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Genau. Richtig.

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

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

quality requirements.

In addition to our selection of milling tools, we also offer a comprehensive
range of clamping systems, tool holders and accessories.
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Alu-Cut anew dimension in

high-volume machining in aluminium materials

FRANKEN introduces the new Alu-Cut, a tool line of radically new solid carbide and
HSSE-PM milling cutters for the high-volume machining of aluminium materials.
Due to the combination of an optimum cutting material with a newly developed
cutting geometry and optimized grinding processes, machining volumes which

would have been considered impossible until now can be achieved with the Alu-Cut.

One of the target markets for this new tool type is the aircraft and space
industry. Some of the components which are produced in this industry lose
up to 95% of their original weight, all through machining processes. Time is
one of the most important factors under such circumstances, and it is defined
by the machining volume produced, and measured in litres per minute.

In the course of extensive tests, machining volumes were achieved which will
set new standards. Especially important is chip evacuation which until now
decided the limits of the possible machining volume. Now, the limits are defined
only by the performance of the machine spindle, provided that work conditions
are otherwise as good as they can be. The available torque in the higher speed

ranges is the relevant factor here.

The Alu-Cut line is supplemented both with rhombic inserts with a cutting
geometry fitted to the machining of aluminium and suitable indexable screw-in

end mills and shell type milling cutters.

Alu-Cut “Aerospace”
For volume machining

¢ |CRA (internal coolant supply, axial exit)
e Polished chip gash

The Alu-Cut series includes tools made from solid carbide and HSS
particularly developed for the process-reliable volume machining of
wrought aluminum alloys with up to 5% silicon content.

Materials with higher silicon content should preferably be machined
with coated tools.

Characteristics:

e Variable spacing

e Available with WR profile for roughing

e Special geometry for machining aluminium

e Optionally available with internal coolant supply,
radial and axial exit (ICRA)

Main feature:

Highest metal removal rate.

Alu-Cut
The versatile solution for machining aluminium

These new tools have been developed for machining aluminium and

non-ferrous metals. The new, very smooth coating protects the tool against

built-up edge and wear.
Characteristics:

e Variable spacing

e Available with WR profile for roughing

e Special geometry for machining aluminum
e Tools with and without corner radii

Main feature:
Suitable for milling of Aluminium-alloys with up to 7% Silicon.
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Alu-Cut ,,Aerospace”
23H 758
For volume machining

Alu-Cut
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Applications

TJAF A28 HE e 224 A 22 4 HE
Applications — material Material examples Material numbers
H[224 Non-ferrous materials
e Aluminium alloys
EN AW-AIMn1Cu EN AW-3103
EN AW-AI99,5 EN AW-1050A
il < 200 N/mm> EN AW-AIMgT EN AW-5005A
EN AW-AIMgSi0,5 EN AW-6060
] EN AW-AIMgSi EN-AW-6060
1.2 |2%20|5 52 HAIZY Wrought aluminium alloys <350N/mm2 = ih\;\IAX(MIgQAA%ﬁOB E“ﬁwg;ig
L EN AW-AIMgSi1 EN-AW-6082
EN AW-AIZN5Mg3Cu EN AW-7022
EN AW-AIMg4,5Mn EN AW-5083
152 < 550 N/mm2 - — A W-ATZnd 5MgT EN AW-7020
En AW-AIZnMgCu1,5 EN AW-7075
EN AC-AIMg5 EN AC-51300
. EN AC-AISi5Cu3Mg EN AC-45100
K Si< 7% ENAC-AIMg3 ENAC-51100
L EN AC-AISi7Mg0,3 EN AC-42100
P - EN AC-AISi9Cu3 EN AC-46500
15 RNz ¥s 7 Aluminium cast alloys 790 < Si < 1295 | _ENAC-AISI1OMg(Cu) EN AC-43000
: - EN AC-AISi12(Fe) EN AC-44300
EN AC-AISi7Cu2 EN AC-46600
N . EN AC-AISi17Cu4Mg EN AC-48100
16 12% <Si=17% G5 AsiT7CudFeMg
=32 Copper alloys
21|25, Ae3s Pure copper, low-alloyed copper < 400 N/mm? E-Cu 57 EN CW 004 A
22| 5-01 &2 (&3, 2-2 9 Copper-zinc alloys (brass, long-chipping) < 550 N/mm? CuzZn37 (Ms63) EN CW 508 L
2.3 | S-01% &2 (&, £-2] YhAl) Copper-zinc alloys (brass, short-chipping) <550 N/mm2 | CuZn36Pb3 (Ms58) EN CW 603 N
2.4 | 5-%20|5 &2 (alubronze, E-7 U4) Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm2 CuAI10Ni5Fe4 EN CW 307 G
25| 5-FM 83 (U3, E-2 UM Copper-tin alloys (tin bronze, long-chipping) < 700 N/mm2 CuSn8P EN CW 459 K
26| S-3M 32 (U3, £-2 YAl Copper-tin alloys (tin bronze, short-chipping) <400 N/mm2 |  CuSn7ZnPb (Rg7) 2.1090
2 ®
ofays g2 Magnesium alloys
3.1 |01us &= Magnesium wrought alloys < 500 N/mm2 MgAIBZn 3.5612
32014 g2 FE Magnesium cast alloys <500 N/mm2 | EN MCMgAI9Zn1 EN MC21120
st 22| Synthetics
141 | BHst 2] (22 2Y) Duroplastics (short-chipping) Bakelit, Pertinax
14.2 | FItA S| (B-2 M) Thermoplastics (long-chipping) PMMA, POM, PVC
4.3 | MQ7tsteA] (Meetad (30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK
4.4 | M97tsteA] (Mastas ) 30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK
EL A Special materials
5.1 | 12II}0|E (2 %) Graphite C 8000
5.2 |EIAE-12| 52 Tungsten-copper alloys W-Cu 80/20
5.3 |28 A Composite materials Hylite, Alucobond
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Aler-Cur

-INS E - High performance tool grob

- S20|F DHH 7132 95t - Special geometry for WR | coarse \
E4& M M high-volume machining

Ll A2 of aluminium —

- 04 0§24 CRN & - Low-vibration machining

- L5 Ate 3 HiA O - \lery smooth CRN coating ICRA
£ diak E£ EFY (ICRA - Internal coolant supply,

-}2 Z2E 20| radial and axial exit (ICRA)

- Short flute length
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Qi Aerospace - Solid Carbide End Mills “Aerospace”

SAFE-LOCK™

SAFE-LOCK™

al i) 5 —
s S s
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lp = N %
I3 )
I Al Al/Cu
2E! . Coating CRN
I|AF A28 M8 He| (5 I{|0]A]) Applications — material (see page 5) N(1113] 14 N
A20|5 &3 MY - For wrought aluminium alloys
A2 28 7% 0|5e] ¢R0|5 &3 - For aluminium alloys with
CRN 2E A|, S 30 ML Its a silicon content of up to 7%
- With CRN coating also for copper alloys
Long CJ&}2! - Long design
Z2 3E - Order code 2888 7 | 2881 _Z | 2888_T | 2888RZ | 2881RZ | 2888RT
g dq lo I3 l1 0 ds gdy A Nmax 2 z PIES
h11 h5 O] mint  (Flutes) 3c
61 8 20 57 5,6 6 21 30000 3 006 ) ) (e} ) ° (o)
8 10 25 63 7,6 8 27 25000 3 .008 ° [ (e} ° ° [¢)
10 13 30 72 9,5 10 32 20000 3 .010 ® () (e} ) ) )
12 15 35 83 11,4 12 38 15000 3 012 ° ° o ° ° o
16 20 46 96 15,2 16 48 12500 3 016 ® ® (e} ) ) )
20 25 58 110 19 20 60 10000 3 020 ° ) o ) ° o
25 30 73 125 24 253 75 8000 3 025 [ ° o ° ° o

0L B4R 33, 4 wa £2 el (08
Internal coolant supply, axial exit (ICA)
9 42| 27 AU - AL0|=2 ZC{(DIN 6535 HB 7|=) A|Z AM Al Z|cH 518 3|44
Maximum permissible revolution of solid carbide end mills with clamping flat according to DIN 6535 HB

3 435 20| 50 mm
Shank length 50 mm

ZZ A= 714 R &9l - Stock tool, see price list

Z2 O|A| - Ordering example: 2888_2.006
l-H0|I A2 LS, gzgou w2t 714 11|-- - Available at short notice, price on request

A2 o] &
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AAF 22 - Cutting Conditions FHANKEN
Aler-Cut
&2l 27 A=Y Aerospace” — long C|Ato!
Solid carbide end mills “Aerospace” — long design 28 Cj4t - Valid for
2881 7
w 2881RZ
2888_T
2888_7

2888RT
2888RZ

k=)

= Il

I &

5

8
] & & in“_?_:
FE0| Y= £2 A2F ol Bt
45 VeE 30% 0] FHAIR!
% e Please note:
For uncoated design, please reduce
g = th ag = 0,4 x 4 cutting speed vg by 30%!

Ve f Ve f % 11 mms
[m/min] [mfn] [m/min] [m?n] %355 MaL %

H|224- Non-ferrous materials
20| $2 - Aluminium alloys

1.1 420 0,009 x dq 630 0,011 x d o u
1.2 620 0,008 x dq 930 0,010 x dq o u
1.3 550 0,007 x dq 830 0,008 x d o u
1.4 380 0,008 x d 570 0,010 x d o u
1.5
1.6

= g3 - Copper alloys
2.1 120 0,005 x dq 180 0,006 x d o o u
2.2 120 0,005 x dq 180 0,006 x dy o o u
23 120 0,005 x dy 180 0,006 x dy o =} ]
2.4 110 0,004 x dq 170 0,005 x dy o o u
25 110 0,004 x dq 170 0,005 x dq o o u

N[ 26 110 0,004 x dq 170 0,005 x dq o o u

2.7 70 0,003 x dq 110 0,004 x d u
2.8

Of24% 82 - Magnesium alloys
3.1
3.2

St 42| - Synthetics
4.1
4.2
43
4.4

E4 A7 - Special materials
5.1
5.2
5.3

W = 0§ 2|88t - very suitable Ve = AA A& - Cutting speed
O = A8t - suitable f,= &9 0|5 - Feed per tooth
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FRANKEN 22c239cy,

,Aerospace” - Solid Carbide End Mills “Aerospace”

Aler-Cut
-JIMS E - High performance tool grob
- S20|F DHH 7132 95t - Special geometry for WR | coarse
E4 M M high-volume machining
U A AE of aluminium —
- 0j< oj;12{2 CRN 2E! - Low-vibration machining
- ZAF 214 Clokst IR - Very smooth CRN coating ICRA
- 5 MAate 232 HEA Ol - Several corner radii
Z disk E EFQY (ICRA per cutting diameter R
-2 Z2E 210 - Internal coolant supply,
B 2T =2 =
radial and axial exit (ICRA) — HM
- Short flute length - -
DIN 6535
CIHA
HB
iy | &
40° ER
J— | e
max. £ £
3-5° s =
= 3\ () S —
= = ey - ZA - | Ve/f;
Ip g ‘ N B
I3 9
I Al Al/Cu
2E! . Coating CRN
A Azfjs 28 He| (5 1|0]A)) Applications — material (see page 5) N N
- 420|F §F M4z - For wrought aluminium alloys
- 2|2 28 7% 0|5e| ¢R0|F &2 - For aluminium alloys with
-CRN ZE A, S &30z H8 7t5 a silicon content of up to 7%
- With CRN coating also for copper alloys
Long C|A}2Q! - Long design 3UYR - Corner radius
ZF8& 3L - Order code 2890_Z | 2883 72 2890RZ | 2883RZ
9 dq r lo I3 l4 ods odo A M d  Z 2|5
h11 h5 min-! (Flutes) 3c
12 2 15 35 83 114 12 38 15000 3 .012020 ° () ) )
12 2,5 15 35 83 114 12 38 15000 3 .012025 ° [ ° °
12 3 15 88 83 114 12 38 15000 3 .012030 ° () ) °
12 4 15 35 83 114 12 38 15000 3 .012040 ° [ ° °
16 2 20 46 9% 152 16 48 12500 3 .016020 ° () ) )
16 2,5 20 46 9% 152 16 48 12500 3 .016025 ° ) ° °
16 3 20 46 9% 152 16 48 12500 3 .016030 ° () ) )
16 4 20 46 9% 152 16 48 12500 3 .016040 ° ) ° °
20 2 25 58 110 19 20 60 10000 3 .020020 ° [ ) )
20 2,5 25 58 110 19 20 60 10000 3 .020025 ° ® ° °
20 3 25 58 110 19 20 60 10000 3 .020030 ° [ ° )
20 4 25 58 110 19 20 60 10000 3 .020040 ° ° ° °
25 2 30 73 126 24 253 75 8000 3 .025020 ° ° ° )
25 2,5 30 73 125 24 253 75 8000 3 .025025 ° ) ° )
25 3 30 73 125 24 253 75 8000 3 .025030 ° () ) °
25 4 30 73 125 24 253 75 8000 3 .025040 [ ° ° °
24 o dof w2t oHE Atoj29| 2R A3 7ts

