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O8O TrA 23— Product finder
F5C: ) Please note:
BWEIMICHT BT RILOBEAMIIUTORS THSHOEINTVET: The suitability is indicated as follows:
=5 W = very suitable
O = EARgE [J = suitable
WHIAATTBRTR 13 446 - 467 R— D E BT LN, International comparison of materials, see pages 446 - 467.
p8-16mm 98-16mm 08-16mm p10mm 93-16mm 810-16mm
a/2=20° rp=40-60mm ry=40-60mm r,=50mm rp=50-95mm ry=75-85mm
4 4 4 4 3-4 6 VABSES
I —va - I B30 | HEAI-DIN RISt 3556L 35522 355412 3542L 3538 3530L =
Applications — material Tensile strength Material examples Material numbers 388 390 392 394 396 308 N —-Page
SRR LR Cold-extrusion steels, Cqi5
TS E AR R Construction steels, <600 N/mm2 S2350R (SB72) S, SPH, SS100, STKM, n n n n m n
g Free-cutting steels, etc. 10SPb20 ' ’
TS A R Construction steels, E360 (St70-2)
S PR Case-hardened steels, < 800 N/mm2 16MnCr5 SsssﬁniggcsﬁﬂﬂEH | ] ] ] | ] [ ] [ ]
S| Steel castings, etc. GS-25CrMo4 !
S Case-hardened steels, 20MoCr3
LIRS Heat-treatable steels, <1000 N/mm2 42CrMo4 gé&“r’]' ggyﬁg%mig”“g&ré ] ] ] | ] |
Vel isis: et Cold work steels, etc. 102Cr6 ' ' '
HRNIDER Heat-treatable steels, 50CrMo4
Vacliikis e Rl Cold work steels, <1200 N/mm?2 X45NiCrMo4 SCM445H, SKH, SKS, SKT, SUP | | | | | | u | |
E3(&] Nitriding steels, etc. 31CrMo12
Bael High-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 [] [] ] [] [] [] X M
1 [ A—RTFA 75148, B LR 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 [] [] (] 0 0 ] 4.
) ) . 100-250 N/mm2 EN-GJL-200 (GG20) FC200 [] [] []
¥ B Cast iron with lamelar graphits (GJL) 250-450 N/mm2 EN-GJL-300 (GG30) FC300 [] ] [
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 5 0 5
o= = . . . . 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) 500-800 N/mm? | _EN-GJMB-450-6 (GTS-45 FCMW370 0 O 0
FILEZOLE Aluminium alloys
< 200 N/mmZ2 EN AW-AIMn1 A1050,A3030 L] u u L] [] []
TILIZULES B 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
AasE Copper alloys
HitE, S 2 Pure copper, low-alloyed copper < 400 N/mm2 E-Cu’57 FliEH, C2400 [] [] []
i (Eik. EL\ID<F) Copper-zinc alloys (brass, long-chipping) < 550 N/mm2 CuZn37 (Ms63) €2720, C2801 [] [] []
TREE (B JEVWEID<T) Copper-zinc alloys (brass, short-chipping) < 550 N/mm2 CuZn36Pb3 (Ms58) 3560, C3710 L} L} u
TZILSEH (EVYIDT) Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm? CuAI10Ni5Fe4 €5210, C6280 [] [] ]
HiE (EWLWIDH<T) Copper-tin alloys (tin bronze, long-chipping) <700 N/mm2 CuSn8P LBC3 u u u
RETEH FEWIDh<{T) Copper-tin alloys (tin bronze, short-chipping) < 400 N/mm2 CuSn7 ZnPb (Rg7) BC3 u L} L}
N : < 600 N/mm2 (AMPCO® 8) [] [] []
HRAGE Special copper alloys < 1400 N/mm?Z (AMPCO® 45) ] ] ]
FESPIN- Magnesium alloys
RTFIVLE® BEM Magnesium wrought alloys < 500 N/mm2 MgAI6Zn [] ] ]
FESINEX ] Magnesium cast alloys < 500 N/mm?2 EN-MCMgAI9Zn1 MC2A, MD1A [] [] []
5 Synthetics
B LMERIE (GBV\E10<T) Duroplastics (short-chipping) Bakelit, Pertinax 0 0 O
EREE s (ELWIDLT) Thermoplastics (long-chipping) PMMA, POM, PVC [} [} O
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
J2771k Graphite C 8000
BTXTIES Tungsten-copper alloys W-Cu 80/20 [} [} O
BmaE Composite materials Hylite, Alucobond
FRUE Titanium alloys
MmFa> Pure titanium < 450 N/mm2 Til FFE [] [] [] [] ] ]
N - <900 N/mm?2 TiAl6V4 A4Ti-6Al-4V [] [] ] [] [] []
FEIa® Titanium alloys = 1250 N/mm? TAIAModSH2 TAIAMI045n2 ] ] ] u u u
—wF)LE, ANLEE, § AEE Nickel alloys, cobalt alloys and iron alloys
=TIl Pure nickel < 600 N/mm2 Ni 99,6 =TIl [] [] []
—u N el < 1000 N/mm?2 Monel 400 EFJL400, \XTO1 B [] [] [] [] [] []
it iaba Nickel-base alloys <1600 N/mm? Tnconel 718 EOmEIE ] ] u O 5 0
o N i < 1000 N/mm2 Udimet 605 Udimet 605 [] [] (] [] [] []
LRSS Cobalt-base alloys < 1600 N/mm?Z Haynes 25 Haynes 25 ] (] [} 0 0 0
HEEE Iron-base alloys < 1500 N/mm?2 Incoloy 800 Incoloy 800 [] [] [] [} ] [m]
=g Hard materials
44 - 50 HRC Weldox 1100 SKT4, V)L RwZZ1100 [} ] []

H 50 - 55 HRC Hardox 550 N\—FvJ 2500 0 O [] H
. BREN, SEEN, SEES% High strength steels, hardened steels, hard castings 55 - 60 HRC Armox 600T SKD61,7— w2 ZX600T [] .
4 60 - 63 HRC Ferro-Titanit SKD11 4
5 63 - 66 HRC HSSE HSSE 5
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Circle Segment End Mills

NTV)yREE3IDTVVRZAI VRS
End Mills for Hybrid Additive Manufacturing

HNYRTF—L IR
Cut&Form End Mills
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a/2=12,5-42,5° a/2=60-70° 3/p=12,5-42,5° 3/2=60-70° g4-12mm ) ) i ) )
fo=50- 1500 mm o =200 mm f=200-1500mm =200 mm ry=6-25mm 00,6-3mm 00,6-3mm 035-5mm 96-12mm 96-12mm
Z[FE 3 2 6 4 3 2 2 3 3/6 3/6 VARSES
e — 3540L 3540L 3541L 3541L 3544L 2594L 2509L 3060L 2506 2507 ==
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H . 0 0O : : u u u H
4 A
G 5

EMUGE




FRANKEN ERE 2 S R e da L JHIZ& 4 - Cutting Conditions FRANKEN

& Expert & Expert
" EMEEN A ST —T Y — )L = High performance tool T—=\=T#4—L-ER 'U'—?)l«t’ﬁX/F I/I~:)L$!1’7° NR-F—/N\—7#—L-ER SSBU S - Valid for
" A— = Centre cutting NR Taper Form - ER Circle segment end mills type NR — taper form-ER saseL
= 4T = With 4 flutes “ .

