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00paboTKa HepXXaBeloLMX 1 XKapOonpPOoYHbIX CTanein

OcHoBHOe Ha3Ha4eHMe - 3T0 00paboTKa:

o HepXxaBeloLLel CTan ayCTEHUTHOO U ayCTEeHUTO-(hEePPUTHONO Knacca,
B T.4. HEP)XXABEIOLLEro NNTbA

e )KaponpouyHbix cnnasos Ha ocHoBe HUKEJIA, KOBANBTA u XEJIE3A
e TuTaHa N TUTAHOBbIX CMJIABOB

BapuaHTbl UICNOSIHEHUA UHCTPYMEHTA

Cepus tpe3 TiNox BKOYaeT B ce6s pa3nnyHble 6a30Bble BapUaHThl Kak
LIeNbHbIX TBEPAOCMNABHbIX (opes, Tak u pe3 13 bbicTpopesa (HSS):

e 4-3y6ble LeNbHble TBEPAOCNIABHbIE KOHLIEBbIE (hpe3bl ANs
Mnony-4epHOBOI 06paboTKM

e 4-3y06ble LiebHble TBEPAOCNNABHbIE KOHLIEBbIE (IPE3bl ANS YEPHOBOI
11 YMCTOBON 06PABOTKU

e 5-3y6ble LieNbHble TBEPAOCMNABHbIE KOHLEBbIE (DPE3bl AN YNCTOBON
006paboTKK, B T.4. IKCTPa-ANUHHON cepum (Lpab. = 4xd)

e 4 3y6ble KOHLEBbIE (Ppe3bl 13 GbicTpopesa (HSS) ans unctoBon 06paboTKM
Tnna ,,N-Wave“ (c BonH006pa3HoN reoMeTprei PexyLLEein KpOMKH)

e 4 - 5 3y6ble KOHLEBbIE (Dpe3bl 13 GbicTpopesa (HSS) ans yepHoBOI
06paboTKm

e 8 - 10 3y6ble KoHUEBble (hpesbl 13 BbicTpopesa (HSS) ans uncToBoi
06paboTKm

LlenbHble TBEpAOCTNABHbIE KOHLLEBbIE (DPe3bl B 60MbLIKHCTBE ClyYaeB
BbIMYCKAOTCSA C PA3NNYHbIMM BapiaHTaMn PauycoB B YroNkax, a Takxe ¢
0CeBbIMM OTBEPCTMAMM Ans BHYTpeHHero nogsofa COX (ICA). Takxe, OHM
UMEIOT cneumanbHyo 06paboTKy XBOCTOBMKOB Afs NPeAoTBpaLleHus
BbITArMBaHWS X U3 NaTPOHA BO BPeMS 06pabOTKMU.

Bce 6GbicTpopexyLume (HSS) dpesbl AaHHOI cepum, 3a UCKNOYeHeM (pes
»N-Wave“, BbINoNHATCA ¢ paguycamu B yronkax 2 uinm 4 M. Mpu atom
(bpesbl AN1s YepHOBOW 06PABOTKM UMEKOT 0CEBbIE 1 paananbHble 0TBEPCTUS
Ans BHyTpeHHero noagofa COX (ICRA).

[Ins [OCTVKEHNS MaKCUMAITbHO BO3MOXKHOW rNY6UHBI PE3aHus, Kak npasuno,
(hpesbl AAHHON CEpUM UMEIOT Cpasy 3a PEXYLLEN YacTbio 0GHIKEHHYH YacTb
(wewnky).

[ins 4epHOBOWN 06PABOTKY HEPXKABEHOLLMX CTaNel Hallla nporpamma LIeSibHbIX
KoHLeBbIX pe3 cepuu TiNox-Cut gononHeHa Takxe pesamu ¢ KpyribiMu
CMEHHbIMW TBEPAOCNABHbIMU NAACTUHAMU.

- Machining of INOX and Difficult to Cut Materials

Applications

FRANKEN

77/\Vox-Cut

e Stainless steel, austenitic and austenitic-ferritic as well as

stainless steel castings

e High-heat-resistant special alloys on iron, nickel and cobalt basis

e Titanium and titanium alloys

Designs

The TiNox milling cutter series consists of the following basic tools

of solid carbide and HSS:

e Solid carbide end mills with 4 flutes for semi-finishing applications

e Solid carbide end mills with 4 flutes for roughing and finishing applications

e Solid carbide end mills with 5 flutes for finishing applications

e HSS end mills “N-Wave” with 4 flutes for finishing applications

e HSS end mills with 4-5 flutes for roughing applications

e HSS end mills with 8-10 flutes for finishing applications

The solid carbide end mills are in most cases available with different corner
radii and internal coolant supply with axial exit (ICA). In addition, the specially
roughened tool shanks prevent the tool from “pulling out” of the clamping

chuck.

Except for the “N-Wave” design all HSS end mills are fitted with a corner radius
2 mm or 4 mm, the roughing end mills are additionally designed with
internal coolant supply with radial and axial exit (ICRA).

In order to achieve the maximum work depth, the shanks have a lateral relief

after the cutting edge.

The tool range TiNox-Cut is supplemented with round precision-sintered inserts
for rough milling of stainless steel materials and suitable indexable screw-in
end mills and indexable milling cutters.

06nacTb npumeHeHusi — Mpynnbi 06pabaTbiBaeMbIx MaTepUanos

Range of application — Materials

Mpumepbl 06pabaTbiBaeMbIX MaTep1asoB
Material examples

Hep)xasetowue cranu Stainless steel materials
X2CrTi12 08X13, 12X13
1.1 | ®eppuTHblE, MAPTEHCUTHbBIE HEPXKABEIOLLME CTaN Ferritic, martensitic < 950 N/mm2 X2CrNi12 20X11MHD
X20Cr13 - X39Cr13 20X13 - 40X13, 07X16H4b
M X6CrNiTi 18-10 08X18H10T, 12X18H10T
2.1 | AyCTEHUTHble HepXXaBetoLwme cTanm Austenitic < 950 N/mm2 | X6CrNiMoTi17-12-2 | 08X17H13M2T, 45X14H14B2M
X8CrNi 25-21 20X23H18
3.1 | AycTeHuTo-cheppuTHble (JynaekcHbie) Austenitic-ferritic (Duplex) <1100 N/mm2 | X2CrNiMoN22-5-3 03X22H5AM2, 08X25H4M2
4.1 | AycteHnTo-theppuTH. XaponpouHble (Cynep aynnekc.)| Austenitic-ferritic heat-resistant (Super Duplex) | < 1250 N/mm2 | X2CrNiMoN25-7-4 Ferrinox 255 / Uranus 2507Cu
CneuuanbHble MaTepuanbl Special materials
TuTtaHoBble CNasbl Titanium alloys
. . ) Ti1, Titan Gr. 1-4 BT1-00, BT1-0, BT1-2
1.1 | TeXHUYECKN YNCTbIN TUTAH M €ro cnnasbl Pure titanium and Titan Grades (o, n.-aand a+f) | < 700 N/mMm? Ti3A2,5V (Grade 9) | AT3, [TT-38, 0T4-1, MTT-7M, 074
Ti5AI2,5Sn (Grade 6) BT5-1, BT5
1.2 <1200 N/mm? T?BAMV BT6, BT6C
TuTaHOBble Crnasbi ( , a-+B, MOCNE OTKuUrA, Titanium alloys (a, a-+B, - TiAl6v4 BT3-1, AT6
3aKaJlkv 1 CTapeHns ) in annealed or aged condition) TiGAIBV2Sn BT20
13 <1400 Nine2 TiAl4Mo4Sn2 BT9, BT14, BT16
s - Ti10V2Fe3Al BT22, BT23
XaponpoyHble cnnasbl Ha ocHoBe Ni, Co n Fe Nickel alloys, cobalt alloys and iron alloys
2.1 | TeXHNYECKM YNCTbIN HUKENb Pure nickel < 600 N/mm? Ni 99,6 HM2, HIT1A, HMA-1A
292 <1000 Niun2 Monel 400® Monens MHXMuy, 28-2,5-1,5
JKaponpouyHble crnnasbl HA 0CHOBE HMKens ( Ni) Nickel-base alloys _ Hastelloy B-3° H7OM® (311496)
23 <1600 N2 Inconel 718® XHB0I0 (31559A), XH58B, (3795)
: = Inconel 625®, 750® | XH75MBTIO (311602), (31598)
2.4 <1000 N/mm2 Udimet 605® t0pumet 605©
25 XKaponpoyHble cnnasbl Ha 0cHOBE KobanbTa (Co) | Cobalt-base alloys <1600 N2 Haynes 25™ XawHc 25™, 40KXHM
) B Stellite 6© B3K, B3K-P, B3-14Kb, LIH2
2.6 | XXaponpoyHble cnnasbl HA 0CHOBE Xene3a ( Fe) Iron-base alloys <1500 N/mm2 Incoloy 800® XH32T (311670), XH38BT (31703)
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LienbHble TBEpAOCNIABHbIE KOHLEBbIE (hpe3bl C paguycamm
B Yronkax u 6e3, c 0TBepCTUSIMM ANS BHYTPEHHET0 NOABOAA
COX pns nony4ucToBON 00padoTKK

Solid carbide end mills with and without corner radius,
with internal coolant supply, for semi-finishing applications

© BbICOKONPOYHbIN CY6CTPAT 1 CreLasbHOe XaponpoYHOe U3HOCOCTONKOE
MOKPbITME 0GECNIEYMBAIOT BLICOKYIO CTOMKOCTb AaHHbIX (pes

o CrieunanbHas reoMeTpys CTPYXKEYHbIX KAHABOK, ONTUMU3MPOBaHHas
NSt ANVHHON U TUNUYHON NS BLICOKOMPOYHBIX MATepUanoB CTPYXKMU,
o6ecneynBaeT 3hHEKTUBHYIO N HAAEXKHYI0 3BAKYaLIMIO TaKON CTPYXKKU

 Hannume BHyTPeHHero noasoga COX yepes LieHTpasnbHoe 0TBEpCTIe
JIONOSHUATESIbHO 0GECTIEYNBAET BbICOKYH HAAEKHOCTb OTBOAA CTPYKKMA
113 30HbI pe3aHus

e CneumanbHas nony4epHoBas FeOMETPUs 3HAYUTENbHO CHUKAET YCUnus
pe3aHus, BO3HWUKALOLLME NpK YePHOBOM (DpEe3epoBaHnm, N Takum
06pa3om 06ecneynBaeT MArkoe, CTabusibHoe pesepoBaxie n
BbICOKYI0 CTOMKOCTb MHCTPYMEHTa

e Tough carbide substrate and high-heat-resistant coating for long tool life

e Optimized flute geometry for safe chip evacuation in long-chipping,
tough materials

e Internal coolant supply with axial exit (ICA) for safe chip evacuation

e Semi-finishing profile and optimized cutting edge design reduce cutting
forces in roughing operations and provide a long tool life

LienbHble TBEpAOCNNABHbIE KOHLEBbIE (hpe3bl C paguycamm
B Yronkax u 6e3, c 0TBepCTUSIMM NS BHYTPEHHET0 NOABOAA
COX pns 4epHOBOWM U YNCTOBOI 0OPAOOTKK

Solid carbide end mills with and without corner radius,
with internal coolant supply, for roughing and finishing
applications

|
|

© |I3HOCOCTONKNI Cy6CTPaT M 0C060 rMaaKoe creumanbHoe XapocTonkoe
MOKPbITIE 06ECTIEYNBAIOT O4EHD BbICOKYIO CTOAKOCTD

e CneuyasbHasa reoMeTpus CTPYKEYHbIX KaHABOK, ONTUMU3MPOBAHHASs
1151 3PEKTUBHOM 3BAKYaLMN LJIMHHONM U TUMYHOIA A1 BbICOKOMPOYHBIX
MaTepuanos CTPYXKM

o OTNIMYHO NOAXOAAT KaK NS YEPHOBOW, TaK 1 YNCTOBOWN 06PaBbOTKM

o BHyTpeHHuI noaeon, COX yepe3 LeHTpanbHoe 0TBEPCTME AOMOHUTENIbHO
06ecneynBaeT BbICOKYH HALEXHOCTb 0TBOAA CTPYXKKI M3 30HbI Pe3aHus

o ONTUMU3NPOBAHHAS FEOMETPUS PEXKYLLNX KDOMOK FrapaHTUpYeT MArKOe,
cTabunbHoe (hpes3epoBaHne 1 OTCYTCTBUE BUOPALIAIA

e Wear-resistant carbide substrate and high-heat-resistant smooth coating
for long tool life

e Optimized flute geometry for safe chip evacuation in long-chipping,
tough materials

e Perfectly suited for both roughing and finishing
e Internal coolant supply with axial exit (ICA) for safe chip evacuation

e Optimized cutting edge design for smooth, vibration-free operation

LienbHble TBEpAOCNNaBHble KOHLEBbIE (hpesbl C paguycamm B
Yronkax pist YucToBoW 00padoTKu, C ANIMHON PEXYLLEe KPOMKK
nodxd