Other corner radii available on request
2 £2|E 27 A=Y - A0 =2 EC{(DIN 6535 HB 7|2) A2 At A| 2[cf 5{& 3|44
Maximum permissible revolution of solid carbide end mills with clamping flat according to DIN 6535 HB

3 435 20| 50 mm
Shank length 50 mm

8

EMUGE

[FRANKEN|

=~

PR}
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o

|

Z2 AZ J|A4E §ol

IR

- Stock tool, see price list

12 AlY L||0||'11|7_~,F 75, 240 w2t 7+A A[F - Available at short notice, price on request

22 0f|A| - Ordering example: 2890_Z.012020



AAF 22 - Cutting Conditions FHANKEN
Aler-Cut
&2l 27 A=Y Aerospace” — long C|Ato!
Solid carbide end mills “Aerospace” — long design 28 Cj4t - Valid for

2883 7

w 2883RZ

2890_7

2890RZ

k=)

= Il

I &

5

8
] & & in“_?_:
FE0| Y= £2 A2F ol Bt
45 VeE 30% 0] FHAIR!
% e Please note:
For uncoated design, please reduce
g = th ag = 0,4 x 4 cutting speed vg by 30%!

Ve f Ve f % 11 mms
[m/min] [mfn] [m/min] [m?n] %355 MaL %

H|224- Non-ferrous materials
20| $2 - Aluminium alloys

1.1 420 0,009 x dq 630 0,011 x d o u
1.2 620 0,008 x dq 930 0,010 x dq o u
1.3 550 0,007 x dq 830 0,008 x d o u
1.4 380 0,008 x d 570 0,010 x d o u
1.5
1.6

= g3 - Copper alloys
2.1 120 0,005 x dq 180 0,006 x d o o u
2.2 120 0,005 x dq 180 0,006 x dy o o u
23 120 0,005 x dy 180 0,006 x dy o =} ]
2.4 110 0,004 x dq 170 0,005 x dy o o u
25 110 0,004 x dq 170 0,005 x dq o o u

N[ 26 110 0,004 x dq 170 0,005 x dq o o u

2.7 70 0,003 x dq 110 0,004 x d u
2.8

Of24% 82 - Magnesium alloys
3.1
3.2

St 42| - Synthetics
4.1
4.2
43
4.4

E4 A7 - Special materials
5.1
5.2
5.3

W = 0§ 2|88t - very suitable Ve = AA A& - Cutting speed
O = A8t - suitable f,= &9 0|5 - Feed per tooth
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- High performance tool

- Special geometry for
high-volume machining
of aluminium

- Low-vibration machining

- Very smooth CRN coating

- Internal coolant supply,
radial and axial exit (ICRA)

- Short flute length
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Qi Aerospace - Solid Carbide End Mills “Aerospace”

SAFE-LOCK™

SAFE-LOCK™

5 \ sI N e B —
— -
lp N %
I3
I Al Al/Cu

2E! . Coating CRN
I|AF A28 M8 He| (5 I{|0]A]) Applications — material (see page 5) N(1113] 14 N

20| g2 24 - For wrought aluminium alloys

A2 28 7% 0|5e] ¢R0|5 &3 - For aluminium alloys with

CRN 2E A|, S 30 ML Its a silicon content of up to 7%

- With CRN coating also for copper alloys
Long CJ&}2! - Long design
Z& 3L - Order code 2889 7 | 2882 Z | 2889 T | 2889RZ | 2882RZ | 2889RT
9 dq lo I3 Iy gd3 odo A Mmacd KB YA 2|5
h5 67 min! (Flutes) 3c

61 002 8 20 57 5,6 6 21 30000 0,12 3 006 ) ) (e} ) ° o)
8 004 10 25 63 7,6 8 27 25000 0,12 3 .008 ° [ (e} ° ° [¢)
10 004 13 30 72 95 10 32 20000 0,2 3 .010 ® () (e} ) ) )
12 004 15 35 83 114 12 38 15000 0,2 4 012 ° ° o ) ° o
16 0,04 20 46 9% 152 16 48 12500 0,2 4 016 ® () (e} ) ) )
20 004 25 58 110 19 20 60 10000 0,3 4 020 ° ) o ) ° o
25 004 30 73 125 24 253 75 8000 03 4 025 ° ° o ° ° o

0 U AR 33, 5 98 E2 EL (CA)
Internal coolant supply, axial exit (ICA)

2 &2 27 AU - AL0|=2 SC(DIN 6535 HB 7I2) H2 AR Al 2cf 518 3|34
Maximum permissible revolution of solid carbide end mills with clamping flat according to DIN 6535 HB

3 432 20| 50 mm
Shank length 50 mm

o=

A2 o] &
e

2 Al

2 HE
LHO|| 11|7~F 7ts, 2240" et 744 11|-- - Available at short notice, price on request

7+ &9l - Stock tool, see price list

28 0f|A| - Ordering example: 2889_Z.006



A
=2

Ab R - Cutting Conditions FHANKEN

Aler-Cort

&g|c 27 Q=Y  Aerospace” — long C|AFQl
Solid carbide end mills “Aerospace” — long design 28 Cj4t - Valid for

2882_7
w 2882R7

2889_T

2889 7
8y a4

2889RT
2889RZ

ap:d1

Elp:d1

ap
¥_I

ap

‘ ¢ dq ‘
- FE0| g £2 A3 Tjol= Hat
2= 1

% e Please note:

For uncoated design, please reduce
g = th ag = 0,4 x 4 cutting speed vg by 30%!

Ve f Ve f % 11 mms
[m/min] [mfn] [m/min] [m?n] %355 MaL %

H|224- Non-ferrous materials
20| $2 - Aluminium alloys

1.1 420 0,008 x dq 760 0,011 x dy o u
1.2 620 0,007 x dq 1120 0,010 x d o u
1.3 550 0,006 x dq 990 0,008 x d o u
1.4 380 0,007 x dq 680 0,010 x d o u
1.5
1.6

= g3 - Copper alloys
2.1 120 0,005 x dq 220 0,006 x d o o u
22 120 0,005 x dq 220 0,006 x dq o o u
23 120 0,005 x dy 220 0,006 x d4 o =} ]
2.4 110 0,004 x dq 200 0,005 x dy o o u
25 110 0,004 x dq 200 0,005 x dq o o u

N[ 26 110 0,004 x dq 200 0,005 x d o o u

2.7 70 0,003 x dq 130 0,004 x d u
2.8

Of1Y4|& = - Magnesium alloys
3.1
3.2

St 42| - Synthetics
41
4.2
4.3
4.4

E4 A7 - Special materials
5.1
5.2
B3

W = 0§ 2|88t - very suitable Ve = AA A& - Cutting speed
O = A8t - suitable f,= &9 0|5 - Feed per tooth

B



FRANKEN z2=z239:

Qi Aerospace - Solid Carbide End Mills “Aerospace”

Aler-Cut
-JIMS E - High performance tool
-%20|F DHAH 73S g5t - Special geometry for w
E4 M M high-volume machining
U AAAE of aluminium —‘
- 0f< oj12{2 CRN 2E! - Low-vibration machining
- ZAF 2148 Clokst IR - Very smooth CRN coating ICRA
- 5 Mo 232 HEA Ol - Several corner radii
%—} UstEX Eli‘éll (ICRA per cutting diameter R
-R2 Z2E 210 - Internal coolant supply,
a8 2T =2 =
radial and axial exit (ICRA) — HM
- Short flute length =g =
DIN 6535
CIHA
HB
iy | &
40° ER
" =~ lp m E [j-;
max. 3.5° =
s \ gI i & —
= = ‘ A\ s ZA - Vc/fz
[ N ]
I3 13
K Al Al/Cu
3E. Coatlng CRN
T|AF AZfe MR el (5 1|0]]) Applications — material (see page 5) N N
d20|5 grg HMAY - For wrought aluminium alloys
3|2 328 7% 0|5te 205 &2 - For aluminium alloys with
CRN 2E A|, S 30 ML Its a silicon content of up to 7%
- With CRN coating also for copper alloys
Long CJA}Q! - Long design Eckenradius - Corner radius
Z2 3L - Order code 2891 7 | 2884 7 2891RZ | 2884RZ
0 d r lo I3 l1 od3 0d A M d  Z PIES
-0,04 h5 min-t (Flutes) ic
12 2 15 35 83 114 12 38 15000 4 .012020 ° () ) )
12 2,5 15 35 83 114 12 38 15000 4 .012025 ° [ ° °
12 3 15 35 83 114 12 38 15000 4 .012030 ° () ) °
12 4 15 35 83 114 12 38 15000 4 .012040 ° [ ° °
16 2 20 46 9% 1572 16 48 12500 4 .016020 ° () ) )
16 2,5 20 46 96 1572 16 48 12500 4 .016025 ° ) ° °
16 3 20 46 9% 1572 16 48 12500 4 .016030 ° () ) )
16 4 20 46 96 1572 16 48 12500 4 .016040 ° ) ° °
20 2 25 58 110 19 20 60 10000 4 .020020 ° [ ) )
20 2,5 25 58 110 19 20 60 10000 4 .020025 ° ® ° °
20 3 25 58 110 19 20 60 10000 4 .020030 ° ) ° )
20 4 25 58 110 19 20 60 10000 4 .020040 ° ° ° °
25 2 30 73 126 24 253 75 8000 4 .025020 ° ° ° )
25 2,5 30 73 125 24 253 75 8000 4 .025025 ° ) ° °
25 3 30 73 125 24 253 75 8000 4 .025030 ° () ) °
25 4 30 73 125 24 253 75 8000 4 .025040 [ ° ° °
24 o dof w2t oHE Atoj29| 2R A3 7ts

Other corner radii available on request
ALO|=-2F Z2CY(DIN 6535 HB 7|Z) H|Z AFE Al 2[TH 518 M
Maximum perm|SS|bIe revolution of solid carbide end mills with clamping flat according to DIN 6535 HB

3 435 20| 50 mm
Shank length 50 mm

2&2E

cCzA oi||:|:|| -

=95 0=

12

EMUGE
[FRANKEN|

A2 o] &
e

2 Al

EZ2 HE AR &

kol - Stock tool, see price list
LHO|| 11|7~F 7ts, 32040" et 744 11|-— - Available at short notice, price on request

22 Of|A| - Ordering example: 2891_Z.012020



HAF 27 - Cutting Conditions FRANKEN
Aler-Cut
&g|c 27 Q=Y  Aerospace” — long C|AFQl
Solid carbide end mills “Aerospace” — long design 28 Cj4t - Valid for
2884_7
w 2884R7
2891 7
2891RZ
=
= Il
I =3
&
8y a4
m K od || € 2 1.
10| gl= E2 AR E mjofl= HA
45 VeE 30% 0] FHAIR!
% e Please note:
For uncoated design, please reduce
g = th ag = 0,4 x dy cutting speed vg by 30%!

