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O80T — Product finder
AT Please note:
BRHMICHTBTURIILOBRAMIIUTOES THSHENTUNEY: The suitability is indicated as follows:
=5 W = very suitable
O = BFAREE [ = suitable
WHIAATTBRTR 13 446 - 467 R— D E BT LN, International comparison of materials, see pages 446 - 467.
~N—2R
03-20mm ¢3-20mm 092-20mm 02-20mm 96-20mm #6-20mm 96-20mm 06-20mm ¢3-20mm 93-20mm
3 3 2-3 2-3 3 3 3 3 2-3 2-3 YAPSE:]
2548 2548K 2544 2544K 2546 2546K 3846_2 3846KC 3848_2 3848KC —
I —va - I B30 | HEAI-DIN RISt 2549 2549K 2545 2545K 2547 2547K i
Applications — material Tensile strength Material examples Material numbers 236 236 238 238 240 240 242 242 244 244 N —-Page
SRR LR Cold-extrusion steels, Cqi5
S R e Construction steels, <600 N/mm2 S2350R (SB72) S, SPH, SS100, STKM,
g Free-cutting steels, etc. 10SPb20 ' ’
TS A R Construction steels, E360 (St70-2)
S RS Case-hardened steels, < 800 N/mm2 16MnCr5 SsssﬁniggcsﬁﬂﬂEH
S| Steel castings, etc. GS-25CrMo4 !
S Case-hardened steels, 20MoCr3
Y i T Heat treatable steels, <1000 N/mm? 42CrMod SACM, SCM1SH, SCMA40H,
N] bk et Cold work steels, efc. 102016 , SCPR, '
Q HRNIDER Heat-treatable steels, 50CrMo4
$ Vacliikis e Rl Cold work steels, <1200 N/mm?2 X45NiCrMo4 SCM445H, SKH, SKS, SKT, SUP
N =1 Nitriding steels, etc. 31CrMo12
N e Figh-alloyed steels, X38CrMov5-3
a2 IEM(SESIR Cold work steels, <1400 N/mm2 X100CrMoV8-1-1 SKD12, SKD61, SKT, SUH, SKH
a2 TEHEESA Hot work steels, etc. X40CrMoV5-1
ATVLR Stainless steel materials
. TN INTHAE Ferritic, martensitic < 950 N/mm?2 X2CrTi12 SCS, SUS420J2, SUS403 .
M 3 F—RTFAk Austenitic < 950 N/mmZ2 X6CrNiMoTi17-12-2 SCS, SUH, SUS304, SUS316L h M
| F—ZXFTFANTzSA A8, It R Austenitic-ferritic (Duplex) < 1100 N/mm2 X2CrNiMoN22-5-3 SUS329J3L, SUS630 |
41 [F—RTFA TS5, EEER Austenttic-ferritic heat-resistant (Super Duplex < 1250 N/mm? X2CrNiMoN25-7-4 SUS329J4L, SCS14A, 15-5PH 4.
) . . 100-250 N/mm2 EN-GJL-200 (GG20) FC200
R HEEHK Cast iron with lamellar graphite (GJL) 550-450 N/mm?2 EN-GJL-300 (GG30) 6300
N ! . . 350-500 N/mm2 EN-GJS-400-15 (GGG40) FCD450
HORA )k Cast iron with nodular graphite (GJS) 500-900 N/mm?2 EN-GJS-700-2 (GGG70) FCD700
. = . . . . 300-400 N/mm2 GJV 300 FCV300
NIFXa1T7—8F% Cast iron with vermicular graphite (GJV) 400-500 N/mm?2 GIV 450 FOV400
. 250-500 N/mm2 EN-GJMW-350-4 (GTW-35) FCMW330
Pl Malleable cast iron (GTMW, GTME) 500800 N/mmZ | _EN-GJVIB-450.6 (GTS-45, FCMW370
FILEZOLE Aluminium alloys
< 200 N/mmZ2 EN AW-AIMn1 A1050,A3030 u u u u L] u L] [] [] []
TILEZULESE Bt Wrought aluminium alloys < 350 N/mm2 EN AW-AIMgS A5052, A6061 (] [] [] [] [] (] [] (] [] []
< 550 N/mm2 EN AW-AIZn5Mg3Cu A7075 [] [] [] [] [] [] [] [] [] []
Si< 7% EN AC-AIMg5 ADC5, AC7A [} [] [} [] ] [] [} [] [} []
TILVEZOLES 8§ Aluminium cast alloys 7% < Si < 12% EN AC-AISi9Cu3 ADC11,ADC12, AC2A [] [] [] [] []
12% < Si< 17% GD-AISi17Cu4FeMg ADC14
i&& Copper alloys
HitE, S 2 Pure copper, low-alloyed copper < 400 N/mm2 E-Cu’57 FliEH, C2400 O O N O 0
i (Eik. EL\ID<F) Copper-zinc alloys (brass, long-chipping) < 550 N/mm2 CuZn37 (Ms63) €2720, C2801 [u] [u] ] [u] [m]
TREE (B JEVWEID<T) Copper-zinc alloys (brass, short-chipping) < 550 N/mm2 CuZn36Pb3 (Ms58) 3560, C3710 [} [} [} [} [}
TZILSEH (EVYIDT) Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm2 CuAlTONi5Fe4 €5210, C6280 [m] 0 o] [m] [H]
HiE (EWLWIDH<T) Copper-tin alloys (tin bronze, long-chipping) <700 N/mm2 CuSn8P LBC3 ] [m] ] [} [}
REIE R GELWIDT) Copper-tin alloys (tin bronze, short-chipping) < 400 N/mm2 CuSn7 ZnPb (Rg7) BC3 [} [m] ] ] [}
o ! < 600 N/mm2 AMPCO® 8 [u] [m] m] =] =]
KHE e Special copper alloys = 1400 N/mm2 (,(L\MPCO® 45))
FESPIN- Magnesium alloys
ROV LER B Magnesium wrought alloys < 500 N/mm2 MgAI6Zn
ECESINEX ] Magnesium cast alloys < 500 N/mm?2 EN-MCMgAI9Zn1 MC2A, MD1A
5 Synthetics
AR {LERRE FEWLWEID<T) Duroplastics (short-chipping) Bakelit, Pertinax
EREE s (ELWIDLT) Thermoplastics (long-chipping) PMMA, POM, PVC
AER(LRIRE (S B = < 30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK
iRt BiRE (HiHEESEE > 30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK
3 Special materials
2771k Graphite C 8000
ROTATOHEE Tungsten-copper alloys W-Cu 80/20
wmaE Composite materials Hylite, Alucobond
FRUE Titanium alloys
MmFa> Pure titanium < 450 N/mm? Til PLFR
N S < 900 N/mm2 TiAl6V4 A4Ti-6Al-4V
FEIa® Titanium alloys = 1250 N/mm? TAIAModSH2 TAIAMI045n2
—wF)LE, ANLEE, § AEE Nickel alloys, cobalt alloys and iron alloys
=TIl Pure nickel < 600 N/mm2 Ni 99,6 =TIl
— N eal < 1000 N/mm?2 Monel 400 EFJL400, \XTO1 B
it iaba Nickel-base alloys <1600 N/mm? Tnconel 718 1~ AZIL718
o N i < 1000 N/mm2 Udimet 605 Udimet 605
aNILEEESR Cobalt-base alloys 7600 W/mm2 Haynes 25 Haynes 25
HESE Iron-base alloys < 1500 N/mm2 Incoloy 800 Incoloy 800
=g Hard materials
44 - 50 HRC Weldox 1100 SKT4, V)L RwZZ1100
H 50 - 55 HRC Hardox 550 N\—BFvZ 2500 H
. BREN, SEEN, SEES% High strength steels, hardened steels, hard castings 55 - 60 HRC Armox 600T SKD61,77—EvZ Z600T .
4 60 - 63 HRC Ferro-Titanit SKD11 4
.5 63 - 66 HRC HSSE HSSE 4
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WF ™ WR WR W WF ™ W
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FRANKEN BEEEEEaHEETT

M2 44 - Cutting Conditions FRANKEN

A Asr-Cut A Asr-Cut
Lose Lose
-7 SRS - ~ ;
» SMRE/NA/NTA—< >R = High performance tool NI [Ok~10] RILT I_/F‘JL 17 WR . 0>y St EREYE - Valid for
v—)L = Special geometry for the WR e o x End mills type WR - long design ot
= 7)LIELOMIICHEEL machining of aluminium “ N\ 1 2548K
INIH RSt = Centre cutting NN\ [=]: : R _ oot
=L —hyh | NEPEILIE G % o ot 2549K
"B L—AGITaA—F1>7 g
A
40°
[ . .
~Ia 45° I S n
<—-] 3] I:I:. «©
(3]
g—]: ) 3 z 5 3 |Lod
[l » N ‘ s oo | [
Iy E ¥ L2q
I3 EN N de e
Iy n
max. ae = 0y ae = 0,4 x dy 2= 0y ae=0,4x dy
~lp
Ve f; Ve f Ve f; Ve f; [y
[m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] 3‘: “ 6
S NS ( \ £
= AN \ )i =
l2 f I
I3
Iy
[
N
Q d—7 % - Coating GLT
|
Q TP r—23> - #iHIM (P230BER) Applications — material (see page 230) N[1113 14 N[ 1115 2127
N = 7ILEEERBEMOMIIIC = For wrought aluminium alloys
B/ O—RRIESUIVEEET%ET = Uncoated version suitable for aluminium cast
DTG HYICERARE alloys with a silicon content of up {0 7%. AT~ L X Stahlwerkstoffe - Stainless steel materials
B GLTO—FT7 > RiF ) AVEEE = GLT-coated version can also be used in . [
DRUETOTILZESHY CHEEIC aluminium cast alloys with a silicon content M[2 \
+E AR e of up to 12% as well as in copper alloys T ‘
= ZE A EOMIICHRE = Suitable for Z-axis milling :
DIN 6527 — 1% - Long design 2548 | 2549 | 2548K | 2549K |
o dy 2 I3 h 0d3 ly 0dp A M ?d Z ibI—7—
h11 h6 = min-1 [H# with bevelled edge 7IL=&% - Aluminium alloys
3 7 14 57 2’9 20 6 21 30000 3 210 0,009 x d4 295 0,011 x dy 300 0,009 x d4 420 0,011 x dy O u
4 8 18 57 38 20 6 21 30000 3 2548.004 2549,004 2548K.004 | 2549K.004 b iRt o st i At o Sath — =
5 10 19 57 48 20 6 21 30000 3 190 0,008 x dy 265 0,010 x dy 270 0,008 X dy 380 0,010 x d ] u
6 13 20 57 58 - 6 21 30000 3 2548.006 2549.006 2548K.006 2549K.006 200 0,007 x dq 300 0,008 X dy [m] ]
8 19 25 63 7,7 - 8 27 25000 3 % Copper alos
10 2 30 7?95 - 10 32 20000 3 2548.010 2549.010 | 2548K.010 | 2549K.010 g 1 — . — . —_— & — ——=
12 26 35 83 11,5 - 12 38 15000 3 70 0005 X1 10 0006 X a1 700 0005 xd; 160 0.006 X1 = @ ]
16 32 40 92 15,5 - 16 44 12500 3 2548.016 2549.016 2548K.016 2549K.016 70 0,005 x dy 110 0,006 x dy 100 0,005 x dy 160 0,006 x dy O =] ]
20 38 50 104 19,5 - 20 54 10000 3 55 0,004 x dy 100 0,005 x dy 80 0,004 x dy 140 0,005 x d; O ] ]
YRS I ——— s 55 0,004 x d 100 0,005 x d 80 0,004 x d 140 0,005xd ] ] ]
A ITILRY > U D RAFF A LIRS DINGS35HBICEEHL _ 55 0004 x4, 100 0005 x4, 30 0004 G, 140 0,006 xd; O O (]
Maximum permissible revolution of solid carbide end mills with clamping flat according to DIN 6535 HB 40 0,003 x dy 70 0,004 x dy 60 0,003 x dy 100 0,004 x dy []
\
T x> LA - Magnesium alloys l l l ‘ ‘ ‘ ‘
| | | | \ \ \ \
a & - Synthetics
- Special materials ‘
\
FR> 5% - Titanium alloys |
|
ZoTVE, ANLRE, KEMEES 2 - Nickel alloys, cobalt alloys and iron alloys
= fEZ#H - Hard materials
A
H i3

W= 533 - very suitable
0= #FAFIAE - suitable

v = YIHIREE - Cutting speed

f, = H@7=D3ED - Feed per tooth
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FRANKEN M2 {4 - Cutiing Conditions FRANKEN

