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

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

quality requirements.

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

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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FOBRA: Please note:
BIRHIM T I BB RII)LOBEREFUTORS TRENTVET: The suitability is indicated as follows:
m- 53 W = very suitable
0= ERaaE [ = suitable
t I ),
A=IZFIVR =EER PSR | IV | IV PIVS | PIVS/ER
# - fine #H - coarse
2896A 2892A 2566T 2568T 256812 2562172 - - 2548 2548K 2544 2544K 2546 2546K —
2897A 2893A 2567T 2569T 256912 256312 3813L 3815L 2549 2549K 2545 2545K 2547 2547K ==
TEFAERE - 1AM BlEEhmE M TE(DINAtE) MREBIJISTHE) 6 6 8 10 10 12 14 16 18 18 20 20 22 2 | ~—page
Applications — material Tensile Strength | Material examples Material examples 7 7 9 11 11 13 15 17 19 19 21 21 23 23 B v /f,
AR USR Cold-extrusion steels, Cq15
MRS R R Construction steels, <600 N/mm?2 S2350R (SB7-2) SSTJ(I:\/ISE HS\%%“C%OS%M n m = n u = u u
RHE Free-cutting steels, etc. 10SPh20 ! ’
MRS E R R Construction steels, E360 (St70-2)
B Case-hardened steels, <800 N/mm? 16MnCr5 S S o, SCA. n m = n m u n n
gl Steel castings, etc. GS-25CrMo4 ’
=R Case-hardened steels, 20MoCr3
EALIBSR Heat-treatable steels, <1000 N/mm? 42CrMo4 g’é&M ggmf 185(%-' 438M484L?P2 | | | | | | | | | | |
mEEH Cold work steels, etc. 102Cr6 n. , obraadn,
EALIR G Heat-treatable steels, 50CrMo4
ek Cold work steels, <1200 N/mm? X45NiCrMo4 SCM445H, SKH, SKS, SKT, SUP u | [m} O [m] [m} || u
Z1LH Nitriding steels, etc. 31CrMo12
Basi High-alloyed steels, X38CrMoV5-3
a2 I EM(SESEA) Cold work steels, <1400 N/mm2 X100CrMoV8-1-1 SKD12, SKD61, SKT, SUH, SKH | | | O O O ] | | | |
2T EMEESEA) Hot work steels, etc. X40CrMoV5-1
ATVLAR Stainless steel materials
11 [z ILTVHAk Ferritic, martensitic < 950 N/mm?2 X2CrTi12 SCS, SUS420J2, SUS403 [ ] [ ] [ ] [ ] 1.1
M| 21 [F—X7F4AF Austenitic < 950 N/mm?2 X6CrNiMoTi17-12-2 SCS, SUH, SUS304, SUS316 [l ] [ ] [ ] [ ] [ ] 21 |M
31 |[A—ZFFAN7zoa48 ZHH%R, ITHEBEER Austenitic-ferritic (Duplex) < 1100 N/mm?2 X2CrNiMoN22-5-3 SUS329J3L, SUS630 || | | | | || 3.1
41 |[A—ARTFANTIoAN 8%, MERILR Austenttic-ferritic heat-resistant (Super Duplex] < 1250 N/mm?2 X2CrNiMoN25-7-4 SUS329J4L, SCS14A, 15-5PH [ ] [ ] [ ] [ ] 4.1
) . . 100-250 N/mm?2 EN-GJL-200 (GG20) FC200 [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ]
Ry Bk Gast iron vith lamelar graphite (GJL) 750-450 N/mm? | ___EN-GJL-300 (GG30) FC300 (] (] ] (] (] (] [ ]
. : . 350-500 N/mm?2 EN-GJS-400-15 (GGG40) FCD400 [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ]
T YANEHK Cast iron with nodular graphite (6.J5) 500-900 /mm? | EN-GJS-700-2 (GGG70) FCO700 [ [ [} (] ] [} [ [
. =_ . . ; . 300-400 N/mm2 GJV 300 FCV300 [H] ] [m] [H] [H] [m] [ ] [ ]
ASE A =573 Cast iron with vermicular graphite (GJV) 400-500 N/mm?2 GV 450 FCVA00 ] ] = ] ] = ] ]
. 250-500 N/mm2 | EN-GJMW-350-4 (GTW-35) FCMW330 ] ] (] ] ] [m] [ ] [ ]
PISBERTA Malleable cast iron (GTMW, GTME) 500-800 /mm?2 | _EN-GJMB-450-6 (6T5-45) FONW370 O 0 g 0 O g (] (]
FZILEZULE Aluminium alloys
< 200 N/mm2 EN AW-AIMn1 A1050, A3030 [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ]
FINEZULEE EHEM Wrought aluminium alloys < 350 N/mm?2 EN AW-AIMgSi A5052, A6061 [ ] [] [] [] [] [] [] []
< 550 N/mm2 EN AW-AIZn5Mg3Cu A7075 [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ]
Sis 7% EN AC-AlMg5 ADC5, AC7A [m] [] [m] [] [m] []
FILEZOLEER #HY Aluminium cast alloys 7% < Si<12% EN AC-AISi9Cu3 ADC11,ADC12, AC2A
12% <Si<17% GD-AISi17Cu4FeMg ADC14
AEE Copper alloys
s, ES Pure copper, low-alloyed copper < 400 N/mm2 E-Cu 57 #ili5R, 2400 [ ] [ ] [ ] [ ] [ ] [ ] O [ O O [
=i Copper-zinc alloys (brass, long-chipping) < 550 N/mm?2 CuZn37 (Ms63) (2720,62801 [ ] [ ] [] [] [ ] [ ] [m] [m] [m] [m] [m]
TRAVZE R Copper-zinc alloys (brass, short-chipping) < 550 N/mm? CuZn36Pb3 (Ms58) €3560,C3710 [ ] [] [ ] [ ] [ ] [ ] ] [} [} 0 ] O OJ
7ILSEH Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm? CuAl10Ni5Fe4 5210,06280 [] [] [] [] [] [] [ [N ] [m] [N
S Copper-tin alloys (tin bronze, long-chipping) < 700 N/mm? CuSn8P LBC3 [ ] [ ] [ ] [ ] [ ] [ ] ] O ]
REIE 5 Copper-tin alloys (tin bronze, short-chipping) < 400 N/mm? CuSn7 ZnPb (Rg7) BC3 [ ] [ ] [ ] [ ] [ ] [ ] O [} O O [}
N ’ < 600 N/mm2 (AMPCO® 8) u u u || 0 [H] [l
HFHiee Special copper alloys Z 7400 mm2 {ANIPCO® 45) = u = =
RTXIVLER Magnesium alloys
NTXVILER Magnesium wrought alloys < 500 N/mm?2 MgAI6Zn
SESPINS L] Magnesium cast alloys < 500 N/mm? EN-MCMgAI9Zn1 MC2A, MD1A
= 5 Synthetics
BRI Duroplastics (short-chipping) Bakelit, Pertinax [] []
BRI Thermoplastics (long-chipping) PMMA, POM, PVC
iR LRI (M S E = <30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK
iR LRI (MESEE>30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK
2 iS Special materials
72774k Graphite C 8000
YT AT V- AR Tungsten-copper alloys W-Cu 80/20 [] [] [m] O ] [m] [] []
BEMR Composite materials Hylite, Alucobond
FIVE Titanium alloys
WMFTY Pure titanium < 450 N/mm2 Til WFy> [ ] [] [] [] [] []
PN - <900 N/mm2 TiAIBV4 Ti-6Al-4V [m] [H] [H] [m]
Fora® Titanium alloys = 1250 N/mm2 TAIAModSH2 TAMOASH2 = O 0 0
—y L EEE. INILNEEE HKEES Nickel alloys, cobalt alloys and iron alloys
w7l Pure nickel < 600 N/mm2 Ni 99,6 M=yl [] [] [] []
— N ol < 1000 N/mm2 Monel 400 EXJL 400, /\XFO-1 B [m] [N ] [m]
=vrlEas Nickel-base alloys <1600 N/mm? Tnconel 718 %I 718 g 0 O g
N N < 1000 N/mm2 Udimet 605 Udimet 605 [m] [H] [H] [m]
VLN EGE Cobait-base alloys = 1600 /mm2 Haynes 25 ~AUZ 25 ] 0 N 0
BEAE Iron-base alloys < 1500 N/mm? Incoloy 800 - >0 800 [m] ] ] [m]
=g Hard materials
44 - 50 HRC Weldox 1100 SKT4 [N ] [ ] [ ] [ ] [ ] [ ] [ ]

