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More than 100 years of precision and innovation.
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Production location in Germany
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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This brochure presents a selection of the most important FRANKEN TOP-Cut
carbide ball nose and torus end mills. These are specially designed for the die
and mould industry. Thanks to a universal tool geometry different materials
can be machined in roughing and finishing operations. The use of these tools
on modern machining centres with 5-axis technology is also possible.

Machining recommendations are provided for each tool taking the
respective material group into account, including safe starting conditions
for the cutting speed v; and feed per tooth f, as well as advice on
recommended coolant-lubricants.

Characteristics:

e Universal flute geometry

o Different lengths

o Different, highly accurate corner radii
e Modern cutting material

e High performance coating

Main feature:

e For almost all materials
e Suitable for roughing, finishing and HSC finishing

Additional tools for the application in die and mould making can be found in
the FRANKEN catalogue 250.
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Product finder

Please note:
The suitability of the solid carbide ball nose and torus end mills is indicated as follows:

m= RHE W = very suitable
O = SEEAE [ = suitable
SEFREE - 1REIH 5lRDEE MTEBI(DINA) MIEB(JISTHE)

Applications — material

Tensile Strength

Material examples

Material examples

AR U Cold-extrusion steels, Cq15
SRR R Construction steels, <600 N/mm?2 S2350R (SB7-2) SsFiJcmggHS\?v%%ossv%M
RASH Free-cutting steels, etc. 10SPb20 ' '
MRS E R R Construction steels, E360 (St70-2)
RIKS Case-hardened steels, <800 N/mm2 16MnCr5 3350183'\;"5%5(3&6:\/'52!1 LSCMn,
#3H Steel castings, etc. GS-25CrMo4 naJs,
=R Case-hardened steels, 20MoCr3
BALIBH Heat-treatable steels, <1000 N/mm2 42CrMo4 gé&M ggm?gﬁgm‘gg J';
AEBEE Cold work steels, etc. 102Cr6 n, , braadn,
Heat-treatable steels, 50CrMo4
Cold work steels, <1200 N/mm2 X45NiCrMo4 SCM445H, SKH, SKS, SKT, SUP
Nitriding steels, etc. 31CrMo12
High-alloyed steels, X38CrMoV5-3
0 OsEeEA) Cold work steels, < 1400 N/mm2 X100CrMov8-1-1 SKD12, SKD61, SKT, SUH, SKH
gl Hot work steels, etc. X40CrMoV5-1
Stainless steel materials
11 [7z5AhNILTVTAk Ferritic, martensitic < 950 N/mm?2 X2CrTi12 SCS, SUS420J2, SUS403
M| 21 [F—X7FAF Austenitic < 950 N/mm?2 X6CrNiMoTi17-12-2 SCS, SUH, SUS304, SUS316
31 |[A—AFFANT7zoa4c TR, THEEER Austenitic-ferritic (Duplex) < 1100 N/mm? X2CrNiMoN22-5-3 SUS329J3L, SUS630
41 [A—RTFANT5AK 1%, THEBEER Austenitic-ferritic heat-resistant (Super Duplex] < 1250 N/mm? X2CrNiMoN25-7-4 SUS329J4L, SCS14A, 15-5PH
) . . 100-250 N/mm2 EN-GJL-200 (GG20) FC200
[eENZS 77 Cast iron with lamellar graphite (GJL) 250-450 N/mm?2 EN-GJL-300 (GG30) Fo300
) . . 350-500 N/mm2 EN-GJS-400-15 (GGG40) FCD400
U5k Cast iron with nodular graphite (GJS) £00-000 N/mm? EN-GJS-700-2 (GGGT0) FCO700
— - - = 2
ASE S 3 Cast iron with vermicular graphite (GJV) iggggg m;mmz gjx igg Eggigg
. 250-500 N/mm2 EN-GJMW-350-4 (GTW-35) FCMW330
PIIBIAR Malleable cast iron (GTMW, GTME) 500-800 /mm?2 | _EN-GJMB-450-6 (GTS-45 FONW370
ZILEZULE Aluminium alloys
< 200 N/mm2 EN AW-AIMn1 A1050, A3030
FILEZOLEE EBET Wrought aluminium alloys < 350 N/mm2 EN AW-AIMgSi A5052, A6061
< 550 N/mm?2 EN AW-AIZn5Mg3Cu A7075
Si< 7% EN AC-AIMg5 ADC5, AC7A
FILEZULER #HY Aluminium cast alloys 7% < Si < 12% EN AC-AISi9Cu3 ADC11,ADC12, AC2A
12% <Si<17% GD-AISi17Cu4FeMg ADC14
iE® Copper alloys
WiE. EaEH Pure copper, low-alloyed copper < 400 N/mm2 E-Cu57 FH8E, C2400
] Copper-zinc alloys (brass, long-chipping) < 550 N/mm?2 Cuzn37 (Ms63) (2720,C2801
TREIE Copper-zinc alloys (brass, short-chipping) < 550 N/mm2 CuZn36Pb3 (Ms58) (3560,C3710
FZILZEH Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm?2 CuAl10Ni5Fe4 (5210,06280
Hif Copper-tin alloys (tin bronze, long-chipping) <700 N/mm?2 CuSn8P LBC3
REIE I Copper-tin alloys (tin bronze, short-chipping) < 400 N/mm? CuSn7 ZnP%(Rg?) BC3
= ’ < 600 N/mm?2 AMPCO® 8]
G E Special copper alloys < 1400 N/mm?2 (,(l\MPCO® 45))
SESPINA Magnesium alloys
RTRVVLESR Magnesium wrought alloys < 500 N/mm2 MgAI6Zn
NTXRIVLEEED Magnesium cast alloys < 500 N/mm?2 EN-MCMgAI9Zn1 MC2A, MD1A
BRI Synthetics
2pE{L M RE Duroplastics (short-chipping) Bakelit, Pertinax
e Thermoplastics (long-chipping) PMMA, POM, PVC
HAERLIAE (25 8 <30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK
MR LR (BESEE>30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK
2 ] Special materials
757714k Graphite C 8000
YVTATU-RER Tungsten-copper alloys W-Cu 80/20
BEMR Composite materials Hylite, Alucobond
FIVE Titanium alloys
WFrs> Pure titanium < 450 N/mm2 Til WmFy>
PN - < 900 N/mm?2 TiAl6V4 Ti-6AI-4V
FovaE Titanium alloys = 1250 N/mm? TiAlN04SN2 TAINAS2
v LEEE JLNESE HEAS Nickel alloys, cobalt alloys and iron alloys
w7l Pure nickel < 600 N/mm? Ni 99,6 - =TIl
— ™ . < 1000 N/mm? Monel 400 EXJL 400, /\AT OB
=vTLEaS Nickel-base alloys < 7600 N/mm? Tnconel 718 %)L 118
. N < 1000 N/mm2 Udimet 605 Udimet 605
JNILREE®R Cobalt-base alloys = 7600 N/mm? Haynes 25 NS
HEES Iron-base alloys < 1500 N/mm? Incoloy 800 >0 800
Hard materials
1.1 44 - 50 HRC Weldox 1100 SKT4
H 2 50 - 55 HRC Hardox 550 J\—RwJ X550
3 | =i SEEH. SiEEk High strength steels, hardened steels, hard castings 55 - 60 HRC Armox 600T SKD61
4 60 - 63 HRC Ferro-Titanit SKD11
5 63 - 66 HRC HSSE TR 0
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Solid carbide ball nose end mills
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92-12mm

1935A

26
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06-16mm

2504A
24

92-16mm

2502A

22

93-16mm

3840A

20

92-8mm

3825A

18

FA=IZIVR

92-12mm

3824A

16

62-12mm

3823A

14

00,5-8 mm

3822A

12

00,5-12mm

3821A

10

90,5-12mm

3820A




BEYIYR SYPRAIVRIIL

Solid carbide torus end mills
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90,5-12mm 91-12mm 92-12mm 92-12mm 92-8mm
Z (¥ 2 2 4 4 4
— 2552A 2553A 3835A 3836A 3837A
R—3 - Page 28 30 32 34 36
B ve/f, 29 31 33 35 37
| | | | | | | | | |
u u u u u
| | | | | | | | | |
| | | | | | | | | |
u | | | | | | | |
1.1 [ ] [ ] [ ] [ ] [ ]
M[ 21 ] ] ] (] (]
3.1 [ ] [ ] [ ] [ ] [ ]
4.1 u || || || ||
|| || || || ||
|| || u u ||
[ ] [ ] [ ] [ ] []
[ ] [ ] [ ] [ ] [ ]
[ ] [ ] [ ] [ ] [ ]
[ ] [ ] [ ] [ ] [ ]
|| || || || ||
|| || || || ||
[m] [m]
[m] [m]
[ ] [ ] [m] [m] [m]
[ ] [ ] [ ] [ ] [ ]
|| || || || ||
|| || || || ||
|| || || u ||
[ ] [ ] [ ] [ ] []
[ ] [ ] [ ] [ ] [ ]
[ ] [ ] [ ] [ ] [ ]
[ ] [ ] [ ] [ ] []
|| || ||
|| || ||
u u u
[ ] [ ] [ ] [ ] []
[ ] [ ] [ ] [ ] [ ]
[ ] [ ] [ ] [ ] [ ]
O O || || ||
O O || || ||
] ] u u ||
1.1 [ ] [ ] [ ] [ ] []
H [ ] [ ] [ ] [ ] [ ]
7
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HEYOTHICKRRSINTWS QRO—RZEFZHMALE Y —ILDHE The QR code shown with the tools will take you directly to the respective
R EVEIREGEDIBRICTA LI N TV ERATEERT, articles in our web store where you can find comprehensive tool information
(7=feUBEEE/ R VEED M) and cutting data.
Flo T hoy N EZEFITNIL 20/3D T—5 7 71 L AERRIE R Registration provides you with additional product data and functions.
ExSIvO—REBECZEHHBETY, 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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FRANKEN #@EvyyR R—)LT>RI)L - Solid Carbide Ball Nose End Mills
70/ FP,-Curt

- ZEMNICEZ 25 ERE/ N1/ T+ —Y - Multi-functional, high performance tool
VA=) - Optimised chisel edge

- RBEOFEILEE - 3 lengths available
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. HRC %
Iy
Od—F % - Coating TIALN |
TIVr— 3y - BEIM (PASIR) Applications — material (see page 4) P
- FEAEITRTOHWHEIMICERE R B - For almost all materials 1.1-41 |
ST EFINIHEXUHSCERE LIS - Suitable for roughing, finishing and HSC finishing K
TICRiE
. N 212852 )1214
S [ 1113 ] 2126
Hl11-1.2 I
I3=3xdy - <3—1 - Short design
T ERIZE - Order code 3820A
9 dq r lo I3 l4 gds 4 g dy a b z B
-0,02 -0,01 h5 () BE
0,5 0,25 1 2 54 0,45 17,7 6 10° 9° 2 .0005 °
1 0,5 2 4 57 0,95 18,3 6 10° 8,5° 2 .001 °
1,5 0,75 2,5 4,5 57 1,4 17,5 6 10° 8,5° 2 .0015 °
2 1 3 8 57 1,8 19,9 6 10° 6,5° 2 .002 o
3 1,5 B 10 57 2,8 19 6 10° 5,5° 2 .003 [}
4 2 4 12 57 3,8 18,2 6 10° 3,5° 2 .004 °
5 2,5 5) 15 57 47 18,6 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 36 83 11,5 - 12 - — 2 012 [

8 EMUGE ® = 1ZHEFE[E [ - Stock tool Z3ESXH - Ordering example: 3820A.0005
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H)BIZ&44 - Cutting Conditions
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Solid carbide ball nose end mills — short design (2 flutes)
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FTERBL - Valid for