A A /-Cue AmmnmwA /- Cue
Lose Lose
-7 SRS - ~ 3
= SMEENANTx—<>Z = High performance tool N AYLT J;/h‘)b 21T W _D b4 St EREYE - Valid for
w—)L = Special geometry for the W e End mills type WR - long design oot
= 7ILEEEDOMTIIC&EL machining of aluminium - NN 2244K
SINTYIRRET = Low-vibration machining NN\ . _ e
= EEUDZRVEDRINT = With 2 and 3 flutes » 73 /U/ = t—dh GLTG:]LT—Tt’rd/ﬁ .
m M ETIE3A = Centre cutting ncoate coate
LR 2oL D = Very smooth GLT coating ’ ’
B BRL—AGLTOA—F1>7 A A
45° 38-40°
I I
KBx45° & ° &
g \ ] § ) | . 0 dq
. _§ I ‘_’ mgx e ‘ 0 d4 ‘ < “?I ‘ 0d4 ‘ &
5 *’ a a, a a,
| ‘e e e e
1
=04 3 =0,4x0d4 3p =04 a=0,4xd4
~Ia
Ve f; Ve f; Ve fz Ve f; x ' 0
[m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] ¢
3 EBsS Tt H
l2 f I
I3
g
i
N
Q d—7 % - Coating GLT
|
Q TP —23> - #iHIM (P230BER) Applications — material (see page 230) N[1113 14 N[ 1115 2127
N = 7ILEEERBEMOMIIIC = For wrought aluminium alloys
B/ O—RRIESUIVEEET%ET = Uncoated version suitable for aluminium cast
D7) LES@%M‘:EH@ L3 alloys with a siliqon content of up to 7.%‘ AT L Stahlwerkstoffe - Stainless steel materials
BGLTO—FTo>JRIESUIVERE = GLT-coated version can also be used in : I
DRUETOTILZESHY CHEEIC aluminium cast alloys with a silicon content M[2 \
HiEARRE of up to 12% as well as in copper alloys = \
= ZE A EOMITICHRE = Suitable for Z-axis milling :
= ENTICHEEFITICEHER 8 = Suitable for roughing and finishing
DIN 6527 — 1%/ - Long design 2544 | 2545 | 2544K | 2545K |
9 dq 2 I3 Iy 9d; ly  odp Ia KB Mmax?d Z Eibd—7—
h10 h6 = min-t ] with bevelled edge 7JL= &% - Aluminium alloys
2 6 10 57 79 20 5 1 004 30000 2 210 0,006 x dy 295 0,017 xdy 300 0,009 X dy 420 0,017 xdy ] ]
2 6 10 5 19 20 6 21 004 30000 3 | 2544002003 | 2545.002003 | 2544K.002003 | 2545K.002003 570 Nt T st o e ot Py SR
3 7 14 57 2,9 20 6 21 0,07 30000 2 190 0,005 x d; 265 0,010 xd; 270 0,008 x dy 380 0,010 xdy ] u
3 7 14 57 2,9 20 6 21 0,07 30000 3 2544.003003 | 2545.003003 | 2544K.003003 | 2545K.003003 200 0,007 x dy 300 0,008 x d ] []
4 8 18 57 3.8 20 6 21 0,07 30000 2 % Copper alos
4 8 18 57 3,8 20 6 21 0,07 30000 3 2544.004003 | 2545.004003 | 2544K.004003 | 2545K.004003 f= 7'0 0005 Xd 170 0,006 % d 100 0005 X3 760 0006 %3
5 10 19 57 48 20 6 21 0,12 30000 2 70 0.005 % o 110 0.006 % @ 100 0,005 @ 160 0.006 x @ = - =
5 10 19 57 4.8 20 6 21 0,12 30000 3 2544.005003 | 2545.005003 | 2544K.005003 | 2545K.005003 70 0,005 x dy 110 0,006 x dy 100 0,005 x dq 160 0,006 x dy O [m] []
6 13 20 57 58 = 6 21 0,12 30000 3 55 0,004 x dy 100 0,005 x dy 80 0,004 x dy 140 0,005 x dy O ] (]
8 19 25 63 77 - 8 27 012 25000 3 | 2544.008 2545.008 2544K.008 2545K.008 %% 0,004 x 100 0,005  d; 80 0,004 x dy 140 0,005 x dy 0 0 u
0 2 3 72 95 - 10 % 02 2000 3 @ D005 70 000t 0 00051 100 0000 . S ——
12 26 35 83 15 - 12 38 02 15000 3 | 2544.012 | 2545012 | 2544K.012 | 2545K.012 \
14 28 38 83 18,9 - 14 38 0,2 12500 3 RT*> D LES - Magnesium alloys
16 32 40 92 155 - 16 4 02 12500 3 2544016 | 2545016 | 2544K.016 2545K.016 [ [ [ [ [ [ [ [ [ [
18 3% 5 10 175 - 18 52 02 10000 3 A l l l l l l \ \ \ \
20 38 50 104 19,5 — 20 54 0,3 10000 3 2544.020 2544K.020 2545K.020 = =
A ITILRY v U RO RAFTFALIERENIEDINGSISHBICHEHL
Maximum permissible revolution of solid carbide end mills with clamping flat according to DIN 6535 HB
- Special materials ‘
\
FX> 5% - Titanium alloys |
|
ZoTVE, ANLRE, KEMEES 2 - Nickel alloys, cobalt alloys and iron alloys
= he 8 - Hard materials
1
Hi—3

W= 533 - very suitable
0= #FAFIAE - suitable

v = YIHIREE - Cutting speed
f, = H@7=D3ED - Feed per tooth
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FRANKEN EEE e T Rt g e JHIZ % - Cutting Conditions FRANKEN

-A/U-C’B v/~ -A/U-CB v/~
SE SE
- . —F—REIEFTURS -Oyvsy _
u SMERE/\/XTA—<>Z = High performance tool N [®] % =] - 7_ R.ﬁ" TF .) L SATW b 4 X EREY S - Valid for
Yy = Special geometry for the W N—] b End mills with corner radius type W — long design
= 7ILZEEOMIICREL  machining of aluminium I o] ’Eﬁ‘:ﬁ ggggK
INTYIHRt = Low-vibration machining A\ [w] £ . o P
= EEUDRVEEDARINIT = Several corner radii % /U/Zl t_d'\ GLTG:|LT -rt»rdzﬁ 2547
s TERSCICEROD—F per cutting diameter ’ ncoate coate
—R%EZA>VFvS = Centre cutting A
= R—Hyhk = Very smooth GLT coating 38-40°
B BRLA—AGLTA—FT0>9
] . .
R " S n
&) I ]
<5
0 d4
Z » mgx o — al
> 0 dq ‘ © o ‘ 0 dq ‘ ©
o oo | 5 oa |
EN a e e
e =4 e =0,4xd4 ap = 4 a2 =0,4xdy
~| Ve f; Ve f; Ve f; Ve f; )
¢ . [m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] 3‘1 “ 0
= ) 5
= =
I3 f I
I3
h
N
Q d—7 % - Coating GLT
|
Q TP r—23> - #iHIM (P230BER) Applications — material (see page 230) N[1113 14 N[ 1115 2127
N = 7IILEERBEMOMNTIIC = For wrought aluminium alloys
B /VO—RNRIESUAVEEETWET = Uncoated version suitable for aluminium cast
D7 LS ERHY)ICIEA A EE alloys with a silicon content of up to 7%. AT~ L X Stahlwerkstoffe - Stainless steel materials
B GLTO—Ta VY RIES IV EEE = GLT-coated version can also be used in . |
DRUETOTILIEEHFYCINERIC aluminium cast alloys with a silicon content M2 1
HiEARRE of up to 12% as well as in copper alloys = I
m ZEAEONNTICb&RE = Suitable for Z-axis milling :
s RATICHEEFINTICEHEAT R = Suitable for roughing and finishing
DIN 6527 — 1% - Long design 2546 | 2547 | 2546K | 2547K
0 dy r I I3 |1 od;  odp o e d 2 d—F—RfFE
h10 +0,02 h6 = min-1 B3k with corner radius 7IL=&% - Aluminium alloys
5 05 3 ) 5 58 5 1 30000 3 210 0,006 x dy 295 0,071 %0 300 0,009 dy 420 0,011 xdy ] (]
6 13 20 57 58 6 21 30000 3 | 2546.006010 | 2547.006010 | 2546K.006010 | 2547K.006010 gy Nt il st gl At e Sath — =
8 1 19 25 63 7.7 8 27 25000 3 790 0,005 x dy 265 0.070xdy 270 0,008 x dy 380 0,010 xd; =] (]
8 1,5 19 25 63 7,7 8 27 25000 3 2546.008015 | 2547.008015 | 2546K.008015 | 2547K.008015 200 0,007 x dy 300 0,008 x d [m] []
8 2 19 25 63 7,7 8 27 25000 3 o
10 1 22 30 72 95 10 32 20000 3 | 2546.010010 | 2547.010010 | 2546K.010010 | 2547K.010010 AS opperalloys 0 T 100 AT 150 AT TR
10 15 22 30 72 9,5 10 32 20000 3 70 0,005 X i 10 0.006 X i 700 0.005 X o 160 0,006 X 0 = = ]
10 2 22 30 72 9,5 10 32 20000 3 2546.010020 | 2547.010020 | 2546K.010020 | 2547K.010020 70 0,005 x dy 110 0,006 x dy 100 0,005 x dy 160 0,006 x dy [ ] []
12 1 26 35 83 11,5 12 38 15000 3 55 0,004 xdy 100 0,005 x dy 80 0,004 x dy 140 0,005 xdy O 0 (]
12 1,5 26 35 83 15 12 38 15000 3 2546.012015 | 2547.012015 | 2546K.012015 | 2547K.012015 ® D.004 g} 10 20051 g} L 20041 51 140 0.005 51 = 0 ]
12 2 26 35 8 115 12 38 15000 3 40 0,003 x 0y 70 0,004 x 0y 60 0003 xdy 100 0,004 xdy =
12 2,5 26 35 83 11,5 12 38 15000 3 2546.012025 | 2547.012025 | 2546K.012025 | 2547K.012025 [
12 B 26 85 83 11,5 12 38 15000 3 RT*> D LES - Magnesium alloys
12 4 26 35 83 11,5 12 38 15000 3 2546.012040 | 2547.012040 | 2546K.012040 | 2547K.012040 [ [ [ [ [ [ [ [ [ [
16 2 40 % 155 16 44 12500 3 - 1 1 1 1 1 1 NN N E—
16 1,5 32 40 92 15,5 16 44 12500 3 2546.016015 | 2547.016015 | 2546K.016015 | 2547K.016015 = =
16 2 32 40 92 115, 16 44 12500 3
16 2,5 32 40 92 15,5 16 44 12500 3 2546.016025 | 2547.016025 | 2546K.016025 | 2547K.016025
16 3 32 40 92 115, 16 44 12500 3 Sy
16 4 32 40 92 15,5 16 44 12500 3 2546.016040 | 2547.016040 | 2546K.016040 | 2547K.016040 SO Maleriats I
20 1 38 50 104 19,5 20 54 10000 3 I
20 1,5 38 50 104 19,5 20 54 10000 3 2546.020015 | 2547.020015 | 2546K.020015 | 2547K.020015
20 2 38 50 104 19,5 20 54 10000 3 & (
20 2,5 38 50 104 19,5 20 54 10000 3 2546.020025 | 2547.020025 | 2546K.020025 | 2547K.020025 FH¥ 5k - Titanium alloys
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 | 2546K.020040 | 2547K.020040 I
AYTILR Y v U D BRAFBEIERLILDINGS3SHBIZZEHL ZUFIVE, ONLRE, REMESZ - Nickel alloys, cobalt alloys and iron alloys
Maximum permissible revolution of solid carbide end mills with clamping flat according to DIN 6535 HB
= fEZ#H - Hard materials
A
Hi—3

240 W= 53 - very suitable v = HIHIEEE - Cutting speed 241
[FRANKEN| [ =B AT AE - suitable f, = FAdH7=DIED - Feed per tooth [FRANKEN|