" RELYF = Variable spacing 0RO
= EEUDZRVEDSINT = | ow-vibration machining "
" SREREMNT =R = Highly efficient roughing ‘('/
300
5 i
(=} w0
1 =
& "
D, «©
@ > L '
* Bk
de
2. =0,5-1mm
Ve f; Ve f; ¢
[m/min] [mm] [m/min] [mm] 3‘1 g 6
L 100 0,004 x dy 140 0,005 x dy [ o [
5 \° @
] : LS 90 0,004 x d 130 0,004 x dy n o n
| a/2
2 90 0,003 x d 120 0,004 X d [ ] O [ ]
[
80 0,002 x d 110 0,003 xd m o m
d—7>% - Coating ALCR ' '
TV —3> - HEIM (P384EER) Applications — material (see page 384) P 11-51 70 0,002 x dy 100 0,003 x dy [ o [
" SREARWHIM OISR RE = Especially suitable for high-strength materials 1.1-4.1 I
= Sy TLESRICHRIE = Also suitable in nickel-base alloys N 1113 . 80 0,004 xd; 100 0,005 6; u
" FRUBEOMIICH = For the machining of titanium alloys S 1143 M[ 2 70 0,003 X dy 80 0,004 x dy (]
12—V TL—RIEDNZ TR TOWYIS = Suitable in all turbine materials 2226 3. gg gvggg X 31 ;8 gggg X g1 :
DINTIC = Optimised for pre-finishing Impellers and Integrated : - -
BVIIERRFEVEEEAVARILDA N Bladed Rotors (IBR) made from aluminium, titanium
SR Z(IBR)DHE EIFINTIC&E L and Inconel
3556L
a/2 9 dq 8] p) r3 lo I 9dy VA
h6 B3k
8 q 250 4 9,5 68 8 4 7)L=E % - Aluminium alloys
20° 10 15 250 5 11,5 80 10 4 3556L.10250A oo s o et =
12 1,5 250 6 12,5 93 12 4 140 0,004 x d; 200 0,004 x []
16 2 500 8 16 108 16 4 3556L.16500A
A& % - Copper alloys
Y=L F—EN— Tk
Dimensions for tool database
T x> LA - Magnesium alloys
| | | | 11—
2
a/ 0 d4 r Io I3 lo 9 ds 0 dg 0 d7 = E - Synthetics
% 8 1 250 4 9,5 1,372 3242 3,372
20° 10 1,5 250 5 11,5 1,441 4243 4441
N N 12 1,5 250 6 125 2945 5744 5945 - Special materials
55l | 16 2 500 8 16 3740 7482 7740
dg =11 & DEFROEFE
Tangent point of r and rp FAR 5% - Titanium alloys
d7 =ds+2xn 90 0,002 d 120 0,004 x [
75 0,002 x dy 100 0,003 x dy []
5 0,002x d; 60 0,002 d; (]
—wVE, JONILE 25 < - Nickel alloys, cobalt alloys and iron alloys
% 0,002x 30 0,002 d; (]
2% 0,002 xdy 30 0,002 x d; (]
% 0,002 x dy 30 0,002 x dy []
75 0,002x d; 20 0,002 d; (]
% 0,002 x d; 30 0,002 d; (]
= fEE# - Hard materials
A
Hi3

388 W= 53 - very suitable v = HIIERE - Cutting speed 389
[FRANKEN| [ =B AT AE - suitable f, = T &HT=DED - Feed per tooth [FRANKEN|



FHANKEN Y=L A 2k TURE)L - Circle Segment End Mills

W Expert

" SERENTINT =RV =)L
= R—hyhk

" AKH

= REFEEYTF

= EEUDRVEEDRINT

u RS DA ILE— LA E (ICR)

= High performance tool

= Centre cutting

= With 4 flutes

= Variable spacing

= | ow-vibration machining
= |nternal coolant supply,

" SHERRIN T %3RIR radial exit (ICR)
= Highly efficient roughing

:I*. S

<

sa‘%

g

ol

F=NILT74—L -ER
Oval Form — ER

d—F>7% - Coating
TV r—2ar - RKHEIM (P384BER) Applications — material (see page 384) P 11-51

" SRRE AWM O ICRE = Especially suitable for high-strength materials 1.1-4.1

T L ERRICHRE = Also suitable in nickel-base alloys N 11130

B FRVEEOMIIC = For the machining of titanium alloys s EE

5 Z—E VT L—RIEHDNZ TR TORHEIM = Suitable in all turbine materials s 12226

DMIIC

2 TINERERFEVAREAARIILDAIA
SR TUZY(IBR)OHE EIFINTIC&#E L

m QOptimised for pre-finishing Impellers and

Integrated Bladed Rotors (IBR) made from
aluminium, titanium and Inconel

. 355

9 dq I Iy lo Iy 9 dp YA
h6 B3k
8 1 40 12 80 8 4
10 15 45 12 95 10 4 3552LZ.10045A
12 2 50 14 100 12 4
16 2 60 18 128 16 4 3552L2.16060A
W—LF— R -5t
Dimensions for tool database
| 2 0 dq I Iy lp I 9 ds 9 dg 0 d7
r
< - 8 1 40 12 10 3,895 5841 5,895
K _ 10 15 45 12 10 5323 8265 8,323
| e e E = 12 2 50 14 12 5894 9806 9,894
23 16 2 60 18 16 8,570 12,452 12,570

o o=rldd L TEY Iy vIL
1o is tangential to d4

dg =r1&n DEFRDE
Tangent point of r and ry

d7 =ds+2xr4

M2 44 - Cutting Conditions FRANKEN

Y—=OIEIAE TVRIIN RALTF NR-F—=NILT#+—L-ER
Circle segment end mills type NR — oval form-ER

|
[ 2
\a_p‘\ a=05xl

a=05-1xl

W Expert

WHEREY G, - Valid for
3552L.Z

de
as = dy 2. =0,5-1mm
Ve f; Ve f; '
[m/min] [mm] [m/min] [mm] 3‘1 ¢ 6
100 0,004 x dq 140 0,005 x dy ] m] ]
90 0,004 x d4 130 0,004 x dy | | ] | |
90 0,003 x d4 120 0,004 x dy | | O |
80 0,002 x d4 110 0,003 x dy | | ] | |
70 0,002 x d4 100 0,003 x dy | | o | |
AT LR - Stainless steel materials
. 80 0,004 x d4 100 0,005 x d4 []
M[ 2 70 0,003 x d; 80 0,004 x dq []
[ 60 0,002 x dy 70 0,003 x dy (]
4. 60 0,002 x d 70 0,003 x d [ ]
77)L=5% - Aluminium alloys
0,006 x d4 400 0,006 x d4 |
200 0,005 x d4 280 0,005 x d4 [ ]
140 0,004 x d4 200 0,004 x d4 [ ]
A& % - Copper alloys
XTI DLES - Magnesium alloyls : : ‘ ‘ ‘ ‘
| | | \ \ \ \
a & - Synthetics
- Special materials
FX> 5% - Titanium alloys
90 0,002 x d4 120 0,004 x d4 []
75 0,002 X dy 100 0,003 X dy [
45 0,002 x dy 60 0,002 x dq (]
—wVE, JONILE 2R & < - Nickel alloys, cobalt alloys and iron alloys
25 0,002 x d4 30 0,002 x d4 []
25 0,002 x d4 30 0,002 x d4 []
25 0,002 X d 30 0,002 X d [
15 0,002 x d4 20 0,002 x d4 [ ]
25 0,002 x d4 30 0,002 x d4 [ ]
= fEE# - Hard materials
A
H 4%

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

v = Bl - Cutting speed
f, = H@7=D3ED - Feed per tooth
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FRANKEN ERE N D s e s

£Expert

" SERENTINTA—IVRY—IL
I R—hDvk

= 410H

" REEYF

" EEVDABRVENEIIT

m DS DA A ILR— LT E (ICR)
" SRERME EIFIMTARE

= IR ZE £0.01 mm

= High performance tool
= Centre cutting

= With 4 flutes
= Variable spacing -

= | ow-vibration machining

= Internal coolant supply,
radial exit (ICR)

= Highly efficient finishing

= Form tolerance +0.01 mm

X

F—NILTH—L-ER

Oval Form — ER

d—7>% - Coating ALCR
TV —3Y - HEIM (P3S4BER) Applications — material (see page 384) P 1.1-51
" SRR A WEIMONMTICEICRE = Especially suitable for high-strength materials 1.1-4.1
T BEERICHRE = Also suitable in nickel-base alloys N 1453
= FEUEEOITIIC = For the machining of titanium alloys s P13
B 2—E2TL—RIEDLN BTN TORHIM = Suitable in all turbine materials s 2298

DMIIC
B VLIRRFRVEREAYARINDA IR
SR TUZY(IBR)OHE EIFINTIC&#E

m QOptimised for finishing Impellers and Integrated
Bladed Rotors (IBR) made from aluminium,
titanium and Inconel

