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

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 programme 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.

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.

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 the cutting edge and achieve
the maximum tool life.
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RORK: Please note:
BRHIMICH T BTV RIILOBREFUTORLRS TRSNTVWET : The suitability is indicated as follows:
H-58 B = very suitable
[ = @EA8E [J = suitable
TV =23y - #EI 5I3RDEE 412451 -DINft BB -JIStts
Applications — material Tensile strength Material examples Material numbers
Cold-extrusion steels, Cq15
Construction steels, <600 N/mm2 52350 (SB72) o a0, STKM,
Free-cutting steels, efc. 10SPb20 ! |
Construction steels, E360 (St70-2)
Case-hardened steels, < 800 N/mm2 16MnCr5 Ssssl\%n%gcsﬁﬂglfH
Steel castings, etc. GS-25CrMo4 !
Case-hardened steels, 20MoCr3
Heat-treatable steels, <1000 N/mm2 42Cod SACM, SChH5H, SChl4 0K
Cold work steels, etc. 102Cr6 ’ ’ !
Heat-treatable steels, 50CrMo4
Cold work steels, <1200 N/mm?2 X45NiCrMo4 SCM445H, SKH, SKS, SKT, SUP|
Nitriding steels, etc. 31CrMo12
BEeEf High-alloyed steels, X38CrMoV5-3
AT EM(sESRA) Cold work steels, < 1400 N/mm2 X100CrMoV8-1-1 SKD12, SKD61, SKT, SUH, SKH
GETEHEEELA). Hot work steels, etc. X40CrMoV5-1
Stainless steel materials
77148 NILTVHA Ferritic, martensitic < 950 N/mm2 X2CrTi12 SCS, SUS420J2, SUS403
F—RTFA Austenitic < 950 N/mmZ2 X6CrNiMoTi17-12-2 SCS, SUH, SUS304, SUS316L
A—RTFTARN-Tz oA 10, BB R Austenitic-ferritic (Duplex) < 1100 N/mm2 X2CrNiMoN22-5-3 SUS329J3L, SUS630
A—2TFAR-T A 18, irERE{E R 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
9 Ak Cast iron with lamellar graphite (GJL) 950-450 N/mm?2 EN-G.L-300 (6G30) F0500
. . . 350-500 N/mm2 EN-GJS-400-15 (GGG40) FCD450
FU51) ik Cast iron with nodular graphite (GJS) £00-900 N/mm?2 EN-GJS-700-2 (GGGT0) 0700
b= =_ ; . . . 300-400 N/mm2 GJV 300 FCV300
INZF2 T8 Cast iron with vermicular graphite (GJV) 400-500 N/mm2 GV 450 FOVA00
. 250-500 N/mm2_|[ EN-GJMW-350-4 (GTW-35) FCMW330
PISREHIR Malleable cast iron (GTMW, GTME) 500-800 \/mm? | _EN-GJVIB-450-6 (GTS-45 FCMW370
ZILEZULE Aluminium alloys
< 200 N/mmZ2 EN AW-AIMn1 A1050, A3030
FILZIZOLES BEMH Wrought aluminium alloys < 350 N/mm2 EN AW-AIMgSi A5052, A6061
< 550 N/mm2 EN AW-AIZn5Mg3Cu A7075
Si< 7% EN AC-AIMg5 ADC5, AC7A
TIIZULESR HY Aluminium cast alloys 7% < Si < 12% EN AC-AISi9Cu3 ADC11,ADC12, AC2A
12% <Si< 17% GD-AISi17Cu4FeMg ADC14
=) Copper alloys
FisH, EAEH Pure copper, low-alloyed copper < 400 N/mm2 E-Cu57 3, C2400
i) Copper-zinc alloys (brass, long-chipping) < 550 N/mm2 CuZn37 (Ms63) 2720, C2801
REER Copper-zinc alloys (brass, short-chipping) < 550 N/mm2 CuZn36Pb3 (Ms58) 3560, C3710
T7IL=EH Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm2 CuAl10Ni5Fe4 5210, 6280
S Copper-tin alloys (tin bronze, long-chipping) < 700 N/mm2 CuSn8P LBC3
RES & Copper-tin alloys (tin bronze, short-chipping) < 400 N/mm2 CuSn7 ZnPb (Rg7) BC3
) < 600 N/mm2 AMPCO® 8
HRRaE Special copper alloys <1400 N/mm2 (,(L\MPCO® 45))
NTXIULEE Magnesium alloys
SESIPIN -1z Magnesium wrought alloys < 500 N/mm2 MgAl6Zn
XTRIILEE HY Magnesium cast alloys < 500 N/mm2 EN-MCMgAI9Zn1 MC2A, MD1A
5 Synthetics
AELERRE FEWLWIIDLT) Duroplastics (short-chipping) Bakelit, Pertinax
APBERIRE (RULWIDLY) Thermoplastics (long-chipping) PMMA, POM, PVC
BHER{L R (BESEE < 30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK
iR L EE WESHE = > 30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK
Special materials
T2771K Graphite C 8000
IO ATV a%E Tungsten-copper alloys W-Cu 80720
S E Composite materials Hylite, Alucobond
va Titanium alloys
Fy> Pure titanium < 450 N/mm? Til fhFy >
PN o < 900 N/mm2 TiAl6V4 A4Ti-6Al-4V
FovaE Titanium alloys = 1250 /mm? TiAIdModSn2 TiAldModSn2
=977]) a/N) Nickel alloys, cobalt alloys and iron alloys
f=vT)L Pure nickel < 600 N/mm? Ni 99,6 =TIl
— N Ll < 1000 N/mm?2 Monel 400 EFxJL400,/\XTO1 B
—VIVEGE Nickel-base alloys = 1600 Nimm? Inconel 718 EOREIVGT;
N N < 1000 N/mm?2 Udimet 605 Udimet 605
JNLNEES Cobalt-base alloys = 7600 N/mm2 Haynes 25 Haynes 25
Eod Iron-base alloys < 1500 N/mm2 Tncoloy 800 Tncoloy 800
= Hard materials
44 - 50 HRC Weldox 1100 SKT4, V= JLRv 7 Z1100
50 - 55 HRC Hardox 550 J\—Rv 7 2500
RN, SIEEN, PR High strength steels, hardened steels, hard castings 55 - 60 HRC Armox 600T SKD61,”—E v 7 X600T
60 - 63 HRC Ferro-Titanit SKD11
63 - 66 HRC HSSE HSSE
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= Multi-functional, NI
high performance tool

= RO TE WG EIEHT = Very low cutting forces “ \\:-
=Yy —Hvh = Centre cutting NN\
2 EBHEOER = 2 lengths available ’
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d—F % - Coating
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Applications — material (see page 3)

= For almost all materials
= Suitable for roughing under unstable conditions

DIN 6527 — > 3—b - Short design

0 d lo I3 l4 9 d3 g 0 do In Z
nt h6 == By
3 S 9 50 2,9 14 6 14 3
4 8 12 54 3,8 18 6 18 3
5 9 16 54 4.8 18 6 18 3
6 10 16 54 58 - 6 18 4
8 12 20 58 7,7 = 8 22 4
10 14 24 66 9,7 - 10 26 4
12 16 26 73 11,6 = 12 28 4
14 18 28 75 13,6 - 14 30 4
16 22 32 82 152 = 16 34 4
20 26 40 92 195 - 20 42 4

ika—7—
with bevelled edge

2896A.004 2897A.004
2896A.006 2897A.006
2896A.010 2897A.010

2896A.014 2897A.014
2897A.020

2896A.020

DIN 6527 - (1% - Long design

0 d lo I3 l4 9 d3 lg 0dy In VA
h11 h6 == ¥
3 8 14 57 2,9 20 6 21 3
4 1 18 57 3,8 20 6 21 3
5 13 18 57 4,8 20 6 21 3
6 13 20 57 58 - 6 21 4
8 19 25 63 7,7 = 8 27 4
10 22 30 72 9,7 - 10 32 4
12 26 & 83 11,6 = 12 38 4
14 26 35 83 13,6 - 14 38 4
16 32 40 92 15,5 = 16 44 4
20 38 50 104 19,5 - 20 54 4

ika—7—
with bevelled edge

2892A.020

2893A.004
2893A.006
2893A.010
2893A.014

2893A.020
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HEFZHT)HIIZ44 - Cutting Conditions FRANKEN

A SN7e/27-Cut
Lose
BEy/JyRIVRII Y47 NR-Ya—h&&U OV T SRS, - Valid for
End mills type NR — short and long design
2892A
2893A
2896A
2897A
= — —
1} 1] 1]
& & &
o HESYIMIR A5 < E T B
K oo || € ou || € BTEL M IEEICADET
© e e BEEAELTLIESL,
All cutting data serve as an
e % % orientation guide and must
be adapted to the technical
ap = dq 2 =0,4xd4 e =0,2xd4 conditions on site if necessary.
YIHIERRE HHr=bixh YIHIERE HHr=biEh PIHEIEREE HHr=hixEh x ' 6
Vi [m/min] f; [mm] Vi [m/min] f; [mm] Vi [m/min] f; [mm] ¢
120 0,005 x dy 140 0,006 x d4 170 0,007 x d4 O [ ]
110 0,004 x dy 130 0,005 x d4 150 0,006 x d4 ] [}
90 0,004 x dy 110 0,005 x d4 130 0,005 x d4 ] u |
70 0,003 x dy 80 0,004 x d4 100 0,004 x d4 ] u
60 0,003 x dy 70 0,003 x d4 80 0,004 x d4 ] |
AT VLR - Stainless steel materials
. 60 0,003 x d4 70 0,004 x d4 80 0,004 x d4 []
M[ 2 50 0,003 X d 60 0,004 x dy 70 0,004 x dy ]
4
120 0,005 x dy 140 0,006 x d4 170 0,007 x d4 [] []
120 0,005 x dy 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 dy 150 0,006 x d4 [ ]
90 0,004 x dy 110 0,005 x dy 130 0,006 x dy u u
90 0,004 x d4 110 0,005 x d4 130 0,006 x d4 [] []
70 0,003 x dy 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 [] []
ZIL== LB - Aluminium alloys [
=3 - Copper alloys
0,005 x d4 130 0,006 x d4 150 0,007 x d4 [
110 0,005 x dy 130 0,006 x d4 150 0,007 x d4 ]
110 0,005 x dy 130 0,006 x d4 150 0,007 x d4 [} ]
100 0,004 x dy 120 0,005 x d4 140 0,006 x d4 ]
100 0,004 x dy 120 0,005 x dy 140 0,006 x dy u
100 0,004 x d4 120 0,005 x d4 140 0,006 x d4 [} []
NI X DLEZE - Magnesium alloys l l l l l l
| | | | | |
5 - Synthetics
240 0,008 x d4 290 0,009 x d4 340 0,011 x dy ]l [} ]
|
|
- Special materials
60 0,003 x d4 70 0,004 x d4 80 0,004 x d4 ]
> & - Titanium alloys
0,004 x dy 70 0,004 x dq 80 0,005 X dy I u
[
|
=T )VE J/NILRE, SFEMEAES S - Nickel alloys, cobalt alloys and iron alloys
= - Hard materials
i 60 0,003 x dy 70 0,003 X dy 80 0,004 x dy O [ m
H 2 %
[
5 |