FRANKEN B 5M=rs 7JH1&# - Cutting Conditions FRANKEN

A A /-Cue A A /-Cue
Lose Lose
-7 SRS _ —_ N .
= SEBEN/NTA—< X = High performance tool N AILT I/_F‘}l’ SATW IOZ!~7D/7 T EE, - Valid for
v—)L = Special geometry for the w ] End mills type W - extra long design
= 7L EEEDOMIICHEEL machining of aluminium - e 2346_%;
IhiyImRst = Low-vibration machining N . o 46K
= EEUDZRVEDRINT = Very smooth GLT coating % /U/ZI —dl~ GLTa—F+>7
5B L—AGLTO—7—>% = Internal coolant supply, ’ ncoate GLT coated
= BB DA A ILER—)L axial exit (ICA) A
Z(ICA) 38-40°
- . .
KB x45° n S n
© I &)
7 &
od
é > & - &
b oo | «?I Lodr |
de de de e
e =4 g =0,4xd4 ap = 4 a2 =0,4xdq
Ve 1f; Vo 17 Ve Iiz Ve I 'y
[m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mfn] 3‘1 “ 6
Iy
I3
I
N
Q d—7 % - Coating GLT
|
Q TP r—23> - #iHIM (P230BER) Applications — material (see page 230) N[1113 14 N[ 1115 2127
N = 7IILEERBEMOMNTIIC = For wrought aluminium alloys
B /VO—RNRIESUAVEEETNET = Uncoated version suitable for aluminium cast
O7IILZEEHY)ICE AR alloys with a silicon content of up to 7%. 2T~ L Z Stahlwerkstoffe - Stainless steel materials
B GLTO—FTo > RIE>)IVEEE = GLT-coated version can also be used in ) I
DRUETOTILIEEHFYCINERIC aluminium cast alloys with a silicon content M2 1
+HEFA R RE of up to 12% as well as in copper alloys S 1
m ZEAEONNTICb&RE = Suitable for Z-axis milling :
s RATICHEEFINTICEHEAT R = Suitable for roughing and finishing
I 2ZS50>% - Extra long design 3846.Z | | 3846KC | |
0 dy ) I3 l 0 d3 0 do KB z Bita—7—
h10 h6 [H#] with bevelled edge 7JL= &% - Aluminium alloys
6 3 6 0 58 5 012 3 210 0,006 X dq 300 0,011 x 300 0,009 X dy 420 0,011 xdy ] ]
g , 300 0,005 x d 430 0,010 xd 430 0,008 xd 620 0,010xd 5] u
8 19 32 68 7,7 8 0,12 3 3846_2.008 3846KC.008 270 0.005 x4, 385 0008 X1 385 0007 xd; 550 0.008 Xy @ []
10 22 40 80 95 10 0,2 3 190 0,005 x dy 265 0,010 x dy 270 0,008 x d 380 0,010 xdy ] O
12 26 48 93 11,5 12 0,2 3 3846_2.012 3846KC.012 200 0,007 x dy 300 0,008 x dy =] ]
14 28 54 99 815 14 0,2 3 5% Conper allogs
16 32 60 108 15,5 16 0.2 3 3846_2.016 3846KC.016 S - TR = T —
18 36 70 18 17,5 18 0,2 3 700 0005 xd; 160 0.006 X1 = = ]
20 38 76 126 19,5 20 0,3 3 3846_7.020 3846KC.020 100 0,005 x dq 160 0,006 x dq O O ]
80 0,004 x dy 140 0,005 x d; O 5] u
80 0,004 x dy 140 0,005 x dy ] 0 ]
80 0,004 x dy 140 0,005 X dy & ] ]
60 0,003 X dy 100 0,004 x d 1 u
T x> LA - Magnesium alloys l l l : : :
| \ \ \ \ | | |
=) 5 - Synthetics
cSoooay (0RE) 07 ARG I
" . 3t - Special materials
Transition radius 1
[
FX> 5% - Titanium alloys l
%
NEFIDSRYIICHNTTRS STy (DR E) SO 7 AR %A, ZoTVE, ANLRE, KEMEES 2 - Nickel alloys, cobalt alloys and iron alloys
HAEICBVAATHEREDARWME EIFINTAREETY,
Transition radius from the peripheral cutting edge to the neck.
Axial infeeds produce stepless surfaces.
= fEZ#H - Hard materials
A
Hi—3

W= 533 - very suitable
0= #FAFIAE - suitable

v = YIHJERE - Cutting speed
f, = H@7=D3ED - Feed per tooth

EMUGE
243




FRANKEN B 5M=rs 7JH1&# - Cutting Conditions FRANKEN

A /- Cue AmmnmwA /- Cue
Lose Lose
-7 SRS - = ~ i
" EERENNTF =R = High performance tool NI OO AILT I/_F‘}l’ SATW -TI2 !"7D/7 WS BY - Valid for
y—)L = Special geometry for the w ] L End mills type W - extra long design 2848 7
= 7ILSEEOMIICHE(EL  machining of aluminium - R I =6 x dq i
SN Rst = | ow-vibration machining AN [=] . _
= EEUDZRVEDRINT = Very smooth GLT coating /U/:I t—dh GLTG:LT——rt»rd/ﬁ
5B L—AGLTO—7—>% = Internal coolant supply, , 6xd 1 ncoate coate
= BN DDA AL AR— LT axial exit (ICA) A i
F(ICA) 38-40° SWnmm
o < I < I
KB x 45 2 & 2 <
g I 1
> ° - ° -
T IS0 7 = e | |4 Lo e
I £ © 3 3 de
I
: I e =4 g =0,4xd4 ap = 4 2, =0,4xd4
Ve f; Ve f Ve f; Ve f; )
[m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] 3( “ 6
5 > S
lp é’
I3
lg
h
N
\
|
Q d—7>% - Coating GLT
\ TV —ay - W (P230B ) Applications — material (see page 230) N[1143 | 14 N[ 1145 2127
=7) LE%%ET@M‘G)}JDIAL: o = For wrought alyminigm alloys . AT L Stahlwerkstoffe - Stainless steel materials
2 /YO—rRIEVUIAVEEET%ET = Uncoated version suitable for aluminium cast ) I
DTILZEEEHEY)IEARRE alloys with a silicon content of up to 7%. M[ 2 |
BGLTA—To U@ )IVEEE = GLT-coated version can also be used in 3. [
DRUETOTILIEEHFYCINERIC aluminium cast alloys with a silicon content .
HE AR RE of up to 12% as well as in copper alloys
" ZEAEONNTIC b &RE = Suitable for Z-axis milling
s ENMTICHAE EFIMITIChERR 8 = Suitable for roughing and finishing
ly=6x dy - T RS04 - Extra long design 386482 | | 3s48kC | | 3R Non-ferous mafe
0 dq lo I3 l4 9 d3 g 0dy KB VA kO —+— 210 0,006 x d 300 0,011 x d 150 0,009 x d 260 0,011 xdy ] [
" 300 0,005 xd 430 0,010xd 150 0,008xd 260 0,010xd 5] O
"o " okl RULIDENE et 270 0,005 x d} 385 0,008 d: 150 0,007 x d: 260 0,008 x d} 0 O
3 8 18 62 2.8 25 6 0,07 2 190 0,005 x dy 265 0,010xdy 130 0,008 x dy 240 0,010 xdy ] u
3 8 18 62 2,8 25 6 0,07 3 3848 _7.003003 3848KC.003003 130 0,007 x dy 230 0,008 x d [m] []
4 11 24 62 3,8 25 6 0,07 2 752 Comeralos
4 11 24 62 38 25 6 007 3 |3848 2.004003 3848KC.004003 S % T = - ——=
5 13 30 68 4.8 31 6 0,12 2 100 0005 Xy 160 0,006 x4, g @ ]
5 13 30 68 4.8 31 6 0,12 3 3848 _7.005003 3848KC.005003 100 0,005 x dy 160 0,006 x dy O ] []
B A n e | L ume £ o ke
,004x 005 x
©  » @ ® 95 - 10 02 3 |ssaszom 3B4BKGO1D L 11 G
) i ;| X A X
12 26 72 119 11,5 - 12 0,2 3 3848 7.012 3848KC.012 ! ! [
14 28 84 131 18,5 - 14 0,2 3 RT*> D LES - Magnesium alloys
16 32 96 146 15,5 - 16 0,2 3 3848 7.016 H [ [ [ [ [ [ [ [ [ [
18 36 108 158 175 - 18 0,2 3 - ‘ \ \ \ \ \ l l l l
20 38 120 172 19,5 — 20 0,3 3 = =
l~5‘/~‘/“°/3 < (9@3‘) 597Z§QE‘I‘ 2} - Special materials
Transition radius Il
FX> 5% - Titanium alloys l
|
NEFIDSRYIICHNTTRS STy (DR E) SO 7 AR %A, ZoFVE, ONLEE, SRETHEA G2 - Nickel alloys, cobalt alloys and iron alloys
HAMEISEVAATHEREDR W EIFINIAREETY,
Transition radius from the peripheral cutting edge to the neck.
Axial infeeds produce stepless surfaces.
= he 8 - Hard materials
1
Hi—3

244 W= 53 - very suitable v = HIHIEEE - Cutting speed 245
[FRANKEN| [ =B AT AE - suitable f, = FAdH7=DIED - Feed per tooth [FRANKEN|



FRANKEN M2 {4 - Cutiing Conditions FRANKEN

A A /-Cute A A /-Cue
Aerospsce Aerospace
-7 ~ > - ~ P " _ ~ ‘
" EERENNTF =R = High performance tool NI =] ORE-10] =] AILT I/l"‘_)l’ 517 WF D/ﬁ?:J:UI?ZF7D/7 W g BY - Valid for
YTy = Newly developed geometry WF \\\:= 0 '3 : : -i o 0 '3 End mills type WF — long and extra long design 2850 7
= PILZOBBERFMI AL for volume machining and R Ree—— | = T H 3850KC
T omAICEATAE  finishing of aluminium AN\ . [=] : . . o 3852 7
BEFLWI A XN u Low-vibration machining [/ /U/:l t_dh GLTG:]LT_T{rd/ﬁ 3852KC
= EEUDRVEENRIIT = \ery smooth GLT coating ’ ncoate coate
» BRL—AGLTO—7+>% = Internal coolant supply, A
= PN B O A DS DA A radial and axial exit (ICRA) 40°
JLAR—IL{FE(ICRA) E
KB x45° S n S n
\\ VA 1] < I S
z 3-5° i <
> s <
S E | L]
e de e e
g =y g =0,4xd4 ap = 4 a2 =0,4xdq
Ve f; Ve f Ve f; Ve f; [y
[m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] 3‘: “ 6
= = 3
= s¢ =
I
I3
i
N
Q d—7 % - Coating GLT
|
Q TP r—23> - #iHIM (P230BER) Applications — material (see page 230) N[1113 14 N[ 1115 2127
N = 7ILEEERBEMOMIIIC = For wrought aluminium alloys
B/ O—RRIESUIVEEET%ET = Uncoated version suitable for aluminium cast
OT7INZEEFYICERATE alloys with a silicon content of up to 7%. 2T~ L R Stahlwerkstoffe - Stainless steel materials
B GLTO—Ta R arese = GLT-coated version can also be used in . [
DRUETOTILZESHY CHEEIC aluminium cast alloys with a silicon content M[2 \
+HEFA R RE of up to 12% as well as in copper alloys Y ‘
0>% - Long design 38507 | | 3850KC | |
9 dy o I3 I 0 dg 0 dy KB Z b —7—
h10 h5 [H#] with bevelled edge 7JL= &% - Aluminium alloys
6 3 50 57 56 5 012 3 295 0,009 X dy 440 0,011 x 420 0,009 X dy 630 0,017 xdy ] ]
2 ' 435 0,008xd 650 0,010xd 620 0,008xd 930 0,010xd =] ]
8 10 25 63 7,6 8 0,12 3 3850_Z.008 3850KC.008 385 0.007 x 580 0008 X1 550 0007 xd; 830 0.008 Xy @ []
10 13 30 72 9,5 10 0,2 3 265 0,008 X ty 400 0,010 %ty 380 0,008 x dy 570 0,010 xdy ] u
12 15 35 83 11,4 12 0,2 3 3850_2.012 3850KC.012 300 0,007 x dy 490 0,008 x dy =] ]
16 20 46 96 15,2 16 0,2 3 5% Conper allogs
20 25 58 110 19 20 03 3 3850_2.020 3850KC.020 ies 50 . - - e
25 30 73 125 24 25 1) 03 3 720 0005 xd; 180 0.006 X1 O @ []
120 0,005 x dy 180 0,006 X dy O ] ]
= i i 110 0,004 xd 170 0,005 xd O ] ]
T Y k507 - Exira long design 13852272 | | 3852KC | oot |4 | e =1
9 dq lo I3 ly 9 d3 9dy KB VA sk —+— 110 0,004 x dy 170 0,005 x dy =] O (]
h1o s 9% with bevelled edge 70 0,003 x dy 110 0,004 X dy | &] ] (]
6 8 26 63 5,6 6 0,12 3 RT*> D LES - Magnesium alloys
8 10 33 71 7,6 8 0,12 3 3852KC.008 [ [ [ [ [ [ \ \ \ \
10 13 40 82 95 10 02 3 s 1 1 1 1 1 1 SN N S—
12 15 47 95 11,4 12 0,2 3 3852KC.012 =
16 20 62 112 15,2 16 0,2 3]
20 25 78 130 19 20 0,3 3 3852KC.020
25 30 98 150 24 25 1) 0,3 3 ~Soal e
) v 50 mm I
Shank length 50 mm |
FX> 5% - Titanium alloys |
|
ZoTVE, ANLRE, KEMEES 2 - Nickel alloys, cobalt alloys and iron alloys
= fEZ#H - Hard materials
A
Hi—3

246 W= 53 - very suitable v = HIHIEEE - Cutting speed 247
[FRANKEN| [ =B AT AE - suitable f, = T &HT=DED - Feed per tooth [FRANKEN|



