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FRANKEN 2482 - The Company
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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
/HEro-Cut

FRANKEN's Hard-Cut ball nose and torus end mills are high-performance tools
for the machining of hardened materials.

A wide range of dimensions with relieved neck and lengths of up to 16 x d4
has been added to the product line. Very tight tolerances and a sophisticated
cutting edge geometry enable the reliable production of high-precision

3D moulds, dies as well as moulding and embossing punches with

highest performance.

An extremely wear-resistant carbide, combined with a modern high-performance
PVD coating, make FRANKEN Hard-Cut end mills the specialists when it comes
to hard milling.

Characteristics:

e \ery tight radius tolerances for highest accuracies on the component

e Highly precise straight shanks with tolerance h4 enable high runout
accuracy

e Special cutting edge geometry for hard machining

e Optimised chisel edge geometry

e Various relieved neck lengths (up to 16 x d4) available from stock

e High number of flutes provides high feed rates

o Adapted carbide substrate for hardened materials

e Modern high-performance PVD coating

Main feature:

e Machining of hard materials up to 66 HRC
e Suitable for roughing, pre-finishing, finishing and HSC-finishing
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FRANKEN @@/uyR f—/5

7 A IRZ)L - Solid Carbide Ball Nose and Torus End Mills

BEYUYR R—=ILTVRIIL
Solid carbide ball nose end mills

SHEro-Cut
TAY ORI 7A 5T — Product finder
JESD: Please note:
BHEIMIC T ZBERAMERUTORES TRINTVWET . The suitability of the solid carbide ball nose and torus end mills is indicated
as follows:
B8 ; = ve(t;/ Ec,)|u|table
_ 5@ }EEEJ' E = Sultable
f
S
= EEES
3xd; 5xdq 8xdq 10 x dy 12xdq 16 x dy 1,5xdy 3xdq 5xdq 8xdq 3xd; 5xdq 8xdq - - |3
00,4-6mm | 90,4-6mm | 0,4-6mm | p0,4-6mm | p0,4-6mm | ¢1-2mm | ¢0,5-3mm |90,5-12mm|90,5-12mm| ¢0,5-8mm | ¢2-12mm | ¢2-12mm | ¢2-8mm | @10-12mm |10-16mm d4
2 2 2 2 2 2 2 2 2 2 4 4 4 6-8 6-8 Z (9%
3860A 3861A 3862A 3863A 3864A 3865A 3826A 3827A 3828A 3829A 3831A 3832A 3833A 2836A 2837A | ——
e FRER B — # A SlERDARE ME@U(DW{’@) ME{&U(&S{J@) 8 10 12 12 14 14 16 16 18 20 22 24 26 28 28 ~—3-Page
Applications — material Tensile strength Material examples Material examples 9 1 13 13 15 15 17 17 19 21 23 25 27 29 29 B v /f,
AR U Cold-extrusion steels, Cq15
MRS R R Construction steels, <600 N/mm? S2350R (SB7-2) %TJ?\A?E HS\%%“C%OS%M o o o o o o o o | o o o o
TRHE Free-cutting steels, etc. 10SPh20 ! ’
MRS E R R Construction steels, E360 (St70-2)
BR Case-hardened steels, < 800 N/mm2 76MnCr5 SSSC*SSGEEéchrﬁRA%ﬁLSCMn' ] ] ] ] ] ] O ] ] O 0 O O
gl Steel castings, etc. GS-25CrMo4 '
=R Case-hardened steels, 20MoCr3
FALIE Heat-treatable steels, <1000 N/mm2 42CrMo4 g’é&M ggyﬂs%"“igw‘ggfz | u u u u | | | | | | u | | | | | O |}
mEEH Cold work steels, etc. 102Cr6 n. , obraatn,
EALIR G Heat-treatable steels, 50CrMo4
SR Cold work steels, <1200 N/mm2 X45NiCrMo4 SCM445H, SKH, SKS, SKT, SUP | ] ] ] ] | u ] u ] | u ] O [m]
Z1Li Nitriding steels, etc. 31CrMo12
Basi High-alloyed steels, X38CrMoV5-3
AT EH(SESEA) Cold work steels, <1400 N/mm2 X100CrMoV8-1-1 SKD12, SKD61, SKT, SUH, SKH ] ] ] ] ] ] | | | ] | | ] ] ] ] m] m]
2T EMEESEA) Hot work steels, etc. X40CrMoV5-1
ATVLA Stainless steel materials
11 [7z5/KILTVTAk Ferritic, martensitic < 950 N/mm2 X2CrTi12 SCS, SUS420J2, SUS403 1.1
M[ 21 [F—X7F4F Austenitic < 950 N/mm2 X6CrNiMoTi17-12-2 SCS, SUH, SUS304, SUS316 21 |M
31 [A—RTFANT7oAK ZHX% IEEER Austenitic-ferritic (Duplex) < 1100 N/mm?2 X2CrNiMoN22-5-3 SUS329J3L, SUS630 3.1
41 |[A—ARTFANTIoAN 8%, IMERILR Austenttic-ferritic heat-resistant (Super Duplex] < 1250 N/mm2 X2CrNiMoN25-7-4 SUS329J4L, SCS14A, 15-5PH 4.1
. . B 100-250 N/mm2 EN-GJL-200 (GG20) FC200 L u u u L L n u n u L n u u n
RY Bk Castiron with lamellar graphite (GJL) 250-450 W/mm? EN-GJL-300 (5G30) FC300 ] ] ] [ u ] [] u (] ] ] ] (] ] 11 ]
. : . 350-500 N/mm?2 EN-GJS-400-15 (GGG40) FCD400 [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] | | | | | | | | | |
TIIAINEHR Cast iron with nodular graphite (6.J5) 500-900 Wmm? | EN-GJS-700-2 (GGG70) FCO700 [ ] [ [ [ [ [ m [ [ [ [ [ [ 11 [
. =_ . . ; . 300-400 N/mm2 GJV 300 FCV300 [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ]
ASE =3 Cast iron with vermicular graphite (GJV) 400-500 N\/mm?2 GV 450 FOVA00 = 2 = = = 2 ] = = = 2 = = = m
. 250-500 N/mmZ2 EN-GJMW-350-4 (GTW-35) FCMW330 [] [] [] [] L L n u n u L n u u | n
PISBERTA Malleable cast iron (GTMW, GTME) 500-800 W/mm? | _EN-GJMB-450-6 (GT5-45) FONW370 ] O] ] u u ] [] u (] u ] [] ] ] ]
FZILEZULE Aluminium alloys
< 200 N/mm2 EN AW-AIMn1 A1050, A3030
FINEZOLEE B Wrought aluminium alloys < 350 N/mm2 EN AW-AIMgSi A5052, A6061
< 550 N/mm2 EN AW-AIZn5Mg3Cu A7075
Si< 7% EN AC-AlMg5 ADC5, AC7A
TIEZOLEER #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 #iliER, 2400
i Copper-zinc alloys (brass, long-chipping) < 550 N/mm?2 CuZn37 (Ms63) (2720,62801
TRATE Copper-zinc alloys (brass, short-chipping) < 550 N/mm2 CuZn36Pb3 (Ms58) (£3560,C3710 ] [m]
T7ILEEH Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm2 CuAl10Ni5Fe4 (5210,06280
S Copper-tin alloys (tin bronze, long-chipping) < 700 N/mm2 CuSnaP. LBC3
REIS 5 Copper-tin alloys (tin bronze, short-chipping) < 400 N/mm2 CuSn7 ZnPb (Rg7) BC3 ] ]
N ’ < 600 N/mm2 (AMPCO® 8)
HFHiGee Special copper alloys Z 7400 /mmZ {ANIPCO® 45)
RTXIVLER Magnesium alloys
SESPINEA Magnesium wrought alloys < 500 N/mm2 MgAI6Zn
SESPINS L] Magnesium cast alloys < 500 N/mm2 EN-MCMgAI9Zn1 MC2A, MD1A
=Yl Synthetics
BRI Duroplastics (short-chipping) Bakelit, Pertinax
BRI Thermoplastics (long-chipping) PMMA, POM, PVC
iR LRI (S E 2 <30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK
iR LRI (S EE>30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK
2 IS Special materials
72774k Graphite C 8000
YT AT V- ER [Tungsten-copper alloys W-Cu 80/20
BER Composite materials Hylite, Alucobond
FIVE Titanium alloys
WFy> Pure titanium < 450 N/mm2 Til WMFy>
N s <900 N/mm2 TiAIBV4 Ti-6Al-4V L] |
FoVE Titanium alloys < 1250 N/mm? TIAIAMo4Sn2 TIAI4M04Sn2 ] [
—yTILEEE. INILNEES HKEES Nickel alloys, cobalt alloys and iron alloys
vl Pure nickel < 600 N/mm2 Ni 99,6 M=yl [] []
—. N ol <1000 N/mm2 Monel 400 EXJL 400, /\XF0O-1 B | | [ ]
—VTNEER Nickel-base alloys <1600 Nimm? Inconel 718 1%L 718 n ]
N N < 1000 N/mm?2 Udimet 605 Udimet 605 [ ] [ ]
JNLNEER Cobalt-base alloys = 7600 N/mm2 Haynes 25 AT 5 = ]
BEAE Iron-base alloys < 1500 N/mm?2 Incoloy 800 - >0 800 [] []
=8 [Hard materials
44 - 50 HRC Weldox 1100 SKT4 | | | | | | | | | | | | u || | | | | | | n | | | | | | .
H 50 - 55 HRC Hardox 550 J\—Rw 7 Z550 | | | | | | | | | | | | | | | | | | | | | | | | | | | | u p H
3 | =Rl SREEN. SR HR High strength steels, hardened steels, hard castings 55 - 60 HRC Armox 600T SKD61 [] [] [] [] [] [] [ ] [] [ ] [] [] [ ] [] [] [ ] .
4 60 - 63 HRC Ferro-Titanit SKD11 [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] | [ ] 4
5 63 - 66 HRC HSSE =R FE 5 [] [] [] [] [] [] [] [] [] [] [] [] [] [ | 5
4
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Solid carbide torus end mills

BREN
|3 3Xd1 5Xd1 8Xd1 10Xd1 12Xd1 3Xd1 5Xd1 8Xd1 - -
dy 90,5-6mm 00,5-6mm 90,5-6mm 00,5-6mm 90,5-6mm p2-16mm 02-16mm 02-8mm 910-12mm 910-16mm
7 (R 2 2 2 2 2 4 4 4 6-8 6-8
= 3867A 3868A 3869A 3870A 3871A 3874A 3875A 3876A 2876A 2877A
~—3/-Page 30 32 34 36 38 40 42 44 46 46
B v/f, 31 33 35 37 39 4 43 45 47 47
O O O O O [ | |
i O O | O [ [ ] n
| | [ | | [ | | O O
u n [ n u [ n n O O
| | [ | | [ | | O O
1.1
M[ 2
4.
[] (] [] (] [] [ [] [] [] []
] (] [ (] (] [ (] (] [] [
] ] [ ] ] [ ] ] [ [
] ] [ ] ] [ ] ] [ [
] ] [ ] u [ ] ] [ [
u ] [ ] ] [ ] u [ [
] (] [] ] ] [] (] ] [] []
(] ] [ ] ] [ (] ] [ [
O O O
[ (] (] O O
O O O
O O O
[ ] ] O O
[ ] ]
[] (] (]
[] [
[] [
[] []
[ [
[ [
[ [
[ [
[] []
[] [] [] [] [] [] [] [] [] []
] ] [ ] ] [ ] ] [ [
] ] [ ] ] [ ] ] [ [
] u [ ] u [ ] ] [ [
] ] [ ] ] [ ] ] [ [
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m = §%3E - very suitable
0= EFAEE - suitable

By R R—)L/ZY 7R TRZ)L - Solid Carbide Ball Nose End Mills

FRANKEN
oA mra-Cut

=EY—JL - Precision Tools on
www.emuge-franken.com
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The QR code shown with the tools will take you directly to the respective
articles in our web store where you can find comprehensive tool information
and cutting data.
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Registration provides you with additional product data and functions.
These include standardised tool data (2D / 3D / characteristics), an order or
quotation history and individual watch lists as well as other useful functions.
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FRANKEN 88BYUyR R—JL TYRI)L - Solid Carbide Ball Nose End Mills

/HEro-Cut

SINANRT A=YV =)L
-&K16 xdy TTO BEDRY /RS
- KDELLVRAZE

- High performance tool
- 6 cylindrical neck lengths up to 16 x dy
available

- NEDSEES YYD - High-precision radius N—
- Highly precise straight shank with tolerance h4
HBE
DIN 6535
C_JHA
HB
—_—
30° R—=JL E
(- #&
2 g g \ 1_30
A
Ip \Q ® .
Is .| HRC
" o
@y
I T AT S
= v s
Y, =4 ot
I3 L
lg
h e
d—F+1>%' - Coating TIALN |
TV — 3y - BHIM P4SIR) Applications — material (see page 4) P -M
- EBEEMMIRICHUER SN - Special TIAIN-coating for machining hardened materials K -_J
TIALN-O—7 > % 3B - For milling of cylindrical cavities H
SMEBEQHZFrETDINTLIC - Suitable for HSC finishing
- HSC-EER A LI TICRE
I3 =3 xdy—>3—N - Short design
SURBYE - Order code 3860A
0 dy r lo I3 4 0 ds lg 0 dy a B z
-0,014  -0,007 h4 (NE)
0,4 0,2 0,3 1,2 57 0,35 8 6 23° 20° 2 ()
0,5 0,25 0,4 1,5 57 0,45 8,5 6 22,5° 18,5° 2 °
0,6 0,3 0,5 1,8 57 0,55 8,5 6 23° 18,5° 2 ()
0,8 0,4 0,5 2,4 57 0,75 9 6 22,5° 17° 2 )
1 0,5 1 3 57 0,95 9,5 6 22° 1155 2 [
1,2 0,6 1 3,6 57 1,15 10 6 21,5° 14° 2 )
1,5 0,75 1,25 4,5 57 1,4 10,5 6 21,5° 12,5° 2 (]
2 1 1,5 6 57 1,9 11,5 6 21° 10,5° 2 °
3 15 2 9 57 2,9 14,5 6 16,5° 6,5° 2 °
4 2 2,5 12 57 3,9 16 6 15,5° 4° 2 °
5 2,5 3 15 57 49 18 6 11° 2° 2 )
6 3 3,5 20 57 59 - 6 - - 2 °

B

o = IEAETEEE & - Stock tool

Z3ESH - Ordering example: 3860A.0004

HHIZ4 - Cutting Conditions

FRANKEN

/HEro-Cut
BEVYYR R—ILIYRII-a—bk 2KH)
— Solid carbide ball nose end mills — short design (2 flutes) S SREY T - Valid for
3860A
S H
I3 =3xdq
FeAnT Rt EFINT £ EFmT
Roughing Pre-finishing Finishing
N N
i =
& = & =
- — Y . [=]
= =)
b | % TRk
|| « || ‘g—t
2 =0,2xd4 2, =0,1xd4
PIHIERE HHr=hiEh BIHIERRE HHi=bikb BIHIRRE HHBDED % YA" MMS %
Ve [m/min] f, [mm] Ve [m/min] f, [mm] Ve [m/min] f, [mm] W) | MaL
260 0,013 x dy 320 0,015 x d4 360 0,013 x dy o u o ]
240 0,012 x dy 280 0,014 x d4 320 0,012 x d4 u} [ ] O |
220 0,011 x dy 240 0,013 x d4 280 0,011 x dy m} u o
200 0,010 x d4 220 0,012 x d4 240 0,010 x d4 m] [ ] ]
180 0,009 x d4 200 0,010 x d4 220 0,009 x d4 m} u o
ATV LA - Stainless steel materials
1.1
M[ 21
3.1
41
260 0,011 x dy 320 0,013 x d4 360 0,010 x d4 [u] [ [a]
260 0,011 x dy 320 0,013 x dy 360 0,010 x d4 5] [ [&]
240 0,011 x dy 280 0,013 x dy 320 0,010 x dy [m] [] [&]
240 0,011 x d4 280 0,013 x d4 320 0,010 x d4 5] [ [u]
220 0,010 x d4 240 0,011 x dy 270 0,008 x d4 5] [
220 0,010 x d4 240 0,011 x d4 270 0,008 x d4 5] [
200 0,008 x d4 220 0,009 x d4 240 0,007 x d4 5] [
180 0,008 x d 200 0,009 x d 220 0,007 x dy 5] ]
FN=E= &3 - Aluminium alloys
& <= - Copper alloys
X7 %7 LEZ - Magnesium alloys
[ [ [ [ [ [
] | | | | | | |
=) & - Synthetics
&% - Special materials
l
|
F45 > A% - Titanium alloys
[
|
— v )LE T/NLRE SXE S - Nickel alloys, cobalt alloys and iron alloys
_ |
=hE - Hard materials
1.1 160 0,008 x d4 200 0,009 x d4 220 0,009 x dy 5] ]
H 12 120 0,007 x d4 180 0,008 x d4 200 0,008 x d4 [m] []
.3 160 0,008 x d4 180 0,008 x d4 5] []
4 140 0,007 x d4 160 0,007 x d4 [m] [
5 120 0,006 x d4 140 0,006 x d4 5] ]

v = YIHIERE - Cutting speed
f, = Hdp1=DIED - Feed per tooth

m = %38 - very suitable
0= EFAIEE - suitable

==



FHRANKEIN #@Evyyyk R—IL TR - Solid Carbide Ball Nose End Mills Y424 - Cutting Conditions FRANKEN