0 dq I Iy o l4 I3 g g ds g dy z
h6 B3k
8 1 40 12 80 42 44 7 8 4 3554L7.08040A
10 15 45 12 95 52 55 8,5 10 4 3554L7.10045A
12 2 50 14 100 61 65 10 12 4 3554L7.12050A
16 2 60 18 128 76 80 14 16 4 3554LZ.16060A

t]81)5&4 - Cutting Conditions FRANKEN

Lxpert
P—OIEITAE TVRZIL ZALT N=-F—NILTA—L-ER B S - Valid for
Circle segment end mills type N — oval form-ER mA
3554LZ
£
£
o
©
o
1}
&
de
&
3. =0,1-0,3mm
Ve f; L0
[m/min] [mm] & 6 ‘
3H - Steel materials
1.1 200 0,005 x dy | O |
21 180 0,004 x d4 ] m] ]
P 3.1 160 0,004 x d4 | O |
4.1 140 0,003 x d4 ] m] ]
5A] 120 0,003 x d4 ] m] | ]
AT LR - Stainless steel materials
. 120 0,005 x d4 [ ]
M[ 2 100 0,004 x dy | u
; 80 0,003 X dy I (]
4. 30 0,003 x d \ ]
$5% - Cast materials
A
2
1
K[ 22
1
.2
4.1
4.2
FE&% - Non-ferrous materials
7IL=E&% - Aluminium alloys
il 400 0,006 X dq ]
2 280 0,005 x d4 []
.3 200 0,004 x d4 []
5
.6
: SAEZ - Copper alloys
5
N ["256
8
RITFZS I LEZ - Magnesium alloys
[31 ] [ [ [ [
[32 \ \ \ \
: & P taifs - Synthetics
4.
4.2
4.3
4.4
$57R14F] - Special materials {
1
2 |
.3 \
fiiZA& & - Special materials
FRVEE - Titanium alloys
A 120 0,005 x d4 ]
2 100 0,004 x dy (]
.3 60 0,003 X dy ]
S ZoTILE, OANILRE, SRETMHZA & % - Nickel alloys, cobalt alloys and iron alloys
1
30 0,003 x d4 []
3 30 0,002 x d4 ]
4 30 0,003 x dy (]
5 20 0,002 X dy (]
30 0,002 x d4 []
= he 2 8 - Hard materials
A
H 4
5
W= 533 - very suitable v = HI3®RE - Cutting speed 393

0= #FAFIAE - suitable

f, = FAdH7=DIED - Feed per tooth

EMUGE
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FRANKEN B E Y e

W Expert

= SERENTINT =RV =)L
LR 2L Y] 8

= 4T

= REFEEYTF

= EEUDARVEEDARIIT

= SRERMT EIFINTA3RIR

= ISR AZE +£0.01 mm

= High performance tool

= Centre cutting

= With 4 flutes

= [ ow-vibration machining
= Highly efficient finishing

= Form tolerance +0.01 mm

9 dq

NUILTA—L-ER

Barrel Form — ER

J—F>7% - Coating
TIVIr—23> - #HHIM (P384BER) Applications — material (see page 384) P 1151
= SREAREIFOMIICFICRE = Especially suitable for high-strength materials 1.1-21  3.1-441
" FLAL IR TOREIMOMTIEAREE = For almost all materials K[ 1121 22
= HSCERMA EIFINTIC&RE = Suitable for HSC finishing K| 3441 42
NO11-14
N [21-32 41-42,52
s 220 23
s 24 2526
H 1.1-1.2

32

9 dq I ) lo I3 l4 0d3 g 9 dy z
h6 B3k

10 2 50 21 28 80 8 30 10 4 —
V=L TF—ZR—RETE
Dimensions for tool database

l2
I
X 0 d g I lo I 9 ds 9 dg 0 d7
10 2 50 21 11,747 4 7917 8

- ~ =
= ~>
~| ©| w» =
o|T|T
e 8| s L B

I =rldd ISHLTERLER) 2>y Ty vl
ro is (theoretically) tangential to d4

dg =11 K rn DERTADE
Tangent point of r{ and ry

d7 =ds+2xr

M2 44 - Cutting Conditions FRANKEN

& Expert
=IO EITAVE IVRIIIL ZAT N-NLILTH+—L-ER TS BUS, - Valid for
. . [s]=
Circle segment end mills type N — barrel form-ER "
35421
! |
|‘ | EEEHOFHEICIE di 5%
\ CERIESE W,
! In order to calculate the rotational
\ ] speed n, the diameter dy has to
7 be used.
Ve f; Ve f; '
[m/min] [mm] [m/min] [mm] 3( ¢ 0
420 0,004 x d4 420 0,003 x dy O | | o | |
375 0,004 X dy 375 0,003 x dy ] ] m] ]
315 0,003 x d4 315 0,003 x dy O | | o | |
300 0,003 x d4 300 0,002 x dy [} | |
270 0,003 x d4 270 0,002 x dy O | |
AT LR - Stainless steel materials
150 0,005 x d4 150 0,003 x d4 0] []
120 0,005 X dy 120 0,003 X dy 0 ]
90 0,004 x d4 90 0,002 x d4 [m] [ ]
60 0,004 x d 60 0,002 x d [m] [ ]
280 0,005 x d4 280 0,004 x dy [} [ ]
280 0,005 x d4 280 0,004 x dy [} []
250 0,004 x dy 250 0,003 x d4 [} []
250 0,004 x d4 250 0,003 x d4 O []
210 0,004 x d4 210 0,003 x d4 [} [ ]
210 0,004 x d4 210 0,003 x d4 [} [ ]
180 0,003 x d4 180 0,002 x d4 [} [ ]
140 0,003 x d 140 0,002 x d [} []
77)L=5% - Aluminium alloys
0,004 x d4 600 0,003 x d4 [m] u
600 0,004 x d4 600 0,003 x d4 [m] [ ]
600 0,003 x d4 600 0,002 x d4 ] [ ]
410 0,004 x d4 410 0,003 x dy ] []
A& % - Copper alloys
270 0,005 x d4 270 0,004 x d4 [m] [ ]
270 0,005 x dy 270 0,004 x dy O []
270 0,005 x d4 270 0,004 x dy [} ] []
255 0,004 x d; 255 0,003 x dy O []
255 0,004 x d 255 0,003 x dq O []
255 0,004 x d4 255 0,003 x d4 O [m] u
150 0,003 x d4 150 0,002 x d4 [m] [ ]
150 0,003 x d4 150 0,002 x dy ] [ ]
T %> L& - Magnesium alloys
410 [ 0,005 x d4 410 0,004 x dy [ [ [ O [ m
410 | 0,005 X dy 410 0,004 x dq \ \ [0 [ =
a & - Synthetics
410 0,005 x 0y 410 0,004 x dy ] O (]
600 0,005 x d4 600 0,004 x d4 ] [ ]
- Special materials
150 0,005 x d4 150 0,003 x d4 [ ]
FX> 5% - Titanium alloys
100 0,006 x d4 100 0,004 x d4 []
80 0,005 X dy 80 0,003 X d [
60 0,005 X dy 60 0,003 x dq (]
—wVE, ONILE 2 & & - Nickel alloys, cobalt alloys and iron alloys
80 0,004 x d4 80 0,002 x d4 [ ]
30 0,004 x d4 30 0,002 x d4 []
30 0,004 x d4 30 0,002 x d4 []
30 0,004 x d 30 0,002 X d [
30 0,004 x d4 30 0,002 x d4 [ ]
30 0,004 x d4 30 0,002 x d4 [ ]
= fEZ# - Hard materials
A 130 0,005 x d4 130 0,003 x d4 [} [ ]
100 0,005 x d4 100 0,003 x dy [} []

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

v = Bl - Cutting speed
f, = H@7=D3%ED - Feed per tooth

EMUGE
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HHIZ& 14 - Cutting Conditions