FRANKEN EEE G T e ¥ 544 - Cutting Conditions FRANKEN

A A /-Cute A A /-Cue
Aerospace Aerospsce
—_ —_ T # ~ > - ~ Ty " - ~ ‘
= BHBE/N1/ST4—< X = High performance tool N EoFE [m %] Ei=E =7 Rﬁ" TrESNL ’5!'1’7’ WF -D>TELULIR I~7D/7 X EREY S - Valid for
YTy = Newly developed geometry WF \::: K : d-r it End mills with corner radius type WF — long and extra long design 2854 7
B 7L SOERERTMT ot for volume machining and - NN\ Eﬁ: . % @‘ . 3ag4kc
NI omAISEETEE  finishing of aluminium NN\ : [=] : Ofss O . R _ ol
BHFLWIF S A XK = | ow-vibration machining % / U/ - t— dh GLTGJLT_Tt’r d/ 4 e
= EEUDRVEN AT = Very smooth GLT coating ’ neoate coate
B L—AGLTO—F+>% = Several corner radii A
s TERZCICEHOD—F per cutting diameter 40°
—RESAVFVS = |nternal coolant supply, ;] ]
u BN CBOEA D SDAL  radial and axial exit (CRA) . \ e, / 5 5
JLR— LA E(ICRA) il / W n
R v =  / & ! = &
[ I \ I
3-5° (B / <
Z > - N B - &
o q | Ll 7| el
N/ N4
g e de %
e =4 g =0,4xd4 ap = 4 a2 =0,4xdq
Ve f; Ve f Ve f; Ve f; )
~ [m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] x “ 0
S| 1‘5’? S
= s¢ =
I
I3 f
|1
N
Q d—7 % - Coating GLT
|
N TV =y - KM (P23055)  Applications — material (see page 230) LR R R NS 2127
N = 7IILEERBEMOMNTIIC = For wrought aluminium alloys
B /VO—RNRIESUAVEEETNET = Uncoated version suitable for aluminium cast
DTG HYICERARE alloys with a silicon content of up {0 7%. AT~ L X Stahlwerkstoffe - Stainless steel materials
B GLTO—FTo > RIE>)IVEEE = GLT-coated version can also be used in ) I
DRUETOTILIEEHFYCINERIC aluminium cast alloys with a silicon content M2 1
BHEAATEE of up to 12% as well as in copper alloys Y I
0>/% - Long design 38547 | | 3854KC |
0 d r lo I3 l4 0d3 0do VA d—F—RfIE
h10 h5 B3k with corner radius 7)L=E % - Aluminium alloys
2 5 5 5 03 W) 12 3 295 0,009 x dy 440 0,011 xdy 420 0,009 X dy 630 0,011 x dy ] ]
, 435 0,008 xd 650 0,010 xd 620 0,008 xd 930 0,010xd 5] u
12 2,5 15 35 83 11,4 12 3 3854_7.012025 3854KC.012025 385 0,007 x &, 580 0,008 x4, 550 0007 x4, 830 0,008 0y O (]
12 3 15 35 83 11,4 12 3 265 0,008 x dy 400 0,010 x d 380 0,008 x dy 570 0,010 x dy 5] O
12 4 15 35 83 11,4 12 3 3854_7.012040 3854KC.012040 300 0,007 x dy 490 0,008 x d ] L]
16 2 20 46 96 15,2 16 3 G5%  Copper allors
16 25 20 46 9 15,2 16 3 |3854_2.016025 3854KC.016025 = 0 T 150 T —T =T =
16 3 20 46 96 15,2 16 3 120 0,005 x dy 180 0,006 X dy ] &) []
16 4 20 46 96 15,2 16 3 3854_7.016040 4KC.016040 120 0,005 x dy 180 0,006 x dy [ ] []
A oz ®m o®m omo W ® L - 11 o
20 2,5 25 58 110 19 20 3 3854_7.020025 3854KC.020025 102 X 4y Xy
: = 110 0,004 xd 170 0,005 xd 5] 0 (]
20 3 25 58 110 19 20 3 70 0.003x4; 110 0,004 x3; 5 [ 0 [ =
20 4 25 58 110 19 20 3 3854_7.020040 4KC.020040 [
25 2 30 73 125 24 251 3 RT*> D LES - Magnesium alloys
25 2,5 30 73 125 24 25 1) 3 3854_7.025025 3854KC.025025 1 [ [ [ [ [ [ [ [ [
25 3 30 73 125 24 251 3 S 1 1 1 1 1 1 e
25 4 30 73 125 24 251) 3 3854_Z7.025040 3854KC.025040 = =
TOARSH>Y  Extalong design 6z || S85GKC |
0 d r lo I3 l4 0 d3 0do VA d—F—RFE 3} - Special materials
h10 h6 [ with corner radius 11
12 2 15 47 95 1.4 12 3
12 2,5 15 47 95 11,4 12 3 3856_7.012025 3856KC.012025 & (
12 3 15 47 95 11,4 12 2 FH¥ 5k - Titanium alloys
12 4 15 47 95 11,4 12 3 3856_7.012040 3856KC.012040 %
16 2 20 62 112 15,2 16 3 I
16 2,5 20 62 112 15,2 16 3 3856_2.016025 3856KC.016025 ZoTILE, ON)LRE, SRETMHZA & % - Nickel alloys, cobalt alloys and iron alloys
16 3 20 62 112 15,2 16 3
16 4 20 62 112 15,2 16 3 3856_2.016040 3856KC.016040
20 2 25 78 130 19 20 3
20 2,5 25 78 130 19 20 3 3856_2.020025 3856KC.020025
20 3 25 78 130 19 20 3
20 4 25 78 130 19 20 3 3856_2.020040 3856KC.020040 = bE 1 - Hard materials
25 2 30 98 150 24 251) 3 1
25 2,5 30 98 150 24 251 3 3856_27.025025 3856KC.025025 H %
25 3 30 98 150 24 25 1) 3 .
25 4 30 98 150 24 251 3 3856KC.025040 5
248 ENE=] BEOBEWVWI—F—RICDOVWTHBIFHMIGLEY ) v > UK 50 mm W = 858 - very suitable Ve = IR - Cutting speed EMUGE bVl
Other corner radii available on request Shank length 50 mm [ =B AT AE - suitable fzc =H#H7=D3%ED - Feed per tooth



FRANKEN )44 - Cutting Conditions FRANKEN

A A /-Cute A A /-Cue
A A
-7 SRS - ~ ;
= SMRE/\T/XTA4—<>X = High performance tool o= =] Okz=10] ATLI I./F\JL 247 WR . 0o XHEREBU S - Valid for
V=)L = Special geometry for 3 va g '3 End mills type WR - long design 2581 7
= 7IILEEEDEREERMIIC high-volume machining h : 28817z
BB ITRE of aluminium (Bl Jva—t CRNA— 5427 28887
sEEUDRVEEDRINT = Low-vibration machining U:c?ated CE'N c(z—at:d/ 2888R7
® B L—XCRNO—F-r>% = \Very smooth CRN coating
u BN CEOTEADSDA = Internal coolant supply,
JLR—)L{FE(ICRA) radial and axial exit (ICRA)
5 S
I S I
& 1 <&
<
0 d4
ool |2 e | el
e e e e
e =4 g =0,4xd4 ap = 4 a2 =0,4xdq
~| Ve f; Ve f Ve f; Ve f; )
: [m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] x “ 0
=l é’I N s
lp I
I3
h
N
Q d—7 % - Coating CRN
|
Q TP r—23> - #iHIM (P230BER) Applications — material (see page 230) N[1113 14 N[ 1414 2127
N = 7ILZEERBEMOMIIC = For wrought aluminium alloys
)AVEERBI%ETDTILIES = For aluminium alloys with
I ) a silicon content of up to 7% 2T~ L R Stahlwerkstoffe - Stainless steel materials
5 CRNO—Tr > midHEEIcbiE = With CRN coating also for copper alloys ) I
FArlRE M2 Il
4
>4 - Long design 2888_7 2881_2 2888RZ 2881RZ
0 dy I2 I3 l 0d3 0 dp In Nmax, 2 Z Eika—+—
h11 h5 == min-1 B3k with bevelled edge 7IL=&% - Aluminium alloys
E) 8 0 57 56 6 o7 30000 3 295 0,009 x dy 440 0,071 %0 420 0,009 dy 630 0,011 xdy ] (]
8 10 25 63 76 8 o7 25000 3 | 28882008 | 2881 Z.008 | 2883RZ.008 | 28B1RZ.008 el iRt o st et e 230 T — =
10 13 30 72 95 10 32 20000 3 265 0,008 x dy 400 0.070xdy 380 0,008 x dy 570 0,010 xdy =] (]
12 15 35 83 11,4 12 38 15000 3 2888_7.012 2881_2.012 2888RZ.012 2881RZ.012
16 20 46 96 15,2 16 48 12500 B 5% Conper allogs
20 25 58 10 19 20 60 10000 3 | 28882020 | 2881 2.020 | 2888RZ.020 | 2881RZ.020 = 0 O 0 0T S —
25 30 73 125 24 251 75 8000 3 120 0.005 x d: 180 0,006 x d} O 0 u
) Sv>2E 50 mm 120 0,005 x dy 180 0,006 xdy O 0 [
110 0.004xd 170 0,005xd O 0 (]
Shank length 50 mm 110 0004 x4, 170 0.005 X dy O O O
2 TILRY S I RO BAFFREIEESIZDINGS35HBIC YL it S i 0008ty -
Maximum permissible revolution of solid carbide end mills with clamping flat according to DIN 6535 HB * 1 ’ 1 |
S i~ T x> LA - Magnesium alloys
AEOMEDAAILER—ILDA(ICA) I I I I I I I I I I
Internal coolant supply, axial exit (ICA) [ [ [ | | | | | | | |
a & - Synthetics
3t - Special materials 1
|
FX> 5% - Titanium alloys l
%
ZoTVE, ANLRE, KEMEES 2 - Nickel alloys, cobalt alloys and iron alloys
. . : = - Hard materials
HSSE-PMEL 7 )LAv s TVRI)L S)—XIZDW Alu-Cut end mills made of HSSE-PM for roughing : q =
T I T TH A b ETELTE T, and finishing are available in our web shop H 12

250 W= 53 - very suitable v = HIHIEEE - Cutting speed 251
[FRANKEN| [ =B AT AE - suitable f, = T &HT=DED - Feed per tooth [FRANKEN|