3820A
[ESE——
I3=3xd4
FeinT T EFmT
Roughing Finishing
A ae
= =
cél > ma :;
et 3
S =
o] 1] e ]| 17
|t———| «© t———| &
3, =02x0d 2, =0,1x0d;
YIHIRE YIFBIDED YIHIERE YIFBIDED YIHIERE YIFBIDHED % || ms =
V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] S| MaL
260 0,013 x dy 280 0,015 x d4 300 0,013 x d4 m] u [m] u
240 0,012 x d4 260 0,014 x d4 280 0,012 x d4 u] [ ] O [ ]
220 0,011 x dy 240 0,013 x dy 260 0,011 x dy ] L o
200 0,010 x d4 220 0,012 x d4 240 0,010 x d4 u] [ ] O
180 0,009 x d4 200 0,010 x d4 220 0,009 x d4 o u (]
1.1 140 0,008 x d4 160 0,009 x d4 180 0,010 x d4 [] []
M[ 21 120 0,008 x d4 140 0,009 x d4 160 0,010 x dy [5] []
3.1 100 0,006 X d 110 0,007 x d; 120 0,008 x d; 0 ]
4.1 80 0,006 x d 90 0,007 x d 100 0,008 x d [m] u
260 0,011 x d4 280 0,013 x d4 300 0,010 x d4 [u] [] [&]
260 0,011 x d4 280 0,013 x d4 300 0,010 x d4 =] [] =]
220 0,011 x d4 240 0,013 x d4 260 0,010 x d4 [m] [] [&]
220 0,011 x dy 240 0,013 x dy 260 0,010 x dy =] [] [&]
180 0,010 x d; 200 0,017 xd; 220 0,008 x dy =] O
180 0,010 x d 200 0,017 xd; 220 0,008 x d; 5] ]
140 0,008 x d4 160 0,009 x d4 180 0,007 x d4 [u] []
130 0,008 x d 140 0,009 x d 150 0,007 x d [u] []
400 0,015 x ds 420 0,017 x d; 450 0,014 x d; 5] ]
350 0,014 x d; 370 0,016 x d; 400 0,013xd; 5] [l
280 0,013 x d4 300 0,015 x d4 350 0,012 x d4 ] []
200 0,012 x dy 260 0,012 x dy 280 0,010 x dy [m] []
200 0,012 xd; 260 0,012xd; 280 0,010 x d; 5] [l
200 0,012 x d4 260 0,012 x d4 280 0,010 x d4 [m] a [m] u
160 0,010 x d4 220 0,010 x d4 250 0,008 x d4 [] [
160 0,010 x d4 220 0,010 x d4 250 0,008 x d4 =] []
160 0,010 x d4 220 0,010 x d4 250 0,008 x d4 [m] =] =] []
150 0,008 x d4 180 0,008 x d4 200 0,006 x d4 [m] []
120 0,008 x d; 140 0,008 x d; 160 0,006 x d; 5] ]
130 0,008 x d4 150 0,009 x d4 180 0,007 x d4 =] []
120 0,009 x d4 140 0,010 x d4 150 0,007 x d4 [m] []
90 0,007 x d4 100 0,008 x d4 120 0,006 x d4 [] [
50 0,006 x d4 70 0,007 x d4 90 0,005 x d4 =] []
80 0,007 x d4 100 0,008 x d4 110 0,006 x d4 ] []
30 0,005 x d4 40 0,006 x d4 50 0,004 x d4 [m] []
30 0,005 x d 40 0,006 X d; 50 0,004 x d; 5] [l
30 0,005 x d4 30 0,006 x d4 40 0,004 x d4 0 []
20 0,005 x d4 30 0,006 x d4 40 0,004 x d4 @] []
30 0,005 x d4 30 0,006 x d4 40 0,004 x d4 O []
1.1 160 0,008 x d4 180 0,009 x d4 200 0,010 x d4 =] []
H 1.2 120 0,007 x dy 150 0,008 x d4 170 0,009 x d4 =] []
13
1.4
15
= 38 - very suitable v = PIHIREE - Cutting speed 9

= SEFAEJ#E - suitable

f, = K 1=D3ED - Feed per tooth



FHRANKEN #@yyyRk sR—LT>RE)L - Solid Carbide Ball Nose End Mills

70/ ,-Cuwt
- ZBEMICEX 2SR/ \ 1/ T4 —~ - Multi-functional, high performance tool E+EE
VA=) - Optimised chisel edge N W .j
- RBEOFEILEE - 3 lengths available ELE '
IEEOTEES — OEca
=)
1B \
DIN 6535 E
CJHA
HB
—
30° | R—JIL \
—
=
'STL NS < § N
< =
lo =
° MMS %
b MQL
Iy
% ¥ *
@ -
ST 653 4 S 13
sj7 — <
S b 'é’ S <55 Ve é f;
I HRC =
Iy
Od—F % - Coating TIALN |
T7Vr— 3> - BHEIM (PASER) Applications — material (see page 4) P
- FEAEITRTOHWHEIMICERE R B - For almost all materials 1.1-41 |
ST EFINIHEXUHSCERE LIS - Suitable for roughing, finishing and HSC finishing K
TcHE
PR N (228,52 1214
S [ 1113 ] 2126
Hl11-1.2 |
I3=5xd;—EA>% - Long design
T ERIZFE - Order code 3821A
0 dy r Iy I3 l 0ds I 0 dp a b Z HY4X
002  -001 h5 () BE
0,5 0,25 1 2,5 57 0,45 18,2 6 10° 9° 2 .0005 °
1 0,5 2 5 57 0,95 19,3 6 10° 8° 2 .001 ®
1,5 0,75 25 7.5 57 1,4 20,5 6 10° 6,5° 2 .0015 [}
2 1 3 10 63 1,8 21,9 6 10° 5,5° 2 .002 o
3 15 815 15 63 2,8 24 6 10° 4° 2 .003 [}
4 2 4 20 63 3,8 26,2 6 10° 2,5° 2 .004 °
5 2,5 5) 25 66 4.7 28,6 6 10° 1,5° 2 .005 [}
6 3 6 30 68 5,6 - 6 - - 2 .006 °
8 4 7 40 78 7,6 = 8 = = 2 .008 [}
10 5 8 50 92 9,6 — 10 — - 2 .010 )
12 6 10 60 106 11,5 = 12 = = 2 012 [

10 o = 1EXETEE R - Stock tool Z3ESH - Ordering example: 3821A.0005



H)BIZ&44 - Cutting Conditions
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Solid carbide ball nose end mills — long design (2 flutes)

FRANKEN

T w70, Cur

TR - Valid for

3821A
L
|3 =5Xx d1
FeinT T EFmT
Roughing Finishing
A A
= i=3
& > & :;
— 4 (=}
e S - 2
It I
o] 17 Ll 17
2, =0,2xd 2, =0,1xdy
YIEIERE YIAHDED PIEIERE YIAHI=DED PIEIREE YIAH=DED % \Q* MMS %
V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] % | MaL
240 0,013 x dy 260 0,015 x d4 280 0,013 x d4 u] [ ] [m] [ ]
220 0,012 x d4 240 0,014 x d4 260 0,012 x d4 [m} u [m} | |
200 0,011 x dy 220 0,013 x d4 240 0,011 x dy m] [ ] O
180 0,010 x d4 200 0,012 x d4 220 0,010 x d4 o ] o
160 0,009 x d4 180 0,010 x d4 200 0,009 x d4 m] [ ] O
1.1 120 0,008 x d4 140 0,009 x d4 160 0,010 x dy [m] ]
M[ 21 100 0,008 x d4 120 0,009 x d4 140 0,010 x d4 ] [
3.1 80 0,006 x d4 90 0,007 x d4 100 0,008 x d4 5] []
4.1 70 0,006 x d 80 0,007 x d 90 0,008 x d =] []
240 0,011 x d4 260 0,013 x d4 280 0,010 x d4 =] [] [&]
240 0,011 x dy 260 0,013 x dy 280 0,010 x dy =] [] [&]
200 0,011 x dy 220 0,013 x dy 240 0,010 x dy =] [] =]
200 0,011 x d4 220 0,013 x d4 240 0,010 x d4 [E] [] [&]
160 0,010 x d4 180 0,011 x d4 200 0,008 x d4 [m] []
160 0,010 x d4 180 0,011 x d4 200 0,008 x d4 =] []
130 0,008 x d4 140 0,009 x d4 160 0,007 x d4 =] []
120 0,008 x d 130 0,009 x d 140 0,007 x d =] []
380 0,015 x d4 400 0,017 x d4 420 0,014 x d4 5] []
340 0,014 x d4 360 0,016 x d4 380 0,013 x d4 [u] []
280 0,013 x d4 300 0,015 x d4 320 0,012 x d4 ] []
180 0,012 x d4 230 0,012 x d4 260 0,010 x d4 5] []
180 0,012 x d4 230 0,012 x d4 260 0,010 x d4 5] []
180 0,012 x d4 230 0,012 x d4 260 0,010 x d4 =] =] [5] ]
150 0,010 x d4 200 0,010 x d4 220 0,008 x d4 [5] []
150 0,010 x dy 200 0,010 x dy 220 0,008 x d4 5] []
150 0,010 x dy 200 0,010 x dy 220 0,008 x d4 =] =] [m] []
140 0,008 x d4 160 0,008 x d4 180 0,006 x d4 5] []
110 0,008 x d4 130 0,008 x d4 140 0,006 x d4 5] []
120 0,008 x d4 140 0,009 x d4 160 0,007 x dy [m] []
110 0,009 x d4 130 0,010 x d4 140 0,007 x d4 [5] []
80 0,007 x d4 90 0,008 x d4 110 0,006 x d4 =] []
40 0,006 x d4 60 0,007 x dy 80 0,005 x d4 [5] []
80 0,007 x d4 90 0,008 x d4 100 0,006 x d4 5] []
30 0,005 x d4 40 0,006 x d4 50 0,004 x d4 5] []
30 0,005 x d4 40 0,006 x d4 50 0,004 x d4 [u] []
20 0,005 x d4 30 0,006 x d4 40 0,004 x d4 ] []
20 0,005 x d4 30 0,006 x d4 40 0,004 x d4 [5] []
20 0,005 x ty 30 0,006 X dy 40 0,004 x dy B u
1.1 150 0,008 x d4 170 0,009 x d4 190 0,010 x dy [E] []
H B 110 0,007 x d4 140 0,008 x d4 160 0,009 x d4 [u] []
5
W = 53 - very suitable v = PIHIREE - Cutting speed 11
[ = SEFAFTRE - suitable f, = M T=D3IXD - Feed per tooth



FRANKEN #@EvyyR R—)LT>RI)L - Solid Carbide Ball Nose End Mills
70/ FP,-Curt

- ZEMNICEZ 25 ERE/ N1/ T+ —Y - Multi-functional, high performance tool
VA=) - Optimised chisel edge

- RBEOFEILEE - 3 lengths available

-3BENDTERS

=

UoU

7
"
Uy

2

£ THA

@ B
(O]

A
- 30° R—IL

o | =%

=
@

|

~&5 |y

< w
b | s <55 "céfz
I
3 HRC 13
h
=
-5: = = L} S
s7 \J\ =
Vil 2 ot
I3
Iy
h I=ILZ VR
d—7 7% - Coating TIALN |
FIVr—y 3y - KEHIM P4SIR) Applications — material (see page 4) P
- FEAEITRTORHIMICERA P RE - For almost all materials 1.1-41 |
- TN A EIF I TR KTHSCE & L - Suitable for roughing, finishing and HSC finishing K
TicH@E
NIicka "
s
H
l3=8xdy— TV AMZM0O>% - Extra long design
T ERZE - Order code 3822A
9 dq r lo I3 4 g ds 4 gdy a b YA B4 X
002 -001 hs (A% BE
0,5 0,25 1 4 57 0,45 19,7 6 10° 8° 2 .0005 [ ]
1 0,5 2 8 60 0,95 22,3 6 10° 6,5° 2 .001 °
1,5 0,75 2,5 12 63 14 25 6 10° 5,9 2 0015 [}
2 1 3 16 66 1,8 27,9 6 10° 4,5° 2 .002 °
3 1,5 S 24 72 2,8 o) 6 10° 3 2 .003 °
4 2 4 32 76 3,8 38,2 6 10° 2° 2 .004 ®
5 2,5 5 40 80 4,7 43,6 6 10° 1° 2 .005 °
6 3 6 48 86 5,6 - 6 - - 2 .006 ®
8 4 7 64 102 7,6 - 8 - = 2 .008 [