/HErao-Cut /HErao-Cut
S IAIRT A= VRY—)L - High performance tool %E BEVUYR R—ILIVRII-OvT 2 KA)
- fg}; Gbx dy ;i\;@ 6IEFED Ry VRS -6 cylindrical neck lengths up to 16 x dq ‘-ﬁ Solid carbide ball nose end mills — long design (2 flutes) XIRELT, - Valid for
B LR available 3861A
- NEDSEES YYD - High-precision radius = H
- Highly precise straight shank with tolerance h4
I3=5xdq
FeAnT Rt EFINT £ EFmT
Roughing Pre-finishing Finishing
EN de
o S o =
< ‘>_< & u’;
H g 5 g
‘0 d1‘ " 0 dy I
K lo — S &
ls 2,=02x0s 2,=0,1xd;
h
YIHIERE HHi=hED YIHIERE H&H=DZED YIHIRE HH=DED % \?A* MMS %
_ of Ve [m/min] f, [mm] Ve [m/min] f, [mm] Ve [m/min] f, [mm] W) MaL
HiE = — g
e g o 240 0,013 x dy 300 0,015 x d; 340 0,013 x dy o " o .
I3
W 220 0,012x dy 260 0,014 340 0,012 d; o " o "
h e
200 0,011 x dy 220 0,013 x d; 260 0,011 xdy o . o
d—F+1>%' - Coating TIALN |
180 0,010xd 200 0,012xd 220 0,010 xd o " o
F7VT =23y - HEIM PAZR) Applications — material (see page 4) P (8154 ) 1121 | X0y xdy Xty
- BEEIN T AICH U< IR S NI gRIR - Special TIAIN-coating for machining hardened materials | K (CLA420) ) 160 0009 xd; 180 0010, 200 0,009xd; s | o=
TIALN-O—5F > 7 =$KH - For milling of cylindrical cavities H — ] ]
-MEDHBZFTET DINTIC - Suitable for HSC finishing .- AT VLA - Stainless steel materials
-HSC-EE A BT INTICS#E M[ 21
3
41
. . 240 0,011 xd 300 0,013xd 340 0,010 xd o " o
I3=5xdy - A>% - Long design 240 0077 xdy 300 0073 Xy 340 0070 Xy o " O
5 220 0,011 xd 260 0,013xd 300 0,010 xd o O o
SemBE - Order code 3861A 220 0077 Xy 260 0073 %1 300 00710 X, o . 5
0 d; r Iy I I 0ds Iy 0dy a 8 7 200 0,010x d; 220 0,011 xd; 250 0,008 x d; o O
y 200 0,010xd 220 0,011 xd 250 0,008 xd o O
-0014 0007 hd ok 180 0.008 X dy 200 0009 X 01 220 0007 x a1 = 0
0,4 0,2 0,3 2 57 0,35 8,5 6 24° 19° 2 (] 160 0,008 x d 180 0,009 x d 200 0,007 x d B n
0,5 0,25 0,4 2,5 57 0,45 9,5 6 22,5° 17° 2 ®
0,6 0,3 0,5 B 57 0,55 9,5 6 23,5° 16,5° 2 () 7)V==7 55 - Aluminium alloys
0,8 0,4 0,5 4 57 0,75 10,5 6 22,5° 14,5° 2 )
1 0,5 1 5) 57 0,95 11,5 6 22° 13° 2 [
1,2 0,6 1 6 57 1,15 12 6 22,5° 12° 2 )
1,5 0,75 1,25 7,5 57 1,4 13,5 6 21,5° 10° 2 (]
2 1 1,5 10 57 1,9 14 6 28° 9° 2 ° — i
3 i85 2 15 57 29 20,5 6 16° 5° 2 ) bl e DREIgE L
4 2 2,5 20 63 3,9 24 6 15,5° 3° 2 °
5 2,5 3 25 72 49 35 6 4° 1,5° 2 )
6 3 3,5 30 72 59 - 6 — - 2 °
T XD LEZ - Magnesium alloys ‘ ‘ ‘ ‘ [ : : :
\ \ \ \ \ l | | |
(=} & - Synthetics
& - Special materials [
l
~ &= - Titanium alloys I
’1
ZyTJLE. JJVLRE FAESZ - Nickel alloys, cobalt alloys and iron alloys
|
- Hard materials
. 140 0,008 x d; 180 0,009 d; 200 0,009 d; o u
HI 110 0,007 x d; 760 0,008 x d; 180 0,008 X d; o .
y 140 0,008 x d; 160 0,008 x d; o O
y 130 0,007 x d; 140 0,007 x d o O
5 110 0,006 x d 130 0,006 x d o O
10 o = IZXEFEEE R - Stock tool Z3EXH - Ordering example: 3861A.0004 Ve = YRR - Cutting speed m= 538 - very suitable 11

f, = A=%D - Feed per tooth 0= B AJEE - suitable



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

/HEro-Cut
SINAINT A=Y =)L
-BK16 xdy £TO EEORY IS

- High performance tool
- 6 cylindrical neck lengths up to 16 x d4

HHIZ4 - Cutting Conditions

FRANKEN

- KDBEELWVWRAZE available H
- RNEDERBES vy - High-precision radius —_
- Highly precise straight shank with tolerance h4
HBE
E
DIN 6535 E
C_JHA
HB
30° R—=JL
@~ | b
b 1-3°
= = 2 %
< \Q <66
I \ HRC
I3 —
[
_ =t
I e 5
st 41+ | =
o 2 ij\
I3
lg
h = R = T
J—5F 4% - Coating TIALN | TIALN |
TV =3y - #HIH (PABER) Applications — material (see page 4) P (3151 ) 1.1-21 ||P (3161 ) 1.1-21 |
- EEEMMTAICH U RARE SN - Special TIAIN-coating for machining hardened materials K[ 1142 ) J|K [ 1.1-4.2 | J
TIALN-O—F« Vo % 5H - For milling of cylindrical cavities H[ 11415 ] || H (1145 ) J
SUBEDHZFrETADINTIC - Suitable for HSC finishing
- HSC-iE&ft _EIF N TIC &
I3=8xdy—- TV AMZM0O>% - Extra long design
FYRBYE - Order code 3862A
0 d r lo I3 4 g ds g 0do a B z A
0,014  -0,007 n4 () BE
0,4 0,2 0,3 3.2 57 0,35 9,5 6 25° 17° 2 .0004 )
0,5 0,25 0,4 4 57 0,45 11 6 22,5° 14,5° 2 .0005 °
0,6 0,3 0,5 4.8 57 0,55 11 6 24,5° 14,5° 2 .0006 )
0,8 0,4 0,5 6,4 57 0,75 13 6 22,5° 12° 2 .0008 °
1 0,5 1 8 57 0,95 14,5 6 22° 10,5° 2 .001 °
1,2 0,6 1 9,6 57 1,15 16 6 21,56° 9° 2 .0012 )
1,5 0,75 125 12 57 1,4 18 6 21,5° 8° 2 .0015 )
2 1 1,5 16 57 1,9 20 6 28° 6,5° 2 .002 )
3 1,5 2 24 68 29 30 6 15° 35 2 .003 [
4 2 2,5 32 80 3,9 42 6 6,5° 2° 2 .004 °
5 2,5 3 40 80 49 43 6 11° il,5° 2 .005 ()
6 3 3,5 48 86 59 - 6 - = 2 .006 [
I3=10xdy - TV ARZ0O>% - Extra long design
SURBYFE - Order code 3863A
0 dy r lo I3 4 0 ds lg 0 do [e] B 7 HLX
0014 -0,007 ha () BE
0,4 0,2 0,3 4 57 0,35 10,5 6 24° 115,35 2 .0004 )
0,5 0,25 0,4 5 57 0,45 12 6 22,5° 13,5° 2 .0005 °
0,6 0,3 0,5 6 57 0,55 12,5 6 23,5° 13° 2 .0006 [
0,8 0,4 0,5 8 57 0,75 14,5 6 22,5° 11° 2 .0008 °
1 0,5 1 10 57 0,95 16,5 6 22° 9,5° 2 .001 °
1,2 0,6 1 12 57 1,15 18,5 6 21° 8° 2 .0012 °
1,5 0,75 1,25 15 57 1,4 20 6 255" 7° 2 .0015 °
2 1 1,5 20 63 1,9 24 6 28° 5,5° 2 .002 °
3 I8 2 30 72 29 35 6 18° 3° 2 .003 )
4 2 2,5 40 80 3,9 44 6 15,5° 2° 2 .004 °
5 2,5 3] 50 100 49 88 6 11° 1° 2 .005 )
6 3 3,5 60 100 59 - 6 - - 2 .006 °

o = IEAETEEE & - Stock tool

"

ZESXHI - Ordering example: 3862A.0004

/HEro-Cut
- BEYYYR R—=ILIYRII -V M7AVT 2 #H)
= . . . . (=] i
Solid carbide ball nose end mills — extra long design (2 flutes) S SR B - Valid for
3862A
SSS H 3863A
|3=8Xd1 |3=10Xd1
it EFINT £ EFmT it EFINT LT
Pre-finishing Finishing Pre-finishing Finishing
3 de
S S S
o x of > >
y INERA ] 2L 8 8
<) p=s S
0 dq ”& 0 dy 1l ]
< o <
2 =0,1xd4 2 =0,05xdy
PHIRE | NpichixD | UIEIERE | HHhXD | YTHERE | HHhED | YIELRE | HHLDED % %* MMS %
Ve [m/min] f, [mm] Ve [m/min] f, [mm] Ve [m/min] f, [mm] Ve [m/min] f, [mm] %:) | MaL
3 - Steel materials
11 240 0,013 x dy 280 0,013 x dy 240 0,013 x dy 280 0,013 x d4 u} | o |
21 220 0,012 x dy 260 0,012 x dy 220 0,012 x dy 260 0,012 x d4 m] [ ] o [ ]
P 3.1 200 0,011 x dy 240 0,011 x dy 200 0,011 x dy 240 0,011 x d4 u} | O
41 180 0,010 x dy 210 0,010 x dy 180 0,010 x dy 210 0,010 x d4 m] ] o
5.1 160 0,009 x dy 190 0,009 x d4 160 0,009 x d4 190 0,009 x d4 o [ ] ]
AT VLA - Stainless steel materials
1.1
M[ 21
Al
4.1
§58% - Cast materials
1.1 240 0,011 x dy 280 0,010 x dy 240 0,011 x dy 280 0,010 x d4 [B] [] =]
12 240 0,011 xd4 280 0,010 x dy 240 0,011 x dy 280 0,010 x d4 =] [] =]
X 220 0,011 xdy 260 0,010 x dy 220 0,011 x dy 260 0,010 x d4 [m] [] =]
K . 220 0,011 xdy 260 0,010 x dy 220 0,011 x dy 260 0,010 x d4 5] [] =]
b 200 0,010 x dy 240 0,008 x d4 200 0,010 x d4 240 0,008 x d4 5] ]
b 200 0,010 x dy 240 0,008 x d4 200 0,010 x d4 240 0,008 x d4 ] []
4.1 180 0,008 x d4 210 0,007 x d4 180 0,008 x d4 210 0,007 x d4 [B] []
4.2 160 0,008 x d4 190 0,007 x d4 160 0,008 x d4 190 0,007 x d4 =] []
JES% - Non-ferrous materials
ZILE=D L& - Aluminium alloys
3
14
15
1.6
$HE < - Copper alloys
2.1
22
23
.4
.5
N[ 26
.7
2.8
X7 x> T L& - Magnesium alloys
[31 1 [ [ [ [ [ [ [ [ [
[32 \ \ \ \ \ \ \ \ \ \
&Rt A - Synthetics
4.1
4.2
43
44
&% - Special materials
5.1
5.2
553
TIZAE % - Special materials
F%5 > &A% - Titanium alloys
3
S — w7 )VE J/NLRE SRE S - Nickel alloys, cobalt alloys and iron alloys
2.1
¥
.5
26
TS REZ3M - Hard materials
1.1 140 0,008 x d4 180 0,009 x d4 140 0,008 x d4 180 0,009 x d4 =] []
H 2 120 0,007 x dy 160 0,008 x d4 120 0,007 x d4 160 0,008 x d4 5] []
3 110 0,008 x d4 140 0,008 x d4 110 0,008 x d4 140 0,008 x d4 5] ]
4 100 0,007 x dy 120 0,007 x d4 100 0,007 x d4 120 0,007 x d4 8] ]
5] 80 0,006 x d4 100 0,006 x d4 80 0,006 x d4 100 0,006 x d4 ] u

Ve = YIHIRE - Cutting speed
f, = Hdh1=DED - Feed per tooth

m = 5 - very suitable
0= B AIEE - suitable

==



EHANKEN #@YUyR R—IJL T2 RI)L - Solid Carbide Ball Nose End Mills
/2 o-Cut

-INANTA—=NVRY =)L
- K16 xdy TTD 6FEFEDORYIRS

- High performance tool
- 6 cylindrical neck lengths up to 16 x d4

e

- KDBEELWVWRAZE available H 'E
- REDSBEY YT - High-precision radius —d [=] H
- Highly precise straight shank with tolerance h4
DIN 6535
C_JHA
HB E
30° R—=JL
b 1-3°
%
\Q <66
w., HRC
Ay
l2
I3
[
_=d
e e 5
st 1+ | =
Ip 2 5\
I3
lg
I e R =R
J—5 1% - Coating TIALN | TIALN |
TTVT—v 3y - #HIH (PABER) Applications — material (see page 4) P (3151 ) 1.1-21 ||P (3151 ) 1.1-21 |
- EEEMMITAICH USRI NIRRT - Special TIAIN-coating for machining hardened materials K(11-42 ) J|K [ 1142 | J
TIAIN-O—F« > 7 %% - For milling of cylindrical cavities H[11-15 | J/H 11415 ) |
SUBEOHZFrETADITLIIC - Suitable for HSC finishing
- HSC-BE A EIFINTICRE
I3=12xd; - TV AMZ0O>% - Extra long design
SYRBYE - Order code 3864A
0 dy r lo I3 4 ¢ ds g 0 dyp [e] B 7 HLX
0014 -0,007 hd (%) BE
0,4 0,2 0,3 4.8 57 0,35 11,5 6 28 5° 14,5° 2 .0004 (]
0,5 0,25 0,4 6 57 0,45 13 6 22,5° 12,5° 2 .0005 °
0,6 0,3 0,5 7,2 57 0,55 13/ 6 24° 12° 2 .0006 )
0,8 0,4 0,5 9,6 57 0,75 16 6 23° 10° 2 .0008 °
1 0,5 1 12 57 0,95 18,5 6 22° 8,5° 2 .001 °
1,2 0,6 1 14,4 57 1,15 21 6 21° 7° 2 .0012 °
1,5 0,75 1,25 18 63 1,4 24 6 21,5° 6° 2 .0015 °
2 1 1,5 24 66 1,9 28 6 28° 4,5° 2 .002 )
3 1,5 2 36 80 29 42,5 6 14° 2,5° 2 .003 )
4 2 2,5 48 100 3,9 61 6 5,5° 1,5° 2 .004 °
5 2,5 3 60 100 49 63 6 11° 1° 2 .005 [
6 3 3,5 72 110 59 - 6 - - 2 .006 [
I3=16xd; - T ANZ0O>% - Extra long design
SYRBYE - Order code 3865A
0 dy r lo I3 4 0 ds g 0 dy [e] B 7 1
0014 -0,007 ha (%) BE
1 0,5 1 16 57 0,95 20,5 6 30° 7,5° 2 .001 )
2 1 1,5 32 80 1,9 37,5 6 21° 3,1° 2 .002 ®

"

o = IEAETEEE & - Stock tool

ZESXH - Ordering example: 3864A.0004

HHIZ4 - Cutting Conditions

/]
.
M%H

BEYYYR R—=ILIYRII -V M7AVT 2 #H)
Solid carbide ball nose end mills — extra long design (2 flutes)