Solid carbide end mills with corner radius, for finishing
applications

© /I3HOCOCTONKMI Cy6CTPAT M 0C060 XKAPOCTOMKOE NOKPbITIE 06ECTIEYNBAIOT
04€eHb BbICOKY0 CTONKOCTb

o CrieunanbHas reoOMeTpys PeXXYLLMX KPOMOK 06eCreynBaeT OTCTYTCTBIE
BUOPALWIA NPY YNCTOBOI 06paboTKe

* J(hhekTnBHAS (MCnoNb3yemas) oceBas rnybuHa pesanus 4o 3 x dq u 4 x d
- NS BCEX YMCTOBbIX ONepaLyi

e \Near-resistant carbide substrate and high-heat-resistant coating
for long tool life

e Special cutting edge design for low-vibration finishing operation

e Usable flute length in 3 x dy and 4 x d for all finishing operations

==
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LienbHble KoHLEeBble (hpesbl u3 GbicTpopesa (HSS) ¢
BOJIHOOOPA3HON reoMeTpuen pexxyLumx Kpomok ,,N-Wave*
NSl YUCTOBOI 00PabOTKK

© BbINosHEHbI U3 HOBOTO NOKOJIEHUS MOPOLLKOBOro ObICTpOpesa

© YuCTOBbIE KOHLEBbIE (DPe3bl C BOHO0OPA3HbIM NPOMUIEM PEXYLLMX
KPOMOK

o OOPMUPYET 0YEHb MNAAKYI0 (YNCTYI0) NOBEPXHOCTb
© Huskas CKJIOHHOCTb K BUOpaLusam

FRANKEN
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HSS end mills “N-Wave”, for finishing applications

e Powder metal cutting material
e Finishing end mill with wavey profile on rake face

e (Generates smooth surfaces
e | ow-vibration geometry

LlenbHble KoHLEBbIE (hpe3bl u3 ObicTpope3sa (HSS) ¢ paguycamu
B YrOJIKax, f/is YNCTOBOW 00padoTKM

© BbinofHEHbI 13 HOBOMO TMMa 0C0GO MENIKOro NOPOLLKOBOTO GbICTPOPe3a
“PM-ULTRA”

 YBENIMYEHHOE KOIMYECTBO 3y6beB IS BbICOKONPOU3BOAUTENbHON
4nNCTOBOM 06pPABOTKU

e COBEPLUEHHO HOBAs reOMETPUSA C NMEPEMEHHBIM LLIArOM PEXYLLUX KPOMOK

© Huskas CKJIOHHOCTb K BUOpaLWsiM 06eCneynBaeT OTANYHYI0, MafKyHo
06paboTaHHyo NOBEPXHOCTb

HSS end mills with corner radius, for finishing applications

e Cutting material made of powder metal “PM-ULTRA”
e Multi-tooth high-performance finishing end mill

e Newly developed geometry with variable spacing of cutting edges
e | ow-vibration machining generates smooth surfaces

LienbHble KoHLEeBble (hpesbl u3 GbicTpopesa (HSS) ¢ paguycamu
B YrofiKax, C 0TBEPCTUSAIMM Al BHYTPeHHero noasoaa COX
NSl YepHOBOW 00padoTKM

© BbiNonHe bl 3 HOBOIO MOKOJIEHUS MOPOLLKOBOr0 GbICTPOPE3a
o CoBEpLLEHHO HOBasi FEOMETPUS C aCCUMETPUYHBIMU CTPYXKKONIOMaMN

© B0o3MOXXHOCTb BHYTpeHHero nogsoaa COX, Kak yepes LeHTpanbHoe,
TaK 1 MHOXECTBO pafiuarnbHO PacnosioXXeHHbIX 0TBEPCTUI

* SIBNISIIOTCA MPOAO/HKEHNEM NINHEINKM LIENIbHbIX TBEPAOCTNABHBIX (Ipes,
NpeLHA3HAYEHHbIX A1 NOYYUCTOBOI 06pabOTKM

HSS end mills with corner radius, with internal coolant supply,
for roughing applications

e Powder metal cutting material
e Newly developed geometry with asymmetrical chip breakers
e Internal coolant supply with radial and axial exit (ICRA)

e These HSS end mills are an extension of the solid carbide semi-finishing end mills

B
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LienbHble TBEpAOCNIABHbIE KOHLEBbIE hpe3bl ans
BbICOKOCKOPOCTHON YUCTOBOW 00padoTKu

© QyeHb M3HOCOCTOMKNI CY6CTPaT M CMeLManbHOe XapocTonkoe
M3HOCOCTOIKOE MOKPbITIE 0GECMEYMBAIOT BENUKONENHYIO
pa6oTocnoco6GHOCTb W MPEBOCXOAHYH0 CTOAKOCTb NMPU BbICOKOCKOPOCTHOM
06pa6oTke (HSK nnn HSM)

© [eOMeTpus ONTUMU3NPOBAHA ANSt YUCTOBON 06PABOTKM UK 06paGOTKM B
PeXUMe BbICOKOCKOPOCTHOI 06paboTKM (C ManbIM1 NpUMycKamm) 1 MMeeT
YCUIEHHBIN (YBENMYEHHDIN) BHYTPEHHWIA AnameTp (HebonbLuas rnyéuHa
KaHaBOK), 06eCNEeYMBAIOLLNI 04EHD BbICOKYHO XKECTKOCTb

© YBE/INYEHHOE KONIMYECTBO 3yObEB MO3BOJISET HA BbICOKUX NOAAYAX Nojyyath

UCKIIOYNTESNBHO BbICOKYHO YNCTOTY 06PaBGOTaHHO NOBEPXHOCTH

o ONTUMU3NPOBAHHAS FEOMETPUS PEXKYLLNX KDOMOK rapaHTUpYeT MArKOe,
cTabunbHoe (hpesepoBaHme 1 OTCYTCTBUE BUOPALIMiA

Solid carbide end mills for high-speed finishing applications

FRANKEN

Je-Cut

e \Wear-resistant solid carbide substrate and coating, particularly for
HSC-machining

e Geometry optimized for finishing applications, with reinforced core diameter

e Large number of flutes to achieve high feed rates and a consistently
high surface quality

e Optimized design of the cutting edges, for low-vibration machining

Kpyrnbie CMEHHbIE TBEPAOCMIABHbIE NNACTUHBI CO CELNANbHOI

reomeTpuen CTPYXXKOIOMOB U U3HOCOCTOMKNM MOKPbITUEM

© BbiNosiHeHbI U3 BbICOKOMPOYHOIO 1 M3HOCOCTOIKOrO TBepaoro cnnasa

o [IMeloT creupmanbHo paspatoTaHHoe MHOTOCTOMHOE U3HOCOCTONKOE
MOKPbITUE [J11 06PAGOTKM HEPXKABEIOLLMX CTaNeN

© COBEPLLEHHO HOBAsA FEOMETPUSA NEePEAHEi NOBEPXHOCTH 1 CTPY)KKONOMA
J1S ONTUMaNbHOro NPoLLecca (hopMUPOBaHUS CTPYXKKM 1 yaaneHus eé
113 30HbI pe3aHus

Round indexable inserts with chip former and special coating

FRANKEN

e Tough, wear-resistant carbide grade
e Multi-layer coating — developed for stainless steel

e With chip former for optimal chip removal
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SAFE-AOCK™

by HAIMER

Bo Bpems BbICOKONPOM3BOAMTENbHOM 06pa6oTku (HPC) cyLiecTByeT puck During high performance cutting (HPC), there is a risk of the cutting tool
BbITATMBAHUSA UHCTPYMEHTa U3 natpoHa. W npoucxoaut ato Toraa, Koraa to being pulled out of the chuck. The cause of this is a slow micro-creeping

BMECTE CBbICOKMMM CKOPOCTSAMI BPALLLEHUS BO3HUKAOT TAKXKE BbICOKME motion. This occurs when cutting at high speed and with high pull out forces.
YCNuAus pesaHus, 0ceBas CoCTaBALLAS KOTOPbIX BbI3bIBAET Even chucks with extremely high clamping force cannot prevent
MUKPOMPOCKaib3blBaHNE XBOCTOBMKA 1 €r0 BbITATMBAHWUE U3 NaTPOHA. microcreeping. High-quality workpieces become scrap as a resullt.

K coxanenuto, Jake camble COBPEMEHHbIE NATPOHbI C 04EHb BbICOKUMM The SAFE-LOCK™ system solves the problem.

YCUIUAIMI 32KMMa He CMOCOBHbI NPeSOTBPaTUTb 3TO BbITArMBAHME. Keys in the chuck grip the grooves in the tool shrank. In addition to the

B pesynbTare BbICOKOTOYHbIE ETaNI MOrYT 0Ka3aThbCs B YMCIIE frictional clamping force of the shrink-fit chuck, the tool is held using

6paka. HoBas cuctema 3axuma nHetpymenta SAFE-LOCK™ nossonser positive locking. As a result, micro-creeping is efféctively prevented and
pewnTsb 3Ty Npo6eMy C BbITArMBAHUEM UHCTPYMEHTA U3 NATPOHA. the tool is clamped safely.

KntoueBbIM (DakTopoM 3[ECh ABMAETCA HANMYME CMMPASIbHBIX KAHABOK Ha
XBOCTOBMKE MHCTPYMEHTA, KOTOPbIE, B IOMOJIHEHNE K BbICOKUM Cuiiam
TPEHUS BO3HMKAIOLLMM, HANpyUMep, B TEPMO3XKUMHbIX NAaTPOHaX,
00pasyroT LOMONHUTENbHBIE YCUnus, 3PQEKTUBHO GNIOKMPYIOLLME
MMKPONpOCKaNb3blBaHUE. B pesynbTare 3aXuM MHCTPYMEHTA CTAHOBUTCS
60nee 3aLLUMLLEHHbIM OT BbITATUBAHUS.

Vi
/.
4

Cuctema kpennenus SAFE-LOCK™ o6ecneuymnBaert:

- BbICOKYI0 HafieXHOCTb B PEXXME BbICOKONPOM3BOAUTENbHOI 06paboTkm (HPC)
- BbICOKOTO4HOE KpPEMneHne COBMECTHO C TEPMO3XKMMHOI TEXHONOrMen

- MNepenayy 6oee BbICOKOTO KPYTALLEro MOMEHTA, 3a CHET KaHaBOK

- Paboty 6e3 noTepb B TOYHOCTU

- Pa6oty 6e3 BbITArMBaHWs MHCTPYMEHTA U3 MATPOHa NpK Harpyske

- Paboty 6e3 npockanb3blBaH1s / NPOBOPOTA MHCTPYMEHTA NPK Harpy3ke

- PaboTy 6e3 NoBpeXxaeHns AeTanu / 3aroToBKY / CTaHKa

KaHaBKu Ha XBOCTOBWKE UHCTPYMEHTA UMEIOT TaKOe HanpaB/ieHne cnvpanu,
10 KOTOPOIA OHU IErKO 3aXOLSAT («<BKPYYMBAKOTCS») B NATPOH (3aBUCUT OT
HanpasneHus BpaLLeHus)

/

[IBXeHVe (HanpaB/eHne) YCTaHOBKN UHCTPYMEHTA
Movement for insertion of tool

BbICOKOTOUHbIN TEPMO-3XKNM
Highly accurate shrink-fit clamping

CnmpanbHble KaHaBKM Ha XBOCTOBMKE UHCTPYMEHTa
Grooves in tool shank

e w
Fa'mra

‘1

£ 1 SN

Form-closed drive keys in chuck

YnopHas npyxuHa
Spring support for clearance-free contact

On the safe side with SAFE-LOCK™:

- For high performance cutting (HPC)

- Highly accurate clamping by means of shrink-fit technology

- High torque as a result of form-closed clamping

- No loss of accuracy

- No pull out of the tool

- No slippage of the tool

- No damages to workpiece or machine

Groove on tool shank is designed in such a way as to pull the tool
into the chuck (depending on the direction of rotation)

B
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InvHa MHCTpyMeHTa / UCNONHEHne

KoTHR-KOpOTKe CyLLECTBYHOLLME BAPUAHTbI UCMIONHEHUA N0 AIMHE
cpentiee BblfleNIeHbl KpacHbIM LIBETOM. Jipyriie BapuaHTbl
WUCMONHEHA N0 AZINHE AN AaHHOTo TUNa

LIMHHOE
3KCTPa-ANMHHoE
WHCTPYMEHTA BblJi€NIEHbI CEPbIM LIBETOM.