Ve f Ve f % 11 mms
[m/min] [mfn] [m/min] [m?n] %355 MaL %

H|224- Non-ferrous materials
20| $2 - Aluminium alloys

1.1 420 0,008 x dq 760 0,011 x dy o u
1.2 620 0,007 x dq 1120 0,010 x d o u
1.3 550 0,006 x dq 990 0,008 x d o u
1.4 380 0,007 x dq 680 0,010 x d o u
1.5
1.6

= g3 - Copper alloys
2.1 120 0,005 x dq 220 0,006 x d o o u
22 120 0,005 x dq 220 0,006 x dq o o u
23 120 0,005 x dy 220 0,006 x d4 o =} ]
2.4 110 0,004 x dq 200 0,005 x dy o o u
25 110 0,004 x dq 200 0,005 x dq o o u

N[ 26 110 0,004 x dq 200 0,005 x d o o u

2.7 70 0,003 x dq 130 0,004 x d u
2.8

Of1Y4|& = - Magnesium alloys
3.1
3.2

St 42| - Synthetics
41
4.2
4.3
4.4

E4 A7 - Special materials
5.1
5.2
B3

W = 0§ 2|88t - very suitable Ve = AA A& - Cutting speed
O = A8t - suitable f,= &9 0|5 - Feed per tooth

B



FRANKEN 22 27 A= - Solid Carbide End Mills

Alvr-Cut
- ML E - High performance tool
- g20/E 233 7
48l
- ZAE MARLE - Centre cutting

grob
Z 122 g5t - Special geometry for the WR | coarse
A machining of aluminium

-
i

9 ds

DIN 6535
CJHA
HB
el _
40° 45°
—  —

Design I, 3-5°
~Ia
ZA - Vcéfz
R SO (= g )
I § ‘
I3
Iy
K Al Al/Cu
3E. Coatlng GLT
I|AF A28 M8 He| (5 I{|0]A]) Applications — material (see page 5) N(1113] 14 N
-d20|1E E,FE,L A - For wrought aluminium alloys
-dg|2 ?J-ﬁ-% 7% 0|5te| ¢20|%5 st2 - For aluminium alloys with
GLT 2 A|, 5 &20|c ML 7t5 a silicon content of up to 7%
- With GLT coating also for copper alloys
DIN 6527 — Long C|&}2! - Long design
Z& 3L - Order code 2548 2549 2548K 2549K
g dq lo I3 l4 0d; g 0do I z PIES
h11 h6 (Flutes) 3c
3 7 14 57 29 20 6 21 3 .003 ® () ) )
4 8 18 57 3,8 20 6 21 3 .004 ° ° ° °
5 10 19 57 4,8 20 6 21 3 .005 ® () ) °
6 13 20 57 5,8 - 6 21 3 .006 ° ° ° °
8 19 25 63 7,7 = 8 34 3 .008 ° () ) )
10 22 30 72 9,5 - 10 32 3 .010 ° ) ) °
12 26 59 83 11,5 = 12 38 3 .012 ° () ) )
16 32 40 92 15,5 — 16 44 3 .016 ° ) ) °
20 38 50 104 19,5 - 20 54 3 .020 ° ° ° 0

2 22 I I NE
=

==

7+ &9l - Stock tool, see price list

2 Al LHO|| 11|7~F 7ts, 3540" et 744 11|-- - Available at short notice, price on request

28 0J|A| - Ordering example: 2548.003



HAF 22 - Cutting Conditions FRANKEN
Aler-Cut
&2|= 27 Y=Y - long L2}
Solid carbide end mills — long design 28 Cj4t - Valid for
2548
YY?J 2548K
2549
2549K

k=)

= Il

I &

5

8
o s od || € # )
— FE0| gt £2 AISF mjols WAt
45 VeE 30% 0] FHAIR!
% g Please note:
For uncoated design, please reduce
g = th ag = 0,4 x4 cutting speed vg by 30%!

Ve f Ve f % 11 mms
[m/min] [mfn] [m/min] [mfn] %35: MaL %

H|224- Non-ferrous materials
20| $2 - Aluminium alloys

1.1 300 0,009 x dq 420 0,011 x d o u
1.2 430 0,008 x dq 620 0,010 x d o u
1.3 385 0,007 x dq 550 0,008 x d o u
1.4 270 0,008 x d 380 0,010 x d o u
15
1.6

= g3 - Copper alloys
2.1 100 0,005 x dq 160 0,006 x d o o u
22 100 0,005 x dq 160 0,006 X d o o u
23 100 0,005 x dy 160 0,006 x d4 o o u
2.4 80 0,004 x dq 140 0,005 X d o o u
25 80 0,004 x dq 140 0,005 x dq o o n

N[ 26 80 0,004 x dq 140 0,005 x d o o u

2.7 60 0,003 x dq 100 0,004 x d u
2.8

Of1Y4|& = - Magnesium alloys
3.1
3.2

St 42| - Synthetics
4.1
4.2
4.3
4.4

E4 A7 - Special materials
5.1
5.2
5.3

W = 0 &3t - very suitable Ve = A && - Cutting speed
O = A8t - suitable f,= &9 0|5 - Feed per tooth

B



FRANIKEIN 22 27 A=Y - Solid Carbide End Mills
Aler-Cut
-JIMS E - High performance tool
-%20|15 24H 7122 9t - Special geometry for the w
E4 M M machining of aluminium
-Le HA S - Low-vibration machining —
- QLb e 3LEELO - With 2 and 3 flutes
- 2AE HARL - Centre cutting HM
" DIN 6535
C_JHA
HB
5 /(I =y —
b g \ 22 WB
A 45° 38-40°
—  —
h
Design I KB x45°
~Ia R
ZA - Vcéfz
= TN 5 N
ElE ==t [ N 7
I § ‘
I3
lg
k Al Al/Cu
2E! . Coating GLT
I|AF A28 M8 He| (5 I{|0]A]) Applications — material (see page 5) N(1113] 14 N
-d=0|F g2 MAAY - For wrought aluminium alloys
- M2|2 &RE 7% 0[5te] ¥20|F &3 - For aluminium alloys with
-GLTRE A, S 830z 1*-9- s a silicon content of up to 7%
- | FH7E 7120 A5 - With GLT coating also for copper alloys
- SpAF QI A Ako)| 2t - Suitable for z-axis milling
- Suitable for roughing and finishing
DIN 6527 - Long C|A}9! - Long design
Z2 3L - Order code 2544 2545 2544K 2545K
0 d4 lo I3 4 0 ds g 0 dp I KB z 2|
h10 h6 (Flutes) 3c
2 6 10 57 19 20 6 21 0,06 2 .002 ° ° ° °
3 7 14 57 2,9 20 6 21 0,1 2 .003 ° ) ) °
4 8 18 57 3,8 20 6 21 0,1 2 .004 ° ) ) )
5 10 19 57 4,8 20 6 21 0,15 2 .005 ° ° ° °
6 13 20 57 58 - 6 21 0125 3 .006 ° [ ) °
8 19 25 63 7,7 - 8 34 0125 3 .008 ° [ ° °
10 22 30 72 9,5 - 10 32 02 3 .010 ° () ) °
12 26 35 83 11,5 - 12 38 0,2 3 .012 [ ° ° )
16 32 40 92 155 = 16 44 0,2 3 .016 ° ® ) )
20 38 50 104 195 - 20 54 03 3 .020 ° ° ° °
16 EYIES o =21 2 | E2 HE 71AE &9l - Stock tool, see price list 22 0f|A| - Ordering example:2544.002
o=1Z A|Y LHO|| 11|7~F 7ts, gzgou w2t 2t4 11|-- - Available at short notice, price on request



HAF 22 - Cutting Conditions FRANKEN
Aler-Cut
&2|= 27 Y=Y - long L2}
Solid carbide end mills — long design 28 Cj4t - Valid for
2544
M 2544K
2545
2545K

k=)

= Il

I &

5

8
o s od || € # )
— FE0| gt £2 AISF mjols WAt
45 VeE 30% 0] FHAIR!
% g Please note:
For uncoated design, please reduce
g = th ag = 0,4 x4 cutting speed vg by 30%!

Ve f Ve f % 11 mms
[m/min] [mfn] [m/min] [mfn] %35: MaL %

H|224- Non-ferrous materials
20| $2 - Aluminium alloys

1.1 300 0,006 x dq 420 0,011 x d o u
1.2 430 0,005 x d 620 0,010 x d o u
1.3 385 0,005 x dq 550 0,008 x d o u
1.4 270 0,005 x dq 380 0,010 x d o u
15
1.6

= g3 - Copper alloys
2.1 100 0,005 x dq 160 0,006 x d o o u
22 100 0,005 x dq 160 0,006 X d o o u
23 100 0,005 x dy 160 0,006 x d4 o o u
2.4 80 0,004 x dq 140 0,005 X d o o u
25 80 0,004 x dq 140 0,005 x dq o o n

N[ 26 80 0,004 x dq 140 0,005 x d o o u

2.7 60 0,003 x dq 100 0,004 x d u
2.8

Of1Y4|& = - Magnesium alloys
3.1
3.2

St 42| - Synthetics
4.1
4.2
4.3
4.4

E4 A7 - Special materials
5.1
5.2
5.3

W = 0 &3t - very suitable Ve = A && - Cutting speed
O = A8t - suitable f,= &9 0|5 - Feed per tooth

B



FRANIKEIN 22 27 A=Y - Solid Carbide End Mills
Aler-Cut
-JIMS E - High performance tool
-%20|15 24A 7122 gt - Special geometry for the w
E4 M M machining of aluminium
-Le HA S - Low-vibration machining —
- AL 2174 Clokst AR - Several corner radii
- ZAE M per cutting diameter HM
- Centre cutting '
DIN 6535 i '
C_JHA
HB | - |
%27 L+ | | P
| |
38-40° ER e 1 |
ZA - | Vc/f; 8 ) | \
AN
~Ia
= (o Y
< o ‘
lo 2
I3
I Al Al/Cu
2E! . Coating GLT
I|AF A28 M8 He| (5 I{|0]A]) Applications — material (see page 5) N(1113] 14 N
-d=0|F g2 MAAY - For wrought aluminium alloys
- A2|2 828 7% O[5l2] Y205 &2 - For aluminium alloys with
-GLTZE A, S &30z 8 7ts a silicon content of up to 7%
- 20| Y3l (2| E7h) 7130f A - With GLT coating also for copper alloys
SHAF QI Z Abof] 245t - Suitable for z-axis milling
- Suitable for roughing and finishing
DIN 6527 - Long C|A}9! - Long design Eckenradius - Corner radius
ZF2 3L - Order code 2546 2547 2546K 2547K
0 dq r lo I3 l4 0ds g dp In z 2|
h10 +0,02 h6 (Flutes) it
6 0,5 13 20 57 5,8 6 21 3 .006005 ° [ ) °
6 1 13 20 57 5,8 6 21 3 .006010 ° ) ° °
8 1 19 25 63 7,7 8 27 3 .008010 ° [ ) )
8 1,5 19 25 63 7,7 8 27 3 .008015 ° ° ° °
8 2 19 25 63 7,7 8 27 3 .008020 ° [ ) °
10 1 22 30 72 9,5 10 32 3 .010010 ° ° ) ®
10 1,5 22 30 72 9,5 10 32 3 .010015 ° () ) °
10 2 22 30 72 9,5 10 32 3 .010020 [ ® ° )
12 1 26 35 83 11,5 12 38 3 .012010 ° ® ) )
12 1,5 26 35 83 11,5 12 38 3 .012015 ° [ ° )
12 2 26 o 83 11,5 12 38 3 .012020 ° [ ) )
12 2,5 26 35 83 11,5 12 38 3 .012025 ° ) ° °
12 3 26 88 83 11,5 12 38 3 .012030 ° () ) )
12 4 26 35 83 11,5 12 38 3 .012040 ° [ ° °
16 1 32 40 92 15,9 16 44 3 .016010 ° [ ) )
16 1,5 32 40 92 15,5 16 44 3 .016015 ° ® ° °
16 2 32 40 92 15,5 16 44 3 .016020 ° [ ) )
16 2,5 32 40 92 15,5 16 44 3 .016025 ° ° ° )
16 3 32 40 92 155 16 44 3 .016030 ° ° ° °
16 4 32 40 92 15,5 16 44 3 .016040 ° ) ° )
20 1 38 50 104 19,5 20 54 3 .020010 ° ® ) )
20 1,5 38 50 104 19,5 20 54 3 .020015 ° ° ° °
20 2 38 50 104 19,5 20 54 3 .020020 ° [ ) )
20 2,5 38 50 104 19,5 20 54 3 .020025 ° [ ° )
20 3 38 50 104 19,5 20 54 3 .020030 ° [ ) °
20 4 38 50 104 19,5 20 54 3 .020040 [ [ [ °