FRANKEN

& Expert & Expert
1 %‘l&"ﬁﬁ/\’f/\"72!'—7‘/2“/—)|/ n ngh performance t00| 2-—/\)1/72-_-[-\ - VR ﬂ'—a)lft7>(/|‘ I/I\:}lf a’rj N - Z—/\)sz-—-L\'VR W%%Eﬁa . Valld fOr
"t 2—Hyk = Centre cutting N Oval Form —VR Circle segment end mills type N — oval form-VR
= 3MH £ lF4AH = With 3 or 4 flutes - 3538L
n EEYUD R WEEDRINT = [ ow-vibration machining e o -
= BAERM EIFINT 2R = Highly efficient finishing | Y138 - Allowance Y13 358 - Allowance Y338 - Allowance
= 2R ZE +£0.01 mm = Form tolerance +0.01 mm W 0,05-0,1 mm 0,1-02mm 0,2-0,3mm

300
[/
¢ - | |
(4 ] BRSO I K d s
| SRR,
«H}» fI \ In order to calculate the rotational
L speed n, the diameter dy has to
be used.
Ve f; Ve fz Ve f; 'Y
[m/min] [mm] [m/min] [mm] [m/min] [mm] 3‘1 ¢ 6
§I 420 0,004 x dy 420 0,003 x dy 420 0,003 x dy O [ O [
375 0,004 x dy 375 0,003 x dy 375 0,003 x d; O m 0 m
s 315 0,003 x dy 315 0,003 x dy 315 0,002 x dy O [ O [
h
- - 300 0,003xd 300 0,002 xd 300 0,002 x d O m
J—F>% - Coating ALCR ' ! !
TV —3> - HEIM (P384EER) Applications — material (see page 384) P 11-51 270 0,003 x dy 270 0,002 x dy 270 0,002 x dy O [
" SRR A WEIMOMIICSICRE = Especially suitable for high-strength materials 1.1-21  3.1-41 — i i
> 1B o o X 7> L X - Stainless steel materials
= [ FEAL IR TOREIMONMIICE AL = For almost all materials K[ 1a21 22 ) 150 0,005 x d; 150 0,004 X d; 150 0,003 % d; 0 (]
= HSCEERMA L IF I TIC&E = Suitable for HSC finishing K| 3441 42 M2 120 0,005 x d; 120 0,004 x dy 120 0,003 x d; ] [
: . 90 0,004 x d; 90 0,003 dy 90 0,002x dy =] (]
N 1114 4 60 0,004 xd 60 0,003 x 60 0,002 xd 0 ]
N 2132 414252 280 0,005 x dy 280 0,004 xdy 280 0,003 xd O [
s 1122 23 280 0,005 x 280 0,004 x dy 280 0,003 x d; O ]
250 0,004 xd 250 0,003 xd 250 0,003 xd O (]
s 247 2526 250 0004 X, 250 0,003 %4, 250 0,003 x4, O (]
H 14-1.2 210 0,004 x d; 210 0,003 dy 210 0,003 d; O u
210 0,004 x d; 210 0,003 d; 210 0,003 d; 0 u
780 0,003 % dy 780 0,002 xdy 180 0,002 xdy O (]
140 0,003 xd 140 0,002 xd 740 0,002 xd O (]
| 3w g
77)L=5% - Aluminium alloys
9 dq Iy ) lo I3 l4 0d3 4 0 do VA 600 0,004 x dy 600 0,003 x dq 600 0,003 x dy [ ) [
he % 600 0,004 x dy 600 0,003 xdy 600 0,003 d; O (]
600 0,003 X dy 600 0,002 xdy 600 0,002 xdy =] (]
3 0,75 50 11 14 62 3 25 6 3 410 0,004 x d; 410 0,003 xdy 410 0,003 xdy =] (]
4 0,75 60 14 18 62 4 25 6 3 3538L.04060A
5 1 75 17 22 62 5 25 6 3 §5%  Copper alors
=%
6 | 95 22 - 62 - - 6 3 3538L.06095A 270 0,005 X 0 270 0,004 x4, 270 0,003 x O =
8 1 0 25 - 68 - - 8 3 270 0,005 x dy 270 0,004 x dq 270 0,003 X dq =] (]
10 2 85 26 - 72 - - 10 4 3538L.10085A 270 0,005 x dy 270 0,004 xdy 270 0,003 d; O 0 (]
12 2 80 28 _ 83 _ _ 12 4 255 0,004 x dy 255 0,003 xd; 255 0,003 xdy ] (]
_ _ _ 255 0,004xd 255 0,003 xd 255 0,003 xd =] (]
16 3 75 31 92 16 4 3538L.16075A 255 0004 xd, 255 0,003 x4, 255 0,003 x4, 0 0 []
750 0,003 % dy 750 0,002x dy 750 0,002x d; =] (]
750 0,003 X dy 150 0,002 x d; 150 0,002 x d; =] (]
RT* > LEE - Magnesium alloys l l l l l l : :
410 0005xd 470 0,004 xd 410 0.003xd ] (]
INITEH 410 1 0005 xdy 1 410 1 0,004 x4, 1 10 1 0,003 x4, 1 1 O | =
o RS =00 - Synthetics
D=3 FREERER RN T TS5 — 0,005 x 0y 0 0,004 x dy 410 0,003 Xy O @ (]
TV r—ay: ARHECOMIFROML EFNT 800 0.005 x ¢ 600 0.004 x dy 600 0.003 xd; 11 g =
: . |
Machining examp|e t - Special materials
Component Flange Of a fuel p|pe 150 0,005 x d1 150 0,004 x d1 150 0,003 x d1 n
from the aviation industry
isation:  Finishi i Titan-Legierungen - Titanium alloys
Application: F|n(;sh|r:tg offttr;]e routnd |nmir contour 0,006 %d; 100 0005 4, 100 0004 X1, I =
and parts or the outer contour 80 0,005 X dy 80 0,004 x dy 80 0,003 dy I (]
60 0,005 X d; 60 0,004 x dy 60 0,003 x dy | (]
ZoFVE, ANLRE, KEMEES % - Nickel alloys, cobalt alloys and iron alloys
80 0,004 x dy 80 0,003 xd 80 0,002 xdq u
30 0,004 x dy 30 0,003 xd; 30 0,002 xdy (]
30 0,004 x dy 30 0,003 xdy 30 0,002 xdy (]
30 0,004 x dy 30 0,003 x dy 30 0,002 xdy []
30 0,004 x d; 30 0,003 dy 30 0,002x d; (]
30 0,004 x dy 30 0,003 xdy 30 0,002 x dy (]
= fEE# - Hard materials
q 130 0,005 x dy 130 0,004 xd 130 0,003 xdq O [ m
HLL 700 0,005 x dy 700 0,004 xdy 700 0,003 xdy 0 11 (]
' 1
5 [

v = HI5EE - Cutting speed
f, = H@7=D3%ED - Feed per tooth

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

306 =T EXES 397
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HHIZ& 14 - Cutting Conditions

FRANKEN

& Expert

1 %‘Eﬁﬁ/\’rl\(’7z—7‘/2“/—lb n ngh performance t00| ?—/\)sz-_i\ - VR ﬂ'—a)lft7>(/|‘ I/I\:}lf a’rj N - Z—/\)sz-—-L\'VR N%gﬁ:ﬁ . Valld fOr

" E—Hyk = Centre cutting N Oval Form — VR Circle segment end mills type N — oval form-VR

= 61K = With 6 flutes - 3539L

n EEYUD R WEEDRINT = [ ow-vibration machining R P

" BAERMAEIFMIERR = Highly efficient finishing | TLHE  Wovance TasE Movance

= AR AZE +£0.010 mm = Form tolerance +0.01 mm W ,05-0,1 mm ,1-0,2mm

300
[/
-

EEREDFEICIE di <%
CERIESE W,
In order to calculate the rotational
speed n, the diameter dy has to
be used.