H 50 - 55 HRC Hardox 550 J\—RwJ X550 [m] [H] ] [m] [ ] [ ] H
3 | =R SREEN. SRR High strength steels, hardened steels, hard castings 55 - 60 HRC Armox 600T SKD61 [ ] [ ] .
4 60 - 63 HRC Ferro-Titanit SKD11 [m] [H] 4
i5 63 - 66 HRC HSSE R 3 ] [m] .5

4 W = 5 - very suitable v = PIHIEREE - Cutting speed
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0= EFAPI4E - suitable

f, = H&r=DED - Feed per tooth
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A SNTe/er-Cue & SN7e/er-Ceste
- ZBEMICERZ/\A/\T4— - Multi-functional, P OkEAO| E = = BEVYYRIVRII "R—R"-va—b&L0OVY
;ﬁ‘gx‘{‘/& _)*If;JﬁU?R?* \f}lgh lperforrptanc? tool NR A,ﬁ\r}e\n ! % % Solid carbide end mills “Base” — short and long design STERE S, - Valid for
- R TE WY EIIEHT - Very low cutting forces L [ 2892A
-ey5—hvh - Centre cutting =] < NR 2893A
-2BEOTERS - 2 lengths available Soen
2897A
~lp — —
h=} h=]
5 i i
S ( \ S' 1 & 5
EE R N\ = <
S I 0d4
lp = ] & a
& 0 d4 0 d4 <
I3
I Qe ae g
~la e =4 2 =0,4xdq 2 =0,2x0d4
YIHIERE HHi=hzED YIHIERE HHi=hxED YIHIRE HHizhxh % YA* MMS %
5 ) ( \ -2‘ Vg [m/min] f, [mm] Vg [m/min] f, [mm] Vg [m/min] f, [mm] %) MaL
I f I
o 120 0,005 x dy 140 0,006 x ds 170 0,007 x dy | u
I
1 ’ A—ILSYVEK A—ILSYVEK 110 0,004 x dy 130 0,005 x dy 150 0,006 x dy | n
1—5 127 - Goating TAIN TAIN | 90 0,004 x dy 110 0,005 x d 130 0,005 x dy 0 u u
FIVTr—ay - HHIM (PASIR) Applications — material (see page 4) 70 0003 0, % 0,004 X3, 100 0,004 x4, . -
- [FEAEITRTORHIMICEA T EE - For almost all materials
- FREBRE TORM T I RE ; ﬁﬁgg?'ﬁ&;{ﬁé‘%’;’g&ﬂons 60 0,003 X dy 70 0,003 x dy 80 0,004 x dy o n
1 60 0,003 xd; 70 0,004 xdy 80 0,004 x dy L]
M[ 21 50 0,003 xdy 60 0,004 x dy 70 0,004 x dy L]
31
4.1
. ] 120 0,005 x dy 140 0,006 x dy 170 0,007 x dy [ u
DIN 6527 — >3 — - Short design 120 0,005 x dy 140 0,006 x dy 170 0,007 x dy ] (]
110 0,004 xd 130 0,005xd 150 0,006 x d (] L]
BRABYE - Order code 2896A 2897A 110 0,004 x d: 130 0,005 x d] 150 0,006 x d} [] []
T N s
hi1 e el k% | BB 70 0.003 Xy 80 0004 x a1 100 0004 X, (] [
3 ® 9 50 2,9 14 6 14 3 ° ) 60 0,003 x d 70 0,004 x d 80 0,004 x d [ ]
4 8 12 54 3,8 18 6 18 3 .004 o ®
5 9 16 54 4.8 18 6 18 3 o ®
6 10 16 54 58 - 6 18 4 .006 ° ®
8 12 20 58 7,7 - 8 22 4 o ®
10 14 24 66 9,7 - 10 26 4 .010 o °
12 16 26 73 11,6 - 12 28 4 o ®
14 18 28 75 13,6 — 14 30 4 .014 ° ®
16 22 32 82 15,5 - 16 34 4 (] ° 110 0,005 xd; 130 0,006 x dy 150 0,007 x oy ]
20 26 40 92 19,5 - 20 42 4 .020 [ ® 110 0,005 x dy 130 0,006 X d; 150 0,007 x d []
110 0,005 x dy 130 0,006 x dy 150 0,007 x dy 0 (]
—_Ov4y . i 100 0,004 xd 120 0,005xd 140 0,006 xd L]
DIN 6527 — O1>% - Long design 100 0,008 x4, 120 0.005 x4, 140 0.006 X, L]
SRBYE - Order code 2892A 2893A 100 0,004 x dy 120 0,005 x dy 140 0,006 X ty O []
0 dq lo I3 l4 0 ds g 0do In z B4 X
ni1 n6 =n ek BE
3 8 14 57 2,9 20 6 21 3 [ [}
4 11 18 57 38 20 6 21 3 | 004 | ° °
g ]g ; 8 57 48 20 6 21 3 ° ° 240 0,008 xd 290 0,009 x dy 340 0,011 xdy 0 u
57 5,8 - 6 21 4 -::- ° ®
8 19 25 63 7,7 - 8 27 4 [ ) ®
10 22 30 72 9,7 - 10 32 4 | 010 | ° °
12 26 85 83 11,6 - 12 38 4 ) [}
14 26 35 83 13,6 = 14 38 4 | 014 | ° ° 60 0,003 x dp 70 0,004 X d; 30 0,004 x dy (]
16 32 40 92 1515 - 16 44 4 ) [}
20 38 50 104 19,5 - 20 54 4 .020 ® ®
60 0,004 xdy 70 0,004 x dy 30 0,005 x dy u
60 0,003 x dy 70 0,003 xdy 80 0,004 x dy 0 u
H
5
6 o = FAETEE T, - Stock tool Z3ESIHI - Ordering example: 2896A.003 = 5 - very suitable v, = YIMISEE - Cutting speed 7

