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

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

quality requirements.

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

EMUGE-FRANKEN ist nach
1S0 9001:2015 zertifiziert

EMUGE-FRANKEN is certified
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FRANKEN

In addition to our universal tool range TOP-Cut, we offer you
high-performance end mills for material-specific applications in
our “Base” range of tools.

The extensive range of solid carbide end mills leaves nothing to be desired
for the user in terms of variety, flexibility and quality. All tools from the
“Base” range are manufactured in the usual way from high-quality carbides
and state-of-the-art coatings. The geometries of the tools are designed for
performance and process reliability down to the last detail. This attention to
detail ensures that 100% performance and quality are achieved even with
the most demanding machining tasks.

Multi-Cut “Base”

The Multi-Cut “Base” is a high-performance roughing tool and available to
any user who needs to machine large volumes in low- alloy and high-alloy
steels. The entire length of the cutting edge can be fully utilised. This tool
also handles modern machining strategies such as trochoidal cycles reliably
and without compromise.

TiNox-Cut “Base”

The TiNox-Cut “Base” easily masters the special requirements for machining
stainless steels and acid-resistant steels as well as difficult-to-machine and
high-strength materials such as titanium. This tool line represents a perfect
solution for almost all machining tasks in these materials as a universal end
mill for mechanical engineering, chemical and food industries as well as
aerospace. The range of tools is supplemented by various corner radii on the
face cutting edge, which enable the best possible application based on the
design requirements of the components.

Hard-Cut “Base”

The Hard-Cut “Base” is optimally suited for roughing and finishing in hardened
steels up to 66 HRC. This type of end mills offers unprecedented performance
in hard milling thanks to the newly developed geometry in combination with
an extremely wear-resistant carbide and a highly oxidation-resistant coating.
The tools are provided with a bevel to protect teh cutting edge and achieve
the maximum tool life.

Alu-Cut “Base”

The diversity of the Alu-Cut “Base” offers the user maximum flexibility combined
with uncompromising performance and process reliability. Volume machining
in aluminium is feasible with all available variants - depending on the machine
stability. Dimensionally accurate and high-quality surfaces are easy to
machine with these finishing tools without losing flexibility.

In addition to the end mills with a bevel, the product line is supplemented by
different variants with corner radius in order to always have the suitable tool
available for the requirements of the component.
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FRANKEN #@yyyRIVRIL "R—2" - Solid Carbide End Mills “Base”

TJAYIRIT7A T — Product finder
FOETF: Please note:
BREIM TN T 2BETY RILOBERAEIRIU T ORES TRESNTVWET: The suitability is indicated as follows:
m= R W = very suitable
0= @Ak 0 = suitable
SE AR - #REIH 5lERDEE HE I (DINfth) P& (JIStth)

Applications — material

Tensile Strength

Material examples

Material examples

AR U Cold-extrusion steels, Cq15
SRR R Construction steels, <600 N/mm? S2350R (S137-2) SsFiJcmggHS\?v%%ossv%M
RASH Free-cutting steels, etc. 10SPb20 ' '
MRS E R R Construction steels, E360 (St70-2)
RIKS Case-hardened steels, < 800 N/mm2 16MnCr5 3350183'\;"5%5(3&6:\/'52!1 LSCMn,
#3H Steel castings, etc. GS-25CrMo4 naJs,
=R Case-hardened steels, 20MoCr3
BALIBH Heat-treatable steels, <1000 N/mm2 42CrMo4 gé&M ggm?gﬁgm‘gg J';
AEBEE Cold work steels, etc. 102Cr6 n, , braadn,
Heat-treatable steels, 50CrMo4
Cold work steels, <1200 N/mm2 X45NiCrMo4 SCM445H, SKH, SKS, SKT, SUP
Nitriding steels, etc. 31CrMo12
High-alloyed steels, X38CrMoV5-3
0 OsEeEA) Cold work steels, < 1400 N/mm2 X100CrMov8-1-1 SKD12, SKD61, SKT, SUH, SKH
gl Hot work steels, etc. X40CrMoV5-1
Stainless steel materials
11 [7z5A8XILTVTAk Ferritic, martensitic < 950 N/mm2 X2CrTi12 SCS, SUS420J2, SUS403
M| 21 [F—X7FAF Austenitic < 950 N/mm2 X6CrNiMoTi17-12-2 SCS, SUH, SUS304, SUS316
31 |[A—AFFANT7zoa4c TR, TEBEER Austenitic-ferritic (Duplex) < 1100 N/mm2 X2CrNiMoN22-5-3 SUS329J3L, SUS630
41 [A—RTFANT5AK 8%, THEEER Austenitic-ferritic heat-resistant (Super Duplex] < 1250 N/mm2 X2CrNiMoN25-7-4 SUS329J4L, SCS14A, 15-5PH
) . . 100-250 N/mm2 EN-GJL-200 (GG20) FC200
[eENZS 77 Cast iron with lamellar graphite (GJL) 550-450 N/mm?2 EN-GJL-300 (GG30) Fo300
) . . 350-500 N/mmZ2 EN-GJS-400-15 (GGG40) FCD400
U5k Cast iron with nodular graphite (GJS) 500-900 N/mm? | EN-GJS-700-2 (GGG70) FCO700
— - - B 2
ASE S 3 Cast iron with vermicular graphite (GJV) iggggg mmz gjx igg Eggigg
. 250-500 N/mm2 | EN-GJMW-350-4 (GTW-35) FCMW330
PIIBIAR Malleable cast iron (GTMW, GTME) 500-800 N/mm? | _EN-GJMB-450-6 (GTS-45 FONW370
ZILSZULE Aluminium alloys
< 200 N/mmZ2 EN AW-AIMn1 A1050, A3030
FILEZOLEE EBET Wrought aluminium alloys < 350 N/mmZ2 EN AW-AIMgSi A5052, A6061
< 550 N/mm2 EN AW-AIZn5Mg3Cu A7075
Si< 7% EN AC-AIMg5 ADC5, AC7A
FILEZULER #HY Aluminium cast alloys 7% < Si < 12% EN AC-AISi9Cu3 ADC11,ADC12, AC2A
12% <Si<17% GD-AISi17Cu4FeMg ADC14
iE® Copper alloys
WiE. EaEH Pure copper, low-alloyed copper < 400 N/mm2 E-Cu57 FH8E, C2400
] Copper-zinc alloys (brass, long-chipping) < 550 N/mm2 Cuzn37 (Ms63) (2720,C2801
TREIE Copper-zinc alloys (brass, short-chipping) < 550 N/mm?2 CuZn36Pb3 (Ms58) (3560,C3710
FZILZEH Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm2 CuAl10Ni5Fe4 (5210,06280
Hif Copper-tin alloys (tin bronze, long-chipping) <700 N/mm2 CuSn8P LBC3
REIE I Copper-tin alloys (tin bronze, short-chipping) < 400 N/mm2 CuSn7 ZnP%(Rg?) BC3
= ’ < 600 N/mm2 AMPCO® 8]
G E Special copper alloys < 1400 N/mm2 (,(l\MPCO® 45))
SESPINA Magnesium alloys
RTRVVLESR Magnesium wrought alloys < 500 N/mm?2 MgAI6Zn
NTXRIVLEEED Magnesium cast alloys < 500 N/mm2 EN-MCMgAI9Zn1 MC2A, MD1A
BRI Synthetics
2pE{L M RE Duroplastics (short-chipping) Bakelit, Pertinax
e Thermoplastics (long-chipping) PMMA, POM, PVC
HAERLIAE (25 8 <30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK
MR LR (BESEE>30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK
2 ] Special materials
757714k Graphite C 8000
YVTATU-RER Tungsten-copper alloys W-Cu 80/20
BEMR Composite materials Hylite, Alucobond
FIVE Titanium alloys
WFrs> Pure titanium < 450 N/mm? Til mFy>
PN - < 900 N/mm2 TiAl6V4 Ti-6AI-4V
FovaE Titanium alloys = 1250 N/mm? TiAlN04SN2 TAINAS2
v LEEE JLNESE HEAS Nickel alloys, cobalt alloys and iron alloys
w7l Pure nickel < 600 N/mm2 Ni 99,6 - =TIl
— ™ . < 1000 N/mm2 Monel 400 EXJL 400, /\AT OB
Vol EGE Nickel-base alloys =1600 N/mm? Tnconel 718 737V 718
. N < 1000 N/mm?2 Udimet 605 Udimet 605
JNILREE®R Cobalt-base alloys = 1600 N/mm2 Haynes 25 NS
HEES Iron-base alloys < 1500 N/mm2 Incoloy 800 >0 800
Hard materials
1.1 44 - 50 HRC Weldox 1100 SKT4
H 2 50 - 55 HRC Hardox 550 J\—RvwJ X550
3 | =aE. SEEH. SiEEk High strength steels, hardened steels, hard castings 55 - 60 HRC Armox 600T SKD61
4 60 - 63 HRC Ferro-Titanit SKD11
5 63 - 66 HRC HSSE R 0
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A=ILFIVR =iEEH ZILE | PILIMH| PILS | FPILI/EE| PILS | PILE/HE
# - fine #8 - coarse
NR ~onn H WR v W
2896A 2892A 2566T 2568T 2568TZ 256212 - - 2548 2548K 2544 2544K 2546 2546K ]
2897A 2893A 2567T 2569T 2569TZ 2563TZ 3813L 3815L 2549 2549K 2545 2545K 2547 2547K ==
6 6 8 10 10 12 14 16 18 18 20 20 22 22 ~—3Page
7 7 9 1 1 13 15 17 19 19 21 21 23 23 B v/f,
[ ] [ ] [ ] n [ ] [ ] [ ] [ ]
[ u [ | u [ u u
[ ] [ ] [ ] n [ ] [ ] [ ] [ ]
[ u O O O O u u
[ ] [ ] O O O O [ ] [ ]
O [ [] (] [] [] )
O ] ] [] [] [] 1M
(] [] [] [] i
(] [ ] [] [] 4.
[] [] [] [] [] [] [] []
[] [] [] [] [] [] [] []
[] [] [] (] [] [] [] []
[ ] [ [ ] [ ] [ ] [ [ []
O [ O ] O O [] []
O [ O O O O [] []
O [ O ] O O [] []
O [ O O O O [] []
[] [] [] (] [] [] (] [] []
[] [] [] [] [] [] [] [] []
[] [] [] [] [] [] [] [] []
] [] O [ ] O []
[] [] [] [] [] [] O O ] O O
[] [] [] [] [] [] O O ] O ]
[] [] [] [] [] [] [ O [ O ] O O
[] [] [] [ ] [] [] O O ] O O
[] [] [] [] [] [] O O O
[] [] [] (] [] [] O O O ] O
[] (] [] [] O ] O
[] [] [] []
[] []
[] [] O ] O O [] []
[] [] [] [ ] [] []
O ] O O
O O O O
[] [] [] []
O ] O O
O ] O O
O ] [ O
O O O O
O O O O
O [ [] (] [] [] [] []
O ] O O [] [] H
[] [] :
[ O 4
0 O 5
W = 558 - very suitable v = PIHIREE - Cutting speed 5