WUCnosiHeHne

Constructional length

edra short The relevant length is marked in red.

medum fength Alternative lengths of the same type are marked
in grey. Lengths without any marking are not
available as catalogue products.

extra long

DIN 6535 DIN 1835
COHA| 1A
HB

Tun / cTaHpapT XBOCTOBMKA

Ha cTpaHuLe npeacTaBneH MHCTPYMEHT C TeMU BapuaHTamu
VCMOJIHEHNS XBOCTOBMKA, KOTOPbIE BbIAE/EHbI CEPbIM LIBETOM

MeTpuyeckue BapuaHTbl UCMOSIHEHUS XBOCTOBUKA

Shank design

The shank designs to be found on the respective page

Shank design for metric tools

B
ASME 5 ) .
B94.19 [ltoiiMOBblE BapuaHTbl UCMOHEHWS XBOCTOBUKA Shank design for inch tools
XBOCTOBUK C pe3boon Screw-in thread
kompatibel Pe3b0a Ha XBOCTOBMKAX 3TUX (PPE3 (CMEHHbIX rOJI0BOK) The screw-in thread of these end mills is compatible with

-

COBMECTMMA C MEeKLLMMUCA B NPoAaXke COOTBETCTBYOLLMU
ajgantepamn, yiJIMHATENAMU U naTtpoHamu.

commercially available screw-in holders and adapters.

DIN 138

©

et

XBoCTOBMK B BUAE (haHua ¢ 0TBEpCTUEM

XBOCTOBMK B BUAE (PNaHuUa C LeHTpaNbHbIM OTBEPCTUEM
1 LUMOHKOM AN nepefayn KpyTALLEro MOMeHTa

Bore design
Straight bore with driving slot

i

Yron cnupanu

Ha cTpaHuLie NpeAcTaBNeH MHCTPYMEHT C YrIOM Crinpani
BUMHTOBOIA KaHaBKM, KOTOPbIN MOKa3aH.

Ecnu Ha nHCTpymeHTe, AN1st pasHbiX 3yObeB (NepbeB) CYLLECTBYIOT

Helix angle

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

30°
—_— pasHble Yrnibl, TO BCE OHW TAKXKE NOKa3aHbl.
Tun / reomeTpuns CTPY)XXKonoma Chip breaker
;ﬁ:g asymmetr,  Ha CTPaHWLIE NPeACTaBfIeH MHCTPYMEHT C YKa3aHHbIMMU These end mills generate appropriate

(VR VL ViV Ve Ve
—

BapuaHTamn reoMeTpum CTPYXXKoNoMa

milling marks.

HM

HSSE-
PM

PM-
ULTRA

Tun MHCTPYMEHTaNbHOro Marepuana

LlenbHblii TBEPABIN CriNaB

BbicTpopes, nonyyeHHbI METOAO0M MOPOLLKOBOM
METanIypruu (MOPOLLKOBbIiA)

BbicTpopes, Noy4eHHbIN METO0M MOPOLLIKOBON
MEeTanayprum, B T.4. 0060 MEIKO3EPHUCTI HOBOrO
nokoneHusi <ULTRA»

Cutting material

Solid carbide

Powder metal high speed steel

Newly developed powder metal high speed steel

¢«

45° KB x45°
—— —

ER

KOHCTPYKUMSA peXyLuen KpOMKN U reoMeTpus
TOpLA MHCTPYMEHTa

OcTpas pexyLias Kpomka (6e3 dackm)

(dacku Ha yronkax pexyLLein KpoMKH
(pasmep acku - cM. B Tabnuue X yron thacku - nokasaH)

Pamuyc Ha yronkax pexyLueil KpoMKM
(pasmep paguyca - cM. B Tabnuue)

Cutting edge design and face geometry

Sharp-edged

Bevelled edge

Corner radius

==



Onucanue cumBonoB - Description of the Symbols

FRANKEN

77/\Vox-Cut

ICR

ICA

ICRA

BapuaHnTbl BHyTpeHHero noasopa COX

ICR = Yepe3 pagnanbHble BbIX0Apl

ICA = Yepes oceBble BbIX0Abl

ICRA = Yepe3s oceBble 1 paanasbHble BbIXOAbl

Internal coolant supply

ICR = Internal coolant supply, radial exit

ICA = Internal coolant supply, axial exit

ICRA = Internal coolant supply, radial and axial exit

BapuaHTbl 0XnaXKAeHnsl U CMa3Ku

Cyxas o6pa6oTka (6e3 COX 1 cmasku)

064yB OXNaKAEHHBIM BO3AYXOM

MuHumanbHoe konnyecTso cmaski (MMS)

Imynbeus

Coolant and lubrication

Dry machining

Cold-air nozzle

Minimum-quantity lubrication (MQL)

Emulsion

Bo3mMo)XHble BapMaHTbl HaNpPaBieHNs Noja4Yu

KpacHbIMM CTpesikamm nokasaHbl BO3MOXKHbIE BapuaHTbI
HanpaBneHns Noaaymn Ans MHCTPYMEHTA, MPEACTABNEHHOr0
Ha [AaHHOI CTPaHULE.

Feed direction

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

Mopaya (3axom) nog yrnom

[ng nHCTPYMEHTa, ANg KOTOPOro BO3MOXEH 3aX0/4 (nojava)
noj yriom, noKasaHo MakcuMasibHoe 3HaYeHNe Takux yrios.

Ramping angle

The specified angle is the recommended angle
for ramping applications.

max.

MakcumanbHo A0NyCTUMOE KOJIMYECTBO 060POTOB

[ns (hpe3 co CMEHHbIMU MNACTUHAMY YKA3aHO MAKCUMasTbHO
paspeLleHHOe KONNYECTBO 060POTOB B MUHYTY.

B uensix 6e30nMacHOCTH, NOXKaNyWcTa, He NPeBbIWaiTe
yKa3aHHOe 3Ha4eHne 1 He UCNOJb3YNTE ero B KayecTse
patouyux pexxmumoB (pe3aHus)!

Maximum permissible revolution

The maximum permissible revolution of an indexable milling cutter
is a safety value, please not to be exceeded.

Do not use this value as cutting condition recommendation!

44-66
HRC

00pab0TKa 3aKanéHHbIX MaTepuanos
JIaHHbIA UHCTPYMEHT NOAX0AUT NS 06PabOTKM 3aKaNnEHHbIX

martepuanos. [uanasoH TBEPAOCTY UM MakCUMasbHas TBEPAOCTb

marepuana, KoTopblil MOXET 6bITb 06paboTaH AaHHbIM
MHCTPYMeHTOM ykasbiBaeTtcs B Rockwell (HRC).

Hard milling

These tools are suitable for hard milling.

The hardness range or the maximum hardness of the material
to be machined is indicated in Rockwell (HRC).

.



FHANKEN 006paboTKa HepXaBeroLUmMX 1 XKaponpoyHbix cTanei - Machining of INOX and Difficult to Cut Materials

7/Nox~-Cut
- BbICOKONPOWU3BOAMTENbHBIN - High performance tool fein
MHCTPYMEHT NF fine
- MonyuncTosoii npochnnb ans - Fine semi-finishing profile
BbICOKOMPOYHbIX MaTepuasion for tough materials —
- Ins Kaxaoro anameTpa tpesbl - Several corner radii ICA
pasHble BapuaHTbl paguyca B yrofke  per cutting diameter
- BHyTpeHHuii nogsop, COX, - Internal coolant supply, —‘
ocesoe otBepcTue (ICA) axial exit (ICA)
- Tpu BapuaHTa no AnHe - 3 lengths available HM SAFE-LOCK™ SAFE-LOCK™
DIN 6535
CJHA
{o]HB
45° 45°
ER 3-5°
=la ZA -
N
S D) N g —_—
N | S ‘
2 s
I3
I Inox Inox
WU3HococToliKoe nokpbiTne - Coating TIN / TIALN TIN / TIALN
06nactb npumeHeHus — 06pabaTbiBaemMble Matepuanbl (CMOTpu cTp. 3) 1.1-4.1 1.1-41 |
Applications — material (see page 3)
S S
- CneumanbHo NpefHasHayeHa ans - Especially suitable for difficult
TPyAHO06pabaTbiBaeMblX MaTepuanos to cut materials
- [Inst BCeX BA3KMX 1 BbICOKOMPOYHbIX MATEPUANIOB - For all tough materials
- MopxoauT ANs BbICOKONPOU3BOAMTENbHOM - Suitable for HPC roughing
4epHoBOIi 06paboTky (HPC)
DIN 6527 — KopoTkoe ucnonnexue - Short design
Kop nHctpymenta - Order code 2646TZ | 2647TZ | 2646TT
0 d4 lo I3 I g d; 0do I z Pasmep
h11 h6 (kon. 3y6.) | Dim. Ident
6 10 16 54 58 6 18 4 .006 ° ° o
8 12 20 58 7,7 8 22 4 .008 ° ° o
10 14 24 66 9,5 10 26 4 .010 ° ° )
12 16 26 73 11,5 12 28 4 .012 ° ° o
16 22 32 82 1618 16 34 4 .016 ° ° o
20 26 40 92 19,5 20 42 4 .020 ° ° o
DIN 6527 — KopoTkoe ucnonHenune - Short design ¢ R B yronkax - Corner radius
Kop nHctpymenta - Order code 2642TZ | 2643TZ | 2642TT
9 dq r lo I3 4 0ds g do I YA Pa3mep
h11 h6 (kon. 3y6.) | Dim. Ident
12 2,5 16 26 73 11,5 12 28 4 .012025 ° ° o
12 3 16 26 73 11,5 12 28 4 .012030 ° ) o)
12 4 16 26 73 11,5 12 28 4 .012040 ° ° o
16 2,5 22 32 82 15,5 16 34 4 .016025 ° ° o
16 8 22 32 82 15,5 16 34 4 .016030 ° ° o
16 4 22 32 82 15,5 16 34 4 .016040 ° ° ¢}
20 2,5 26 40 92 19,5 20 42 4 .020025 ° ° o
20 3 26 40 92 19,5 20 42 4 .020030 ° ° o
20 4 26 40 92 185 20 42 4 .020040 [ [ ()
SAFE-AOCK™
WNHopmaums 0THoCUTENbHO cucTembl KpenneHus SAFE-LOCK™ - cm. cTpanuuy 7
Information regarding SAFE-LOCK™ clamping system, see page 7
10 @ = CKIaficKoii MHCTPYMeHT - Stock tool, see price list Mpumep 3akaza - Ordering example: 2646TZ.006
[FRANKEN] o= WNHeTpymeHT no 3anpocy - Available at short notice, price on request
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Pexxumbl pe3anusi - Cutting Conditions