Ve f; Ve f; ()

[m/min] [mm] [m/min] [mm] x g 0
% 420 0,003 x dy 420 0,002 x dy o [ o [
— PEIIS o
3] A — 1 2 375 0,003 x dy 375 0,002 x dy | [ o [
L 315 0,002 x dy 315 0,002 x dy 8] n o n
i
- - 300 0,002 xd 300 0,001 x d | [
Od—Fr>7 - Coating ALCR ' '
TV —3> - HEIM (P384EER) Applications — material (see page 384) P 11-51 270 0,002 x dy 270 0,001 x dy O [
» ERELGEHIMOMIICE CEE = Especially suitable for high-strength materials 1.1-21  3.1-41 =5 : :
> 1B o o X 7> L X - Stainless steel materials
= FLACTRTOHHIM O TICE AL = For almost all materials K[ 1a21 22 ) 150 0,003 x d; 150 0,002 xd; 0 (]
= HRC60FTHOEBEEHDINTIC = Hard machining of up to 60 HRC K| 3441 42 M[2 138 ggggxg1 120 0,002 x 21 ] (]
= . = p iah : ) ,002 X 90 0,001 x ] u
= HSCERE EIFINTIC&RE = Suitable for HSC finishing N A4 3. e 00T s s — :
N 2132 414252 280 0,004 x dy 280 0,003 x d O ]
s 1122 23 280 0,004 x dy 280 0,003 x dy O ]
250 0,003xd 250 0,002 x d ] ]
s 24 2526 250 0,003xd1 250 0,002 X d} 5] (]
H 1113 210 0,003 x d 210 0,002 x d O [

210 0,003 x dy 210 0,002 X d O u

180 0,002 x dy 180 0,001 x dy O u

140 0,002xd 140 0,001 xd O u

| 3 S TS
0 d Iy ) lo Iy 9 dy YA 600 0,003 x d 600 0,002 x d O []
6 (392 600 0,003 x dy 600 0,002 X dy 5] u
600 0,002 x dy 600 0,001 x dy 5] u
10 2 85 26 72 10 6 410 0,003 x dy 410 0,002 x dy 5] O
12 2 80 28 83 12 6 3539L.12080A
16 ) 75 31 92 16 6 5% Conper allors

270 0,004 x dy 270 0,003 X dy ] u

270 0,004 x dy 270 0,003 X dy 5] u

270 0,004 x dy 270 0,003 x dy O ] u

255 0,003 x dy 255 0,002 x dy 5] u

255 0,003 x dy 255 0,002 x dy 5] ]

255 0,003 x dy 255 0,002 x dy ] 0 (]

150 0,002 x dy 150 0,001 x dy ] u

150 0,002 X dy 150 0,001 x d 5] u

RTFS D LEE - Magnesium alloyls : : l : : :

410 0,004 x d 410 0,003 xd 5] u
mI=6 ‘ B 210 1 0,004 x 1 410 1 0003 xdy 1 1 O [ =
9= BRERONTV>TT0y = =8 "’2?3“ 0,004 x d 410 0,003 xd O ] u

S Syp g 04 xdy 005 X
F7IVr—>3y: RAEREAMEFRE 600 0,004 x d; 600 0003 X1 ] [
Ry bt EFmT
. 3t - Special materials
Machining example
. i o 150 0,003 X dy 750 0,002 X dy u
Component: Bearing block from mechanical engineering
Application:  Complete finishing of the the outer contour, FA4> 2% - Titanium alloys
inner contour and the pockets 0,005 x d 100 0,004 x dy []
80 0,004 x dy 80 0,003 X dy (]
60 0,004 x dy 60 0,003 X dy u
—wVE, ONILE {25 < - Nickel alloys, cobalt alloys and iron alloys
80 0,003 x dy 80 0,002 x dy u
30 0,003 x dy 30 0,002 x d u
30 0,003 x dy 30 0,002 x d ]
30 0,003 x dy 30 0,002 x dy ]
30 0,003 x dy 30 0,002 X dy u
30 0,003 X dy 30 0,002 X dy u
= fEE# - Hard materials
1 130 0,004 x dy 130 0,003 X dy O ]
TR R 100 0,004 x dy 100 0,003 x dy O ]
3 80 0,003 x d 80 0,002 x dy ] ]

v = HI5EE - Cutting speed
f, = H@7=D3%ED - Feed per tooth

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

308 =T EXEE 399



FRANKEN EREZE T S R e da L JHIZ& 4 - Cutting Conditions FRANKEN

& Expert & Expert
" EMEEN ST —T Y —IL = High performance tool T—=I\=T#4—L-\VR 'U'—O)l«t’ﬁX/F I/I‘:)lf BATN-T—IN—T+—L-VR S8 - Valid for
"t A—hwk = Centre cutting N Taper Form — VR Circle segment end mills type N — taper form-VR 1oL
u 2T F7-1E3H = With 2 or 3 flutes - . 3540
m EEUDRWEEDRINIT = | ow-vibration machining [m] 4= ] FIA g FIALS
" BARM EF T ERER = Highly efficient finishing v TLHE  Movance TasE Movance
= 2RAZE +£0.01 mm = Form tolerance +0.01 mm ((% ,05-0,1 mm 1-0,2mm

\ = 20-30°
N =0, <45° > 45°
s @ I
5|1 [ 8
s N \ = (
N W- _
2 I B EICIE d<TEE
SRR,
| | | | In order to calqulate the rotational
AN \:’ <45° Sz s 45 <45° N2 -5 g;;eljzsdeg, the diameter di has to
ST ] ,
= =
7 = Ve f; Ve f ¢
Ip P E [m/min] [mm] [m/min] [mm] 3‘: g 6
I3 s
lg 'ﬂ
4 420 0,004 x dq 420 0,003 x dq | [ o [
h
- 375 0,004 xd 375 0,003 xd | n m] =
J—5 % - Coating ALCR ! !
TV —3> - HEIM (P384BER) Applications — material (see page 384) P 1151 315 0,003 d; 315 0,003 x d; O u O u
" SRR ARWHIM OIS ICRE = Especially suitable for high-strength materials 1121 3.1-41
= FEACITRTOWHIMOMTIERA R AR = For almost all materials K[1a21a 22 300 0,003 x dy 300 0,002 dy o "
" HSCERMT L IFIMTIcEE = Suitable for HSC finishing K| 3141 42
N 1114 270 0,003 x dy 270 0,002 x dy o L]
N - 41-4.2,52 AT LR - Stainless steel materials
s 1122 23 . 150 0,004 x dy 150 0,003 x 4 O ]
s 24 2526 M[ 2 120 0,004 x d; 120 0,003 x dy 0 (]
dod ; 90 0,003 x d; 90 0,002 Xty ] ]
H 1112 4. 60 0,003 xd 60 0,002xd =] u
280 0,007 x dy 280 0,004 x dy O u
280 0,007 x dy 280 0,004 x d; 0 (]
250 0,006 x d; 250 0,003 x d; 0 (]
250 0,006 x d; 250 0,003 X d; O (]
210 0,006 x dy 210 0,003 X dy 0 ]
210 0,006 x d; 210 0,003 xdy 0 u
180 0,004 x d; 180 0,002 xd; 0 (]
3 140 0,003 xd 140 0,002 xd E] ]
3 3540L.1610AB
77)L=5% - Aluminium alloys
3 0,004 X dy 600 0,003 x 0y ] ]
600 0,004 xd 600 0,003 xd =] ]
3 3540L.04125A 600 0.003 x4, 600 0002 a1 O ]
3 410 0,004 x d; 410 0,003 x dy ] (]
3 3540L.06250A
3 A& % - Copper alloys
270 0,005 xd 270 0,004 xd ] u
g 3540L.10250A 270 0,005 x d] 270 0,004 x d} O []
270 0,005 xd 270 0,004 xd O ] ]
3 3540L.16500A 255 0,004 d} 255 0,003 x d1 ] ]
3 255 0,004 dy 255 0,003 x d; ] (]
. 255 0,004 d; 255 0,003 X d; O =] (]
: 150 0,003 x d; 750 0,002 x dy ] ]
150 0,003 x dy 150 0,002 X dy ] ]
TS D LES - Magnesium alloys
410 I 0,005 x d; I 410 I 0,004 x d; [ [ [ O [ m
o 0 1 20 15 6 - & - - 10 2 * i 1 b 15 1 £ 1 Dt o
° ! - Synthetics
() 0,005 x d; 410 0,004 x dy O ] u
600 0,005 x d; 600 0,004 x dy =] ]
70° 10 1 200 2 6 = 80 = = 10 2
- Special materials
750 0,004 x d; 750 0,003 X d; u
TaILNAE o2 TTERLIE L
Only use with tilt angle a/2! F&> &% - Titanium alloys
0,005 x d; 100 0,004 x d; (]
28 00043, & 00033, 5
,004 X 04 ,003 X 04
—wVE, ONILE 2R & < - Nickel alloys, cobalt alloys and iron alloys
80 0,003 x dy 80 0,002 x d; u
30 0,003 x d; 30 0,002 x d; (]
30 0,003 x dy 30 0,002 xd; (]
30 0,003 x d; 30 0,002 d; (]
. somo : 2o :
,003 X d4 ,002 X 04
= fEE# - Hard materials
1 130 0,005 x d; 130 0,003 x d; O u
TR 100 0,005 x dy 100 0,003 x dy 0 (]