[ = A HE - suitable f, = M 1=D XD - Feed per tooth
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77N ox-Cute 77N ox-Cut
S ININT A =YY =)L - High performance tool [=] 5 [w] e BEYIYYRIVRI) "R—=R"-3—h
- BRETYIEMEEIM DL - Finishing end mill N o = Solid carbide end mills “Base” — short design T ERELG, - Valid for
EFmnTIc for tough materials == -
-EEVUEIZ 255572 ME - Special geometry b— =] N 2567T
et prevents vibration ==
- RERy F&ET - Variable spacing BTE
=
DIN 6535
£ JHA
fo]HB
—
< YE}« | S = 5
S I 1] I
35/37° | KBx45° W < & &
= () 5 4 &
S [~ |l _—— oul B o B ' .
I = N e “?I 0 d4 © 0d4 ~ 0 dq ©
I3 -
: I | " 2 sl ] g 2
i % =104 2, =0,4x0dq a=0,2xd4 2 = 0,02 x dy
%, CIHEE | Wbk | IMIERE | HH0ED | YIESRE | AHLOED | GIEEE | HhED % 7| mms =
S { \ S Ve [m/min] f, [mm] Ve [m/min] f, [mm] Ve [m/min] f, [mm] Ve [m/min] f, [mm] S| MOL
I a l '
s 170 0,005 x dq 190 0,006 x dy 200 0,007 x dq 240 0,007 x dy O | O [
Iy
: ZFVLZ 150 0,004 x dy 170 0,005 X dy 180 0,006 x dy 210 0,006 x dy m o O n
1—5 447 - Coating TINTIALN 130 0,004 x dq 140 0,004 x dy 160 0,005 x dq 180 0,005 x dq o ] | ]
77VT—2ay - FHIM PAZHR) Applications — material (see page 4) P 41-51 120 0,003 X dy 130 0,004 X d; 140 0,004 X dy 170 0,004 x dy D n
- ATV LAO I TICHF ICRE - Especially suitable for stainless 14-41
e A = ! L C B
HPCRBEFIN Tt EIF AT steel materials . - K 31-42 100 0,003 xdy 110 0,003 X d; 120 0,004 X d; 140 0,004 X dy o n
- Suitable for HPC roughing and finishing N -_J
N 5.2 13 90 0,004 x d; 710 0,005 x d; 120 0,005 x d; 130 0,005 x d; 0 ] O ]
M 21 80 0,003 x dy 90 0,004 X dy 700 0,005 d; 110 0,005 d; 0 ] 0 ]
S 1.2-1.3 3.1 70 0,003 x dy 80 0,003 x dy 90 0,004 x dy 100 0,004 x d @] []
s 2226 41 60 0,002xd 70 0,002 xd 80 0,003 x d 90 0,004 x d 0 u
HC 14 ) 12 | 150 0,005 x dy 160 0,006 x dq 180 0,006 x dq 200 0,007 x d O u ]
750 0,005 X d; 760 0,006 x dy 780 0,006 X dq 200 0,007 x d; 5] u =]
s . 140 0,004 x d; 750 0,005 x d; 770 0,005 d; 780 0,006 x d; 0 u ]
DIN 6527 — >3 —~ - Short design 140 0,004 x dy 150 0,005 X dq 170 0,005 X dq 180 0,006 x dy 0 ] ]
= ; 120 0,004 x dy 130 0,005 X dy 140 0,005 x d 150 0,006 xd 0 ] ]
BamBE - Order code 2566T 2567T 120 0,004 x 0 730 0,005 dy 140 0005 X3y 150 0006 Xy o [ O
0 dq I I I 0dy g ody Iy KB 7 HAZ 100 0,003 % dy 110 0,003 x dy 120 0,004 x dy 130 0,004 x d; O u 5]
h10 e Ean ey RUE 80 0,003xd 90 0,003 xd 90 0,004 xd 100 0,004 xd ] [] 5]
3 5) 9 50 29 14 6 14 0,07 4 ° ®
4 8 12 54 38 18 6 18 007 4 | .004 | ° ° 220 0,009 X dq 250 0,010x dy 280 0,011 x dy 300 0,008 x dy (]
5 9 16 54 48 18 6 18 012 4 ° ° 220 0,008 x dy 250 0,009 X dy 280 0,010 xdy 300 0,008 x d; ]
6 10 16 54 58 _ 6 18 0,12 4 -E- ° ° 220 0,007 x d4 250 0,008 x d4 280 0,009 x d4 300 0,007 x d4 [ ]
8 12 20 58 7,7 - 8 22 0,12 4 [ ] °
10 15 24 66 95 - 10 26 02 4 | 010 | ° °
12 18 26 73 11,5 - 12 28 0,2 4 ® )
16 24 32 82 15,5 — 16 34 0,2 4 | 016 | Y Y 170 0,007 x d 180 0,007 x dy 200 0,008 x dy 220 0,008 x d; O []
20 30 40 92 19,5 _ 20 49 03 4 ° ° 170 0,007 x d4 180 0,007 x dy 200 0,008 x d4 220 0,008 x d4 O []
: : 170 0,007 x d; 780 0,007 x dy 200 0,008 x d; 220 0,008 X dq ] 0 []
760 0,006 X d; 170 0,006 x d; 780 0,007 x d; 200 0,007 x d; 0 u
160 0,006 X dy 170 0,006 X dy 180 0,007 X dy 200 0,007 x dy 0 ]
160 0,006 X dy 170 0,006 X dy 180 0,007 x dy 200 0,007 x d; ] 0 ]
120 0,004 x dy 130 0,004 X dy 140 0,005 X dy 160 0,005 Xty O ]
100 0,003 x dy 110 0,003 X dy 120 0,004 x dy 140 0,004 x dy O L]
INTEHI - Sus3t6L Vv NN
Machining example — 1.4571 with emulsion
HEBIE .
A A Article no.: PRI
IE‘?“;‘: [d1] 16 mm 70 0,003xd 80 0,004 xd 80 0,005xd 100 0,005xd O (]
Tool diameter: : 1 . ! : 1 : !
YIHIERE : )
Cutting spxee " [vel 84 m/min
— 70 0,005 x d; 90 0,005 X dp 100 0,006 X dp 100 0,005 X dq (]
HHT=DED : ’ 0.064 60 0,003 X dy 70 0,003 x d; 80 0,004 x dy 90 0,004 x dy ]
Feed per tooth: [f2] ,064 mm 50 0,002 x dy 60 0,002 X dy 70 0,003 X dy 80 0,003 x dy ]
WA RYLAAE 60 0,003 X d; 70 0,003 d; 80 0,004 x d; 90 0,004 x d u
a 25 mm
® Axial depth of cut: [ap] 20 0,002 X d; % 0,002x d; 30 0,003 d; 35 0,003 x d; (]
E R 15 0,002 x dy 20 0,002 X dy 25 0,003 X dy 30 0,003 X dy ]
R o & BAHEVAHE : a 5m 20 0,002 x dy 25 0,002 x dq 30 0,003 x dq 35 0,003 x dq []
i g e @ Radial depth of cut: (2] m 15 0,002 x d4 20 0,002 x d4 25 0,003 x d4 30 0,003 x d4 []
H £ o = T 15 0,002 x dy 20 0,002 X dy 25 0,003 x dy 30 0,003 x dy u
NS .
=S S - [n] 1671 min-1
= =
” o = = Speed: . 90 0,003 x dy 100 0,003 x dq 110 0,003 x dy 130 0,004 x d O []
e FRANKEN RS FRANKEN e [TRE 70 0,002 x dy 80 0,003 X 0y 90 0,003 x dy 110 0,004 x dy 0 []
Conventional end mill ~ F¢JyIR"R—=2" Conventional end mill 1 JyJR"R—=2" BB [vi] 428 mm/min -
Feed speed: f
5
8 o = FAETEE T, - Stock tool ZSESLA - Ordering example: 2566T.003 W= B8 - very suitable Vo = HIBIREE - Cutting speed 9
[FRANKEN) [ = A HE - suitable f, = M 1=D XD - Feed per tooth [FRANKEN|