]

I3=12xdy - l3=16 x dq

FRANKEN
/HEro-Cut

SR EL - Valid for
3864A
3865A

B BT . EFmnT
Pre-finishing Finishing
de
S
al >
(3] 0
& S
o
‘(6 d1‘ 1
= &
2. =0,05xd4
YIHIEEE A= VMR HHr=hiED §§ 27| ams =
Ve [m/min] f, [mm] Ve [m/min] f, [mm] %:) | MaL
3 - Steel materials
11 240 0,013 x dy 280 0,013 x dy o [ ] O [ ]
21 220 0,012 x dy 260 0,012 x dy m] [ ] o [ ]
P 3.1 200 0,011 x dy 240 0,011 x dy u} | u}
4.1 180 0,010 x dy 210 0,010 x dy m] ] o
5.1 160 0,009 x dy 190 0,009 x dy o . o
ATV LA - Stainless steel materials
1.1
M[ 21
Al
4.1
§58% - Cast materials
1.1 240 0,011 x dy 280 0,010 x dy =] [] [&]
12 240 0,011 x dy 280 0,010 x dy [m] [] O
X 220 0,011 x dy 260 0,010 x dy [m] [] =]
K[ 2 220 0,017 x dy 260 0,010 x dq O u O
b 200 0,010 x d4 240 0,008 x d4 5] ]
[ 200 0,010 x dy 240 0,008 X dq 5] »
4.1 180 0,008 x d4 210 0,007 x d4 [m] []
4.2 160 0,008 x d4 190 0,007 x d4 ] []
JES% - Non-ferrous materials
7ILE=D L& - Aluminium alloys
1.4
15
1.6
$HE < - Copper alloys
2.1
22
23
.4
.5
N[ 26
7
2.8
X7 x> T LE%E - Magnesium alloys
[31 [ [ [ [ [ [ [
[32 \ \ \ \ \ \ \
& Bk g - Synthetics
4.1
4.2
43
44
k&% - Special materials
1
.2
5.3
TIZAE % - Special materials
F5 > &% - Titanium alloys
S - — w7 )VE J/NLRE SRE S - Nickel alloys, cobalt alloys and iron alloys
.4
.5
2.6
TS REZ3H - Hard materials
11 140 0,008 X dq 180 0,009 X d o n
H 2 120 0,007 x dy 160 0,008 x d4 5] []
3 110 0,008 x dy 140 0,008 x d4 5] [
4 100 0,007 x dy 120 0,007 x dy 5] ]
5] 80 0,006 x dy 100 0,006 x d4 [m] u

Ve = YIHIRE - Cutting speed
f, = Hdh1=DED - Feed per tooth

m = 5 - very suitable
0= B AIEE - suitable

.



EHANKEN #@YUyR R—IJL T2 RI)L - Solid Carbide Ball Nose End Mills

/HEro-Cut

AT A=Y —L
- Bk FEIL Ty VRET

- High performance tool
- Optimised chisel edge

- KDBEELWVRAZE - High-precision radius H
-ATBEODITERS - 4 lengths available —
- NEDESEEY v - Highly precise straight shank with tolerance h4 —
HBE
DIN 6535
CJHA
HB
384 B
-: g \ 1_30
AN ) &
b e % <66
ls .| HRC
I —nd
=y
S t S
S$7 \g =
Yl B <t
I3
lg
! e B R e B FE S
d—F+1>%' - Coating TIALN | TIALN |
F7VT— 3y - #HIM PASER) Applications — material (see page 4) P [ 3151 ) 1121 ||P (3164 ) 1.1-21 |
- BEEHMIAICH U RIS - Special TiAIN-coating for machining hardened materials K[ 1142 ) J|K [ 1.1-42 | J
TIALN-O—F« > %= 1H - Suitable for roughing, finishing and HSC finishing H[11-15 | ||H[11-15 ] J
- A E I T EHSCE R B T IC &R E
I3=15xd; - TV ANZ>3—b - Extra short design
Y FAEVE - Order code 3826A
0 d r lo I3 4 gds lg gdo a B z H14 X
0014 -0,007 ha BES BE
0,5 0,25 0,5 0,75 54 0,45 16,4 6 10° 10° 2 .0005 )
1 0,5 1 1,5 54 0,95 15,8 6 10° 9,5° 2 .001 °
1,5 0,75 1,5 2,25 54 1,4 15,3 6 10° 9° 2 .0015 [
2 1 2 3 54 1,8 14,9 6 10° 8° 2 .002 °
3 1,5 3 45 54 2,8 135 6 10° 7° 2 .003 [
I3=3xd; - >3— - Short design
S REYES - Order code 3827A
0 dq r lo I3 l4 g ds lg 0 do a B z HLX
0014 -0,007 ha (9% BE
0,5 0,25 1 2 54 0,45 17,7 6 10° 9° 2 .0005 °
1 0,5 2 4 57 0,95 18,3 6 10° 8,5° 2 .001 °
1,5 0,75 25 4,5 57 1,4 17,5 6 10° 8,5° 2 .0015 (]
2 1 3 8 57 1,8 19,9 6 10° 6,5° 2 .002 °
3 1,5 D 10 57 2,8 19 6 10° 5,5 2 .003 )
4 2 4 12 57 3,8 18,2 6 10° 3,5° 2 .004 °
5 2,5 5 15 57 47 18,6 6 10° 2 2 .005 °
6 3 6 20 57 5,6 - 6 - - 2 .006 °
8 4 7 25 63 7,6 = 8 = = 2 .008 °
10 5 8 30 72 9,6 — 10 - - 2 .010 °
12 6 10 36 83 11,5 = 12 = = 2 .012 °

"

o = IEAETEEE & - Stock tool

Z3ESA - Ordering example: 3826A.0005

HHIZ4 - Cutting Conditions

FRANKEN

/HErao-Cut
BEYYYR R=ILIYRIN -ITIRARSYa—bE&UYa—k 2 HF)
Solid carbide ball nose end mills — extra short and short design (2 flutes) FTERELT - Valid for
3826A
H 3827A
I3=15xd;-l3=3xd,
FNT P BT T EFmmT
Roughing Pre-finishing Finishing
ae de
- =
& < & N
— [=]
S =
‘ 0 dy ‘ ' ‘ 0 dy ‘ I
——— [+ —— “?
2 =0,2xd4 2, =0,1xd4
YIHI=RE HHT=HED YIHIERE HHi=hED YIHIRE HHizhiEh % \Q‘* MMS %
Ve [m/min] f, [mm] Ve [m/min] f, [mm] Ve [m/min] f, [mm] .| MaL
- Steel materials
1.1 260 0,013 x dy 320 0,015 x dy 360 0,013 x dy o ] o (]
2.1 240 0,012 x dq 280 0,014 x dq 320 0,012 x d o . o N
Pl 3 220 0,011 x dy 240 0,013 x dy 280 0,011 x dy o u o
4.1 200 0,010 x dq 220 0,012 x d 240 0,010 x dy o . o
5.1 180 0,009 x dy 200 0,010 x dy 220 0,009 x dy o ] o
AT Y LR - Stainless steel materials
1.1
M[ 21
31
4.1
§58% - Cast materials
1.1 260 0,011 x dq 320 0,013 x dq 360 0,010 x dy o [ E
1.2 260 0,011 x dq 320 0,013 dy 360 0,010 x dy o [ E
2.1 240 0,011 x dy 280 0,013 dy 320 0,010 x dy & u &
K[ 22 240 0,011 x dq 280 0,013 x dy 320 0,010 x dy O [ @
j 220 0,010 x dy 240 0,011 x dy 270 0,008 x dy g u
220 0,010 x dy 240 0,011 x dy 270 0,008 x dy & u
N 200 0,008 x dy 220 0,009 X dy 240 0,007 x dy o u
4. 180 0,008 x dq 200 0,009 X d 220 0,007 x dy o [
JES% - Non-ferrous materials
ZIL==D 5% - Aluminium alloys
Y
5
1.6
SH& % - Copper alloys
3
4
25
N[ 26
7
8
NT XY LEZ - Magnesium alloys
[ 31 \ [ \ \ ( [ [ [
[32 \ \ \ \ [ | | |
& A iei s - Synthetics
4,
4.
43
4.4
FIRAa % - Special materials ‘
. \
1) |
MfEAE 2= - Special materials
F%5 > &% - Titanium alloys [
1.1
1.2 \
13 \
S T )VE. J/NLRE FEESZ - Nickel alloys, cobalt alloys and iron alloys
2.1
22
23
4
5
6
S TERESH - Hard materials
1.1 160 0,008 x dq 200 0,009 X d 220 0,009 x dy o [
HI 2 120 0,007 x dq 180 0,008 X dy 200 0,008 x dy 0 u
13 160 0,008 X dy 180 0,008 x dy 0 [
14 140 0,007 x dy 160 0,007 x d & n
15 120 0,006 x dy 140 0,006 x dy g u

Ve = YIHIRE - Cutting speed
f, = Hdh1=DED - Feed per tooth

m = 5 - very suitable
0= B AIEE - suitable

==



FRANKEN 88BYUyR R—JL TYRI)L - Solid Carbide Ball Nose End Mills

HHIZ4 - Cutting Conditions

FRANKEN

/HErao-Cut /HErao-Cut
ST =RVRAY =) - High performance tool BEYYYR R—=ILIYRIN-OVT 2 H%A)
-FBEfbSnieFEIL Ty VAT - Optimised chisel edge H Solid carbide ball nose end mills — long design (2 flutes) S SR B - Valid for
- KDEELVRAZE - High-precision radius o
- ATEEODTERS - 4 lengths available et H
- REDERE YY) - Highly precise straight shank with tolerance h4
B I3=5xd,
= FEMT ditt T fEiFmT
DIN 6535 Roughing Pre-finishing Finishing
C_JHA
HB
—_—
/4 $
30° I-ﬁ'_}ll dg de
U-| 2% : :
- - & < & N X
E : N f 5 - g g
< 0dy L 0 " I
In 'g \Q & <66 L] < <
Iy .| HRC 2 =0,2xdy 2, =0,1xdy
" o
YIHIERE HHi=hED YIHIERE HHi=hxED YIHIRE HHizhxh % Q* MMS %
@ Ve [m/min] f, [mm] Ve [m/min] f, [mm] Ve [m/min] f, [mm] G| MOl
S t S
s’7 \‘\ =
| 8 4 240 0,013 x dy 300 0,015 x d; 340 0,013 xdy o . o .
I3
" 220 0,012 xdy 260 0,014 xdy 340 0,012 xdy o " o "
h Eﬁﬁfgﬁﬁ
200 0,011 x dy 220 0,013 x d; 260 0,011 xdy o . o
d—F+1>%' - Coatin TIALN |
N g” — - 180 0,010 x dy 200 0,012 xdy 220 0,010xdy o . o
TV — 3y - BHIM P4SIR) Applications — material (see page 4) P -M
- BREESMTRICH USRI NSRR - Special TIAIN-coating for machining hardened materials K -_J 160 0,009 x dq 180 0,010 x dq 200 0,009 x dq o " o
1115 |
TIALN-O—F > % 3% - Suitable for roughing, finishing and HSC finishing H -_J — ] ]
-FEAT A EF NI EHSCEE A T (8 R o Il e WAl
M[ 21
3
41
. . 240 0,011 xd 300 0,013xd 340 0,010xd 0 O o
I3=5xdy - A>% - Long design 240 0.0TT x4, 300 0073 x4, 340 0070 x4, E " o
- 220 0,011 xd 260 0,013xd 300 0,010xd & " g
B - Order code 3828A 220 0077 Xy 260 0073 %1 300 00710 X, o 0 o
0 d; p Iy s I 0d; Iy 0dy p 8 7 HAZ 200 0,010x d; 220 0,011 xd; 250 0,008 x dy o O
y 200 0,010xd 220 0,011 xd 250 0,008 xd o O
0014 -0,007 hd (%) BE 180 0.008 X dy 200 0009 X 01 220 0007 x a1 = .
0,5 0,25 1 25 57 0,45 18,2 6 10° 9° 2 ° 160 0,008 xd 180 0,009 xd 200 0,007 xd 0 [}
1 05 2 5 57 095 193 6 10° 8 2 | .01 | ° 3 T
15 0,75 2,5 75 57 1,4 20,5 6 10° 6,5° 2 ° 7V =55 - Aluminium alloys
2 1 3 10 63 1,8 21,9 6 10° 5,5° 2 | 002 | )
3 1,5 816 15 63 2,8 24 6 10° 4° 2 °
4 2 4 20 63 38 262 6 10° 25 2 | .004 | °
5 2,5 5 25 66 4.7 28,6 6 10° 1,5° 2 (]
6 3 6 30 68 5,6 - 6 — - 2 °
8 4 7 40 78 76 - 8 - - 2 - . SRS Gopnar aloys
10 5 8 50 92 9,6 - 10 — - 2 | 010 | °
12 6 10 60 106 11,5 — 12 — — 2 ®
T XD LEZ - Magnesium alloys ‘ ‘ ‘ ‘ [ : : :
\ \ \ \ \ l | | |
(=} & - Synthetics
& - Special materials [
l
~ &= - Titanium alloys I
%
ZyTJLE. JJVLRE FAESZ - Nickel alloys, cobalt alloys and iron alloys
|
- Hard materials
; 140 0,008 x d; 180 0,009 d; 200 0,009 d; o u
H 110 0,007 xdy 160 0,008 x dy 780 0,008 x dy & .
y 140 0,008 x d; 160 0,008 x dy o O
y 130 0,007 x d; 140 0,007 x dy o O
5 110 0,006 x d 130 0,006 x dy o O

"

o = IEAETEEE & - Stock tool

ZSESH - Ordering example: 3828A.0005

v = YIHIERE - Cutting speed
f, = Hdp1=DIED - Feed per tooth

m = %38 - very suitable
0= EFAIEE - suitable

=



FRANKEN 88BYUyR R—JL TYRI)L - Solid Carbide Ball Nose End Mills

/HEro-Cut

S INAIT A=V RY =)L
-BEltEShicFEIL Ty IREt
- KDBEEULVRAZE
-4BEOIERS

- REDERE YY)

- High performance tool
- Optimised chisel edge
- High-precision radius
- 4 lengths available

- Highly precise straight shank with tolerance h4
FERE

hn
Ml =

0 dq

0d3

=]
=
&
&

=52

8
3
2t
|
N—
<

=
0 d3
%,

R

d—F41>% - Coating

TIALN |

FTVT—23y - 1RHIM PAZR)

- BREEMITRICH U ARSI hic Rl

TIALN-O—5r 7 =$KH

- Tl T AL EIF N EHSCE@R A BTN TIC &

Applications — material (see page 4)

- Special TIAIN-coating for machining hardened materials
- Suitable for pre-finishing, finishing and HSC finishing

K(aea2)
Wts) |

l3=8xdy- TV AMZMA>% - Extra long design

SIRBIE - Order code 3829A
0 dy r lo I3 4 g ds lg 0 do a B z 14X

0,014 -0,007 n4 () BE
0,5 0,25 1 4 57 0,45 19,7 6 10° 8° 2 °
1 05 2 8 60 095 223 6 100 65 2 | 001 | .
1,5 0,75 2,5 12 63 1,4 25 6 10° 55" 2 °
2 1 3 16 66 18 279 6 10° 45 2 | 002 | .
3 1,5 815 24 72 2,8 33 6 10° 3° 2 )
4 2 4 32 76 38 382 6 100 2° 2 | 004 .
5 2,5 5 40 80 47 43,6 6 10° 1° 2 °
6 3 6 48 86 5,6 - 6 - - 2 | 006 | .
8 4 7 64 102 7,6 - 8 - — 2 )