400 W= 53 - very suitable v = HIIERE - Cutting speed 401
[FRANKEN| )= B AT HE - suitable f, = F&HT=D3ED - Feed per tooth [FRANKEN|



FRANKEN ESEZ S R e e 41544 - Cutting Conditions FRANKEN

VB Spert & e Egpert
™ E:Eﬁgl\,r/\"jz._v\/x\y_“, ] |-||gh performance tool 7_——/\0—71—1\ - VR ﬂ—albtﬁ‘x\/F I\/ Fs)lf 9’(7 N - 7_-_/\0_72'_A'VR 5 L= q
= o a—nyk = Centre cutting N Taper Form - VR Circle segment end mills type N — taper form-VR ﬁg@;:; LValld L
= AR £ 13618 H = With 4 or 6 flutes
= EEUDRVEENERIIT = | ow-vibration machining - Of=d0] PR P
" ZREERM EIFINT =R = Highly efficient finishing —a : TIAHE - Allowance T3A 5 - Allowance
= 2R ZE +£0.01 mm = Form tolerance +0.01 mm ((% i 0,05-0,1 mm 0,1-0,2mm
20-30°
< 45°

v
v

B OFHEICIE di<ikE
CERLTE SV,

In order to calculate the rotational
speed n, the diameter dy has to

< 45° < 45° be used.
Ve f; Ve f; '
| & [m/min] [mm] [m/min] [mm] 3‘1 ¢ 6
=
420 0,003 x dy 420 0,002 x dy O [ o [
h
— - ) 375 0,003 x d 375 0,002 x d O m o m
J—5 % - Coating ALCR ! !
TV —3> - HEIM (P384BER) Applications — material (see page 384) P 1151 315 0,002 x d; 315 0,002 x dy O u O u
= SEERWAIM O TICAF ICRIE = Especially suitable for high-strength materials 1121 3.1-4.1
= FEACTRT ORI O TICERA R AR = For almost all materials K[1a21 22 300 0,002 x dy 300 0,001 x dy o "
= HRC60FTODEEEMDITIC = Hard machining of up to 60 HRC K| 3441 42
2 ) it X v !
= HSCERME EIFITIC&E = Suitable for HSC finishing N [ 270 0,002xd; 270 0,001 xdy . -
N - 41-42,5.2 AT LR - Stainless steel materials
s 1122 23 uFE 150 0,003 x dy 150 0,002 x d; O ]
3 120 0,003 x dy 120 0,002 x dy =] (]
s[24 2526 [ 30 0,002 x dy 90 0,001 xdy & []
H 11-13 4. 60 0,002 x d 60 0,001 xd =] u
280 0,004 x dq 280 0,003 x d; O [
280 0,004 x dy 280 0,003 x d; O (]
250 0,003 x dy 250 0,002 x d O (]
250 0,003 x dy 250 0,002 x dy O (]
210 0,003 x d; 210 0,002 d; O u
210 0,003 d; 210 0,002 d; 0 u
180 0,002 X dy 180 0,001 x d; O (]
6 140 0,002 x d 140 0,001 xd O (]
6 3541L.1610AB
77)L=5% - Aluminium alloys
0,003 d 600 0,002 d; O (]
}g 2 350 ° 125 80 10 6 600 0,003 X dq 600 0,002 d; =] (]
20° 3 50 6 13,5 93 12 6 | 3541L.12250A | 600 0,002 x dq 600 0,001 x dq =] (]
16 4 500 8 18,5 108 16 6 410 0,003 x dy 410 0,002 x dy 0 []
16 4 1500 8 18,5 108 16 6 3541L.1615AA
A& % - Copper alloys
25 12 1 200 1 8 93 12 6 * 270 CRLETE 570 CRIRET! = -
270 0,004 x d; 270 0,003 X d; =] (]
270 0,004 x dy 270 0,003 x d; O ] (]
. 10 1 200 15 6 30 10 2 255 0,003 x dy 255 0,002 d; ] (]
60 255 0,003 x dy 255 0,002 x dy 5] ]
255 0,003 x dy 255 0,002 x dy ] =] (]
750 0,002x d; 750 0,001 xd; =] (]
70° 10 1 200 2 6 80 10 4 750 0,002 x d; 150 0,001 x d; =] (]
RT* LA - Magnesium alloys
410 I 0,004 x dy I 410 I 0,003 x d; [ [ [ O [ m
410 | 0,004 x dy | 410 | 0,003 x dy \ \ [ O [ =
a & - Synthetics
410 0,004 x d; 470 0,003 x d; O O (]
600 0,004 x dy 600 0,003 X d; =] (]
TAILNA o2 TTERALIE SV I
. . - Special materials
Only use with tilt angle a/2!
750 0,003 d; 750 0,002 d; (]
FR> 5% - Titanium alloys
0,005 X dq 100 0,004 x ty [
80 0,004 x dy 80 0,003 % dy (]
60 0,004 X dq 60 0,003 X d; (]
—wVE, ONILE {25 < - Nickel alloys, cobalt alloys and iron alloys
80 0,003 X dq 80 0,002 x ty (]
30 0,003 x dy 30 0,002 x ty (]
30 0,003 x dy 30 0,002 x dy (]
30 0,003 Xty 30 0,002 x dy (]
30 0,003 d; 30 0,002 d; (]
30 0,003 X dq 30 0,002 d; (]
= fEEZ & - Hard materials
1 130 0,004 X dq 130 0,003 x d; O (]
T 100 0,004 X dy 100 0,003 x d; O (]
3 80 0,003 x dy 80 0,002 x d O (]

402 W= 53 - very suitable v = HIIERE - Cutting speed 403
[FRANKEN| [ =B AT AE - suitable f, = T &HT=D3ED - Feed per tooth [FRANKEN|