FRANKEN EREER T et

M2 44 - Cutting Conditions FRANKEN

A A /-Cute A A /-Cue
Aerospace Aerospsce
—F—R{FET RS —_Ovsy
" SAEN\1/STA—>Z = High performance tool N Ok~ 0| - j_ R.ﬁ"' I/h\.}l' 217WR -0 ./7 X EREY S - Valid for
v—JL = Special geometry for WR NI : End mills with corner radius type WR — long design
s 7ILSEEOB/AEEMTIIC  high-volume machining e o] ggggé
BB SR of aluminium A [=]74%: . o 2890 7
= EEUDARVEED RN T = | ow-vibration machining [/ /U/:l t_dh CR'\(I;?N—T:d/ﬁ 2890RZ
» BX L—RXCRNO—F>% = \Very smooth CRN coating ’ ncoate coate
s TERZCICEE@OO—7F = Several corner radii a
—RZSAVFVS per cutting diameter 40°
u BENCEOTEADSDA = Internal coolant supply,
JLR— AT E(ICRA) radial and axial exit (CRA) .
S S
R = 1l S I
I & I <&
Z 3-5 & &
_E©° 0 dq
> _ . _ .
S 4 L]l g ;
N/ N4
ER g g g
n
max. aq = dy a,=04xd; 2, = dy ae=04xd;
~| Ve f; Ve f Ve f; Ve f; )
¢ : [m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] 3‘1 “ 0
=l | é’I N s
lp I
I3
h
N
Q d—7 % - Coating CRN
|
Q TP r—23> - #iHIM (P230BER) Applications — material (see page 230) N[1113 14 N[ 1414 2127
N = 7IILEERBEMOMNTIIC = For wrought aluminium alloys
VYOV EBET%ETOTILIES = For aluminium alloys with
YIS X a silicon content of up to 7% 2T~ L R Stahlwerkstoffe - Stainless steel materials
# CRNO—T > I mIFHERICHE = With CRN coating also for copper alloys ) I
FArlRE M2 11
4
[>% - Long design 2890_7 2883_Z7 2890RZ 2883RZ
0 dy r I2 I3 h 0ds 0 do A Npax? Z J—F—RfFE
h11 h5 = min-1 B3k with corner radius 7IL=&% - Aluminium alloys
12 5 3 = R 72 T 8 75000 3 295 0,009 X dy 440 0,011 xd; 420 0,009 X d; 630 0,011 xdy O (]
12 25 15 35 83 114 12 38 15000 3 |2890_Z.012025 | 2883 Z.012025 | 2890RZ.012025 | 2883RZ.012025 el iRt o st et At po Sath — =
12 3 15 35 83 11,4 12 38 15000 3 265 0,008 x d; 400 0,010 xd; 380 0,008 x dy 570 0,010 dy ] u
12 4 15 35 83 11,4 12 38 15000 3 2890_7.012040 | 2883_Z.012040 | 2890RZ.012040 | 2883RZ.012040
16 2 20 46 96 15,2 16 48 12500 3 FEE G i
16 25 20 46 9% 152 16 48 12500 3 | 2890_Z.016025 | 2883_Z.016025 | 2890RZ.016025 | 2883RZ.016025 AR SOpReraiors 20 0005 %, 150 0006 x3; S B ——
16 8 20 46 96 15,2 16 48 12500 3 120 0,005 x d 180 0,006 x d 0 0 []
16 4 20 46 96 15,2 16 48 12500 3 2890_7.016040 | 2883_Z.016040 | 2890RZ.016040 | 2883RZ.016040 120 0,005 x dy 180 0,006 x dy [ ] []
20 2 25 58 110 19 20 60 10000 3 Hg gggj : 31 };g gggg ; 31 g S :
20 2,5 25 58 110 19 20 60 10000 3 2890_7.020025 | 2883_Z.020025 | 2890RZ.020025 | 2883RZ.020025 : 1 : 1
20 3 25 58 110 19 20 60 10000 3 1;3 8;33; : 31 Hg 81333 ; g} - - :
20 4 25 58 110 19 20 60 10000 3 2890_7.020040 | 2883_2.020040 | 2890RZ.020040 | 2883RZ.020040 [
25 2 30 73 125 24 251 75 8000 3 RT*> D LES - Magnesium alloys
25 25 30 73 125 24 251 75 8000 3 |2890_Z.025025 | 2883_Z.025025 | 2890RZ.025025 | 2883RZ.025025 1 1 1 1 1 1 1 [ [ [
%5 3 3 73 125 24 251 75 8000 3 - 1 1 1 1 1 1 N N E—
25 4 30 73 125 24 251 75 8000 3 2890_7.025040 | 2883_Z.025040 | 2890RZ.025040 | 2883RZ.025040 = =
BEHOBRVWI—F—RICOVTHFHERIELET
Other corner radii available on request
v P& 50 mm T - Special materials
Shank length 50 mm ll
A ITILRY v U RO RAFTFALIERENIEDINGSISHBICHEHL
Maximum permissible revolution of solid carbide end mills with clamping flat according to DIN 6535 HB FA2> 5% - Titanium alloys
[
%
ZoTVE, ANLRE, KEMEES 2 - Nickel alloys, cobalt alloys and iron alloys
= fEZ#H - Hard materials
1
Hi—3

252 W= 53 - very suitable v = HIHIEEE - Cutting speed 253
[FRANKEN| [ =B AT AE - suitable f, = FAdH7=DIED - Feed per tooth [FRANKEN|



FRANKEN B E5M=rs ¥4 - Cutting Conditions FRANKEN

A A /-Cute A A /-Cue
Aerospsce Aerospace
-7 SRS - ~ )
= BHEEENT /N TA— >R = High performance tool o | mYEE | EEE | pE | e AIITIVEIN RATW -O7 SHHRBS, - Valid for
w—JL = Special geometry for w e i 3 b B End mills type W - long design 2882 7
= TILSEEDOSAEEMIIC  high-volume machining - N\\NE-. 1 Eﬁ - 2882RZ
Bt I NI IR of aluminium s | =] Ezxct: | [ = . o 5830 7
= EEUDARVEED RN T = | ow-vibration machining % /U/:l t_dh CR'\(I;?N—T:d/g 2889RZ
® R L—RCRNO—Fr>%/ = \Very smooth CRN coating ’ ncoate! coate
= BN CEOmADSDAT = Internal coolant supply, A
JLAR— LT E(ICRA) radial and axial exit (ICRA) 40°
- . .
KB x45° S " S "
I 3] I «©
& &
z -> 3-5° |od N
2 E ~ 7 :
g A EN e
n
- 3 =0y 8= 0,4 X dy 2= 8= 0,4 X dy
= Ve f; Ve f; Ve fz Ve fz ¢
: [m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] 3‘: “ 6
1'5[ ~\ -‘-!’I N 8
lo I
I3
h
N
Q d—7F>7% - Coating
|
Q TP r—23> - #iHIM (P230BER) Applications — material (see page 230)
N = 7ILZEERBEMOMIIC = For wrought aluminium alloys
)AVEERBI%ETDTILIES = For aluminium alloys with
S . a silicon content of up to 7% 27 >L Z Stahlwerkstoffe - Stainless steel materials
5 CRNO—Tr > midHEEIcbiE = With CRN coating also for copper alloys ; I
FArlRE M 2. \‘
4
O>% - Long design 2889 7 2882_7 2889RZ 2882RZ
9 dq ) I3 h odg  0d, A Mmax? KB Z b —7—
h5 ENE it F# with bevelled edge 7JL=E&% - Aluminium alloys
6 9 -0,02 8 20 57 5,6 6 21 30000 0’1 2 3 295 0,008 x d4 530 0,011 x dy 420 0,008 x d4 760 0,011 x dy O u
8 004 10 25 63 76 8 27 25000 012 3 | 2889 7.008 | 2882 7.008 | 2889RZ.008 | 2882RZ.008 e C00 o o st et C00e g L Qath — =
10 004 13 30 72 9,5 10 32 20000 0,2 3 265 0,007 x dy 475 0,010 xd; 380 0,007 x dy 680 0,010 dy ] (]
12 004 15 35 83 11,4 12 38 15000 0,2 4 2889_7.012 2882 7.012 2889RZ.012 2882RZ.012
16 -0,04 20 46 96 15,2 16 48 12500 0,2 4 FEE TG i
20 004 25 58 110 19 20 60 10000 03 4 | 2889 7020 | 2882 7.020 | 2889RZ.020 | 2882RZ.020 PR SOpRETETOrs 120 0005 %3, 20 0006 X1, T T =
25 -004 30 73 125 24 251) 75 8000 0,3 4 120 0:005 X dy 220 0:006 X g 0 0O []
1) v >2&K 50 mm 120 0,005 x dy 220 0,006 x dy ] O []
110 0,004 xd 200 0,005xd O ] ]
Shank length 50 mm 110 0004 xdt 200 0.005 X dy O o0 [ =
2ITILRY v D BDBRATAEEELISDINGS35HBICHEHL ' 0004 x4 e 0008ty S S .
Maximum permissible revolution of solid carbide end mills with clamping flat according to DIN 6535 HB * 1 : 1 ‘
GIN-T-3 i
B BDAAILAR—ILDFH(ICA) S ZESTIIN Magnesium alloyls l l l l : ‘ ‘ ‘ ‘
Internal coolant supply, axial exit (ICA) | | | | | | | \ \ \ \
a & - Synthetics
- Special materials ‘
\
FX> 5% - Titanium alloys |
|
ZoTVE, ANLRE, KEMEES 2 - Nickel alloys, cobalt alloys and iron alloys
= he 8 - Hard materials
1
Hi—3

254 W= 53 - very suitable v = HIHIEEE - Cutting speed 255
[FRANKEN| [ =B AT AE - suitable f, = T &HT=DED - Feed per tooth [FRANKEN|



FRANKEN EEER R T et

M2 44 - Cutting Conditions FRANKEN

A A /-Cute A /- Cue
Aerospsce Aerospsce
—F—RfFET VRS —_Ousy
= 2IERE/\1/8T3—< >R = High performance tool N EREE | EEEE | EomE A~ —REYELVESI SATW -0>J X &R &R - Valid for
V=)L = Special geometry for /') \::: g '3 TR g '3 End mills with corner radius type W — long design 2884 7
= 7ILEEEDRERMIIC high-volume machining - e— k 1 1 2884R7
Bt I NI IR of aluminium S [=] Ezxed: | [k P CRNA— s 2801 7
 EEUDRVEED AT = | ow-vibration machining U/ ted CRN T{rd/ 2891RZ
» BX L—RXCRNO—F>% = \Very smooth CRN coating ncoate coate
s TERZCICEE@OO—7F = Several corner radii
—RZSAVFVS per cutting diameter
u BENCEOTEADSDA = Internal coolant supply,
JLR—)L{FE(ICRA) radial and axial exit (ICRA)
S S
1l S I
& I <&
&
o e e | Lelfe
N4
dg de de ae
e =4 g =0,4xd4 ap = 4 a2 =0,4xdq
=) Ve f Vo f Ve i Vo f, I
¢ ‘—A’I [m/min] [min] [m/min] [m?n] [m/min] [mfn] [m/min] [mfn] 3‘1 “ 0
EE N\ é’I N e
lp I
I3
h
N
Q d—7 % - Coating CRN
|
Q TP r—23> - #iHIM (P230BER) Applications — material (see page 230) N[1113 14 N[ 1414 2127
N = 7IILEERBEMOMNTIIC = For wrought aluminium alloys
VYOV ERETNETOTILIES = For aluminium alloys with
YIS X a silicon content of up to 7% 2T~ L R Stahlwerkstoffe - Stainless steel materials
# CRNO—T > I mIFHERICHE = With CRN coating also for copper alloys ) I
FArlRE M2 11
4
(>4 - Long design | 28917 | 2884 7 | 2891RZ | 2884RZ
0 dy r I2 I3 h 0ds 0 do A Npax? Z J—F—RfFE
-0,04 h5 = min-1 [B3E=4) with corner radius 7IL=&% - Aluminium alloys
12 5 5 5 3 T4 T 8 75000 2 295 0,008 X dq 530 0,011 x 420 0,008 X 0y 760 0,017 xdy ] ]
12 25 15 35 83 114 12 38 15000 4 |2891 Z.012025 |2884_Z.012025 | 2891RZ.012025 | 2884RZ.012025 el C00 o o2 st et C00e g L Qath — =
12 3 15 35 83 11,4 12 38 15000 4 265 0,007 x dy 475 0,010xdy 380 0,007 x dy 680 0,010 xdy ] u
12 4 15 35 83 11,4 12 38 15000 4 2891_7.012040 | 2884_Z.012040 | 2891RZ.012040 | 2884RZ.012040
16 2 20 46 96 15,2 16 48 12500 4 FEE G i
16 25 20 46 9% 152 16 48 12500 4 |2891 Z.016025 | 2884_Z.016025 | 2891RZ.016025 | 2884RZ.016025 PR SOpRETETOrs 20 0005 %, 30 0006 x3; TR
16 3 20 46 96 15,2 16 48 12500 4 120 0,005 x dy 220 0,006 x dy O O []
16 4 20 46 96 15,2 16 48 12500 4 2891_7.016040 | 2884_Z.016040 | 2891RZ.016040 | 2884RZ.016040 120 0,005 x dy 220 0,006 x dy [ ] []
20 2 25 58 110 19 20 60 10000 4 Hg gggj : 51 ggg gggg ; g1 g S :
20 2,5 25 58 110 19 20 60 10000 4 2891_7.020025 | 2884_Z.020025 | 2891RZ.020025 | 2884RZ.020025 : 1 : 1
20 3 25 58 110 19 20 60 10000 4 1;3 8;33; : gl ?gg g:ggi ; g} - - :
20 4 25 58 110 19 20 60 10000 4 2891_7.020040 | 2884 _Z.020040 | 2891RZ.020040 | 2884RZ.020040 [
25 2 30 73 125 24 251 75 8000 4 RT*> D LES - Magnesium alloys
25 25 30 73 125 24 251 75 8000 4 |2891_Z.025025 | 2884_Z.025025 | 2891RZ.025025 | 2884RZ.025025 1 1 1 1 1 1 1 [ [ [
%5 3 0 73 125 24 250 75 8000 4 - 1 1 1 1 1 1 NN N E—
25 4 30 73 125 24 251 75 8000 4 2891_7.025040 | 2884_7.025040 | 2891RZ.025040 | 2884RZ.025040 = =
BEHOBRVWI—F—RICOVTHFHERIELET
Other corner radii available on request
v P& 50 mm T - Special materials
Shank length 50 mm ll
A ITILRY v U RO RAFAREIEREUIDINGS35HBIZ ZEHL
Maximum permissible revolution of solid carbide end mills with clamping flat according to DIN 6535 HB FA2> 5% - Titanium alloys
[
|
—uFLE, INLRE, SRR 2 a4 - Nickel alloys, cobalt alloys and iron alloys
= fEZ#H - Hard materials
1
Hi—3

256 W= 53 - very suitable v = HIHIEEE - Cutting speed 257
[FRANKEN| [ =B AT AE - suitable f, = FAdH7=DIED - Feed per tooth [FRANKEN|