"

o = IEAETEEE & - Stock tool

Z3ESH - Ordering example: 3829A.0005

HHIZ4 - Cutting Conditions

FRANKEN

/HEro-Cut
BEYYYR R—=ILIYRII -V M7AVT 2 #H)
: . . . . =1 :
Solid carbide ball nose end mills — extra long design (2 flutes) STERELG - Valid for
=== 3829A
——— H
I3 =8xdq
B BT . EFmnT
Pre-finishing Finishing
%
de
S S
o > >
“r g g
E S =
0d4 I "
& &
2 =0,1xdjy
OB A1 YIBERE R st 3D S AIRNIEIES
Ve [m/min] f, [mm] Ve [m/min] f, [mm] G| MOl
240 0,013 x dy 280 0,013 x dy u} | o |
220 0,012 x dy 260 0,012 x dy u] [ ] [u] [ ]
200 0,011 x dy 240 0,011 x dy u} | u}
180 0,010 x dy 210 0,010 x dy m] ] o
160 0,009 x dy 190 0,009 x d4 u} ] ul
ATV LA - Stainless steel materials
1.1
M[ 21
Al
4.1
240 0,011 x dy 280 0,010 x dy [m] [] [&]
240 0,011 x dy 280 0,010 x dy 5] [] [m]
220 0,011 x dy 260 0,010 x dy 5] [] =]
220 0,011 x dy 260 0,010 x dy [u] [ [&]
200 0,010 x d4 240 0,008 x d4 5] ]
200 0,010 x dy 240 0,008 x d4 5] []
180 0,008 x d4 210 0,007 x dy [m] []
160 0,008 x d 190 0,007 x d 0 []
7ZIL== &3 - Aluminium alloys
#& < - Copper alloys
T XD LEZ - Magnesium alloy: ‘ ‘ [ : : [
\ \ l | | |
=) & - Synthetics
& - Special materials
~ &= - Titanium alloys
ZyTJLE. JJVLRE $KESZ - Nickel alloys, cobalt alloys and iron alloys
- Hard materials
. 140 0,008 x d4 180 0,009 x d4 5] []
H . 120 0,007 x dy 160 0,008 x d4 5] []
d 110 0,008 x dy 140 0,008 x d4 [u] ]
4 100 0,007 x dy 120 0,007 x dy 5] ]
5] 80 0,006 x dy 100 0,006 x d4 [u] []

v = YIHIERE - Cutting speed
f, = Hdp1=DIED - Feed per tooth

m = %38 - very suitable
0= EFAIEE - suitable

= -



FRANKEN 88BYUyR R—JL TYRI)L - Solid Carbide Ball Nose End Mills

/HErao-Cut
-REftShizFEIL Ty Vst
-4 1A

- High performance tool
- Optimised chisel edge
- With 4 flutes

- Highly precise straight shank with tolerance h4

- FRIDAIE 2 A - 2 centre cutting edges
- KDEEUVRAZE - High-precision radius
-3EEOTERS - 3 lengths available
- REOBEE Y
S N S
2 J S
$ o
3 :
I3
h
<

E

B

7

v
i

Juoay

=]
=
&
&

===
>

5|

8
3
2t
|
N—
<

[ElxuE

e

d—F+1>%' - Coating

TIALN |

FIVT—2 2> - I PASE)

- SREEMINTRICH U ARSI h &I

TIAN-O—5F > 7 =$RH

Applications — material (see page 4)

- Special TIAIN-coating for machining hardened materials

- Suitable for pre-finishing, finishing and HSC finishing

- R EFIIT A EIFINTEHSCERA EFINT

[ =g

Caz]
Hams)

I3 =3 xdy — > 3—Nb - Short design

SURBYE - Order code 3831A
0 d r lo I3 4 9 d3 lg gdo a B 7

-0,014  -0,007 h4 (NE)
2 1 & 8 57 1,8 19,9 6 10° 6,5° 4 °
3 1,5 3,5 10 57 2,8 19 6 10° 5,5° 4 ®
4 2 4 12 57 3,8 18,2 6 10° BIoK 4 °
5 2,5 5 15 57 4,7 18,6 6 10° 2° 4 )
6 8 6 20 57 5,6 - 6 - - 4 [
8 4 7 25 63 7,6 - 8 - - 4 °

10 5 8 30 72 9,6 - 10 - - 4 °
12 6 10 36 83 11,5 — 12 — — 4 °

_——15-90° TN TDYIHHER

All cutting edges in operation

| ¥
0-15° BRI 2#%

2 cutting edges in operation

2

o = IEAETEEE & - Stock tool

HHIZ4 - Cutting Conditions

BEYVYYR R—ILZYRI)->3—b @ KH)

FRANKEN
/HEro-Cut

=) . N . . (=] i
— Solid carbide ball nose end mills — short design (4 flutes) STERELG - Valid for
ESS< I 3831A
S H
I3 =3xdq
B BT . EFmnT
Pre-finishing Finishing
%
de
o > >
“r g g
- S =
0d4 I "
& &
2 =0,1xdjy
OB A1 YIBERE R st 3D S AIRNIEIES
Ve [m/min] f, [mm] Ve [m/min] f, [mm] G| MOl
320 0,015 x dy 360 0,013 x dy u} | o |
280 0,014 x dy 320 0,012 x dy u} [ ] o [
240 0,013 x dy 280 0,011 x dy u} | u}
220 0,012 x dy 240 0,010 x dy o ] o
200 0,010 x dy 220 0,009 x d4 u} ] ul
ATV LA - Stainless steel materials
1.1
M[ 21
Al
4.1
320 0,013 x dy 360 0,010 x dy [m] [] [&]
320 0,013 x dy 360 0,010 x dy 5] [ [m]
280 0,013 x dy 320 0,010 x dy 5] [] =]
280 0,013 x dy 320 0,010 x dy [u] [ [&]
240 0,011 x dy 270 0,008 x d4 5] ]
240 0,011 x dy 270 0,008 x d4 5] []
220 0,009 x d4 240 0,007 x dy [m] []
200 0,009 x d 220 0,007 x d 0 [
7ZIL== &3 - Aluminium alloys
#& < - Copper alloys
T XD LEZ - Magnesium alloy: ‘ ‘ [ : [
\ \ l | |
=) & - Synthetics
& - Special materials
~ &= - Titanium alloys
ZyTJLE. JJVLRE $KESZ - Nickel alloys, cobalt alloys and iron alloys
- Hard materials
0,009 x d4 220 0,009 x d4 5] []
H 180 0,008 x d4 200 0,008 x d4 5] [
d 160 0,008 x dy 180 0,008 x d4 [u] ]
4 140 0,007 x dy 160 0,007 x dy 5] ]
5] 120 0,006 x dy 140 0,006 x d4 [u] []

Z3ESH - Ordering example: 3831A.002

v = YIHIERE - Cutting speed

f, = Hdp1=DIED - Feed per tooth

m = %38 - very suitable
0= EFAIEE - suitable

== >



FRANKEN 88BYUyR R—JL TYRI)L - Solid Carbide Ball Nose End Mills

HHIZ4 - Cutting Conditions

FRANKEN

/~HEro-Cut /HEro-Cut
SIANRTA=RVAY =) - High performance tool BREVYYKR R—=ILIVRI)L-OYT @ 183)
-BEbSnicFEIL Ty I KET - Optimised chisel edge Solid carbide ball nose end mills — long design (4 flutes) ST ERELT - Valid for
-4 A - With 4 flutes 28300
- DA 2 A - 2 centre cutting edges H
- KDEEUVRAZE - High-precision radius
-3EHEOTERS - 3 lengths available I3=5xd,
- REDBREEI YU - Highly precise straight shank with tolerance h4 St E T T
Pre-finishing Finishing
%
de
] S
W & = &
= N -§ - 8» ?;
= N ) d1 I 1}
AN @ ma :gx
3 :
I3 2, =0,1x0dq
[
IHIERE HpzDED YIHIERE AN f=hED “I mms |
- Ve [/min] £, [mm] Ve [m/min] , [mm] % I \EA] maL %
S t S
s J_zJ g S 300 0,015x dq 340 0,013 x dy o . o .
I3
W 260 0,014 x dy 340 0,012x dy o " = "
h Eﬁﬁfgﬁﬁ
220 0,013 xdy 260 0,011 x dy o . o
d—F+1>%' - Coatin TIALN |
g\, o N 200 0,012 x dy 220 0,010 x d4 m} n o
TV — 3y - BHIM P4SIR) Applications — material (see page 4) P -M
- EEEMMN TAICH U< RSN RRIE - Special TIAIN-coating for machining hardened materials Kl11-42) ) 180 0,010 x dy 200 0,009 x d; o " o
TIAN-O—7 ¢ > 7 %= - Suitable for pre-finishing, finishing and HSC finishing H — ] ]
- Bt EFIIT. BN T EHSCEEME BTN T - AT~ L - Stainless steel materials
[CFRIE M[ 21
31
47
3 . 300 0,013 xd 340 0,010 x d 0 [ 5]
I3=5xdy - A>% - Long design 300 073Xy 340 00710 X ds = 0 =
260 0,013 xd 300 0,010xd o " g
mBUE - Order code 3832A 260 00T3x4. 300 0004, 5 = o
0 d; r Iy I I 0ds Iy 00, a 8 7 220 0,011 xdy 250 0,008 xdy o O
5 220 0,011 xd 250 0,008 xd o O
0014 -0.007 ha 9% 200 0,009 x d} 220 0,007 x dl & [
2 1 3 10 63 1,8 21,9 6 10° B 4 [ 180 0,009 xd 200 0,007 xd 0 [}
3 1,5 3,5 15 63 2,8 24 6 10° 4° 4 °
4 2 4 20 63 3,8 26,2 6 10° 2,5° 4 ) ZIL= =7 5% - Aluminium alloys
5 2,5 5 25 66 4,7 28,6 6 10° 1,5° 4 °
6 3 6 30 68 5,6 = 6 = - 4 [
8 4 7 40 78 7,6 - 8 - - 4 °
10 3 8 50 92 9,6 = 10 = - 4 °
12 6 10 60 106 11,5 - 12 - — 4 ° % Copper AloE
T XD LEZ - Magnesium alloy: ‘ ‘ [ : : :
\ \ l | | |
=) & - Synthetics
& - Special materials
~ &= - Titanium alloys
ZuT)LE. JJVLRE $KESZ - Nickel alloys, cobalt alloys and iron alloys
——15-90° I RTDYIHALEM
All cutting edges in operation
I ¥ - Hard materials
- 0,009xd 200 0,009xd O "
0-15° BRIHE 2% . H 160 0.008 X1 180 0,008 xd, o =
2 cutting edges in operation . 140 0,008 x dy 760 0,008 x d; o u
Y 130 0,007 x dy 140 0,007 xdy o O
5 110 0,006 X dy 130 0,006 x dy o O

o = IEAETEEE & - Stock tool

%

ZSESH - Ordering example: 3832A.002

v = YIHIERE - Cutting speed

f, = Hdp1=DIED - Feed per tooth

m = %38 - very suitable
0= EFAIEE - suitable

= >



FRANKEN 88BYUyR R—JL TYRI)L - Solid Carbide Ball Nose End Mills
/S, o-Cut

SIANT A= VRY =)

- High performance tool

-FBEfbShieFEIL Ty VAT - Optimised chisel edge H
-4 1A - With 4 flutes
- FRIDAIE 2 A - 2 centre cutting edges et
- KDEELVRAZE - High-precision radius
-3FEHENDITERS - 3 lengths available B
- NEDSBEI YT - Highly precise straight shank with tolerance h4  ssss=—=
DIN 6535
C_JHA
HB
—_—
30° R—=JL
(RPN |
b 1-3°
\Q *l <o
w. HRC
S N S
= N =
s o
lp 2
I3
[
<
S L] 5 {
s@ ‘_g = |
S J_zJ < S
I3 'f
lg
[ %ﬁ@fﬁﬁﬁﬂ
d—F % - Coating TIALN |

FTVT—23y - 1RHIM PAZR)

- BREEMITRICH U ARSI hic Rl

TIALN-O—F« > % 5
- Bt BN B PN T EHSCEEME BTN T

=3t

Applications — material (see page 4)

- Special TIAIN-coating for machining hardened materials

- Suitable for pre-finishing, finishing and HSC finishing

K(ea2)
Wts)

l3=8xdy- TV AMZMA>% - Extra long design

SIRBIE - Order code 3833A
0 d r lo I3 l4 9 d3 g 0dy a B z 14X
0,014 -0,007 n4 () BE
2 1 3 16 66 1,8 27,9 6 10° 4,5° 4 °
3 15 35 24 72 28 33 6 100 3 4 | 003 | .
4 2 4 32 76 3,8 38,2 6 10° 2° 4 )
5 25 5 40 80 47 436 6 100 1 4 | 005 | .
6 3 6 48 86 5,6 - 6 - - 4 )
8 4 7 64 102 7,6 - 8 - - 4 .008 °

_——15-90° TN TDYIHHER

All cutting edges in operation

| ¥
0-15° BRI 2#%

2 cutting edges in operation

o

o = IEAETEEE & - Stock tool

ZSESH - Ordering example: 3833A.002

HHIZ4 - Cutting Conditions

/
U

I
i

BEYYYR R—=ILIYRI)L-TH/XRZOYT (4 KH)
Solid carbide ball nose end mills — extra long design (4 flutes)

FRANKEN
/HEro-Cut

STERELG - Valid for

— 3833A
——— H
I3 =8xdq
B BT . EFmnT
Pre-finishing Finishing
%
de
D =
& = =
- = =
o o
0 dy I I
& &
2 =0,1xdjy
OB A1 YIBERE R st 3D S AIRNIEIES
Ve [m/min] f, [mm] Ve [m/min] f, [mm] % maL
240 0,013 x dy 280 0,013 x dy u} | o |
220 0,012 x dy 260 0,012 x dy u] [ ] [u] [ ]
200 0,011 x dy 240 0,011 x dy u} | u}
180 0,010 x dy 210 0,010 x dy m] ] o
160 0,009 x dy 190 0,009 x d4 u} ] ul
ATV LA - Stainless steel materials
1.1
M[ 21
Al
4.1
240 0,011 x dy 280 0,010 x dy [m] [] [&]
240 0,011 x dy 280 0,010 x dy [m] [] [m]
220 0,011 x dy 260 0,010 x dy [m] [] =]
220 0,011 x dy 260 0,010 x dy [u] ] [&]
200 0,010 x d4 240 0,008 x d4 5] ]
200 0,010 x dy 240 0,008 x d4 5] []
180 0,008 x d4 210 0,007 x dy [m] []
160 0,008 x d 190 0,007 x d 0 []
7ZIL== &3 - Aluminium alloys
#& < - Copper alloys
T XD LEZ - Magnesium alloy: ‘ ‘ [ : : [
l | | |
=) & - Synthetics
& - Special materials
~ &= - Titanium alloys
ZyTJLE. JJVLRE $KESZ - Nickel alloys, cobalt alloys and iron alloys
- Hard materials
140 0,008 x d4 180 0,009 x d4 5] []
H 120 0,007 x dy 160 0,008 x d4 5] []
d 110 0,008 x dy 140 0,008 x d4 [u] ]
4 100 0,007 x dy 120 0,007 x dy 5] ]
5] 80 0,006 x dy 100 0,006 x d4 [u] []

v = YIHIERE - Cutting speed
f, = Hdp1=DIED - Feed per tooth

m = %38 - very suitable
0= EFAIEE - suitable

== v



FRANKEN 88BYUyR R—JL TYRI)L - Solid Carbide Ball Nose End Mills

/S, o-Cut
SINAINT A=AV =)L
- EFREOFEIL Ty VRt
-6 I E 8 KA
-HBRAE 2 K H
-AIEDOB NG TIL— RS

- High performance tool

- Patented chisel edge

- With 6 and 8 flutes

- 2 centre cutting edges

- Short, stable flute length

2EENTERS - 2 lengths available
2| 13

]

h =IEESR =IEES
J—5 1% - Coating TIALN | TIALN )

FIVT—2 3> - I PASE)

- SEEMOITIC
-fmHTHEVWEHESZERSNS T EFITIC

Applications — material (see page 4)

- For machining hard materials

- For finishing with very high surface quality

P___Jars1 |
K(a42] |
NC___J2326 )

P___J3151)
Klaa42)
N 2326 )

- HSCER M LN T Ic&RiE - Suitable for HSC finishing s 1226) | S(1226) |
H| 11-15 I ||H [ 11-15 | )
23— - Short design
SYRBYE - Order code 2836A
g dq r lo I3 Iy 0 ds g dy YA H14 X
0,01 0,005 h5 () BE
10 3 6 30 72 9,6 10 6 ()
12 6 7 35 83 11,5 12 8 012 [
[A>% - Long design
BRBYE - Order code 2837A
9 dq r lo I3 Iy 9 d3 9 dy VA 14X
+0,01 0,005 h5 EN BE
10 5) 6 45 100 9,6 10 6 (]
12 6 7 50 100 11,5 12 8 | .012 | )
16 8 8 60 120 158 16 8 °

_———15-90° IRTDYHALEM
All cutting edges in operation

i\\\\\
0-15° BEIFIE 214

2 cutting edges in operation

o = IEAETEEE & - Stock tool

%

Z3ESH - Ordering example: 2836A.010

HHIZ4 - Cutting Conditions

I
i

/)
/
/
[

|

BEVYYR R—=ILTYRIIL-Ya—kHBLU0AYY (6-8 TH)
Solid carbide ball nose end mills — short and long design (6-8 flutes)