77/\Nox-CwE
LienbHble TBepAOCNNaBHbIE KOHLEBbIE (hpe3bl - KOPOTKOE UCMONIHEHUE
Solid carbide end mills — short design Ins cpes - Valid for
2642TT
NF 264217
264372
2646TT
264672
¥ | i 264772
l | U
= 1l 1l I
I & & &
< |
g d
0 md | Lells : |
dg dp ap ag
ag =t ag=0,4xd4 3, =0,3xd4 3, =0,2xd4
Ve f, Ve f, Ve f, A f, % 27| mms = =S
[M/MuH] [Mm/3y6] [M/MuH] [Mm/3y6] [M/MuH] [Mm/3y6] [M/MuH] [mm/3y6] % MaL
Hepxasetowme ctanmu - Stainless steel materials
1.1 100 0,004 x dy 120 0,004 x dy 140 0,005 x dy 160 0,006 x dy ]
M| 21 80 0,004 x dy 100 0,004 x dy 110 0,005 x dy 130 0,006 x dy [ ]
3.1 50 0,003 x dy 60 0,003 x dy 70 0,004 x dy 80 0,004 x dy (]
41 40 0,003 x dy 50 0,003 x dy 60 0,004 x dy 60 0,004 x dy ]
CneuuanbHbie maTepuanbl - Special materials
TuraHoBble cnnasbl - Titanium alloys
1.1 70 0,005 x dy 80 0,005 x dy 100 0,006 x dy 110 0,007 x dy ]
1.2 60 0,004 x dy 70 0,004 x dy 80 0,005 x dy 100 0,006 x dy [ ]
1.3 30 0,003 x dy 40 0,003 x dy 40 0,004 x dy 50 0,004 x dy [ ]
S XaponpouHble cnnasbl Ha ocHoBe Ni, Co n Fe - Nickel alloys, cobalt alloys and iron alloys
21 70 0,004 x dy 80 0,004 x dy 100 0,005 x dy 110 0,006 x dy [ ]
22 20 0,003 x dy 20 0,004 x dy 25 0,004 x dy 30 0,005 x dy [ ]
23 10 0,002 x dy 15 0,002 x dy 15 0,003 x dy 20 0,003 x d4 ]
24 20 0,003 x dy 25 0,003 x dy 35 0,004 x dy 30 0,004 x dy (]
25 10 0,002 x dy 10 0,002 x dy 10 0,003 x dy 20 0,003 x dy [ ]
26 10 0,003 x dy 10 0,003 x dy 10 0,004 x dy 20 0,004 x d4 ]

Bce ykasaHHble B TaGNULE PEXMMbl Pe3aHNA SBNSIOTCS CTAPTOBLIMUI 3HAYEHUAMM -
T.€. 3HAYEHNAMM, C KOTOPbIX CEAYET HAYMHATL 06paBOTKY.
[lanee, npu HEOGXOAMMOCTM, 3TU 3HAYEHWSH CIEAYET OTKOPPEKTMPOBATD,

B 3aBMCMMOCTU OT KOHKPETHbIX yCﬂOBI/II;I 06paboTK 1 3agay.

lpeacTaBneHHbIil 30eCb MHCTPYMEHT MOXET ObITh TaKXKe UCN0Nb30BaH A1 06paboTKK
1 Apyrux obpabaTbiBaeMblX MaTepNanoB, He NOKa3aHHbIX B MPUBEAEHHOI BbiLLe
Tabnuue. ns nonyyeHns MHhopMaLMK 0 Takux MaTepuanax, noxxanyncra, 06paTutech
K MHChopmaummn NpeaCcTaBneHHoN Ha CTp. 75 B 0cHoBHOM katanore FRANKEN'250

All cutting data serve for orientation only and should be adapted
individually to the technical conditions on location.

Tools can also be used in other materials, see page 75 in FRANKEN Catalogue 250

M = noAXoANT HaunyyLwnm 06pasoM (nepBblil BbIGOP) - very suitable

O = noaxoaut -

suitable

V¢ = CKOPOCTb pe3anus (M / muH) - Cutting speed
f, =nopava Ha 3y6 (Mm / 3y6) - Feed per tooth

B



FHANKEN 006paboTKa HepXaBeroLUmMX 1 XKaponpoyHbix cTanei - Machining of INOX and Difficult to Cut Materials

77//\Nox-Cut
- BbICOKONPOWU3BOAMTENbHBIN - High performance tool fein
VHCTPYMEHT F fine
- NMonyyncToBoi npochunb ans - Fine semi-finishing profile
BbICOKOMPOYHbIX MaTepuasion for tough materials —
- ns Kaxaoro anameTpa tpesbl - Several corner radii ICA
pasHble BapuaHTbl paguyca B yrofke  per cutting diameter
- BHyTpeHHuii nogsop, COX, - Internal coolant supply, —‘ o -
ocesoe oTaepcTue (ICA) axial exit (ICA) SAFE-LOCK SAFE-LOCK
- Tpu BapuaHTa no AinHe - 3 lengths available
[N
=l DIN6535, ASME
T JHA| B94.19
fojH| @
S TN s e —
= N s
kv =l i |
|2 S} o o
B 45 45
I
1 J\T_ #&
Design |, ER 3-5°
~ I e
.—_‘ ZA -
5 Y A\ S N
s SAX N s
p l2 f ‘
I3
lg
I Inox Inox
WU3HococToliKoe nokpbiTne - Coating TIN / TIALN TIN / TIALN
06nactb npumeHeHns — 06pabaTbiBaemble Matepuanbl (CMOTpu cTp. 3) 1.1-4.1 1.1-4.1
Applications — material (see page 3)
S S
- CneumanbHo NpefiHasHayeHa ans - Especially suitable for difficult
TPyAHO06pabaTbiBaeMblX MaTepuanos to cut materials
- [Inst BCeX BA3KMX 1 BbICOKOMPOYHbIX MATEPUaIoB - For all tough materials
- MopxoauT ANs BbICOKONPOU3BOAMTENbHOM - Suitable for HPC roughing
4yepHoBoIi 06paboTky (HPC)
DIN 6527 — innHHoe ucnonHexune - Long design
Kop nHctpymenta - Order code 2648TZ | 2649TZ | 2648TT
g dq lo I3 l4 gds g 0do I z Pa3mep
h11 h6 (kon. 3y6.)| Dim. Ident
6 13 20 57 58 = 6 21 4 .006 ° ° o
8 19 25 63 7,7 - 8 27 4 .008 ° ° o
— 10 22 30 72 9,5 = 10 32 4 .010 ° ° o
§ 12 26 35 83 115 - 12 38 4 .012 ° ° o
— 16 32 40 92 155 = 16 44 4 .016 ° ° o
20 38 50 104 195 — 20 54 4 .020 ° ° o
s 17/32 34 212 0236 /s 3 15016 4 .0250 ° ° o
5/16 34 7fs 212 0295 1516 38 15016 4 .03125 ° ° o
= 3 s 118 234 0358 - 38 1316 4 .0375 ° ° o
g 12 118 138 314 0480 - 12 11532 4 .0500 ° ° o
= 58 114 1712 312 0.605 - 58 11932 4 .0625 ° ° o
3a 112 178 4 0.730 - 34 131/32 4 .0750 ° ° o
1 134 258 5 0.969 — 1 22333 5 .1000 ° ° o
DIN 6527 — innHHOe ucnonHexue - Long design ¢ R B yronkax - Corner radius
Kop nHctpymenta - Order code 2670TZ | 2671TZ | 2670TT
0 d r lo I3 4 0 ds 0 dp I z Pasmep
h11 h6 (kon. 3y6.)| Dim. Ident
12 2,5 26 88 83 115 12 38 4 .012025 ° ° o
12 3 26 35 83 115 12 38 4 .012030 ° ° o
12 4 26 88 83 115 12 38 4 .012040 ° ° o
— 16 2,5 32 40 92 155 16 44 4 .016025 ° ° o
E 16 3 32 40 92 155 16 44 4 .016030 ° ° o
— 16 4 32 40 92 155 16 44 4 .016040 ° ° ¢}
20 2,5 38 50 104 195 20 54 4 .020025 ) ° o
20 3 38 50 104 195 20 54 4 .020030 ° ° o
20 4 38 50 104 195 20 54 4 .020040 ° ° o
SAFE-AOCK™
WNHdopmaumio oTHocuTeNbHO cuctembl kpennerus SAFE-LOCK™ - cm. cTpanuuy 7
Information regarding SAFE-LOCK™ clamping system, see page 7
12 @ = CKIaficKoii MHCTPYMeHT - Stock tool, see price list Mpumep 3akasa - Ordering example: 2648TZ.006
[FRANKEN] o= WNHeTpymeHT no 3anpocy - Available at short notice, price on request
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Pexxumbl pe3anusi - Cutting Conditions

77/\Nox-CwE
LienbHble TBepAOCNNABHbIE KOHLEBbIE (hpe3bl - ANUHHOE UCMONHEHUe
Solid carbide end mills — long design Ins cpes - Valid for
2648TT
NF 264817
264977
2670TT
2670TZ
¥ | i 267172
l | U
’ = = l =
= 1l 1l I
I & & &
< |
g d
T e | bell- . m DE
dg dp ap ag
ag =t ag=0,4xd4 3, =0,3xd4 3, =0,2xd4
Ve f, Ve f, Ve f, A f, % 27| mms = =S
[M/MuH] [Mm/3y6] [M/MuH] [Mm/3y6] [M/MuH] [Mm/3y6] [M/MuH] [mm/3y6] % MaL
Hepxasetowme ctanmu - Stainless steel materials
1.1 100 0,004 x dy 120 0,004 x dy 140 0,005 x dy 160 0,006 x dy ]
M| 21 80 0,004 x dy 100 0,004 x dy 110 0,005 x dy 130 0,006 x dy [ ]
3.1 50 0,003 x dy 60 0,003 x dy 70 0,004 x dy 80 0,004 x dy [ ]
41 40 0,003 x dy 50 0,003 x dy 60 0,004 x dy 60 0,004 x dy ]
CneuuanbHbie maTepuanbl - Special materials
TuraHoBble cnnasbl - Titanium alloys
1.1 70 0,005 x dy 80 0,005 x dy 100 0,006 x dy 110 0,007 x dy ]
1.2 60 0,004 x dy 70 0,004 x dy 80 0,005 x dy 100 0,006 x dy [ ]
1.3 30 0,003 x dy 40 0,003 x dy 40 0,004 x dy 50 0,004 x dy [ ]
S XaponpouHble cnnasbl Ha ocHoBe Ni, Co n Fe - Nickel alloys, cobalt alloys and iron alloys
21 70 0,004 x dy 80 0,004 x dy 100 0,005 x dy 110 0,006 x dy [ ]
22 20 0,003 x dy 20 0,004 x dy 25 0,004 x dy 30 0,005 x dy [ ]
23 10 0,002 x dy 15 0,002 x dy 15 0,003 x dy 20 0,003 x d4 ]
24 20 0,003 x dy 25 0,003 x dy 35 0,004 x dy 30 0,004 x dy [ ]
25 10 0,002 x dy 10 0,002 x dy 10 0,003 x dy 20 0,003 x dy [ ]
26 10 0,003 x dy 10 0,003 x dy 10 0,004 x dy 20 0,004 x d4 ]

Bce ykasaHHble B TaGNULE PEXMMbl Pe3aHNA SBNSIOTCS CTAPTOBLIMUI 3HAYEHUAMM -
T.€. 3HAYEHNAMM, C KOTOPbIX CEAYET HAYMHATL 06paBOTKY.
[lanee, npu HEOGXOAMMOCTM, 3TU 3HAYEHWSH CIEAYET OTKOPPEKTMPOBATD,

B 3aBMCMMOCTU OT KOHKPETHbIX yCﬂOBI/II;I 06paboTK 1 3agay.

lpeacTaBneHHbIil 30eCb MHCTPYMEHT MOXET ObITh TaKXKe UCN0Nb30BaH AN 06paboTKM
1 Apyrux o6pabaTbiBaeMblX MaTepNanoB, He NOKa3aHHbIX B MPUBEAEHHOI BbiLLe
Tabnuue. ns nonyyeHns MHhopMaLMK 0 Takux MaTepuanax, noxxanyncra, 06paTutech
K MHChopmaummn NpeaCcTaBneHHoN Ha CTp. 75 B 0cHoBHOM katanore FRANKEN'250

All cutting data serve for orientation only and should be adapted
individually to the technical conditions on location.