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

77N ox-Cute
S INAINNT A= VRAY =)L - High performance tool Oka-0] OF0O] Ok-10]
- BRETY IREEIM O - Finishing end mil N ICA ; v ' X
EFmnTIc for tough materials .
-EEVERIZ 2RI X A - Special geometry [=] :
et prevents vibration
- BRI ONS DAAILIR—ILAE - Internal coolant supply, HBIE
(A axial exit (CA)
- REEY FRET - Variable spacing DIN 6535
£ JHA
fo]HB
—
— | &
Eg TN = 35/37° | KBx45°
< R U: g&
- 1-3°
h T ve/f;
@
=~z 11
= N ) 5
< o -i’ I
I3
Iy
K ATFVLA ATFVLA
d—F <% - Coating TIN/TIALN | TIN/TIALN |
F7Vr—ay - HHIM (PASIR) Applications — material (see page 4) P [14-31) 4151 | P (1431 ) 4151 |
- 27V LASOIN TICHF ICERE - Especially suitable for stainless 1.1-41 | | 1.1-41 | |
-HPCEBERM T &AL EIFNTIC steel materials K T K A
- Suitable for HPC roughing and finishing N -_J N -_J
N 52 N 52
S 1.2-1.3 S 1.2-1.3
S 2.2-26 S 2.2-26
HC 14 ) 12 | HC 12 ) 12 |
DIN 6527 - (1% - Long design
BBV - Order code 2568T 2569T 2568TZ 2569172
9 dy Iy I3 I gds 1y ody Iy KB z 14X
n1o he e (%) BE
3 8 14 57 29 20 6 21 0,07 4 o o ° ®
4 1 18 5 38 20 6 21 007 4 | .004 | ° ° ° °
5 13 19 57 4.8 20 6 21 0,12 4 ° o [ ) [}
6 13 20 57 5,8 — 6 21 0,12 4 | .006 | ° ° ® ®
8 21 25 63 7,7 - 8 27 0,12 4 [ ] () [ ) )
0 22 3 72 95 - 10 32 02 4 | 010 | ° ° ° °
12 26 88 83 11,5 - 12 38 0,2 4 o [ ] [ ) [}
14 2 3 8 135 - 16 38 02 4 | 014 | ° ° ° °
16 36 42 92 155 - 16 44 0,2 4 o [} [} ®
20 4 52 104 19,5 - 20 54 0,3 4 .020 [ ] [ [ ®

o =%

R

"

TEEE & - Stock tool

Z3EH - Ordering example: 2568T.003

HHIZ4 - Cutting Conditions

=

i
s

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

avy

FRANKEN

77N ox-Cut

T ERELG, - Valid for

2568T
256877
2569T
256977

S k=) =
> > >
w0 w0 v
i I i
& & &
& & &
de 3 | | de de
2 = Oy 2 =0,4xd4 2 =0,2xdy 2 = 0,02 x dq
YIHIERE | NHehED | YIHBRE | NHLDXED | YIHIERE | IHhED | YIEIEE | IHDED % \EA* 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 dy 150 0,006 x d4 170 0,007 x d4 200 0,007 x d4 O O O |
130 0,004 x dy 140 0,005 x d4 160 0,006 x d4 180 0,006 x d4 ] O O | |
110 0,004 x dy 120 0,004 x d4 130 0,005 x d4 150 0,005 x d4 O | O |
100 0,003 x dy 110 0,004 x d4 120 0,004 x d4 140 0,004 x d4 O | |
90 0,003 x dy 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 d4 120 0,005 x d4 O O [} []
M[ 21 70 0,003 x dy 80 0,004 x d4 90 0,005 x d4 100 0,005 x d4 [m] [m] ] [ ]
Al 60 0,003 x dy 70 0,004 x d4 80 0,004 x d4 90 0,004 x d4 ] [ ]
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 O [] [m]
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 d4 160 0,005 x d4 180 0,006 x d4 [m] [ ] [m]
130 0,004 x dy 140 0,005 x d4 160 0,005 x d4 180 0,006 x d4 ] [ ] ]
110 0,004 x dy 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 [} [] O
90 0,003 x d4 100 0,003 x d4 110 0,004 x d4 130 0,004 x d4 O [] [m]
70 0,003 x d 80 0,003 x d 80 0,004 x d 100 0,004 x d O [] O
220 0,009 x dy 250 0,010 x dy 280 0,011 x dy 300 0,008 x d4 [ ]
220 0,008 x d4 250 0,009 x d4 280 0,010 x d4 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 [} []
170 0,007 x d4 180 0,007 x dy 200 0,008 x d4 220 0,008 x d4 O []
170 0,007 x d4 180 0,007 x d4 200 0,008 x d4 220 0,008 x d4 O O []
160 0,006 x dy 170 0,006 x d4 180 0,007 x d4 200 0,007 x d4 ] []
160 0,006 x dy 170 0,006 x d4 180 0,007 x d4 200 0,007 x d4 [} [ ]
160 0,006 x dy 170 0,006 x d4 180 0,007 x d4 200 0,007 x d4 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 dy 120 0,004 x d4 140 0,004 x dy O []
70 0,003 x d4 80 0,004 x d4 80 0,005 x d4 100 0,005 x d4 [} []
70 0,005 x dy 90 0,005 x d4 100 0,006 x d4 100 0,005 x d4 [ ]
60 0,003 x dy 70 0,003 x d4 80 0,004 x d4 90 0,004 x d4 [ ]
50 0,002 x dyq 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 dy 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 dy 25 0,003 x d; 30 0,003 X dy ]
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 [m] [ ]
5

W = 5 - very suitable
0= EFAPI4E - suitable

v = PIHIEREE - Cutting speed
f, = H&r=DED - Feed per tooth

=



ERANKEN #@yUyRTYRIIL "R—2" - Solid Carbide End Mills “Base”