= 538 - very suitable
O =@ FTHE - suitable

v = YJHIERRE - Cutting speed
f, = K =D3%ED - Feed per tooth
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= High performance tool
= Finishing end mill
for tough materials
= | ow-vibration machining
thanks to variable spacing
= Centre cutting

9 dq
/
A

NI
N NI
N\

_ =
NN\

A

Ev )y RITVRI)L RX—X - Solid Carbide End Mills Base

J—7F« %" - Coating TIN / TIALN
FIVr—o 3y - #EIM 3—I58)  Applications — material (see page 3) P 1131 41-51
5 27V L ZADILICEICRE = Especially suitable for stainless steel materials 1.1-4.1

= HPCEAERFTM T & BTN T I

= Suitable for HPC roughing and finishing

DIN 6527 — > 3— - Short design

0 d lo I3 l 0d3 4 0 do In KB Z
h10 h6 = ¥y
3 3 9 50 2,9 14 6 14 0,07 4
4 8 12 54 3,8 18 6 18 0,07 4
5 9 16 54 4.8 18 6 18 0,12 4
6 10 16 54 58 - 6 18 0,12 4
8 12 20 58 77 = 8 22 0,12 4
10 15 24 66 9,5 - 10 26 0,2 4
12 18 26 73 11,6 = 12 28 0,2 4
16 24 32 82 15,5 - 16 34 0,2 4
20 30 40 92 185 = 20 42 0,3 4

25661.016

ka—7—
with bevelled edge

2566T.004 2567T.004
2566T.006 2567T.006

2566T.010 2567T.010

2567T.016
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HEFZHT)HIIZ44 - Cutting Conditions FRANKEN

A7 Nox-Cwt
Lose
BE/JYRIVRII Y47 N-23—b KRB, - Valid for
) . 9 on -
End mills type N — short design
2566T
2567T
S S S
= Il I Il
1l & & <
&
L N HESB UM 403 < T
o \ 0 \ e & \ 0 d; ‘ & ZTTMIBEICADET
~ e e BEEAELTLIESL,
All cutting data serve as an
de % e de orientation guide and must
be adapted to the technical
=04 3 =0,4x0d4 3, =0,2x0d4 2, =0,02 x d4 conditions on site if necessary.
YHPERE | IHEDOZED | IHERE | NHpichixD | SIEIEE | AHhiXD | fTHIERE | HHichikh x ' 0
Vi [m/min] T2 [mm] Vi [m/min] T, [mm] Vi [m/min] f [mm] Vi [m/min] f [mm] ¢
170 0,005 x d4 190 0,006 x dy 200 0,007 x dy 240 0,007 x dy ] O [} [ |
150 0,004 x d4 170 0,005 x dy 180 0,006 x dy 210 0,006 x d4 ] ] ] [}
130 0,004 x d4 140 0,004 x dy 160 0,005 x dy 180 0,005 x d4 ] u [} [ |
120 0,003 x d4 130 0,004 x dy 140 0,004 x dy 170 0,004 x d4 ] u
100 0,003 x d4 110 0,003 x dy 120 0,004 x d4 140 0,004 x d4 ] u
AT VLR - Stainless steel materials
90 0,004 x dy 110 0,005 X dy 120 0,005 X dq 130 0,005 X dq o [ o O u
M 80 0,003 x d; 90 0,004 x dy 100 0,005 X d 110 0,005 x dq 0o [ O ] ]
70 0,003 x dy 80 0,003 x dy 90 0,004 x dq 100 0,004 x dy \ =] ]
4 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 dyq 200 0,007 x dy ] [] 5]
150 0,005 x d4 160 0,006 x dy 180 0,006 x dy 200 0,007 x dy ] [] [m]
140 0,004 x d4 150 0,005 x d4 170 0,005 x d4 180 0,006 x d4 [m] [] [m]
140 0,004 x d4 150 0,005 x d4 170 0,005 x d4 180 0,006 x dy [m] ] [m]
120 0,004 x d4 130 0,005 x d4 140 0,005 x d4 150 0,006 x d4 ] [] 5]
120 0,004 x d4 130 0,005 x d4 140 0,005 x dy 150 0,006 x d4 ] [] 5]
100 0,003 x d4 110 0,003 x d4 120 0,004 x dq 130 0,004 x d4 O | m 0
80 0,003 x d 90 0,003 x d 90 0,004 x d 100 0,004 x d ] [] [m]
ZIL=Z= LB - Aluminium alloys
220 0,009 x d4 250 0,010 x d4 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 dy 300 0,007 x dy []
=3 - Copper alloys
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 dy 200 0,008 x dy 220 0,008 x d4 [m] ]
170 0,007 x d4 180 0,007 x dy 200 0,008 x dy 220 0,008 x d4 m] [m] ]
160 0,006 x d4 170 0,006 x dy 180 0,007 x dy 200 0,007 x dy ] []
160 0,006 x d 170 0,006 x dy 180 0,007 X dy 200 0,007 x dy ] u
160 0,006 x d4 170 0,006 x d4 180 0,007 x d4 200 0,007 x d4 ] ] []
120 0,004 x d4 130 0,004 x d4 140 0,005 x d4 160 0,005 x d4 [m] ]
100 0,003 x d4 110 0,003 x d4 120 0,004 x dy 140 0,004 x d4 [ [m] [
NI R ILEZE - Magnesium aIonls l l l
\ \ \
| | | | \ \ \
5 - Synthetics
0,008 x d4 370 0,009 x d4 410 0,011 x dy 480 0,012 x dy d0 [} ]
500 0,008 x d4 550 0,009 x d4 600 0,011 x dy 700 0,012 x dy [} [
- Special materials
\
70 0,003 x d4 80 0,004 x d4 80 0,005 x d4 100 0,005 x d4 [ [m] ]
> & - Titanium alloys
80 0,005 x d4 90 0,005 x d4 100 0,006 x d4 110 0,005 x dy [ []
70 0,003 x d; 80 0,003 X d 80 0,004 x dy 100 0,004 x dq \ ]
50 0,002 x d 60 0,002 x d4 70 0,003 x d4 80 0,003 x d4 [ [
=T VE JNVRE ﬁ;iﬁﬁﬁ‘ﬁ - Nickel alloys, cobalt alloys and iron alloys
70 0,003 x d4 80 0,003 x d4 80 0,004 x d4 100 0,004 x d4 []
30 0,002 x d4 30 0,002 x d4 35 0,003 x dy 40 0,003 x d4 []
20 0,002 x d4 25 0,002 x dy 25 0,003 x dy 30 0,003 x d4 []
20 0,002 x d; 25 0,002 X d 30 0,003 X d 35 0,003 x dq ]
20 0,002 x d4 20 0,002 x d4 25 0,003 x d4 30 0,003 x d4 []
20 0,002 x d4 20 0,002 x d4 25 0,003 x d4 30 0,003 x d4 [
= - Hard materials
A
H 12

W = 5238 - very suitable
O =@ AT HE - suitable

v = YJHIERE - Cutting speed
f, = K =D3%ED - Feed per tooth

EMUGE
|FRANKEN

9



FRANKEN E

7 71NVox-Cwt
Lose
5 )\AINNTA—=VRAY—=)L = High performance tool NI
= SRELREEIF O = Finishing end mill N \.§=
INTICHE for tough materials oe—
s EEVUEMZ 2AREEYF = Low-vibration machining - NN\
REt thanks to variable spacing %
oy —Hy NEfcldEhvh = Centre cutting or ’
SO AAILIR—)LAFE (ICA) internal coolant supply, A

axial exit (ICA) 35/37°

-z—'A.l KB x45°
‘EE 1 g z_’ 1-3°
Nkl v R

9 dq
/
A

Ev )y RITVRI)L RX—X - Solid Carbide End Mills Base

a0
i |

}

, /2

A—F4 - Coating TIN / TIALN TIN / TIALN
FIVr—o 3y - #EIM 3—I58)  Applications — material (see page 3) P 1131 41-51 P 1131 41-51
5 27V L ZADILICEICRE = Especially suitable for stainless steel materials 1.1-4.1 1.1-4.1

= HPCERERFTM T & BTN T I

= Suitable for HPC roughing and finishing

A>% - Long design

ika—7—
with bevelled edge

ka—7—
with bevelled edge

0 d lo I3 l 0d3 4 0 do In KB Z
h10 h6 = ¥y
3 8 14 57 2,9 20 6 21 0,07 4
4 11 18 57 3,8 20 6 21 0,07 4
5 13 19 57 4.8 20 6 21 0,12 4
6 13 21 57 58 - 6 21 0,12 4
8 21 27 63 77 = 8 27 0,12 4
10 22 32 72 9,5 - 10 32 0,2 4
12 26 38 83 11,5 = 12 38 0,2 4
14 26 38 83 13,5 - 14 38 0,2 4
16 36 44 92 18,9 = 16 44 0,2 4
20 41 54 104 19,5 - 20 54 0,3 4