27 30| uf2} T2 ALo| 20| AR M2t 7Hs
Other corner radii available on request

18 =0 2| E5 A|Z JHAE &9l - Stock tool, see price list 22 0f|A] - Ordering example: 2546.006005
[FRANKEN| o= 2 A|Y LYo A2 LS, 20 et 712 A|S - Available at short notice, price on request



HAF 22 - Cutting Conditions FRANKEN
Aler-Cut
&2|= 27 Y=Y - long L2}
Solid carbide end mills — long design 28 Cj4t - Valid for
2546
M 2546K
2547
2547K

k=)

= Il

I &

5

8
o s od || € # )
— FE0| gt £2 AISF mjols WAt
45 VeE 30% 0] FHAIR!
% g Please note:
For uncoated design, please reduce
g = th ag = 0,4 x4 cutting speed vg by 30%!

Ve f Ve f % 11 mms
[m/min] [mfn] [m/min] [mfn] %35: MaL %

H|224- Non-ferrous materials
20| $2 - Aluminium alloys

1.1 300 0,006 x dq 420 0,011 x d o u
1.2 430 0,005 x d 620 0,010 x d o u
1.3 385 0,005 x dq 550 0,008 x d o u
1.4 270 0,005 x dq 380 0,010 x d o u
15
1.6

= g3 - Copper alloys
2.1 100 0,005 x dq 160 0,006 x d o o u
22 100 0,005 x dq 160 0,006 X d o o u
23 100 0,005 x dy 160 0,006 x d4 o o u
2.4 80 0,004 x dq 140 0,005 X d o o u
25 80 0,004 x dq 140 0,005 x dq o o n

N[ 26 80 0,004 x dq 140 0,005 x d o o u

2.7 60 0,003 x dq 100 0,004 x d u
2.8

Of1Y4|& = - Magnesium alloys
3.1
3.2

St 42| - Synthetics
4.1
4.2
4.3
4.4

E4 A7 - Special materials
5.1
5.2
5.3

W = 0 &3t - very suitable Ve = A && - Cutting speed
O = A8t - suitable f,= &9 0|5 - Feed per tooth

B



FRANKEN 22t 22 £ A=Y - Solid Carbide Ball Nose End Mills

Aler-Cur
-INSE - High performance tool
-E5 H2 A ER M - Patented chisel edge
- U722 AAL - Sharp cutting edges
- 04 0j12{2 CRN 2& - Very smooth CRN coating
- 3 712 ERlo| Zo| MEH 715 - 3 lengths available

M

oo
=f )\ s
= o~ @-» ve/f;
A Io ‘ N é%‘]

0d3

~ 84y
\J\

ﬂdsz

g’%
0 do

I Al Al/Cu
2E! . Coating CRN
I|AF AZE 28 el (5 10| 7)) Applications — material (see page 5) N (1113 ) |[N[11-1.4 ) )
A20|g g HAA - For wrought aluminium alloys N[41-42 | 53 ||N[21-23 ] 24-28 |
- M3|2 598 7% 05t ¥20|E &2 - For aluminium alloys with N
-CRN ZE A, S &30z H8 7ts a silicon content of up to 7%
- With CRN coating also for copper alloys
Short C|2tQ! - Short design
ZF& 3L - Order code 1921 1921R
0 d4 r lp I3 4 0 ds g 0dy o B VA 2|
=0,01 +0,005 h5 (Flutes) 3c
0,5 0,25 1 2 38 0,45 9 3 10° 8° 2 .0005 ° °
0,5 0,25 1 2 57 0,45 20 6 10° 8,5° 2 .000506 ° °
1 0,5 2 4 38 0,95 9 3 12,5°  6,5° 2 .001 ° °
1 0,5 2 4 57 0,95 20 6 10° 8° 2 .00106 ° °
1,5 0,75 2,5 7,5 38 14 9 8 32° &® 2 .0015 ° °
1,5 0,75 2,5 7,5 57 1,4 20 6 12,5° 7° 2 .001506 [ [
2 1 3 8 38 1,8 9 3 31° BIok 2 .002 ° °
2 1 3 8 57 18 20 6 12° 6,5° 2 .00206 ° °
3 1,5 B15) 10 57 2,8 20 6 11,5° 5° 2 .003 ° [
4 2 4 12 57 3,8 20 6 11° 3,5° 2 .004 ° °
5 2,5 B 14 57 47 20 6 10° 2° 2 .005 ) °
6 3 6 20 57 5,6 - 6 - — 2 .006 ° °
8 4 7 25 63 7,6 - 8 - = 2 .008 ° )
10 5 8 30 72 9,6 - 10 - — 2 .010 ° °
12 6 10 88 83 11,5 — 12 — — 2 .012 ° °

e AlO|=-2ERY: FE FE 1922/1922R
Tool with side-lock clamping: order code 1922/1922R

20 =0 2| E5 A|Z JHAE &9l - Stock tool, see price list Z2 0f|A] - Ordering example: 1921.0005
[FRANKEN| o= 2 A|Y LYo A2 LS, 20 et 712 A|S - Available at short notice, price on request



HAF 22 - Cutting Conditions FHANKEN

Aler-Cut
42|12 27 8 A=Y - short, long and extra long Tt
Solid carbide ball nose end mills — short, long and extra long design 28 Cj4t - Valid for
i - 1921
1921R
Schruppen Schlichten
Roughing Finishing

dg
=
& &
4 5 Fignh
I S 290/ 9= £2 ey ol 2y
A A2 VcE 30% 20| FHAIR!
Please note:
as = 0,2 xdy For uncoated design, please reduce
cutting speed v; by 30%!
v f v f 11 mm
[m/ncnn] [mfn] [m/rf]in] [m?n] %j iij @ %

H| 222 Non-ferrous materials

20|E k2 - Aluminium alloys
1.1 900 0,022 x d4 1200 0,016 x d4 o [ ]
1.2 900 0,020 x d4 1200 0,014 x dy u} []
1.3 900 0,017 x dy 1200 0,012 x dy o [ ]
14 600 0,020 x d4 800 0,014 x dy o [ ]
1.5
1.6

= g3 - Copper alloys
2.1 200 0,014 x dy 260 0,010 x dy [a] L]
2.2 200 0,014 x dy 260 0,010 x dy o [ ]
23 200 0,014 x dy 260 0,010 x dy m} u] o [ ]
24 160 0,011 x dy 220 0,008 x d4 o [ ]
25 160 0,011 x dy 220 0,008 x d4 [m] L]

N[ 26 160 0,011 x dy 220 0,008 x d4 m] o u} u

2.7 100 0,008 x d4 140 0,006 x d4 o [ ]
2.8 100 0,008 x d4 140 0,006 x d4 o [ ]

0p14|& 8= - Magnesium alloys
3.1 450 0,025 x d4 600 0,018 x dy o [ ]
3.2 450 0,020 x d4 600 0,014 x d4 o [ ]

St 42| - Synthetics
4.1 350 0,021 x d4 450 0,015 x dy u] o []
42 500 0,021 x dy 650 0,015 x dy o o u
4.3 200 0,017 x dy 250 0,012 x dy m] o [ ]
44 140 0,017 x dy 180 0,012 x dy u] o []

E4 A7 - Special materials
5.1
5.2
5.3 220 0,017 x dy 300 0,012 x d4 m] [ ] [ ]

W = 0 &3t - very suitable Ve = A && - Cutting speed
0O = 2gkst - suitable f, = Y& 0|4 - Feed per tooth

B ¢



FRANKEN #a=23&¢

=9 . Solid Carbide Ball Nose End Mills

Aler-Cut
- ML E - High performance tool
-E5 H2 A ER M - Patented chisel edge w
- 4IRS HAL - Sharp cutting edges
- O} 0§24 CRN 2& - Very smooth CRN coating e
- 3 71| EfQlo| Zlo| MEH 7t - 3 lengths available
HM
BS=SST
DIN 6535
_JHA
HB
—
30° Kugel
@ - Vcéfz
S N
s ) ‘ 23
AN o)
I E
I3
It
Design I,
2|
T 65N A
Y, s st
2]
I3
lg
A Al Al/Cu
2E! . Coating CRN
oAb 2208 & el (5 5[o]A]) Applications — material (see page 5) N (1113 ] N (1114 ) )
- o205 52 MAIAY - For wrought aluminium alloys N[41-42) 53 N[ 2123 | 24-28
- M2|2 SR8 7% 0|59 20|15 &3 - For aluminium alloys with -_J
25— aTT 2T g0
-CRN ZE A, S &30z H8 7ts a silicon content of up to 7% N (31-44,53 ]
- With CRN coating also for copper alloys
Long C|&}9! - Long design
28 3 - Order code 2830 2830R
0 dq r lo I3 Iy 0 ds g 0dp o B VA 2|
=0,01 +0,005 h5 (Flutes) 3c
8 4 7 40 90 7,6 - 8 - - 2 .008 ° °
10 5 8 50 100 9,6 - 10 - - 2 .010 ° °
12 6 10 65 120 11,5 - 12 = = 2 .012 [ °
16 8 12 80 140 15,5 — 16 - = 2 .016 [ °
Extra long CJAtQ! - Long design
Bestell-Code - Order code 1943 1943R
0 dq r lo I3 l4 0 ds g 0dy o B VA 2|4
=0,01 +0,005 h5 (Flutes) Jc
3 1,5 345 12 80 2,8 40 6 35 2,5° 2 .003 [ (]
4 2 4 20 80 3,8 40 6 4° 1,5° 2 .004 [ °
5 2,5 5 10 100 47 40 6 1,5° 1° 2 .005 ° °
6 3 6 40 100 5,6 - 6 - - 2 .006 ) °
8 4 7 60 120 7,6 - 8 - - 2 .008 ° °
10 5 8 60 120 9,6 - 10 - - 2 .010 ° °
12 6 10 70 160 11,5 = 12 = = 2 .012 [ °

AO|E-2 Efo:

ZFE 3LE 2831/2831R (long C|AFQl) L 1843/1843R (extra long C|A}Ql)
Tool with side-lock clamping: order code 2831/2831R (long design) and 1843/1843R (extra long design)

A2 o] &
e

2 Al

o=

2 HE
LHO|| 11|7~F 7ts, 9&40" et 744 11|-- - Available at short notice, price on request

AR &

kol - Stock tool, see price list

23 0j|A| - Ordering example: 2830.008



HAF 22 - Cutting Conditions FHANKEN

Aler-Cut
— &2l 24 2 A=Y —short, long and extra long C|2}Ql
Solid carbide ball nose end mills — short, long and extra long design A % - Valid for
BSSS 1943
— w 1943R
2830
Schruppen Schlichten 2830R

Roughing Finishing

dg
=
& &
4 5 Fignh
I S 290/ 9= £2 ey ol 2y
A A2 VcE 30% 20| FHAIR!
Please note:
as = 0,2 xdy For uncoated design, please reduce
cutting speed v; by 30%!
v f v f 11 mm
[m/ncnn] [mfn] [m/rf]in] [m?n] %j iij @ %

