =
a & - Synthetics
330 0,005 x d4 330 0,004 x dy 8] =] ]
480 0,005 x dy 480 0,004 x dy O u
&% - Special materials
120 0,004 x d4 120 0,003 x dy []
~ 8% - Titanium alloys
80 0,005 x d4 80 0,004 x d4 []
65 0,004 x d4 65 0,003 x dy []
50 0,004 x dy 50 0,003 x dy u
=T EES, J/NUNESS, #RE G - Nickel alloys, cobalt alloys and iron alloys
65 0,003 x d 65 0,002 x d
25 0,003 x d4 25 0,002 x d4 u
25 0,003 x d4 25 0,002 x d4 u
25 0,003 x d4 25 0,002 x d4 []
25 0,003 x dy 25 0,002 x dy u
25 0,003 X dy 25 0,002 X dy n
=& - Hard materials
1.1 100 0,005 x dy 100 0,003 X d E u
H .2 80 0,005 x d4 80 0,003 x dy [m] []
A4
5

Ve = BB - Cutting speed
f, = Y13 T=DIED - Feed per tooth

W = 558 - very suitable
0 = JEFIATHE - suitable

B -



=EAN=IN 28—79 2+ T R2)L - Indexable End Mills for Circle Segment Insert

- BBy IDRAAO—77x - Indexable end mill

A1RXITVRI)L with carbide shank

- HSCERIN L (T F=iE - For HSC machining

- AAGICHIEmEHIGTES - Internal coolant supply,
PIEBHGH TS = (ICR) radial exit (ICR)

N-IZVTARICEDEVE - High exchange precision
R UEHFHEE (+0,01)) due to V-clamping (+:0.01)

DIN 6535

| ICR
HB

V|-

9 dq
,
<
9 ds

9 do

SURABIFE - Order code 9003
0 dq I3 l4 0ds ¢ do Nmax. H14 X
h6 min-1 E

16 28 110 15,3 16 32000 160552 [
16 85 150 15,5 16 32000 160852 °
16 120 200 115, 16 32000 161202 [
20 65 110 19,5 20 28000 .200652 °
20 85 150 19,5 20 28000 .200852 [
20 120 200 19,5 20 28000 201202 [

AT —NIRIFED AT —RZTY1—EHFBLET
Delivery: without inserts, with Torx screws

72tH5Y - Accessories

A9') 2 —KRZ54/\— . Screwdriver

A —KZX%") 21— - Clamping Screw

= = ==
BUZ - Order code 9855 BYZ - Order code 9817
0 dy PR H14X 9 dy PR Mg max. 14X
Size BE Size BE
16-20 Torx T20 .20 [ 16 M5 x125xTorxT20 1 Nm 1620 ®
20 M5 x15 xTorxT20 2,25 Nm 2020 [J

KEfFZBALEA - High-Temperature Screw Paste
BUZ - Order code 9000
&S HAX
Quantity BE

100 g .000 [J

AT —KZATU1—DEFE%ZB5  Applying a light coating of grease on
CreHBEEBDOBEMERGIEFIZ RS thread and countersunk head ensures
Ja—DRUEREANY RERICEFL  that the Torx screws for the inserts can

TLIEE W, be loosened again.

@ 1ZH#EFEE M - Stock tool

»

Z3EH - Ordering example: 9003.160552

S$EBEE - The Company

100FE L LI R IESEEEEHEDIEXK

More than 100 years of precision and innovation.

TV tlEFDRIERELDI UV T EZSHPICHHR - &
EUIL—T -T2y JVRO—8B%B->TEWNDEL
foo B8R, /AT A, PCD/CBN. AO—F I A HvF—&A > —
ML TSN BABERmTZA Vv id. SR EEESN
HEWSF—T—REFSTLELHASNTWET,

RYERO TS TEEIN M REHS IZENLQKIEIVR
SERNNCEEESGR IO 7ML v —ETEIRKICEST
WEd,

COBEWTIEETEMBDSAVF v BWiiHERE,
DEREEZHFIBRVWEBEEZE > T ITVTVHOERBIEHS
WEEmERCERICHT BERRELDZTLLD,

S IV ITY=IUCIIA I SV EV TV RT LER—ILT Y
Y= RN —=TILY ) a—a v RV LET,

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.

FRANKEN

EMUGE-FRANKEN ist nach
1S0 9001:2015 zertifiziert

EMUGE-FRANKEN is certified
according 1SO 9001:2015

SGS

1|
u 1SO 9001

SAAR

Www.sgs-tuev-saar.com

Certification ID
DE/819944190

B v
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