()= EFE]4E - suitable

f, = K 1=D3ED - Feed per tooth
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FRANKEN #@yyyRIVRIL "R—2R" - Solid Carbide End Mills “Base”

Ne/er-Cue
- ZEMICEZ3/\1/8T74— - Multi-functional, [=] 2 [=] [E: %]
NV =)L high performance tool NR ! E '3
- fRH TE VIR - Very low cutting forces i a
-tEyy—Hhvhk - Centre cutting et [=] 4
2BEDTIERS - 2 lengths available ==
DIN 6535
C_JHA
HB
—
7 ¢
] N T o 45° 45°
= BN S Y NI =
3| L4~ #L-
l2 S
I N 3
3 —
" XN
= Ia — ‘JJ
ve/f; |
5! e 4N 5 B
s N \ Jj P 7
o —
I g ‘
I3
lg
I A=IZFOVR A=IZFIVR
d—F« > - Coating TIALN | TIALN |
F7VT—ay - gHIM PASR) Applications — material (see page 4) P [
- FEAEIRTOBHIMICEA T EE - For almost all materials | 1.1-21 | 1.1-21
- AL ERRE TCORMIICRE - Suitable for roughing i -
under unstable conditions : : '2
s () s )
H| ] 11 H 1.1
DIN 6527 — > 3— - Short design
BB - Order code 2896A 2897A
9 dy Iy I3 I 9 d3 Iy 9 dy Ia Z 14X
ni1 e ol (IR BE
3 5 9 50 2,9 14 6 14 3 .003 (] [}
4 8 12 54 3,8 18 6 18 3 .004 () [}
5 9 16 54 4.8 18 6 18 3 .005 [ ) )
6 10 16 54 5,8 — 6 18 4 .006 [ ®
8 12 20 58 7,7 - 8 22 4 .008 (] [}
10 14 24 66 9,7 - 10 26 4 .010 () ®
12 16 26 73 11,6 = 12 28 4 012 ([ ] [}
14 18 28 75 13,6 - 14 30 4 014 [ ] [ ]
16 22 32 82 15,5 - 16 34 4 .016 [ ] )
20 26 40 92 19,5 - 20 42 4 .020 [ [
DIN 6527 - >4/ - Long design
BB - Order code 2892A 2893A
0 dq lo I3 l4 0 ds g 0 do I VA vEve
hi1 e ol (U | B
3 8 14 57 2,9 20 6 21 3 .003 () [}
4 11 18 57 3,8 20 6 21 3 .004 [} ®
5 13 18 57 4.8 20 6 21 3 .005 [} [}
6 13 20 57 5,8 — 6 21 4 .006 ) ®
8 19 25 63 7,7 - 8 27 4 .008 ) ®
10 22 30 72 9,7 - 10 32 4 .010 () [}
12 26 89 83 11,6 - 12 38 4 .012 [} [}
14 26 35 83 13,6 - 14 38 4 .014 () [}
16 32 40 92 15,5 - 16 44 4 .016 [} [}
20 38 50 104 19,5 - 20 54 4 .020 ) ®

6 EMUGE o = Z¥EFEE & - Stock tool Z3EH - Ordering example: 2896A.003



H)BIZ&44 - Cutting Conditions

BEVYYRIVRII "R—R"-ya—r&L OV

Solid carbide end mills “Base” — short and long design

|

FRANKEN

& SN7u/er-Cut

X ERELR - Valid for
28927
2893A
2896A
2897A

S
= i i
I & o
<
0 dy
B oo | [ oo ]| <
a, £ de
ap = dq 2 =0,4xdq 2 =0,2xdq
YIHIRE H&Hf=DED YIHIRE H&H=DFED YIHIRE H&HDFED % \2&* MMS %
v [m/min] f, [mm] Vg [m/min] f, [mm] Vg [m/min] f, [mm] %) | MOL
120 0,005 x d4 140 0,006 x d4 170 0,007 x d4 O |
110 0,004 x d4 130 0,005 x d4 150 0,006 x d4 O |
90 0,004 x d4 110 0,005 x d4 130 0,005 x d4 O | |
70 0,003 x d4 80 0,004 x d4 100 0,004 x d4 O |
60 0,003 x d4 70 0,003 x d4 80 0,004 x d4 ] |
K 50 0,003 0y 70 0,004 X d; 80 0,004 X 0y (]
M[ 21 50 0,003 x d4 60 0,004 x d4 70 0,004 x d4 []
3.1
4.1
120 0,005 x d4 140 0,006 x d4 170 0,007 x d4 [ ] [ ]
120 0,005 x d4 140 0,006 x d4 170 0,007 x d4 [] []
110 0,004 x d4 130 0,005 x d4 150 0,006 x d4 [] []
110 0,004 x d4 130 0,005 x d4 150 0,006 x d4 [] []
90 0,004 x d4 110 0,005 x d4 130 0,006 x d4 [] []
90 0,004 x d4 110 0,005 x d4 130 0,006 x d4 [ ] [ ]
70 0,003 x d4 80 0,004 x d4 100 0,004 x d4 [ ] [ ]
60 0,003 x d 70 0,004 x d 80 0,004 x d [ ] []
110 0,005 x d4 130 0,006 x d4 150 0,007 x d4 []
110 0,005 x d4 130 0,006 x d4 150 0,007 x d4 []
110 0,005 x d4 130 0,006 x d4 150 0,007 x d4 0 []
100 0,004 x d4 120 0,005 x d4 140 0,006 x d4 [ ]
100 0,004 x d4 120 0,005 x d4 140 0,006 x d4 []
100 0,004 x d4 120 0,005 x d4 140 0,006 x d4 ] []
240 0,008 x d4 290 0,009 x d4 340 0,011 x dy ] []
50 0,003 X4, 70 0004 X d; 80 0004 X dy (]
60 0,004 x d4 70 0,004 x d4 80 0,005 x d4 [ ]
1.1 60 0,003 x d4 70 0,003 x d4 80 0,004 x d4 [} ]
H
.:

W = 558 - very suitable
0= M PTEE - suitable

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

EMUGE
|FRANKEN|
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ERANKEN @@yUyRTYRIL "~—2" - Solid Carbide End Mills “Base”

7N ox~-Cut
SINANT A=Y =)L - High performance tool
- BRETY 7RI D - Finishing end mill N
EFmTic for tough materials
- l: EVEINZ 25557 - Special geometry
gt prevents vibration ==
- REEYFEE - Variable spacing
DIN 6535
C_JHA
HB

55|

E-
%
[=]

o]
3
]

R Vi = 35/37° | KBx45°
=[] ZA - %*%
I S \ 5
I3 e iJ
Iy ;ﬁ; VC/ fz
@
=Ia — _94 \
-517 a4 N S . _ ‘
ey | AN \ ) S
l2 § I -
I3
lg
Iy Z 7_- y l/Z
d—7 %" - Coating TIN/TIALN

FIVTr—yay - #EIH (PASER)

- XT/[/X%@?JDIL;% CEE
-HPCEBEERM T & EIFINTIC

Applications — material (see page 4)

- Especially suitable for stainless
steel materials
- Suitable for HPC roughing and finishing

K
N
N
S

(1.-1.3 ]

=

1.2-1.3

4.1-5.1

1.1-4.1

12J

DIN 6527 — =3 — I - Short design

B FREVE - Order code 2566T 2567T
0 dy Iy I3 bk edg 1y od  Ia KB Z Y4X
h10 he  @om wx | BIE
3 ® 9 50 29 14 6 14 0,07 4 .003 ([ ] [}
4 8 12 54 38 18 6 18 0,07 4 .004 [} [}
5 9 16 54 48 18 6 18 0,12 4 .005 ° [}
6 10 16 54 5,8 - 6 18 0,12 4 .006 [ ] [}
8 12 20 58 7,7 = 8 22 0,12 4 .008 ° [}
10 15 24 66 9,5 - 10 26 0,2 4 .010 [} ®
12 18 26 73 11,5 = 12 28 0,2 4 .012 [} ()
16 24 32 82 15,5 - 16 34 0,2 4 .016 [} ®
20 30 40 92 19,5 = 20 42 0,3 4 .020 () )
T - suss16L =y hNT
Machining example — 1.4571 with emulsion
BRRBE.
A A Article no.: PRI
IER®
Tool diameter: [d4] 19 )
YIHEEE : :
Cﬂugi’&fie " A 84 m/min
HHTeDED :
Feed per tooth: [ BEes o
A AEYIAHLE
2 Avial depth of cut: (2] 25 mm
&S & EAEYHAHE
Eﬂ § e o Radial depth of cut: (2] S
HS mf = ol
28 H 8 S'%‘fé‘dﬁ : m 1671 mint
ek FRANKEN ek FRANKEN ‘*D‘%F-F .
Conventional end mill ~ F¢JyIR"R—=2" Conventional end mill 4 JyJR"R—=2" JF;e q :Bej d'. [vi] 428 mm/min

o = 1RAETEEM - Stock tool

=

TEXBY -

Ordering example: 2566T.003



H)BIZ&44 - Cutting Conditions FRANKEN

7N ox-Cut
=) BEVIYYRIVRI) "R—=R"-Y3—h
< H i e ” ; 1] O H
Solid carbide end mills “Base” — short design FSRE M - Valid for
2566T
= I I I
I <
. &
0 d4 '
B o] K KL
de e de de
=04 2, =0,4xd4 2, =0,2xdq ag = 0,02 x dq
YVHBRE | IHhED | YHERE | WHhED | YTHERE | HHDED | YIELRE | IHOHED % \k* MMS %
Ve [m/min] f, [mm] Ve [m/min] f, [mm] Ve [m/min] f, [mm] Ve [m/min] f, [mm] %/ MaL
170 0,005 x d4 190 0,006 x d4 200 0,007 x d4 240 0,007 x dy O O O |
150 0,004 x d4 170 0,005 x d4 180 0,006 x d4 210 0,006 x d4 O O [m] |
130 0,004 x d4 140 0,004 x d4 160 0,005 x d4 180 0,005 x dy O | | O |
120 0,003 x d4 130 0,004 x d4 140 0,004 x d4 170 0,004 x d4 O |
100 0,003 x d4 110 0,003 x d4 120 0,004 x d4 140 0,004 x d4 O | |
1.1 90 0,004 x d4 110 0,005 x d4 120 0,005 x dy 130 0,005 x dy O [H] ] []
M[ 21 80 0,003 x d4 90 0,004 x d4 100 0,005 x d4 110 0,005 x d4 O O [m] []
3.1 70 0,003 x d4 80 0,003 x d4 90 0,004 x d4 100 0,004 x d4 O []
4.1 60 0,002 x d 70 0,002 x d 80 0,003 x d 90 0,004 x d ] []
150 0,005 x d4 160 0,006 x d4 180 0,006 x d4 200 0,007 x d4 [} [ ] [}
150 0,005 x d4 160 0,006 x d4 180 0,006 x d4 200 0,007 x d4 [} [] [}
140 0,004 x d4 150 0,005 x dy 170 0,005 x dy 180 0,006 x dy O [] 0
140 0,004 x d4 150 0,005 x d4 170 0,005 x d4 180 0,006 x d4 O [] [}
120 0,004 x d4 130 0,005 x d4 140 0,005 x d4 150 0,006 x d4 ] [ ] ]
120 0,004 x d4 130 0,005 x d4 140 0,005 x d4 150 0,006 x d4 ] [ ] [}
100 0,003 x d4 110 0,003 x d4 120 0,004 x d4 130 0,004 x d4 ] [ ] [}
80 0,003 x d 90 0,003 x d 90 0,004 x d 100 0,004 x d [} [ ] [}
220 0,009 x d4 250 0,010 x d4 280 0,011 xd4 300 0,008 x d4 ]
220 0,008 x d4 250 0,009 x d4 280 0,010 x dy 300 0,008 x d4 [ ]
220 0,007 x d4 250 0,008 x d4 280 0,009 x d4 300 0,007 x d4 [ ]
170 0,007 x d4 180 0,007 x d4 200 0,008 x d4 220 0,008 x d4 [m] [ ]
170 0,007 x d4 180 0,007 x d4 200 0,008 x d4 220 0,008 x d4 0 [ ]
170 0,007 x d4 180 0,007 x d4 200 0,008 x d4 220 0,008 x d4 [} 0 [ ]
160 0,006 x d4 170 0,006 x d4 180 0,007 x d4 200 0,007 x d4 ] [ ]
160 0,006 x d4 170 0,006 x d4 180 0,007 x d4 200 0,007 x dy ] []
160 0,006 x d4 170 0,006 x d4 180 0,007 x dy 200 0,007 x dy O ] []
120 0,004 x d4 130 0,004 x d4 140 0,005 x d4 160 0,005 x d4 ] ]
100 0,003 x d4 110 0,003 x d4 120 0,004 x d4 140 0,004 x d4 =] []
70 0,003 d; 80 0,004 xd; 30 0,005xd; 100 0,005 X d; M ]
70 0,005 x d4 90 0,005 x d4 100 0,006 x d4 100 0,005 x d4 [ ]
60 0,003 x d4 70 0,003 x d4 80 0,004 x d4 90 0,004 x d4 [ ]
50 0,002 x d4 60 0,002 x d4 70 0,003 x d4 80 0,003 x d4 []
60 0,003 x d4 70 0,003 x d4 80 0,004 x d4 90 0,004 x d4 ]
20 0,002 x d4 25 0,002 x d4 30 0,003 x d4 35 0,003 x d4 [ ]
15 0,002 x d4 20 0,002 x d4 25 0,003 x d4 30 0,003 x d4 [ ]
20 0,002 x d4 25 0,002 x d4 30 0,003 x d4 35 0,003 x d4 [ ]
15 0,002 x d4 20 0,002 x d4 25 0,003 x d4 30 0,003 x d4 [ ]
15 0,002 x dy 20 0,002 x d4 25 0,003 x dy 30 0,003 x d4 []
1.1 90 0,003 x d4 100 0,003 x d4 110 0,003 x d4 130 0,004 x d4 O []
H B 70 0,002 x d4 80 0,003 x d4 90 0,003 x d4 110 0,004 x d4 ] []
5
W = 558 - very suitable v = PIHIREE - Cutting speed 9