H| 222 Non-ferrous materials

20|E k2 - Aluminium alloys
1.1 900 0,022 x d4 1200 0,016 x d4 o [ ]
1.2 900 0,020 x d4 1200 0,014 x dy u} []
1.3 900 0,017 x dy 1200 0,012 x dy o [ ]
14 600 0,020 x d4 800 0,014 x dy o [ ]
1.5
1.6

= g3 - Copper alloys
2.1 200 0,014 x dy 260 0,010 x dy [a] L]
2.2 200 0,014 x dy 260 0,010 x dy o [ ]
23 200 0,014 x dy 260 0,010 x dy m} u] o [ ]
24 160 0,011 x dy 220 0,008 x d4 o [ ]
25 160 0,011 x dy 220 0,008 x d4 [m] L]

N[ 26 160 0,011 x dy 220 0,008 x d4 m] o u} u

2.7 100 0,008 x d4 140 0,006 x d4 o [ ]
2.8 100 0,008 x d4 140 0,006 x d4 o [ ]

0p14|& 8= - Magnesium alloys
3.1 450 0,025 x d4 600 0,018 x dy o [ ]
3.2 450 0,020 x d4 600 0,014 x d4 o [ ]

St 42| - Synthetics
4.1 350 0,021 x d4 450 0,015 x dy u] o []
42 500 0,021 x dy 650 0,015 x dy o o u
4.3 200 0,017 x dy 250 0,012 x dy m] o [ ]
44 140 0,017 x dy 180 0,012 x dy u] o []

E4 A7 - Special materials
5.1
5.2
5.3 220 0,017 x dy 300 0,012 x d4 m] [ ] [ ]

W = 0 &3t - very suitable Ve = A && - Cutting speed
0O = 2gkst - suitable f, = Y& 0|4 - Feed per tooth

B ©



FRANKEN 22 27 £2{A A=Y - Solid Carbide Torus End Mills

Aler-Cut
-INS E - High performance tool
- Y72 MARE - Sharp cutting edges w
- DR AU 22t0| AR - High-precision corner radius
- 02 02| CRN 2& - Very smooth CRN coating —
-3 71| Efelo] Zlo| MEeH 7hs - 3 lengths available
HM
DIN 6535
C_JHA
HB
—
30° Torus ’
—
Q} - | v/t ’
S x__ S N B
S < < \ 25 a
S I2 i {
I3
Iy — ?
5
Design I,
@ v
)
SES ] s y
1SY - \_{\ 1SY
S | 2 ot
2|
I3
lg
I Al Al/Cu
2E! . Coating CRN
ojAr 2248 2 He| (5 Ho[A]) Applications — material (see page 5) N[1113) 1IN (11-1.4 ) J
2205 g MU - For wrought aluminium alloys N[41-42) 53 ||N[21-23]) 24-28 |
Ma|Z 598 7% 0|52 Y20|E &2 - For aluminium alloys with N
-CRN ZE A, S &30z H8 7ts a silicon content of up to 7%
- With CRN coating also for copper alloys
Short C|2tQ! - Short design
F2 3L - Order code 1942 1942R
04 r lo I3 Iy 0dsg g 0do o B VA 2|
=0,01 +0,005 h5 (Flutes) 3c
0,5 0,1 1 2 38 0,45 9 3 10° 8° 2 .0005 [ ()
0,5 0,1 1 2 57 0,45 20 6 10° 8,6° 2 .000506 [ °
1 0,25 2 4 38 0,95 9 3 12,5° 6,5° 2 .001 [ °
1 0,25 2 4 57 0,95 20 6 10° 8° 2 .00106 [ °
1,5 0,25 2,5 7,5 38 1,4 9 3 32° oN 2 .0015 [ °
1,5 0,25 2,5 7,5 57 1,4 20 6 12,5° 7° 2 .001506 [ )
2 0,5 3 8 38 1,8 9 3 31° 35)” 2 .002 [ (]
2 0,5 3 8 57 1,8 20 6 12° 6,5° 2 .00206 [ °
3 0,5 345 10 57 2,8 20 6 11,5° 5 2 .003 (] (]
4 0,5 4 12 57 3,8 20 6 11° 3,5° 2 .004 [ )
5 0,5 5 14 57 4,7 20 6 10° 2° 2 .005 [ )
6 0,8 6 20 57 5,6 — 6 — - 2 .006 [ °
8 1 7 25 63 7,6 = 8 = = 2 .008 (] )
10 1 8 30 72 9,6 - 10 - - 2 .010 ° °
12 1,5 10 35 83 11,5 = 12 = = 2 012 [ °
T MOIS-# EtY: 22 AZ 1944/1944R
s Tool with side-lock clamping: order code 1944/1944R
Y EMUGE o= A1 22| E2, HE 7tAE &9l - Stock tool, see price list 22 0f|A] - Ordering example: 1942.0005
o= HE Al LHoj| A2t 7ts, LA K2} 71 A|F - Available at short notice, price on request



HAF 22 - Cutting Conditions FHANKEN

Aler-Cut
- &oE 27 EYA A=Y —short, long and extra long C| A2l
Solid carbide torus end mills — short, long and extra long design 28 Cj4t - Valid for
i 1942
1942R

Schruppen Schlichten
Roughing Finishing

e
=
G
s & .
‘ ady ‘ 1 2E0| gi= 2 MBF Hlof= HY
L2 & £ VeE30% 20 FHAIR!
Please note:
=04 x4 For uncoated design, please reduce
cutting speed v; by 30%!
v f v f 1 mm
[m/ncnn] [mfn] [m/rf]in] [m?n] %j iij @ %
H| 222 Non-ferrous materials
20|E k2 - Aluminium alloys
1.1 900 0,022 x d 1200 0,016 x dy o u
1.2 900 0,020 x d 1200 0,014 x dq & u
1.3 900 0,017 x dq 1200 0,012 x dq o u
1.4 600 0,020 x d 800 0,014 x d O u
1.5
1.6
= g3 - Copper alloys
2.1 200 0,014 x dq 260 0,010 x d o u
2.2 200 0,014 x dq 260 0,010 x d O u
2.3 200 0,014 x dq 260 0,010 x d o o o u
2.4 160 0,011 x d 220 0,008 x d O u
25 160 0,011 x d 220 0,008 x d O u
N[ 26 160 0,011 x dq 220 0,008 x dq o o O u
2.7 100 0,008 x dy 140 0,006 x dq o u
2.8 100 0,008 x dq 140 0,006 x d O u
0p14|& 8= - Magnesium alloys
3.1 450 0,025 x d 600 0,018 x dq O u
3.2 450 0,020 x dq 600 0,014 x dq O u
St 42| - Synthetics
41 350 0,021 x d 450 0,015 x d O O u
42 500 0,021 x dq 650 0,015 x d 0 O u
43 200 0,017 x d 250 0,012 x d o o u
4.4 140 0,017 x d 180 0,012 x dq 0 o u
E4 A7 - Special materials
5.1
5.2
5.3 220 0,017 x dq 300 0,012 x dq o u u
W = 0 &3t - very suitable Ve = A && - Cutting speed
O = A8t - suitable f,= &9 0|5 - Feed per tooth

B o



FRANKEN #2= 23 szj2 acy.

Solid Carbide Torus End Mills

Aler-Cut
- ML E - High performance tool
- W22 AAY - Sharp cutting edges w
- DR AU 22t0| AR - High-precision corner radius
-j2 IJHJJE1-E— CRN ZE! - Very smooth CRN coating e
-3 71| Efelo] Zlo| MEeH 7hs - 3 lengths available
BS=SST
DIN 6535
C_JHA
HB
—
ey
U~
S ~~— S Y
=) = =
S Iy
I3
It
Design I,
=]
EI [ t 5
s7 - \_{\ =
S Iy 2 s\
I3
lg
I Al Al/Cu
2E! . Coating CRN
IjAF AZE 28 el (5 10| ]) Applications — material (see page 5) N[11-13 ) JIN (1114 ) J
- o205 52 MAIAY - For wrought aluminium alloys N[41-42) 53 N[ 2123 | 24-28
- M2|2 SR8 7% 0|59 20|15 &3 - For aluminium alloys with -_J
25T e T 2T g0
-CRN ZE A, S &30z H8 7ts a silicon content of up to 7% N (31-44,53 ]
- With CRN coating also for copper alloys
Long C|&}9! - Long design
28 3 - Order code 2838 2838R
0 d r lo I3 l4 9 d3 g 0do B VA 2|4
=0,01 +0,005 h5 (Flutes) 3c
8 1 7 40 90 7,6 - 8 - 2 .008 ° °
10 1 8 50 100 9,6 - 10 - 2 .010 [ °
12 1,5 10 65 120 11,5 = 12 = 2 .012 [ °
16 2 12 80 140 15,5 — 16 = 2 .016 [ °
Extra long CJAtQ! - Long design
Bestell-Code - Order code 1941 1941R
0 dq r lo I3 l4 0 ds g 0dy B VA 2|4
=0,01 +0,005 h5 (Flutes) Jc
3 0,5 35 12 80 2,8 40 6 2,5° 2 .003 ® °
4 0,5 4 20 80 3,8 40 6 1,5° 2 .004 [ °
5 0,5 5 10 100 47 40 6 1° 2 .005 [ )
6 0,8 6 40 100 5,6 - 6 - 2 .006 ® °
8 1 7 60 120 7,6 - 8 - 2 .008 ° °
10 1 8 60 120 9,6 - 10 - 2 .010 ° °
12 15 10 70 160 11,5 - 12 = 2 .012 [ °

PO AO|=-2 Ef: 22 SIS 2839/2839R (long T2 31 1841/1841R (extra long Cit)
ML ToOl With side-lock clamping: order code 2839/2839R (long design) and 1841/1841R (extra long design)

A2 o] &
e

2 Al

o=

= A=

AR &

kol - Stock tool, see price list
LHO|| 11|7~F 7ts, ﬁ@oﬂ et 744 11|-— - Available at short notice, price on request

23 0j|A| - Ordering example: 2838.008



HAF 22 - Cutting Conditions FHANKEN

Aler-Cut
— &e|E 27 EA Q=Y - short, long and extra long T2l
Solid carbide torus end mills — short, long and extra long design A % - Valid for
—— 1941
1941R
2838
Schruppen Schlichten 2838R

Roughing Finishing

e
=
G
s & .
‘ ady ‘ 1 2E0| gi= 2 MBF Hlof= HY
L2 & £ VeE30% 20 FHAIR!
Please note:
=04 x4 For uncoated design, please reduce
cutting speed v; by 30%!
v f v f 1
[m/ncnn] [mfn] [m/rf]in] [m?n] %j iij @ %
H| 222 Non-ferrous materials
20|E k2 - Aluminium alloys
1.1 900 0,022 x d 1200 0,016 x dy o u
1.2 900 0,020 x d 1200 0,014 x dq & u
1.3 900 0,017 x d 1200 0,012 x dq o u
1.4 600 0,020 x d 800 0,014 x d O u
1.5
1.6
= g3 - Copper alloys
2.1 200 0,014 x dq 260 0,010 x d o u
2.2 200 0,014 x dq 260 0,010 x d O u
2.3 200 0,014 x dq 260 0,010 x d o o o u
2.4 160 0,011 x d 220 0,008 x d O u
25 160 0,011 x d 220 0,008 x d O u
N[ 26 160 0,011 x dq 220 0,008 x dq o o O u
2.7 100 0,008 x dy 140 0,006 x dq o u
2.8 100 0,008 x dq 140 0,006 x d O u
0p14|& 8= - Magnesium alloys
3.1 450 0,025 x d 600 0,018 x dq O u
3.2 450 0,020 x dq 600 0,014 x dq O u
St 42| - Synthetics
41 350 0,021 x d 450 0,015 x d O O u
42 500 0,021 x dq 650 0,015 x d 0 O u
43 200 0,017 x d 250 0,012 x d o o u
4.4 140 0,017 x d 180 0,012 x dq 0 o u
E4 A7 - Special materials
5.1
5.2
5.3 220 0,017 x dq 300 0,012 x dq o u u
W = 0 &3t - very suitable Ve = A && - Cutting speed
O = A8t - suitable f,= &9 0|5 - Feed per tooth