BIHZ&44 - Cutting Conditions

FRANKEN

77/\Vox-Cwt 77/\Vox-CwE
AT A=V RY—)L - High performance tool OF=-T10] [ =] BEYYYRIVRI "R=R"-AVYT
- B TY TIRARBIM DAL - Finishing end mill N ICA : “ar ; -ur Solid carbide end mills “Base” — long design SFRELT - Valid for
EFMIic for tough materials 256977
-EEVZEIZ SR RIGHE - Special geometry = N 256377
= prevents vibration =
- TERBICEHDOI—F—R - Several corner radii per BE
"EoAFT cutting diameter
- BSOS DA ILIR—ILAF - Internal coolant supply,
= (IcA) axial exit (ICA) D"gﬁf J(:+ . i )
- REEYFERE - Variable spacing | R s s 5
—_— o 0 o
=lh m} N i T
] & & &
_::; T _5 35/37°
k 2 g ZA o |f L‘ od o od * od <
= “ 1 1 1
1-3°
I3
: X | " . wl ] % S
<l % ag = dq 2 =0,4xd4 a=0,2xd4 2 = 0,02 x dy
YIHIERE | NHehED | YIHBRE | NHLDXED | YIHIERE | IHhED | YIEIEE | IHDED % %* MMS %
= { ) -§ Ve [m/min] f, [mm] Ve [m/min] f, [mm] Ve [m/min] f, [mm] Ve [m/min] f, [mm] %)) ML
< o é’ ‘
s 1.1 140 0,005 x dy 150 0,006 x d; 170 0,007 x d; 200 0,007 x dy O | O [
g
" 2FVLZA 2.1 130 0,004 x d; 140 0,005 X dy 160 0,006 x dy 180 0,006 x dy 0 a 0 n
A—F47 - Coating TIN/TIALN | P 3.1 110 0,004 x dy 120 0,004 x d4 130 0,005 x d4 150 0,005 x d4 O | O | |
T —2 3> — Y SR Applications — material 4 i
/ 7_J7 >3 - A (P4 : ) o 'Ca, ons , materia (Sée page 4) P 1131 ] 4151 41 100 0,003 x dy 110 0,004 x dy 120 0,004 x dy 140 0,004 x dy O n
- A7V LASO I TICH ICRE - Especially suitable for stainless 1.1-41 |
-HPCEEERMI & EFINTIC steel materials
RIReT - Sutable for HPG roughing and finishing : (11-22 ) 31-42 5.1 90 0,003 x dy 100 0,003 x dy 110 0,004 x dq 130 0,004 x dq = n
N[21-28] 52 i 80 0,004 x d; 700 0,005 x d 110 0,005 xd 120 0,005 xd 0 ] 0 [
S e M 21 70 0,003 X dy 80 0,004 x dy 90 0,005 d; 100 0,005 d; 0 ] 0 [
2 3 60 0,003 X dy 70 0,004 x d, 80 0,004 x d; 90 0,004 x d; 0 u
S 2096 4.1 50 0,002 x d; 60 0,003 x d 70 0,003 x d 30 0,004 x d 0 u
HE) 12 ) 1 140 0,005 x d; 150 0,006 x d, 170 0,006 x d; 200 0,007 x d O [ ]
12 140 0,005 x d; 150 0,006 x d; 170 0,006 x d; 200 0,007 x d 0 [ 5]
DIN 6527 — (1" - Long design J—F—RfdE-Corner radius Kz 0 S0 re 1 S0 g 1% T00s %0 D000y e =
i ! , 0,005xd 180 0,006 xd 0 u ]
IS RIZE . Order code 2562TZ 2563TZ [ 110 0,004 X @ 120 0,005 X @ 130 0,005 X o 150 0,006 X o 0 u ]
§ 110 0,004 x dy 120 0,005 x dy 130 0,005 x d; 150 0,006 x d; 0 (] 5]
9 dq r lo I3 l4 0d; g 0do I z Vil 41 90 0,003 x dy 100 0,003 x dy 110 0,004 x dy 130 0,004 x dy O (] O
no =001 e el (I nE 42 70 0,003 dy 30 0,003 X dy 80 0,004 X dq 100 0,004 X dq =] ] ]
B 0,1 8 14 57 2,9 20 6 21 4 .003001 ° ®
3 03 8 14 57 29 2 6 21 4 .003003 L4 L4 5 220 0,009 x d; 250 0,010 x dy 280 0,011 xdy 300 0,008 x oy [
3 05 8 14 57 29 20 6 21 4 .003005 ° ° ] 220 0,008 x d; 250 0,009 d; 280 0,010x d; 300 0,008 x d; u
4 0,3 11 18 57 38 20 6 21 4 .004003 ® ® 3 220 0,007 x dy 250 0,008 x d; 280 0,009 X dy 300 0,007 X ds ]
4 0,5 11 18 57 3,8 20 6 21 4 .004005 [ ] ® 14
5 05 13 19 5 48 20 6 21 4 | 005005 ° ° 12
5 1 13 19 57 4.8 20 6 21 4 .005010 [ ] [ ] -
6 0,5 13 20 57 58 - 6 21 4 .006005 (] o 2.1 170 0,007 x dy 180 0,007 x dy 200 0,008 x dy 220 0,008 x dy [ ]
¢ 113 20558 - 621 4 - ° ° 38 110 0007, 180 0007, %0 000 550 0008 d o =
— 2 ;| X s X A X ! X
g ?’5 51 %g gg ;; = g g; 2 mg : : 4 760 0,006 xd; 770 0,006 %4, 780 0,007 x4, 200 0.007 x4, 0 [
) . 5 760 0,006 x d; 170 0,006 x d; 180 0,007 x d; 200 0,007 x d; 0 u
8 2 21 25 63 77 - 8 27 4 .008020 ° ° N[ 26 160 0,006 x dy 170 0,006 x d; 180 0,007 x d; 200 0,007 x d; ] 0 u
10 0,5 22 30 72 9,5 - 10 32 4 .010005 [} [} i 120 0,004 x dy 130 0,004 x dy 140 0,005 x dy 160 0,005 x dy [ ]
10 1 22 30 72 9,5 - 10 32 4 .010010 ° ° 28 100 0,003 x dy 110 0,003 x dy 120 0,004 x d4 140 0,004 x d4 d []
10 2 22 30 72 9,5 - 10 32 4 .010020 o ®
2 05 2 3 8 115 - 12 33 4 | .012005 ° ° 3
12 1 26 35 83 11,5 - 12 38 4 .012010 ° ®
12 2 26 35 83 11,5 - 12 38 4 .012020 ° ® 4.1
12 25 26 35 83 115 - 12 38 4 .012025 ° ° ﬁ
12 3 26 35 83 11,5 - 12 38 4 .012030 ° ® v
12 4 26 35 83 11,5 - 12 38 4 .012040 ° () -
16 1 36 42 92 15,5 - 16 44 4 .016010 (] [ ] 5.1
16 2 36 42 92 155 - 16 44 4 1016020 ° ° gg 70 0,003x d; 30 0,004x d; 80 0,005 x d; 100 0,005 d; 0 u
16 2,5 36 42 92 15,5 - 16 44 4 .016025 o [T o [T -
16 & 36 42 92 15,5 - 16 44 4 .016030 ([ ] ®
16 4 36 42 92 155 - 16 44 4 -016040 o m ® E 5 70 0,005 x d; 90 0,005  d; 100 0,006 x d; 100 0,005 x d; [
20 1 41 52 104 195 - 20 54 4 .020010 ° ° 5 60 0,003xdy 70 0,003x d; 80 0,004 x d; 90 0,004 x d; u
20 2 4 52 104 195 - 20 54 4 .020020 ° ° 3 50 0,002 x dy 60 0,002 x dy 70 0,003 x dy 80 0,003 x dy []
EH— ST B 20 o4 4 020025 o [ o [ Sr= 60 0,003 x d; 70 0,003 x d; 30 0,004 x d; 90 0,004 x d [
20 3 41 52 104 195 20 54 4 | .020030 ° ° ] 20 0.002xd; %5 0.002xd; 30 0003 xd; 35 7003 xd; u
i ks N s Lewa] e : §— . — = e :
| 8 A X A X A X A X
O —F—REFIREUER LT 5 15 0,002 xdy 20 0002 x a1 %5 0003 X0y 30 0003 x4y u
Other corner radii available on request 26 15 0,002 x dy 20 0,002 x dy 25 0,003 x dy 30 0,003 x dy ]
13 90 0,003 x d; 700 0,003 d; 110 0,003 x dy 130 0,004 x d; 0 [
H 32 70 0,002x dy 80 0,003 dy 90 0,003 d; 110 0,004 x dy 0 u
3
!
5