2568T1.004 2569T1.004 2568TZ.004
2568T.006 2569T.006 2568TZ.006

2568T.010 25691.010 2568TZ.010
2568T.014 25691.014 2568TZ.014

2568T.020 2569T1.020 2568TZ.020

2569TZ.004
2569TZ.006
2569TZ.010
2569TZ.014

2569TZ.020

O

HESZYHI S - Cutting Conditions

FRANKEN

A7 Nox-Cwt
Lose
BE/JYRIVRIIN Y147 N-0OVT THRBLE, Valid for
. . 9 on -
End mills type N — long design
2568T
2568TZ
2569T
2569TZ
S S S
> > >
v v 0
i i i
= & & &
It
&
_|.ed o A A B YIBISAEB<ETH
R \ 0 \ \ 0 \ BT MTEBICADET
© e BEEAELTLIESL,
All cutting data serve as an
de [ e de orientation guide and must
be adapted to the technical
=04 3 =0,4x0d4 3, =0,2x0d4 2, =0,02 x d4 conditions on site if necessary.
YHPERE | IHEDOZED | IHERE | NHpichixD | GIEIEE | AHhiXD | fTHIERE | HHichikD x ' 0
Ve [m/min] f; [mm] Vg [m/min] T, [mm] Vg [m/min] f; [mm] Vg [m/min] f; [mm] s
170 0,005 x d4 190 0,006 x d4 200 0,007 x dy 240 0,007 x dy ] O [} [ |
150 0,004 x d4 170 0,005 x dy 180 0,006 x dy 210 0,006 x d4 ] ] ] [}
130 0,004 x d4 140 0,004 x dy 160 0,005 x dy 180 0,005 x d4 ] u [} [ |
120 0,003 x d4 130 0,004 x dy 140 0,004 x dy 170 0,004 x d4 ] u
100 0,003 x d4 110 0,003 x dy 120 0,004 x dy 140 0,004 x d4 ] u
AT VLR - Stainless steel materials
90 0,004 x d4 110 0,005 x d4 120 0,005 x d4 130 0,005 x d4 O [ O [B] []
M 80 0,003 x d; 90 0,004 x dy 100 0,005 X d 110 0,005 x dq 0o [ O 5] ]
70 0,003 x dy 80 0,003 x dy 90 0,004 x dq 100 0,004 x dy \ =] ]
4 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 dy 200 0,007 x d4 ] [] 5]
150 0,005 x d4 160 0,006 x dy 180 0,006 x dy 200 0,007 x dy ] [] [m]
140 0,004 x d4 150 0,005 x d4 170 0,005 x d4 180 0,006 x d4 [m] [] [m]
140 0,004 x d4 150 0,005 x d4 170 0,005 x d4 180 0,006 x d4 [m] ] [m]
120 0,004 x d4 130 0,005 x d4 140 0,005 x d4 150 0,006 x d4 ] [] 5]
120 0,004 x d4 130 0,005 x d4 140 0,005 x dy 150 0,006 x d4 ] [] 5]
100 0,003 x d4 110 0,003 x d4 120 0,004 x dq 130 0,004 x d4 O | m 0
80 0,003 x d 90 0,003 x d 90 0,004 x d 100 0,004 x d ] [] [m]
ZIL=Z= LB - Aluminium alloys
220 0,009 x d4 250 0,010 x d4 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 dy 300 0,007 x dy []
=3 - Copper alloys
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 dy 200 0,008 x dy 220 0,008 x d4 [m] ]
170 0,007 x d4 180 0,007 x dy 200 0,008 x dy 220 0,008 x d4 m] [m] ]
160 0,006 x d4 170 0,006 x dy 180 0,007 x dy 200 0,007 x dy ] []
160 0,006 x d 170 0,006 x dq 180 0,007 X dy 200 0,007 x dy ] u
160 0,006 x d4 170 0,006 x d4 180 0,007 x d4 200 0,007 x d4 ] ] []
120 0,004 x d4 130 0,004 x d4 140 0,005 x d4 160 0,005 x d4 [m] ]
100 0,003 x d4 110 0,003 x d4 120 0,004 x dy 140 0,004 x d4 [ [m] [
N7 XD LE%E - Magnesium alloys l l l
\ \ \ \
| | | | \ \ \ \
5 - Synthetics
0,008 x d4 370 0,009 x d4 410 0,011 x dy 480 0,012 x dy d0 [} ]
500 0,008 x d4 550 0,009 x d4 600 0,011 x dy 700 0,012 x dy [} [
- Special materials
\
70 0,003 x d4 80 0,004 x d4 80 0,005 x d4 100 0,005 x d4 [ [m] ]
> &3 - Titanium alloys
80 0,005 x d4 90 0,005 x d4 100 0,006 x d4 110 0,005 x dy [ []
70 0,003 x d; 80 0,003 X d 80 0,004 x dy 100 0,004 x dq \ ]
50 0,002 x d 60 0,002 x d4 70 0,003 x d4 80 0,003 x d4 [ [
=T VE JNVRE ﬁ;iﬁﬁﬁ‘ﬁ - Nickel alloys, cobalt alloys and iron alloys
70 0,003 x d4 80 0,003 x d4 80 0,004 x d4 100 0,004 x d4 []
30 0,002 x d4 30 0,002 x d4 35 0,003 x dy 40 0,003 x d4 []
20 0,002 x d4 25 0,002 x dy 25 0,003 x dy 30 0,003 x d4 []
20 0,002 x d; 25 0,002 X d 30 0,003 X d 35 0,003 x dq ]
20 0,002 x d4 20 0,002 x d4 25 0,003 x d4 30 0,003 x d4 []
20 0,002 x d4 20 0,002 x d4 25 0,003 x d4 30 0,003 x d4 [
= - Hard materials
1
H 12

W= 58 - very suitable
O =@ FTHE - suitable

v = YJHIERRE - Cutting speed
f, = K =D3%ED - Feed per tooth

B



FRANKEN EEPE S e I e HESEY) IS - Cutting Conditions FRANKEN

7 71NVox-Cwt 7 71NVox-Cwt
Lose Lose
JijwRTVURS _ S
B )\AINT A=AV =)L = High performance tool iBrEY Yy |‘I/_ R2)L 517 N IO.Z ko7 TR B - Valid for
" SR EREEI Ot kT = Finishing end mill End mills type N — extra long design w6617
IlcHEE for tough materials e GS'IZ
n EEVUZEINZ 3R YF = Low-vibration machining
&t thanks to variable spacing
Y& —Hy KB A  ® Internal coolant supply,
SOAAJLR—ILATE (CA) axial exit (ICA)
5 5 l 5
> > >
w0 [f2} o)
N i N
= & & &
1}
~ Iz &5 2 2 g
= e < / A < %ﬁ?%ﬁ@%?(ﬁgg
= K T MBI T
':TE X - H “’I KN L Loa: BB <R
o | All cutting data serve as an
Ip = de de de de orientation guide and must
I be adapted to the technical
| =04 3 =0,4x0d4 3, =0,2x0d4 2, =0,02 x d4 conditions on site if necessary.
1
YHPERE | IHEDOZED | IHERE | NHpichixD | GIEIEE | AHhiXD | fTHIERE | HHichikD x ' 0
=l Vi [m/min] T, [mm) Ve [m/min] T, [mm] Vg [m/min] f; [mm] Vg [m/min] f; [mm] ¢
SN TN 8 140 0,005 x d; 150 0,006 x dy 170 0,007 x dy 200 0,007 x d o o o »
|8
2 | | 130 0,004 x dy 140 0,005 x dy 160 0,006 x dy 180 0,006 x dy o o o n
3
la 110 0,004 x d; 120 0,004 x d; 130 0,005 x dy 150 0,005 x d; o " o »
h
- 100 0,003 xd 110 0,004 xd 120 0,004xd 140 0,004 xd o "
J—54>% - Coating TIN/ TIALN ‘ ‘ o o
TIVT—2ay - %HIM 3R—TS8)  Applications — material (see page 3) P 1431 4151 90 0,003 x dy 100 0,003 x dy 110 0,004 x dy 130 0,004 x dy o "
= 27V L ADILICEICRE = Especially suitable for stainless steel materials 1.1-4.1 == : .
ettt S _ " > Y T~ LA - Stainless steel materials
= HPCRREE M T & LTI = Suitable for HPC roughing and finishing K 13227 3142 , 80 0,004 x dy 100 0,004 xd; 110 0,005xd; 120 0,005xd; O [ o b u
NO11-13 M2 70 0,003 xd; 30 0,004 xd %0 0,005 x dy 100 0,005 x dy 5 | O ] []
. 60 0,003 x dy 70 0,003 xdy 80 0,004 xd; 90 0,004 x d; 1 5] []
N 21-28 4 50 0,002xd 60 0,002xd 70 0,003 xd 30 0,004 x d 0 u
Na142 52 140 0,005 x dy 150 0,006 x dy 170 0,006 x dy 200 0,007 X 0; 0 O &
sITAd T 1213 140 0,005 x dy 150 0,006 x dy 170 0,006 x d 200 0,007 x d; O 0 &
130 0,004 xd 140 0,005 xd 160 0,005xd 180 0,006 x d O 0 &
s 21 2226 130 0.004 x4, 140 0005 x4, 160 0005 x4, 180 0,006 x4, 0 " &
110 0,004 xd; 120 0,005 x dy 130 0,005 x 150 0,006 x d; 0 ] &
— . . 110 0,004 xd 120 0,005 xd 130 0,005 xd 150 0,006 x d & ] &
I AMZAYY - Extralong design 3766TZ 3767712 _— 90 0,003, 100 0,003, 110 000X d, 730 0,004 x 0y o | = 0
70 0,003 xd 30 0,003 xd 30 0,004 xd 100 0,004 x d O = &
0 d4 lo I3 ly 0 ds3 g 0do In KB Z wad—7+—
h10 h6 == B4 with bevelled edge ZILEZILES - Aluminium alloys
3 5 19 @ 79 R 5 %5 007 2 220 0,009 x d; 250 0,010 xd; 280 0,011 x4, 300 0,008 x d; (]
, ' 220 0,008 xd 250 0,009xd 280 0.010xd 300 0.008 x d []
4 1 23 62 38 25 6 26 0,07 4 3766712.004 | 37671Z.004 220 0007 X a1 250 0008 X1 280 0009 Xd; 300 0.007 xds [
5 13 24 62 4,8 25 6 26 0,12 4
6 13 25 62 58 - 6 26 0,12 4 3766TZ.006 3767TZ.006
8 21 30 68 7,7 - 8 32 0,12 4 Copper alloys
10 22 38 80 95 10 40 02 4 =0 0,007 x 180 0,007 200 0,008 220 0,008 xd 51 &
12 26 46 93 115 = 12 48 0.2 4 170 0.007 x 180 0007 x 200 0008 X, 220 0,008 x4, & C]
16 36 58 108 15,5 - 16 60 0,2 4 3766TZ.016 3767T2.016 170 0,007 x dy 180 0,007 x dy 200 0,008 x dy 220 0,008 x dy 0 0 ]
20 4 74 126 195 _ 20 76 03 4 160 0,006 x dy 170 0,006 x dy 180 0,007 x dy 200 0,007 x 0y & []
160 0,006 x d; 170 0,006 x d; 180 0,007 x dy 200 0,007 x dy o u
160 0,006 x d; 170 0,006 x d; 180 0,007 x dy 200 0,007 x d; ] 5] []
120 0,004 xd; 130 0,004 xd; 140 0,005 x 160 0,005 x d; 0 []
0,003 x dy 110 0,003 xd; 120 0,004 xd; 140 0,004 x d; 1 0 []