N
3
3

S SYA\W\ 4= \\] O—F—RES,OTrR TS - Trochoidal End Mills with Corner Radius

AN A/ -Cut
7rroctro/a
= SMERE/N\T/NT4—<>Z = High performance tool NE
v—)L = Newly developed geometry WF i
= FRROFYIIL—H— with chip breaker - e
FEIH = Low-vibration machining NN\
= EEUDRVEDRINT = Internal coolant supply, %
= EOHBOATILF—ILE  axal et (CA ? 3xd
Z(ICA) = 3 lengths available A )
BENIERT 30-35° SNEEE
4xd4
R N\Emm
3-5°
g-
» N
~Ip

:’g §—0—

d—F>7% - Coating

TP =3y - WHIM (P230B )

50O RLZLEEERIND
OO RIS

n 7L IEEEEMOMIICRICRE

V)V EERBI%ETDOTILIEEE
YICHERAETRE

= ZHABEOMIICH

s EMTICHE L INTICEHERATAE

Applications — material (see page 230)

= For process-reliable trochoidal roughing
operations
= Especially suitable for wrought aluminium alloys
= Suitable for aluminium cast alloys with
a silicon content of up to 7%
= Suitable for Z-axis milling
= Suitable for roughing and finishing

lb=3xdi- TO2X>0O>% - Extra long design

378z |

d—7F—RfIE
with corner radius

0 d r lo I3 l4 0d3 0dy VA
h10 +0,02 h6 [B3E=4
6 0,1 18 25 62 58 6 4
6 0,5 18 25 62 58 6 4
8 0,2 24 30 68 7,7 8 4
8 0,5 24 30 68 77 8 4
10 0,2 30 o 80 95 10 4
10 1 30 35 80 9,5 10 4
12 0,2 36 45 93 11,5 12 4
12 1 36 45 93 11,5 12 4
16 0,2 48 65 108 1518 16 4
16 1 48 55 108 15,5 16 4
20 0,3 60 70 126 19,5 20 4
20 1 60 70 126 19,5 20 4

3738 2.020010

0 dq r lo I3 l4 0 d3 0do VA
h10 £0,02 6 9%
6 0,1 24 30 68 58 6 4
6 0,5 24 30 68 5,8 6 4
8 0,2 32 40 80 7,7 8 4
8 0,5 32 40 80 7,7 8 4
10 0,2 40 50 95 25 10 4
10 1 40 50 95 9,5 10 4
12 0,2 48 60 107 115 12 4
12 1 48 60 107 11,5 12 4
16 0,2 64 75 128 15,5 16 4
16 1 64 75 128 15,5 16 4
20 0,3 80 90 145 19,5 20 4
20 1 80 90 145 19,5 20 4

_sra0z |

d—F—RfFE
with corner radius

3740_2.006005
3740_Z.008005

3740_2.012010
3740_2.016010
3740_7.020010

3740_2.010010

BEHOBZWI—F—RICDVWTHRHENGLET

Other corner radii available on request

M2 44 - Cutting Conditions FRANKEN

A /- Cute
7roctro/a
Trochoidal end mills with corner radius type WF — extra long design AR
lb=3xd l=4xd ot
2=90X 04 2 =4X0q 3740_27
k=) =
> >
[3p] <t
n 1]
& &
- &
«©
ae de
2 =0,2x0d4 . =0,1xd4
Ve f; Ve f; '
[m/min] [mm] [m/min] [mm] 3‘1 ¢ 6
AT LR - Stainless steel materials
M2
4
77)L=5% - Aluminium alloys
0,012 xd; 560 0,012 x d []
550 0,012 x d4 550 0,012 x d4 []
500 0,012 x d4 500 0,012 x dy [ ]
400 0,012 x d4 400 0,012 x dy []
A& % - Copper alloys
TS LEE - Magnesium alloyls : ‘ ‘ ‘ ‘
| | \ \ \ \
a & - Synthetics
- Special materials
FX> 5% - Titanium alloys
—v)LE, aNLE {2 & < - Nickel alloys, cobalt alloys and iron alloys
= fEE# - Hard materials
1
H 4%

W= 533 - very suitable
0= #FAFIAE - suitable

v = YIHIREE - Cutting speed
f, = H@7=D3ED - Feed per tooth

EMUGE




FRANKEN EREGEN=EE

F IT>F =)L - Trochoidal End Mills with Corner Radius

HHIZ& 14 - Cutting Conditions

FRANKEN

A A -Cute A A f-Cute
7 OC/70/ 7 OC/70/
Trochond 7roctod
= S1ERE/N1/XT3—< >R = High performance tool — A REEFOASEIVESN SATWF-T22R502T Xt &R &R - Valid for
w—)L = Newly developed geometry WF | Trochoidal end mills with corner radius type WF — extra long design
N . ’ \\\NE. 3742 7
= FRAEOFYTIL—h— with chip breaker - NN l, =5 X dq —
FEIH = Low-vibration machining NN\
= EEUDARVEEDARIIT = |nternal coolant supply,
= BN S DA AL AR— )L axial exit (ICA) ’ 5Xd1
Z(ICA) = 3 lengths available )
" 3BEOTERT 30-35° SmEm =
-
I
- :
R
1-3° ;) <
g-
» [N KLN
ae
2, =0,05xd4
v, f ¢
,=—'A.| [m/r?]in] [mfn] ‘ o ‘
1; lo |
I3
Q :
N
|
Q d—F>7% - Coating
A TV —2ar - RKHEIM (P23024R) Applications — material (see page 230) N[1113 14
50O LeEEERIND = For process-reliable trochoidal roughing D Shiniess seelateias
FOORFATIC operations -
B VILEEERBHEMOMNIICRICRE = Especially suitable for wrought aluminium alloys M 2
s )OAVERET%ETOTILIG®EE = Suitable for aluminium cast alloys with =
YIC DR TIEE a silicon content of up to 7% -
5 ZAAOMIICH = Suitable for Z-axis milling
 EMTICHAEETIMIICHER AR = Suitable for roughing and finishing
l =5x dy — THARS50/4 - Extra long design sia2z | | ] 3R Non-ferous mate
0 d r lo I3 l4 0d3 0dy Z Od—F—RfFE 500 0,012 x dy ]
n10 +0,02 h6 9 with corner radius 283 881% i g: :
6 0,1 30 36 75 58 6 4 400 0,012x dq ]
8 0,2 40 48 88 7,7 8 4 3742_7.008002
10 0,2 50 60 105 95 10 4 FEE TG T
12 0,2 60 70 118 11,5 12 4 3742_7.012002 S L W08
16 0,2 80 90 142 18,5 16 4
20 0,3 100 110 163 19,5 20 4 3742_7.020003
BEOBVWI—F—RICOVTHRHRIELET
Other corner radii available on request

T %> L& - Magnesium alloys

=) 5 - Synthetics

- Special materials

- Titanium alloys

—wVE, ONILE 2R & < - Nickel alloys, cobalt alloys and iron alloys

BRERMNT - SEMITICEERFPC 757> INO—F vyl DW\T
[FEHA DT T A ETELIE T,

High-precision collet holders FPC for high-performance f
and high-speed milling are available in our web shop ’ . :1

.0

= fEEZ# - Hard materials

W= 533 - very suitable
0= #FAFIAE - suitable

v = YIHISERE - Cutting speed
f,= FAdp7=D3ED - Feed per tooth



FRANKEN B E5M=rs 7JH1&# - Cutting Conditions FRANKEN

A A /-Cute A A /-Cue
-7 SRS - ~ )
= RYJLIAFE = Drilling edge over centre N ey I,/h‘)l' 21T W , H>7 X5 85, - Valid for
= HRHEVEIHER = Lowest cutting forces w \\\:= End mills type W — long design 1900
u B8R L—ACRNO—F>% = \Very smooth CRN coating - e— e
NN\ _ .
J>A—hk CRNO—F+r>¥
’ Uncoated CRN coated
2
25° _ _
=] =]
> >
[} A
]
KB x45° = s = =
1} I
< &
od od
z - —— & - &
N B KL | KL
ae de ae ae
e =4 g =0,4xd4 ap = 4 a2 =0,4xdq
Ve f; Ve f; Ve f; Ve f; )
[m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] x “ 0
-EF —— [ — L 'g'
I2
h
N
N
N [EEX T4 > - Face design @ @
N
N T
d—7>% - Coating CRN
T —ay - HEIM (P2308ER) Applications — material (see page 230) N[13937 14 N 1114 7~ L X Stahlwerkstoffe - Stainless steel materials
- _ . [
= VILZAEBRHEMOMIIC = For wrought aluminium alloys N[ 3142 53 N 31-42,53 M2 !
VYOV EBETNETOTILIE = For aluminium alloys with . 1
S a silicon content of up to 7% L
= 7L LM OINTIIC = Drilling and milling in aluminium profiles
= EMNIICDE T INTICEHERRTEE = Suitable for roughing and finishing
= NUNERELTHER = Burr-free machining
0>/% - Long design 1909 | | 1909R |
0 dy ) l 0 dy KB z Bita—7—
h10 h6 [BSE34] with bevelled edge 7JL= &% - Aluminium alloys
2 0 20 5 0,04 1 540 0,009 x dy 590 0,010 x dy 540 0,009 X dy 590 0,010 x dy u
’ 540 0,008 x d 590 0,009 x d 540 0,008 xd 590 0,009xd u
3 12 40 3 0,07 1 1909.003 1909R.003 540 0.007 x4, 500 0008 X1 540 0007 xd, 590 0.008 X1 ]
4 15 40 4 0,07 1 320 0,008 x dy 350 0,009 x dy 320 0,008 x dy 350 0,009 x dy O
5 16 50 5 0,12 1 1909.005 1909R.005
6 20 60 6 0,12 1 FEE G i
8 22 63 8 0,12 1 1909.008 1909R.008 ST L A0
10 25 72 10 0,2 1
12 30 83 12 0,2 1 1909.012 1909R.012
|
R T* > LEE - Magnesium alloys
240 0,009xd; | 260 [ 0010xd; | 240 [ 0009xd; | 260 [ 0010xd, | O [ O | 0O | m
240 | 0007xd; | 260 | 0008xd; | 240 [ 0007xd; | 260 [ 0008xd, | O | O | O | m
a 5 - Synthetics
240 0,008 X dy 260 0,009 X dy 240 0,008 X dy 260 0,009 x d; O ] u
360 0,008 x dy 400 0,009 x dy 360 0,008 X d 400 0,009 x d 5] u
3t - Special materials 1
[
120 0,006 X d 130 0,007 x d 120 0,006 X d 130 0,007 x d O u
FX> 5% - Titanium alloys l
%
ZoTVE, ANLRE, KEMEES 2 - Nickel alloys, cobalt alloys and iron alloys
TIZBRRO—=7 71 Y—ILIZDWTId#4t .
PES LRGN Jul AQrINN :
Milling tools with indexable or exchangeable inserts i = fEZ#H - Hard materials
are available in our web shop . B

262 W= 53 - very suitable v = HIHIEEE - Cutting speed 263
[FRANKEN| [ =B AT AE - suitable f, = T &HT=DED - Feed per tooth [FRANKEN|



FRANKEN EEEEE T tJHIZ&f4 - Cutting Conditions FRANKEN

AN Asr-Cut A Asr-Cut
" SERENT/STA—<>AY—)L = High performance tool amm T\—JI«I/F:.}L BLTW - >3- ~ S BUS, Valid for
" A—Hyk = Centre cutting W N Ball nose end mills type W — short design