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



ERANKEN @@yUyRTYRIL "~—2" - Solid Carbide End Mills “Base”

77NV ox-Cuwt
SINANT A=Y =)L - High performance tool 1= i
- BRE TY 73 #HIM DA - Finishing end mill N ICA E Er = .E %
EFmTic for tough materials H
-EEVUZMNZ 2455502 K8 - Special geometry [=] X
BiE prevents vibration
- BRSO AAILIR—ILAE - Internal coolant supply, #BE
Z (ICA) axial exit (ICA)
- REFEEYFERET Variable spacing DIN 6535
C_JHA E
{@]HB

od

i T ~ 35/37° | KBx45°
VI =
<

0d3
=
'

&

= N ) <
< Ip é’ I
I3
lg
I ATVLA ATYVLA
d—7 >4 - Coating TIN/TIALN | TIN/TIALN |
TV — 3y - #@ElE (PASER) Applications — material (see page 4) P 41-51 P 41-5.1
- 27V L AMDOIN I ICRE - Especially suitable for stainless 1.1-41 ) 1.1-41 |
- HPCERERM T & EIFINTIC steel materials K 0% K VG
- Suitable for HPC roughing and finishing — —
N N

N[2128]) 52 N[ 2128 52

S 12-13 S 1.2-1.3

S 2.2-2.6 S 2.2-2.6
HOC 14 ) 12 | HC1d ) 12 |
DIN 6527 - (>4 - Long design
SRBYE - Order code 2568T 2569T 2568TZ 2569TZ
0 dy ly I I ods g ody Iy KB Z B4 X
h10 he e E: BE
3 8 14 57 29 20 6 21 007 4 003 ° ° ° °
4 11 18 57 38 20 6 21 007 4 .004 ° ° ° °
5 13 19 57 48 20 6 21 012 4 .005 ° ° ° °
6 13 20 57 58 - 6 21 012 4 .006 ° ° ° °
8 2 25 63 7,7 - 8 27 012 4 .008 ° ° ° °
10 22 30 72 95 - 10 32 02 4 010 ° ° ° °
12 26 35 83 115 - 12 38 02 4 012 ° ° ° °
14 26 35 83 135 - 16 38 02 4 014 ° ° ° °
16 36 4 92 155 - 16 44 02 4 016 ° ° ° °
20 41 52 104 195 - 20 54 03 4 .020 ° ° ° °

10 o = RXEFEEM - Stock tool ZSESHI - Ordering example: 2568T.003



H)BIZ&44 - Cutting Conditions

FRANKEN

7N ox-Cut
BEVYYRIVRI "R—R"-OVT
Solid carbide end mills “Base” — long design KRB - Valid for
2568T
N 2568TZ
2569T
256977
S S S
> > >
© o ©
i i i
5 & & <&
I
<&
0 dq
_ g & a
we | L ou Lou,
de de de de
2 = 2= 0,4 xds 2 =0.2xds 2 = 0,02 x s
YVHBRE | NHhED | YHIERE | AHDXD | THEERE | HHLDZED | YHIRE | IHhe % \k* MMS %
Ve [m/min] f, [mm] Ve [m/min] f, [mm] Ve [m/min] f, [mm] Ve [m/min] f, [mm] %/ MaL
140 0,005 x d4 150 0,006 x d4 170 0,007 x d4 200 0,007 x dy O O O |
130 0,004 x d4 140 0,005 x d4 160 0,006 x d4 180 0,006 x d4 O O ] |}
110 0,004 x d4 120 0,004 x d4 130 0,005 x d4 150 0,005 x dy O | | O | |
100 0,003 x dy 110 0,004 x dy 120 0,004 X dq 140 0,004 X ¢ o n
90 0,003 x d4 100 0,003 x d4 110 0,004 x d4 130 0,004 x d4 O | |
1.1 80 0,004 x d4 100 0,005 x d4 110 0,005 x dy 120 0,005 x dy O [H] ] []
M[ 21 70 0,003 xdy 80 0,004 xdy 90 0,005 x dy 700 0,005 Xy 0 O O (]
3.1 60 0,003 x d4 70 0,004 x d4 80 0,004 x d4 90 0,004 x d4 O []
4.1 50 0,002 x d 60 0,003 x d 70 0,003 x d 80 0,004 x d ] []
140 0,005 x d4 150 0,006 x d4 170 0,006 x d4 200 0,007 x d4 [} [ ] [}
140 0,005 x d4 150 0,006 x d4 170 0,006 x d4 200 0,007 x d4 [} [] [}
130 0,004 x d4 140 0,005 x dy 160 0,005 x dy 180 0,006 x dy O [] 0
130 0,004 x d4 140 0,005 x d4 160 0,005 x d4 180 0,006 x d4 O [] [}
110 0,004 x d4 120 0,005 x d4 130 0,005 x d4 150 0,006 x d4 ] [ ] ]
110 0,004 x d4 120 0,005 x d4 130 0,005 x d4 150 0,006 x d4 ] [ ] [}
90 0,003 x d4 100 0,003 x d4 110 0,004 x d4 130 0,004 x d4 ] [ ] [}
70 0,003 x d 80 0,003 x d 80 0,004 x d 100 0,004 x d [} [ ] [}
220 0,009 x d4 250 0,010 x d4 280 0,011 xd4 300 0,008 x d4 ]
220 0,008 x d4 250 0,009 x d4 280 0,010 x dy 300 0,008 x d4 [ ]
220 0,007 x d4 250 0,008 x d4 280 0,009 x d4 300 0,007 x d4 [ ]
170 0,007 x d4 180 0,007 x d4 200 0,008 x d4 220 0,008 x d4 [m] [ ]
170 0,007 x d4 180 0,007 x d4 200 0,008 x d4 220 0,008 x d4 0 [ ]
170 0,007 x d4 180 0,007 x d4 200 0,008 x d4 220 0,008 x d4 [} 0 [ ]
160 0,006 x d4 170 0,006 x d4 180 0,007 x d4 200 0,007 x d4 ] [ ]
160 0,006 x d4 170 0,006 x d4 180 0,007 x d4 200 0,007 x dy ] []
160 0,006 x d4 170 0,006 x d4 180 0,007 x dy 200 0,007 x dy O ] []
120 0,004 x d4 130 0,004 x d4 140 0,005 x d4 160 0,005 x d4 ] ]
100 0,003 x d4 110 0,003 x d4 120 0,004 x d4 140 0,004 x d4 =] []
70 0,003 X4 ) 0,004 X d; 80 0,005 X d; 700 0,006 X 0y @ (]
70 0,005 x d4 90 0,005 x d4 100 0,006 x d4 100 0,005 x d4 [ ]
60 0,003 x d4 70 0,003 x d4 80 0,004 x d4 90 0,004 x d4 [ ]
50 0,002 x d4 60 0,002 x d4 70 0,003 x d4 80 0,003 x d4 []
60 0,003 x d4 70 0,003 x d4 80 0,004 x d4 90 0,004 x d4 ]
20 0,002 x d4 25 0,002 x d4 30 0,003 x d4 35 0,003 x d4 [ ]
15 0,002 x d4 20 0,002 x d4 25 0,003 x d4 30 0,003 x d4 [ ]
20 0,002 x d4 25 0,002 x d4 30 0,003 x d4 35 0,003 x d4 [ ]
15 0,002 x d4 20 0,002 x d4 25 0,003 x d4 30 0,003 x d4 [ ]
15 0,002 x dy 20 0,002 x d4 25 0,003 x dy 30 0,003 x d4 []
1.1 90 0,003 x d4 100 0,003 x d4 110 0,003 x d4 130 0,004 x d4 O []
H 70 0,002 x d4 80 0,003 x d4 90 0,003 x d4 110 0,004 x d4 ] [ ]
.l