100
NI R ILEZE - Magnesium alloyls
| | | | | | | | | |

5 - Synthetics
0,008 x d4 300 0,009 x d4 320 0,011 x dy 350 0,012 x dy d0 [} ]
400 0,008 x d4 450 0,009 x d4 480 0,011 x dy 520 0,012 x dy [m] [
- Special materials I
70 0,003 X d 80 0,004 x d 80 0,005 X d 100 0,005 x dq I =] []
> &3 - Titanium alloys
70 0,005 x d 90 0,005 x dy 100 0,006 x dq 100 0,005 X dy I ]
60 0,003 x dy 70 0,003 x d 80 0,004 x dy 90 0,004 x dq I []
50 0,002 x d 60 0,002 x d4 70 0,003 x d4 80 0,003 x d4 [ []
=YFIVE, JIXLRE, SEREEE Nk aloys, obal alloys and ron aloys
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 []
20 0,002 x d4 25 0,002 x dy 25 0,003 x dy 30 0,003 x d4 []
20 0,002 x dy 25 0,002 x dy 30 0,003 x d 35 0,003 x dq []
20 0,002 x d4 20 0,002 x d4 25 0,003 x d4 30 0,003 x d4 []
20 0,002 x d4 20 0,002 x d4 25 0,003 x d4 30 0,003 x d4 []
= - Hard materials
A
H 2

12 W = 55 - very suitable v = FIHIEEE - Cutting speed 13
[FRANKEN| 0= BEFARTAE - suitable f, = K =D3%ED - Feed per tooth [FRANKEN|



FRANKEN E

Ev )y RITVRI)L RX—X - Solid Carbide End Mills Base

7 71NVox-Cwt
Lose
5 )\AINNTA—=VRAY—=)L = High performance tool NI
" SREAREEIM O L = Finishing end mill N NI

INTIC&E

L] t“l:;')"&?ﬂ]iéx%ﬁ‘ya‘
BX @

= TERZEICEHDI—
+T—RZETOT T

= BODS DA ILR—)L
A+ (IcA)

for tough materials
= Low-vibration machining

thanks to variable spacing [/

= Several corner radii per ’
cutting diameter A

= Internal coolant supply, 35/37°

axial exit (ICA)

S [ \
s \__V
o
S lo g I
I3
h
=Ip
S AN ( \} 5
s S\ \ /) =
N S
2 = I
I3
lg
It

HEFZHT)HIIZ44 - Cutting Conditions FRANKEN

J—7« %" - Coating TIN / TIALN
FIVT— 3y - #EIM 3—I58)  Applications — material (see page 3) P 1131 41-51
B 27V L ADMITICEICRE = Especially suitable for stainless steel materials 1.1-4.1

= HPCHAERTI T & EIFINTIC

= Suitable for HPC roughing and finishing

DIN 6527 - 0024/ - Long design

J—F—Rf¥&E

with corner radius

0 d r lo I3 Iy
h10 =0,01
3 0,1 8 14 57
3 0,3 8 14 57
3 0,5 8 14 57
4 0,3 11 18 57
4 0,5 1 18 57
5 0,5 13 19 57
5 1 13 19 57
6 0,5 13 21 57
6 1 13 21 57
8 0,5 21 27 63
8 1 21 27 63
8 2 21 27 63
10 05 22 32 72
10 1 22 32 72
10 2 22 32 72
12 0,5 26 38 83
12 1 26 38 83
12 2 26 38 83
12 2,5 26 38 83
12 3 26 38 83
12 4 26 38 83
16 1 36 44 92
16 2 36 44 92
16 2,5 36 44 92
16 3 36 44 92
16 4 36 44 92
20 1 41 54 104
20 2 41 54 104
20 2,5 41 54 104
20 3 41 54 104
20 4 4 54 104

0 ds g 0 dy In Z
h6 == B4
29 21 6 21 4
2,9 21 6 21 4
2,9 21 6 21 4
3,8 21 6 21 4
3,8 21 6 21 4
4,8 21 6 21 4
4,8 21 6 21 4
58 - 6 21 4
58 = 6 21 4
7,7 - 8 27 4
7,7 - 8 27 4
7,7 - 8 27 4
93 - 10 32 4
9,5 - 10 32 4
93 - 10 32 4
11,5 - 12 38 4
11,5 - 12 38 4
11,5 - 12 38 4
11,5 = 12 38 4
11,5 - 12 38 4
11,5 = 12 38 4
15,5 - 16 44 4
15,5 = 16 44 4
15,5 - 16 44 4
15,5 = 16 44 4
15,5 - 16 44 4
19,5 - 20 54 4
19,5 - 20 54 4
19,5 - 20 54 4
19,5 - 20 54 4
185 = 20 54 4

YA XOI—F+—REFFHEELET
Other corner radii available on request

2562TZ.003003
2562T2.020020
2562T2.020030

"

A7 Nox-Cwt
Lose
BEYYYRIVRI) A—F—RAE ¥y N-0OVT TSRS, - Valid for
End mills with corner radius type N — long design
2562TZ
2563TZ
S S S
> > >
w o 0
T i I
& & &
o - o HESE MR B <X TR
‘ 0d; ‘ ‘ 0d; ‘ LTI MLBEICADET
o o BEEAELTLIESL,
All cutting data serve as an
% e % e orientation guide and must
be adapted to the technical
=04 3 =0,4x0d4 3, =0,2x0d4 2= 0,02 x d4 conditions on site if necessary.
YHPERE | IHEDOZED | IHERE | NHpichixD | GIEIEE | AHhiXD | fTHIERE | HHichikD x ' 6
Vi [m/min] T, [mm) Ve [m/min] T, [mm] Vg [m/min] f; [mm] Vg [m/min] f; [mm] ¢
170 0,005 x d4 190 0,006 x d4 200 0,007 x dy 240 0,007 x dy ] O [} [ |
150 0,004 x d4 170 0,005 x dy 180 0,006 x dy 210 0,006 x d4 ] ] ] [}
130 0,004 x d4 140 0,004 x dy 160 0,005 x dy 180 0,005 x d4 ] u [} [ |
120 0,003 x d4 130 0,004 x dy 140 0,004 x dy 170 0,004 x d4 ] u
100 0,003 x d4 110 0,003 x dy 120 0,004 x dy 140 0,004 x d4 ] u
AT VLR - Stainless steel materials
. 90 0,004 x d4 110 0,005 x dy 120 0,005 x d4 130 0,005 x d4 O [ O [B] []
M[ 2 80 0,003 x d; 90 0,004 x dy 100 0,005 x dq 110 0,005 X dy o | O ] ]
R 70 0,003 x d4 80 0,003 x d4 90 0,004 x d4 100 0,004 x d4 [ [m] [
4. 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 dy 200 0,007 x d4 ] [] 5]
150 0,005 x d4 160 0,006 x dy 180 0,006 x dy 200 0,007 x dy ] [] 5]
140 0,004 x d4 150 0,005 x dy 170 0,005 x d4 180 0,006 x d4 [m] [] [m]
140 0,004 x d4 150 0,005 x d4 170 0,005 x d4 180 0,006 x dy [m] ] [m]
120 0,004 x d4 130 0,005 x d4 140 0,005 x d4 150 0,006 x d4 ] [] 5]
120 0,004 x d4 130 0,005 x d4 140 0,005 x dy 150 0,006 x d4 ] [] 5]
100 0,003 x d4 110 0,003 x d4 120 0,004 x dy 130 0,004 x d4 0O | m 0
80 0,003 x d 90 0,003 x d 90 0,004 x d 100 0,004 x d ] [] 5]
ZIL=Z= LB - Aluminium alloys
220 0,009 x d4 250 0,010 x d4 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 dy 300 0,007 x dy []
=3 - Copper alloys
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 dy 200 0,008 x dy 220 0,008 x d4 [m] ]
170 0,007 x d4 180 0,007 x dy 200 0,008 x dy 220 0,008 x d4 m] [m] ]
160 0,006 x d4 170 0,006 x dy 180 0,007 x dy 200 0,007 x dy [m] ]
160 0,006 X dq 170 0,006 x dy 180 0,007 X dy 200 0,007 x dy ] u
160 0,006 x d4 170 0,006 x d4 180 0,007 x d4 200 0,007 x dy ] ] []
120 0,004 x d4 130 0,004 x d4 140 0,005 x d4 160 0,005 x d4 [m] ]
100 0,003 x d4 110 0,003 x d4 120 0,004 x dy 140 0,004 x d4 | [m] [
N7 XD LE%E - Magnesium alloys
[ [ [ [ [ [ [ [ [
\ \ \ \ \ \ l | | |
5 - Synthetics
0,008 x d4 370 0,009 x d4 410 0,011 x dy 480 0,012 x dy d0 [} ]
500 0,008 x d4 550 0,009 x d4 600 0,011 x dy 700 0,012 x dy [m] [
- Special materials I
70 0,003 x d4 80 0,004 x d4 80 0,005 x d4 100 0,005 x d4 | [m] ]
> &3 - Titanium alloys
80 0,005 x d4 90 0,005 x dy 100 0,006 x d4 110 0,005 x dy [ []
70 0,003 x d; 80 0,003 X d 80 0,004 x dy 100 0,004 x dq I ]
50 0,002 x d 60 0,002 x d4 70 0,003 x d4 80 0,003 x d4 [ []
—yTIVE, J/NVRE ﬁ;ﬁﬁ‘ﬁ - Nickel alloys, cobalt alloys and iron alloys
70 0,003 x d4 80 0,003 x d4 80 0,004 x d4 100 0,004 x d4 []
30 0,002 x d4 30 0,002 x d4 35 0,003 x d4 40 0,003 x d4 []
20 0,002 x d4 25 0,002 x dy 25 0,003 x dy 30 0,003 x d4 []
20 0,002 x d; 25 0,002 X d 30 0,003 X d 35 0,003 x dq ]
20 0,002 x d4 20 0,002 x d4 25 0,003 x d4 30 0,003 x dy []
20 0,002 x d4 20 0,002 x d4 25 0,003 x d4 30 0,003 x d4 [
= - Hard materials
A
H 12

= 538 - very suitable
O =@ FTHE - suitable

v = YJHIERRE - Cutting speed
f, = K =D3%ED - Feed per tooth

B



FRANKEN E

77N ox-Cut

Lose

5 )\AINTA—=VRAY—)L

" SR EREEI Ot kT
INTICE&E

L] t“l:;')"&?ﬂ]iéx%ﬁ‘ya‘
BX @

= TERZEICEHDI—
+T—RZETOT T

= BODS DA ILR—)L

21 (1CA)

9 dq

9 dq

= High performance tool

= Finishing end mill
for tough materials

= Low-vibration machining
thanks to variable spacing

= Several corner radii per
cutting diameter

= Internal coolant supply,

axial exit (ICA)