12 o = 1EXETEE R - Stock tool S3ESH - Ordering example: 3822A.0005



B4l 2&44 - Cutting Conditions FRANKEN

T w70, LCuwe
=) BEYYYR R—=ILIYRII-TH/XRZOYT 2 H)
Solid carbide ball nose end mills — extra long design (2 flutes) KRB - Valid for
3822A
== L
I3=8xd4
FeinT T EFmT
Roughing Finishing
de
=
al >
S e}
N
= =3
o
‘ 0d ‘ i
= - &
e =0,05x dq
PIHIRE YIHBH=DIED YIHIERE YIHBH=DIED % m" MMS %
v [m/min] f, [mm] V¢ [m/min] f, [mm] % | MaL
220 0,013 x d 240 0,013 x d o n O n
200 0,013 x d4 220 0,013 x d4 o n o n
180 0,012 x d 200 0,012 x dq o n O
160 0,012 x d4 180 0,012 x d4 o n o
150 0,010 x d 170 0,010 x d o n O
1.1 120 0,008 x d 140 0,009 x d 0 O
M[ 21 100 0,008 x dy 120 0,009 x dy = 0
31 80 0,006 x dy 90 0,007 x dy = 0
4.1 70 0,006 x d 80 0,007 x d O n
220 0,011 x dy 240 0,013 x dy 5 n O
220 0,011 x d 240 0,013 x d E n &
180 0,011 x d 200 0,013 x dy 0 O 0
180 0,011 xdy 200 0,013 x d = u =
150 0,010x dy 160 0,011 x dy = u
150 0,010x dy 160 0,017 x dy O n
120 0,008 x dy 130 0,009 x d O n
110 0,008 xd 120 0,009 x d 0 n
340 0,015x dq 360 0,017 x dy = u
300 0,014 x dy 320 0,016 x dy O u
240 0,013 xdy 260 0,015 x dy O n
160 0,012 x dy 200 0,012 x dy = O
160 0,012 x dy 200 0,012 x dy = O
160 0,012xdy 200 0,012 x dy O O O 0
140 0,010 x dy 160 0,010 x dy O n
140 0,010 x d 160 0,010 x d O n
140 0,010 x d 160 0,010 x d O = 0 u
130 0,008 x dy 150 0,008 x d O 0
100 0,008 x dq 110 0,008 x d = 0
100 0,008 x d 120 0,009 x d 0 O
90 0,009 x dy 110 0,010 x dy O n
70 0,007 x dy 80 0,008 x dy O n
30 0,006 x d 40 0,007 x d = n
90 0,007 x d 80 0,008 x d O O
70 0,005 x dy 40 0,006 x d = u
30 0,005 x dy 40 0,006 x dy = O
20 0,005 x dy 30 0,006 x d O n
20 0,005 x dy 30 0,006 x dy O n
20 0,005 x d 30 0,006 x d = n
1.1 130 0,008 x dy 150 0,009 x d 0 u
HLL 100 0,007 x dy 120 0,008 x d O u
5
= 38 - very suitable v = PIHIREE - Cutting speed 13

= EFIPIHE - suitable f, = M T=D3IXD - Feed per tooth



FHRANKEN #@yyyRk sR—LT>RE)L - Solid Carbide Ball Nose End Mills
w70, LCuwe

- ZBEMICEX 2SR/ \ 1/ T4 —~ - Multi-functional, high performance tool
YRAY—=)b - 2 centre cutting edges

- DM 2 A DF&ET - Optimised chisel edge

-EOFEILEEE - 3 lengths available

-3FEEDITERS

iy l =
[=];4==[m]

7
!
I

%

U

R—JL

7
/
I

2

e
@ >

= =N s
AT A
b "
h <55 v /f;
HRC 2
al 15
-5; @\ t S
s& A_J — \‘; S
lo = =1
I3
lg
I A=IZoUK
Od—F <% - Coating TIALN |
TV =3y - #HEIM (PASER) Applications — material (see page 4) P -_J
- IFEAETRTOHHEIMICEAE T RE - For almost all materials 1.1-41 |
- EFINIRKUHSCERE IS - Suitable for roughing, finishing and HSC finishing K -_J
TICERE
ITICEE N (21-28,52 J1.2-14
sl1a26) |
H(11-12 ) ]
I3=3xdy - <3— - Short design
T ERFE - Order code 3823A
0 dy r I I3 I 9 ds I 9 dy a b Z 14X
-0,02 -0,01 h5 () BE
2 1 3 8 57 1,8 19,9 6 10° 6,5° 4 .002 ()
3 1,5 3,5 10 57 2,8 19 6 10° 5,5° 4 .003 ®
4 2 4 12 57 3,8 18,2 6 10° BIoR 4 .004 [ )
5 2,5 5 15 57 47 18,6 6 10° 2° 4 .005 °
6 3 6 20 57 5,6 - 6 - = 4 .006 [}
8 4 7 25 63 7,6 - 8 - - 4 .008 °
10 ) 8 30 72 9,6 = 10 = - 4 .010 [ )
12 6 10 36 83 11,5 — 12 — — 4 012 [

L ——15-90° BITIH 41K
All cutting edges in operation

\ ¥
0-15° BIHIYIH 214

2 cutting edges in operation
14 o = RAEFEEE M - Stock tool ZEXAY - Ordering example: 3823A.002




H)BIZ&44 - Cutting Conditions

U
i
oL

BEYVUYR R—=ILTYRIIL-v3—b @ H8H)
Solid carbide ball nose end mills — short design (4 flutes)

FRANKEN
FEETOPCuE

FTERBL - Valid for

3823A
[ESE——
I3=3xd4
FeinT T EFmT
Roughing Finishing
2 N
= i=3
& > & :;
— (=}
- pr - 2
It I
od: | & KL &
2, =0,2xd4 2, =0,1xd4
IHIRRE PTIHBHI=DED IHIRRE PIHBHI=DED IHIRRE PTIHHI=DED % \Q* MMS %
V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] % | MaL
260 0,013 x dy 280 0,015 x dy 300 0,013 x d4 u] [ ] [m] [ ]
240 0,012 x d4 260 0,014 x d4 280 0,012 x d4 [m} u O | |
220 0,011 x dy 240 0,013 x dy 260 0,011 x dy m] [ ] O
200 0,010 x d4 220 0,012 x d4 240 0,010 x d4 [m} | ] (m]
180 0,009 x d4 200 0,010 x dy 220 0,009 x d4 m] [ ] [m]
1.1 140 0,008 x d4 160 0,009 x d4 180 0,010 x dy [m] []
M| 21 120 0,008 x dy 140 0,009 x dy 160 0,010 x dy O u
3.1 100 0,006 x d4 110 0,007 x d4 120 0,008 x d4 5] []
4.1 80 0,006 x d 90 0,007 x d 100 0,008 x d =] []
260 0,011 x dy 280 0,013 x dy 300 0,010 x d4 u] [] [m]
260 0,011 x dy 280 0,013 x dy 300 0,010 x dy [u] [] O
220 0,011 x dy 240 0,013 x dy 260 0,010 x dy =] [] =]
220 0,011 x d4 240 0,013 x d4 260 0,010 x d4 [E] [] =]
180 0,010 x d4 200 0,011 x d4 220 0,008 x d4 [m] []
180 0,010 x d4 200 0,011 x d4 220 0,008 x d4 =] []
140 0,008 x d4 160 0,009 x d4 180 0,007 x d4 =] []
130 0,008 x d 140 0,009 x d 150 0,007 x d =] []
400 0,015 x d4 420 0,017 x d4 450 0,014 x d4 5] []
350 0,014 x d4 370 0,016 x d4 400 0,013 x d4 ] [
280 0,013 x dy 300 0,015 x dy 350 0,012 x d4 ] []
200 0,012 x d4 260 0,012 x d4 280 0,010 x d4 5] ]
200 0,012 x d4 260 0,012 x d4 280 0,010 x d4 5] ]
200 0,012 x dy 260 0,012 x dy 280 0,010 x d4 =] =] [5] ]
160 0,010 x dy 220 0,010 x dy 250 0,008 x d4 [5] []
160 0,010 x dy 220 0,010 x dy 250 0,008 x d4 5] []
160 0,010 x dy 220 0,010 x dy 250 0,008 x d4 =] =] [m] []
150 0,008 x d4 180 0,008 x d4 200 0,006 x d4 ] [
120 0,008 x d4 140 0,008 x d4 160 0,006 x d4 5] u
130 0,008 x d4 150 0,009 x d4 180 0,007 x dy [m] []
120 0,009 x d4 140 0,010 x d4 150 0,007 x d4 [5] []
90 0,007 x d4 100 0,008 x d4 120 0,006 x d4 =] []
50 0,006 x d4 70 0,007 x dy 90 0,005 x d4 [5] []
90 0,007 x d4 100 0,008 x d4 110 0,006 x d4 ] [
30 0,005 x d4 40 0,006 x d4 50 0,004 x d4 5] ]
30 0,005 x d4 40 0,006 x d4 50 0,004 x d4 ] [
20 0,005 x d4 30 0,006 x d4 40 0,004 x d4 ] []
20 0,005 x d4 30 0,006 x d4 40 0,004 x d4 [5] []
20 0,005 x dy 30 0,006 X dy 40 0,004 x dy 0 u
1.1 160 0,008 x d4 180 0,009 x d4 200 0,010 x dy [E] []
H B 120 0,007 x d4 150 0,008 x d4 170 0,009 x d4 [u] []
5
W = 53 - very suitable Ve = BIHIREE - Cutting speed 15
[ = SEFITTHE - suitable f, = F37=D3ED - Feed per tooth



FRANKEN #@EvyyR R—)LT>RI)L - Solid Carbide Ball Nose End Mills
w70, Cur

- ZEMNICEZ 25 ERE/ N1/ T+ —Y - Multi-functional, high performance tool
YRAY—=)b - 2 centre cutting edges N
- DM 2 A DF&ET - Optimised chisel edge
-EOFEILEEE - 3 lengths available —
3EEOTERS
HBE
DIN 6535
CJHA
HB
—_—
30° | R—JIL E
—_—
=
(AN
—
MMS
MaL
= =N s
< =
T A
I3 4
h <55 v /f;
HRC 2
a| 17
-5; @\ t S
s& A_J — \‘; S
lo = =1
I3
lg
I A=IZoUK
Od—F <% - Coating TIALN |
TV =3y - #HEIM (PASER) Applications — material (see page 4) P -_J
- IFEAETRTOHHEIMICEAE T RE - For almost all materials 1.1-41 |
- EFINIRKUHSCERE IS - Suitable for roughing, finishing and HSC finishing K -_J
TICERE
MTICRE N (2428,52)1214
s1126) |
H(11-12 ) ]
l3=5xdy - A% - Long design
T E&IE - Order code 3824A
0 dy r I I3 I 0ds Iy 0 dp a b Z P4X
-0,02 -0,01 h5 () BE
2 1 3 10 63 1,8 21,9 6 10° HIoK 4 .002 ()
3 1,5 3,5 15 63 2,8 24 6 10° 4° 4 .003 ®
4 2 4 20 63 3,8 26,2 6 10° 2,5° 4 .004 [ )
5 2,5 5 25 66 47 28,6 6 10° 1,5° 4 .005 °
6 3 6 30 68 5,6 - 6 - = 4 .006 [}
8 4 7 40 78 7,6 - 8 - - 4 .008 °
10 ) 8 50 92 9,6 = 10 = - 4 .010 [ )
12 6 10 60 106 11,5 — 12 — — 4 012 [

L ——15-90° BITIH 41K
All cutting edges in operation

\ ¥
0-15° BIHIYIH 214

2 cutting edges in operation
16 o = RAEFEEE M - Stock tool ZEXA - Ordering example: 3824A.002