W = 558 - very suitable
0= M PTEE - suitable

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

BB



FRANKEN #@yyyRIVRI)L "R—2R" - Solid Carbide End Mills “Base”

77/\Nox-CwE
- INAINNT A=AV =)L - High performance tool (Op=710 (OO0
- BRE TY 73 #HIM DA - Finishing end mill N : d v : T
LiFmTIic for tough materials
-EEUEMZZ55RIZHEL - Special geometry —
%5 prevents vibration
- TEREICEHDI—F—R - Several corner radii per
oAV T cutting diameter
- BSOS DA ILR—ILAE - Internal coolant supply,
= (ICA) axial exit (ICA) ["gﬁf
- TEEYTFERE - Variable spacing HB
—
— iy
g T § 35/37°
< | S ‘ ZA - QL‘
2 | = N
I3
: %
=a ...
5 () =
1 e JE T
I3
lg
Iy ZTy l/Z
d—7 >4 - Coating TIN/TIALN |
F7VTr—ay - HHIM (PASIR) Applications — material (see page 4) P (11-31 ) 4151
- ATV LA TR IC RS - Especially suitable for stainless 1.1-41 |
-HPCEBERM I & EIFMIIC steel materials K (1122 ) 3142
- Suitable for HPC roughing and finishin —
S N
N(21-28) 52
S 1.2-1.3
S 2.2-26
HC 11 ) 12 |
DIN 6527 - >4 - Long design J—7—R{3E-Corner radius
SMBYE - Order code 256212 2563TZ
0 dy r Iy I3 I pd3 Iy ody  Ia Z B4 X
o 0,01 h6 g | BIE
3 0,1 8 14 57 29 20 6 21 4 .003001 (] ()
3 0,3 8 14 57 2,9 20 6 21 4 .003003 [} ()
3 0,5 8 14 57 29 20 6 21 4 .003005 [ ] [}
4 0,3 11 18 57 3,8 20 6 21 4 .004003 [} [}
4 0,5 11 18 57 3.8 20 6 21 4 .004005 [} [}
5 0,5 13 19 57 48 20 6 21 4 .005005 [} [}
5 1 13 19 57 4,8 20 6 21 4 .005010 ° [}
6 0,5 13 20 57 58 - 6 21 4 .006005 [} ®
6 1 13 20 57 58 - 6 21 4 .006010 [} ()
8 0,5 21 25 63 7,7 — 8 27 4 .008005 [} ®
8 1 21 25 63 7,7 - 8 27 4 .008010 (] ()
8 2 21 25 63 7,7 - 8 27 4 .008020 [} ®
10 0,5 22 30 72 9,5 - 10 32 4 .010005 (] [}
10 1 22 30 72 9,5 — 10 32 4 .010010 [ ] [ ]
10 2 22 30 72 9,5 - 10 32 4 .010020 ([ ] )
12 0,5 26 35 83 115 - 12 38 4 .012005 [} ®
12 1 26 35 83 115 = 12 38 4 .012010 [} [}
12 2 26 35 83 115 — 12 38 4 .012020 [} ®
12 2,5 26 o 83 115 = 12 38 4 .012025 ° [}
12 3 26 35 83 115 - 12 38 4 .012030 [} [}
12 4 26 B8 83 115 - 12 38 4 .012040 [} ()
16 1 36 42 92 155 — 16 44 4 .016010 () ®
16 2 36 42 92 155 - 16 44 4 .016020 [} [}
16 2,5 36 42 92 155 - 16 44 4 .016025 [} ®
16 3 36 42 92 155 = 16 44 4 .016030 (] ()
16 4 36 42 92 15,5 — 16 44 4 .016040 [ ] [ ]
20 1 41 52 104 195 - 20 54 4 .020010 ([ ] )
20 2 4 52 104 19,5 - 20 54 4 .020020 [ ] [ ]
20 2,5 41 52 104 195 = 20 54 4 .020025 ° [}
20 3 41 52 104 195 - 20 54 4 .020030 [} [}
20 4 41 52 104 195 = 20 54 4 .020040 () )
MDOI—F —REFFHRBERLET
Other corner radii available on request
o = RXETEE M - Stock tool ZSESHI - Ordering example: 2562T2.003001

"




H)BIZ&44 - Cutting Conditions

FRANKEN

7N ox-Cut
BEYYYRIVRI "R=R"-OVY
Solid carbide end mills “Base” — long design KRB - Valid for
2562TZ
N 2563TZ
S S S
> > >
o o o
i i i
5 & & <&
I
<&
0 d4
— & S S
g b oh oh
a e e 2
=04 2, =0,4xd4 2, =0,2xdq ag = 0,02 x dq
PIHIRE | HHDED | YIHEERE | HHDED | YIEEERE | WHDED | YTIHEERE | HHhihix % \k* MMS %
Vg [m/min] f, [mm] Vg [m/min] f, [mm] Ve [m/min] f, [mm] Ve [m/min] f, [mm] %ef | MaL
140 0,005 x d4 150 0,006 x d4 170 0,007 x d4 200 0,007 x dy O O O |
130 0,004 x d4 140 0,005 x d4 160 0,006 x d4 180 0,006 x d4 O O ] |}
110 0,004 x d4 120 0,004 x d4 130 0,005 x d4 150 0,005 x dy O | | O | |
100 0,003 x d4 110 0,004 x d4 120 0,004 x d4 140 0,004 x d4 O u
90 0,003 x d4 100 0,003 x d4 110 0,004 x d4 130 0,004 x d4 O | |
1.1 80 0,004 x d4 100 0,005 x d4 110 0,005 x dy 120 0,005 x dy O O [m] [ ]
M[ 21 70 0,003 x d4 80 0,004 x d4 90 0,005 x d4 100 0,005 x d4 ] [m] [m] [ ]
3.1 60 0,003 x d4 70 0,004 x d4 80 0,004 x d4 90 0,004 x d4 [m] [ ]
4.1 50 0,002 x d 60 0,003 x d 70 0,003 x d 80 0,004 x d ] []
140 0,005 x d4 150 0,006 x d4 170 0,006 x d4 200 0,007 x d4 [} [ ] [}
140 0,005 x d4 150 0,006 x d4 170 0,006 x d4 200 0,007 x d4 [} [] [}
130 0,004 x d4 140 0,005 x dy 160 0,005 x dy 180 0,006 x dy O [ ] O
130 0,004 x d4 140 0,005 x d4 160 0,005 x d4 180 0,006 x d4 ] [ ] [}
110 0,004 x d4 120 0,005 x d4 130 0,005 x d4 150 0,006 x d4 ] [ ] ]
110 0,004 x d4 120 0,005 x d4 130 0,005 x d4 150 0,006 x d4 ] [ ] [}
90 0,003 x d4 100 0,003 x d4 110 0,004 x d4 130 0,004 x d4 ] [ ] [}
70 0,003 x d 80 0,003 x d 80 0,004 x d 100 0,004 x d [} [ ] [}
220 0,009 x d4 250 0,010 x d4 280 0,011 xd4 300 0,008 x d4 []
220 0,008 x d4 250 0,009 x d4 280 0,010 x dy 300 0,008 x d4 [ ]
220 0,007 x d4 250 0,008 x d4 280 0,009 x d4 300 0,007 x d4 [ ]
170 0,007 x d4 180 0,007 x d4 200 0,008 x d4 220 0,008 x d4 [m] [ ]
170 0,007 x d4 180 0,007 x d4 200 0,008 x d4 220 0,008 x d4 0 [ ]
170 0,007 x d4 180 0,007 x d4 200 0,008 x d4 220 0,008 x d4 [} 0 [ ]
160 0,006 x d4 170 0,006 x d4 180 0,007 x d4 200 0,007 x d4 ] [ ]
160 0,006 x d4 170 0,006 x d4 180 0,007 x d4 200 0,007 x dy ] []
160 0,006 x d4 170 0,006 x d4 180 0,007 x dy 200 0,007 x dy O [m] []
120 0,004 x d4 130 0,004 x d4 140 0,005 x d4 160 0,005 x d4 ] []
100 0,003 x d4 110 0,003 x d4 120 0,004 x d4 140 0,004 x d4 ] [ ]
70 0,003 x d4 80 0,004 x dy 80 0,005 x dy 100 0,005 x d4 [m] []
70 0,005 x d4 90 0,005 x d4 100 0,006 x d4 100 0,005 x d4 [ ]
60 0,003 x d4 70 0,003 x d4 80 0,004 x d4 90 0,004 x d4 [ ]
50 0,002 x d4 60 0,002 x d4 70 0,003 x d4 80 0,003 x d4 []
60 0,003 x d4 70 0,003 x d4 80 0,004 x d4 90 0,004 x d4 []
20 0,002 x d4 25 0,002 x d4 30 0,003 x d4 35 0,003 x d4 [ ]
15 0,002 x d4 20 0,002 x d4 25 0,003 x d4 30 0,003 x d4 [ ]
20 0,002 x d4 25 0,002 x d4 30 0,003 x d4 35 0,003 x d4 [ ]
15 0,002 x d4 20 0,002 x d4 25 0,003 x d4 30 0,003 x d4 [ ]
15 0,002 x dy 20 0,002 x d4 25 0,003 x dy 30 0,003 x d4 []
1.1 90 0,003 x d4 100 0,003 x d4 110 0,003 x d4 130 0,004 x d4 ] []
H 70 0,002 x d4 80 0,003 x d4 90 0,003 x d4 110 0,004 x d4 ] [ ]
.l