FRANKEN ERE 2 S R e da L JHIZ& 4 - Cutting Conditions FRANKEN

& Expert & Expert
~ a —_ - — NS SRS _ ~ X —_
" E—Hyk = Centre cutting N Lens Form — ER Circle segment end mills type N — lens form-ER
= 3 u With 3 flutes - 3544L
m EEUDRWEEDRINIT = | ow-vibration machining E E FIA g FIALS
" SAEEM HIFINT 2 EE = Highly efficient finishing B T . A HE -ﬁ\llowance A A& - Allowance
= 2R ZE +£0.01 mm = Form tolerance +0.01 mm " 0,05-0,1 mm 0,1-0,2mm
P
300
"
-
b BRSO I K d s
CERKIE SV,
‘ ‘ ‘ ‘ In order to calculate the rotational
| & [ J [ J speed n, the diameter dy has to
5 et ——— be used.
Ve f; Ve f; [y
[m/min] [mm] [m/min] [mm] 3‘1 g 6
= {jl 420 0,004 x d 420 0,003 x d O [ ] O [ ]
375 0,004 x dy 375 0,003 x dy m] ] ] [
1 315 0,003 x dy 315 0,003 x dy o [ ] [
h
- 300 0,003 x d 300 0,002 xd m] ]
Od—Fr>7 - Coating ALCR ' '
T —3> - HEIM (P384EER) Applications — material (see page 384) P 11-51 270 0,003 x dy 270 0,002 x dy O [
" SRRE AWM OIS ICRE = Especially suitable for high-strength materials 1.1-21  3.1-41 == _ .
ol o o " X 7> L X - Stainless steel materials
= FLAE TR TOHHIM O TICE AL = For almost all materials K[ 1a21 22 ) 150 0,005 xd; 750 0,003 xd; 0 (]
= HSCERMA EIFITIC&RE = Suitable for HSC finishing K| 3441 42 M2 120 0,005 x d; 120 0,003 x d o ]
: ; 90 0,004 x dy 90 0,002 x d ] u
N 1114 4 60 0,004 xd 60 0,002xd 0 ]
N 2182 52 300 0,005 x dy 300 0,004 x dy ] []
S 1121 300 0,005 x dy 300 0,004 x dy O ]
270 0,004 x dy 270 0,003 x dy 5] []
270 0,004 x dy 270 0,003 X dy =] u
220 0,004 x dy 220 0,003 x d 5] (]
220 0,004 x dy 220 0,003 x d 5] (]
200 0,003 x dy 200 0,002 x d 5] []
150 0,003 x d 150 0,002 x d ] (]
T - S TS
9 dq Iy Iy lo I3 4 0d3 g 9 dy z 900 0,004 x d4 900 0,003 x dy [m] []
h6 9 900 0,004 x dy 900 0,003 x dy O (]
900 0,003 x dy 900 0,002 x d O (]
4 0,25 6 4 18 62 4 20 6 3 600 0,004 x dy 600 0,003 x d 5] O
6 0,5 10 6 - 62 - - 6 3 3544L.06010A
8 0,75 15 8 = 68 = = 8 3 §5%  Copper alors
10 1 20 10 - 80 - - 10 3 35441.10020A te= 570 0,004 xd 570 0,003 xd ] .
12 1,25 25 12 = 93 = = 12 3 270 0,004 x d] 270 0.003 x d} O []
270 0,004 x dy 270 0,003 x dy ] O []
255 0,003 x dy 255 0,002 x dy O (]
255 0,003 x dy 255 0,002 X dy 5] O
255 0,003 x dy 255 0,002 X dy O ] u
150 0,003xd 150 0,002 xd ] u
MT=H - A1 éo 0,003 d] 150 0,002 X d} 5] u
—4 e pridl) X% LES - Magnesium alloys
9= R {hlgﬁﬁ B AR ) 600 1 0,004 xdy I 600 I 0,003 xd; \ \ [0 [ =m
FIV =3y FWRS Y OEEE - [ EE O EIFINT 600 | 0,004 x dy | 600 | 0,003 x dy \ \ [ O [ =
a & - Synthetics
Machining example
Component: Integral component from
the aviation industry - Special materials
Application:  Finishing of the deep pockets 150 0,005 x dy 150 0,003 x d [
and the bottom surfaces
FX> 5% - Titanium alloys
0,006 x dy 150 0,004 x dy []
120 0,005 x dy 120 0,003 X dy u
90 0,005 x d4 90 0,003 x dy (]
—wVE, ONILE 2R & < - Nickel alloys, cobalt alloys and iron alloys
120 0,004 x d 120 0,002 x dy (]

= fEE# - Hard materials

1
H—3

.0

ko

404 W= 53 - very suitable v = HIIERE - Cutting speed 405
[FRANKEN| [ =B AT AE - suitable f, = T &HT=D3ED - Feed per tooth [FRANKEN|




FRANKEN

W Expert

= EEBEERMmOPLLEIFINTA
IRV

= RE{LENIFEILER

=R BR Ry O THA Y

= SMREI -T2V ERA

YHTIT
cutting area of tool

0 dq
0 d3

= Pre-finishing end mill for additive S
N

maqufactureq components N R—

= Optimised chisel edge ]
= Special neck designs AN\NE

= High performance coating

NN
¥y

it LI
Pre-finishing end mill

Ok=0)
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J—7 % - Coating

TP r—23> - #iHIM (P384BER) Applications — material (see page 384) P 1151

s NATUYREEIDTI AR = Hybrid Additve Manufacturing: 1.1-4.1
L—H—BBETOREICLISBER LS Combination of selective laser melting in a s 1126
R3IE|Z VIMTOMAEHOEICKDTA powder bed with high-speed 3-axis milling H I 14412

- ﬁﬂi‘%ﬁ SENOYEELRETHERT
&

= Use in tool and die making, rapid prototyping
and small-batch production

<3— b - Short design

0 dq r lo I3 l4 0 ds g 0do VA
-0,02 -0,01 h5 F#
0,6 0,3 0,45 2 50 0,55 14 6 2
0,8 0,4 0,6 3 50 0,75 14 6 2
1 05 0,8 3 50 0,95 14 6 2
2 1 1,6 6 50 19 14 6 2
3 15 24 9 50 2,8 14 6 2

0L |

2594L.0008

2594L.002

O=)LRIT 7/ X)LICDWVWTlE
P432-434% ZELTE T,

Cold-air nozzle and accessories
see chapter Info, pages 432 -434

M2 44 - Cutting Conditions FRANKEN

R=ILIVRII BZAF N-3—F
Ball nose end mills type N — short design

Rt EFBIVRIIL
Pre-finishing end mill

W Expert

XHEREY T, - Valid for
2594L
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‘ 0 dq ‘
2 =0,2x0d4
Ve f; (%S
[m/min] [mm] x ¢ 6
260 0,013 x dy m] (] m] (]
240 0,012 x dy [} | | [m] |
220 0,011 x dy ] | m}
200 0,010 x dy [} | | m]
180 0,009 x d4 O | | o
AT LR - Stainless steel materials
140 0,008 x d4 0] []
M 120 0,008 X dy =] []
100 0,006 x d4 [m] [ ]
80 0,006 x d [m] []
77)L=5% - Aluminium alloys
A& % - Copper alloys
T x> LA - Magnesium alloys l ‘ ‘ ‘ ‘
| \ \ \ \
a 5 - Synthetics
- Special materials
FX> 5% - Titanium alloys
120 0,009 x dy 0] []
90 0,007 x dy 0 ]
50 0,006 x d ] u
—wVE, ONILE 2R & & - Nickel alloys, cobalt alloys and iron alloys
80 0,007 x d4 ] [ ]
30 0,005 x dy O []
30 0,005 x dy O []
30 0,005 x dq 0 ]
20 0,005 X dy O (]
30 0,005 x d4 [m] []
= he 8 - Hard materials
A 160 0,008 x d4 [} [ ]
H 120 0,007 x d4 [} []

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

v = Bl - Cutting speed
f, = H@7=D3%ED - Feed per tooth
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FRANKEN )M {4 - Cutting Conditions FRANKEN

& Expert & Expert
« SEBEEBSOMLFMIA = Finishing end mill for additive cmm  fEFA R=LIYEIL ZATN-23—b SRS, Valid for
IVRI)L manufactured components N o] Finishing end mill Ball nose end mills type N — short design
= B SN=F LR = Optimised chisel edge P — 2509L
s KRBy O THAY = Special neck designs S\\\E= E%E T oke
= SREO— T % A = High performance coating ? '.p# - {iFingﬁgia 'r‘m:”) b
(] El%.
30°

Qo

YHTY T
cutting area of tool

8 '

a,=0,02x dy

0 dq
0 d3

v, f ¢
[m/r?]in] [mfn] x o ‘

T =
l2 300 0,013 x dq O u m] u
I3
Iy 280 0,012 x dy O m o m
I
260 0,011 x dy O [ o
J—F>7% - Coating
TV —ay - #HIM (P3B4BER) Applications — material (see page 384) P 1151 240 0010xds R =
s NATUYREEIDTI AR = Hybrid Additve Manufacturing: 1.1-4.1
L ——BETOEEICLZERBIET S Combination of selective laser melting in a S 1.1-26 220 0,009 xdy - - Y
WIS U MTOMAEDEICLETE powder bed with high-speed 3-axis milling H 1412 =9 L X - Stainioss steel materils
u SRIELE HE/NOYNEERCTERS = Use in tool and die making, rapid prototyping . 180 0010xd; =] (]
ns and small-batch production M[ 2 160 0,010 x dy =] ]
7A=Y MR O2DINI T AV AT BE = 2D machining of undercuts possible 2 }gg 8333:31 S :
<3— b - Short design 2509L I
0 dq r lo I3 l4 0ds lg 0 dp VA
0,02 -0,01 ns B3E
0,6 0,3 0,4 2 50 0,54 14 6 2
0,8 0,4 0,52 2,6 50 0,72 14 6 2 2509L.0008
1 05 0,65 3,2 50 0,9 14 6 2 3
2 1 1,2 6 50 1,8 14 6 2 2509L.002 7JL= &3 - Aluminium alloys
3 15 1.8 9 50 2,8 14 6 2