( \} S
\__V s
3]
lo =
I3
h
= Ip
N\ I \ 5
S \ / =
=
2 = I
I3
lg
[

Ev )y RITVRI)L RX—X - Solid Carbide End Mills Base

[E%dEE]
k¥

d—7F % - Coating

FIUT— 3y - I 3—ISm)  Applications — material (see page 3) P 1131 4151
8 27V L ADINLICKICRE = Especially suitable for stainless steel materials 1.1-4.1
= HPCHAER I T & EIFINTIC = Suitable for HPC roughing and finishing K Ti4227 31-42
N 1113
N 21-28
N[41-42 52
sITAd T 1213
s 21 2226
IHZNS0OV% - Extra long design 3768TZ | 3769TZ | | |
0 d4 r lo I3 Iy 0ds g 0 dy In Z d—7F—RfitE
n10 =0,01 h6 EE Iy with corner radius
3 0,1 8 19 62 29 25 6 26 4
3 0,3 8 19 62 29 25 6 26 4 | 3768TZ.003003
3 0,5 8 19 62 2,9 25 6 26 4
4 0,3 11 23 62 38 25 6 26 4
4 0,5 11 23 62 3,8 25 6 26 4
5 0,5 13 24 62 48 25 6 26 4
5 1 13 24 62 4,8 25 6 26 4
6 05 13 25 62 58 - 6 26 4
6 1 13 25 62 5,8 - 6 26 4
8 05 21 30 68 7,7 - 8 32 4
8 1 21 30 68 7,7 - 8 32 4
8 2 21 30 68 7,7 - 8 32 4
10 0,5 22 38 80 9,5 - 10 40 4
10 1 22 38 80 95 - 10 40 4
10 2 22 38 80 9,5 - 10 40 4
10 25 22 38 80 9,5 - 10 40 4
12 0,5 26 46 93 11,5 - 12 48 4
12 1 26 46 93 115 - 12 48 4
12 2 26 46 93 11,5 = 12 48 4
12 2,5 26 46 93 11,5 - 12 48 4
12 3 26 46 93 11,5 = 12 48 4
12 4 26 46 93 11,5 - 12 48 4
16 1 36 58 108 155 = 16 60 4
16 2 36 58 108 15,5 - 16 60 4
16 2,5 36 58 108 15,5 - 16 60 4
16 3 36 58 108 155 - 16 60 4
16 4 36 58 108 15,5 - 16 60 4
20 1 4 74 126 19,5 - 20 76 4
20 2 4 74 126 19,5 - 20 76 4
20 2,5 41 74 126 19,5 - 20 76 4
20 3 4 74 126 19,5 - 20 76 4
20 4 41 74 126 19,5 — 20 76 4 376812.020040 | 37691Z2.020040

DY+ ZDOD—F—REKFHREIELET
Other corner radii available on request

D=

HEFZHT)HIIZ44 - Cutting Conditions FRANKEN

A7 Nox-Cwt
Lose
BEYYYRIVRI)) A—F—REAE Y17 N-TVAZ0OVT TSRS, - Valid for
End mills with corner radius type N — extra long design
3768TZ
3769TZ
S S ' S
> > >
w o 0
" " - ..
5 & & &
i
& -
_ & s . - SIS 5< S TH
(@] odr | oo | 2T MLBELADYT
e ! BEEAELTLIESL,
All cutting data serve as an
% e % e orientation guide and must
be adapted to the technical
=04 3 =0,4x0d4 3, =0,2x0d4 2= 0,02 x d4 conditions on site if necessary.
DHIRE | DBOED | GHIRE | DBORD | DHRE | DHEOED | THBE | DBEOED | g | ¢
Vi [m/min] T, [mm) Ve [m/min] T, [mm] Vg [m/min] f; [mm] Vg [m/min] f; [mm] ¢
140 0,005 x d4 150 0,006 x d4 170 0,007 x dy 200 0,007 x dy ] O [} [ |
130 0,004 x d4 140 0,005 x dy 160 0,006 x dy 180 0,006 x d4 ] ] ] [}
110 0,004 x d4 120 0,004 x dy 130 0,005 x dy 150 0,005 x d4 ] u [} [ |
100 0,003 x d4 110 0,004 x dy 120 0,004 x dy 140 0,004 x d4 ] u
90 0,003 x d4 100 0,003 x dy 110 0,004 x dy 130 0,004 x d4 ] u
AT VLR - Stainless steel materials
80 0,004 x d4 100 0,004 x d4 110 0,005 x d4 120 0,005 x d4 O [ O [B] []
M 70 0,003 x dy 80 0,004 x dy 90 0,005 x dq 100 0,005 X dy o | O ] u
60 0,003 dy 70 0,003 dy 80 0,004 x dy 90 0,004 x dy I g u
4 50 0,002 x d 60 0,002 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 dy 200 0,007 x d4 ] [] 5]
140 0,005 x d4 150 0,006 x dy 170 0,006 x dy 200 0,007 x dy ] [] 5]
130 0,004 x d4 140 0,005 x dy 160 0,005 x d4 180 0,006 x d4 [m] [] [m]
130 0,004 x d4 140 0,005 x d4 160 0,005 x d4 180 0,006 x dy [m] ] O
110 0,004 x d4 120 0,005 x d4 130 0,005 x d4 150 0,006 x d4 ] [] 5]
110 0,004 x d4 120 0,005 x d4 130 0,005 x dy 150 0,006 x d4 ] [] 5]
90 0,003 x d4 100 0,003 x d4 110 0,004 x dy 130 0,004 x d4 0O | m 0
70 0,003 x d 80 0,003 x d 80 0,004 x d 100 0,004 x d ] [] 5]
ZIL=Z= LB - Aluminium alloys
220 0,009 x d4 250 0,010 x d4 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 dy 300 0,007 x dy []
=ik - Copper alloys
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 dy 200 0,008 x dy 220 0,008 x d4 [m] ]
170 0,007 x d4 180 0,007 x dy 200 0,008 x dy 220 0,008 x d4 m] [} ]
160 0,006 x d4 170 0,006 x dy 180 0,007 x dy 200 0,007 x dy [m] ]
160 0,006 X dq 170 0,006 x dy 180 0,007 x dy 200 0,007 x dy 0 u
160 0,006 x d4 170 0,006 x d4 180 0,007 x d4 200 0,007 x dy ] ] []
120 0,004 x d4 130 0,004 x d4 140 0,005 x d4 160 0,005 x d4 [m] ]
100 0,003 x d4 110 0,003 x d4 120 0,004 x dy 140 0,004 x d4 | [m] [
N7 XD LE%E - Magnesium alloys
[ [ [ [ [ [
\ \ \ \ \ | | |
5 - Synthetics
0,008 x d4 300 0,009 x d4 320 0,011 x dy 350 0,012 x dy d0 [} ]
400 0,008 x d4 450 0,009 x d4 480 0,011 x dy 520 0,012 x dy [} [
- Special materials I
70 0,003 x d4 80 0,004 x d4 80 0,005 x d4 100 0,005 x d4 | [m] ]
> &3 - Titanium alloys
70 0,005 x d4 90 0,005 x dy 100 0,006 x d4 100 0,005 x dy [ []
60 0,003 x dy 70 0,003 x dy 80 0,004 x dy 90 0,004 x dy I ]
50 0,002 x d 60 0,002 x d4 70 0,003 x d4 80 0,003 x d4 [ []
—yTIVE, J/NVRE ﬁ;ﬁﬁ‘ﬁ - Nickel alloys, cobalt alloys and iron alloys
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 []
20 0,002 x d4 25 0,002 x dy 25 0,003 x dy 30 0,003 x d4 []
20 0,002 x dy 25 0,002 x dy 30 0,003 x dq 35 0,003 X dy ]
20 0,002 x d4 20 0,002 x d4 25 0,003 x d4 30 0,003 x dy [
20 0,002 x d4 20 0,002 x d4 25 0,003 x d4 30 0,003 x d4 [
= - Hard materials
1
H 12
W= 58 - very suitable v = YJHIERRE - Cutting speed

O =@ FTHE - suitable

f, = K =D3%ED - Feed per tooth

B v



FRANKEN ENE I e e

A A /-Cue
Lose
5 )\AINTA—=VRAY—)L = High performance tool NI
= 7)LEEEOMTIICEEL = Special geometry for the WR §=
ShIcFRIRHE machining of aluminium “ NN
LR EVINI S = Centre cutting NN\
5 BRL—AGTI—F>%" = \Very smooth GLT coating ’
4
40°
. =h 45°
5 N S _Bo
s]: (- s z 5 35
M + IR
I3
Iy ‘ n
max.
=l
TN oy
\ ) =

9 dq
@ d3 /,ﬂ

O]
k¥

d—F % - Coating

GLT

FIVTr—ay - HHIR BR—ISER)

= ZILEEEEHFOMNTIC

o /Y- REFVUIAVEEE 1% ET
DF7ILZIEEEYICE

BGUO—T Y/ RiFVIVIAVEERS
12% £ETOTILIEEHEYEREEIC
HEATRE

u ZE A RO T H A EE

Applications — material (see page 3)

= For wrought aluminium alloys

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

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

= Suitable for Z-axis milling

2.1-2.7

DIN 6527 — (1% - Long design

0 dy lo I3 Iy 0 d3 4 0dy I Nmax. el Z
hi1 h6 == min-1 ¥
3 7 14 57 29 20 6 21 30000 3
4 8 18 57 3,8 20 6 21 30000 3
5 10 19 57 4,8 20 6 21 30000 3
6 13 20 57 58 - 6 21 30000 3
8 19 25 63 7,7 = 8 27 25000 3
10 22 30 72 9,5 - 10 32 20000 3
12 26 35 83 11,5 = 12 38 15000 3
16 32 40 92 15,5 - 16 44 12500 3
20 38 50 104 19,5 = 20 54 10000 3

2DIN 6535 HB T TILR Y Vv IR DY — LD RS EIERE
Maximum permissible revolution of solid carbide end mills with clamping flat according to DIN 6535 HB