]
LT
Finishing

¥}

ap=0,01xdy

FRANKEN

/HEro-Cut

STERELG - Valid for
2836A
2837A

PIHIERE Hpr=bixb % “I| mms %
Vg [m/min] f, [mm] \ki: maL
270 0,007 x d4 m] [ ] o
220 0,006 x d4 o [ ] o
180 0,0054 x d4 o ] ul
AT VLA - Stainless steel materials
1.1
M[ 21
Al
4.1
360 0,008 x d4 =] [] [&]
360 0,008 x d4 5] [] =]
320 0,006 x d4 5] [] =]
320 0,006 x d4 [u] ] [&]
270 0,006 x d4 5] [
270 0,006 x d4 [&] ]
220 0,005 x d4 =] []
180 0,005 x d [a] [
7IL== &3 - Aluminium alloys
#& < - Copper alloys
320 0,008 x d4 5] [&] 0 [
270 0,007 x d4 [u] [u] [a] [
X7 x> T LE%E - Magnesium alloys ‘ [ [ [
\ | | |
=) & - Synthetics
&% - Special materials
~ &= - Titanium alloys
120 0,006 x d4 [a] ]
70 0,005 x d4 [a] []
ZyTJLE. JJVLRE. $5ESZ - Nickel alloys, cobalt alloys and iron alloys
110 0,006 x d4 [m] []
50 0,004 Xty & u
40 0,004 x d4 [a] [
40 0,004 x d4 [a] [
30 0,004 x d4 O ]
40 0,004 X dy E 0]
- Hard materials
180 0,006 x d4 [a] []
H 160 0,005 x d4 [a] [
d 140 0,005 x d4 5] [
4 110 0,004 x d4 5] [
.9 90 0,003 x d4 5] []

v = YIHIERE - Cutting speed
f, = Hdp1=DIED - Feed per tooth

m = 5 - very suitable
0= EFIAIRE - suitable

= >



FRANKEN #@vUyk SY72 T2RI)L - Solid Carbide Torus End Mills

/HEro-Cut
SINAINT A=Y =)L
-BK12 xdy £TO SEEORYIES
- EDBELLRAE

- High performance tool

- 5 cylindrical neck lengths up to 12 x d4

available
- High-precision corner radius

S
=
a
&

===
o>

Zy,
i | =
duuol

Hil - : S
YLk % #l <e6
I3 %, HRC
" —_
@y
= ¥ . g
s}% g ‘;F\ =
lo =]
I3
g
Iy %ﬁrgﬁﬁ
d—F+1>%' - Coating TIALN )
TV —ay - 1HHIM (PASIR) Applications — material (see page 4) P (3451 ) 1.1-21
- EEEMMN TAICH U< RSN RRIE - Special TIAIN-coating for machining hardened materials K
TIALN-O—57 > % 3% - For milling of cylindrical cavities H[11-15 ]
SMEBEQHZFrETDINTLIC - Suitable for HSC finishing
- HSC-EER A LI TICRE
I3=3xdy - >3—b - Short design
B TBYE - Order code 3867A
9 d r lo I3 4 0d; lg g do a B VA H14X
0,015 0,005 h5 B BE
0,5 0,05 0,5 1,5 57 0,45 8,5 6 22,5° 18,5° 2 .00050E )
0,5 0,1 0,5 1,5 57 0,45 8,5 6 22,5° 18,5° 2 .000501 °
0,8 0,05 0,8 2,4 57 0,75 9 6 22,5° 17° 2 .00080E [
0,8 0,1 0,8 2,4 57 0,75 9 6 22,5° 17° 2 .000801 °
1 0,05 1 3 57 0,95 9,5 6 22° 15,5 2 .00100E )
1 0,1 1 3 57 0,95 9,5 6 22° 15,5° 2 .001001 °
1 0,2 1 8 57 0,95 95 6 22° 15,5 2 .001002 )
1,2 0,1 1,2 3,6 57 11 10 6 21,5° 14° 2 .001201 [
1,2 0,3 1,2 3,6 57 11 10 6 21,5° 14° 2 .001203 ®
1,5 0,1 1,25 45 57 14 10,5 6 21,5° 12,5° 2 .001501 °
1,5 0,3 1,25 45 57 1,4 10,5 6 21,5°  12)5° 2 .001503 [
1,8 0,1 1,5 5,4 57 1,7 11 6 21,5° 11,5° 2 .001801 °
1,8 0,3 1,5 54 57 1,7 11 6 21,5°  11)5° 2 .001803 [
2 0,1 1,5 6 57 1,9 11,5 6 21° 10,5° 2 .002001 °
2 0,3 1,5 6 57 1,9 11,5 6 21° 10,5° 2 .002003 )
2 0,4 1,5 6 57 19 11,5 6 21° 10,5° 2 002004 °
2 0,5 1,5 6 57 1,9 11,5 6 21° 10,5° 2 .002005 °
3 0,1 2 9 57 2,9 14,5 6 16,5° 6,5° 2 .003001 °
3 0,3 2 9 57 2,9 14,5 6 16,5° 6,5° 2 .003003 [
3 0,5 2 9 57 2,9 14,5 6 16,5° 6,5° 2 .003005 °
4 0,1 2,5 12 57 3.9 16 6 115,5° 4° 2 004001 )
4 0,3 2,5 12 57 3,9 16 6 15,5° 4° 2 .004003 °
4 0,5 2,5 12 57 319 16 6 115,5° 4° 2 .004005 )
4 0,6 2,5 12 57 3,9 16 6 15,5° 4° 2 .004006 [
5 0,1 3 i 57 49 18 6 11° 2° 2 .005001 (]
5 0,3 3 15 57 49 18 6 11° 2° 2 .005003 °
5 0,5 3 15 57 49 18 6 11° 2° 2 .005005 [
5 0,8 3 15 57 4,9 18 6 11° 2° 2 .005008 °
6 0,3 35 20 57 59 - 6 - = 2 .006003 )
6 0,5 3,5 20 57 5,9 - 6 - - 2 .006005 °
6 1 88 20 57 59 - 6 — = 2 .006010 [

%

o = IEXETEEE & - Stock tool

Z3ESLAI - Ordering example: 3867A.00050E

HHIZ4 - Cutting Conditions

FRANKEN

/HEro-Cut
BIEVUYR SYPAIVRIIL-Ya—k 2KA)
Solid carbide torus end mills — short design (2 flutes) S SREY T - Valid for
3867A
L)
I3=3xdq
T it EFInT £ EFmT
Roughing Pre-finishing Finishing
A de
- . =
& =< & L);
- = S
- = =)
a1 a7
le—»| < e &
2, =0,2xdy ag=0,1xdy
YIHI=RE H&Hf=DED YIHIERE H&H DD YIHIRE H&HfD*ED % \Q‘* MMS %
Ve [m/min] f,[mm] Ve [m/min] f, [mm] Ve [m/min] f, [mm] )| ML
- Steel materials
1.1 260 0,013 x dy 320 0,015 x dy 360 0,013 x dy o u o ]
2.1 240 0,012 x dy 280 0,014 x dy 320 0,012 x dy o u o N
Pl 3 220 0,011 x dy 240 0,013 x dy 280 0,011 x dy o . o
4.1 200 0,010 x dy 220 0,012 x d 240 0,010 x dy o u o
5.1 180 0,009 x dy 200 0,010 x dy 220 0,009 x dy o u o
AT Y LR - Stainless steel materials
11
M[ 21
31
41
§58% - Cast materials
11 260 0,011 x dy 320 0,013 x dy 360 0,010 x dy o [ o
12 260 0,011 x dy 320 0,013 x dy 360 0,010 x dy 5] [ 5]
2.1 240 0,011 x dy 280 0,013 x dy 320 0,010 dy O u 5]
K[ 22 240 0,011 x dy 280 0,013xdy 320 0,010x dy O [ O
[ 220 0,010 X d 240 0,011 x dy 270 0,008 X dy o u
220 0,010 x dy 240 0,011 x dy 270 0,008 X dy o u
i 200 0,008 x dy 220 0,009 x dy 240 0,007 x dy o [
4. 180 0,008 X dy 200 0,009 X dy 220 0,007 x dy & u
JES% - Non-ferrous materials
ZIL==D 5% - Aluminium alloys
11
2
3
4
5
16
SH& % - Copper alloys
3
4
25
N[ 26
7
8
NT*> LGS - Magnesium alloys
[ 31 \ \ [ [ [ [ [
[ 32 \ \ \ \ | | |
& ki B - Synthetics
4.
4,
43
44
FIRAa % - Special materials
3
MfEAE 2= - Special materials
F%5 > &% - Titanium alloys
11
1.2
13
S T )VE. J/NLRE FEESZ - Nickel alloys, cobalt alloys and iron alloys
2.1
2.2
23
4
5
6
=24 - Hard materials
11 160 0,008 X dy 200 0,009 X d 220 0,009 x dy o [
HI 12 120 0,007 X dy 180 0,008 x dy 200 0,008 X dy o [
13 160 0,008 x dy 180 0,008 X dy & u
14 140 0,007 x dy 160 0,007 x dy o u
15 120 0,006 x dy 140 0,006 X dy o [

Ve = YIHIRE - Cutting speed
f, = Hdh1=DED - Feed per tooth

m = 5 - very suitable
0= B AIEE - suitable

= -



FRANKEN #@vUyk SY72 T2RI)L - Solid Carbide Torus End Mills

/HEro-Cut
SINAINT A=Y =)L
-BK12 xdy £TO SEEORYIES
- EDBELLRAE

- High performance tool

- 5 cylindrical neck lengths up to 12 x d4

available
- High-precision corner radius

=
=
&
&

===
o>

Zy,
i | =
duuol

Hil - : S
YLk % #l <e6
I3 %, HRC
" —_
@y
= ¥ . g
s}% g ‘;F\ =
lo =]
I3
g
Iy %ﬁrgﬁﬁ
d—F+1>%' - Coating TIALN |
TV —ay - 1HHIM (PASIR) Applications — material (see page 4) P (3451 ) 1.1-21
- EEEMMN TAICH U< RSN RRIE - Special TIAIN-coating for machining hardened materials K
TIALN-O—57 > % 3% - For milling of cylindrical cavities H[11-15 ]
SMEBEQHZFrETDINTLIC - Suitable for HSC finishing
- HSC-EER A LI TICRE
I3=5xdy - O>% - Long design
B TBYE - Order code 3868A
9 d r lo I3 4 0d; lg g do a B VA H14X
0,015 0,005 h5 B BE
0,5 0,05 0,5 2,5 57 0,45 9,5 6 22,5°  17° 2 .00050E )
0,5 0,1 0,5 2,5 57 0,45 9,5 6 22,5° 17° 2 .000501 °
0,8 0,05 0,8 4 57 0,75 10,5 6 22,5° 14,5° 2 .00080E [
0,8 0,1 0,8 4 57 0,75 10,5 6 22,5°  14)5° 2 .000801 °
1 0,05 1 ® 57 0,95 11,5 6 22° 13° 2 .00100E )
1 0,1 1 5 57 0,95 11,5 6 22° 13° 2 .001001 °
1 0,2 1 3 57 0,95 11,5 6 22° 13° 2 .001002 )
1,2 0,1 1,2 6 57 11 12 6 22,5° 12° 2 .001201 [
1,2 0,3 1,2 6 57 11 12 6 22,5° 12° 2 .001203 ®
1,5 0,1 1,25 7,5 57 14 13,5 6 21,5° 10° 2 .001501 °
1,5 0,3 1,25 7,5 57 1,4 13,5 6 21,5°  10° 2 .001503 [
1,8 0,1 1,5 9 57 1,7 14 6 24° 9° 2 .001801 °
1,8 0,3 1,5 9 57 1,7 14 6 24° 9° 2 .001803 [
2 0,1 1,5 10 57 1,9 14 6 28° 9° 2 .002001 °
2 0,3 1,5 10 57 1,9 14 6 28° 9° 2 .002003 )
2 0,4 1,5 10 57 19 14 6 28° 9° 2 002004 °
2 0,5 1,5 10 57 1,9 14 6 28° 9° 2 .002005 °
3 0,1 2 15 57 2,9 20,5 6 16,5° 5° 2 .003001 °
3 0,3 2 15 57 2,9 20,5 6 16,5° 5)° 2 .003003 [
3 0,5 2 15 57 2,9 20,5 6 16,5° 5° 2 .003005 °
4 0,1 2,5 20 63 3.9 24 6 1155 3 2 004001 )
4 0,3 2,5 20 63 3,9 24 6 15,5° 3° 2 .004003 °
4 0,5 2,5 20 63 319 24 6 115,5° BN 2 .004005 )
4 0,6 2,5 20 63 3,9 24 6 15,5° 3° 2 .004006 [
5 0,1 3 25 72 49 85 6 4° 1,5° 2 .005001 [
5 0,3 3 25 72 49 35 6 4° 1,5° 2 .005003 °
5 0,5 3 25 72 49 35 6 4° 1,5° 2 .005005 [
5 0,8 3 25 72 4,9 35 6 4° 1,5° 2 .005008 °
6 0,3 35 30 72 59 - 6 - = 2 .006003 )
6 0,5 3,5 30 72 5,9 - 6 - - 2 .006005 °
6 1 88 30 72 59 - 6 — = 2 .006010 [

%

o = IEXETEEE & - Stock tool

Z3ESAI - Ordering example: 3868A.00050E

HHIIZ4 - Cutting Conditions

BREVYYR SYPRAIVRII-OYT 2KFA)

Solid carbide torus end mills — long design (2 flutes)

FRANKEN

/HEro-Cut

XS RELT - Valid for

3868A
]
I3=5xd;
T it EFInT . EFInT
Roughing Pre-finishing Finishing
ae de
. =
& = & x
2 — : (=)
g S 3 =1
‘0 dy ‘ ' ‘ﬂ d4 ‘ I
| [+ | :€~
2 =0,2xd4 2, =0,1xd4
YIHI=RE HHT=HED YIHIERE HHi=hED YIHIRE HHizhiEh % %‘* MMS %
Ve [m/min] f, [mm] Ve [m/min] f, [mm] Ve [m/min] f, [mm] .| MaL
- Steel materials
11 240 0,013 x dy 300 0,015 x d4 340 0,013 x dy m] u o ]
21 220 0,012 x dy 260 0,014 x d4 340 0,012 x d4 m] [ ] ] [ ]
P 31 200 0,011 x dy 220 0,013 x d4 260 0,011 x dy u] [ ] o
41 180 0,010 x dy 200 0,012 x d4 220 0,010 x d4 m] [ ] ]
5.1 160 0,009 x d4 180 0,010 x d4 200 0,009 x d4 m] ] o
AT Y LR - Stainless steel materials
1.1
M[ 21
3.1
4.1
§58% - Cast materials
1.1 240 0,011 x dy 300 0,013 x d4 340 0,010 x d4 [u] ] [&]
12 240 0,011 x dy 300 0,013 x d4 340 0,010 x d4 5] [] [&]
2.1 220 0,011 x dy 260 0,013 x d4 300 0,010 x d4 =] [] =]
K[ 22 220 0,011 x dy 260 0,013 x d4 300 0,010 x d4 [m] [] =]
b 200 0,010 x dy 220 0,011 x dy 250 0,008 x d4 [m] []
B 200 0,010 x d4 220 0,011 x d4 250 0,008 x d4 5] []
b 180 0,008 x d4 200 0,009 x d4 220 0,007 x d4 5] ]
4. 160 0,008 x d4 180 0,009 x d4 200 0,007 x dy =] []
JEE% - Non-ferrous materials
ZIL==D 5% - Aluminium alloys
1.1
2
3
4
5]
1.6
SH& % - Copper alloys
3
4
25
N[ 26
.7
.8
NT*> LGS - Magnesium alloys
[ 31 | \ [ [ [ [ [
[ 32 \ \ \ \ | | |
& A iei s - Synthetics
4.
4.
4.3
44
FIRAa % - Special materials
3
MfEAE 2= - Special materials
F%5 > &% - Titanium alloys
1.1
1.2
13
S T )VE. J/NLRE FEESZ - Nickel alloys, cobalt alloys and iron alloys
2.1
22
23
.4
.5
.6
=24 - Hard materials
1.1 140 0,008 x d4 180 0,009 x d4 200 0,009 x dy =] []
H 1.2 110 0,007 x d4 160 0,008 x d4 180 0,008 x d4 =] []
1.3 140 0,008 x d4 160 0,008 x d4 =] []
14 130 0,007 x d4 140 0,007 x d4 [m] []
15 110 0,006 x dq 130 0,006 x dq [m] [