A& % - Copper alloys

T %> L& - Magnesium alloys

=) 5 - Synthetics

- Special materials

FX> 5% - Titanium alloys

150 0,007 X dy =] ]
120 0,006 X dy 0 (]
90 0,005 X dq ] (]
—wVE, ONILE 2R & & - Nickel alloys, cobalt alloys and iron alloys
110 0,006 x d4 [H] []
50 0,004 x dy =] []
50 0,004 x dy =] ]
40 0,004 x dy O (]
40 0,004 X dy ] ]
40 0,004 X dy ] ]
= - Hard materials
A 200 0,010 x d4 O []
H . 170 0,009 x d4 O []

a
.0

0

408 W= 53 - very suitable v = HIIERE - Cutting speed 409
[FRANKEN| )= B AT HE - suitable f,= A& T=DIXD - Feed per tooth [FRANKEN|




FRANKEN E2PPESENTT 4124 - Cutting Conditions FRANKEN

& Expert & Expert
NI T SRS

» SERERROMLLEFNTR = Finishing end mill for additive 7YE—=NY TR IVESILZATN SR Valid for
IVRI)L manufactured components N Machining of undercuts End Mills type N

5 N\ IT—/N\—DFW=Z2T7XT = Back Taper: T-slot form with radius - 3060L
20wy A = 2D machining of undercuts Of::10] o o

= 72—y MR D2DINTIC = High performance coating T 7 /51M— 7‘;/ HJEIfIﬁdﬁlihz)I,

= SR —T U= RA l achining of undercuts

(=]
°

gRITIT
cutting area of tool

ap

‘ .
K ,
ap = 0, Xd1

2 =0,1xd4
g Ve f ¢
S L S [m/min] [mfn] x ¢ ‘
AN
I | 130 0,013 x dy m] | ] [m} | ]
I3 r
Iy 120 0,012 xdy O u o m
i
110 0,011 x dy m [ o
d—7F>7% - Coating ALCR
TP —23> - iHIM (P384BER) Applications — material (see page 384) P 1151 100 0,010 xdy m m o
s NATUYREEIDTI AR = Hybrid Additve Manufacturing: 1.1-4.1
L ——BETOREEICLZERBIET S Combination of selective laser melting in a S 1.1-26 % 0,009 xdy - - Y
R IMIOEAEHLEICKDTE powder bed with high-speed 3-axis milling H I 1442 =YL X - Stainiess steel materials
u SRIELE HE/NOYNEERCTERS = Use in tool and die making, rapid prototyping . 70 0,008 x dy ] (]
ns and small-batch production M[ 2 60 0,008 x dy =] ]
8 A — 1y MZRO2DIN T AV Al g = 2D machining of undercuts possible 3. 28 gggg:? S :
| 30 | |
0dy r ) I3 lh 0 d3 I 9dy Z
0,02 -0,02 né B3

35 05 1 4 42 2 8 6 3 —
5 0,5 1 4.4 42 2 8,4 6 3 3060L.050050

77)L=5% - Aluminium alloys

A& % - Copper alloys

T %> L& - Magnesium alloys

=) 5 - Synthetics

- Special materials

FX> 5% - Titanium alloys

60 0,009 x d4 O ]
45 0,007 X dy 0 (]
2 0,006 x dy =] (]
—wVE, ONILE {2 & & - Nickel alloys, cobalt alloys and iron alloys
40 0,007 x d4 [H] []
15 0,005 dy =] []
15 0,005 x dy =] ]
15 0,005 X dy O (]
10 0,005 x dy =] (]
15 0,005 x d4 O []
= - Hard materials
A 80 0,008 x d4 O []
HI1L 60 0,007 x dy ] []

a
.0

0

410 W= 53 - very suitable v = HIIERE - Cutting speed 411
[FRANKEN| [ =B AT AE - suitable f,= H&7T=DXD - Feed per tooth [FRANKEN|




FRANKEN B N e et e e 7JH1&# - Cutting Conditions FRANKEN

& expert & expert
CLEsf~orr77 CLEsf~orr77
o e o . A, Non-fi terial
n .%:l“_{ﬁ%/ \1M/N\NTH—X >R u High performance tool for finishing s- s Algg inm]o;ﬁ’ ynsm erials
T EFRY—IL = Patented tool geometry W S 1 e ety <200 N/mm? EN AW-AIMN ENAW-3103
» BEFEVE D4R A H B = 3 cutting edges and NN\ 2 | T7INIZULEE R Aluminium wrought alloys < 350 N/mm; EN AW-AIMgSi EN AW-6060
" 3$5\10)tJJH'Jt)J\3‘\J L3I TL 3 pressure ridges - NN\ \ 3 - G < 550 N/mm EN AW-AIZn5Mg3Cu EN AW-7022
wi— )DL = Production of polished and [/ 1 |, EaEH Pure copper, low-alloyed copper < 400 N/mm2 E-Cu57 EN CW 004 A
RS aREETEAK compacted surfaces , I H (Eik. £ L\ID<T) Copper-zinc alloys (brass, long-chipping) <550 N/mm2 CuZn37 (Ms63) EN CW 508 L
- ﬁﬁ*ﬂ*ﬁ?ZNl-Nyf&% = Production of surfaces with I‘ 3 |[REIEDH ER. EWVWTIDT) Copper-zinc alloys (brass, short-chipping) < 550 N/mmZ2 CuZn36Pb3 (Ms58) EN CW 603 N
e (i ! 40° 4 [ 7L SEH(EWIDT) Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm? CuAlT0Ni5Fe4 EN CW 307 G
Eﬁzﬁjﬁb surface roth.neSS grades N1-N3 5| Fi(RWLWIDT) Copper-tin alloys (tin bronze, long-chipping) <700 N/mm2 CuSngP EN CW 459 K
D BEOTERS = 2 lengths available 6 [TRETEE GELID \<3“) Copper-tin alloys (tin bronze, short-chipping) < 400 N/mm2 CuSn7 ZnPb (Rg7) 2.1090
CEBICHRDY—ILRINA =T =005 T MEPCEROBE B IRE ARG C2ERO LT &HFEEEAR LTIV I5AZB/MICAAL T,
BHE— LRy ZICBBVEHhEIE T,
45°

The cutting data must be adapted to the material to be machined taking into consideration the clamping of tool and workpiece as well as the natural vibration frequency of
component and spindle. Please address your responsible FRANKEN contact for more information.
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d—7F>7% - Coating

TV —3> - #HHIM (P384BER) Applications — material (see page 384) N 1113 N 11-13
5 2DFRD MUV TIC&RE = Suitable for trimming 2D contours N 21-26 N 21-26
= VLI EERHEMIC = For wrought aluminium alloys

s fifB L IHERICD = For copper and copper alloys

st EFINTER = Only suitable for finishing

| DIN 6527 - ~3—F -Shortdesign . 2506 |

0 dy lo I3 l4 0 ds 0 d KB z
h5 h5 B8k
6 10 16 54 58 6 0,12 3/6 2506.006
8 12 20 58 77 8 0,12 3/6 2506.008
10 14 24 66 9,5 10 0,2 3/6 2506.010
12 16 26 73 11,5 12 0,2 3/6 2506.012
DIN 6527 — (1% - Long design | 2507 |
0 d4 lo I3 l4 0ds 0 dy KB z
h5 h5 [BSE=4)
6 13 20 57 58 6 0,12 3/6 2507.006
8 19 25 63 7,7 8 0,12 3/6 2507.008
10 22 30 72 95 10 0,2 3/6 2507.010
12 26 35 83 11,5 12 0,2 3/6 2507.012
TS D4R 5 H B PIHIMNIZ1T5t0H

Patented tool geometry Cutting edges to remove material

YHIEZI74—3I>J L FBRUY
SaAEETRTRTHDT Ly v
=y

Pressure ridges to compact and

smoothen the material and to
produce polished surfaces

412 W= 53 - very suitable v = HIIERE - Cutting speed 413
[FRANKEN| [ =B AT AE - suitable f, = FdH7=DIED - Feed per tooth [FRANKEN|
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