o = ZXEFE[E T - Stock tool Z3EH - Ordering example: 2562TZ.003001

W = 5 - very suitable
) = EFIAJ#E - suitable

v = PIHIEREE - Cutting speed
f, = H&r=DED - Feed per tooth

==



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

/HEro-Cut
ST A=YV =)L - High performance tool OO
- BIEEREROYNRET - Special geometry H
- RO THIED S VERE for hard milling
-BEWIRERWRYY - Very stable tool design N— [=]
- KDEILWIERNZE - Short flute length
-2EEOER - Tighter cutting diameter HBIE
tolerance
- 2 lengths available
DIN 6535
{__JHA
fo]HB
—
I\
= mI /)y N 55° KB x 45°
= g N =
! | U: {;L
Is 3-5°
| X
~Ia Kk
" ve/f;
4IRS Oz e | B
= = b 15
NN
I3
Iy
h %ﬁ@gﬁ
d—7«>7%" - Coating ALCR |

FTVT—23y - 1RHIF PAZR)

- BRI R - SE R I
- HRC66 X TOBEEADIN T I
- HSCEEN T i

Applications — material (see page 4)

- For all high-strength materials
- Hard machining of up to 66 HRC
- Suitable for HSC finishing

A% - Long design

B FBYE - Order code 3813L
0 dq lo I3 Iy 0 ds g 0 do In KB z
e8 h5 faj (N
2 3 10 57 19 20 6 21 0,04 4 °
3 4 14 57 28 20 6 21 0,05 4 )
4 6 16 57 37 20 6 21 0,06 4 )
5 6 18 57 46 20 6 21 0,07 4 )
6 7 20 57 55 - 6 21 0,08 4 )
8 9 26 63 74 - 8 27 01 4 )
10 11 31 72 92 - 10 32 012 4 )
12 13 37 83 11 - 12 38 0,14 4 )
16 17 43 92 15 - 16 44 0,18 4 )
20 21 53 104 19 - 20 54 0,22 4 °

"

o = 1EAETE M - Stock tool

ZEXH - Ordering example: 3813L.002

HHIZ4 - Cutting Conditions

FRANKEN

fHero-Cue
BEVYYRIVRII "R—R"-OVY
= H H il » : =] H
Solid carbide end mills “Base” — long design SFERELT - Valid for
H 3813L
—_—
S — —
ol — o
Pk I 1 I
k <
0 d4 B
— =~ 0 d4 J 0d4 & 0 dq &
< L—J L—J 4
% 3 | | % e
2 = Oy 2 =0,4xd4 2 =0,2xdy 2 = 0,02 x dq
PHBRE | HHhED | TIHERE | HHhED | TIHERE | WHhED | TEERE | HHhiED % QA* MMS %
Ve [m/min] f, [mm] Vg [m/min] f, [mm] Ve [m/min] f, [mm] Ve [m/min] f, [mm] )| MaL
160 0,005 x dy 180 0,005 x dy 190 0,005 x dy 260 0,006 x d4 0 | O |
140 0,004 x d4 150 0,004 x d4 170 0,005 x dy 220 0,005 x d4 0 u O |
120 0,004 x dy 130 0,004 x dy 140 0,004 x d4 190 0,005 x d4 O | O |
100 0,003 x dy 110 0,003 x d4 120 0,003 x d4 160 0,004 x d4 0 |
80 0,003 x dy 90 0,003 x dy 100 0,003 x dy 130 0,003 x d4 O L}
1.1
M[ 21
3.1
4.1
160 0,005 x dy 180 0,005 x dy 190 0,006 x d4 260 0,006 x d4 [m] [ ]
160 0,005 x d4 180 0,005 x dy 190 0,006 x d4 260 0,006 x d4 [m] [ ]
140 0,004 x d4 150 0,004 x d4 170 0,004 x d4 220 0,005 x d4 0 [ ]
140 0,004 x d4 150 0,004 x dy 170 0,004 x dy 220 0,005 x d4 0 [
120 0,004 x d4 130 0,004 x dy 140 0,004 x dy 190 0,005 x d4 0 []
120 0,004 x d4 130 0,004 x d4 140 0,004 x d4 190 0,005 x d4 0 [
100 0,003 x d4 110 0,003 x d4 120 0,003 x d4 160 0,004 x d4 [m] [ ]
80 0,003 xd 90 0,003 x d 100 0,003 x d 130 0,004 x d [m] [ ]
100 0,003 x d4 110 0,003 x dy 120 0,003 x dy 160 0,003 x d4 0 [ ]
H 80 0,003 x d4 90 0,003 x dy 100 0,003 x dy 130 0,003 x d4 0 [ ]
70 0,002 x d4 80 0,002 x dy 80 0,002 x dy 110 0,003 x d4 0 []
d 50 0,002 x dy 60 0,002 x dy 60 0,002 x dy 80 0,002 x d4 0 [
.9 40 0,002 x d4 40 0,002 x d4 50 0,002 x d4 60 0,002 x d4 0 []

W = 5 - very suitable
0= EFAPI4E - suitable

v = PIHIEREE - Cutting speed
f, = H&r=DED - Feed per tooth

=



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

/HEro-Cut
ST A=YV =)L - High performance tool OF~10]
- BIEEREROYNRET - Special geometry H :l.:.i- %
- RO THIED S VERE for hard milling / '
-BEWIRERWRYY - Very stable tool design N— [=] :
- KDEILWIERNZE - Short flute length
-2EEOER - Tighter cutting diameter HBIE
tolerance SSS
- 2 lengths available
DIN 6535
{__JHA
fo]HB
—
| e
= 'SI A_h s 55° KB x 45°
! | U: {Lﬁz
| 3-5°
3
| XN
=il R
y ve/f
s = pr 44-66 A y
s AN (R s HRC 7 4
.QJ H | 7
I3
Iy
h %ﬁ@gﬁ
d—7«>7%" - Coating ALCR |
FIVT—ay - HHIM PASIR) Applications — material (see page 4) P (3451 ) 1121 |
- ERERINR - YR EHIMIC - For all high-strength materials K(11-42) |
- HRC66 =T EERMDINIIC - Hard machining of up to 66 HRC 1313 | 1415 |
-HSCEEMTIC - Suitable for HSC finishing H 1103 | 1415
I ANZAYY - Extra long design
B FBYFE - Order code 3815L
pdy I3 o edy g edy  y KB Z 14X
e8 e mEm Mz | BE
3 4 15 70 28 30 6 34 0,05 4 °
4 5 20 70 37 30 6 34 006 4 | .004 | °
5 6 25 70 46 30 6 34 0,07 4 °
6 7 33 70 55 - 6 34 008 4 | .006 | °
8 9 43 80 7,4 - 8 44 0,1 4 [ ]
10 11 43 8 92 - 10 44 012 4 | .010 | °
12 13 51 97 11 - 12 52 0,14 4 ()
%6 17 6 115 1 - 16 6/ 018 4 | .016 | °
20 21 79 130 19 = 20 80 0,22 4 ]