Ve = YIHIRE - Cutting speed
f, = Hdh1=DED - Feed per tooth

m = 5 - very suitable
0= B AIEE - suitable

=N ®



FRANKEN #@vUyk SY72 T2RI)L - Solid Carbide Torus End Mills

/Haro-Cut
- INAINT A=Y =)L - High performance tool Okad0]
-EBRK12 xdi £FTO SEEORYIRS - 5 cylindrical neck lengths up to 12 x d H v
- KDBEELVWRAZE available 2
- High-precision corner radius r— (=]
i \
DIN 6535 E
C_JHA
HB
30° 59’71\
T N~—F H RS
S I \Q * <66
ls %.| HRC
" —_
@y
= ¥ . g
s]ﬁ > ‘i:\ s
lo =]
I3
g
h I%EEE&E
d—F+1>%' - Coating TIALN |
TV —ay - 1HHIM (PASIR) Applications — material (see page 4) P (3451 ) 1.1-21
- EEEMMN TAICH U< RSN RRIE - Special TIAIN-coating for machining hardened materials K
TIALN-O—F« > %A - For milling of cylindrical cavities H (1115 ]
SMEBEQHZFrETDINTLIC - Suitable for HSC finishing
- HSC-EER A LI TICRE
Is=8xdi - TZANFAY - Extra long design
BYFABVE - Order code 3869A
0 dq r lo I3 4 0 ds lg 0 do [e] B 7 HLX
-0,015 0,005 h5 (%) BE
0,5 0,05 0,5 4 57 0,45 11 6 22,5°  14)5° 2 .00050E )
0,5 0,1 0,5 4 57 0,45 11 6 22,5°  14)5° 2 .000501 °
0,8 0,05 0,8 6,4 57 0,75 13 6 22,5°  12° 2 .00080E [
0,8 0,1 0,8 6,4 57 0,75 13 6 22,5°  12° 2 .000801 °
1 0,05 1 8 57 0,95 14,5 6 22° 10,5° 2 .00100E )
1 0,1 1 8 57 0,95 14,5 6 22° 10,5° 2 .001001 °
1 0,2 1 8 57 0,95 14,5 6 22° 10,5° 2 .001002 )
1,2 0,1 1,2 9,6 57 11 16 6 21,5° 9° 2 .001201 [
1,2 0,3 1,2 9,6 57 11 16 6 21,5° 9° 2 .001203 °
1,5 0,1 1,25 12 57 1,4 18 6 21,5° 8° 2 .001501 °
1,5 0,3 125 12 57 1,4 18 6 21,5° 8° 2 .001503 [
1,8 0,1 1,5 14,4 57 1,7 20 6 21,5° 6,5° 2 .001801 [
1,8 0,3 1,5 14,4 57 1,7 20 6 21,5° 6,5° 2 .001803 o
2 0,1 1,5 16 57 1,9 20 6 28° 6,5° 2 .002001 °
2 0,3 i3 16 57 1,9 20 6 28° 6,5° 2 .002003 )
2 0,4 1,5 16 57 1,9 20 6 28° 6,5° 2 002004 °
2 0,5 1,5 16 57 1,9 20 6 28° 6,5° 2 .002005 °
3 0,1 2 24 68 29 30 6 15° 3,5° 2 .003001 °
3 0,3 2 24 68 2,9 30 6 15° 39 2 .003003 [
3 0,5 2 24 68 2,9 30 6 15° 3,5° 2 .003005 °
4 0,1 2,5 32 80 3.9 42 6 6° 2° 2 004001 )
4 0,3 2,5 32 80 3,9 42 6 6° 2° 2 .004003 °
4 0,5 2,5 32 80 319 42 6 6° 2° 2 .004005 )
4 0,6 2,5 32 80 3,9 42 6 6° 2° 2 .004006 [
5 0,1 3 40 80 49 43 6 11° 1,5° 2 .005001 [
5 0,3 3 40 80 4,9 43 6 11° 1,5° 2 .005003 °
5 0,5 3 40 80 49 43 6 11° 1,5° 2 .005005 [
5 0,8 3 40 80 4,9 43 6 11° 1,5° 2 .005008 °
6 03 33 48 86 5,9 = 6 = = 2 .006003 °
6 0,5 3,5 48 86 5,9 - 6 - - 2 .006005 °
6 1 88 48 86 59 - 6 - = 2 .006010 [

o = IEXETEEE & - Stock tool

>

Z3ESLAI - Ordering example: 3869A.00050E

HHIZ4 - Cutting Conditions

FRANKEN

/HErao-Cut
BEVYYR SYPAIVRII-TVRZAVT 218R)
Solid carbide torus end mills — extra long design (2 flutes) FTERELT - Valid for
3869A
SSS<r H
I3=8xd4
Rt EFINT T EFIT
Pre-finishing Finishing
de
k=)
£ 5
£ S
o
) d1 1]
&
2 =0,1xdjy
YIHIRE HHizhxh YIHIERE HHT=hED % \Q* MMS %
Ve [m/min] f, [mm] Ve [m/min] f, [mm] %:) | MaL
3 - Steel materials
11 240 0,013 x dy 280 0,013 x dy o | o [ |
21 220 0,012 x dy 260 0,012 x dy u} [ ] [u] ]
P 3.1 200 0,011 x dy 240 0,011 x dy o | o
41 180 0,010 x dy 210 0,010 x dy m] ] o
5.1 160 0,009 x dy 190 0,009 x d o . o
AT LA - Stainless steel materials
11
M[ 21
Al
4.1
$58% - Cast materials
11 240 0,011 x dy 280 0,010 x dy o n 5]
12 240 0,017 x dy 280 0,010 x dy 5] [ O
X 220 0,011 x dy 260 0,010 x dy [m] [] =]
K[ 2 220 0,017 x dy 260 0,010 x dq O u O
b 200 0,010 x d4 240 0,008 x d4 5] ]
[ 200 0,010 x dy 240 0,008 X dy o [
41 180 0,008 x dy 210 0,007 x dy O u
42 160 0,008 x dq 190 0,007 X dy o 0]
JES% - Non-ferrous materials
7ILE=D L& - Aluminium alloys
3
14
15
1.6
$HE < - Copper alloys
2.1
22
23
4
.5
N[ 26
7
2.8
NT XY T LES - Magnesium aIonT ‘ ‘ ‘ ‘ ‘ ‘
[ 34
[32 \ \ \ \ \ \ \
& st - Synthetics
4.1
4.2
43
44
PR a % - Special materials
5.1
5.2
5.3
TIZAE % - Special materials
F5 > &% - Titanium alloys
3
S — w7 )VE J/NLRE SRE S - Nickel alloys, cobalt alloys and iron alloys
2.1
¥
.5
2.6
TS REZ3H - Hard materials
11 140 0,008 X dy 180 0,009 X dy o [
H 2 120 0,007 x dy 160 0,008 x d4 [m] []
3 110 0,008 x dy 140 0,008 x d4 5] [
4 100 0,007 x dy 120 0,007 x dy 5] ]
5 80 0,006 x dy 100 0,006 X dy & u

Ve = YIHIRE - Cutting speed
f, = Hdh1=DED - Feed per tooth

m = 5 - very suitable
0= B AIEE - suitable

=



FRANKEN #@vUyk SY72 T2RI)L - Solid Carbide Torus End Mills

/HEro-Cut
SINAINT A=Y =)L
-BK12 xdy £TO SEEORYIES

- High performance tool
- 5 cylindrical neck lengths up to 12 x d4

HHIZ4 - Cutting Conditions

BEVYYR SYPAIVRII-TVRZAVT 218R)
Solid carbide torus end mills — extra long design (2 flutes)

FRANKEN

/HEro-Cut

R ELT - Valid for

- KD EELVRAE available H
- High-precision corner radius —
= & \
DIN 6535 E
C_JHA
HB
30° 59’71\
&5 =~ {kﬁ
b 1-3°
%
: : . | ses
’éI N = 2 .| HRC
< Iy
I3
[l
@y
5 T— 5
=} ——__ | =%
. ERE
I3
g
h I%EEE&H
a—F ¥ - Coating TIALN |
TV — 3y - KHIM P4SIR) Applications — material (see page 4) P (3151 ) 1.1-21
- BREESMTRICH USRI NSRR - Special TIAIN-coating for machining hardened materials K
TIALN-O—F« > % 3528 - For milling of cylindrical cavities H(11-15 ]
SIUBEOHZFrETADINLIIC - Suitable for HSC finishing
- HSC-ERft LI T IC&E
I3=10xdy - T ANZ0O>% - Extra long design
HYRBYE - Order code 3870A
0 dq r lo I3 4 0 ds g 0 do [e] B 7 HLX
-0,015 0,005 hs (%) BE
0,5 0,05 0,5 5 57 0,45 12 6 22,5°  13,5° 2 .00050E [
0,5 0,1 0,5 5 57 0,45 12 6 22,5°  13,5° 2 .000501 °
0,8 0,05 0,8 8 57 0,75 14,5 6 22,5°  11° 2 .00080E )
0,8 0,1 0,8 8 57 0,75 14,5 6 22,5°  11° 2 .000801 °
1 0,05 1 10 57 0,95 16,5 6 22° 9,5° 2 .00100E [
1 0,1 1 10 57 0,95 16,5 6 22° 9,5° 2 .001001 °
1 0,2 1 10 57 0,95 16,5 6 22° 9,8° 2 .001002 )
1,2 0,1 1,2 12 57 11 18,5 6 21° 8° 2 .001201 )
1,2 0,3 1,2 12 57 11 18,5 6 21° 8° 2 .001203 )
15 0,1 125 15 57 1,4 20 6 25,5° 7° 2 .001501 °
1,5 0,3 iI25 15 57 1,4 20 6 25,5° 7° 2 .001503 )
1,8 0,1 1,5 18 63 1,7 22 6 28,5° 6° 2 .001801 )
1,8 0,3 1,5 18 63 1,7 22 6 28,5° 6° 2 .001803 )
2 0,1 1,5 20 63 19 24 6 28° 5,5° 2 .002001 °
2 0,3 15 20 63 19 24 6 28° 35" 2 .002003 )
2 0,4 1,5 20 63 19 24 6 28° 5,5° 2 002004 °
2 0,5 1,5 20 63 1,9 24 6 28° 5,5 2 .002005 )
3 0,1 2 30 72 29 35 6 18° 3° 2 .003001 °
3 0,3 2 30 72 2,9 89 6 18° 3° 2 .003003 )
3 0,5 2 30 72 29 35 6 18° 3° 2 .003005 °
4 0,1 2,5 40 80 3,9 44 6 15,5 2° 2 .004001 )
4 0,3 2,5 40 80 3,9 44 6 15,5° 2° 2 .004003 °
4 0,5 2,5 40 80 3,9 44 6 15,5 2° 2 .004005 )
4 0,6 2,5 40 80 3,9 44 6 15,5° 2° 2 .004006 )
5 0,1 & 50 100 49 a8 6 11° 1° 2 .005001 )
5 0,3 3 50 100 49 53 6 11° 1° 2 .005003 °
5 0,5 3 50 100 49 a8 6 11° 1° 2 .005005 ()
5 0,8 3 50 100 4,9 53 6 11° 1° 2 .005008 °
6 0,3 815 60 100 59 - 6 - = 2 .006003 )
6 0,5 3,5 60 100 59 - 6 - - 2 .006005 °
6 1 1) 60 100 59 = 6 = = 2 .006010 ®

o = IEXETEEE & - Stock tool

%

Z3ESLAI - Ordering example: 3870A.00050E

3870A
]
I3=10xd¢
Rt EFInT . EFmnT
Pre-finishing Finishing
e
=)
al X<
] [Te)
. N
=
o
0 dy I
&
ag = 0,05 x dq
YIHIRE HHizhxh YIHIERE HHT=hED % %* MMS %
Ve [m/min] f, [mm] Ve [m/min] f, [mm] %:) | MaL
3 - Steel materials
11 240 0,013 x dy 280 0,013 x dy u} | o |
21 220 0,012 x dy 260 0,012 x dy u} [ ] [u] ]
P 3.1 200 0,011 x dy 240 0,011 x dy u} | u}
4.1 180 0,010 x dy 210 0,010 x dy m] ] o
5.1 160 0,009 x dy 190 0,009 x d4 o [ ] O
ATV LA - Stainless steel materials
1.1
M[ 21
Al
4.1
§58% - Cast materials
1.1 240 0,011 x dy 280 0,010 x dy =] [] [&]
12 240 0,011 x dy 280 0,010 x dy [m] [] O
X 220 0,011 x dy 260 0,010 x dy [m] [] =]
K[ 2 220 0,017 x dy 260 0,010 x dq O u O
b 200 0,010 x d4 240 0,008 x d4 5] ]
b 200 0,010 x dy 240 0,008 x d4 O []
4.1 180 0,008 x d4 210 0,007 x d4 [m] []
4.2 160 0,008 x d4 190 0,007 x d4 ] []
JES% - Non-ferrous materials
7ILE=D L& - Aluminium alloys
3
14
15
1.6
$HE < - Copper alloys
2.1
22
23
4
.5
N[ 26
.7
2.8
NT XY T LES - Magnesium aIonT ‘ ‘ ‘ ‘ ‘ ‘
[ 34
[ 32 \ \ \ \ \ \ \
& st - Synthetics
4.1
4.2
43
44
& % - Special materials
5.1
5.2
53
&2 - Special materials
F5 > &% - Titanium alloys
3
S — w7 )VE J/NLRE SRE S - Nickel alloys, cobalt alloys and iron alloys
2.1
¥
.5
2.6
TS REZ3H - Hard materials
1.1 140 0,008 180 0,009 [m] ]
H 2 120 0,007 160 0,008 5] [
3 110 0,008 140 0,008 5] []
4 100 0,007 120 0,007 5] ]
5] 80 0,006 100 0,006 [m] u

Ve = YIHIRE - Cutting speed
f, = Hdh1=DED - Feed per tooth

m = 5 - very suitable
0= B AIEE - suitable

= v



FRANKEN @EyyYyR 597X TR - Solid Carbide Torus End Mills 154 - Cutting Conditions FRANKEN