Tools can also be used in other materials, see page 75 in FRANKEN Catalogue 250

M = noAXoANT HaunyyLwnm 06pa3oM (nepBblil BbIGOP) - very suitable

O = noaxoaut -

suitable

V¢ = CKOPOCTb pe3anus (M / muH) - Cutting speed
f, =nopava Ha 3y6 (Mm / 3y6) - Feed per tooth

B



FHANKEN 006paboTKa HepXaBeroLUmMX 1 XKaponpoyHbix cTanei - Machining of INOX and Difficult to Cut Materials

77//\Nox-Cut
- BbICOKONPOWU3BOAMTENbHBIN - High performance tool fein
VHCTPYMEHT NF fine
- NMonyyncToBoi npochunb ans - Fine semi-finishing profile
BbICOKOMPOYHbIX MaTepuasion for tough materials —
- ns Kaxaoro anameTpa tpesbl - Several corner radii ICA
pasHble BapuaHTbl paguyca B yronke  per cutting diameter SAFE-LOCK™ SAFE-LOCK™
- BHyTpeHHuit noasog, COX, - Internal coolant supply, — ¥ ¥
ocesoe oTBepcTye (ICA) axial exit (ICA) : A
- Tpn BapuanTa no fnvHe - 3 lengths available HM -
- LA
- JKCTpa-A/IMHHOE UCMOJIHEHNE - Extra long design with = -
long flute length DIN 6535
CJHA
O ]HB '
45° 45°
ER 3-5°
=la ZA -
N
S ) TN s —_—
N | S ‘
2 s
I3
I Inox Inox
WU3HococToliKoe nokpbiTne - Coating TIN / TIALN TIN / TIALN
06nacTb npumeHeHns — 06pabaTbiBaemble Matepuanbl (CMoTpu cTp. 3) 1.1-4.1 1.1-41 |
Applications — material (see page 3)
S S
- CneumanbHo NpefHasHayeHa ans - Especially suitable for difficult
TPyAHO06pabaTbiBaeMblX MaTepuanos to cut materials
- [Inst BCeX BA3KMX 1 BbICOKOMPOYHbIX MATEPUaIoB - For all tough materials
- MopxoauT ANs BbICOKONPOU3BOAMTENLHOM - Suitable for HPC roughing
4yepHoBOIi 06paboTky (HPC)
JkcTpa — AnuHHoe ucnonHeHme - Long design
Kop nHctpymenta - Order code 2656TZ | 2657TZ | 2656TT
0 d4 lo I3 l4 g ds 0 do I Z Pa3mep
h11 h6 (kon. 3y6.) | Dim. Ident
6 13 25 62 58 6 26 4 .006 ° ° o
8 19 30 68 77 8 32 4 .008 ° ° o
10 22 85 80 9,5 10 40 4 .010 ° ° )
12 26 45 93 11,5 12 48 4 .012 ° ° o
16 32 55 108 1616 16 60 4 .016 ° ° o
20 38 70 126 19,5 20 76 4 .020 ° ° o
JKcTpa — inuHHoe ucnonHenme - Long design ¢ R B yronkax - Corner radius
Kop nHctpymenta - Order code 2658TZ | 2659TZ | 2658TT
9 dq r lo I3 4 0ds g do I YA Pa3mep
h11 h6 (kon. 3y6.) | Dim. Ident
6 0,5 13 25 62 58 6 26 4 .006005 ° ° o
6 1 13 25 62 58 6 26 4 .006010 ° ° o
8 1 19 30 68 7,7 8 32 4 .008010 ° ° o
8 2 19 30 68 7,7 8 32 4 .008020 ° ° o
10 2 22 85 80 9,5 10 40 4 .010020 ° ° o
10 2,5 22 35 80 9,5 10 40 4 .010025 ° ° ¢}
12 2 26 45 93 11,5 12 48 4 .012020 ° ° o
12 2,5 26 45 93 11,5 12 48 4 .012025 ° ° o
12 3 26 45 93 11,5 12 48 4 .012030 [ ) o)
12 4 26 45 93 11,5 12 48 4 .012040 ° ° o
16 2 32 G 108 15,5 16 60 4 .016020 ° ° o
16 2,5 32 55 108 15,5 16 60 4 .016025 ° ° o
16 3 32 59 108 15,5 16 60 4 .016030 ° ° o
16 4 32 55 108 15,5 16 60 4 .016040 ° ° o
20 2 38 70 126 19,5 20 76 4 .020020 ° ° o
20 2,5 38 70 126 19,5 20 76 4 .020025 ° ° o
20 8 38 70 126 19,5 20 76 4 .020030 ° ° o
20 4 38 70 126 19,5 20 76 4 .020040 ] [ [¢)
[ipyrue, He yKasaHHble paauyca B Yrofikax - no 3anpocy
Other corner radii available on request
SAFE-AOCK™
WHhopmaums oTHocUTENbHO cucTemMbl kpennenns SAFE-LOCK™ - cm. cTpaHuuy 7
Information regarding SAFE-LOCK™ clamping system, see page 7
14 @ = CKIaficKoii MHCTPYMeHT - Stock tool, see price list Mpumep 3akasa - Ordering example: 2656TZ.006
[FRANKEN] o= WNHeTpymeHT no 3anpocy - Available at short notice, price on request



Pexxumbl pe3anusi - Cutting Conditions
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7 71/Nox-Cuwt
LienbHble TBepAOCNNABHbIE KOHLEBbIE (Dpe3bl - IKCTPa AJIMHHOE UCTIONIHEHME
Solid carbide end mills — extra long design Linsa chpes - Valid for
=< 2656TT
NF 2656TZ
2657TZ
2658TT
265817
265917
= < =
- = " Il ¥ Il ¥ Il
¥ I - & r & " &
: & | § 1
8 dy , L L
] KUNJ NS KUN| N KUN (NG
dg dp ap ag
ag =t ag=0,4xd4 3, =0,3xd4 3, =0,2xd4
Ve f Ve f Ve f; Ve f
[M/MuH] [Mwm/3y6] [m/MuH] [MMm/3y6] [M/MuH] [Mm/3y6] [M/MuH] [Mm/3y6]
Hepxasetowme ctanu - Stainless steel materials
1.1 100 0,004 x d4 120 0,004 x d4 140 0,005 x dy 160 0,006 x dy u
M| 21 80 0,004 x d4 100 0,004 x d4 110 0,005 x dy 130 0,006 x dy ]
31 50 0,003 x d4 60 0,003 x dy 70 0,004 x dy 80 0,004 x dy ]
41 40 0,003 x d4 50 0,003 x d4 60 0,004 x dy 60 0,004 x dy u
TuraHoBble cnnasbl - Titanium alloys
70 0,005 x dy 80 0,005 x dy 100 0,006 x dy 110 0,007 x dy ]
60 0,004 x d4 70 0,004 x d4 80 0,005 x dy 100 0,006 x dy [ ]
30 0,003 x d4 40 0,003 x dy 40 0,004 x dy 50 0,004 x dy ]
XKaponpoyHble cnnasbl Ha ocHoBe Ni, Co n Fe - Nickel alloys, cobalt alloys and iron alloys
70 0,004 x d4 80 0,004 x dy 100 0,005 x dy 110 0,006 x dy [ ]
20 0,003 x d4 20 0,004 x dy 25 0,004 x dy 30 0,005 x dy ]
10 0,002 x d4 15 0,002 x d4 15 0,003 x d4 20 0,003 x d4 ]
20 0,003 x d4 25 0,003 x dy 35 0,004 x dy 30 0,004 x dy [ ]
10 0,002 x d4 10 0,002 x dy 10 0,003 x dy 20 0,003 x dy ]
10 0,003 x d4 10 0,003 x dy 10 0,004 x dy 20 0,004 x dy ]

All cutting data serve for orientation only and should be adapted
individually to the technical conditions on location.

Bce ykasaHHble B TaGNULE PEXMMbl Pe3aHNA SBNSIOTCS CTAPTOBLIMUI 3HAYEHUAMM -
T.€. 3HAYEHNAMM, C KOTOPbIX CNEAYET HAuMHATL 06paBOTKY.

[lanee, npu HEOGXOAMMOCTM, 3TU 3HAYEHWSH CIEAYET OTKOPPEKTMPOBATD,

B 3aBUCMMOCTY OT KOHKDETHbIX YCNIOBMiA 06paGoTKM 1 3afay.

MpeLCTaBNEHHDIIA 3LECh NHCTPYMEHT MOXET 6bITb TaKXKe MCMONb30BaH Ans 06paboTKu
1 [pyrux o6pabaTbiBaeMblX MaTepUanos, He NoKa3aHHbIX B MPUBEAEHHON Bbille
Tabnuue. [ins nonyyeHus MHchopMaLmMn 0 Takux Matepuanax, noxanyicra, 06paTutech
K MHChopMaLmMy NpeaCcTaBieHHoM Ha cTp. 75 B ocHoBHOM KaTasnore FRANKEN’250

Tools can also be used in other materials, see page 75 in FRANKEN Catalogue 250

00paboTKa MEeTo0M BUHTOBOI MHTEPNONALMN
Helical interpolation

Mpumep 00padbOTKK
Application example

06pabaTtbiBaeMblii MaTepuan:

Material: 2.4668 — Inconel 718 © ( XpoMo-HuKeneBblii cnnias - NHkoHeNnb® 718)

Tun ucnonb3yemoii pesbl: LlensHas TBeppocnnasHas dpesa, Tun NF, @ 12, ¢ paguycom B yronke 3 Mm

Tool: Solid carbide end mill type NF, dia. 12 mm with corner radius 3 mm

Ko,g, wcnopbayemow pesbl: 2658TZ.012030

Article no.:

Tun oxnaxaeHns/cMaskm: BHyTpeHHuit noggon COX ¢ paneHnem 40 bap

Cooling: Internal coolant supply at 40 bar

PexuMbl pesaqns: _ o " A e

Cutting data: Ve =25 M/MUH - n =663 MUK (06/MuH) - f; = 0,03 Mm/3y6 - V= 80 MM/MUH

OceBas rny6uHa pesaHus:
Axial depth value:

PapuanbHas rny6uHa pesaHns:
Radial depth value:

ap= 2,0 MM (32 0H BUTOK BUHTOBOI MHTEprionaLmMm / per helix turn )

2 =10,0 Mmm

W = NOAX0ANT HaunyyLwMM 06pa3om (nep.biit BbIGOP) - very suitable
[ = noaxoput - suitable

V¢ = CKOPOCTb pe3anus (M / muH) - Cutting speed
f, =nopava Ha 3y6 (Mm / 3y6) - Feed per tooth

BB



FHANKEN 006paboTKa HepXaBeroLUmMX 1 XKaponpoyHbix cTanei - Machining of INOX and Difficult to Cut Materials
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- BbICOKOMPOU3BOAUTESbHbIN
WHCTPYMEHT

- YucTosble tpesbl Ans
BbICOKOMPOYHbIX MaTepnanos

- ns kKaxaoro anameTpa tpesbl
pasHble BapUaHTbl paguyca B yronke

- BHyTpeHHuii nogsog, COX,
oceBoe oteepcTye (ICA)

- CrieLyanbHas reoMeTpus
NPENsTCTBYET NOSBNEHNIO BUGPALWIA

- [InnHHOE ucnonHeHne

vibration

- Lange Schneidenlinge
~Ia

- Long fl ute length

- High performance tool

- Finishing end mill
for tough materials

- Several corner radii
per cutting diameter

- Internal coolant supply,
axial exit (ICA)

- Special geometry prevents

- Long flute length

M

SAFE-LOCK™ SAFE-LOCK™

S { \ S
l2 f ‘
I3
I Inox Inox
WU3HococToliKoe nokpbiTne - Coating TIALN TIALN
06nactb npumeHeHns — 06pabaTbiBaemble Matepuanbl (CMOTpu cTp. 3) 1.1-41 1.1-41 |
Applications — material (see page 3)
S S
- CneumanbHo NpefHasHayeHa ans - Especially suitable for difficult
TpyAHO06pabaTbiBaeMblX MaTepuanos to cut materials
- s BCeX BS3KUX 1 BbICOKOMPOYHbIX MaTepuanos - For all tough materials
- MoaxoanT Ans BbICOKONPOW3BOAUTENbHOM - Suitable for HPC roughing and
4epHoBOIi 06paboTky (HPC) n HSC finishing
BbICOKOCKOPOCTHOM YMCTOBOI 06paboTku (HSC)
IKcTpa — inuHHoe ucnonHeHue - Extra long design
Kop nHcTpymenta - Order code 2650AZ | 2651AZ | 2650AT
0 dq lo I3 l4 0ds 0dy I KB z Pa3mep
h10 h6 (kon. ay6.) | Dim. Ident
6 13 25 62 58 6 26 0,12 4 .006 ° ° [¢)
8 19 30 68 7,7 8 32 0,12 4 .008 ° ° o
10 22 8o 80 9,5 10 40 0,2 4 .010 ° ° )
12 26 45 93 11,5 12 48 0,2 4 .012 ° ) (e}
16 32 00 108 135 16 60 0,2 4 .016 ° ) )
20 38 70 126 195 20 76 0,3 4 .020 ° ° )
IkcTpa - [inmHHoe ucnonHexue - Extra long design ¢ R B yronkax - Corner radius
Kopg uxctpymenTa - Order code 2652AZ | 2653AZ | 2652AT
0 dq r lo I3 l4 0ds g do I z Pa3mep
h10 h6 (kon. 3y6.) | Dim. Ident
6 0,5 13 25 62 58 6 26 4 .006005 ° ° o
6 1 13 25 62 5,8 6 26 4 .006010 ° ° o
8 1 19 30 68 77 8 32 4 .008010 ° ° o
8 2 19 30 68 7,7 8 32 4 .008020 ° ° o
10 2 22 85 80 95 10 40 4 .010020 ) ° o
10 2,5 22 35 80 9,5 10 40 4 .010025 ° ° o
12 2 26 45 93 11,5 12 48 4 .012020 ) ° o
12 2,5 26 45 93 11,5 12 48 4 012025 ) ° o
12 3 26 45 93 11,5 12 48 4 .012030 ) ° o
12 4 26 45 93 11,5 12 48 4 .012040 ° ° o
16 2 32 68 108 516 16 60 4 .016020 ) ° o
16 2,5 32 55 108 15,5 16 60 4 .016025 ° ° o
16 3 32 68 108 1516 16 60 4 .016030 ° ° o
16 4 32 55 108 15,5 16 60 4 .016040 ° ° ¢}
20 2 38 70 126 19,5 20 76 4 .020020 ) ° o
20 2,5 38 70 126 19,5 20 76 4 .020025 ° ° o
20 3 38 70 126 19,5 20 76 4 .020030 ° ° o
20 4 38 70 126 19,5 20 76 4 .020040 ° ° ]