"

o = 1EAETE M - Stock tool

Z3EXH - Ordering example: 3815L.003

HHIZ4 - Cutting Conditions

BEVUYRIVRIL "R—R"-THZ2500Y

FRANKEN

/2 o-Cest

)
Solid carbide end mills “Base” — extra long design T ERELG, - Valid for
ESSS H 3815L
S — —
ol — o
s 1] I
o I o o
1l & «© ©
&
0 d4
— =~ 0 d4 J 0d4 & 0 dq &
< LN
dg de L de e
2 = Oy 2 =0,4xd4 2 =0,2xdy 2 = 0,02 x dq
YIHIERE | NHehED | YIHBRE | NHLDXED | YIHIERE | IHhED | YIEIEE | IHDED % QA* 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 dy 145 0,005 x d4 155 0,005 x d4 210 0,006 x d4 O | O |
110 0,004 x dy 120 0,004 x dy 140 0,005 x dy 180 0,005 x dy o n 0 n
100 0,004 x dy 105 0,004 x d4 110 0,004 x d4 155 0,005 x d4 O | O |
80 0,003 x dy 90 0,003 x dy 100 0,003 x d4 135 0,004 x d4 [} |
65 0,003 x dy 75 0,003 x d4 80 0,003 x d4 105 0,003 x d4 O |
1.1
M[ 21
Al
4.1
135 0,005 x d4 145 0,005 x dy 155 0,006 x d4 210 0,006 x d4 O []
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 d4 180 0,005 x d4 [m] [ ]
110 0,004 x dy 120 0,004 x d4 140 0,004 x d4 180 0,005 x d4 ] [ ]
100 0,004 x dy 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 dy 100 0,003 x d4 135 0,004 x d4 O []
65 0,003 x d 75 0,003 x d 80 0,003 x d 105 0,004 x d [} []
80 0,003 x d4 90 0,003 x d4 100 0,003 x d4 135 0,003 x d4 O []
H 65 0,003 x dy 75 0,003 x d4 80 0,003 x d4 105 0,003 x d4 [m] [ ]
60 0,002 x dy 65 0,002 x d4 65 0,002 x d4 90 0,003 x d4 [} [ ]
d 40 0,002 x dy 50 0,002 x d4 50 0,002 x d4 65 0,002 x d4 [} [ ]
5] 30 0,002 x dy 35 0,002 x d4 40 0,002 x d4 50 0,002 x d4 ] []

W = 5 - very suitable
0= EFAPI4E - suitable

v = PIHIEREE - Cutting speed
f, = H&r=DED - Feed per tooth

=



FHANKEN g8yyyRIyRI)L "R—X" - Solid Carbide End Mills “Base” BIJHIZ 4 - Cutting Conditions FRANKEN

AT A /r-Cue AT A /r-Cut
- /\4J§7#—7>Z‘y;)b - High performance tool 8 Ox™~10] = : BEYVYYRIVRII "R—=R"-OvY
-ZIVSEEDOIMTICHEE - Special geometry for the WR | coarse it 3 Solid carbide end mills “Base” — long design SRS - Valid for
YV miIbISE machining of aluminium [ 2548
-Eyvy—Hvh - Centre cutting [=]: © WR 2548K
=)
2549
=) BE 2549K
DIN 6535
£ JHA
fo]HB
—
- |\ ;
= I
’EE 2 () = L . A s
= I - — 0 d1 a E%E H
I2 s { & & 9 ds < /Y= hRDBE YIHIRE
Is 3-5° v ﬁf&iﬁﬂﬁh\e 30% FIFTr
h U - | ve/f; e 5 Please note:
N B For uncoated design, please reduce
~Ia 19 8 =01 2, =0,4xd; cutting speed v, by 30%!
YIHIERRE HHizbixb YIHIERRE Hpi=bikb # MMSl
e Q\_ TN é‘ V¢ [m/min] f, [mm] Ve [m/min] f, [mm] % \ki: maL %
l2 '5 I
I3
g
I 7IL= ZIVZ /3
d—5 > - Coating GLT
FIVTr—yay - HEIH (PASER) Applications — material (see page 4) N3] 14 N (1314 ) 2127 |
-ZILZEEEEMOITIIC - For wrought aluminium alloys
-VYIAVEBE % £TOFILIEE - For aluminium alloys with
#Hic a silicon content of up to 7%
SGUO—T o7 RIFAASICHEA - With GLT coating also for copper alloys
L= by
M[ 21
31
) 41
DIN 6527 - (012247 - Long design
BFRBYE - Order code 2548 2549 2548K 2549K
0 dy Iy I3 i 0 ds Iy 0 dy Ia Z Y4X
hi1 n6 o (9% BE
3 7 14 57 29 20 6 21 3 [} [ ) [} [}
4 8 18 57 38 20 6 21 3 | .004 | ° ° ° °
5 10 19 57 4,8 20 6 21 3 () ° [} [}
6 13 20 57 58 - 6 21 3 | .006 ° ° ° °
8 19 25 63 7.7 - 8 34 3 ) ° ° ° 300 0,009 x ty 420 0,017 xdyp O ]
10 22 30 72 95 - 10 32 3 | .010 | ® Y ° Y 430 0,008 x dy 620 0,010 x dy O []
2 26 35 8 M5 - 12 38 3 ° ° ° ° 385 0.007 x dy %0 0.008 xd, J | =
16 32 40 92 155 - 16 44 3 | 016 | ° ° ° ° 210 0.008 x dy 380 0.010xdy -
20 38 50 104 19,5 - 20 54 3 [ [J ) 0
100 0,005 x d; 160 0,006 X dq =] O (]
100 0,005 X d; 760 0,006 X dq 5] ] (]
100 0,005 Xty 160 0,006 X dy 5] ] []
80 0,004 x dy 140 0,005 X dy =] ] (]
80 0,004 x d; 140 0,005 X dy 8] ] ]
80 0,004 x d; 140 0,005 X dy =] ] ]
60 0,003 X d; 100 0,004 x dy (]
H
5
Rl EMUGE o = IZHEFEE T, - Stock tool ZESCH - Ordering example: 2548.003 W= 53 - very suitable Ve = §IHI3EREE - Cutting speed EMUGE [T}
[ = A HE - suitable f, = M 1=D XD - Feed per tooth



FHANKEN g8yyyRIyRI)L "R—X" - Solid Carbide End Mills “Base” BIJHIZ 4 - Cutting Conditions FRANKEN