H)BIZ&44 - Cutting Conditions

FRANKEN

Ty ew70,-Cut
BEYYYR R—=ILIVRII-OVT @ H8A)
Solid carbide ball nose end mills — long design (4 flutes) KRB - Valid for
3824A
L
I3 =5xdj
FeinT T EFmT
Roughing Finishing
ae de
= i=3
& : & :;
- o
- S > 2
1} I
od: | & KL &
2, =0,2xd4 2, =0,1xd4
YIEIERE PTIHBHI=DED PIEIERE YIAHI=DED PIEIREE YIAH=DED % \Q* MMS %
V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] % | MaL
240 0,013 x d 260 0,015 x dy 280 0,013 x d o [ o n
220 0,012 x dy 240 0,014 x dq 260 0,012 x dq o L [m} n
200 0,011 x dy 220 0,013 x dy 240 0,011 x dq o n O
180 0,010 x dq 200 0,012 x dy 220 0,010 x dq o u [m}
160 0,009 x dq 180 0,010 x dy 200 0,009 x dq o [ O
1.1 120 0,008 x d 140 0,009 x d 160 0,010 x dy 0 O
M[ 21 100 0,008 x d 120 0,009 x dy 140 0,010 x dy =] u
31 80 0,006 x d 90 0,007 x dy 100 0,008 x dy O [
4.1 70 0,006 x d 80 0,007 x d 90 0,008 x d O O
240 0,011 x dy 260 0,013 x dy 280 0,010 x d o u 5
240 0,011 x d 260 0,013x dy 280 0,010 x dy = O E
200 0,017 x dy 220 0,013x d 240 0,010 x dy 0 n 0
200 0,011 x d 220 0,013x d 240 0,010 x dy 0 u 0
160 0,010 x dy 180 0,011 x dy 200 0,008 x dy O u
160 0,010 x dy 180 0,011 x dy 200 0,008 x dy O O
130 0,008 x d 140 0,009 x dy 160 0,007 x dy O O
120 0,008 x d 130 0,009 x d 140 0,007 x d = O
380 0,015 x dy 400 0,017 x dy 420 0,014 x dy E O
340 0,014 x dy 360 0,016 x dy 380 0,013 x dy 5] [l
280 0,013 x dy 300 0,015 x dy 320 0,012 x dy O O
180 0,012 x d 230 0,012x d 260 0,010 x dy 0 O
180 0,012 x dy 230 0,012 x dy 260 0,010 x dy E 0
180 0,012x dy 230 0,012x dy 260 0,010 x dy O O O n
150 0,010 x dy 200 0,010 x dy 220 0,008 x dy O O
150 0,010 x d 200 0,010 x d 220 0,008 x dy E O
150 0,010 x d 200 0,010x d 220 0,008 x dy = 0 0 O
140 0,008 x d 160 0,008 x dy 180 0,006 x dy 0 0
110 0,008 x dy 130 0,008 x dy 140 0,006 x dy E O
120 0,008 x d 140 0,009 x dy 160 0,007 x dy 0 O
110 0,009 x dy 130 0,010 x dy 140 0,007 x dy O n
80 0,007 x dy 90 0,008 x dy 110 0,006 x dy O O
40 0,006 x dy 60 0,007 x d 80 0,005 x dy O O
80 0,007 x dy 90 0,008 x dy 100 0,006 x d = O
30 0,005 x dy 40 0,006 x dy 50 0,004 x dy E O
30 0,005 x dy 40 0,006 x dy 50 0,004 x dy 5] [l
20 0,005 x dy 30 0,006 x dy 40 0,004 x dy O O
20 0,005 x d 30 0,006 x dy 40 0,004 x dy O 0
20 0,005 x d 30 0,006 x dy 40 0,004 x dy = O
1.1 150 0,008 x d 170 0,009 x d 190 0,010 x d 0 u
HLL 110 0,007 x dy 140 0,008 x dy 160 0,009 x dy O u
5
W = 53 - very suitable v = PIHIREE - Cutting speed 17
[ = SEFAFTRE - suitable f, = M T=D3IXD - Feed per tooth



FRANKEN #@EvyyR R—)LT>RI)L - Solid Carbide Ball Nose End Mills

w70, Cuwt
- ZEMICER 2R/ \ /T4 —~ - Multi-functional, high performance tool [EI*E[E]
DAY =)L - 2 centre cutting edges N 5- -j
- DM 2 I DERET - Optimised chisel edge .
- mEOFEILERE - 3 lengths available — [=] H
-3 EENTERS
1B E
DIN 6535
JHA
HB
—_—
30° R—=JL
—_—
-~
(AN
—_—
MMS %
MaL
% ¥, *
= N s
2 AN 2 i
< o
4'—2J B <55 "Céfz
I
3 HRC 19
h
=y
S AN t S
S JgJ § A
I3
Iy
d—3 >4 - Coating TIALN )
FIVTr—yay - #EIH (PASER) Applications — material (see page 4) P1161)
- FEAEITRTOHHEIMICTERE R BE - For almost all materials 1.1-41 |
- M EFIN TR KOHSCEZRL £ - Suitable for roughing, finishing and HSC finishing K -_J
TICE
NITICRE N (2.1-2.8,5.2 J1.2-1.4
si26) |
H (1112
l3=8xdy—- TV ANZMO>% - Extra long design
T ERIZFE - Order code 3825A
0 dy r Iy I3 I 0 ds I 9 dy a b Z B4 X
002  -001 hs (9% BE
2 1 3 16 66 1,8 279 6 10° 4,5° 4 .002 [}
3 1,5 3,5 24 72 2,8 33 6 10° 3° 4 .003 °
4 2 4 32 76 3,8 38,2 6 10° 2° 4 .004 [ )
5 2,5 5 40 80 47 43,6 6 10° 1° 4 .005 °
6 & 6 48 86 5,6 - 6 - - 4 .006 [ )
8 4 7 64 102 7,6 - 8 - — 4 .008 ]

——15-90° BHTIN 41K
All cutting edges in operation

| ¥
0-15° BIHIYIH 214

2 cutting edges in operation
18 o = RAEFEEE M - Stock tool ZEX A - Ordering example: 3825A.002




H)BIZ&44 - Cutting Conditions

FRANKEN

T w70, LCuwe
=) BEYYYR R—ILIYRI-TH/XRZOVT (4 H)
Solid carbide ball nose end mills — extra long design (4 flutes) KRB - Valid for
I 3825A
B=== N
I3=8xd4
FeinT T EFmT
Roughing Finishing
de
IEH
al >
S e}
N
= =3
o
‘ 0d ‘ i
== <
e =0,05xd
PIHIRE YIAHI=DED YIHIERE YIAHI=DED % ?&* MMS %
v [m/min] f, [mm] V¢ [m/min] f, [mm] )| MaL
170 0,011 x dy 180 0,011 x dq o [ O n
150 0,011 x d 160 0,011 x dq o L o n
130 0,010 x d 140 0,010 x d o n O
130 0,010 x dy 140 0,010 x d o u o
120 0,009 x d 130 0,009 x d o n O
1.1 120 0,008 x d 130 0,009 x d 0 O
M[ 21 100 0,008 x dy 110 0,009 x d 0 0
31 80 0,006 x dq 90 0,007 x dy E u
4.1 70 0,006 x d 80 0,007 x d O n
200 0,011 x dy 220 0,013 x dy 5 u O
200 0,011 x d 220 0,013 x d E O &
170 0,011 x d 190 0,013 x dy 0 n 0
170 0,017 x dy 190 0,013 x d 0 u =
150 0,010x dy 160 0,011 x dy E u
150 0,010x dy 160 0,017 x dy O n
120 0,008 x dy 130 0,009 x d O n
110 0,008 xd 120 0,009 x d O n
340 0,015x dq 360 0,017 x dy E u
300 0,014 x dy 320 0,016 x dy O u
240 0,013 xdy 260 0,015 x dy O n
160 0,012 x dy 200 0,012 x d 0 O
160 0,012xd 200 0,012 x dy E O
160 0,012xdy 200 0,012 x dy O O O n
140 0,010 x dy 160 0,010 x dy O [l
140 0,010 x d 160 0,010 x d O [l
140 0,010 x d 160 0,010 x d O 0 0 O
130 0,008 x dy 150 0,008 x d 0 O
100 0,008 x dq 110 0,008 x d E O
100 0,008 x d 120 0,009 x d 0 O
90 0,009 x dy 110 0,010 x d O [
70 0,007 x dy 80 0,008 x dy O [l
30 0,006 x d 40 0,007 x dy = [l
70 0,007 x d 80 0,008 x d = O
25 0,005 x dy 40 0,006 x d E u
25 0,005 x dy 40 0,006 x dy & u
25 0,005 x dy 30 0,006 x dy O n
25 0,005 x dy 30 0,006 x dy O [
20 0,005 x d 30 0,006 x d = [
1.1 120 0,008 x dy 130 0,009 x d 0 u
HLL 100 0,007 x dy 110 0,008 x d O u
5
W = 53 - very suitable Ve = BIHIREE - Cutting speed 19
[ = EFAFTBE - suitable f, = K 1=D3ED - Feed per tooth



FRANKEN #@YUyRk R—LT>R3)L - Solid Carbide Ball Nose End Mills

w70, LCuwe
- ZBEMICEX 2SR/ \ 1/ T4 —~ - Multi-functional, high performance tool E= ]
YRAY—=)b - 2 centre cutting edges N
- DM 2 A DF&EET - 3 lengths available -
-3EBEEOIERS - with long peripheral cutting edge Nt [=]
- ARDORWHAEXF (min. 1,5 x dy) (min. 1.5 x d1) \
B
=
DIN 6535
CJHA
HB

5|

35-38° | R—IJL E
N

S e“[ 3-5°

ek e 5
| za Y

= = 5
s RN s[
o R | S ve/f,
I3 E
; 21
4
I A=I7oVk
Od—F % - Coating TIALN |
TIVr— 3y - BEIM (PASIR) Applications — material (see page 4) P1161)
- FEAEITRTOWHEIMICHERE T 8 - For almost all materials 1.1-24 | 3.1-4.1
- HSCEnERft LIS ICRE - Suitable for HSC finishing K -M
-NUEV TS - Also suitable for trimming =
N [2.1-2.8,4.1-4.2
N
si26) |
23— - Short design
T ERIFE - Order code 3840A
0 dy r Iy I3 I 9 d3 Iy 9 dy Z 14X
8 s E: BE
3 1,5 5 9 50 29 14 6 3 .003 °
4 2 8 12 54 3,8 18 6 3 .004 ®
5 2,5 9 16 54 4,8 18 6 3 .005 [}
6 3 10 16 54 5,8 - 6 4 .006 o
8 4 12 20 58 7.7 - 8 4 .008 °
10 5 15 24 66 9,5 - 10 4 .010 °
12 6 18 26 73 11,5 - 12 4 012 [ )
16 8 24 32 82 15,5 - 16 4 .016 ]

_——15-90° BYIH 4K
All cutting edges in operation

i¥
0-15° BXIYIH 2%

2 cutting edges in operation
20 o = 1EXETEE R - Stock tool Z3EH - Ordering example: 3840A.003




B4l 2&44 - Cutting Conditions FRANKEN

T w70, LCuwe
=) BEVYYR R=ILTYRI)L-v3—bk
: ; : . ) e )
Solid carbide ball nose end mills — short design KRB - Valid for
I 3840A
[ESE——
ST T EFIT
Roughing Finishing
de
E=3
& x
- S
o
o] 11
1] &
2, =0,2xdy
PIHIERE YIHBH=DIED YIHIERE YIHBH=DIED % \%* MMS %
v [m/min] f, [mm] V¢ [m/min] f, [mm] % | MaL
200 0,014 x dy 270 0,010 x dy u] [ ] O [ ]
170 0,013 x dy 230 0,009 x dy o u o u
140 0,011 x dy 200 0,008 x dy m] [ ] O
110 0,010 x dy 160 0,007 x dy u] | ] O
100 0,008 x dy 130 0,006 x dy m] [ ] O
1.1 100 0,008 x d4 130 0,006 x d4 [m] ]
M[ 21 80 0,008 x dq 110 0,006 x dy 5] []
3.1 60 0,006 x d4 80 0,005 x dy [] []
4.1 40 0,006 x d 60 0,005 x d =] []
200 0,014 x dq 270 0,010 x dy =] [] [&]
200 0,014 x d4 270 0,010 x d4 =] [] [&]
180 0,011 x dy 230 0,008 x d4 =] ] =]
180 0,011 x dq 230 0,008 x d4 [E] [] [&]
140 0,011 x dy 200 0,008 x d4 [m] []
140 0,011 x dy 200 0,008 x dy [u] []
110 0,008 x dy 160 0,006 x dy =] []
100 0,008 x d 130 0,006 x d =] []
180 0,014 x dq 230 0,010 x dy 5] []
180 0,014 x dy 230 0,010 x dy 5] []
180 0,014 x dy 230 0,010 x dy =] =] =] ]
140 0,011 x dq 200 0,008 x dy ] []
140 0,011 x dy 200 0,008 x d4 [m] []
140 0,011 x dy 200 0,008 x d4 =] [m] [m] []
90 0,008 x dq 120 0,006 x dy 5] []
90 0,008 x dq 120 0,006 x dy 5] []
290 0,020 X d4 400 0,015 x dy =] [=] []
430 0,020 x dy 580 0,015 x dy 5] [m] []
100 0,008 x d4 130 0,006 x d4 [m] []
180 0,017 xd 270 0,012 xd =] [] []
100 0,010 x dy 130 0,007 x dy ] ]
80 0,008 x dyq 110 0,006 x dy =] []
40 0,007 X d4 60 0,005 x d4 [m] []
70 0,008 x d4 100 0,006 x d4 ] []
25 0,006 x dyq 40 0,004 x d4 5] []
25 0,006 x d4 30 0,004 x d4 [u] [
25 0,006 x dyq 30 0,004 x dy =] ]
15 0,006 x dq 25 0,004 x dy =] []
25 0,006 X d4 30 0,004 x d4 [m] []
1.1
H B
5
W = 53 - very suitable v = PIHIREE - Cutting speed 21
[ = EFAFTBE - suitable f, = K 1=D3ED - Feed per tooth