[ipyrue, He yKasaHHble paguyca B yroikax - no 3anpocy
Other corner radii available on request

SAFE-AOCK™

WNHopmaums oTHoCUTeNbHO cucTembl KpenneHus SAFE-LOCK™ - cm. cTpanuuy 7

Information regarding SAFE-LOCK™ clamping system, see page 7

"

@ = Cknazickon nHeTpymeHT - Stock tool, see price list
O = MHcTpymeHT no 3anpocy - Available at short notice, price on request

Mpumep 3akas3a - Ordering example: 2650AZ.006



Pexxumbl pesanuna - Cutting Conditions FHANKEN
77/\Nox-Cwt
LienbHble TBepAOCNNABHbIE KOHLEBbIE (Dpe3bl - IKCTPa AJIMHHOE UCTIONIHEHME
Solid carbide end mills — extra long design Linsa chpes - Valid for
2650AT
N 2650AZ
: 2651A7
2652AT
2652A7
2653AZ
= = =
= n n n
Il < 3 <
<
g d
] oo | < EUR| Nk IR |
dg dp ap ag
ag =t ag=0,4xd4 3, =0,3xd4 3, =0,2xd4
Ve f, Ve f, Ve f, Ve f, % 27| mms =
[M/MuH] [Mm/3y6] [M/MuH] [Mm/3y6] [M/MuH] [Mm/3y6] [M/MuH] [mm/3y6] ) "E& MaL ) J
Hepxasetowme ctanu - Stainless steel materials
1.1 90 0,003 x dy 110 0,004 x dy 130 0,004 x dy 140 0,005 x dy ]
M| 21 80 0,003 x d 100 0,003 x d 110 0,004 x dq 130 0,004 x d [
3.1 40 0,003 x dy 50 0,003 x dy 60 0,004 x dy 60 0,004 x d u
41 30 0,002 x dy 40 0,003 x dy 40 0,003 x dy 50 0,004 x dy ]
CneuuanbHbie MaTepuanbl - Special materials
TuraHoBble cnnasbl - Titanium alloys
1.1 60 0,003 x dy 70 0,004 x dy 80 0,004 x dy 100 0,005 x d u
1.2 50 0,002 x dq 60 0,003 x d 70 0,003 x d 80 0,004 x dq [
1.3 30 0,002 x dy 40 0,002 x dy 40 0,003 x dy 50 0,003 x d u
S XaponpouHble cnnasbl Ha ocHoBe Ni, Co n Fe - Nickel alloys, cobalt alloys and iron alloys
21 60 0,003 x dq 70 0,003 x d 80 0,004 x dq 100 0,004 x dq [
22 20 0,002 x dy 20 0,003 x dy 25 0,003 x dy 30 0,004 x d u
23 10 0,002 x dy 15 0,002 x dy 15 0,003 x dy 20 0,003 x d n
24 20 0,002 x d 25 0,003 x d 35 0,003 x d 30 0,004 x dq [
25 10 0,002 x dy 10 0,002 x dy 10 0,003 x dy 20 0,003 x d u
26 10 0,002 x dy 10 0,003 x dy 10 0,003 x dy 20 0,004 x d u

Bce yKasaHHble B TaGNULE PEXMMbl Pe3aHNA SBNSIOTCS CTApTOBbIMUI 3HAYEHUAMM -
T.€. 3HAYEHNAMM, C KOTOPbIX CNEAYET HAuMHATL 06paBOTKY.

[lanee, Npu HEOGXOAMMOCTM, 3TU 3HAYEHWSI CEAYET OTKOPPEKTMPOBATD,

B 3aBUCMMOCTY OT KOHKDETHbIX YCNIOBMiA 06paGoTKM 1 3afay.

All cutting data serve for orientation only and should be adapted
individually to the technical conditions on location.

MpeacTaBneHHbIii 30eCb MHCTPYMEHT MOXET ObITh TaKXKe UCN0Nb30BaH AN1s 06paboTKM
1 Apyrux o6pabaTbiBaeMblX MaTepnanoB, He NOKa3aHHbIX B MPUBEAEHHOI BbiLLe
Tabnuue. Ans nonyyeHns MHhopMAaLMK 0 Takux MaTepuanax, noxxanyncra, 06paTutech
K MHC(hopmaummn NpeaCcTaBNeHHoON Ha CTP. 76 B ocHoBHOM katanore FRANKEN'250

Tools can also be used in other materials, see page 76 in FRANKEN Catalogue 250

Mpumep 00pabOTKK
Application example

06paboTKa no KOHTYpy (nepuchepun)
Peripheral milling

06pabaTbiBaeMblii MaTepuan:

Material: 1.4571 — AISI 316Ti ( aHanor aycT. HepxasetoLuein ctanm 08X17H13M2T )

Tun ncnonb3yemoit dpesbi:
Tool:

LlenbHas TBeppocnnasHas (pesa, Tun N, @ 12, ¢ pagnycom B yroske 2 Mm
Solid carbide end mill type N, dia. 12 mm with corner radius 2 mm

Kop ncnonb3ayemon gpeabi:

Article no.: 2652A7.012020

Tun oxnaxaeHus/cmasku: HapyxHbiin nogBog COX (3amynbemst) n BHYTpeHHMIA nogsog COX (40 bap)

Cooling: External cooling with emulsion and internal coolant supply at 40 bar
Pexumbl peaqns: _ o . a_ Ve
Cutting data: Ve=120 M/MWH - n =3 183 MuH"! (06/MuH) - f; = 0,06 MM/3y6 - Vi = 764 MM/MUH

OceBas rny6uHa pesaHuns:
Axial depth value:

PapuanbHas rny6uHa pesaHns:
Radial depth value:

ap=16,0 mm

&= 2,5MM

W = NOAX0AUT HaunyyLwMmM 06pa3om (nepsbiit BbIGOP) - very suitable
[ = noaxogut - suitable

V¢ = CKOPOCTb pe3anus (M / muH) - Cutting speed
f, =nopaya Ha 3y6 (Mm / 3y6) - Feed per tooth

B



FHANKEN 006paboTKa HepXxaBeroLUmMX 1 XKaponpoyHbix cTaneit - Machining of INOX and Difficult to Cut Materials
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- BbICOKOMPOU3BOAUTESbHbIN
WHCTPYMEHT

- YucTosble tpesbl Ans
BbICOKOMPOYHbIX MATep1anos

- Ins Kaxaoro anameTpa tpesbl
pasHble BapuaHTbl paguyca B yronke

- CneuwanbHas reomeTpust

- High performance tool

- Finishing end mill
for tough materials

- Several corner radii
per cutting diameter

- Special geometry prevents

h
| =
JUUuLU

M

SAFE-LOCK™

SAFE-LOCK™

npensTCTBYET NOSBNEHMIO BUOpaumin  vibration DIN 6535
- lnnHa pexyuien yact 3 x dq - Flute length 3 x d1 HQ
E 38-42° | KBx45°
= N )
< 5 JQ,'_ ZZ -
| =
o ER
i Optional
Design I %
S \“ £2) — ¥
< AN = ®
lo <
I3
la
) I Inox Inox
W3HococToliKoe nokpbiTne - Coating TIN / TIALN TIN / TIALN
06nactb npumeHeHus — 06pabaTbiBaemMble matepuanbl (CMOTpU cTp. 3) 1.1-41 1.1-41
Applications — material (see page 3)
S S
- CneumanbHo NpefHasHayeHa ans - Especially suitable for difficult
TPyAHO06pabaTbiBaEMblX MaTepUanos to cut materials
- [Inst BCeX BA3KMX 11 BbICOKOMPOYHbIX MATepUaoB - For all tough materials
- MNoaxoauT Ans BbICOKOCKOPOCTHOI YMCTOBOIA - Suitable for HSC finishing
06paboTku (HSC), a Takxe YepHoBoil B pexume HSM  and HSM roughing
3 x dq — IkcTpa — AnuHHoe ucnonHeHue - Extra long design
Kop nHctpymenta - Order code 2644T | 2644TS
0 dq lo I3 l4 0 d3 g g dp KB z Pasmep
h10 h6 (kon. 3y6.) | Dim. Ident
3 9 12 62 2,9 23 6 0,07 4 .003 ° o
4 12 16 62 3,8 25 6 0,07 4 .004 ° o
5 i3 20 62 4,8 25 6 0,12 4 .005 ° o
6 18 25 62 5,8 - 6 0,12 4 .006 ° o
8 24 30 68 7,7 - 8 0,12 5 .008 ) o
10 30 35 80 9,5 - 10 0,2 5 .010 ° o
12 36 45 93 11,5 - 12 0,2 5 .012 ° o
16 48 60 112 15,5 - 16 0,2 5 .016 ° o
20 60 75 130 195 - 20 0,3 5 .020 ° o
3 x dq — IkcTpa — AnuHHoe ucnonHenue - Extra long design ¢ R B yronkax - Corner radius
Kop nHctpymenta - Order code 2654T | 2654TS
04 r lo I3 l4 0ds 4 0 do z Pa3smep
h10 h6 (kon. 3y6.) | Dim. ldent
12 2,5 36 45 93 11,5 - 12 5 .012025 ° o
12 3 36 45 93 11,5 - 12 5 .012030 ° o
12 4 36 45 93 15 - 12 5 .012040 ° o
16 2,5 48 60 112 15,5 - 16 5 .016025 ° o
16 3 48 60 112 18/9 - 16 5 .016030 ° o
16 4 48 60 112 15,5 - 16 5 .016040 ° o
20 2,5 60 75 130 19,5 - 20 5 .020025 ) o
20 3 60 75 130 19,5 - 20 5 .020030 ° o
20 4 60 75 130 19,5 - 20 5 .020040 ° o

[ipyrvie, He ykasaHHble papmyca B yrofikax - o 3anpocy

Other corner radii available on request

SAFE-AOCK™

WNHopmaums oTHoCUTENbHO cucTembl KpenneHus SAFE-LOCK™ - cm. cTpanuuy 7
Information regarding SAFE-LOCK™ clamping system, see page 7

"

@ = Cknazickon nHeTpymeHT - Stock tool, see price list
O = MHcTpymeHT no 3anpocy - Available at short notice, price on request

Mpumep 3akas3a - Ordering example: 2644T.003



Pexxumbl pe3anusi - Cutting Conditions

FRANKEN

77/\Vox-Cwt
LienbHble TBepAOCNNABHbIE KOHLEBbIE (Dpe3bl - IKCTPa AJIMHHOE UCTIONIHEHME
Solid carbide end mills — extra long design Lns dpe3 - Valid for
26441
- N 2644TS
2654T
3 xdy 2654TS
< =
3 o
IL Ha
o fu]
! !
& = &
Lot ] oo ]
de de
a,=0,1xd4 2, =0,02xd4
v, f v f 1 mm
[M/MCMH] [MM/ZSyﬁ] [M/MCI/IH] [MMlzsyﬁ] % i%’i;, MQE %
Hepxasetowme ctanmu - Stainless steel materials
1.1 120 0,003 x d 140 0,004 x d n
M| 21 100 0,003 x dq 120 0,004 x dq ]
3.1 70 0,003 x d 80 0,003 x d u
41 50 0,003 x d 60 0,003 x d n
CneuuanbHbie MaTepuanbl - Special materials
TuraHoBble cnnasbl - Titanium alloys
1.1 90 0,004 x d 100 0,005 x d u
1.2 70 0,003 x d 80 0,004 x dq [
1.3 70 0,003 x dy 80 0,003 x d u
S XaponpouHble cnnasbl Ha ocHoBe Ni, Co n Fe - Nickel alloys, cobalt alloys and iron alloys
2.1 70 0,004 x dq 80 0,004 x dq [
22 30 0,003 x dy 40 0,004 x dq u
23 20 0,002 x dy 25 0,002 x d ]
24 30 0,003 x d 45 0,003 x d [
25 20 0,002 x dy 20 0,002 x d u
26 20 0,003 x d; 20 0,003 x d ]

Bce ykasaHHble B TaGULE PEXUMbl PE3aHUA SBASIOTCA CTAPTOBbLIMI 3HAYEHUAMMU -
T.8. 3HAYEHNAMM, C KOTOPbIX CIeAYET HaYMHATb 06PAGOTKY.