AN A r-Cut AT A /r-Cut
S INAINT A= VRY =)L - High performance tool [m] e [w] = = BEYVYYRIVRII "R—=R"-OvY
- ;ﬁf%%g@il(:%@{ [ Spe(;:.al.geor}]e}ry for the Solid carbide end mills “Base” — long design SFRELE - Valid for
f= R machining of aluminium =
-EEYDRWIIT - Low-vibration machining SSSSey w ggﬁK
-2 MElE 3 A - With 2 and 3 flutes 2545
-teyvy—Avh - Centre cutting 2545K
=~ p S
S 1t
I &
g &1 s
] L R
R |8 m X 04, & TU0—NROBE. MR
I © v C&?ﬁ“ﬁé{ﬁb% 30% TIF <
b \l
h de de Please note:
For uncoated design, please reduce
< ag = dq ae=0,4x0d; cutting speed v by 30%!
IHIERE HpzDED YIHIERE AN f=hkD * MMSl
5 g\( { ) '2' V¢ [m/min] f, [mm] Ve [m/min] f, [mm] % \ki: maL %
l2 TE I
I3
Iy
I 7IL= ZILZ/3R
d—5 > - Coating GLT
FIVTr—yay - HEIH (PASER) Applications — material (see page 4) N3] 14 | N (1314 ) 2127 |
-ZILZEEEEMOITIIC - For wrought aluminium alloys
-VYIVEBE 1% £TOFILEAEE - For aluminium alloys with
#Hic a silicon content of up to 7%
SGUO—T o7 RIFAASICHEA - With GLT coating also for copper alloys
AIgE - Suitable for Z-axis milling 1
- ZEAADOMIICHEZ S - Suitable for roughing and finishing M 21
-FEE EFEBSIchBAE o
DIN 6527 - (>4 - Long design
BRBYE - Order code 2544 2545 2544K 2545K
0 d4 lo I3 l4 g d3 g gdy I KB z
h10 h6 (=N (¥
2 6 10 57 1,9 20 6 21 0,04 2 o [ ) [ ) [}
3 7 14 57 2,9 20 6 21 0,07 2 (] ° ° [}
4 8 18 57 3,8 20 6 21 0,07 2 ° ° [} ) 0 NDIET 0 I - -
,006 X d4 U1 X dy
e 18 W & 58 - & o o 3 . . . . ggg 500 o2 Con st
5 ) | X A X
18 ;g ;2),8 gg ;g - : g 3421 8; 2 g : : : : 270 0,005 X d} 380 0,010x d: ] []
2 2 35 8 115 - 12 38 02 3 ° ° ° °
16 32 40 92 155 = 16 44 0,2 2 ° [ ) [ ) [}
: ) 100 0,005xd 760 0,006 xd O O u
20 38 50 104 195 - 20 54 03 3 ° ° ° ° 00 S0 — 0006 x4, -1
700 0,005 % dy 760 0,006 x dy 5] 0 u
80 0,004 x dy 140 0,005 x d; ] 0 u
80 0,004 x dy 140 0,005 xdy ] 0 ]
80 0,004 x dy 140 0,005 xdy ] 0 ]
60 0,003 x dy 100 0,004 xdy u
H
5
20 o = IZHEFEE T, - Stock tool ZESCH - Ordering example: 2544.002 W= S5 - very sultable Vo = IMIEEE - Cutting speed 21

[ = A HE - suitable f, = M 1=D XD - Feed per tooth



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

AN A r-Cut
S INAIT A= VRY =)L
-FILZAEOMIICEEL

ShictI st
-EEYDBWINT
- TEREICEHOI—F—R

- High performance tool

- Special geometry for the
machining of aluminium

- Low-vibration machining

- Several corner radii

L0

ETIAFVT per cutting diameter

-evy—hvh - Centre cutting
U = Vcéfz
VN 5
=l

5 ) 8 _ _

< o | ‘ ‘

3 =
I3
I 7IL= ZILZ/3R

d—F % - Coating GLT
TV —v 3y - wHEIH (PASER) Applications — material (see page 4) N3] 14 | N (1314 ) 2127 |
-ZILZEEEEMOITIIC - For wrought aluminium alloys
-VYIVEBE 1% £TOFILEAEE - For aluminium alloys with

#Hic a silicon content of up to 7%
-GUIO—T 7 RIFFEEICHBEA - With GLT coating also for copper alloys

AIgE - Suitable for Z-axis milling
- ZEAADOMIICHEZ S - Suitable for roughing and finishing
ST EIFEBSICHER AL
DIN 6527 - A% - Long design d—7—RfFZ - Corner radius
BBYE - Order code 2546 2547 2546K 2547K

0 d r lo I3 Iy
h10 +0,02

0d; 0 do I z

6 0,5 13 20 57

6 1 13 20 57

8 1 19 25 63

8 1,5 19 25 63

8 2 19 25 63
10 1 22 30 72
10 1.5 22 30 72
10 2 22 30 72
12 1 26 35 83
12 1,5 26 35 83
12 2 26 3 83
12 2,5 26 35 83
12 3 26 35 83
12 4 26 35 83
16 1 32 40 92
16 1,5 32 40 92
16 2 32 40 92
16 2,5 32 40 92
16 3 32 40 92
16 4 32 40 92
20 1 38 50 104
20 1,5 38 50 104
20 2 38 50 104
20 2,5 38 50 104
20 3 38 50 104
20 4 38 50 104

58 6 21
58 6 21
7,7 8 27
7,7 8 27
7,7 8 27
95 10 32
9,5 10 32

11,6 12 38
11,6 12 38
11,5 12 38
11,6 12 38
11,5 12 38
11,6 12 38
155 16 44
15,6 16 44
11545 16 44
15,5 16 44
15,5 16 44
15,5 16 44
19,5 20 54
19,6 20 54
19,6 20 54
19,6 20 54
19,5 20 54
19,5 20 54

WWWWWWWWWWWWWWWWWWWwWwWwwWwwwww

O —F—REFAEERLET
Other corner radii available on request

2

o = 1EAETE M - Stock tool

Z3ESH - Ordering example: 2546.006005

HHIZ4 - Cutting Conditions

i
il

I

f
/
/
[

|

BEYIYYRIVRII "R=R"-OYY
Solid carbide end mills “Base” — long design

El

FRANKEN

AT A lr-Cur

T ERELG, - Valid for
2546
2546K
2547
2547K

£
= I
1 &
&
o EE: -
K o d; & Y- RROBA IMEE
© v &?ﬁ“ﬁéf@b\t‘) 30% T
Wl
% de Please note:
For uncoated design, please reduce
ag = dq ae=0,4x0d; cutting speed v by 30%!
IR RAHI0ED YIHIRRE R0k =4 7| mms =
Ve [m/min] f, [mm] Ve [m/min] f, [mm] % | MaL
1.1
M[ 21
3.1
4.1
300 0,006 x d4 420 0,011 x dy [} [ ]
430 0,005 x d4 620 0,010 x dy [} [ ]
385 0,005 x d4 550 0,008 x d4 O ]
270 0,005 x dy 380 0,010 x d ] []
100 0,005 x d4 160 0,006 x d4 O [} []
100 0,005 x d4 160 0,006 x dy [m] O []
100 0,005 x d4 160 0,006 x d4 O [} ]
80 0,004 x d4 140 0,005 x d4 [m] ] [ ]
80 0,004 x d4 140 0,005 x d4 O [} [ ]
80 0,004 x d4 140 0,005 x d4 O [} [ ]
60 0,003 x d4 100 0,004 x d4 []

.5

W = 5 - very suitable
0= EFAPI4E - suitable

v = PIHIEREE - Cutting speed
f, = H&r=DED - Feed per tooth

= >
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