B 7



FRANIKEN Hss =2 - HsS End Mills
Aler-Cut
- 330 S22 8efe| 2l Ea0|74€ - High-performance roughing grob )
712 DS Sk all Oill==' end mill with coarse, round chip WR | coarse
-EE3t 0z o3 gug breakers
- MEA 7Hetsl & A - Generates significant —
- ZAIE ALY milling marks
- LS AL S - Newly developed geometry ICRA
-doe A 27t - Centre cutting
- LS MAre B2 HEA Ol - Low-vibration machining
Z HiSE E2 EJQI (ICRA) - Large chip space s HSSE-
- EFIGH 2 HiS - Internal coolant supply, < PM
_Bo E2ES 1A long CJXOl radial and axal exit (CRA)
- Excellent chip evacuation DIN 1835
- Long design with short A
flute length B
| @
40° ER
~ =~ ZA - VG/fz
v B
= J /) S
l2 g ‘
I3
L Al Al
3El . Coating CRN CRN
I|AF A28 M8 He| (5 I{|0]A]) Applications — material (see page 5) N[(1114]) 15 N(1114]) 15
-AZ24 90 OP {,FE 500 N/mm2 0|5}2! - Very suitable for roughing light metals and N 2.1-2.6,3.1-3.2 N 2.1-2.6,3.1-3.2
H|Z240| 3HAF 7120f DR A5t non-ferrous metals with a tensile strength
£35| 20f "E'%' £z 9g Ei "'El of up to 500 N/mm?
7130 £t - Particularly effective for z-axis milling,
HPC 7}20f A8t slot milling and pocket milling
(High Performance Cutting) - Suitable for HPC machining
DIN 844 — Short C|A}9! - Short design Eckenradius - Corner radius
F2 3L - Order code 1092RZ 1392RZ
9 dq r lo I3 4 0ds g do I z PIES
k10 h6 (Flutes) ic
16 2 32 42 92 14,5 16 44 3 .016020 (] °
16 4 32 42 92 14,5 16 44 3 .016040 ® °
20 2 38 52 104 18 20 54 3 020020 ° )
20 4 38 52 104 18 20 54 3 020040 [ °
25 2 45 63 121 23 25 65 3 025020 ° )
25 4 45 63 121 23 25 65 3 025040 [ °
32 2 1) 70 133 30 32 73 3 032020 (] )
32 4 53 70 133 30 32 73 3 032040 [ °
Long E|At¢! - Long design Eckenradius - Corner radius
F2 3L - Order code 1093RZ 1393RZ
9 dq r lo I3 l4 0 ds g do I z PIES
k10 h6 (Flutes) 3c
16 2 32 73 123 14,5 16 75 3 .016020 ) [
16 4 32 73 123 14,5 16 75 3 .016040 ° °
20 2 38 89 141 18 20 9 3 020020 ° )
20 4 38 89 141 18 20 91 3 .020040 ° °
25 2 45 108 166 23 25 110 3 025020 ° )
25 4 45 108 166 23 25 110 3 025040 ° °
32 2 58 123 186 30 32 126 3 032020 ° )
32 4 53 123 186 30 32 126 3 032040 ® °

o- A1 B EE

==

,HIE 7HA R 8191 - Stock tool, see price list

o= HE Al Lol 11|7~F 7ts, 2o wet 1A 11|-— - Available at short notice, price on request

22 0f|A| - Ordering example: 1092RZ.016020



A
=2

Ak 27 - Cutting Conditions

FRANKEN

Aler-Cut
HSS A=Y - short, long C|2FQ!
HSS end mills — short and long design 2L Cf4- valid for
1092RZ
WR 1093RZ
o . 1392RZ
kurze Ausfiihrung lange Ausfiihrung 1393RZ
short design long design
= =
> >
o @
T T
= =3 =8
1]
&
B dy - N
-1 < <
& Low) KL
g A de
ag =04 3 =05xdy; | a=0,25xd4 3=0,5x0d4 3, =0,25x dq 3=0,1xd4
Ve f, f, f, Ve f, f, f; % “I1 mms %
[m/min] [mm] [mm] [mm] [m/min] [mm] [mm] [mm] % 0| MOL
H|2 24 Non-ferrous materials
2¢20|E &= - Aluminium alloys
1.1 360 0,0048 x d 0,0062 x dy 0,0077 X d 60 0,0046 x d 0,0053 x dy 0,0066 X d u
1.2 320 0,0045 x d4 0,0059 x dq 0,0072 x d4 60 0,0044 x d4 0,0050 x d4 0,0062 x d4 |
1.3 250 0,0042 x d 0,0055 x dy 0,0067 X d 55 0,0041 x d 0,0046 x d 0,0057 x d u
1.4 200 0,0039 x d4 0,0051 x dq 0,0062 x d 60 0,0038 x d 0,0043 x d 0,0053 x d u
15 150 0,0036 x d4 0,0047 x dq 0,0058 x d4 50 0,0035 x d4 0,0040 x d4 0,0049 x d4 [ ]
1.6
= g3 - Copper alloys
2.1 52 0,0058 X dy 0,0047 x dy 0,0036 x dy 30 0,0049 x d 0,0040  d 0,0035 x dq = "
22 56 0,0053 x d 0,0043 x dq 0,0033 x d 34 0,0045 x d 0,0036 x d 0,0032 x d o u
2.3 100 0,0058 x d4 0,0047 x dq 0,0036 x d4 48 0,0049 x d4 0,0040 x d4 0,0035 x d4 u} | ]
2.4 50 0,0043 x d 0,0035 x dy 0,0027 X d 32 0,0037 x d 0,0030 x dy 0,0026 x d o u
25 80 0,0048 x d4 0,0039 x dq 0,0030 x d4 48 0,0041 x d4 0,0033 x d4 0,0029 x d4 u] [ ]
N[ 26 90 0,0058 x d4 0,0047 x dq 0,0036 x d4 48 0,0049 x d4 0,0040 x d4 0,0035 x d4 m] [
2.7
2.8
Of24% 82 - Magnesium alloys
3.1 200 0,0039 x dy 0,0051 x dy 0,0062 X dy 70 0,0038 x dy 0,0043 x dy 0,0053 x dy o u o
3.2 150 0,0045 x d4 0,0059 x dq 0,0072 x d4 70 0,0044 x d4 0,0050 x d4 0,0062 x d4 o u u]
St 42| - Synthetics
4.1
4.2
4.3
4.4
£ 22 - Special materials
5.1
5.2
5.3
W = 0 &3t - very suitable Ve = A && - Cutting speed
0O = st - suitable f, = Y& 0|4 - Feed per tooth

B o



FRANIKEN Hss 8= - HsS End Mills

- High-performance finishing

Aler-Cut
24E HAoIcY
0fBg 50 Ay
S =3 bjag yhgg o
NEA el £ J4
<248 Wi
<o ui Ay
2|
e
S Ege 33 wa Y
2 4 g2 Erel (CRA
ol=| % =
-G e
- Zaiel B3| WA 317

end mill

- Generates smooth surfaces

- Newly developed geometry with
variable spacing of cutting edges

- Centre cutting

- Low-vibration machining

- Large chip space

- Internal coolant-lubricant supply,
radial and axial exit (ICRA)

- Excellent chip evacuation

- Tighter cutting diameter tolerance  pyy

HiE

f
U

HSSE-

Ul

/]
/
U
-
=

7
J

B

1

55|
P

~E=
73
<
%

0 dq
/J

I Al Al
ZEl . Coating CRN CRN
I|AF AE M2 e (510]2]) Applications — material (see page 5) N (1.2-1.4)1.1,15-1.6 N (1.2-1.4) 11,1516
-E - Especially suitable for finishing N 3.1-4.2 N 3.1-4.2

3|
o312l H|dE52

4 730 33t

Z24 2 % 2% 500 N/mm2
(o]

light metals and non-ferrous metals
with a tensile strength of up to 500 N/mm2

DIN 844 - Short C|Z}Q! - Short design

Eckenradius - Corner radius

F2 AL - Order code 1034RZ

0 d r lo I3 4 0 ds gdy YA 2|

h8 +0,1 h6 (Flutes) 3c

16 2 32 42 92 14,5 16 4 .016020 (]

16 4 32 42 92 14,5 16 4 .016040 [

20 2 38 52 104 18 20 4 .020020 )

20 4 38 52 104 18 20 4 .020040 °

25 2 45 63 121 23 25 4 .025020 °

25 4 45 63 121 23 25 4 .025040 °

32 2 B8 70 133 30 32 4 .032020 °

32 4 53 70 133 30 32 4 .032040 °
DIN 844 - Long CJA}Q! - Long design Eckenradius - Corner radius
ZF& AL - Order code 1035RZ

0 d4 r lo I3 Iy 0 dsg 0 dp z 2|

h8 +0,1 h6 (Flutes) 3c

16 2 63 78 123 14,5 16 4 016020 °

16 4 63 73 123 14,5 16 4 016040 )

20 2 75 89 141 18 20 4 020020 )

20 4 75 89 141 18 20 4 020040 (]

25 2 90 108 166 23 25 4 025020 )

25 4 90 108 166 23 25 4 025040 (]

32 2 106 123 186 30 32 4 032020 )

32 4 106 123 186 30 32 4 032040 [

EMUGE o =21 22| £E= AE 7HHE &9l - Stock tool, see price list 22 0f|A| - Ordering example: 1034RZ.016020
80 o= HE Al LHoj| A2t 7ts, LA K2} 71 A|F - Available at short notice, price on request



HAF 22 - Cutting Conditions FHANKEN

Aler-Cut
HSS A=Y - short, long C|AFQ!
HSS end mills — short and long design 2L 4 - valid for
1034Rz
w 1035RZ
kurze Ausfiihrung lange Ausfiihrung
short design long design

— o _ o
= % < %
[re 15 Ly IS
i L i L
f] in]
5 5
< &
dg de de dg
3, =0,25xdy | a=0,1xd; 3, =0,2mm 3,=0,25xdy | a=0,1xd; 3, =0,2mm
v, f. f. f. v, f f f. *
[m/rﬁin] [mfn] [mfn] [mfn] [m/n?lin] [mlz'n] [mlz'n] [mfn] %j E‘J I@ %
H|22£- Non-ferrous materials
20|E k2 - Aluminium alloys
1.1 360 0,0051 x d 0,0070 x dy 0,0090 x dy 60 0,0038 x d 0,0046 x d 0,0064 x d u
12 320 0,0048 x dq 0,0066 x d4 0,0084 x d4 60 0,0036 x d4 0,0044 x d4 0,0060 x d4 [ ]
1.3 | 250 0,0045 x dy 0,0062 x d 0,0078 x dy 55 0,0034 x dq 0,0041 x d 0,0056 x d u
14 200 0,0042 x dq 0,0057 x dy 0,0073 x d4 60 0,0031 x d4 0,0038 x d4 0,0052 x d4 [ ]
15 150 0,0038 x dq 0,0053 x dy 0,0067 x d4 50 0,0029 x d4 0,0035 x d4 0,0048 x d4 [ ]
1.6 90 0,0035 x dy 0,0048 x d 0,0062 x d 40 0,0026 x dy 0,0032 x d 0,0044 x d u
= g3 - Copper alloys
2.1
2.2
2.3
2.4
25
N[ 26
2.7
2.8
Of1Y|& = - Magnesium alloys
3.1 200 0,0042 x dq 0,0057 x dy 0,0073 x d4 100 0,0048 x d4 0,0058 x d4 0,0080 x d4 o u u]
3.2 150 0,0048 x dq 0,0066 x d4 0,0084 x d4 180 0,0048 x d4 0,0058 x d1 0,0080 x d4 o u o
St 42| - Synthetics
41 200 0,0042 x dq 0,0057 x dy 0,0073 x dy 100 0,0048 x d4 0,0058 x d4 0,0080 x d4 o o m] u
42 | 150 0,0048 x d; 0,0066 X ds 0,0084 X dy 180 0,0048 x d 0,0058 x dq 0,0080 x dy o o = u
4.3
4.4
£ 22 - Special materials
5.1
5.2
5
W = 04 283t - very suitable Ve = AA & - Cutting speed
0O = 2gkst - suitable f, = Y& 0|4 - Feed per tooth