\] ~ — N ;
= FFEFES O FEILER = Patented chisel edge PR />3a—k CRNI—71>7 }gg} 5
" DT v— T ARTIH = Sharp cutting edges S\N\E. o Uncoated ) - CRN coated .
» BZL—ZCRNI—F1> 4 = Vlery smooth CRN coating 4 Rﬁﬂf"],l TiF_i_L{]?J”I Rﬁ””h,l TiF_iﬁT]?J”I
5 3EEOTEES = 3 lengths available (‘ oughing inishing oughing inishing
30° S 5
o o
Y : .
=) 2 o 2
1} I
< <&
ae dg
¢. s s s s
2 NS E } S ' S
= e od 5 od 5
; . + o | s Lo | s
Iy 2 < &
[}
h 2. = 0,2 x dy 2. =0,2x0d;
Ve f; Ve f Ve f; Ve f; [y
‘ﬁt [m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] 3‘: “ ‘
s’? NG \‘\ s
S 3 f A
I3
ly
i
N
Q d—7 % - Coating CRN
|
N TV —ary - #%HEIM (P2302E) Applications — material (see page 230) N[ 1143 N[ 1114
N " VILIEERHEMOMNTIIC = For wrought aluminium alloys N[ 4142 53 N[ 2123 2428
= JUAVEREBTI%FETOTILIESHEYIC = For aluminium alloys with N 31-44,53
= CRNI =T+ >V RIFAEERICHBEAATRE a silicon content of up to 7% 2T~ L R Stahlwerkstoffe - Stainless steel materials
= With CRN coating also for copper alloys nEE [
) \
[ \
4.
S 3—F - Shortdesign T T
0 dq r I I3 4 0 d3 n 9 dy a B VA
+0,01 +0,005 h5 B3k 7)L=E% - Aluminium alloys
05 025 7 2 38 045 9 3 10° 8° 2 630 0,022 x d4 840 0,016 x d4 900 0,022 x d4 1200 0,016 x dy O u
) ' ’ - < 630 0,020 xd 840 0,014xd 900 0,020 xd 1200 0,014 xd =] (]
0,5 0,25 1 2 57 0,45 20 6 10 8,5 2 1921.000506 1921R.000506 630 0077 x4, 840 012X 900 0017 xd, 7200 00712 x4y @ []
1 0,5 2 4 38 0,95 9 3 12,5° 6,5° 2 600 0,020 x dy 800 0,014 x dy 0 []
1 0,5 2 4 57 0,95 20 6 10° 8° 2 1921.00106 1921R.00106
15 0,75 25 75 38 1,4 9 3 32° oN 2 G5%  Copper allors
15 075 25 75 57 14 20 6 125° 7° 2 1921.001506 1921R.001506 S T T 5 an —
2 1 3 8 38 1,8 9 3 31° 35" 2 200 0,014 x d: 260 0,010x d} =] (]
2 1 3 8 57 1,8 20 6 12° 6,5° 2 1921.00206 1921R.00206 200 0,014 x dy 260 0,010 x dy 0 [ [m] []
3 1,5 35 10 57 2,8 20 6 115 5 2 160 0,011 xdy 220 0,008 x dy o | =
4 2 4 12 57 38 20 6 11° 3,5° 2 1921.004 1921R.004 160 LUIKE: 51 2 Q.08 ¢ 51 = - o s
5 2,5 5 14 57 47 20 6 10° 2° 2 100 0,008 x 0y 140 0,006 xd; O O]
6 3 6 20 57 5,6 - 6 - - 2 1921.006 1921R.006 100 0,008 x d 140 0,006 x dy | [m] []
8 4 7 25 63 7,6 - 8 - - 2 XIS DLES - Magnesium alloyls : : — o : ‘ ‘ ‘ ‘
6 - -  emron . : 5 LT 5T
10 > 8 30 2 28 - 19 - - 2 el 1 1 [ 40 | 000xd, | 60 | 0014xd | \ O [ =
12 6 10 65 83 11,5 12 2 = & Synthetics
-= HAROYvIBTTILRY v BIF 1922/1922R 245 0,021 x dy 315 0,015 x dy 350 0,021 x dy 450 0,015 x dy O ] u
Tool with side-lock clamping: order code 1922/1922R 350 0,021 x dy 455 0,015 x dy 500 0,021 x dy 650 0,015 x dq 0 ] u
200 0,017 xdy 250 0,012 %0 & ] (]
140 0,017 xdy 180 0,012 xdy O ] (]
- Special materials ‘
\
155 0,017xd 210 0,012xd 220 0,017xd 300 0,012xd O u u
FR> 5% - Titanium alloys |
|
ZoTVE, ANLRE, KEMEES 2 - Nickel alloys, cobalt alloys and iron alloys
= fEZ#H - Hard materials
A
H i3

264 W= 53 - very suitable v = YIHIREE - Cutting speed 265
[FRANKEN| [ =B AT AE - suitable f,= A& 7T=DIXD - Feed per tooth [FRANKEN|



FRANKEN EEEEEI T ¥4 - Cutting Conditions FRANKEN

AN A Cue AN A - Cue
R—ILIVRIN 21T W -O¥F

= SMRENANTF—< XY =)L = High performance tool S : ’ e EI O\l
ey S = Centre cutting w o Ball nose end mills type W — long design RSB - Valid for
Z 5 . DN ~ _ =N,
= FFEFES O FEILER = Patented chisel edge R />3a—k CRNI—71>7 ggggR
= DTS v—TREIHA = Sharp cutting edges aoNE. " Uncoated ) " CRN coated )
» B2 L—ZCRNI—F >4 = Vlery smooth CRN coating 4 ;ﬁﬂ?],l TiF,iﬁ{]?J”I Rﬁ””h,I TiF_iﬁT]?J”I
2 3BEOTEES = 3 lengths available (‘ oughing inishing oughing inishing
30° = =
o o
Y - -
S = 3
1} I
< <&
A dg
7 2 e
Jad S
+ o | Lo | vl s
&
a=0,2xd4 2 =0,2xdq
Ve f; Ve f Ve f; Ve f; [y
[m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] 3‘: “ 6
g 6550
< o
3 'g
I3
i
3
Q d—7 % - Coating CRN
|
N TV —ary - #%HEIM (P2302E) Applications — material (see page 230) N[ 1143 N[ 1114
N " VILIEERHEMOMNTIIC = For wrought aluminium alloys N[ 4142 53 N[ 2123 2428
= JUAVEREBTI%FETOTILIESHEYIC = For aluminium alloys with N 31-44,53
= CRNI =T+ >V RIFAEERICHBEAATRE a silicon content of up to 7% 2T~ L R Stahlwerkstoffe - Stainless steel materials
= With CRN coating also for copper alloys nEE [
) \
[ \
4.
0>% - Long design 2830 | 283
0 d r lp I3 l4 0 d3 9 dy VA
0,01 0,005 h5 [BSE:| 7)L=5&% - Auminium alloys
3 7 7 0 ) 75 g 2 630 0,022 x dy 840 0016 xdy 900 0,022ty 1200 0,016 xd; ] (]
: 630 0,020 xd 840 0014xd 900 0,020xd 1200 0,014 xd ] (]
10 5 8 50 100 9,6 10 2 2830R.010 630 0077 x4, 840 012X 900 0017 xd, 1200 00712 x4y O ]
12 6 10 65 120 11,5 12 2 600 0,020 x dy 800 0,014 x dy 0 []
16 8 12 80 140 15,5 16 2 2830.016 2830R.016
e Uy BUTLE Sy BE 28312631R % Comaralon
Tool with side-lock clamping: order code 2831/2831R 200 0,014 x 4y 260 0,010 d; O (]
200 0,014 xdy 260 0,010 xd; ] (]
200 0074 x 260 0,010 xd; 0 0 ] [
160 0,011 xdy 220 0,008 x d; ] (]
160 0,011 x dy 220 0,008 x d, =] (]
160 0,011 x d 220 0,008 x dy O 0 ] []
700 0,008 X d; 140 0,006 x dy ] (]
700 0,008 X d; 140 0,006 x dy \ ] (]
T x> LA - Magnesium alloys
I I 450 [ 0,025xd; | 600 [ 0018xd; | [ [ 0 [ =
I | I 450 [ 0020xd; | 600 [ 00T4xd; | \ [ O [ =
a & - Synthetics
245 0,021 xdy 315 0075 xdy 350 0,021 xdy 450 0,015 xd; 0 ] (]
350 0,021 xd; 455 0,015 xdy 500 0,021 x dy 650 0,015 xd; 0 ] (]
200 0017 x 250 0,012 xd; 0 ] [
140 0,017 x 180 0,012 xd; 0 =] (]
- Special materials ‘
\
155 0017 x4 210 0012x4d 220 0,017 x4d 300 0.012xd 0 u (]
FX> 5% - Titanium alloys |
|
ZoTVE, ANLRE, KEMEES 2 - Nickel alloys, cobalt alloys and iron alloys
= fEZ#H - Hard materials
A
H %

266 W= 53 - very suitable v = HIHIEEE - Cutting speed 267
[FRANKEN| [ =B AT AE - suitable f, = T &HT=DED - Feed per tooth [FRANKEN|



FRANKEN EEEEE T JHIZ& 4 - Cutting Conditions FRANKEN

A A /-Cute A A /-Cue
u EBENT/NTH—<>ZY—JL = High performance tool omm /'J'\—)LI/F:)L"SM’jW -IVUR |*7I?I/7 S BUS, Valid for
" A—Hyk = Centre cutting W N Ball nose end mills type W — extra long design

- . . DN ~ — AN 3
= FFEFEUSOF EILRAA = Patented chisel edge - PR />d—hk CRNI—71>7 1943
= RO T v —FHEH = Sharp cutting edges e . Uncoated ) N CRN coated ) 1943R
5 BRL—ACRNO =T = Very smooth CRN coating T EEFmT T fEEFmT
= 3BEOTERT = 3 |engths available ? Roughing Finishing Roughing Finishing
a (4
30° S =
o o
9 - -
= 3 =3 2
1} I
<& &
A dg
z N B 5 B s
] X 2 &
od S od =3
+ o | s Lod | s
& &
g@ ¢ 2= 02 xd 2= 0,2 x s
< ) e Ve i Ve f; Vo f; Ve f x ' 6
Is [m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] ¢
i
=
1537 t 5
s Nl \t‘ s
'g Y| 2 A
Q s
3 :
\ '1
AT LR Stahlwerkstoffe - Stainless steel materials
J—7 % - Coating CRN Mz }
T —ay - HEIM (P230BER) Applications — material (see page 230) N[ 1143 N 1114 4 |
= 7ILZEEBEMOMIIC = For wrought aluminium alloys N[ 4142 53 N[ 2123 24-28
= JUOVEREBTI%FETOTILIESHEYIC = For aluminium alloys with N 31-44,53
® CRNO—F+ 7 RidE€IcbEAEn e a silicon content of up to 7%
= With CRN coating also for copper alloys
77)L=5% - Aluminium alloys
630 0,022 x d; 840 0,016 X dy 900 0,022 X dy 1200 0,016 x dy ] ]
630 0,020 x dy 840 0,014 x dy 900 0,020 X d 1200 0,014 x dy 5] u
630 0,017 x d 840 0,012 x d 900 0,017 x d 1200 0,012 x dy O (]
- . . 600 0,020 x dy 800 0,014 x dy 5] u
T HZh50>4 - Extra long design 1943 | 1943R |
od r | | | od | od a A& % - Copper alloys
20,011 +0,005 2 3 ! 3 ¢ h52 g = 200 0,014 x d4 260 0,010 x dy [m] u
200 0,014 x dy 260 0,010 x dy 5] u
3 15 35 12 80 2,8 40 6 3,5° 2,5° 200 0,014 xdq 260 0,010 x dy O O ] u
4 2 4 20 80 3,8 40 6 4° 1,5° 1943.004 1943R.004 }gg 83” X 51 ggg gggg X 51 EI :
) o | X A X
g 3'5 g 18 188 gg 4_0 g 1 _5 1_ 1943.006 160 0,011 x d} 220 0,008 x dl O O ] u
, . 100 0,008 x d 140 0,006 x d ] u
8 4 7 60 120 7,6 = 8 = = 100 0,008 x dy 140 0,006 X dy | O []
10 5 8 60 120 9,6 - 10 - - 1943.010 1943R.010 RTFL I LE% - Magnesium alloys
12 6 10 70 160 11,5 = 12 = = 1 1 1 450 1 0025 X0y 1 600 1 D016 X, [ [ [0 [ =m
RS ORI e s U 18431843 I S 1 1 1 [ 0o20xs, | [ oovxy, | [ 1 O [ ®
Tool with side-lock clamping: order code 1843/1843R 245 0,021 x dq 315 0,015 x dq 350 0,021 x dq 450 0,015 x dy O [m] []
350 0,021 x dy 455 0,015 x dy 500 0,021 x d 650 0,015 x dy O 5] u
200 0,017 xdy 250 0,012 xdy O 5] u
140 0,017 x d 180 0,012 xdy ] ] u
- Special materials ‘
\
155 0,017 xd 210 0,012xd 220 0,017 xd 300 0,012xd O u u
FX> 5% - Titanium alloys |
|
ZoTVE, ANLRE, KEMEES 2 - Nickel alloys, cobalt alloys and iron alloys
= fEZ#H - Hard materials
1
Hi—3

268 W= 53 - very suitable v = HIHIEEE - Cutting speed 269
[FRANKEN| [ =B AT AE - suitable f, = T &HT=DED - Feed per tooth [FRANKEN|