2548.004
2548.006

2548.010

2548.016

Eba—7+—
with bevelled edge

2548K.006

2549K.004
2549K.006
2549K.010
2549K.016

D=

HESZYHI S - Cutting Conditions

FRANKEN

AmmnmwA /- Cue
Foase
BE/JyRIVRII Y47 WR-AVY T REL - Valid for
End mills type WR — long design
2548
2548K
2549
2549K
HERYHIZ I H<ETH
RTT M IEEICADET
BEEFEL TS,
S R
S n /Y A—hRDBEE Y]
L © SRR v, % 30% FIFT<
< V=AY
i 0 ds All cutting data serve as an
~ ‘ 0 dy ‘ < orientation guide and must
« e be adapted to the technical
conditions on site if necessary.
e A Please note:
For uncoated design, please
ag = dq a=0,4xd4 reduce cutting speed v¢ by 30%!
PIEIEREE HHi=bixb YIEIERRE HH=bixb x ' 6
Vg [m/min] f, [mm] Vi [m/min] f, [mm] ¢
AT VLR - Stainless steel materials
M2
4
ZIL== LB - Aluminium alloys
300 0,009 x d4 420 0,011 x dy O []
430 0,008 x d4 620 0,010 x d4 [} ]
385 0,007 x d4 550 0,008 x d4 [m] ]
270 0,008 x d4 380 0,010 x d4 [m] ]
200 0,007 x d4 300 0,008 x dy [E] []
=3 - Copper alloys
100 0,005 x d4 160 0,006 x d4 Od0 [} ]
100 0,005 x d4 160 0,006 x dy ] [} ]
100 0,005 x d4 160 0,006 x dy m] [} ]
80 0,004 x d4 140 0,005 x dy E] ] []
80 0,004 x dy 140 0,005 x dy ] =] u
80 0,004 x d4 140 0,005 x d4 ] O [
60 0,003 x d4 100 0,004 x d4 ]
NI XY ILEE - Magnesium aIonls l : ‘ ‘ ‘ ‘
| | | \ \ \ \
5 - Synthetics
- Special materials
> & - Titanium alloys
=7 I)VE, J/NLRE, SEMEAS - Nickel alloys, cobalt alloys and iron alloys
= - Hard materials
A
H <

= 538 - very suitable
O =@ FTHE - suitable

v = YJHIERRE - Cutting speed
f, = K =D3%ED - Feed per tooth

B



FRANKEN E

A A /-Cue
Lose
5 )\AINTA—=VRAY—)L = High performance tool NI
= 7)LEEEOMTIICEEL = Special geometry for the W §=
ShIcFRIR A machining of aluminium - NN
= EEYDRWIIT AN A BE = | ow-vibration machining NN\
=2 A ETzIF 3 A = With 2 and 3 flutes » 5
LR EVIDI S = Centre cutting
B BAL—AGLTO—7>% = \ery smooth GLT coating ’ ’
2 2
45° 38-40°
]
KB x45°
5 TN S
lo f I -’ m'aIx
I3 *’
[
=la
o B =) s
= { =
l2 f I
I3
g
h

Ev )y RITVRI)L RX—X - Solid Carbide End Mills Base

d—7 % - Coating

GLT

FIVTr—ay - HHIE BR—ISER)

= PV EEEREMOINIIC

o /Y- REFVUIAVEEE 1% ET

DT7IZEEHEYICH
BGUO—T Y/ RiFVIVIAVEERS

12% T TOTILIBEHE Y EMERIC

SRR
= ZE TR DI T AIHE
=R L EIFINTESESICHBEARTEE

Applications — material (see page 3)

= For wrought aluminium alloys

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

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

= Suitable for Z-axis milling

= Suitable for roughing and finishing

N 13450 2127

DIN 6527 — (1% - Long design

0dq lo I3 4 9 d3 g 0dy I KB Nmax. 2 z
h10 h6 == min-1 ¥
2 6 10 57 19 20 6 21 0,04 30000 2
2 6 10 57 1,9 20 6 21 0,04 30000 3
3 7 14 57 2,9 20 6 21 0,07 30000 2
3 7 14 57 2,9 20 6 21 0,07 30000 3
4 8 18 57 3,8 20 6 21 0,07 30000 2
4 8 18 57 3,8 20 6 21 0,07 30000 3
5 10 19 57 4,8 20 6 21 0,172 30000 2
5 10 19 57 4.8 20 6 21 0,12 30000 3
6 13 20 57 58 = 6 21 0,12 30000 3
8 19 25 63 7,7 - 8 27 0,12 25000 3
10 22 30 72 95 = 10 32 02 20000 3
12 26 35 83 11,6 - 12 38 0,2 15000 3
14 28 38 83 135 = 14 38 02 12500 3
16 32 40 92 15,6 - 16 44 0,2 12500 3
18 36 52 100 175 = 18 52 0,2 10000 3
20 38 50 104 1956 20 54 03 10000 3

2544.020

EEd—7—

with bevelled edge

2545.020

2545K.002003
2545K.003003
2545K.004003
2545K.005003

2545.008 2544K.008 2545K.008
| 2544012 | 2545012 | 2544K.012 | 2545K.012
2544.016 | 2545.016 | 2544K.016 2545K.016

2544K.020 2545K.020

2DIN 6535 HB I ILRY Vv IR DY — )L DRSO

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

o

HESZYHI S - Cutting Conditions

FRANKEN

AmmnmwA /- Cue
Foase
Eﬁ‘/u‘y FIVFEIII 9’{7 W— D‘/ﬁ ﬁ%%ﬁ:ﬁ Valld fOr
End mills type W — long design
2544
2544K
2545
2545K
HERYHIZ I H<ETH
BT MIBRICADET
BEEFEL TS,
S R
S n /Y A—hRDBEE Y]
L © SRR v, % 30% FIFT<
~ V=AY
o d; All cutting data serve as an
o) ‘ 0 dy ‘ < orientation guide and must
« e be adapted to the technical
conditions on site if necessary.
e A Please note:
For uncoated design, please
ag = dq a=0,4xd4 reduce cutting speed v¢ by 30%!
PIEIEREE HHi=bixb YIEIERRE HH=bixb x ' 6
Vg [m/min] f, [mm] Vi [m/min] f, [mm] ¢
AT VLR - Stainless steel materials
M2
4
ZIL== LB - Aluminium alloys
300 0,009 x dy 420 0,011 x dy ] ]
430 0,008 x d4 620 0,010 x d4 [} ]
385 0,007 x d4 550 0,008 x d4 [m] ]
270 0,008 x d4 380 0,010 x d4 [m] ]
200 0,007 x d4 300 0,008 x dy [E] []
=3 - Copper alloys
100 0,005 x d4 160 0,006 x d4 Od0 [} ]
100 0,005 x d4 160 0,006 x dy ] [} ]
100 0,005 x d4 160 0,006 x dy m] [} ]
80 0,004 x d4 140 0,005 x dy E] ] []
80 0,004 x dy 140 0,005 x dy ] =] u
80 0,004 x d4 140 0,005 x d4 ] O [
60 0,003 x d4 100 0,004 x d4 ]
NI XY ILEE - Magnesium aIonls l ‘ ‘ ‘ ‘
| | \ \ \ \
5 - Synthetics
- Special materials
> & - Titanium alloys
=7 I)VE, J/NLRE, SEMEAS - Nickel alloys, cobalt alloys and iron alloys
= - Hard materials
A
H <

= 538 - very suitable
O =@ FTHE - suitable

v = YJHIERRE - Cutting speed
f, = K =D3%ED - Feed per tooth

B



FRANKEN E

A Asr-Cut
Lose
5 )\AINT A=AV =)L = High performance tool N
= 7)LEEEOMTIICEEL = Special geometry for the W \:::
ShIcFRIR A machining of aluminium - N
= EEYDRWIIT AN A BE = | ow-vibration machining NN\
s TERCEICEHOO— = Several corner radii %
F—RE7OVZ A per cutting diameter ’
ER 2 AN = Centre cutting A
= BRL—AGTI—F >4 = \Very smooth GLT coating 38-40°
R
n
2; max.
¥
= |p
5 TN 5

9 d3

Ev )y RITVRI)L RX—X - Solid Carbide End Mills Base

d—7F % - Coating

FIVTr—ay - HHIR 3R—ISER)

= PILIEEEHMOMIIC

o /YA—RNRBRFYUIVEEE 1% ET
DF7ILZIEEEYICE

BGUTO—Tr Y/ RIEVVIVERE
12% £ETOTILIEEHEYEREEIC
HEATRE

= ZEh A RO T 6 ATAE

mFE-E EFIMTEESICEHERAREE

Applications — material (see page 3)

= For wrought aluminium alloys

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

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

= Suitable for Z-axis milling

= Suitable for roughing and finishing

1.4

DIN 6527 — (1% - Long design

0 d4 r lo I3 Iy 0ds 0do In Nmax. 2) VA
h10 +0,02 h6 == min-1 ¥
6 0,5 13 20 57 58 6 21 30000 3
6 1 13 20 57 58 6 21 30000 3
8 1 19 25 63 77 8 27 25000 3
8 1,5 19 25 63 77 8 27 25000 3
8 2 19 25 63 77 8 27 25000 3
10 1 22 30 72 9,5 10 32 20000 3
10 15 22 30 72 915 10 32 20000 3
10 2 22 30 72 9,5 10 32 20000 3
12 1 26 3 83 115 12 38 15000 3
12 15 26 35 83 15 12 38 15000 3
12 2 26 35 83 11,5 12 38 15000 3
12 2,5 26 35 83 15 12 38 15000 3
12 3 26 89 83 1,5 12 38 15000 3
12 4 26 35 83 15 12 38 15000 3
16 1 32 40 92 155 16 44 12500 3
16 1,5 32 40 92 15,5 16 44 12500 3
16 2 32 40 92 156 16 44 12500 3
16 2,5 32 40 92 15,5 16 44 12500 3
16 S 32 40 92 1556 16 44 12500 3
16 4 32 40 92 15,5 16 44 12500 3
20 1 38 50 104 19,5 20 54 10000 3
20 15 38 50 104 19,5 20 54 10000 3
20 2 38 50 104 19,5 20 54 10000 3
20 2,5 38 50 104 19,5 20 54 10000 3
20 3 38 50 104 19,5 20 54 10000 3
20 4 38 50 104 19,5 20 54 10000 3