B



ANE (152

- Chip former 20°

9IME) - Rhombic Inserts

- Polished design for optimum chip removal

) =l M | 20°
759 f &\;11 @
. R ve/f;
& = Al
IC 33
KC2

T|Ar A3 A8 We] (5 o)
Ao 24 Y B IHE

[

Applications — material (see page 5)
- For roughing and finishing

wrought aluminium alloys
- For high-volume machining

Z2 3L - Order code 9635
Ic R b S
3c
4,6 05 2,2 .04605 °
4,6 1 2,2 .04610 °
9,2 2 3,6 .09220 )
9,2 2,5 3,6 .09225 ®
- 4 By0]# 20° - Chip former 20°
- 0§ oj;2}2 CRN 28 - Very smooth CRN coating

= ,
750
. 0 Vcé f;
© c 33 Al/Cu
A 22§ - Cutting material KC2 )
FEl . Coating CRN |
T|AF Al MR He| (5 1|0]2]) Applications — material (see page 5) N
%20 %,;g HAIZY - For wrought aluminium alloys N [(21-42 ] 4344
- M2 98 7% 0|3 ¢R0|5 &2 - For aluminium alloys with N =
-s53 a silicon content of up to 7% :
- ShAF Ol HAE - For copper alloys
- For roughing and finishing

Z8 AL . Order code 9635R

Ic R b A%

3t

456 0,5 2,2 .04605 [}

4,6 1 2,2 .04610 °

9,2 2 3,6 .09220 °

9,2 2,5 3,6 .09225 °

2 A
[FRANKEN| o= W2 A2 Lof A2 7ts. 240 wra} 742 M= - Available at short notice, price on request

,HIE 7HA R 8191 - Stock tool, see price list

22 0j|A| - Ordering example: 9635.04605



AAF 22 - Cutting Conditions

24 AME
Rhombic inserts

FRANKEN

L YA - Valid for

9635
9635R

- 7~
¢ dq <
dg
max. ag = dy —2xr
IC4,6/1C9,2 IC4,6/1C9,2
< &>
9635 9635R
Ve f, ap Ve f, ap % 27| mms =
[m/min] [mm] [mm] [m/min] [mm] [mm] J )| MaL J
H|22£- Non-ferrous materials

20|E k2 - Aluminium alloys
1.1 800-1000 IC+30 0,10-0,20 xIC 800-1000 IC+30 0,10-0,20 x IC o u
1.2 800-1000 IC+30 0,10-0,20xIC 800-1000 IC+30 0,10-0,20x IC o [ ]
1.3 600- 800 IC+30 0,10-0,20 x IC 600- 800 IC+30 0,10-0,20 x IC o u
1.4 400- 600 1C+30 0,10-0,20 X IC o u
15
1.6

= g3 - Copper alloys
2.1 300- 350 IC+60 0,05-0,10xIC 300- 350 IC+60 0,05-0,10x1C o [} o u
22 300- 350 IC+60 0,05-0,10xIC 300- 350 IC+60 0,05-0,10xIC o u o u
2.3 280- 320 IC+60 0,05-0,10xIC 280- 320 IC+60 0,05-0,10x1C [a] [ ] u} [ ]
2.4 240- 280 IC+60 0,05-0,10xIC 240- 280 IC+60 0,05-0,10xIC o u o u
25 240- 280 IC+60 0,05-0,10xIC 240- 280 IC+60 0,05-0,10x1C u} [ ] o [ ]

N[ 26 300- 350 IC+60 0,05-0,10xIC 300- 350 IC+60 0,05-0,10x1C o u m] u

2.7 80- 120 IC+60 0,05-0,10xIC 80- 120 IC+60 0,05-0,10xIC u
2.8 80- 120 IC+60 0,05-0,10xIC 80- 120 IC+60 0,05-0,10xIC | ]

Of1Y|& = - Magnesium alloys
3.1 280- 320 IC+30 0,05-0,10x IC 280- 320 IC+30 0,05-0,10x1C [ ]
3.2 250- 300 IC+30 0,05-0,10xIC 250- 300 IC+30 0,05-0,10x1C [

St 42| - Synthetics
41 200- 240 IC+30 0,05-0,10xIC 200- 240 IC+30 0,05-0,10xIC [ | u] u]
42 80- 120 IC+30 0,05-0,10xIC 80- 120 IC+30 0,05-0,10x1C o u
43 100- 140 IC+30 0,05-0,10xIC o u u
44 80- 120 IC+30 0,05-0,10xIC ul [ ] [ ]

£ A7) - Special materials
5.1
5.2
5.3 100- 140 IC+30 0,05-0,10xIC u

W = 04 283t - very suitable Ve = AA & - Cutting speed
0O = st - suitable f, = Y& 0|4 - Feed per tooth

B



FRANKEIN 24 9ME (01228) - Rhombic Inserts

- PCDE
-3 H2j0 g
- Wize MY

- PCD-tipped
- Without chip former
- Sharp cutting edges

"l

159 ] L Qﬁﬁ
ve/f,
5 R
% E]
ic v 35 Al
A B3 - Cutting material PKD
2El . Coating
I|AF Azl 28 e (5 0] 2]) Applications — material (see page 5) N [151.6 ] 1.1-14
- M2 SR8 17% 0|5te] 20| &= - For roughing and finishing aluminium alloys N 5.1,5.3
with a silicon content of up to 17%
ZF2 3L - Order code 9679
IC R b P {ES
3c
4,6 1 2,2 .04610 °
9,2 2 3,6 .09220 ®
Y EMUGE o= A1 22| E2, HE 7tAE &9l - Stock tool, see price list 22 0f|A| - Ordering example: 9679.04610
o=E A|Y LHof| A2t 715, 20| w2t 7t A|S - Available at short notice, price on request



HAF 22 - Cutting Conditions FHANKEN

E4/ PCD AME
Rhombic PCD inserts 2L Cf4- valid for
9679

ap

¢ dq

s

max. ag = dy —2xr

IC4,6/1C9,2
<
9679
v, f a 11 mms
[m/rﬁin] [mﬁn] [mrel] %ﬂ iﬁ M %

H| 222 Non-ferrous materials

20|E k2 - Aluminium alloys
1.1 800-1000 IC+30 0,10-0,20 x IC o u
1.2 800- 1000 IC+30 0,10-0,20 x IC o n
1.3 600- 800 IC+30 0,10-0,20 x IC o u
1.4 400- 600 IC+30 0,10-0,20 X IC o u
1.5 400- 600 IC+30 0,10-0,20 x IC o »
1.6 300- 500 IC+30 0,10-0,20 x IC o u

= g3 - Copper alloys
2.1
22
2.3
24
25

N[ 26

2.7
2.8

0f24% 82 - Magnesium alloys
3.1
3.2

St 42| - Synthetics
4.1
4.2
4.3
4.4

E4 A7] - Special materials
5.1 600- 1000 IC+30 0,20-0,30 x IC "
5.2
5.3 200- 300 IC+30 0,05-0,10xIC u

W = 0§ 2|88t - very suitable Ve = AA A& - Cutting speed
O = A8t - suitable f,= &9 0|5 - Feed per tooth

B



- A2 AO]2 M8 O|AEE]
LjS HAS 32 7}5,
HEA uIsk £ ELQ

A32 gl

- Indexable screw-in end mill
- From M8 internal coolant supply,

radial exit (ICR)

- With 45° lead angle

suitable for chamfering

AME DAY A= -

kompatibel
J
max

M
C

(==

\%

=

E

Indexable Screw-in End Mills for Rhombic Inserts

- MM 7130 2gkst 45° 2|=2 - Compatible with commercially \7
- A|=0| Tojjg|= A5 ZHsH available screw-in holders
ttAlo| S U OfCHE{9} S8 and adapters
Vs
i
() (L | |
(=) I I
)
<7 IC4,6
ZF2 3L - Order code 9180 9181
9 dq lo l4 SwW gdy  odp  Mgmax. Nimax. Z 2|4
(©do) min-1 (Inserts) 3c
10 20 g8 8 10 M 6 8Nm 40000 2 100202 °
12 20 35 8 10 M 6 8 Nm 35000 2 120202 )
16 25 43 10 13 M 8 15Nm 28000 3 .160253 ® )
20 32 52 15 18 M10 30Nm 25000 3 .200323 °
& (co2
ZF2 3L - Order code 9185 9186
9 dq lo l4 SwW gdy  @dp  Mgmax. Nmax. Z 2|4
(0 do) min-1 (Inserts) 3c
20 32 52 15 18 M10 30Nm 35000 2 .200322 °
25 36 58 17 21 M12 50Nm 30000 3 250363 ° °
32 40 64 22 29 M16 100Nm 25000 3 .320403 ()
40 40 64 22 29 M16 100 Nm 22000 4 .400424 °

33 #9l: 9IME ABE A2 B, AHE DT (AAE HE )

Delivery: without inserts, with Torx screws

OIME L 32-34 T|O| R 2 &0l Hj2tL|C},
Inserts, see page 32 and 34

o=

22 0j|A| - Ordering example: 9180.100202



- Indexable milling cutter
- Internal coolant supply,
radial exit (ICR)

9121 g - Indexable Milling Cutters for Rhombic Inserts

=]
=
8

) |@
= 3

e
N

FRANKEN

88
I
& 1co2
ZF2 3L - Order code 9285
9 d lo 0d3 9Dy Nimax. z 2|4
min-1 (Inserts) 3c
50 50 40 22 22000 5 .05005 °
63 50 50 27 20000 6 .06306 °
80 50 60 27 18000 6 .08006 °
100 56 78 32 15000 7 .10007 °
125 65 90 40 12000 8 12508 °
3o Yl UME A8 237 Z3 QIME D|EF (UME E= S10H) QIME L 32-34 If|0| A £ &}l HRIL|CY,
Delivery: without inserts, with Torx screws Inserts, see page 32 and 34
otM|A 2| - Accessories
A3 £2}0|H - Screwdriver ST AJ2 . Clamping Screw
8 3L - Order code 9855 F2 3L - Order code 9805
GroBe 2|4 GroBe Mg max. 2|4
ng Size E'_E Qﬁq Size ‘ .?_E
IC 4,6 Torx T7 .07 (] IC 4,6 M2,2 x 3,7 x Torx T7 1 Nm .223707 o
1C9,2 Torx T9 .09 ° IC9,2 M3 x 6,5 xTorx T9 2,25 Nm .306509 °
128 A38 X3 - High-Temperature Screw Paste
ZF2 3L - Order code 9000
Menge pE
Quantity 3c
100 g .000 °

2339 LIAREESE HA| Of2|20f gF2

dzjAnke
ME DM EA AJ20| B2 &

soeuc

SEEORM HE A|-9- 5 o|

mol-

Applying a light coating of grease on
thread and countersunk head ensures
that the Torx screws for the inserts can
be loosened again.