W = 558 - very suitable
0= M PTEE - suitable

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

BB



FRANKEN #@yyyRIVRIL "R—2" - Solid Carbide End Mills “Base”
/HEro-Cut

- INANTA—VRAY—)b

- EEEMER DY %
- TRSHTHRIMEDEWVEEE
-FBEWIRERWRYD
-EKDEBUWTERERRE

-2EROER

- High performance tool

- Special geometry
for hard milling

- Very stable tool design

- Short flute length

- Tighter cutting diameter
tolerance

- 2 lengths available

=
-
KB
/N
s
\Q*

(][]
=

= sl‘ 17— 2
" | L4~
Z N
I3 el
" )
~ Iz ——
ve/f; |
44-66 cl'z
SR NN {1 E HRC 2
IR
I3
lg
h %Efgﬁlﬂ
d—3 % - Coating ALCR |
FTVr— 3y - FEHIM PASIR) Applications — material (see page 4) P (3151 ) 1.1-21
- ERRERIAR - S R HIM I - For all high-strength materials K
- HRC66 £ TDEBEMDIMNIIC - Hard machining of up to 66 HRC H (1113 | 1415
- HSCr RN Lic - Suitable for HSC finishing —_— —
A>% - Long design
BB - Order code 3813L
0 dy Iy I3 i edg 1y edy Iy KB Z PY4X
e8 s e (g | B
2 3 10 57 1,9 20 6 21 0,04 4 .002 °
3 4 14 57 28 20 6 21 0,05 4 .003 [ )
4 5 16 57 37 20 6 21 0,06 4 .004 (]
5 6 18 57 46 20 6 21 0,07 4 .005 [
6 7 20 57 59 - 6 21 0,08 4 .006 [}
8 9 26 63 7,4 - 8 27 0,1 4 .008 [}
10 11 31 72 9,2 - 10 32 0,12 4 .010 ([ ]
12 13 37 83 1hl — 12 38 0,14 4 012 [
16 17 43 92 15 - 16 44 0,18 4 .016 °
20 21 53 104 19 — 20 54 0,22 4 .020 [ ]

"

o = 1RAETEEM - Stock tool

Z3ESLA - Ordering example: 3813L.002



H)BIZ&44 - Cutting Conditions

BEVYYRIVRI "R—R"-OVT
Solid carbide end mills “Base” — long design

FRANKEN

/2 o-Cet

SR - Valid for

3813L
L
S — —
> 'b_ =}
2 ] " "
I & < <
&
0 dq ]
] = ‘ 0dq ‘ :@‘I ‘ 0dq ‘ < ‘ 0dq ‘ &
6 oo, oo oo
de de de de
=04 2, =0,4xd4 2, =0,2xdq ag = 0,02 x dq
YVHBRE | IHhED | YHERE | WHhED | YTHERE | HHDED | YIELRE | IHOHED % \k* MMS %
Ve [m/min] f, [mm] Ve [m/min] f, [mm] Ve [m/min] f, [mm] Ve [m/min] f, [mm] %/ MaL
160 0,005 x d4 180 0,005 x d4 190 0,005 x d4 260 0,006 x d4 O | | O |
140 0,004 x d4 150 0,004 x d4 170 0,005 x d4 220 0,005 x d4 O | [m] |
120 0,004 x d4 130 0,004 x d4 140 0,004 x d4 190 0,005 x dy O | | O | |
100 0,003 x d4 110 0,003 x d4 120 0,003 x d4 160 0,004 x d4 O u
80 0,003 x d4 90 0,003 x d4 100 0,003 x d4 130 0,003 x d4 O | |
1.1
M[ 21
3.1
4.1
160 0,005 x d4 180 0,005 x d4 190 0,006 x d4 260 0,006 x d4 [} [ ]
160 0,005 x d4 180 0,005 x d4 190 0,006 x d4 260 0,006 x d4 [} []
140 0,004 x d4 150 0,004 x d4 170 0,004 x dy 220 0,005 x dy O [ ]
140 0,004 x d4 150 0,004 x d4 170 0,004 x d4 220 0,005 x d4 O []
120 0,004 x d4 130 0,004 x d4 140 0,004 x d4 190 0,005 x d4 ] [ ]
120 0,004 x d4 130 0,004 x d4 140 0,004 x d4 190 0,005 x d4 ] [ ]
100 0,003 x d4 110 0,003 x d4 120 0,003 x d4 160 0,004 x d4 ] [ ]
80 0,003 x d 90 0,003 x d 100 0,003 x d 130 0,004 x d [} [ ]
i 100 0,003 X dy 110 0,003 x dy 120 0,003 x dy 760 0,003 x dy O (]
H g 80 0,003 x d4 90 0,003 x d4 100 0,003 x d4 130 0,003 x d4 ] [ ]
g 70 0,002 x d4 80 0,002 x d4 80 0,002 x d4 110 0,003 x d4 ] [ ]
g 50 0,002 x d4 60 0,002 x d4 60 0,002 x d4 80 0,002 x d4 [} [ ]
.5 40 0,002 x d4 40 0,002 x d4 50 0,002 x d4 60 0,002 x d4 ] []

W = 558 - very suitable
0= M PTEE - suitable

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

BB



EHEANKEN 8@YUyRIYRI)L "R—2" - Solid Carbide End Mills “Base”

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

tolerance

- 2 lengths available

=
-
KB
/N
a5
\Q*

(=] L[]
iR
Of:2s

S sl‘ 17— 3
= | L~
2 N
I3 et
It %
~ Iz ——
ve/f; |
44-66 cl'z
SR\ &9 = we | B
I E
I3
lg
h %Efgﬁlﬂ
d—7 7% - Coating ALCR |
FTVr— 3y - FEHIM PASIR) Applications — material (see page 4) P (3151 ) 1.1-21
- ERRERIAR - S R HIM I - For all high-strength materials K