FRANKEN #@YUyRk R—LT>R3)L - Solid Carbide Ball Nose End Mills
T 7O P,-Cuwt

- ZBEMICEX 2SR/ \ 1/ T4 —~ - Multi-functional, high performance tool
YAV =)L - 2 centre cutting edges N
- DM 2 A DF&EET - 3 lengths available
-3BENTERS - with long peripheral cutting edge e
- ARDODRWHNENH (min. 2 x dq)
(min. 2 x d) B
DIN 6535
CJHA
HB

5|

35-38° | R—JL

0-| L

S e“[ 3-5°

ek e 5
| za Y

] g‘ﬂ S5
s RN s[
S b -é’ Vc/fz
I3 E
: 23
4
! F—NFIVE
Od—F % - Coating TIALN |
TV =3y - #EIM (PASER) Applications — material (see page 4) P -_J
- FEAEITRTOWHEIMICHERE T 8 - For almost all materials 1.1-21 | 31-41
- HSCEnERft LIS ICRE - Suitable for HSC finishing K -M
-NUEV TS - Also suitable for trimming =
N [2.1-2.8,4.1-4.2
v
s(1a26) |
A>% - Long design
T ERIFE - Order code 2502A
0 dy r Iy I3 I 0 ds Iy 0 dp Z HY4X
8 he 9% BE
2 1 6 10 57 1,9 20 6 3 .002 °
3 15 8 14 57 2,9 20 6 3 .003 ®
4 2 11 18 57 3,8 20 6 3 .004 [}
5 2,5 13 19 57 4,8 20 6 3 .005 o
6 3 13 20 57 5,8 = 6 4 .006 [}
8 4 19 25 63 7,7 - 8 4 .008 °
10 8 22 30 72 9,5 - 10 4 .010 [ ]
12 6 26 35 83 11,5 - 12 4 .012 (]
16 8 32 40 92 168 = 16 4 .016 ®

_——15-90° BYIH 4K
All cutting edges in operation

i¥
0-15° BXIYIH 2%

2 cutting edges in operation
29 o = 1EXETEE R - Stock tool S3ESH - Ordering example: 2502A.002




B4l 2&44 - Cutting Conditions FRANKEN

T Ew 70w
BEYYYR R—=ILZYRI)L- OvT
Solid carbide ball nose end mills — long design KRB - Valid for
2502A
L
T T EFImT
Roughing Finishing
de
S
& -
=
o
o] 11
L2 S
2, = 0,2 x dy
PIHIERE YN HhED YIHIERE PN HhED % ?&* MMS %
v [m/min] f, [mm] V¢ [m/min] f, [mm] % | MaL
200 0,014 x dy 270 0,010 x dq o n o .
170 0,013xdq 230 0,009 x dy o n o ]
140 0,011 x dy 200 0,008 x dq o u o
110 0,010 x dq 160 0,007 x dq o n o
100 0,008 x dy 130 0,006 x dq o u o
i 700 0,008 X d; 130 0,006 X d; E u
M[ 21 80 0,008 X dy 110 0,006 X dy E 0]
31 60 0,006  dy 80 0,005 x dy 0 u
41 40 0,006 x d 60 0,005 xd E u
200 0,014 x dy 270 0,010 x dy o u o
200 0,014 x d; 270 0,010x dy 5] [ &
780 0,011 xd; 230 0,008 x dy O O] o
180 0,011 xdy 230 0,008 X dy 0 u g
140 0,017 X0y 200 0,008 X dy 0 u
140 0,011 xdy 200 0,008 x dy O u
110 0,008 x dy 160 0,006 x dy O u
100 0,008 xd 130 0,006 xd O u
180 0,014 xd; 230 0,010xdy E u
180 0,014 Xy 230 0,010xdy E 0]
180 0,014 xd; 230 0,010xdy g O B O]
140 0,017 xdy 200 0,008 x d; B u
140 0,011 xdy 200 0,008 x d; B u
140 0,011 xdy 200 0,008 x dy g 0 E [
90 0,008 x dy 120 0,006 X dy E 0]
90 0,008 X dy 120 0,006 X dy E [
290 0,020 X d 400 0,015 x d; 0 E u
430 0,020 xdy 580 0,015x dy 0 E (]
700 0,008 X d; 130 0,006 X d; E [
180 0,017 xd 270 0,012 xd g u (]
100 0,010x d; 130 0,007 x dy B u
80 0,008 x dy 110 0,006 x d; E u
40 0,007 x dy 60 0,005 x dy B u
70 0,008 X d; 700 0,006 X dy E u
25 0,006 X dy 40 0,004 x dy E [
% 0,006 x dy 30 0,004 x dy B u
25 0,006 x dy 30 0,004 x dy E u
15 0,006 x d; 25 0,004 x d; B u
25 0,006 x dy 30 0,004 x dy B u
17
H B
5
W = 53 - very suitable Ve = BIHIREE - Cutting speed 23
[ = EFAFTBE - suitable f, = K 1=D3ED - Feed per tooth



FHRANKEIN B@yUyk R—ILTYRE)L - Solid Carbide Ball Nose End Mills
w70, Cuwt

- ZBEMICEX 2SR/ \ 1/ T4 —~ - Multi-functional, high performance tool
DAY =)l - 2 centre cutting edges N
- DM 2 A DF&EET - 3 lengths available
-3BENTERS - with extra long peripheral cutting edge N
- ARORWARER (min. 4 x dy) (min. 4 x dy)
g
DIN 6535
CJHA
HB
—_—
35-38° | R—JL
N 3-5°
MMS %
MQL
za IS
H H v/t
A E
2 | s 25
3
I A=I7oVk
Od—F % - Coating TIALN |
TIVr— 3y - BEIM (PASIR) Applications — material (see page 4) P1161)
- FEAEITRTOWHEIMICHERE T 8 - For almost all materials 1.1-21 | 31-41
- HSCEnERft LIS ICRE - Suitable for HSC finishing K -MJ
-NUEV TS - Also suitable for trimming =
’
N
si26) |
IV AMZ0A>% - Extralong design
T ERIFE - Order code 2504A
0 dy r Iy I3 I 9 dg 9 dy Z 14X
h10 6 (A% BE
6 3 40 60 100 58 6 4 .006 [ )
8 4 40 60 100 7,7 8 4 .008 ®
10 5) 40 55 100 9,5 10 4 .010 [}
12 6 45 50 100 11,5 12 4 012 °
16 8 65 90 150 5% 16 4 .016 [J

_——15-90° BYIH 4K
All cutting edges in operation

i¥
0-15° BXIYIH 2%

2 cutting edges in operation
24 o = 1EXETEE R - Stock tool S3ESH - Ordering example: 2504A.006




B4l Z&44 - Cutting Conditions FRANKEN

T w70, LCuwe
BEYUYR R=ILTYRI)L-TH/ZR50OY5
Solid carbide ball nose end mills — extra long design KRB - Valid for
I 2504A
B=== N
ST T EFIT
Roughing Finishing
de
=
&l 5
S
o
o] 11
== S
2, = 0,2 x dy
PIHIERE YIHBH=DIED YIHIERE YIHBH=DIED % m" MMS %
v [m/min] f, [mm] V¢ [m/min] f, [mm] % | MaL
140 0,014 x dy 190 0,010 x d o n O n
120 0,013 x d4 160 0,009 x d o u o n
100 0,011 x dy 140 0,008 x d o n o
80 0,010 x d4 110 0,007 x d o n o
70 0,008 x d 20 0,006 x d o n O
1.1 70 0,008 x d 90 0,006 x d 0 O
M[ 21 60 0,008 x dy 80 0,006 x dy = 0
31 50 0,006 x dy 60 0,005 x d O u
41 30 0,006 x d 50 0,005 x d O n
140 0,014 x dy 190 0,010 x dy 0 n =
140 0,014 x d 190 0,010 x d E n =
120 0,011 x d 160 0,008 X d 0 O =
120 0,011 x dy 160 0,008 x d = u =
100 0,017 x dy 140 0,008 x dy = u
100 0,017 xdy 140 0,008 x d 0 u
80 0,008 x dy 110 0,006 X d O n
70 0,008 x d 90 0,006 X d 0 n
120 0,014 x dy 160 0,010 x d = O
120 0,014 x dy 160 0,010 x dy O u
120 0,014 x dy 160 0,010 x dy O O O 0
100 0,011 x dy 140 0,008 x dy O n
100 0,011 x d 140 0,008 x d = n
100 0,011 x d 140 0,008 X d 0 = 0 u
70 0,008 x dy 90 0,006 x d O 0
70 0,008 x dy 90 0,006 x d = 0
200 0,020 x d 280 0,015 x d = O u
300 0,020 x dy 400 0,015 x dy = = 0
70 0,008 x d 130 0,006 x d 0 O
120 0,017 xd 270 0,012 xd = u u
70 0,010 x dy 90 0,007 x dy O n
60 0,008 x dy 80 0,006 x dy O n
30 0,007 x d 40 0,005 x d = n
50 0,008 x d 70 0,006 x d 0O O
20 0,006 x dy 25 0,004 x dy = 0
20 0,006 x dy 25 0,004 x dy O u
20 0,006 x dy 25 0,004 x dy O n
15 0,006 x dy 20 0,004 x dy O n
20 0,006 x d 25 0,004 x d = n
1.1
H B
5
= 5238 - very suitable Ve = BIHIREE - Cutting speed 25

= EFIPIHE - suitable f, = M T=D3IXD - Feed per tooth



FRANKEN #@ByUyR R—ILTYRI)L "AURyZ" - Solid Carbide Ball Nose End Mils “Lollipop”
w70, Cur

- ZBEMICEX 2SR/ \ 1/ T4 —~ - Multi-functional, high performance tool
YRAY—=)b - Patented chisel edge N
- KRS OB DFEILE&ET - With 220-240° ball nose
- BRI BE 220-240° e
=
e \
DIN 6535
CJHA
HB
—_—
15° | 220-240° \
—_—
’
N
[N
—
MMS %
MaL
I
<55 "céfz
" HRC 19
I S— i s
S = \_t\ =
Yl = B
I3
lg
I A—=ILZOVR
Od—F <% - Coating TIALN |
TV =3y - #HEIM (PASER) Applications — material (see page 4) P -_J
- SRIGHEHIM ICER T RS - For many materials Kl11-42)
-RITIRBELEFICEERS - Suitable for roughing and finishing N
B AN = L -1.2—1.4, 5.2
- P —Hy NEAROINTIC - Machining of undercuts y
IV AMZ0A>% - Extra long design
T ERFE - Order code 1935A
0 dy r I I3 I 9 ds I 9 dy a b Z 14X
001 0,005 h5 () BE
2 1 1,3 17 80 1,8 40 6 6° BN 2 .002 ()
3 1,5 2 17 80 2,7 40 6 4,5° 2,5° 2 .003 ®
4 2 2,8 18 80 3,2 40 6 4° 1,5° 2 .004 [ )
6 3 4,3 20 80 5 40 6 2° - 2 .006 °
8 4 57 26 100 6,8 60 8 1,5° = 2 .008 [}
10 5 7 28 120 8 75 10 1,5° - 2 .010 °
12 6 9 30 120 8 75 12 & = 2 .012 [}
12 6 9 40 160 8 110 12 2° — 2 .012160 (]