2546.020040

2547.020040

2546 | 2547 | 2546K | 2547K

Jd—7F—RftE
with corner radius

2547K.006010
2547K.008015
2547K.010010
2547K.010020
2547K.012015
2547K.012025

2547K.012040
2547K.016015
2547K.016025
2547K.016040
2547K.020015
2547K.020025

2546K.020040 | 2547K.020040

2DIN 6535 HB T TILRY Vv DY — )L DR S EEH

Maximum permissible revolution of solid carbide

end mills with clamping flat according to DIN 6535 HB

2

HEFZHT)HIIZ44 - Cutting Conditions FRANKEN

AmmnmwA /- Cue
Foase
BEy/JyRIVYRI)) A—F—RHEE 47 W-OV7 T RELE, - Valid for
End mills with corner radius type W — long design
2546
2546K
2547
2547K
HERUTHI SRR EH<ETH
BT MIBRICADET
BEEFEL TS,
= R
5 " /Y- hROBAR Y]
N ~ HIREE vp % 30% T <
< V=AY
i 0 s All cutting data serve as an
o ‘ 9 di ‘ L orientation guide and must
« DR be aggpted to the .technical
conditions on site if necessary.
e e Please note:
For uncoated design, please
ag = dq e =0,4xd4 reduce cutting speed v¢ by 30%!
PIEIEREE HHi=bixb YIEIERRE HH=bixb x ' 0
Vg [m/min] f, [mm] Vi [m/min] f, [mm] ¢
AT VLR - Stainless steel materials
M2
4
ZIL== LB - Aluminium alloys
300 0,009 x dy 420 0,011 x dy ] ]
430 0,008 x d4 620 0,010 x d4 [} ]
385 0,007 x d4 550 0,008 x d4 [m] ]
270 0,008 x d4 380 0,010 x d4 [m] ]
200 0,007 x d4 300 0,008 x dy =] [
=3 - Copper alloys
100 0,005 x d4 160 0,006 x d4 Od0 [} ]
100 0,005 x d4 160 0,006 x dy ] [} ]
100 0,005 x d4 160 0,006 x dy m] [} ]
80 0,004 x d4 140 0,005 x dy m] [} ]
80 0,004 x dy 140 0,005 x dy ] =] u
80 0,004 x d4 140 0,005 x d4 ] O [
60 0,003 x d4 100 0,004 x d4 ]
NI XY ILEE - Magnesium alloyls : l : : :
, 1 1 1 1 1 1
5 - Synthetics
- Special materials
> & - Titanium alloys
=T )VE J/NILRE, SFEMEAE S - Nickel alloys, cobalt alloys and iron alloys
= - Hard materials
A
H 4%

= 538 - very suitable
O =@ FTHE - suitable

v = YJHIERRE - Cutting speed
f, = K =D3%ED - Feed per tooth

B ©



FRANKEN ENE I e e

AmmmnmAs/-Cur

Lose

5 )\AINTA—=VRAY—)L

= 7ILEEEOMIICREEL
SNERIR N T

= EEYDRWIN A AT

B BRLA—AGCTA—Tv >

= BODS DA )LR—IL
2 (cA)

= High performance tool

= Special geometry for the
machining of aluminium

= Low-vibration machining

= \ery smooth GLT coating

= Internal coolant supply,
axial exit (ICA)

9 dq
9 d3

N
W NI

- LSS
ENNNN]

d—F % - Coating

GLT

FIVTr—ay - HHIR BR—ISER)

Applications — material (see page 3)

= PILIEEEHMOMIIC

o /YA—RNRBRFYUIVEEE 1% ET
DF7ILZIEEEYICE

BGUTO—Tr Y/ RIEVVIVERE
12% £ETOTILIEEHEYEREEIC
E AT EeEr

= ZEh A RO T 6 ATAE

mFE-E EFIMTEESICEHERAREE

= For wrought aluminium alloys

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

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

= Suitable for Z-axis milling

= Suitable for roughing and finishing

N 13450 2127

| TYZNSOYY Exralongdesign 38462 | 3846KC |

Ea—7—
with bevelled edge

0 d4 lo I3 Iy 0 d3 0 dp KB Z
h10 h6 [BSE:4]
6 13 26 62 58 6 0,12 3
8 19 32 68 77 8 0,12 3
10 22 40 80 25 10 0,2 3
12 26 48 93 1,5 12 0,2 3
14 28 54 99 139 14 0,2 3
16 32 60 108 15,6 16 0,2 3
18 36 70 118 17,5 18 0,2 3
20 38 76 126 1956 20 0,3 3

3846_2.008
3846_2.012
3846_2.016

3846_7.020

3846KC.008
3846KC.012

3846KC.016
3846KC.020

MYV TYT R

Transition radius

NBADNSZYZICNI TR TV I a > (DRE) T 7 A& = A,
ZE A RCAEREEVVAATINIU T REDR WML EIFHEZR/SIEN TEET,
Transition radius from the peripheral cutting edge to the neck.

Axial infeeds produce stepless surfaces.

"

HEFZHT)HIIZ44 - Cutting Conditions FRANKEN

AmmnmwA /- Cue
Foase
BEy/IUyRIVRIN Y147 W-TV 7OV SRS, - Valid for
End mills type W — extra long design
3846_7
3846KC
HERUTHI SRR EH<ETH
RTT M IEEICADET
BEEFEL TS,
S R
S It />A—hmDIEEIF. Y]
N HIREE vp % 30% T <
~ V=AY
i 0 s All cutting data serve as an
o] ‘ 9 d ‘ < orientation guide and must
«© = be adapted to the technical
conditions on site if necessary.
e [ Please note:
For uncoated design, please
ap = dq a=0,4xd4 reduce cutting speed v¢ by 30%!
PIEIEREE HHi=bixb YIEIERRE HH=bixb x ' 0
Vg [m/min] f, [mm] Vi [m/min] f, [mm] ¢
AT VLR - Stainless steel materials
M2
4
ZIL== LB - Aluminium alloys
300 0,009 x d4 420 0,011 x dy O [
430 0,008 x d4 620 0,010 x d4 [} ]
385 0,007 x d4 550 0,008 x d4 [m] ]
270 0,008 x d4 380 0,010 x d4 [m] ]
200 0,007 x d4 300 0,008 x dy =] [
=3 - Copper alloys
100 0,005 x d4 160 0,006 x d4 Od0 [} ]
100 0,005 x d4 160 0,006 x dy ] [} ]
100 0,005 x d4 160 0,006 x dy m] [} ]
80 0,004 x d4 140 0,005 x dy m] [} ]
80 0,004 x dy 140 0,005 x dy ] =] u
80 0,004 x d4 140 0,005 x d4 ] ] []
60 0,003 x d4 100 0,004 x d4 ]
NI XY ILEE - Magnesium alloyf [ : : :
, \ l 1 1 1
5 - Synthetics
- Special materials
> & - Titanium alloys
=T )VE J/NILRE, SFEMEAE S - Nickel alloys, cobalt alloys and iron alloys
= - Hard materials
A
H 4%

= 538 - very suitable
O =@ FTHE - suitable

v = YJHIERRE - Cutting speed
f, = K =D3%ED - Feed per tooth

B o



FRANKEN ENE I e e

AmmmnmAs/-Cur

Lose

5 \AIRTA—RVRY—)L

= 7)LEEEOMTICHREL
SRR AR R B

= EEUDRWIIIAEAE

= BRLA—RGTI—F (>

= BOHS DA ILIR—)L
A (ICA)

= High performance tool

= Special geometry for the
machining of aluminium

= Low-vibration machining

= \ery smooth GLT coating

= Internal coolant supply,
axial exit (ICA)

0 dq
0 d3
0 dp

0 dq
\
d

N
W NI
N\E.

-
2 exo

3g-40° NNEE

E25E
fi
[

d—F % - Coating

GLT

FIVr—yay - B (3R—IS8)  Applications — material

= 7L EEREMOITIIC = For wrought aluminium alloys
B /VO—RRIFVIVEEBE 7% EFT = Uncoated version suitable for aluminium cast
D7 I ZEEHEYICH alloys with a silicon content of up to 7%.

BGUTO—FTr Y/ RIEVVIVERSE
12% £FTO7ILIESHEYERERIC
HEATBE

= ZEh A RO T 6 ETAE

- EFINTEESICEHERATEE

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

u Suitable for Z-axis milling

= Suitable for roughing and finishing

(see page 3)

N[ 1115 21-27

l3=6xd; - TZANZ0O>% - Extra long design

0 dq lo I3 l4 9 d3 g 0dy KB VA
h10 h6 Bk
3 8 18 62 2,8 25 6 0,07 2
3 8 18 62 2,8 25 6 0,07 3
4 1 24 62 3,8 25 6 0,07 2
4 1 24 62 3,8 25 6 0,07 3
5 13 30 68 4,8 31 6 0,12 2
5 13 30 68 48 31 6 0,12 3
6 13 36 74 58 = 6 0,12 3
8 19 48 86 7,7 - 8 0,12 3
10 22 60 102 gi6 = 10 0,2 3
12 26 72 119 1,5 - 12 0,2 3
14 28 84 131 185 = 14 0,2 3
16 32 96 146 15,5 - 16 0,2 3
18 36 108 158 17,5 = 18 0,2 3
20 38 120 172 19,5 - 20 0,3 3

T

3848_7.003003
3848_7.004003
3848_2.005003

3848_2.008
3848_7.012

31— —

with bevelled edge

3848KC.003003

MoV I2arI 97 AKE

Transition radius

NBADNSZYZICNI TR TV I a > (DRE) T 7 A& = A,

28 A EICEEEREVAATIIILTH BREDRWME EITHEZ/SIENTEEXT,
Transition radius from the peripheral cutting edge to the neck.
Axial infeeds produce stepless surfaces.

»

HEFZHT)HIIZ44 - Cutting Conditions FRANKEN

AmmnmwA /- Cue
Foase
BEy/IUyRIVRIN Y147 W-TV 7OV SRS, - Valid for
End mills type W — extra long design
l.=6xd 3848 7
3=0X0q 3848KC
HERUTHI SRR EH<ETH
BT MIBRICADET
BEEFEL TS,
= S R
= . /Y1 hROBAIEY)
= ~ HIREE vp % 30% T <
I V=AY
© All cutting data serve as an
_|.od ‘ 0di ‘ L orientation guide and must
] be adapted to the technical
o conditions on site if necessary.
«©
% de Please note:
For uncoated design, please
ap = dq a=0,4xd4 reduce cutting speed v¢ by 30%!
IHI=RRE HHi=bixb YIEIERRE HH=bixb x ' 6
Vg [m/min] f, [mm] Vi [m/min] f, [mm] ¢
AT VLR - Stainless steel materials
M2
4
ZIL=Z= LB - Aluminium alloys
15 0,009 x d4 260 0,011 x dy O [
150 0,008 x d4 260 0,010 x d4 [m] ]
150 0,007 x d4 260 0,008 x d4 [m] ]
130 0,008 x d4 240 0,010 x d4 [m] ]
130 0,007 x d4 230 0,008 x dy =] [
=3 - Copper alloys
100 0,005 x d4 160 0,006 x d4 Od0 [} ]
100 0,005 x d4 160 0,006 x dy ] [} ]
100 0,005 x d4 160 0,006 x dy m] [m] ]
80 0,004 x d4 140 0,005 x dy m] [m] ]
80 0,004 x dy 140 0,005 x dy ] ] ]
80 0,004 x d4 140 0,005 x d4 ] ] []
60 0,003 x d4 100 0,004 x d4 ]
NI XY ILEE - Magnesium alloyf l [ : : :
, \ \ [ 1 1 1
5 - Synthetics
- Special materials
> & - Titanium alloys
=T )VE J/NILRE, SFEMEAE S - Nickel alloys, cobalt alloys and iron alloys
= - Hard materials
A
H —%4