FRANKEN ESZE

FRANKEN

K =)L - Torus End Mills HHIZ& 14 - Cutting Conditions

AN Asr-Cut A Asr-Cut
S5 SRS - gq—
u SRR T/STA—T VR Y—IL = High performance tool N FITRAIVEIL ATW - 23—+ SHRBYT - Valid for
v T d mill W —short d
L2 L] 8 = Centre cutting w \~§:= . orus end mills type W — short design o 1042
= RO TIv—TRUH = Sharp cutting edges = J>3d—hk CRNI—F«>% R
" ZREEI—7F—R = High-precision corner radius NN\ o Uncoated N - CRN coated L
# 8B L—ACRNI—F 4% = Very smooth CRN coating JRMlL LI JefL tELFmT
W IEEOTEES = 3 lengths available ? Roughing Finishing Roughing Finishing
4
30° = =
> >
L : :
=) 2 o A
g 1} I
< <&
Qe de
/ — —
_ = N / > < = ol =
2 —] — 2 = y o N
= = e od ) od =)
S ¥ KIN oS KL S
2 & &
I3
b ae = 0,4 x dy ae=0,4x dy
Ve f; Ve f Ve f; Ve f; [y
€¢ ni o [m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] 3‘: “ ‘
s “i\ s
S J - 5‘
lo =
[}
lg 1
i
R
W 5777 coating
|
N TV —ary - #%HEIM (P23025) Applications — material (see page 230) N[ 1143 N[ 1114
N " TILIEEREMOINTIIC = For wrought aluminium alloys N[ 4142 53 N[ 2123 2428
= JUAVEREBTI%FETOTIILIESHEYIC = For aluminium alloys with N 31-44,53
* CRNI—F1 > I midHaRICHEAAEE asilicon content of up 0 7% 27 2L X Stahlwerkstoffe - Stainless steel materials
= With CRN coating also for copper alloys nEE [
) \
[ \
4.
3= Shor dosg TR T
0 dq r I I3 4 0 d3 n 9 dy a B VA
=0,01 +0,005 h5 B3k 7)L=E% - Aluminium alloys
05 01 1 2 38 0.45 9 3 10° g° 2 630 0,022 x d4 840 0,016 x d4 900 0,022 x d4 1200 0,016 x dy [m] u
) ' ’ - . 630 0,020 xd 840 0,014xd 900 0,020 xd 1200 0,074xd =] (]
0,5 0,1 1 2 57 0,45 20 6 10 8,5 2 1942.000506 1942R.000506 630 0077 x4, 840 012X 900 0017 xd, 1200 00712 x4y O ]
1 0,25 2 4 38 0,95 9 3 12,5° 6,5° 2 600 0,020 x dy 800 0,014 x dy 0 []
1 0,25 2 4 57 0,95 20 6 10° 8° 2 1942.00106 1942R.00106
15 0,25 25 75 38 1,4 9 3 32 i 5° 2 G5%  Copper allors
15 025 25 715 57 14 20 6 125° 7 2 1942.001506 1942R.001506 T LT 55 TETH — =
2 0,5 3 8 38 1,8 9 3 31° 35" 2 200 0,014 x dq 260 0,010x dq =] (]
2 0,5 3 8 57 1,8 20 6 12° 6,5° 2 1942.00206 1942R.00206 200 0,014 x dy 260 0,010 x dy 0 [ H] []
3 0,5 3 10 57 2,8 20 6 11,5° 5 2 }gg 88” X 31 ggg gggg X 31 E\\ :
4 0,5 4 12 57 3,8 20 6 11° 3,5° 2 1942.004 1942R.004 11Xy 006 X dy
: : o - 160 0,011 xd 220 0,008 xd O O =] (]
5 05 5 14 o7 47 20 6 10 2 2 100 0008 X1 140 0.006 X1 & []
6 0,8 6 20 57 5,6 - 6 - - 2 1942.006 1942R.006 100 0,008 x d 140 0,006 x dy | [m] []
8 1 7 25 63 7,6 - 8 - - 2 XIS DLES - Magnesium alloyls : : — o — grEre ‘ ‘ ‘
10 1 8 30 72 9,6 - 10 - - 2 1942.010 1942R.010 o ,025 x dy /016 X 04 o L
12 15 10 35 83 115 _ 12 _ _ 2 ST | | | 450 [ 0,020 x dy | 600 [ 0,014 xd, | | | O m
s 2 - oynthetics
-' HAROvIRTTILR YOy BIE 1944/1944R TS 0,021 x dy 315 0,015 x 0y 350 0,021 x dq 450 0,015 x dy ] O (]
: Tool with side-lock clamping: order code 1944/1944R 350 0,021 x dy 455 0,015 x dy 500 0,021 x dy 650 0,015 x dq 0 ] u
200 0,017 xdy 250 0,012 %0 0 ] (]
140 0,017 xdy 180 0,012 xdy O ] (]
- Special materials ‘
\
755 0,017 xd 210 0,012xd 220 0,017 xd 300 0,012xd O u u
FR> 5% - Titanium alloys |
|
ZoTVE, ANLRE, KEMEES 2 - Nickel alloys, cobalt alloys and iron alloys
= fEZ#H - Hard materials
A
H i3

v = YIHISERE - Cutting speed
f,= FAdp7=D3ED - Feed per tooth

W= 533 - very suitable
0= #FAFIAE - suitable



FRANKEN ESZE

FRANKEN

K =)L - Torus End Mills HHIZ& 14 - Cutting Conditions

A - CsE A Asr-Cut
58357 SRS _AsA
" SRR\ /NTA—< A Y—)L = High performance tool NE 27 ZI/ITNJL 2ALTW EI V27 SRS - Valid for
" A—Hyk = Centre cutting W N Torus end mills type W — long design
= iBDTov—FHEH = Sharp cutting edges R />3a—k CRNI—71>7 ggggR
" ZREEI—7F—R = High-precision corner radius NN\ o Uncoated ) - CRN coated .
5 BRL—ACRNO =T = Very smooth CRN coating T EEFmT T fEEFmT
W IEEOTEES = 3 lengths available ? Roughing Finishing Roughing Finishing
7]
30° - _
=] =]
> >
N : :
S 2 S 2
1} I
< <&
Qe de
/ — —
/ > ol = ol =
/ N N
od S od =3
¥ Lo | e Lod | e
<& &
a=0,4xd4 2 =0,4xdq
Ve f; Ve f Ve f; Ve f; [y
[m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] 3‘: “ ‘
< |2
I3
i
N
Q d—7 % - Coating CRN
|
N TV —ary - #%HEIM (P23025) Applications — material (see page 230) N[ 1143 N[ 1114
N " TILIEEREMOINTIIC = For wrought aluminium alloys N[ 4142 53 N[ 2123 2428
= JUAVEREBTI%FETOTIILIESHEYIC = For aluminium alloys with N 31-44,53
= CRNO =T+ >V RIFAEERICHBERATHE a silicon content of up to 7% 2T~ L R Stahlwerkstoffe - Stainless steel materials
= With CRN coating also for copper alloys nEE [
L \
; \
4.
[>% - Long design 2838 2838R
9 dq r lp I3 l4 0 d3 9 dy VA
0,01 0,005 h5 [BSE:| 7)L=5&% - Auminium alloys
3 7 7 20 %0 75 8 2 630 0,022 Xty 840 0,016 Xty 900 0,022x 0y 1200 0,016 X dp ] ]
, 630 0,020 xd 840 0,014xd 900 0,020 xd 1200 0,014 xd =] ]
10 1 8 50 100 9,6 10 2 2838R.010 630 0077 x4, 840 012X 900 0017 xd, 7200 00712 x4y @ []
12 1.5 10 65 120 11,5 12 2 600 0,020 x dy 800 0,014 x dy 0 []
16 2 12 80 140 15,5 16 2 2838R.016
! YA ROy IAYTILRY 2> B 2839/2839R & Coaral
Tool with side-lock clamping: order code 2839/2839R &% - Copper alloys - _— . XHGEEN = <
200 0,014 xd; 260 0,010 X dy =] ]
200 0,014 xdy 260 0,010 xdy O O ] ]
160 0,011 xdy 220 0,008 X dy =] ]
160 0,011 xd 220 0,008 x dy 5] ]
760 0,011 xdy 220 0,008 X dy a] O @] ]
100 0,008 x dy 140 0,006 X dy ] ]
100 0,008 x dy 140 0,006 X dy \ ] ]
T x> LA - Magnesium alloys
I I 450 [ 0025xd;__| 600 [ 0018xd__] [ [ O | =
| | | 450 [ 0020xd; | 600 [ 0014xd; | \ [0 | =
a & - Synthetics
245 0,021ty 315 0,015x 350 0,021 x dy 450 0,015 X dp O ] u
350 0,021 x 455 0,015xdy 500 0,021 x dy 650 0,015 Xy ] ] ]
200 0,017 xdy 250 0,012 %0 & ] ]
140 0,017 xdy 180 0,012 xdy O ] ]
- Special materials ‘
\
155 0,017xd 210 0,012xd 220 0,017xd 300 0,012xd O u u
FX> 5% - Titanium alloys |
|
ZoTVE, ANLRE, KEMEES 2 - Nickel alloys, cobalt alloys and iron alloys
= fEZ#H - Hard materials
A
H

v = YIHISERE - Cutting speed
f,= FAdp7=D3ED - Feed per tooth

W= 533 - very suitable
0= #FAFIAE - suitable



N
3
3

FRANKEN Es =T

A /-Cur

= SMERENTINT =RV =)L
=2 E—Hvhk

= High performance tool
= Centre cutting

w
B BDHTIv—F72H = Sharp cutting edges -
" ZfEEI—FT—R = High-precision corner radius
BB L—ZACRNO—FT1>7 = Vlery smooth CRN coating
= 3FEEOTERT = 3 lengths available ?
4
30°
v
//
% >
*X

" 9 dq
~
\
0 d3

o
S i S
S¢ \i‘ s
< J - zﬂ
I =
[}

N
N\
NN
NN
NN

J—7>% - Coating CRN

T —ay - HHEIF (P230888) Applications — material (see page 230) N N 11-1.4

= 7ILZEEBEMOMIIC = For wrought aluminium alloys N 5.3 N[ 2123 24-28
= JUOVEREBTI%FETOTILIESHEYIC = For aluminium alloys with N 31-44,53

= CRNO =T+ >/ mISTHEEICHEARIRE

a silicon content of up to 7%
= With CRN coating also for copper alloys

T HZMZA>% - Extra long design

0 dq r lo I3 l4 0d3 I4 9 dy a B
=0,01 +0,005 h5
3 05 3,5 12 80 2,8 40 6 3,5° 25)°
4 0,5 4 20 80 3,8 40 6 4° 1,5°
5 0,5 5 10 100 4,7 40 6 1,5° 1°
6 08 6 40 100 5,6 - 6 - -
8 1 7 60 120 7,6 = 8 = =
10 1 8 60 120 9,6 - 10 - -
12 15 10 70 160 11,5 12 = =

-' FAROYIBITILR YO v > BIE 1841/1841R
— Tool with side-lock clamping: order code 1841/1841R

1941.004

1941.006
1941.010

1941R.004
1941R.006
1941R.010

HHIZ& 14 - Cutting Conditions

FRANKEN

AmmmnmASf-Cur

Torus end mills type W — extra long design AR
Jya—k CRNO—F+>% 1941
Uncoated CRN coated 1941R
FT fEEFmT FNT T EiFmT
Roughing Finishing Roughing Finishing
S S
> >
Yo [Tel
o o
= 3 = 3
Il I
& &
Qe de
& ] & s
S S
o | Gor| & o | Go | &
| I | 1]
& &
a=0,4xd4 2 =0,4xdq
Ve f; Ve f; Ve fz Ve f; '
[m/min] [mm] [m/min] [mm] [m/min] [mm] [m/min] [mm] 3‘: ¢ 6
AT LR Stahlwerkstoffe - Stainless steel materials
. \
M[ 2 \‘
4
77)L=5% - Aluminium alloys
630 0,022 x d4 840 0,016 x d4 900 0,022 x d4 1200 0,016 x dy [m] []
630 0,020 x d4 840 0,014 x d4 900 0,020 x d4 1200 0,014 x dy [m] []
630 0,017 x d4 840 0,012 x dy 900 0,017 x dy 1200 0,012 x dy ] [ ]
600 0,020 x dy 800 0,014 x dy [H] []
A& % - Copper alloys
200 0,014 x dy 260 0,010 d =] (]
200 0,014 xdy 260 0,010x dy =] (]
200 0,014 x dy 260 0,010 x dy O O [l] []
160 0,011 x dy 220 0,008 x d4 [H] []
160 0,011 x dy 220 0,008 x d4 [m] []
160 0,011 x dy 220 0,008 x d4 O O [m] u
100 0,008 x d4 140 0,006 x d4 [m] []
100 0,008 x d4 140 0,006 x d4 [ [H] []
T x> LA - Magnesium alloys
[ [ 450 [ 0,025xd; [ 600 [ 0,018xd4 [ [ [ O] m
| | | 450 [ 0020xd; | 600 [ 0014xd, | \ [ O [ =
a & - Synthetics
245 0,021 x d4 315 0,015 x d4 350 0,021 x d4 450 0,015 x dy O [m] []
350 0,021 x d4 455 0,015 x d4 500 0,021 x dy 650 0,015 x dy O [] []
175 0,012 x d4 200 0,017 x dy 250 0,012 x dy [} ] []
140 0,017 x dy 180 0,012 x dy O O []
- Special materials
|
155 0,017 x d 210 0,012xd 220 0,017 xd 300 0,012 xd O [] []
FX> 5% - Titanium alloys
\
|
ZoTVE, ANLRE, KEMEES 2 - Nickel alloys, cobalt alloys and iron alloys
= fEZ#H - Hard materials
1
H 4%

W= 533 - very suitable
0= #FAFIAE - suitable

v = YIHIREE - Cutting speed
f, = H@7=D3ED - Feed per tooth
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