B 240°
Ball nose with fully functional cutting edge up to 240°

26 o = 1EXETEE R - Stock tool S3ESH - Ordering example: 1935A.002



B4l 2&44 - Cutting Conditions FRANKEN

T w70, LCuwe
~ BEVYYR R=ILTYRI) "OYRy 7" - TV ZAMZOV5
Solid carbide ball nose end mills “Lollipop” — extra long design KRB - Valid for
1935A
== L
ST T EFIT
Roughing Finishing
de
=
al >
S e}
N~
= S
o
‘ 0d ‘ i
&
2, = 0,2 x dy
PIHIERE YIHBH=DIED YIHIERE YIHBH=DIED % m" MMS %
v [m/min] f, [mm] V¢ [m/min] f, [mm] % | MaL
220 0,014 x dy 300 0,010 x d o n O n
190 0,013 x d 260 0,009 x d o u o n
160 0,011 x dy 220 0,008 x d o n o
130 0,010 x dy 180 0,007 x d4 o n o
110 0,008 x d 150 0,006 x d o n o
1.1 110 0,008 x d 150 0,006 x d 0 O
M[ 21 90 0,008 x dy 120 0,006 x d = 0
31 70 0,006 x dy 90 0,005 x dy = 0
41 50 0,006 x d 70 0,005 x d O n
220 0,014 x dy 300 0,010 x dy o n O
220 0,014 x d 300 0,010 x d = n &
200 0,011 x d 260 0,008 x d = O 0
200 0,017 x dy 260 0,008 x d 0 u =
160 0,011 xdy 220 0,008 x d = u
160 0,017 xdy 220 0,008 x d 0 u
130 0,008 x dy 180 0,006 x d O n
110 0,008 x d 150 0,006 x d O n
900 0,020 x d; 1200 0,014 x dy = 0
900 0,017 xdy 1200 0,012 x dy O u
600 0,020 x dy 800 0,014 x dy O n
200 0,014 x dy 260 0,010 x d = O
200 0,014xdy 260 0,010 x d = O
200 0,014 x dy 260 0,010 x dy O O O n
160 0,011 x dy 220 0,008 x dy O n
160 0,011 x d 220 0,008 x d = n
160 0,011 x d 220 0,008 x d = = 0 O
100 0,008 x dy 130 0,006 x d O 0
100 0,008 x d; 130 0,006 x dy = 0
110 0,008 x d 150 0,006 x d 0 O
110 0,010 x dy 150 0,007 x dy O n
90 0,008 x dy 120 0,006 x dy O n
50 0,007 x d4 70 0,005 x d4 ] []
80 0,008 x d 110 0,006 x d 0O O
30 0,006 x dy 50 0,004 x dy = 0
30 0,006 x dy 40 0,004 x dy O u
30 0,006 x dy 40 0,004 x dy O n
20 0,006 x dy 30 0,004 x dy O n
30 0,006 x d 40 0,004 x d = n
1.1 150 0,006 x d 0 u
HLL 130 0,005 x d E O
E
= 5238 - very suitable Ve = BIHIREE - Cutting speed 27

= EFIPIHE - suitable f, = M T=D3IXD - Feed per tooth



FRANKEN @BEYYyR SYFRXIVRI)L - Solid Carbide Torus End Mills

70 Curt
- ZEMNICEZ 25 ERE/ N1/ T+ —Y - Multi-functional, high performance tool
VA=) - High-precision corner radius N
-EREAI—F—R - 2 lengths available
2EBEOTERS

7,
e
L]
UUUL
i
il

2

£ THA
(O]

=
@

|

| 2|

} \
S J_ZJ = 5‘

I3

L
4

lg
h ) m ) A—nsvk

01— - Coating TIALN
TV — 3y - wHEIH (PASER) Applications — material (see page 4) P
- FEAEIRTOHHEIMICTERE P AE - For almost all materials 1.1-41 |
- EF IR LUHSCERE IS - Suitable for roughing, finishing and HSC finishing K
INTICERE
N (21-28,5.2 ]1.0-1.4
s [ 2123 ] 24-28
Hl11-1.2 l
23— - Short design
T ERZFE - Order code 2552A
0 dy r lp I3 I 0 ds I o dy a b Z P4Z
0,01 0,005 h5 () BE
0,5 0,1 1 2 57 0,45 20 6 10° 8,5° 2 .0005 [ )
1 0,2 2 4 57 0,95 20 6 10° 8° 2 101 ®
1 0,25 2 4 57 0,95 20 6 10° 8° 2 .001 °
15 0,2 2,5 7,5 57 1,4 20 6 12,5° 7° 2 1015 °
1,5 0,3 2,5 7,5 57 1,4 20 6 12,5° 7° 2 .0015 [
2 0,2 3 8 57 1,8 20 6 12° 6,5° 2 102 o
2 0,5 3] 8 57 1,8 20 6 12° 6,5° 2 .002 [}
3 0,2 3,5 10 57 2,8 20 6 11,5° 5° 2 103 °
3 0,5 815) 10 57 2,8 20 6 11,5° 5 2 .003 [ )
4 0,3 4 12 57 3,8 20 6 11° 3,5° 2 .204 ([
4 0,5 4 12 57 3,8 20 6 11° & 2 104 )
4 1 4 12 57 3,8 20 6 11° 3,5° 2 .004 ®
5 0,3 ) 14 57 4.7 20 6 10° 2° 2 .305 [ )
5 0,5 5 14 57 4.7 20 6 10° 2° 2 .205 ®
5 1 5 14 57 4.7 20 6 10° 2° 2 .105 °
5 1,5 5 14 57 4.7 20 6 10° 2° 2 .005 °
6 0,3 6 20 57 5,6 - 6 - = 2 .306 [ )
6 0,5 6 20 57 5,6 - 6 - = 2 .206 °
6 1 6 20 57 5,6 - 6 - - 2 .106 [
6 2 6 20 57 5,6 - 6 - - 2 .006 o
8 0,3 7 25 63 7,6 - 8 - - 2 .408 [ )
8 0,5 7 25 63 7,6 - 8 - — 2 .308 o
8 1 7 25 63 7,6 - 8 - - 2 .208 [ )
8 2 7 25 63 7,6 - 8 - - 2 .008 °
10 0,5 8 30 72 9,6 - 10 - = 2 710 [ )
10 1 8 30 72 9,6 — 10 - - 2 .610 ®
10 1,5 8 30 72 9,6 - 10 - = 2 210 [ )
10 2 8 30 72 9,6 - 10 - - 2 410 °
10 3 8 30 72 9,6 - 10 - = 2 .010 [}
12 0,5 10 35 83 11,5 - 12 - = 2 612 °
12 1 10 g8 83 11,5 - 12 - - 2 512 [ ]
12 1,5 10 35 83 11,5 - 12 - - 2 112 o
12 2 10 85 83 11,5 - 12 - - 2 312 [ )
12 4 10 35 83 11,5 — 12 — — 2 012 (]

28 o = 1EXETEE R - Stock tool Z3ESXH - Ordering example: 2552A.0005



B4l Z&44 - Cutting Conditions FRANKEN

T Ew 70w
BEVYYE SYPAIVRIL-Ya—b
5 § A i - e )
Solid carbide torus end mills — short design KRB, - Valid for
I 2552A
[ESE——
ST T EFIT
Roughing Finishing
de
S
s
(=3
o
‘ 0 dq ‘ "
1, -
=04 xd4
YIHIERE YIAHI=DED YIHRE YIAHI=DED % m" MMS %
v [m/min] f, [mm] V¢ [m/min] f, [mm] % | MaL
220 0,014 x dy 300 0,010 x dy u] [ ] O [ ]
190 0,013 x dy 260 0,009 x dy m] u (] u
160 0,011 x dy 220 0,008 x dy m] [ ] O
130 0,010 x dy 180 0,007 x dy u] | ] o
110 0,008 x dy 150 0,006 x dy m] [ ] O
1.1 110 0,008 x d4 150 0,006 X d4 [m] ]
M[ 21 90 0,008 x dyq 120 0,006 x dy [m] []
3.1 70 0,006 x d4 90 0,005 x dy @] []
4.1 50 0,006 x d 70 0,005 x d =] []
220 0,014 x dq 300 0,010 x dy =] [] 8]
220 0,014 x d4 300 0,010 x d4 =] [] O
200 0,011 x dy 260 0,008 x d4 ] ] O
200 0,011 x dy 260 0,008 x d4 [m] [] [&]
160 0,011 x dy 220 0,008 x d4 =] []
160 0,011 x dy 220 0,008 x dy [u] []
130 0,008 x dy 180 0,006 x dy =] []
110 0,008 x d 150 0,006 x d =] []
1000 0,020 x dy 1350 0,014 x d4 [a] []
1000 0,017 x dy 1350 0,012 x dy [u] [
600 0,020 x dyq 800 0,014 x d4 =] ]
200 0,014 x dq 260 0,010 x d4 [m] []
200 0,014 x dy 260 0,010 x dy [&] []
200 0,014 x dy 260 0,010 x dy =] =] =] ]
160 0,011 x dq 220 0,008 x dy ] []
160 0,011 x dy 220 0,008 x d4 [m] []
160 0,011 x dy 220 0,008 x d4 ] [m] [m] ]
100 0,008 x dq 130 0,006 x dy ] []
100 0,008 x dyq 130 0,006 x dy [a] []
110 0,008 x d4 150 0,006 x d4 [m] []
o L
o L
o |
80 0,008 x d4 110 0,006 x d4 [m] []
30 0,006 x dq 50 0,004 x dy [a] []
30 0,006 x d4 40 0,004 x dy [u] [
30 0,006 x dy 40 0,004 x dy =] ]
20 0,006 x dq 30 0,004 x dy =] []
30 0,006 X d4 40 0,004 x d4 [m] []
1.1 150 0,006 x d4 [E] []
- 130 0,005 x d4 [&] ]
H
E
W = 53 - very suitable Ve = BIHIREE - Cutting speed 29
[ = EFAFTBE - suitable f, = K 1=D3ED - Feed per tooth



FRANKEN @BEYYyR SYFRXIVRI)L - Solid Carbide Torus End Mills

70 Curt
- ZEMNICEZ 25 ERE/ N1/ T+ —Y - Multi-functional, high performance tool
VA=) - High-precision corner radius N
-EREAI—F—R - 2 lengths available
2EEOIERE

7,
e
L]
uuUL
i
il

2

£ THA
(O]

=
@

|

P A MMS :C %
I3 MQL

. *\ .
sf \{\ s ve/f, (
b € ° HRC 2
31

I3

I A=ILZOVR
d—7 7" - Coating TIALN
FIVTr—ay - HHIM (PASTR) Applications — material (see page 4) P
- FEAEITRTOHHEIMICTEAE R BE - For almost all materials 1.1-41 |
-FEMNIAEEFINTHE KCHSCEELE LT - Suitable for roughing, finishing and HSC finishing K
(_E‘Ei
MIICHRE N (21-2.8,52 |1.2-1.4
s 2123 ) 2426
Hl11-1.2 l
I AMZAYY - Extralong design
T ERIZFE - Order code 2553A
0 d r lo I3 4 0d3 g g do a b YA B4 X
0,01 0,005 h5 () BE
1 0,2 2 4 80 0,95 40 6 4,5° 4° 2 101 [ )
1 0,25 2 4 80 0,95 40 6 4,5° 4° 2 .001 °
15 0,2 2,5 7,5 80 1,4 40 6 4,5° 35 2 1015 °
1,5 0,3 2,5 7,5 80 1,4 40 6 4,5° 3,5° 2 .0015 °
2 0,2 & 8 80 1,8 40 6 4° ER 2 102 ()
2 0,5 3 8 80 1,8 40 6 4° 3° 2 .002 ®
3 0,2 815 12 80 2,8 40 6 BIoK 2,5° 2 103 [ )
3 0,5 3,5 12 80 2,8 40 6 3,5° 2,5° 2 .003 °
4 0,3 4 20 80 3,8 40 6 4° 1,5° 2 .204 [}
4 0,5 4 20 80 3,8 40 6 4° 1,5° 2 104 °
4 1 4 20 80 3,8 40 6 4° 1,5 2 .004 [ )
5 0,3 5 25 80 4.7 40 6 3° 1° 2 .305 ([ ]
5 0,5 5) 25 80 4.7 40 6 3° 1° 2 .205 [ )
5 1 5 25 80 4.7 40 6 3° 1° 2 105 °
5 1,5 ) 25 80 4.7 40 6 o 1° 2 .005 [ )
6 0,3 6 40 80 5,6 - 6 - - 2 .306 o
6 0,5 6 40 80 5,6 - 6 - = 2 .206 [ )
6 1 6 40 80 5,6 — 6 - - 2 .106 ®
6 2 6 40 80 5,6 - 6 - - 2 .006 [ )
8 0,3 7 60 100 7,6 - 8 - = 2 .408 °
8 0,5 7 60 100 7,6 - 8 - = 2 .308 [}
8 1 7 60 100 7,6 - 8 - - 2 .208 °
8 2 7 60 100 7,6 - 8 - = 2 .008 )
8 2,5 7 60 100 7,6 - 8 - - 2 .108 °
10 0,5 8 50 100 9,6 - 10 - - 2 710 [ )
10 1 8 50 100 9,6 - 10 - — 2 .610 °
10 1,5 8 50 100 9,6 - 10 - - 2 510 [ )
10 1,5 8 75 120 9,6 - 10 - - 2 210 ®
10 2 8 50 100 9,6 - 10 - = 2 410 [ )
10 2,5 8 75 120 9,6 — 10 — - 2 110 ®
10 3 8 50 100 9,6 - 10 - = 2 310 [ )
10 3 8 75 120 9,6 - 10 - = 2 .010 °
12 0,5 10 70 120 11,5 - 12 - - 2 612 [ ]
12 1 10 70 120 11,5 - 12 - - 2 512 °
12 1,5 10 70 120 11,5 - 12 - - 2 412 [ )
12 1,5 10 70 160 11,5 — 12 — — 2 112 ([ ]
12 2 10 70 120 11,5 - 12 - - 2 312 [ )
12 4 8 70 120 11,5 — 12 — — 2 212 (]
12 4 10 70 160 11,5 — 12 - — 2 012 ()