[lanee, Npu HEOGXOAMMOCTM, 3TU 3HAYEHWSI CEAYET OTKOPPEKTMPOBATD,
B 3aBUCMMOCTY OT KOHKDETHbIX YCNIOBMiA 06paGoTKM 1 3afay.

MpeacTaBneHHbIii 30eCb MHCTPYMEHT MOXET ObITh TaKXKe UCN0Nb30BaH AN1s 06paboTKM

1 Apyrux o6pabaTbiBaeMblX MaTepnanoB, He NOKa3aHHbIX B MPUBEAEHHOI BbiLLe
Tabnuue. [insi nonyyeHms MHhopMaLmy o Takvx matepuanax, noxanyicra, o6patuTech
K MH(hopmaLun npeacTasfeHHon Ha cTp. 77 B ocHoHOM Katanore FRANKEN’250

All cutting data serve for orientation only and should be adapted
individually to the technical conditions on location.

Tools can also be used in other materials, see page 77 in FRANKEN Catalogue 250

M = NoAXoANT HaunyyLwnm 06pa3oM (nepsblit BbIGOP) - very suitable V¢ = CKOPOCTb pe3anus (M / muH) - Cutting speed
[ = noaxoput - suitable f, =nopava Ha 3y6 (Mm / 3y6) - Feed per tooth

.



FHANKEN 006paboTKa HepXxaBeroLUmMX 1 XKaponpoyHbix cTaneit - Machining of INOX and Difficult to Cut Materials

77//\Nox-Cut
- Bbicokonpon3BoANTENbHbIN - High performance tool
MHCTPYMEHT N SAFE-LOCKT™ SAFE-LOCK™
- YucToBble hpesbl ans - Finishing end mill | |
BbICOKOMPOYHbIX MaTepuasion for tough materials ‘_‘ 1 e
- [Inst kaxaoro avameTpa pesbl - Several corner radii HM A 2 A
pasHble BapuaHTbl paguyca B yrofke  per cutting diameter i
- CneumanbHas reomeTpus - Special geometry prevents -
npensTCTBYET NOSBNEHMIO BUOpaumin  vibration DIN 6535
- JKCTPa-[/IMHHOE UCMONHEHIE - Extra long design ng
- innHa pexyLueir yacti 4 x dq - Flute length 4 x d1 5 :
38-42° | KBx45°
J&L L4~
ER
Optional
J L} ¥ L} L
= NV =
S lo -§
I3
I Inox Inox
W3HococToliKoe nokpbiTne - Coating TIN / TIALN TIN / TIALN
06nactb npumeHeHus — 06pabaTbiBaemMble matepuanbl (CMOTpU cTp. 3) 1.1-41 1.1-4.1 |
Applications — material (see page 3) s s
- CneumanbHo NpefHasHayeHa ans - Especially suitable for difficult
TPyAHO06pabaTbiBaEMblX MaTepUanos to cut materials
- [Inst BCeX BA3KMX 11 BbICOKOMPOYHbIX MATepUaoB - For all tough materials
- MNoaxoauT Ans BbICOKOCKOPOCTHOI YMCTOBOIA - Suitable for HSC finishing

06paboTku (HSC), a Takxe YepHoBoil B pexume HSM  and HSM roughing

4 x dq — IkcTpa — AnuHHoe ucnonHeHue - Extra long design

Kop nHctpymenTa - Order code

2645T | 2645TS

0 dq lo I3 I g ds 9 dy KB z Pasmep

h10 h6 (kon. 3y6.) | Dim. Ident
6 24 30 68 58 6 0,12 4 .006 o o
8 32 40 80 77 8 0,12 5 .008 ° o
10 40 50 95 25 10 0,2 5 .010 o o
12 48 60 107 1,5 12 0,2 5 .012 ° (@)
16 64 75 128 15,9 16 0,2 5 .016 o o
20 80 90 150 19,5 20 0,3 5 .020 [ [¢]

4 x dq — IkcTpa — inuHHoe ucnonHenue - Extra long design

¢ R B yronkax - Corner radius

Kop nHctpymenTa - Order code

2655T | 2655TS

0 d r lo I3 4 0 ds gdy YA Pa3mep

h10 h6 (kon. 3y6.) | Dim. Ident

12 2,5 48 60 107 11,5 12 5 .012025 ° o
12 3 48 60 107 11,5 12 5 .012030 ) o)
12 4 48 60 107 11,5 12 5 .012040 ° o
16 2,5 64 75 128 15,5 16 5 .016025 ° o
16 3 64 75 128 155 16 5 .016030 ° o
16 4 64 75 128 15,5 16 5 .016040 ° o
20 2,5 80 90 150 19,5 20 5 .020025 ° o
20 3 80 90 150 19,5 20 5 .020030 ° ¢}
20 4 80 90 150 19,5 20 5 .020040 ° o

[ipyruie, He yKasaHHble paguyca B yroskax - no 3anpocy
Other corner radii available on request

SAFE-AOCK™

WNHopmaums oTHoCUTENbHO cucTembl KpenneHus SAFE-LOCK™ - cm. cTpanuuy 7
Information regarding SAFE-LOCK™ clamping system, see page 7

20 @ = Cknazickon nHeTpymeHT - Stock tool, see price list

O = MHcTpymeHT no 3anpocy - Available at short notice, price on request

Mpumep 3akas3a - Ordering example: 2645T.006



Pexxumbl pesanuna - Cutting Conditions FHANKEN
77/\Vox-Cwt
— LienbHble TBepAOCNNABHbIE KOHLEBbIE (Dpe3bl - IKCTPa AJIMHHOE UCTIONIHEHE
Solid carbide end mills — extra long design Lns dpe3 - Valid for
== |
2645T
- N 2645TS
2655T
4xdy 2655TS
= =
> >
<t <r
Il 11
5 5
' = ! o
< <
‘ 0 dy ‘ B dy
e de
a,=0,1xd4 2, =0,02xd4
Ve f, Vo f; % | mms I,
[M/MuH] [Mm/3y6] [M/MuH] [Mm/3y6] % MaL
Hepxasetowme ctanmu - Stainless steel materials
1.1 100 0,003 x d; 120 0,003 x d n
M| 21 80 0,003 x d 100 0,003 x d [
3.1 60 0,003 x dy 70 0,003 x d u
41 40 0,003 x dy 50 0,003 x d n
CneuuanbHbie MaTepuanbl - Special materials
TuraHoBble cnnasbl - Titanium alloys
1.1 70 0,004 x d; 80 0,004 x d u
1.2 60 0,003 x d 70 0,003 x d [
1.3 60 0,003 x dy 70 0,003 x d u
S XaponpouHble cnnasbl Ha ocHoBe Ni, Co n Fe - Nickel alloys, cobalt alloys and iron alloys
2.1 60 0,004 x dq 70 0,004 x dq [
22 15 0,003 x dy 30 0,003 x d u
23 25 0,002 x dy 20 0,002 x d ]
24 25 0,003 x d 30 0,003 x d [
25 20 0,002 x dy 20 0,002 x d u
26 20 0,003 x d; 20 0,003 x d ]

Bce ykasaHHble B TaGULE PEXUMbl PE3aHUA SBASIOTCA CTAPTOBbLIMI 3HAYEHUAMMU -
T.8. 3HAYEHNAMM, C KOTOPbIX CIeAYET HaYMHATb 06PAGOTKY.

All cutting data serve for orientation only and should be adapted
individually to the technical conditions on location.

[lanee, Npu HEOGXOAMMOCTM, 3TU 3HAYEHWSI CEAYET OTKOPPEKTMPOBATD,
B 3aBUCMMOCTY OT KOHKDETHbIX YCNIOBMiA 06paGoTKM 1 3afay.

MpeacTaBneHHbIii 30eCb MHCTPYMEHT MOXET ObITh TaKXKe UCN0Nb30BaH AN1s 06paboTKM

1 Jpyrux o6pabaTbiBaeMbiX M

Tools can also be used in other materials, see page 77 in FRANKEN Catalogue 250
aTepuaios, He MOKA3aHHbIX B MPUBEAEHHON BblLLe

Tabnmue. st nonyueHust iHhopMALMY 0 TaKuX MaTepuanax, noXanyicra, 06paruTech
K MH(hopmaLun npeacTasfeHHon Ha cTp. 77 B ocHoHOM Katanore FRANKEN’250

Mpumep 06paboTKM
Application example

YuctoBas 06paboTKa rnyboKMX KapMaHOB
Finishing of deep pockets

06pabaTbiBaeMblii MaTepuan:

" 3.7165 — Ti6AI4V (TuTaHOBbIN criNnaB - 6nn3kuii k BT6, BT3-1)
Material:

Tun nucnonb3yemon dpesbi:
Tool:

LlensHas TBeppocnnasHas dpesa 4 x d1, un N, @ 12, ¢ R B yronke 2,5 Mm
Solid carbide end mill 4 x dy type N, dia. 12 mm with corner radius 2.5 mm

Kog, ncnonb3yemon gpesbl:

Article no.: 2655T.012025

Tun oxnaxaeHus/cMasku:
Cooling:

HapyxHbin nogsog COX (amynbems)
External cooling with emulsion

PexuMbl pe3aHus:
Cutting data:

OceBas rny6uHa pesaHuns:
Axial depth value:

Ve =150 M/MiH - n = 3 979 MuH" (06/MuH) - f; = 0,048 Mm/3y6 - V= 955 MM/MUH

\ ap = 46,0 mm
ft'; PapuanbHas rny6uHa pesaHns:

Radial depth value: = LR

M = NoAXoANT HaunyyLwnm 06pa3oM (nepsblit BbIGOP) - very suitable

[ = noaxoput - suitable

V¢ = CKOPOCTb pe3anus (M / muH) - Cutting speed
f, =nopava Ha 3y6 (Mm / 3y6) - Feed per tooth

B



FHANKEN 006paboTKa HepXxaBeroLUmMX 1 XKaponpoyHbix cTaneit - Machining of INOX and Difficult to Cut Materials
7NVox-Cuvr

- YucTosble (hpesbl ¢ BONHOOGpasHbiM - Finishing end mill with
npochunem pexyuien kpomkn N-Wave — wavey profile on rake face

- GopmMupyeT 0YeHb rnagkyio (YucTyo) - Generates smooth surfaces

MOBEPXHOCTb f—
- Hu3Kas CKNOHHOCTb K BUGpaLmam - Low-vibration geometry HSSE- .
- BbiNOAHEHbI 13 HOBOrO MokoneHnst - Powder metal cutting PM
NOPOLLKOBOr0 6bICTPOPE3a material —
HSSE-PM DIN 1835
A
Tt |

5|
=

V[~

|

9 dq

\ h=
_V

9 ds

h Inox
W3HococToiikoe nokpbiTue - Coating ALCR |
06nactb npumeHeHust — 06pabdatbiBaeMble Matepuanbl (CMOTpK cTp. 3) 1.1-21 | 3.1-41
Applications — material (see page 3) S M
- NpeHa3HayeHa ans BbICOKOMPOYHbIX - For materials with a tensile strength :

matepuanos o 1 200 H/mm2 of up to 1 200 N/mm?
- [inst yncTOBOI 06pPABOTKM, NPENMYLLECTBEHHO - For finish milling, particulary titanium

TUTaHOBbIX ( Ti- ) M HEPXKABEIOLLMX CMIABOB and stainless alloys
- ImeeT 6onbLUOe NpenumyLLEecTBO Npu 06paboTKe - Advantages in machining delicate