/Haro-Cut /HEro-Cut
SINAITA— VRV =)L - High performance tool ; BEVYYR SYPAIVRII-TVRZAVT 218R)
- A12 xdy TTO 5EFEDORYI/KRSE -5 oylindrical neck lengths up to 12 x d H Solid carbide torus end mills — extra long design (2 flutes) KRB, - Valid for
- KDBEELVWRAZE available 28710
- High-precision corner radius — e H
il \ E l3=12x dy
R EIFINT HEFmT
DIN 6535 Pre-finishing Finishing
C_JHA
HB
30° 59’71\
de
&ﬁ - %‘% o 2
i 223 o ] [Tel
HEE S St E hREES oo g
0 dy I
g % “l <66 &
3 | .| HRC 20=005xd;
4 —_— =
YIHIRE HHizhxh YIHIERE HHT=hED “I1 mms
ot Ve [m/min] , (mm] Ve [m/min] f, [mm] % \Q’*J maL % J
1;17@ N — g 3 - Steel materials
= e
< j e R 11 240 0013 xdy 280 0,013 x4y o | = | o | =
I3
7 2.1 220 0,012 x dy 260 0,012 x dy o . o .
Iy ¥ P
31 200 0,011 x dy 240 0,011 x dy o . o
BiEER 41 180 0,010xdy 210 0,010 x dy o - o
d—F 1 >% - Coating TIALN | 5.1 160 0,009 x dy 190 0,009 x d4 o [ o
TTVT =23 - {KHIF PAZIR) Applications — material (see page 4) P (38151 ) 1.1-21 27 Y LA - Stainless steel materials
11
- EEEMMTAICH U ARSI NRERE - Special TIAIN-coating for machining hardened materials K M 23
TIALN-O—F > %3 - Milling of cylindrical cavities up to 12 x d4 H[11-15 ] 2]
-BRAK12xd FTODILEDHZFrETDIILIC - Suitable for HSC finishing . _
e . = - Cast materials
- HSC-BR L EIFINTICERE 1 240 0,011 x dy 280 0,010 d; o . D
1.2 240 0,011 xd; 280 0,010 x dy o 0 =
y 220 0,011 xd; 260 0,010 x d; o 0 o
K[ 2 220 0,011 x dy 260 0,010 x d 0 n 0
— . . i 200 0,010xd 240 0,008 x d o O
I3=12xdy - TV ANZ0O>% - Extra long design i 200 0.010x4; 240 0,008 xd, g 0
- 4.1 180 0,008 xd 210 0,007 xd o 0
SUREBYE - Order code 3871A [¥) — 160 0,008 @ 190 0.007x 3, = .
| | | | VA - Non-ferrous materials
_g (?115 +0 2105 2 3 ! 003 4 thZ “ A %) 1{!‘;{; 7IL==7 L& - Aluminium alloys
0,5 0,05 0,5 6 57 0,45 13 6 22,5°  12,5° 2 .00050E [
0,5 0,1 0,5 6 57 0,45 13 6 22,5°  12,5° 2 .000501 ° 3
0,8 0,05 0,8 9,6 57 0,75 16 6 23° 10° 2 .00080E ) }-4
0,8 0,1 0,8 9,6 57 0,75 16 6 23° 10° 2 .000801 ° 1'2
1 005 1 12 57 095 185 6  22° 85 2 | .00100E o s o
1 0,1 1 12 57 0,95 18,5 6 22° 8,5° 2 .001001 ° 2.1
1 0,2 1 12 57 0,95 18,5 6 22° 8,5° 2 .001002 ) 22
1,2 0,1 1,2 14,4 57 11 21 6 21° 7° 2 .001201 ) 2-2
1,2 0,3 1,2 14,4 57 1.1 21 6 21° 7° 2 .001203 ) 5
15 0,1 125 18 63 1,4 24 6 21,5° 6° 2 .001501 ° N 6
1,5 0,3 125 18 63 1,4 24 6 21,5° 6° 2 .001503 (] 7
1,8 0,1 1,5 21,6 66 1,7 26 6 28° 5,5° 2 .001801 [ 28 _ - _
18 03 15 216 6 17 26 6 28°  55° 2 | .001803 . a2y haE Mapnesium dlogs | | R B
2 01 15 24 66 19 28 6 28° 45 2 | .002001 . — | | | . — —
2 0,3 1,5 24 66 1,9 28 6 28° 4,5° 2 .002003 ° & st - Synthetics
2 0,4 1,5 24 66 1,9 28 6 28° 4,5° 2 002004 ° 4.1
2 0,5 1,5 24 66 1,9 28 6 28° 4,5° 2 .002005 ) :-2
3 0,1 2 3 80 29 425 6 14 25 2 | .003001 . 43
3 0,3 2 36 80 29 42,5 6 14° 2,5° 2 .003003 [ ; R A% - Special materials
3 0,5 2 36 80 29 42,5 6 14° 2,5° 2 .003005 ° 5.1
4 0,1 2,5 48 100 39 61 6 5,5 1,5° 2 .004001 ) gg
4 0,3 2,5 48 100 3,9 61 6 5,5° 1,5° 2 .004003 [ b . -
4 0,5 25 48 100 39 61 6 55 15° 2 | 004005 o IRAEE - Soecial materials
4 0,6 2,5 48 100 3,9 61 6 5,5° 1,5° 2 .004006 ) 5 = v
5 0,1 3 60 100 49 63 6 11° 1° 2 .005001 (] .
5 0,3 3 60 100 49 63 6 11° 1° 2 .005003 ° 3
5 0,5 3 60 100 4,9 63 6 11° 1o 2 .005005 ° S —v7)LE J/VLNE $RE S - Nickel alloys, cobalt alloys and iron alloys
5 0,8 3 60 100 49 63 6 11° 1° 2 | .005008 ° 21
6 0,3 815 72 110 59 - 6 - = 2 .006003 )
6 0,5 3,5 72 110 59 - 6 - - 2 .006005 ° 4
6 1 38 72 110 8, = 6 = - 2 .006010 [ 2-‘;
| SWEE - Hard materials
11 140 0,008 x d; 180 0,009 x d; o 0
H 12 120 0,007 x dy 160 0,008 x dy o 0
3 110 0,008 x dy 140 0,008 x &y o 0
4 100 0,007 x d; 120 0,007 x d; o O
5 30 0,006 x d, 100 0,006 x d; o 0
38 - o = IZHTEES, - Stock tool ZSEXH - Ordering example: 3871A.00050E Ve = YIHIEEE - Cutting speed m= 558 - very suitable - 39

f, = A=%D - Feed per tooth 0= JEFEA]EE - suitable



FRANKEN #@vUyk SY72 T2RI)L - Solid Carbide Torus End Mills

/HEro-Cut
SINAINT A=Y =)L

-4 A
- EDEELWVRAZE

- BB 7L — hEt

-3EENITERE

- High-performance tool

- With 4 flutes

- High-precision corner radius
- Short, stable flute length

- 3 length available

9 d4
Z LE
ﬂLg
\

S
=
a
&

===
o>

Zy,
i | =
duuol

=
£
=

e

d—F+1>%' - Coating

TIALN |

T7Vr— 3y - HHIM (PASIR)

- BRI T AICH L <R SN/l
TIAN-O—F > 7 &R

Applications — material (see page 4)

- Special TiAIN-coating for machining hardened materials

- For finishing with very high surface quality

A
Klai42)
N (23,2628)

-fmHOTEVWEHSEERSINWAE NI - Suitable for HSC finishing N 229495
-HSC-EEA LN TIcRE b
H 1115 |
I3=3xdy - >3—b - Short design
S AEVE - Order code 3874A
9 d r lo I3 4 0d; lg g do a B VA H14X
0,015 0,005 h5 B BE
2 0,1 1,5 8 57 1,8 19,9 6 10° 6,5° 4 .002001 )
2 0,3 1,5 8 57 1,8 19,9 6 10° 6,5° 4 .002003 [
2 0,5 1,5 8 57 1,8 19,9 6 10° 6,5° 4 .002005 [
3 0,1 2 10 57 2,8 19 6 10° 5,5° 4 .003001 °
3 0,3 2 10 57 2,8 19 6 10° BIoK 4 .003003 )
3 0,5 2 10 57 2,8 19 6 10° 5,5° 4 .003005 )
o) 0,75 2 10 57 2,8 19 6 10° IOk 4 .003007 )
4 0,1 2,5 12 57 3,8 18,2 6 10° 3,5° 4 .004001 [ )
4 0,3 2,5 12 57 3,8 18,2 6 10° BIok 4 .004003 [
4 0,5 2,5 12 57 3,8 18,2 6 10° 3,5° 4 004005 °
4 1 2,5 12 57 3,8 18,2 6 10° 3,5 4 .004010 )
5 0,1 3 15 57 4.7 18,6 6 10° 2° 4 005001 °
5 0,3 3 15 57 4.7 18,6 6 10° 2° 4 .005003 [
5 0,5 3 15 57 4.7 18,6 6 10° 2° 4 .005005 °
5 1,25 8 15 57 4.7 18,6 6 10° 2° 4 .005012 [
6 0,3 4 20 57 5,6 - 6 - - 4 .006003 °
6 0,5 4 20 57 5,6 - 6 - - 4 .006005 )
6 1 4 20 57 5,6 — 6 - - 4 .006010 °
6 1,5 4 20 57 5,6 - 6 - - 4 .006015 )
8 0,3 5 25 63 7,6 - 8 - - 4 .008003 °
8 0,5 B 25 63 7,6 - 8 - = 4 .008005 )
8 1 5 25 63 7,6 - 8 - - 4 .008010 )
8 2 5 25 63 7,6 - 8 - = 4 .008020 )
10 0,3 6 30 72 9,6 - 10 - — 4 .010003 °
10 0,5 6 30 72 9,6 - 10 - = 4 .010005 [
10 1 6 30 72 9,6 - 10 - - 4 .010010 °
10 2 6 30 72 9,6 - 10 - - 4 .010020 )
10 2,5 6 30 72 9,6 - 10 - - 4 010025 °
12 0,5 7 36 83 11,5 - 12 - - 4 .012005 [
12 1 7 36 83 11,5 — 12 - - 4 012010 °
12 2 7 36 83 11,5 - 12 - - 4 .012020 )
12 3 7 36 83 11,5 — 12 — — 4 .012030 °
12 4 7 36 83 11,5 - 12 - - 4 .012040 )
16 4 8 48 96 15,5 - 16 - — 4 .016040 [

o

o = IEXETEEE & - Stock tool

Z3ESLAI - Ordering example: 3874A.002001

HHIZ4 - Cutting Conditions

FRANKEN

/HErao-Cut
BEVIYYR SYPRAIVRIIIL-3—bk @ #HA)
Solid carbide torus end mills — short design (4 flutes) S SREY T - Valid for
3874A
L)
I3=3xdq
FeinT T EFmT
Roughing Finishing
%
g g
] S 5
o > o =<
« 8_ «© s 8
o o o
‘ 0dq 1l ‘ 0 dy ‘ I 0 dq "
- & - & T €
e =0,4xd4 2 =0,2x0d4
YIHI=RE HHT=HED YIHIERE HHi=hED YIHIRE HHizhiEh % \Q‘* MMS %
Ve [m/min] f, [mm] Ve [m/min] f, [mm] Ve [m/min] f, [mm] .| MaL
- Steel materials
1.1 280 0,013 x dy 320 0,013 x dy 360 0,010 x dy o ] o ]
2.1 240 0,012 x dy 280 0,012 X dy 320 0,009 x dy o u o N
Pl 3 210 0,01 xdy 240 0,01 x dy 270 0,008 X dy o u o
4.1 170 0,009 x dy 200 0,009 X dy 220 0,007 x dy o u o
5.1 140 0,008 x dy 160 0,008 x dy 180 0,006 x dy o u o
AT Y LR - Stainless steel materials
11
M[ 21
31
41
§58% - Cast materials
11 280 0,014 x dy 320 0,014 x dy 360 0,010 x dy o [ o
12 280 0,014 x dy 320 0,014 x d 360 0,010 x dy o [ 5]
2.1 250 0,011 x dy 280 0,017 x dy 320 0,008 X dy & u 5]
K[ 22 250 0,011 x dy 280 0,017 x dy 320 0,008 X dy O [ O
3 210 0,011 xdy 240 0,011 x dy 270 0,008 X dy o u
210 0,011 x d 240 0,011 x dy 270 0,008 X dy o u
i 170 0,008 x dy 200 0,008 x dy 220 0,006 X dy o [
4. 150 0,008 X dy 160 0,008 X dy 180 0,006 X dy o u
JES% - Non-ferrous materials
ZIL==D 5% - Aluminium alloys
11
2
3
4
5
16
SH& % - Copper alloys
I 250 0,014 xdy 280 0,014 x d; 320 0,010 x dy O [
3 250 0,014 x dy 280 0,014 x dy 320 0,010 x dy o & E [
4 210 0,011 x dy 240 0,011 x dy 270 0,008 x dy E [
25 210 0,011 x dy 240 0,017 x dy 270 0,008 X dy E [
N[ 26 210 0,011 x dy 240 0,011 x d 270 0,008 X dy o o = [
27 130 0,008 x dy 150 0,008 x dy 170 0,006 x dy = u
28 130 0,008 X dy 150 0,008 x dy 170 0,006 X dy E [
N7 XD LEZ - Magnesium alloys
[ 31 \ \ [ [ [ [ [
[ 32 | \ \ \ | | |
& ki B - Synthetics
4.
4,
43
44
FREa % - Special materials
3
MEAE 2= - Special materials
F5 > &% - Titanium alloys
11
12
13
S T )LE. T/NLRE FXESZ - Nickel alloys, cobalt alloys and iron alloys
2.1
2.2
23
4
5
6
S HERESH - Hard materials
11 130 0,008 X dy 150 0,008 x d 180 0,006 x dy o [
HI 12 120 0,007 X dy 140 0,007 x dy 160 0,005 X dy o [
13 120 0,006 x dy 140 0,005 X dy & u
14 90 0,005 x dy 110 0,004 x d o u
15 70 0,004 x dy 90 0,003 x dy o [

v = YIHIERE - Cutting speed

f, = Hdh1=DED - Feed per tooth

m = 5 - very suitable
0= B AIEE - suitable

=



FRANKEN #@vUyk SY72 T2RI)L - Solid Carbide Torus End Mills

/HEro-Cut
SINAINT A=Y =)L
-4 F
- EDBELLRAE
-EIEDB NG 7L — st
SEEOIERS

9 d4
Z LE
ﬂLg
\
|

- High-performance tool

- With 4 flutes

- High-precision corner radius
- Short, stable flute length

- 3 length available

S
=
a
&

===
o>

Zy,
i | =
duuol

e

d—F+1>%' - Coating

TIALN |

F7VT—2 3y - 1RAIM (PAZIR)

- SREEMINTRICH U ARSI h &I

TIAN-O—5F > =M

Applications — material (see page 4)

- Special TiAIN-coating for machining hardened materials
- For finishing with very high surface quality

A
Klii42)
N (23,2628)

-fmHOTEVWEHSEERSINWAE NI - Suitable for HSC finishing N 229495
- HSC-BRft L IF i T IC&E -4, £87C
H 1115 |
I3=5xdy - A>% - Long design
BBV - Order code 3875A
9 d r lo I3 4 0d; lg g do a B VA H14X
-0,015 0,005 hs (9% BE
2 0,1 1,5 10 63 1,8 21,9 6 10° BIoK 4 .002001 )
2 0,3 1,5 10 63 1,8 21,9 6 10° 5,5° 4 .002003 [
2 0,5 1,5 10 63 1,8 21,9 6 10° BIoK 4 .002005 [
3 0,1 2 15 63 2,8 24 6 10° 4° 4 .003001 °
3 0,3 2 15 63 2,8 24 6 10° 4° 4 .003003 )
3 0,5 2 15 63 2,8 24 6 10° 4° 4 .003005 )
4 0,1 2,5 20 63 3,8 26,2 6 10° 2,5° 4 .004001 )
4 0,3 2,5 20 63 3,8 26,2 6 10° 2,5° 4 .004003 [ )
4 0,5 2,5 20 63 3,8 26,2 6 10° 2,5° 4 .004005 [
5 0,1 3 25 66 4.7 28,6 6 10° 1,5° 4 .005001 °
5 0,3 3 25 66 4,7 28,6 6 10° 1,5° 4 .005003 [
5 0,5 3 25 66 4.7 28,6 6 10° 1,5° 4 .005005 °
6 0,3 4 30 66 5,6 - 6 - = 4 .006003 )
6 0,5 4 30 66 5,6 — 6 - - 4 006005 °
6 1 4 30 66 5,6 - 6 - - 4 .006010 [
6 1,5 4 30 66 5,6 - 6 — - 4 .006015 °
8 0,3 5 40 78 7,6 - 8 - - 4 .008003 )
8 0,5 5 40 78 7,6 — 8 - - 4 .008005 °
8 1 5 40 78 7,6 - 8 - = 4 .008010 )
8 2 5 40 78 7,6 — 8 - - 4 .008020 [
10 0,3 6 50 92 9,6 - 10 - = 4 .010003 )
10 0,5 6 50 92 9,6 — 10 — — 4 .010005 )
10 1 6 50 92 9,6 - 10 - = 4 .010010 )
10 2 6 50 92 9,6 - 10 - - 4 .010020 °
10 2,5 6 50 92 9,6 - 10 - = 4 .010025 [
12 0,5 7 60 106 11,5 - 12 - - 4 .012005 °
12 1 7 60 106 11,5 - 12 - - 4 .012010 [
12 2 7 60 106 11,5 - 12 - - 4 .012020 °
12 B 7 60 106 11,5 - 12 - - 4 .012030 [
12 4 7 60 106 11,5 — 12 - - 4 .012040 °
16 4 8 80 130 155 — 16 — - 4 .016040 [

%

o = IEXETEEE & - Stock tool

Z3ESLAI - Ordering example: 3875A.002001

HHIZ4 - Cutting Conditions

BEVUYR SYPRAIVRIIIL-AOVT 4 KH)

FRANKEN

/HEro-Cut

)
Solid carbide torus end mills — long design (4 flutes) S SREY T - Valid for
3875A
=== H
I3=5xd4
FeinT T EFmT
Roughing Finishing
de
S
S X
S
o
‘ 9 dq ‘ I
] :é:-
3, =0,2x0dq
YIHIERE Hpt=hixEh YRR HBl=bi%D % || mms =
Ve [m/min] f, [mm] Ve [m/min] f, [mm] % maL
3 - Steel materials
1.1 320 0,013 x dy 360 0,010 x dy o ] o u
2.1 280 0,012 x dy 320 0,009 x dy o n o .
Pl 3 240 0,01 xdy 270 0,008 x dy o u o
4.1 200 0,009 x dy 220 0,007 x dy o . o
5.1 160 0,008 x dy 180 0,006 x dy o u o
AT > LR - Stainless steel materials
11
M[ 21
31
41
§58% - Cast materials
11 320 0,014 x dy 360 0,010 x dy o [ o
12 320 0,014 x dy 360 0,010 x d 5] [ o
2.1 280 0,017 x dy 320 0,008 X dy 5] n o
K[ 22 280 0,017 x dy 320 0,008 X dy O [ O
[ 240 0,011 xdy 270 0,008 X dy o u
[ 240 0,011 xdy 270 0,008 x d o u
N 200 0,008 x d 220 0,006 X dy & [
4. 160 0,008 x d 180 0,006 x d & [
JES% - Non-ferrous materials
ZIL==D 5% - Aluminium alloys
11
2
3
4
5
16
SH& % - Copper alloys
: 280 0,014 x dy 320 0,010 x dy O u
3 280 0,014 x dy 320 0,010 x dy & o E [
4 240 0,011 x dy 270 0,008 x d E [
25 240 0,017 x dy 270 0,008 X dy E u
N[ 26 240 0,011 xdy 270 0,008 X dy o o o u
2.7 150 0,008 X dy 170 0,006 X dy E u
28 150 0,008 x d 170 0,006 x dy E [
NT XD LEZ - Magnesium alloys
[ 31 \ \ [ [ [ [
[ 32 \ \ \ | | |
S B E - Synthetics
4,
4,
43
44
e % - Special materials
3
MFEAS & - Special materials
F%5>a% - Titanium alloys
11
1.2
13
S T )LE. J/NLRE FKESZ - Nickel alloys, cobalt alloys and iron alloys
2.1
22
23
4
5
6
= fEE 4 - Hard materials
11 150 0,008 x d 180 0,006 x dy o [
HI 12 140 0,007 x dq 160 0,005 X dy O [
13 120 0,006 x dq 140 0,005 dy O [
14 90 0,005 X d 110 0,004 x dy O »
15 70 0,004 x d 90 0,003 x dy o [

Ve = YIHIRE - Cutting speed
f, = Hdh1=DED - Feed per tooth

m = 5 - very suitable
0= B AIEE - suitable

=



FRANKEN #@E/Jyk SYP2 TYRS
/S, o-Cut

S INAINT A= VRY =)

)

- £DEULVRAZE

- AIEDEWNETIL— MRS

-3BEOIERT

6d
.