30 o = 1EXETEE R - Stock tool Z3ESH - Ordering example: 2553A.101



B4l Z&44 - Cutting Conditions FRANKEN

T w70, LCuwe
= BEVYYR SYPAIVRII -T/ANZOVT
Solid carbide torus end mills — extra long design KRB - Valid for
2553A
e N
ST T EFIT
Roughing Finishing
de
S
|
S
o
‘ 0 dq ‘ "
L S
=04 xd4
PIHIERE YIHBH=DIED YIHIERE YIHBH=DIED % \2&* MMS %
v [m/min] f, [mm] V¢ [m/min] f, [mm] % | MaL
220 0,014 x dy 300 0,010 x dy o n o =
190 0,013 x dy 260 0,009 x dy o [ o [
160 0,011 x dy 220 0,008 x dy o n o
130 0,010 x dy 180 0,007 x dy o n o
110 0,008 x dy 150 0,006 x dy o n o
11 110 0,008 X dy 150 0,006 X dy O [
M| 21 90 0,008 X d 120 0,006 X d = (]
31 70 0,006 x d; 90 0,005 X d = [
41 50 0,006 x d 70 0,005 x d 0 u
220 0,014 xdq 300 0,010 x dy 0 u 0
220 0,014 x dy 300 0,010 x dy & u E
200 0,011 xdy 260 0,008 X dy g [ &
200 0,011 xdy 260 0,008 x dy O u O
160 0,011 x dy 220 0,008 X dy E u
160 0,011 x dy 220 0,008 x d O u
130 0,008 x dy 180 0,006 x dy 0 u
110 0,008 x d 150 0,006 X d 0 u
1000 0,020 X dy 1350 0,014 dy = u
1000 0,017 xdy 1350 0,012 x d O u
600 0,020 x dy 800 0,014 x d O u
200 0,014 xdy 260 0,010 X dy O (]
200 0,014 xd; 260 0,010 X dy = (]
200 0,014 xd; 260 0,010 x dy 0 0 0 [
160 0,011 xdy 220 0,008 x dy O u
160 0,011 x dy 220 0,008 X dy O u
160 0,011 X dy 220 0,008 X dy =] 0 0 (]
100 0,008 X dy 130 0,006 X d O (]
100 0,008 X dy 130 0,006 X d = (]
10 0,008 X dy 750 0,006 X dy O u
o L
o L
o |
80 0,008 x dy 110 0,006 X dy O (]
30 0,006 x dq 50 0,004 x d @ [
30 0,006 x d; 40 0,004 x dy O u
30 0,006 x dq 40 0,004 x d O u
20 0,006 x dq 30 0,004 x dy O u
30 0,006 X dy 40 0,004 X dy 0 (]
11 150 0,006 X d O u
HLL 130 0,005 x dy E n
E
= 38 - very suitable v = PIHIREE - Cutting speed 31

= EFIPIHE - suitable f, = M T=D3IXD - Feed per tooth



FRANKEN @BEYYyR SYFRXIVRI)L - Solid Carbide Torus End Mills

70/ ,-Cuwt
- ZEMNICEZ 23R/ N\ 1/ T 4 —X - Multi-functional, high performance tool
VA=) - High-precision corner radius N
-EREERI—7—R - 3 lengths available
-3BEOITERS —

7
nn
b
Jiugl
[i
il

T

=
@

5|
C

w
<

I
{\”‘
N
N

a0
£=
{
ks

S 1-2°
—  —
I3
. s |,
MaQL
— —
&¢ \Q #
=5 N i S
2 AN / e ; é ..
< Iy &t A e -
I3 <55 VC/fz
HRC E
l 33
| EESSSSSSS - R
! A—=ILZOVR
d—7 7% - Coating TIALN
FIVTr—ay - HEIM (PASTR) Applications — material (see page 4) P
- BHIM O T I ICRE - For difficult to cut materials 1.1-41 |
-FeMMIEEFINTHE KCHSCEELE LS - Suitable for roughing, finishing and HSC finishing K
(& = [
- N (2228,52) 21
s
Hl11-1.2 I
I3=3xd;->3— - Short design
T ERIZE - Order code 3835A
0 dq r lo I3 4 g ds 4 gdy a b YA B4 X
0,02 0,005 h5 FE) BE
2 0,1 3 8 57 1,8 19,9 6 10° 6,5° 4 .002001 ®
2 0,2 3 8 57 1,8 19,9 6 10° 6,5° 4 .002002 o
2 0,5 3 8 57 1,8 19,9 6 10° 6,5° 4 .002005 ®
3 0,2 3,5 10 57 2,8 19 6 10° 5,5° 4 .003002 o
3 0,5 816 10 57 2,8 19 6 10° 5,5° 4 .003005 ()
4 0,3 4 12 57 3,8 18,2 6 10° 3,5° 4 .004003 ®
4 0,5 4 12 57 3,8 18,2 6 10° 305)° 4 .004005 [ )
4 1 4 12 57 3,8 18,2 6 10° 3,5° 4 .004010 °
5 0,3 5 15 57 4,7 18,6 6 10° 2° 4 .005003 [
5 0,5 5 15 57 47 18,6 6 10° 2° 4 .005005 o
5 1 5 15 57 4,7 18,6 6 10° 2° 4 .005010 [ ]
6 0,3 6 20 57 5,6 - 6 - - 4 .006003 o
6 0,5 6 20 57 5,6 - 6 - - 4 .006005 ®
6 1 6 20 57 5,6 - 6 - - 4 .006010 o
6 1,5 6 20 57 5,6 = 6 = = 4 .006015 ®
6 2 6 20 57 5,6 — 6 - - 4 .006020 o
8 0,3 7 25 63 7,6 - 8 - = 4 .008003 o
8 0,5 7 25 63 7,6 - 8 - - 4 .008005 ®
8 1 7 25 63 7,6 - 8 - = 4 .008010 °
8 2 7 25 63 7,6 - 8 - - 4 .008020 °
10 0,5 8 30 72 9,6 - 10 - = 4 .010005 [}
10 1 8 30 72 9,6 - 10 - - 4 .010010 o
10 1,5 8 30 72 9,6 - 10 - = 4 .010015 [}
10 2 8 30 72 9,6 - 10 - - 4 .010020 °
10 25 8 30 72 9,6 - 10 - - 4 .010025 [}
10 3 8 30 72 9,6 - 10 - - 4 .010030 o
12 0,5 10 36 83 11,5 = 12 = = 4 .012005 ®
12 1 10 36 83 11,5 - 12 - - 4 .012010 o
12 1,5 10 36 83 11,5 - 12 - = 4 012015 °
12 2 10 36 83 11,5 - 12 - - 4 .012020 ®
12 & 10 36 83 11,5 - 12 - = 4 .012030 °
12 4 10 36 83 11,5 — 12 - - 4 .012040 J

32 o = 1EXETEE R - Stock tool Z3ESH - Ordering example: 3835A.002001



B4l 2&44 - Cutting Conditions FRANKEN

T w70, LCuwe
BEYYYK SYPATVRIL-va—h
E ; . . . =1 :
Solid carbide torus end mills — short design KRB - Valid for
I 3835A
[ESE——
I3=3xd4
FeinT T EFmT
Roughing Finishing
de
S
s =
S
o
oer| T
L] &
2, =0,4xd4
PIHIRE YIHBH=DIED YIHIERE YIHBH=DIED % \%" MMS %
v [m/min] f, [mm] V¢ [m/min] f, [mm] % | MaL
250 0,013 x dy 300 0,010 x dy u] [ ] O [ ]
230 0,012 x dy 260 0,009 x dy o u o u
200 0,010 x dy 230 0,008 x dy m] [ ] O
170 0,009 x dy 200 0,007 x dy u] [ ] O
150 0,008 x d4 180 0,006 x dy m] [ ] O
11 140 0,008 x d 180 0,006 x d 0 u
M[ 21 120 0,008 x dyq 160 0,006 x dy 5] []
3.1 100 0,006 x d4 120 0,005 x dy 5] []
4.1 80 0,006 x d 100 0,005 x d =] []
250 0,014 x dq 280 0,010 x dy =] [] [&]
250 0,014 x d4 280 0,010 x d4 =] [] [&]
230 0,017 x d 260 0,008 X d 0 O =
230 0,011 x dq 260 0,008 x dy [E] [] [&]
190 0,011 x dy 210 0,008 x dy [m] []
190 0,011 x dy 210 0,008 x dy =] []
160 0,008 x dy 190 0,006 x dy =] []
140 0,008 x d 170 0,006 x d =] []
240 0,014 x dq 280 0,010 x dy 5] []
240 0,014 x dy 280 0,010 x dy [m] []
240 0,014 x dy 280 0,010 x dy =] =] =] ]
200 0,011 x dy 250 0,008 x dy [5] []
200 0,011 x dy 250 0,008 x d4 5] []
200 0,017 x d 250 0,008 x d 0 = O u
140 0,008 x dyq 170 0,006 x dy 5] []
140 0,008 x d4 170 0,006 x dy 5] []
110 0,008 x dy 150 0,006 x d 0 u
110 0,010 x dy 150 0,007 x dy [5] ]
90 0,008 x dy 120 0,006 x dy =] []
50 0,007 x d4 70 0,005 x d4 ] []
80 0,008 x dy 110 0,006 x d4 5] []
30 0,006 x dy 50 0,004 x dy 5] []
30 0,006 x d4 40 0,004 x dy [u] [
30 0,006 x dy 40 0,004 x dy ] ]
20 0,006 x dq 30 0,004 x dq [5] []
30 0,006 X d4 40 0,004 x d4 [] []
1.1 120 0,006 x d4 150 0,006 x d4 m] u
H B 100 0,005 x dyq 130 0,005 x d4 [u] []
5
W = 53 - very suitable Ve = BIHIREE - Cutting speed 33
[ = EFAFTBE - suitable f, = K 1=D3ED - Feed per tooth



FRANKEN @BEYYyR SYFRXIVRI)L - Solid Carbide Torus End Mills

70 Curt
- ZEMNICEZ 25 ERE/ N1/ T+ —Y - Multi-functional, high performance tool Ei%E
VA=) - High-precision corner radius N : .j
-EREAI—F—R -3 lengths available 1
3EEOTIERSE — =]t
=)
B
DIN 6535 E
CJHA
HB
—
; 30° ZIF R
> 2 N 1-2°
—
I3
h MMS %
MQL