.0

.0

= 538 - very suitable
O =@ FTHE - suitable

v = YJHIERRE - Cutting speed
f, = K =D3%ED - Feed per tooth

B v



FRANKEN EEPE S e e Y e HESEY) IS - Cutting Conditions FRANKEN

[HEro-Cut /[HEro-Cut
Loase )=
i)jwRKkKRTYRS - ~
= \()STA—<>AY—)L = High performance tool | EE wBrEy Uy I~:}:z R 59147 H oy SRS, - Valid for
= SREESAMNISAOYIA = Special geometry H e End mills type H — long design il
&t for hard milling cer—

= WD TRIEDS VRS = Very stable tool design - sowomm | [®]

s REVWIRERVWRYD = Short flute length %

= KOEULWITEENE = Tighter cutting diameter ’

2 BREOER tolerance A
= 2 lengths available 55°

I = S =
~Ia o = i It I
KB x 45 2 & &
I
S S ( ) S -5° g N
= 2| {= H z_, 3-5 < WSS < £ TE
0 dy od & od & od & ZTTMIBBICADET
| Y] — 1 1 1 ZeBF A
Ip e — BEEHAZLUTLESWD,
Is = All cutting data serve as an
de e % e orientation guide and must
h be adapted to the technical
=04 e =0,4xd4 3, =0,2x0d4 ag = 0,02 x dy conditions on site if necessary.
=
: YHPERE | IHEDOZED | IHERE | NHpichixD | GIEIEE | AHhiXD | fTHIERE | HHichikD x ' 0
Vi [m/min] T, [mm) Ve [m/min] T, [mm] Vg [m/min] f; [mm] Vg [m/min] f; [mm] ¢
5 AN TN g
= SN \ / =
J_zj s | 160 0,005 x dq 180 0,005 x d4 190 0,005 x dy 260 0,006 X d m] ] ] ]
I3
Iy 140 0,004 x d 150 0,004 x d 170 0,005 X d 220 0,005 X d o [ o ]
h
120 0,004 x d 130 0,004 x dy 140 0,004 x dy 190 0,005 x d m] n o n
J—7« %" - Coating ALCR
F I —2 3% — MM 3<—UBE)  Applications — material (see page 3) P 3451 1121 100 0,003 x dy 110 0,003 x d 120 0,003 x d 160 0,004 x dq m] (]
" SRE R - S R EHIMIC = For all high-strength materials K 11-42
u HRCB6 ETOSBEOMT (c = Hard machining of up to 66 HRC H PIA5EY 1415 80 0,003 x dq 90 0,003 x d4 100 0,003 x d 130 0,003 x dy m] [
[ ] HSC%;Eﬁ:J:Lf‘DDIL:%E u Syitable for HSC f|n|Sh|ng zj_-ybz - Stainless steel materials l
M2 I
; [
4.
° 160 0,005 x d 180 0,005 x d 190 0,006 x d 260 0,006 xd 0 ]
0> Long deS|gn 140 0,004 x d} 150 0,004 x d} 170 0,004 x d} 220 0,005 X d} =] ]
0 dy lo I3 1 0 d3 I4 0 do I KB VA a1 —7>— 140 0,004 x dy 150 0,004 x dy 70 0,004 x dy 220 0,005 dy =] u
e8 h5 [F#g with bevelled edge 120 0,004 x dy 130 0,004 x dy 140 0,004 x d 190 0,005 x d 5] (]
120 0,004 xd 130 0,004 x d 140 0,004 x d 190 0,005 xd 0 u
2 3 10 57 1.8 20 6 21 0,04 4 100 0,003 x d} 110 0,003 x d: 120 0,003 X d} 160 0,004 x d} o [ =
3 4 14 57 2,8 20 6 21 0,05 4 3813L.003 30 0,003 X d 90 0,003 x d 100 0,003 x d 130 0,004 xd ] u
4 5 16 57 37 20 6 21 006 4 kN te
5 6 18 57 4,6 20 6 21 0,07 4 3813L.005 ZIWVS =7 L8 - Aluminium alloys
6 7 20 B/ 55 - 6 21 0,08 4
8 9 26 63 74 - 8 27 0,1 4 3813L.008
10 11 31 72 9,2 = 10 32 0,12 4
12 13 37 83 11 - 12 38 0,14 4 3813L.012
16 17 43 92 15 = 16 44 0,18 4 = i
20 21 53 104 19 - 20 54 0,22 4 3813L.020 B LU W05
|
N7 XD LE%E - Magnesium alloys
[ [ [ [ [ [ [ [ [ [
_ | | | | | | | | | |
5 - Synthetics
- Special materials I
[
~ &3 - Titanium alloys l
%
—yTIVE, J/NVRE, SKEMEAEa % - Nickel alloys, cobalt alloys and iron alloys
= - Hard materials
1 100 0,003 x d 110 0,003 x d 120 0,003 x d 160 0,003 X dy 0 [ m
HI1L 80 0,003 X d 90 0,003 x d 100 0,003 X dy 130 0,003 X dy 0 ]
3 70 0,002 X d 80 0,002 X dy 80 0,002 X d 110 0,003 x dq =] ]
. 50 0,002 X dy 60 0,002 X dy 60 0,002 X d 80 0,002 x dy =] ]
5 40 0,002 x dy 40 0,002 x dy 50 0,002 x dy 60 0,002 x dy 0 (]

28 W = 55 - very suitable v = FIHIEEE - Cutting speed 29
[FRANKEN| 0= BEFARTAE - suitable f, = K =D3%ED - Feed per tooth [FRANKEN|



FRANKEN E

Ev )y RITVRI)L RX—X - Solid Carbide End Mills Base

[HEro-Cut
Loase
5 )\AINTA—= VAV =)L = High performance tool NI OE~10
s SEEHMNTIEROYH = Special geometry H - :
=y o B
RET for hard milling - ce— .
= BHTHIEDE VRS = Very stable tool design XY [E]= 2
s REVWIRERVWRYD = Short flute length %
= KOEULWITEENE = Tighter cutting diameter ’
2 BREOER tolerance A
= 2 lengths available 55°
,=—'A.| KB x45°
5 = N & -5°
S 2| s Z 5 35
A ?
2
I3
Iy
=l
5 AN /) =
= SN \ / =
J_zj g | ‘
I3 €
lg f
h
d—F«>%" - Coating
FIVr—o 3y - #EIM 3—I58)  Applications — material (see page 3) P [ 3151 1.1-21
" SRE R - S R EHIMIC = For all high-strength materials K 11-42
= HRC66 £ COBREEMDIMIIC = Hard machining of up to 66 HRC HI 1113  14-15

= HSCEEML LI TICHE

= Suitable for HSC finishing

I AMZA>% - Extra long design

0 d lo I3 ] 0d3 g 0 do I KB Z
e8 h5 L] [F#g
3 4 15 70 2,8 30 6 34 0,05 4
4 5 20 70 3,7 30 6 34 0,06 4
5 6 28 70 4,6 30 6 34 0,07 4
6 7 33 70 55 - 6 34 0,08 4
8 9 43 80 7,4 = 8 44 0,1 4
10 1 43 84 9,2 - 10 44 0,12 4
12 13 51 97 1 = 12 52 0,14 4
16 17 66 115 15 - 16 67 0,18 4
20 21 79 130 19 = 20 80 0,22 4

ST

iba—7—
with bevelled edge

3815L.004
3815L.006

3815L.010
3815L.016

o

HESZYHI S - Cutting Conditions

FRANKEN

SHaro-Cut
Lose
BEVYYRIVRIII Y47 H-TVAZOYT SRS, - Valid for
. X g A -
End mills type H — extra long design
3815L
S S £ =
= i i 1
i & & &
I
© HERYTHI SRR IEH<ETH
L ‘ 0 ds \ & o dy < ‘ o dy ‘ & BT IMIBBICADET
o o BEEAELTLIESL,
= All cutting data serve as an
de e % e orientation guide and must
be adapted to the technical
=04 3 =0,4x0d4 3, =0,2x0d4 2= 0,02 x d4 conditions on site if necessary.
PIHRE | HHBED=ED | YIHIERE | HHh&ED | tIHIEERE | NHch&ED | tIHIERE | WHichxED x ' 0
Vi [m/min] T, [mm) Ve [m/min] T, [mm] Vg [m/min] f; [mm] Vg [m/min] f; [mm] ¢
135 0,005 x d4 145 0,005 x dy 155 0,005 x dy 210 0,006 x d4 ] u O [ |
110 0,004 x d4 120 0,004 x dy 140 0,005 x dy 180 0,005 x d4 ] u ] [}
100 0,004 x d4 105 0,004 x dy 110 0,004 x dy 155 0,005 x d4 ] u O [ |
80 0,003 x d4 90 0,003 x dy 100 0,003 x dy 135 0,004 x d4 ] u
65 0,003 x d4 75 0,003 x dy 80 0,003 x dy 105 0,003 x d4 ] u
AT VLR - Stainless steel materials :
M2 1
; [
4.
135 0,005 x d4 145 0,005 x d4 155 0,006 x dy 210 0,006 x d4 ] []
135 0,005 x d4 145 0,005 x dy 155 0,006 x dy 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 d4 120 0,004 x d4 140 0,004 x d4 180 0,005 x dy [m] ]
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 0O | m
65 0,003 x d 75 0,003 x d 80 0,003 x d 105 0,004 x d ] []
ZIL=Z= LB - Aluminium alloys
=ik - Copper alloys
_ |
N7 XD LE%E - Magnesium alloys l l : : : : :
] | | | | | | | |
5 - Synthetics
- Special materials
|
[
> & - Titanium alloys l
|
—yTIVE, J/NVRE, SKEMEAEa % - Nickel alloys, cobalt alloys and iron alloys
= - Hard materials
A 70 0,002 x d4 80 0,003 x d4 100 0,003 x d4 135 0,003 x d4 O [ m
H 60 0,002 x d4 70 0,003 x d4 80 0,003 x dy 105 0,003 x d4 ] []
.3 50 0,002 x d4 60 0,002 x d4 65 0,002 x d4 90 0,003 x d4 [m] []
. 40 0,002 x d; 50 0,002 X dy 50 0,002 X d 65 0,002 x dy =] ]
5 30 0,002 x d4 35 0,002 x d4 40 0,002 x d4 50 0,002 x d4 [m] []

W= 58 - very suitable
O =@ FTHE - suitable

v = YJHIERRE - Cutting speed
f, = K =D3%ED - Feed per tooth

B
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