- HRC66 £ TOREEMDINTLIC

- HSCERINTIC

- Hard machining of up to 66 HRC

- Suitable for HSC finishing

H (1113 | 1415

IV AMZ0A>% - Extralong design

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

o=

o = 1RAETEEM - Stock tool

Z3ESLA - Ordering example: 3815L.003



H)BIZ&44 - Cutting Conditions

7
iz
guit

BEVYYRIVRII "R—R"-TIZA50OVT

Solid carbide end mills “Base” — extra long design

0

FRANKEN

/2 o-Cet

X ERELER - Valid for
3815L

S p 4 —
= — S .
¢ o 5 I I
| . o A\l & g &
"4 o «
< "4 L4 4
0 dy ]
] = ‘ 0dq ‘ :@‘I ‘ 0dq ‘ < ‘ 0dq ‘ &
6 oo, oo
de de de de
8 = 0y 8o =0,4x0; 8o =02x0; 80=0,02x 01
YVHBRE | NHhED | YHIERE | AHDXD | THEERE | HHLDZED | YHIRE | IHhe % \k* MMS %
Ve [m/min] f, [mm] Ve [m/min] f, [mm] Ve [m/min] f, [mm] Ve [m/min] f, [mm] %/ MaL
135 0,005 x d4 145 0,005 x d4 155 0,005 x d4 210 0,006 x d4 O | | O |
110 0,004 x d4 120 0,004 x d4 140 0,005 x d4 180 0,005 x d4 O u ] |}
100 0,004 x d4 105 0,004 x d4 110 0,004 x d4 155 0,005 x dy O | | O | |
80 0,003 x d4 90 0,003 x d4 100 0,003 x d4 135 0,004 x d4 O |
65 0,003 x d4 75 0,003 x d4 80 0,003 x d4 105 0,003 x d4 O | |
1.1
M[ 21
3.1
4.1
135 0,005 x d4 145 0,005 x d4 155 0,006 x d4 210 0,006 x d4 [} [ ]
135 0,005 x d4 145 0,005 x d4 155 0,006 x d4 210 0,006 x d4 [} []
110 0,004 x d4 120 0,004 x d4 140 0,004 x dy 180 0,005 x dy O [ ]
110 0,004 x d4 120 0,004 x d4 140 0,004 x d4 180 0,005 x d4 O []
100 0,004 x d4 105 0,004 x d4 110 0,004 x d4 155 0,005 x d4 ] [ ]
100 0,004 x d4 105 0,004 x d4 110 0,004 x d4 155 0,005 x d4 ] [ ]
80 0,003 x d4 90 0,003 x d4 100 0,003 x d4 135 0,004 x d4 ] [ ]
65 0,003 x d 75 0,003 x d 80 0,003 x d 105 0,004 x d [} [ ]
1.1 80 0,003 x d4 90 0,003 x d4 100 0,003 x d4 135 0,003 x dy O []
65 0,003 x d4 75 0,003 x d4 80 0,003 x d4 105 0,003 x d4 ] [ ]
H
60 0,002 x d4 65 0,002 x d4 65 0,002 x d4 90 0,003 x d4 ] [ ]
g 40 0,002 x d4 50 0,002 x d4 50 0,002 x d4 65 0,002 x d4 [} [ ]
.5 30 0,002 x d4 35 0,002 x d4 40 0,002 x d4 50 0,002 x d4 ] []

W = 558 - very suitable
0= M PTEE - suitable

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

BB



ERANKEN @@YUyRTYRIL "~x—2" - Solid Carbide End Mills “Base”

Aler-Cut
SINANNT A=Y =)L - High performance tool
-F7ILZEEDIIICEE{L - Special geometry for the
ENfIHHET machining of aluminium
-tEyy—hvhk - Centre cutting

0d3

O

A

(=i (=]
et O

I 7IL= ZILZ/5R
d—3 >4 - Coating GLT )
TV —v 3y - wEE (PASER) Applications — material (see page 4) N[1443 ) 14 N
-FILZEEREMOMIIC - For wrought aluminium alloys
-VI)AVEBRE 7% FTOFXILIEE - For aluminium alloys with
#Hic a silicon content of up to 7%
-GUIO—FTr vV RIEiAESICHBEA - With GLT coating also for copper alloys
TIgE
DIN 6527 - (>4 - Long design
S RBYE - Order code 2548 2549 2548K 2549K
04 lo |3 l1 (0] dg g 0do In 7 'U"fZ'
ni n6 m=n Pt BE
3 7 14 57 29 20 6 21 3 .003 ([ ] [} [} [ )
4 8 18 57 3,8 20 6 21 3 .004 [ ] () ) [}
5 10 19 57 4.8 20 6 21 2 .005 ([ ] [} [} [ )
6 13 20 57 58 - 6 21 3 .006 [ ] () () [}
8 19 25 63 7,7 - 8 34 3 .008 ([ ] [} [} )
10 22 30 72 9,5 - 10 32 3 .010 [ ] [ ] [ [ ]
12 26 35 83 11,5 = 12 38 3 012 ° [ ) [} [ )
16 32 40 92 15,5 - 16 44 3 .016 [ ] [} [} )
20 38 50 104 19,5 = 20 54 3 .020 [ [J [J ()

18 o = 1EAETE M - Stock tool

Z3ESH - Ordering example: 2548.003



H)BIZ&44 - Cutting Conditions FRANKEN

AN A-Cue
BEVYYRIVRI "R—R"-OVT
Solid carbide end mills “Base” — long design KRB - Valid for
2548
2549
2549K
I
&
N EEC: .
Lod S TYA— RO IR
- - \% HEHER(ENS 30% T T
Wl
B | | Please note:
For uncoated design, please reduce
2 =0,4xdy cutting speed v, by 30%!
YIHIERE HHTDiED YIHRE HdTDiED % \* MMS _'ﬁ
Vg [m/min] f, [mm] Ve [m/min] f, [mm] )| MaL
1.1
M[ 21
3.1
4.1
300 0,009 x dq 420 0,011 x dy ] ]
430 0,008 x dy 620 0,010 x d4 [m] []
385 0,007 x dq 550 0,008 x dy ] []
270 0,008 x dyq 380 0,010 x dy 0 []
100 0,005 x dq 160 0,006 x dy O [m] []
100 0,005 x dyq 160 0,006 x dy ] [m] []
100 0,005 x dy 160 0,006 x dy ] 0 []
80 0,004 x dq 140 0,005 x dy ] 0 []
80 0,004 x d4 140 0,005 x d4 ] ] ]
80 0,004 x d4 140 0,005 x d4 O ] []
60 0,003 x dyq 100 0,004 x d4 []
m = 53 - very suitable Ve = YIMUEREE - Cutting speed 19

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



ERANKEN @@YUyRTYRIL "~x—2" - Solid Carbide End Mills “Base”

Aler-Cut
SINANNT A=Y =)L - High performance tool
-F7ILZEEDIIICEE{L - Special geometry for the W
ENIfIHRET machining of aluminium
-EEYDORWIIT - Low-vibration machining Nt
-2 WEIE 3 T - With 2 and 3 flutes
-tEyy—Hhvhk - Centre cutting
DIN 6535
C_JHA
HB
—_—
=l
72 3
5 /) 3 L Bl
. |8 L
I3 KB x 45°
i ZA - Vc/fz
E
i Y Bz

IR ==

O

(] [m]