9 dq
(o
i
0 do
s |
¥ s

" HRC %
| EESSSSSSS — R
! A—=ILZO2VR
d—7 7% - Coating TIALN
FIVr—yay - #EIH PASER) Applications — material (see page 4) P
- BHIM DI TICHICRIE - For difficult to cut materials 1.1-41 |
-FeMNI A EFIN T & KUHSCEEML £ - Suitable for roughing, finishing and HSC finishing K 1142
MTICRE N (2.2-28,52) 21
s
Hl 1112 |
I3=5xd; - O>% - Long design
T ERZE - Order code 3836A
0 dy r I I3 I 0 ds la 9 dy a b Z B4 X
002 0,005 hs g | BIE
2 0,1 & 10 63 1,8 21,9 6 10° 5,5° 4 .002001 [ )
2 0,2 3 10 63 1,8 21,9 6 10° 5,5° 4 .002002 °
2 0,5 3] 10 63 1,8 21,9 6 10° 5,9° 4 .002005 [ )
3 0,2 3,5 15 63 2,8 24 6 10° 4° 4 .003002 (]
3 0,5 815) 15 63 2,8 24 6 10° 4° 4 .003005 °
4 0,3 4 20 63 3,8 26,2 6 10° 2,5° 4 .004003 ®
4 0,5 4 20 63 3,8 26,2 6 10° 2,5° 4 .004005 ()
4 1 4 20 63 3,8 26,2 6 10° 2,5° 4 .004010 ®
5 0,3 5 25 66 47 28,6 6 10° 1,5° 4 .005003 [
5 0,5 5 25 66 47 28,6 6 10° 1,5° 4 .005005 °
5 1 5 25 66 4,7 28,6 6 10° 1,5° 4 .005010 [ ]
6 0,3 6 30 68 5,6 - 6 - - 4 .006003 °
6 0,5 6 30 68 5,6 - 6 - = 4 .006005 [
6 1 6 30 68 5,6 — 6 — - 4 .006010 °
6 1,5 6 30 68 5,6 = 6 - - 4 .006015 [ )
6 2 6 30 68 5,6 - 6 - - 4 .006020 °
8 0,3 7 40 78 7,6 - 8 - = 4 .008003 [ )
8 0,5 7 40 78 7,6 - 8 - - 4 .008005 °
8 1 7 40 78 7,6 - 8 - = 4 .008010 °
8 2 7 40 78 7,6 - 8 - - 4 .008020 ®
10 0,5 8 50 92 9,6 - 10 - = 4 .010005 [ )
10 1 8 50 92 9,6 - 10 - - 4 .010010 °
10 1,5 8 50 92 9,6 - 10 - = 4 .010015 [ )
10 2 8 50 92 9,6 - 10 - - 4 .010020 o
10 2,5 8 50 92 9,6 - 10 - = 4 .010025 [}
10 3 8 50 92 9,6 - 10 - - 4 .010030 °
12 0,5 10 60 106 11,5 = 12 - - 4 .012005 [ )
12 1 10 60 106 11,5 - 12 — — 4 .012010 [ ]
12 1,5 10 60 106 11,5 - 12 = = 4 .012015 [ )
12 2 10 60 106 11,5 - 12 - - 4 .012020 ([ ]
12 3 10 60 106 11,5 - 12 - = 4 .012030 [ )
12 4 10 60 106 11,5 - 12 - - 4 .012040 ®

34 o = 1EXETEE R - Stock tool Z3ESXH - Ordering example: 3836A.002001



B4l 2&44 - Cutting Conditions FRANKEN

T w70, LCuwe
BEVYYR SYPRATIVRII -OVT
Solid carbide torus end mills — long design KRB - Valid for
3836A
L
I3=5xd4
FeinT T EFmT
Roughing Finishing
de
S
|
S
o
‘ 0 d4 ‘ "
L2 <
2 =0,2xd4
PIHIRE YIAHI=DED YIHIERE YIAHI=DED % \%" MMS %
v [m/min] f, [mm] V¢ [m/min] f, [mm] % | MaL
250 0,013 x dy 300 0,010 x dy u] [ ] O [ ]
230 0,012 x dy 260 0,009 x dy o u (] u
200 0,010 x dy 230 0,008 x dy m] [ ] O
170 0,009 x dy 200 0,007 x dy u] | ] O
150 0,008 x d4 180 0,006 x dy m] [ ] O
11 140 0,008 x d 180 0,006 X dq @ u
M[ 21 120 0,008 x dyq 160 0,006 x dy [m] []
3.1 100 0,006 x d4 120 0,005 x dy @] []
4.1 80 0,006 x d 100 0,005 x d =] []
250 0,014 x dq 280 0,010 x dy =] [] [&]
250 0,014 x d4 280 0,010 x d4 =] [] [&]
230 0,017 x d 260 0,008 x dq 0 u 0
230 0,011 x dq 260 0,008 x dy [E] [] [&]
190 0,011 x dy 210 0,008 x dy [m] []
190 0,011 x dy 210 0,008 x dy =] []
160 0,008 x dy 190 0,006 x dy =] []
140 0,008 x d 170 0,006 x d =] []
240 0,014 x dq 280 0,010 x dy [m] []
240 0,014 x dy 280 0,010 x dy [m] []
240 0,014 x dy 280 0,010 x dy =] =] =] ]
200 0,011 x dy 250 0,008 x dy ] []
200 0,011 x dy 250 0,008 x d4 [m] []
200 0,017 x d 250 0,008 x dq 0 @ O [
140 0,008 x dyq 170 0,006 x dy ] []
140 0,008 x d4 170 0,006 x dy @] []
110 0,008 x dy 150 0,006 X dq @ u
110 0,010 x dy 150 0,007 x dy ] ]
90 0,008 x dy 120 0,006 x dy =] []
50 0,007 x d4 70 0,005 x d4 ] []
80 0,008 x dy 110 0,006 x d4 [m] []
30 0,006 x dy 50 0,004 x dy [a] []
30 0,006 x d4 40 0,004 x dy [u] [
30 0,006 x dy 40 0,004 x dy =] ]
20 0,006 x dq 30 0,004 x dq =] []
30 0,006 X d4 40 0,004 x d4 [m] []
1.1 120 0,006 x d4 150 0,006 x d4 [E] []
H B 100 0,005 x dyq 130 0,005 x d4 [u] []
5
W = 53 - very suitable Ve = BIHIREE - Cutting speed 35
[ = EFAFTBE - suitable f, = K 1=D3ED - Feed per tooth



FRANKEN #@EyUyR SY7XTVRI)L - Solid Carbide Torus End Mills

70/ ,-Cuvr

- ZEMICER MR/ \ /T4 —~

YAY—=)b

-EfEERI—F—R
3EEOIERS

- Multi-functional, high performance tool
- High-precision corner radius
- 3 lengths available

o | =%

Eat X%
i ©
[}
| <55 v /f;
1 HRC %
<f
TR - 2 S
A

A—ILSIVR

d—5 >4 - Coating TIALN |
TV =3y - #HIM (PASER) Applications — material (see page 4) P
- #EHIM O NI T IR ICRE - For difficult to cut materials 1.1-41 |
- EFINIHELUHSCERET IS - Suitable for roughing, finishing and HSC finishing K
TIcHE
PR N 222852) 21
s
H11-1.2
l3=8xdy - TV ANZ0O>% - Extra long design
T ERIFE - Order code 3837A
0 dy r I I3 I 0ds I 0 dp a b Z Y4Z
0,02 =0,005 h5 () BE
2 0,1 3 16 66 1,8 27,9 6 10° 4,5° 4 .002001 [}
2 0,2 3 16 66 1,8 27,9 6 10° 4,5° 4 .002002 ®
2 0,5 3 16 66 1,8 27,9 6 10° 4,5° 4 .002005 [}
3 0,2 3,5 24 72 2,8 33 6 10° 3° 4 .003002 °
3 0,5 85 24 72 2,8 33 6 10° 3° 4 .003005 [ )
4 0,3 4 32 76 3,8 38,2 6 10° 2° 4 .004003 °
4 0,5 4 32 76 3,8 38,2 6 10° 2° 4 .004005 [}
4 1 4 32 76 3,8 38,2 6 10° 2° 4 .004010 ([ ]
5 0,3 ) 40 80 4,7 43,6 6 10° 1° 4 .005003 [}
5 0,5 5 40 80 4,7 43,6 6 10° 1° 4 .005005 (]
5 1 5 40 80 4,7 43,6 6 10° 1° 4 .005010 [}
6 0,3 6 48 86 5,6 — 6 — - 4 .006003 ®
6 0,5 6 48 86 5,6 = 6 = = 4 .006005 [}
6 1 6 48 86 5,6 - 6 - - 4 .006010 ®
6 1,5 6 48 86 5,6 = 6 = = 4 .006015 [}
6 2 6 48 86 5,6 — 6 — - 4 .006020 o
8 0,3 7 64 102 7,6 - 8 - = 4 .008003 [}
8 0,5 7 64 102 7,6 - 8 - - 4 .008005 °
8 1 7 64 102 7,6 = 8 = = 4 .008010 [}
8 2 7 64 102 7,6 - 8 — = 4 .008020 ]

==

o =TEX¥EFEEE &, - Stock tool

Z3ESA - Ordering example: 3837A.002001



B4l 2&44 - Cutting Conditions FRANKEN

T Ew 70w
= BEVYYR SYPAIVRII -T/ANZOVT
Solid carbide torus end mills — extra long design KRB - Valid for
I 3837A
=== N
I3=8xd4
FeinT T EFmT
Roughing Finishing
de
S
s 3
S
o
Loar] %
L2 <
2 =0,2xd4
IHIERE YN H=hED IR PN H=hED % m" MMS %
v [m/min] f, [mm] V¢ [m/min] f, [mm] % | MaL
250 0,013 x dy 300 0,010 x dq o u o .
230 0,012x dq 260 0,009 x dq o ] o ]
200 0,010 x dy 230 0,008 x dq o u o
170 0,009 x dq 200 0,007 x dy o n o
150 0,008 x dy 180 0,006 x dq o u o
i 140 0,008 X d; 780 0,006 X d; E u
M 21 120 0,008 x dy 160 0,006 X dy E 0]
31 700 0,006 X dy 120 0,005 x dy E [
41 80 0,006 x d 100 0,005 xd E u
250 0,014 x dy 280 0,010 x dy o u o
250 0,014 x d; 280 0,010x dy O u &
230 0,011 xdy 260 0,008 x dy O [ o
230 0,011 xdy 260 0,008 X dy 0 u g
190 0,017 xdy 210 0,008 x dy S u
190 0,011 xdy 210 0,008 x dy O u
160 0,008 x dy 190 0,006 x dy O u
140 0,008 xd 170 0,006 xd O u
240 0,014 xd; 280 0,010xdq E u
240 0,014 xdy 280 0,010xdy E u
240 0,014 xd; 280 0,010xdy O o B O]
200 0,017 xdy 250 0,008 x d; B u
200 0,011 xdy 250 0,008 X d; E n
200 0,011 xd; 250 0,008 x dy g & E (]
140 0,008 X dy 70 0,006 X dy E 0]
140 0,008 X dy 170 0,006 X dy E [
110 0,008 X d; 750 0,006 X d; E [
110 0,010xd; 150 0,007 x dy B u
90 0,008 x dy 120 0,006 x d; E u
50 0,007 x d4 70 0,005 x d4 ] []
80 0,008 X d; 110 0,006 X 0y E u
30 0,006 x dy 50 0,004 x dy E [
30 0,006 x dy 40 0,004 x dy 0 u
30 0,006 x dy 40 0,004 x dy E u
20 0,006 x d; 30 0,004 x d; B u
30 0,006 X dy 40 0,004 x d; B u
13 120 0,006 X dy 150 0,006 x dy g [
HIT 700 0,005 x dy 130 0,005 X dy 0 u
5
= 5238 - very suitable Ve = BIHIREE - Cutting speed 37

= EFIPIHE - suitable f, = M T=D3IXD - Feed per tooth



FRANKEN 2—LRI7/ZIL - Cold-Arr Nozzle

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

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

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

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

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

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

thermal shock is avoided.

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

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

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

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

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

\ BERUCRE)

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

1 -

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

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

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

TEZE P10, 218K

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

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

130 &

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

Operation: Finishing the mould

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

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

Tool life with cold-air nozzle
130 minutes

Tool life without coolant
98 minutes

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

Z3ESLA - Ordering example: 6910.15

=



O—J)LRIT7/ X)LET72 ) - Cold-Air Nozzle and Accessories

A—JLRTZ7P/ X)L
Cold-Air Nozzle

J—=ILRIZ/ XA ES

Delivery includes:

FRANKEN

! TEAIFE - Order code 6910
- 7LFITILIR—X - With flexible hose (length L
. 2R (R—RFRK) Y4 X
(&£ 300 mm) approx. 300 mm) for cold air Length (without hose) R
- A LY — (SN14) - Silencer (SN14) for hot exhaust air 9
—emm Ly MR—ZBOSMER - Ball-valve with fitting (1/4") for inlet 225 mm 15 ®
—JLINILT (ST 1/4) hose (6 mm) with quick-change
DAVIFIIITIVFAVN attachment (7.2 mm)
(7.2mm)
ANFIR—R T E&IZE . Order code 6910
Spare Hose SE HAZ
Length BE
~ 300 mm .20 [ J
~ 400 mm 22 ®
~ 500 mm .21 °
A—=J)LRI7/ XIVARILY — Ok O]
Holders for the Cold-Air Nozzle ! ©
o —
=] 5% 13 22 13 -
a2 NB ] N @
Do c = & S
nE 8 W S £ N
28 = e NS =
ZDE Z2E 2 a2 N o
PR A g AT NT
NS KRS K3 12 [N =)
NS a3 3 <& =
-
T EAIE - Order code 6910
+iE 44X
Dimensions BE
045X 68 mm 24 [}
0 80 x 80 mm .25 [}
080 x17 mm .26 )
0 32 x 63 mm 27 ®
045x20 mm .32 ]

o= EXEFEEE & - Stock tool

-
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