222 32 4R
N ol 32 715,

H sto
._'
1
83

- Stock tool, see price list

| a2} 714 x1|-- - Available at short notice, price on request

B



FRANKEN ro Aol= 2 mjoj2 22

-PCDE| HAd

7{€{ - PCD Side and Face Milling Cutters

- PCD-tipped cutting edges

- AAH AE H|-I:| AR M2 2E L - Vibration absorbing due to solid N
- =2 HiEA T2l steel base body
- U2 o A4S Set =2 IE 7Y - High balance quality R
- DIN 69893-1 0] (2 HSK 43 E}Y - Large number of inserts enables
- Lj& MAke 23 HEA HISE EZ ELQ] (ICA) high feed rates ICR PKD
- Hollow taper shank acc. DIN 69893-1
- Internal coolant supply, "
axial exit (ICA) HSK- J§ H
ER
2 l n #&
max.
1-3°
— ZIA - Vcé f;
N 39
g =g gt o[
l2
I3
4
I
Ia
l4 AI
TJAF A 42 He| (5 H[0]R]) Applications — material (see page 5) N
- %EE- 328 17% 0|52 L4205 32 - For aluminium alloys with N
- 28 A2 Y O2tmo|E AZHOllE st a silicon content of up to 17% N __2J
- HS?: SHAF O AR 7120 A - Also suitable for composites and graphite 435,53 s,
-0 =2 713 BH £2 QE s - Suitable for HSC roughing and finishing
- Enables to achieve very high surface qualities
23 CJAF2! - Monobloc design
28 3E - Order code 2885_7
0 dq r lo l4 9 d3 I3 0dy g I5 0dy A M ?d  Z PIES
=0,03  =0,02 min (Flutes) 3c
32 02 10 132 31 50 52 60 74 HSK-A63 100 25000 8 .032 [
40 0.2 10 132 39 50 52 60 74 HSK-AB3 100 25000 10 .040 )
50 0,2 10 132 49 50 52 60 74 HSK-A63 100 25000 12 .050 °
63 02 10 132 62 25 52 51 74 HSK-AB3 100 25000 14 .063 °
80 02 10 132 79 25 52 52 74 HSK-A63 100 25000 16 .080 [
100 02 10 132 99 22 52 40 74 HSK-AB3 100 25000 18 .100 °
125 072 10 132 124 22 52 41 74 HSK-A63 100 20000 22 125 )
160 02 10 132 159 22 52 41 74 HSK-AG3 100 15000 28 .160 °

2) 2|t} 518 3|

Maximum permissible revolution
20 w2t ChE 43 Lk A2 7ks
Other shank designs available on request
230 wat g 22 Ots

Also available with a reduced number of inserts on request

A2 o] &
e

2 Al

==

= A=

AR &

kol - Stock tool, see price list
LHO|| 11|7~F 7ts, gzgou et 744 11|-— - Available at short notice, price on request

28 0f|A| - Ordering example: 2885_Z.032



ZAF 274 - Cutting Conditions

PCD ALO|E X Hjo]A HR FHE]
PCD side and face milling cutters

FRANKEN

L YA - Valid for

2885_7
0 ]
St Ya
Roughing Finishing
=
£
©
<
g
1]
&
s
&
‘ 9 dy
ap = dh 8= dh
Ve f; Ve f; % “| mms || 3 %
[m/min] [mm] [m/min] [mm] ms: maL
o20|E g2 - Aluminium alloys
2500 - 5000 0,08-0,12 2500 - 5000 0,03-0,12 u o u
2500 - 5000 0,08 - 0,12 2500 - 5000 0,03-0,12 u o »
2500 - 5000 0,08-0,12 2500 - 5000 0,03-0,12 u o .
2500 - 5000 0,08 - 0,12 2500 - 5000 0,03-0,12 u o n
2500 - 5000 0,08-0,12 2500 - 5000 0,03-0,12 " o u
1000 - 2000 0,08-0,12 1000 - 2000 0,03-0,12 u o u
= gk - Copper alloys
1000 - 2000 0,08-0,12 1000 - 2000 0,03-0,08 0 "
1000 - 2000 0,08 - 0,12 1000 - 2000 0,03 - 0,08 o u
1000 - 2000 0,08 - 0,12 1000 - 2000 0,03 - 0,08 o n
1000 - 2000 0,08-0,12 1000 - 2000 0,03-0,08 o .
1000 - 2000 0,08 - 0,12 1000 - 2000 0,03 - 0,08 o n
1000 - 2000 0,08-0,12 1000 - 2000 0,03-0,08 o u
1000 - 2000 0,08-0,12 1000 - 2000 0,03-0,08 o u
1000 - 2000 0,08 -0,12 1000 - 2000 0,03 - 0,08 o n
04| 2 - Magnesium alloys
2500 - 5000 0,08 - 0,12 2500 - 5000 0,03 - 0,08 o u
2500 - 5000 0,08-0,12 2500 - 5000 0,03-0,08 o u
St 42| - Synthetics
1500 - 3000 0,08 - 0,12 1500 - 3000 0,03 - 0,08 o n
1500 - 3000 0,08-0,12 1500 - 3000 0,03-0,08 o .
1500 - 3000 0,08 - 0,12 1500 - 3000 0,03 - 0,08 o u
1500 - 3000 0,08 - 0,12 1500 - 3000 0,03 - 0,08 o n
£ 22 - Special materials
1000 - 2000 0,08 - 0,12 1000 - 2000 0,03 - 0,08 o u
1000 - 2000 0,08-0,12 1000 - 2000 0,03-0,08 o u
1000 - 2000 0,08-0,12 1000 - 2000 0,03 - 0,08 O =

O} 2488 - very suitable
28tat - suitable

Ve = AA & - Cutting speed
f, = Y& 0|4 - Feed per tooth

e



FRANKEN 2205 A9 242 712 - High-Volume Machining in Aluminium Materials

Aler-Cut
713 Al Machining example
ZH: Machine:
DMC 80 U duoBLOCK® DMC 80 U duoBLOCK®
AIS: . Spindle:
12.000 min-1 12000 rpm
130 Nm L 130 Nm
SK 40 9 15040

HAR 2E 40 bar
M EfY ZAR, = 12%

Coolant-lubricant pressure 40 bar
Emulsion 12%

22 Material:
a20|5 &2 Aluminium alloy
AlMg4,5Mn - F27 AlMg4,5Mn - F27
EN AW 5083 EN AW 5083
23 Objective:
S MY 128 2E0| A 2 2| ASHE S5 AAMAZE 2R, Reducing production time by optimizing the roughing operation
on a structural component for the aircraft industry.
£24: Solution:
FRANKEN Alu-Cut &2|E 24 dEUZ J|=0| E2 ChA|& WR EHY, Replacing the conventional tool by the FRANKEN Alu-Cut solid carbide end mill
21Z 20mm (HE $H3: 2888_7.020). A4 2740t 7H5 20| 2[3st =, “Aerospace” type WR, dia. 20 mm (art. no. 2888_2.020).
2|72 36 72 S, After optimizing the cutting data and the depth-of-cut values, the metal removal

rate could be tripled.

Hat 221
Cutting data
NZE FRANKEN

conventional Alu-Cut , Aerospace”
AAF & / Cutting speed Vg [m/min] 500 630
22 3| &% / Speed/rpm n [min-1] 7960 10000
LICh 0|4 / Feed per tooth f, [mm] 0,175 0,23
0|4 &5 / Feed eff. vi [mm/min] 5570 6900
A9l 710| / Axial depth-of-cut ap [mm] 8 20
A £ / Radial depth-of-cut ag [mm] 10-20 10-20
2 AAH& / Machining volume Q [I/min] 0,67 2,07

o=



A20|F A2e| 1A J1& - High-Volume Machining in Aluminium Materials

7S Ml

Z:
Alzmetall GS 1000 5T

AIS:

18000 min-1

138 Nm

HSK-A63

AR % 40 bar

O EIY HAR, 82 10%

2AY:

o20ls 313
AlZnMgCu1,5 - F53
EN AW 7075

oo Jlo
o

of

e

it

FRANKEN Alu-Cut £2|E 27 JIC U2 7|20| £ i3 WR Et2,
2174 20mm, ZLR 2mm (HIE W3 2890_7.020020). A 2743} 742
200] 2243} 3, 0] Z748C} NS 68 712 BAE. Alu-Cut & 23|
32,712 ST % 75% Tt 3aE,

FRANKEN

Aler-Cort

Machining example

Machine:
Alzmetall GS 1000 5T

Spindle:

18000 rpm

138 Nm

HSK-A63

Coolant-lubricant pressure 40 bar
Emulsion 10%

Material:
Aluminium alloy
AlZnMgCu1.5 - F53
EN AW 7075

Objective:
Reducing the machining time for an integral component for the
aircraft industry.

Solution:

Replacing the conventional tool by the FRANKEN Alu-Cut solid carbide
end mill “Aerospace” type WR, dia 20 mm with corner radius 2 mm

(art. no. 2890_27.020020). After optimizing cutting data and depth-of-cut
values, the metal removal rates could be increased to almost six times the
former volume. The tool life of the Alu-Cut “Aerospace” was approximately
75% higher than that of the conventional tool.

a2
Cutting data
2 E FRANKEN
conventional Alu-Cut , Aerospace*”
A& / Cutting speed V¢ [m/min] 300 578
22 3| &% / Speed/rpm n [min-1] 4780 9200
LICh 0|4 / Feed per tooth f, [mm] 0,10 0,20
0|4 &£ / Feed eff. Vi [mm/min] 1912 5520
A9l 710] / Axial depth-of-cut ap [mm] 10 20
Al £ / Radial depth-of-cut ag [mm] 20 20
2! H|7{& / Machining volume Q [I/min] 0,38 2,21

B ¢



FRANIKEN 713 49 - Description of the Symbols

Aler-Cut
M3 20| Constructional length
exrashot a3 710|= W7HMO 2 FA|EILICH S EFYQ oxtra short The relevant length is marked in red.
medumlengh - CL2 210| 2R A0 2 HAEIL|CH HA|7L Qe medumlength  Alternative lengths of the same type are marked
exira long 20| B2 H|E0| sflE5tA| %2E o|o|gLct, exira long in grey. Lengths without any marking are not
available as catalogue products.
Ak3 )zjol Shank design

| BO[A{ofA £ 4 2= 43 Ci3jole Moz
BAjgiuct,

The shank designs to be found on the respective page
are marked in grey.

Screw-in thread

kompatibel N _ . - -
ompatie 0|28t A=QUQ| AJ2-0| LIAH= A|Z0|| THOjE| = AT 5 A The screw-in thread of these end mills is compatible with
Il dkilo| 20 U O{H4E{e} S510| 7} &L Ct, commercially available screw-in holders and adapters.
20| ¢jzpel Bore design

g
=
8

Straight bore with driving slot

L
(=]
°

3 S| @alA 20| BAIFLICE 7H @A 20| ct, 1
2E gol EAFLI,

Helix angle

The helix angle of these tools is shown.
If there are variable helix angles, these are all shown.

grob
coarse

s

 2ylojA

Chip breaker

These end mills generate appropriate
milling marks.

Cutting material

Solid carbide

Powder metal high speed steel

Polycristalline diamond

Torus
—

1

T8
=2
In
ne

Hm
I
|>
2
In
=]

Cutting edge design and face geometry

Sharp-edged

Bevelled edge

Corner radius

Ball nose

Torus

42

EMUGE

i



- Description of the Symbols

FRANKEN

Aler-Cort

i 24

30

Internal coolant supply

ICR = Internal coolant supply, radial exit

ICRA = Internal coolant supply, radial and axial exit

Coolant and lubrication

HA I3 Dry machining
. SE 0o =5 Cold-air nozzle
\3
',\V'/I"é'f 3|4 28 742 (MQL) £ 2% OJAE 712 Minimum-quantity lubrication (MQL)
—
% oA Emulsion
—nee

~ES

“ 4

Feed direction

The red arrows mark the recommended feed directions
of the respective cutters.

ks
&

Ramping angle

The specified angle is the recommended angle
for ramping applications.

2|l 512 3|H4 Maximum permissible revolution
Py OIME W3 U2l 7{E{Q| Z|C}| HL 3| M4 otHS 95t The maximum permissible revolution of an indexable milling cutter
i A|stZreiL|ct is a safety value, please not to be exceeded.
2I512| A2 FHAAIR! Do not use this value as cutting condition recommendation!

B
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