T
0 do

- High-performance tool

- With 4 flutes

- High-precision corner radius

- Short, stable flute length

- 3 length available

JL - Solid Carbide Torus End Mills

R
i
[=]

d—F41>% - Coating

FTVT—23y - 1RHIM PAZR)

- SEEMMTAICH U AR SNSRI
TIAN-O—57 > 7 =$KH

- TEVWEHASZERSNS A EIFINTIC

- HSC-=iE (Mt _E I T Ic i@

Applications — material (see page 4)

- Special TIAIN-coating for machining hardened materials
- For finishing with very high surface quality

- Suitable for HSC finishing

N 2.2,2.4-2.5

Haaas) )

l3=8xdy- TV AMZA>% - Extra long design

SRABIE - Order code 3876A
0 dq r lo I3 4 0 ds g 0 dop a B Z
-0,015 +0,005 h5 HE
2 0,1 1,5 16 66 1,8 27,9 6 10° 4,5° 4 °
2 03 15 16 66 18 27,9 6 10° 45 4 °
2 0,5 15 16 66 1,8 27,9 6 10° 4,5° 4 )
3 0,1 2 24 72 2,8 33 6 10° 3° 4 °
3 0,3 2 24 72 2,8 g8 6 10° 3° 4 )
3 05 2 24 72 28 33 6 100 3° 4 °
4 0,1 2,5 32 76 3,8 38,2 6 10° 2° 4 )
4 03 25 3 76 38 382 6 100 2° 4 °
4 0,5 2,5 32 76 3,8 38,2 6 10° 2° 4 )
5 0,1 3 40 80 47 436 6 100 1° 4 °
5 0,3 3 40 80 4,7 43,6 6 10° 1° 4 ()
5 05 3 40 80 47 436 6 100 1° 4 °
6 0,3 4 48 86 5,6 - 6 = - 4 ()
6 0,5 4 48 86 5,6 - 6 - - 4 °
6 1 4 48 86 5,6 - 6 = - 4 )
8 0,3 5 64 102 7,6 - 8 - - 4 °
8 0,5 B 64 102 7,6 - 8 = - 4 °
8 1 5 64 102 7,6 - 8 - - 4 °
8 2 5 64 102 7,6 = 8 = - 4 °

"

o = IEXETEEE & - Stock tool

Z3ESH - Ordering example: 3876A.002001

H)HIIZ& 44 - Cutting Conditions

FRANKEN

/HEro-Cut

BEYVIYYR SYPAIVRIIN-TVZAM7OVT 4 H8A)
Solid carbide torus end mills — extra long design (4 flutes) S SR B - Valid for
=== 3876A
SSs) H
I3=8xd
FeinT T EFmT
Roughing
de
S
s
S
o
Lod: | ]
[ “‘!3-
2 =0,2xd4
EHIERRE HB1zh3ED YIHlERE HdBihzD % %[ mms =
Ve [m/min] f, [mm] V¢ [m/min] f, [mm] %) | MaL
250 0,013 x dy 300 0,010 x d4 o [ ] o ]
230 0,012 x dy 260 0,009 x d o u o n
200 0,01 x dq 230 0,008 x d4 o u o
170 0,009 x dy 200 0,007 x d o n o
150 0,008 x dy 180 0,006 x d4 o u o
ATV LA - Stainless steel materials
1.1
M| 21
3.1
41
250 0,014 x d4 280 0,010 x d4 [u] [ [&]
250 0,014 x dy 280 0,010 x dy 5] [ [a]
230 0,017 xdy 260 0,008 x dq 0 u 0
230 0,011 x dy 260 0,008 x d4 5] [] [m]
190 0,011 x dy 210 0,008 x d4 5] []
190 0,011 x dy 210 0,008 x d4 5] [
160 0,008 x dy 190 0,006 x d4 [u] ]
140 0,008 x dy 170 0,006 x d4 5] []
FIE= &3 - Aluminium alloys
& <= - Copper alloys
240 0,014 x d4 280 0,010 x d4 [] [
240 0,014 x dy 280 0,010 x d4 5] [a] O [
200 0,017 xdy 250 0,008 x dy O n
200 0,017 x dy 250 0,008 x dy = [
200 0,011 x dy 250 0,008 x d4 [u] [a] [=] []
140 0,008 x d4 170 0,006 x d4 ] []
140 0,008 x dy 170 0,006 x d4 [&] [
X7 X TLE - Magnesium alloys : : :
] | | |
a 5 - Synthetics
&% - Special materials
F5 > A% - Titanium alloys
—v7)LE T/VLRE SRE S - Nickel alloys, cobalt alloys and iron alloys
= - Hard materials
1.1 0,008 x dy 150 0,006 x d4 5] []
H 12 100 0,007 x dq 130 0,005 x dq 0 n
I8 90 0,006 x dy 110 0,005 x d4 5] []
4 80 0,005 x dy 90 0,004 x d4 5] []
5 70 0,004 x dy 80 0,003 x d4 5] ]

v = YIHIERE - Cutting speed
f, = Hdp1=DIED - Feed per tooth

m = %38 - very suitable

o= Bk -

suitable

=



FRANKEN @E/Jyk SYP2 TYRS
/S, o-Cut

SINANRT A=YV =)L
-6 L 8 A
- KDELLVRAZE

-AIEDEWNETIL— MR

2BEOTERE

- High performance tool

- With 6 and 8 flutes

- High-precision corner radius
- Short, stable flute length
- 2 lengths available

JL - Solid Carbide Torus End Mills

\Q “| 4468
w. HRC
< Q
I3
! e B R re B 5
J—5 4% - Coating TIALN | TIALN |
IV — 3y - BHIM PASIR) Applications — material (see page 4) P -MJ P -M
- SEEMOITIC - For machining hard materials K(1142)  ||K(1142)
- TEVWEESZERSNS 4 EITFINTIC - For finishing with very high surface quality N 2326 ||NC ) 2326 )
- HSCER M LN T Ic&RiE - Suitable for HSC finishing s 1226) | S(1226) |
H| 11-15 | ||H [ 11-15 | )
23— - Short design
SYRBYE - Order code 2876A
g dq r lo I3 Iy 0 ds g dy YA A
0,01 0,005 h5 () BE
10 1 6 30 72 9,6 10 6 ()
10 2,5 6 30 72 9,6 10 6 .010 °
12 1 7 85 83 11,5 12 8 ()
12 3 7 35 83 115 12 8 012 o
A>% - Long design
SYRAYFE - Order code 2877A
9 dq r lo I3 Iy 0 ds g do Z H14 X
0,01 0,005 h5 () BE
10 1 6 45 100 9,6 10 6 )
10 2,5 6 45 100 9,6 10 6 | .010 | °
12 1 7 50 100 11,5 12 8 )
12 3 7 50 100 15 12 8 | .012 | o
16 4 8 60 120 155 16 8 °

*

o = IEAETEEE & - Stock tool

Z3ESCH - Ordering example: 2876A.010010

HHIZ4 - Cutting Conditions

I
i

/)
/
/
[

|

BEYUYR SYPRAIVRII -a—hELTOVY (6-8 H)
Solid carbide torus end mills — short and long design (6-8 flutes)

]
LT
Finishing

FRANKEN
/HEro-Cut

STERELG - Valid for
2876A
2877A

%
S
>
=)
o
It
&
PIHIERE Hpr=bixb % “I| mms %
Vg [m/min] f, [mm] \gi: MaL
270 0,007 x d4 m] [ ] o
220 0,006 x d4 o [ ] o
180 0,005 x d4 m] ] o
AT VLA - Stainless steel materials
1.1
M[ 21
Al
4.1
360 0,008 x d4 =] [] [&]
360 0,008 x d4 5] [] =]
320 0,006 x d4 5] [] =]
320 0,006 x d4 [u] ] [&]
270 0,006 x d4 5] [
270 0,006 x d4 [&] ]
220 0,005 x d4 =] []
180 0,005 x d [a] [
7IL== &3 - Aluminium alloys
#& < - Copper alloys
320 0,008 x d4 5] [&] 0 []
270 0,007 x d4 5] 5] 5] []
T XD LEZ - Magnesium alloys ‘ [ [ [ [
\ l | | |
=) & - Synthetics
&% - Special materials
~ &= - Titanium alloys
120 0,006 x d4 [a] ]
70 0,005 x d4 [a] []
ZyTJLE. JJVLRE. $5ESZ - Nickel alloys, cobalt alloys and iron alloys
110 0,006 x d4 [m] []
50 0,004 Xty & u
40 0,004 x d4 [a] [
40 0,004 x d4 [a] [
30 0,004 x d4 O ]
40 0,004 X dy E 0]
- Hard materials
180 0,006 x d4 [a] []
H 160 0,005 x d4 [a] [
d 140 0,005 x d4 5] [
4 110 0,004 x d4 5] [
.9 90 0,003 x d4 5] []

v = YIHIERE - Cutting speed
f, = Hdp1=DIED - Feed per tooth

m = 5 - very suitable
0= EFIAIRE - suitable

= v



FHANKEN d—JURI /X)L - Cold-Air Nozzle

A—)LRIFZ/ )% (EBET B ETYBIRA V hDRE LR ZHE. S5
BAYHEEDR EPTEEGOERE VSRS EF TCEEXI RS
AT LB A EDEEDRREERDRBHEIH U, ERHNICR
HOA—T14>V 7 DEWEREE TIVICRIES 2 &N A BEE BB TH T,
FIAD WK THRWRT Y MBN SR ICHEHT 22 & T = EM
BRITEDORIBERE £,

OA—)LRIF/ Z)VDBEREISRILTY I RF 2 —T DEIBICEDNTLE
Fo B DDIER T DEEERMERET DIE THARBEETSED T E
MBI ICESIEITT-40 °C DS H TV Z G d 2 EA I REEARD F
g_o

Cooled air reduces temperatures in the cutting area, which in turn permits higher
cutting speeds and longer tool life. This type of cooling enables modern coatings
to achieve their full potential, as damage to the cutting edge resulting from
thermal shock is avoided.

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

The function of the cold-air nozzle is based on the principle of the vortex tube, in
which two opposed, rotating air streams are generated (without any moving parts).
The internal air stream exits from one end, in the form of useable cold air with

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

Od—)LRITZ/ X)L&ET72 1Y - Cold-Air Nozzle and Accessories

A—-JLRT7/ XL
Cold-Air Nozzle

FRANKEN

FE#ET 7 #76 bar A—IRIFZ/ZXINESR: Delivery includes: = Order 1
Pressurised air, approx. 6 bar -7LF 3V TILIR—R - With flexible hose (length il;ﬁg'r ggfﬁéczde HLX —
HE/ LT (&£ 300 mm) approx. 300 mm) for cold air ¥ th(/ \'th the ) W
Adustble vae - AL — (SN14) - Silencer (SN14) for hot exhaust air ength (without hose)
-emmA Ly M R—X OSSR - Ball-valve with fitting (1/2") for inlet 225mm 15 °
—)LINJLT (ST 1/4) hose (6 mm) with quick-change

e DAV FIIITIVFAVN attachment (7.2 mm)
e e I W S S S S S \ peca (7.2mm)
O—JLRI7 MR IR N HEXRCRE)
Available cold air INL - INL ’ Hot exhaust air
RILTYIRF2—THOTHERE (/ XILEHTIEHDEFEA) HIRT7IRE 21 °C TOIT7HEE
Temperature, measured at the effective exit of the vortex tube (not the end of the nozzle) Air consumption, with supply air temperature of 21 °C
BRI E IR °C &NV FERE DR ANTF7E I7HES BE
Supply air pressure Temperature of usable air in °C, with a cold air percentage of Input pressure Air consumption Capacity ZRTR—Z BEEE - Order code 6910
[bar] 25% 50% 75% [bar] Spare Hose oF TAZ
3 -31 -22 -6 6,9 7,08 1/s ;25,5 m3/h 226 kcal/h ; 263 W y
4 -35 -35 -8 Length BE
5 39 08 10 ~ 300 mm .20 )
6 -42 -31 -11 ~ 400 mm 22 °
7 -46 34 13 ~ 500 mm .21 [
P77V r—avEsl:
Jd—JLRI7ERICLDITEEMDER
HRHIA =IEE £ R K360 HRC63
MIREA : B O EFMT
V=)L : 7o IN\—RAYK R—=)L
TER ®10, 2188 .
d—=)LRT7/ XIVARILY — [=]%:= =]
WIEIEIES Ve = 240 (m/min) - n = 7639 (min-1) Holders for the Cold-Air Nozzle Lk 8
f,=0,12 (mm/z) - vs= 1833 (mm/min) o) . @ = 3 ko)
3y =02 (mm) - a5 =0,2 (mm) [=] '@lé N é\—é 8
32 = 32 =
P — - i £ WK E £8 K3
fERDITEH d—-ILR I 7 ERKOTIEF G RGNS L < N g =
NS NS =] ™o
Fa 130 L2 N L. = 2%
R IS\ N | g N
Jd—ILRI7%ERATZCET. IEFR%Z 33% ER NS >3 N3 <8 > =
Application example: .
Increased tool life using the cold-air nozzle ;
Workpiece: Hardened mould, material K360 with 63 HRC - . H e
Operation: Finishing the mould L
Tool: FRANKEN Hard-Cut =L
Cutting diameter 10 mm, 2 flutes RMBIE - Order COdEr = = 6910
Cutting conditions: v, = 240 m/min - n = 7639 rpm S 17;{
. Dimensions BE
f;=0.12mm - v = 1833 mm/min
& = D2 il - G 02 i 045 x 68 mm .24 °
p= Y e =Y ¢80 x 80 mm .25 L]
980 x17 mm .26 °
Tool life without coolant Tool life with cold-air nozzle ¢ 32 x 63 mm 27 °
- - 945 x 20 mm .32 °
98 minutes 130 minutes

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

‘o

Z3ESCAI - Ordering example: 6910.15

o = IEXETEEE & - Stock tool

== -



FHANKEN J—JLRI 7/ X)L - Cold-Air Nozzle and Accessories
/HEro-Cut

FPIYFAVRNEYH 'f
Cold-Air Nozzle Attachment Set

SURBIFE - Order code 6910
14X
BE
[ )
FIEAA :
A XVTY MEER— Dy IIRILY — (B £ 6910.24)

O‘ Ty -1x 2Ly kR—2Z 300 mm
) @J s X TILK— G 1/s
L > AXAZU— G
XY —UST TSI G

Delivery includes:

- 1 x Socket with basic holder (art. No. 6910.24)
- 1 x Connecting hose 300 mm

- 1 x Elbow coupling G 1/4

-1 x Screw G 1/4

- 2 x Sealing plugs G 1/4

A—=)LRIFZ/ X ZyterTIVEYM
Cold-Air Nozzle Assembly Set 1

1~ "\

.L S “®§=

J—JURIZ/ Z)LAEE (B 6910.15) & 77y FXAY Mz ~ (B 6910.12)
Consists of 1 cold-air nozzle (art. no. 6910.15) and 1 cold-air nozzle attachment set (art. no. 6910.12)

R FEIZE - Order code 6910

Kaltluftdiisen-Montageset 2
Cold-Air Nozzle Assembly Set 2
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Consists of 2 cold-air nozzles (art. no. 6910.15) and 2 cold-air nozzle attachment sets (art. no. 6910.12)
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