I 7IL= ZILZ/HH
d—3 >4 - Coating GLT )
F7VTr—2 3y - #HIH (PASER) Applications — material (see page 4) N(1113]) 14 N
-FILZEEREMOMIIC - For wrought aluminium alloys
-VI)AVEBRE 7% FTOFXILIEE - For aluminium alloys with
#Hic a silicon content of up to 7%
-GUIO—FTar vV RIEiAESICHBEA - With GLT coating also for copper alloys
)] - Suitable for Z-axis milling
- B AAOMIICHER S - Suitable for roughing and finishing
- R EFEESICHBERTIEE
DIN 6527 — (2% - Long design
BBV - Order code 2544 2545 2544K 2545K
ody b I3 b edz Iy ody Iy KB Z YAX
h10 L | g | BIE
2 6 10 57 1,9 20 6 21 0,04 2 .002 [ ] () [} [ )
3 7 14 57 29 20 6 21 0,07 2 .003 [ ] [} [} ®
4 8 18 57 3,8 20 6 21 0,07 2 .004 [ ] () [} °
5 10 18 57 4.8 20 6 21 0,12 2 .005 [} [} [} ®
6 13 20 57 58 - 6 21 0,12 3 .006 [ ] () [} °
8 19 25 63 7,7 — 8 34 0,12 3 .008 [ ] [ ) () [}
10 22 30 72 9,5 - 10 32 02 3 .010 (] () [} ()
12 26 35 83 115 - 12 38 02 3 012 [ ] () [ ) [}
16 32 40 92 155 - 16 44 0,2 3 .016 [ ] [} [} [}
20 38 50 104 195 - 20 54 0,3 3 .020 [] [J [J )

o

o = 1RAETEEM - Stock tool

Z3ESCH - Ordering example: 2544.002



H)BIZ&44 - Cutting Conditions FRANKEN

AN A-Cue
BEYVUYYRIVRI "R=R"-OvY
Solid carbide end mills “Base” — long design KRB - Valid for

2544

w 2544K
2545

545K

/Y —NmOEE HIRE

Ql RS
«©
v?ﬁﬁﬁnam%TﬁT<ﬁ
M

‘0(11

|

Please note:
For uncoated design, please reduce
ag = 4 2 =0,4xdq cutting speed v, by 30%!

de
Sl 1

YIBIEE HHizhixh YIHIERE HHizhxh *I1 mms
Ve [m/min] , [mm] vc[min;nl f, [mm] %] \J MQ"J -ﬁJ

1.1

4.1

300 0,006 x d4 420 0,011 x dy ] []
430 0,005 x d4 620 0,010 x d4 ] []
385 0,005 x d4 550 0,008 x d4 ] []
270 0,005 x d4 380 0,010 x d4 ] []
100 0,005 x d4 160 0,006 x d4 B ] L]
100 0,005 x d4 160 0,006 x d4 [B] ] []
100 0,005 x dy 160 0,006 x dy [H] ] []
80 0,004 x d4 140 0,005 x dy [H] ] []
80 0,004 x d4 140 0,005 x d4 [m] ] []
80 0,004 x d4 140 0,005 x dy [m] ] [ ]
60 0,003 x d4 100 0,004 x d4 []

W = 558 - very suitable
0= M PTEE - suitable

v = YIHIERE - Cutting speed 21
f, = K 1=D3ED - Feed per tooth [FRANKEN



ERANKEN @@YUyRTYRIL "~x—2" - Solid Carbide End Mills “Base”

Aler-Cut
S INAINNT A=AV =)L - High performance tool [=] e [m] E_%E
-F7ILZEEDINIICEE{L - Special geometry for the W o oy Sy
ENIfIHRET machining of aluminium : 3"—&%
-EEVDORWINT - Low-vibration machining — [=]¥: [=] 5
- TEREICERDOI—F—R - Several corner radii =
[ per cutting diameter tBE
-ty —nvh - Centre cutting
DIN 6535
C_JHA
HB
—
k]
38-40° ER
—
ZA - Vcéfz
N
' 23
=l
g TN g
< = ‘
Io =
I3
I 7IL= ZILZ/HH
d—3 >4 - Coating GLT )
TV —v 3y - wEE (PASER) Applications — material (see page 4) N[1443 ) 14 N

-ZILZEEEMEMOMIIC

SVYAVEEER % EFTOTILIES
I

-GUO—T >/ RiFHEERICEHER
ATRE

- B AREDOMIICHEZ S

STt EIFEESICHERATIRE

- For wrought aluminium alloys
- For aluminium alloys with
a silicon content of up to 7%
- With GLT coating also for copper alloys
- Suitable for Z-axis milling
- Suitable for roughing and finishing

DIN 6527 - >4/ - Long design

O—7F—R{F= - Corner radius

SURAIFE - Order code 2546 2547 2546K 2547K
0 dy r Iy I3 I pdy  ody Ia Z PY4X
no 0,02 n6 o1 (W% BE
6 0,5 13 20 57 5,8 6 21 3 ,006005 ° ° ° °
6 1 13 20 57 5,8 6 21 3 .006010 ° ° ° °
8 1 19 25 63 7,7 8 27 3 .008010 ° ° ° °
8 15 19 25 63 7,7 8 27 3 ,008015 ° ° ° °
8 2 19 25 63 7.7 8 27 3 .008020 (] () [} )
10 1 22 30 72 95 10 32 3 ,010010 ° ° ° °
10 15 22 30 72 95 10 32 3 .010015 ° ° ° °
10 2 22 30 72 95 10 32 3 ,010020 ° ° ° °
12 1 26 35 83 115 12 38 3 .012010 ° ° ° °
12 15 26 35 83 115 12 38 3 012015 ° ° ° °
12 2 26 35 83 115 12 38 3 .012020 ° ° ° °
12 2,5 26 35 83 115 12 38 3 012025 ° ° ° °
12 3 26 35 83 115 12 38 3 .012030 ° ° ° °
12 4 26 35 83 115 12 38 3 .012040 ° ° ° °
16 1 32 40 92 155 16 44 3 .016010 ° ° ° °
16 15 32 40 92 155 16 44 3 .016015 ° ° ° °
16 2 32 40 92 155 16 44 3 .016020 ° ° ° °
16 2,5 32 40 92 155 16 44 3 .016025 ° ° ° °
16 3 32 40 92 155 16 44 3 .016030 ° ° ° °
16 4 32 40 92 155 16 44 3 ,016040 ° ° ° °
20 1 38 50 104 195 20 54 3 .020010 ° ° ° °
20 15 38 50 104 195 20 54 3 ,020015 ° ° ° °
20 2 38 50 104 195 20 54 3 .020020 ° ° ° °
20 2,5 38 50 104 195 20 54 3 .020025 ° ° ° °
20 3 38 50 104 195 20 54 3 .020030 ° ° ° °
20 4 38 50 104 195 20 54 3 .020040 ° ° ° °

DI —F—ROKFHREUERLETT

Other corner radii available on request

2

o = 1RAETEEM - Stock tool

Z3ESLAI - Ordering example: 2546.006005



H)BIZ&44 - Cutting Conditions FRANKEN

AN A-Cue
BEYVUYYRIVRI "R=R"-OvY
Solid carbide end mills “Base” — long design KRB - Valid for

2546

w 2546K
2547

547K

/Y —NmOEE HIRE

Ql RS
«©
v?ﬁﬁﬁnam%TﬁT<ﬁ
M

‘0(11

|

Please note:
For uncoated design, please reduce
ag = 4 2 =0,4xdq cutting speed v, by 30%!

de
Sl 1

YIBIEE HHizhixh YIHIERE HHizhxh *I1 mms
Ve [m/min] , [mm] vc[min;nl f, [mm] %] \J MQ"J -ﬁJ

1.1

4.1

300 0,006 x d4 420 0,011 x dy ] []
430 0,005 x d4 620 0,010 x d4 ] []
385 0,005 x d4 550 0,008 x d4 ] []
270 0,005 x d4 380 0,010 x d4 ] []
100 0,005 x d4 160 0,006 x d4 B ] L]
100 0,005 x d4 160 0,006 x d4 [B] ] []
100 0,005 x dy 160 0,006 x dy [H] ] []
80 0,004 x d4 140 0,005 x dy [H] ] []
80 0,004 x d4 140 0,005 x d4 [m] ] []
80 0,004 x d4 140 0,005 x dy [m] ] [ ]
60 0,003 x d4 100 0,004 x d4 []

W = 558 - very suitable
0= M PTEE - suitable

v = YIHIERE - Cutting speed 23
f, = K 1=D3ED - Feed per tooth [FRANKEN
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