NeNUKaTHbIX (HEXXECTKMNX) AeTaneil C BbICOKO workpieces with enables high metal

NPOU3BOAUTENBHOCTHIO removal rates
DIN 844 — KopoTkoe ucnonHenue - Short design Ocrtpas kpomKa - Sharp-edged
Kopg uxctpymenTa - Order code 1391L

04 lo I3 I g ds 0 do In z Pa3smep

k10 h6 (kon. 3y6.) | Dim. Ident

12 26 36 83 115 12 38 4 .012 °

16 32 42 92 15 16 44 4 .016 °

20 38 52 104 19 20 54 4 .020 °

25 45 63 121 24 25 65 4 .025 [

R

29 @ = Cknazickon HeTpymeHT - Stock tool, see price list

Mpumep 3akas3a - Ordering example: 1391L.012



Pexxumbl pesanuna - Cutting Conditions FHANKEN
77/\Nox-Cwt
— LlenbHbie koHueBbie (hpe3bl ,N-Wave* u3 bicTpope3a (HSSE-PM) - kopoTkoe ucnonHenue
HSS end mills “N-Wave” — short design Lns cdope3 - Valid for
1391L
== N
=z =
> ]
[t £
. Il
1] o
o <
o
s
&
‘ B dy ‘ ¢ dy
N dg
2, =0,25xdq 3, =0,1xd4 3, =0,2 Mm
v, f f f % “I1| mms %
[M/MCMH] [szsyﬁ] [MM/Z3yﬁ] [MM/zsyG] Q’i;, maL
Hepxasetowme ctanmu - Stainless steel materials
1.1 31 0,0032 x d; 0,0044 x d 0,0056 x d n
M| 21 26 0,0029 x dq 0,0040 x dq 0,0050 x dq n
3.1 22 0,0026 x dy 0,0035 x dy 0,0045 x d u
4.1 20 0,0022 x d; 0,0031 x dy 0,0039 x d n
CneuuanbHbie MaTepuanbl - Special materials
TuraHoBble cnnasbl - Titanium alloys
1.1 44 0,0032 x d; 0,0044 x d; 0,0056 x d u
1.2 31 0,0029 x dq 0,0040 x dq 0,0050 x d [
1.3 22 0,0026 x dy 0,0035 x dy 0,0045 x d u
S XaponpouHble cnnasbl Ha ocHoBe Ni, Co n Fe - Nickel alloys, cobalt alloys and iron alloys
2.1
22
2.3
2.4
25
2.6

Bce yKasaHHble B TabauLEe PeXXUMbI PE3aHUS ABMSKOTCS CTAPTOBLIMU 3HAYEHUIMM -

T.€. 3HAYEHNMM, C KOTOPbIX CEAYET HAYMHATL 06paBOTKY.
[lanee, Npu HEOGXOAMMOCTM, 3TU 3HAYEHWSI CEAYET OTKOPPEKTMPOBATD,
B 3aBUCMMOCTY OT KOHKDETHbIX YCNIOBMiA 06paGoTKM 1 3afay.

MpeacTaBneHHbIii 30eCb MHCTPYMEHT MOXET ObITh TaKXKe UCN0Nb30BaH AN1s 06paboTKM

All cutting data serve for orientation only and should be adapted

individually to the technical conditions on location.

1 Apyrux o6pabaTbiBaeMblX MaTepnanoB, He NOKa3aHHbIX B MPUBEAEHHOI BbiLLe
Tabnuue. [insi nonyyeHms MHpopMaLmy o Takvx Matepuanax, noxanyicra, o6patutech
K MH(opMaLmn npeacTasneHHoil Ha cTp. 285 B ocHoBHoM kaTanore FRANKEN’250

Tools can also be used in other materials, see page 285 in FRANKEN Catalogue 250

M = NoAXoANT HaunyyLwnm 06pa3oM (nepBblil BbIGOP) - very suitable

O = noaxoaut

- Suitable

V¢ = CKOPOCTb pe3anus (M / muH) - Cutting speed

f, =nopava Ha 3y6 (Mm / 3y6) - Feed per tooth

B ©



FHANKEN 006paboTKa HepXxaBeroLUmMX 1 XKaponpoyHbix cTaneit - Machining of INOX and Difficult to Cut Materials

77//\Nox-Cut
- BbicokonponssoauTenbHble - High-performance finishing [
YUCTOBbIE KOHLEBbIE (PPEe3bl end mill N
- icnonHeHue ¢ yBennYeHHbIM - Multi-tooth design
KONMYECTBOM 3y0ObEB —
- CoBepLUEHHO HOBAsi reOMETPUS - Newly developed geometry PM- .
COBMECTHO C NEPEMEHHBIM LUAroM with variable spacing of ULTRA
PeXyLLUMX KPOMOK Onpesenser cutting edges provides
KpauHe HU3KYH CKITOHHOCTb K low-vibration machining and DIN 1835
BMUOpaLMAM 1 06ecneynBaet generates smooth surfaces T A
BE/IMKOJENHYI0 YNCTOTY B F
06paboTaHHbIX NOBEPXHOCTEN —— =
- 13 nopoLLKOBO0 0C060 - Cutting material made of M J(+
MEJIKO3epPHUCTOro bbicTpopesa powder metal “PM-ULTRA” ;
HoBoro nokonewusi “PM-ULTRA” 30° ER
I
V]~
e
= § N N o
= NN _V =
< g ‘
Io a
I3
I Inox Inox
W3HococToiikoe nokpbiTue - Coating TIALN TIALN
06nactb npumeHeHns — 06pabaTbiBaemble Matepuanbl (CMOTpU CTp. 3) 1.1-21 | 3.1-41 1.1-21 | 3.1-41

Applications — material (see page 3)

- NpeaHasHaveHa Ans BbICOKOMPOYHbIX
matepuanos o 1 300 H/mm2

- CneuuanbHo NpeaHa3HaveHa Ans YUCTOBOM
06pa6oTKu TUTaHOBBIX ( Ti- ), HEPXKaBEtOLLNX
11 APYrUX KOPPO3UOHHOCTONKIX CMIaBOB

- For materials with a tensile strength
of up to 1 300 N/mm?

- Especially suitable for finishing
titanium and corrosion resistant alloys

S 1.1-1.2| 13 S 1.1-1.2| 1.3

DIN 844 — Kopotkoe ucnonHenme - Short design ¢ R B yronkax - Corner radius
Kop nHctpymenta - Order code 1365A
g d r lo I3 4 0ds g do I Z Pa3mep
h8 +0,05 h6 (kon. 3y6.) | Dim. Ident
25 2 45 63 121 24 25 65 8 .025020 °
25 4 45 63 121 24 25 65 8 .025040 [
32 2 53 70 133 31 32 73 10 .032020 °
32 4 53 70 133 31 32 73 10 .032040 °
DIN 844 — inuxHoe ucnonueHue - Long design ¢ R B yronkax - Corner radius
Kop nHctpymenTa - Order code 1390A
0 dq r lo I3 l4 0ds g do I z Pa3mep
h8 +0,05 h6 (kon. 3y6.) | Dim. ldent
25 2 90 108 166 24 25 110 8 .025020 °
25 4 90 108 166 24 25 110 8 .025040 °
32 2 106 123 186 31 32 126 10 .032020 °
32 4 106 123 186 3 32 126 10 .032040 °
[ Opesbl € LMIMHAPUYECKUM XBOCTOBUKOM 6e3 sibicku (DIN 1835-A): Koz and 3akasa 1065A (kopoTkoe ucnonHexue) u 1090A (aMHHOE UCnoHeHme)
Tool with straight shank: order code 1065A (short design) and 1090A (long design)
PM-ULTRA PM-ULTRA

XapaKTepucTUKK aTOr0 HOBOr0 MHCTPYMEHTaNIbHOrO MaTepuana:
- besyrnepoancTbiii maTepuan

- Ko6anbT0-MonM6AeH0-KeNe3HbI Crnas, ¢ HanyyLWuMin Ha JaHHbIA MOMEHT,
XapaKTepuCTIKaM MO MPOYHOCTM M3 BCEX CYLLECTBYHOLLMX ObICTPOPEXYLLMX cTanei (HSS)

- XaponpoyHblit MaTepman, ycTOAYNBbIA K 04EHb BbICOKIUM TEMNepaTypam
- Kom6uHupyeT B cebe xapakTepucTukm 6oicTpopesa (HSS) u TBepaoro cnnasa (SC, VHM)

- B03MOXHOCTb yBennyeHns ckopocTn pesanus Ha 30-50 %, B CPaBeHUM C 00bIYHbIM
NOPOLLKOBbIM 6bICTpOpe3om (HSSE-PM)

- bonee LWMPOKMiA CNEKTP BO3MOXHbIX N3HOCOCTOMKMX MOKPbITUN, KOTOPbIE Jierye n
NyyLUe HAHOCATCS U YAANSIOTCS NPY NEPELLNGOBKe MHCTPYMEHTA

- Tam, rae He MOXeT paboTaTb TBEpAbINA cnnas (!)
CYLLLECTBEHHOE YBENMYEHNE CKOPOCTU pe3anus npu ncnonb3osaHun HSS-PM ULTRA
N03BONSET:
- CyLLECTBEHHO CHU3UTb MALLMHHOE BPEMS;
- COOTBETCTBEHHO YBENMYNTb NPON3BOANTENBHOCTD;
- CHU3UTb Ce6ecToMMOCTb 06paboTKM

- CyLLeCTBEHHOE YBENMYEHNE CTONKOCTU, MO CPABHEHMHO C 06bIYHBIM MOPOLLKOBbIM
6bicTpope3om (HSSE-PM)

Characteristics of the new cutting material:
- Carbon-free material
- Cobalt, molybdenum, iron alloy, with outstanding toughness

- High heat resistant cutting material
- Combines the characteristics of HSS and carbide
- Up to 30-50% higher cutting speed in comparison with HSSE-PM

- Easy tool coating and decoating

- Increased cutting speeds reduce machining time and save cost

- Cutting material with longer life in comparison wuth HSSE-PM

@ = Cknazickon nHeTpymeHT - Stock tool, see price list

" R

Mpumep 3akasa - Ordering example: 1365A.025020



Pexxumbl pe3anusi - Cutting Conditions FHANKEN

77/\Nox-Cwt
— LienbHbie koHUeBbie thpe3bl n3 ObicTpopesa (HSS-PM ULTRA) - KOpoTKoe M ANMHHOE UCTIONIHEHUE
HSS-PM ULTRA end mills — short and long design Lnsa chpes - Valid for
1365A
NS N 1390A
KOpPOTKOEe UCMoJiHeHne JNNHHOE UCMOJTHEHNE
short design long design
T 3 = 3
[V} £ (Y] £
— 1} — 11
[ & I &
& &
< & - &
< 3
‘ 8y ‘ oy ‘ g dq ‘ ‘ ¢ dq
A e 2 &
3 =0,1xd4 3, =0,2 Mm 3 =0,1xd4 3, =0,2Mm
v, f f v f f “I1 mms
[M/MCMH] [MM/ZSyﬁ] [MM/ZSyG] [M/MCI/IH] [MM/ZSyﬁ] [MM/Zayﬁ] % %’i :J| MaL %
HepxaBetowwue ctanu - Stainless steel materials
1.1 56 0,0014 x dq 0,0022 x d 30 0,0010 x dy 0,0012 x d n
M| 21 48 0,0013 x dq 0,0020 x d 29 0,0009 x dq 0,0011 x d [
3.1 40 0,0011 x dq 0,0018 x d 24 0,0008 x d 0,0010 x d u
4.1 36 0,0010 x d 0,0015 x dq 22 0,0007 x dq 0,0008 x d n
CneuuanbHbie MaTepuanbl - Special materials
TuraHoBble cnnasbl - Titanium alloys
1.1 80 0,0014 x dq 0,0022 x d 30 0,0010 x dy 0,0012 x d u
1.2 56 0,0013 x dq 0,0020 x d 30 0,0009 x dq 0,0011 x d [
13 40 0,0011 x dq 0,0018 x d 24 0,0008 x dq 0,0010 x d u
S XaponpouHble cnnasbl Ha ocHoBe Ni, Co n Fe - Nickel alloys, cobalt alloys and iron alloys
2.1
22
23
2.4
25
26
Bce yKasaHHble B TabauLEe PeXXUMbI PE3aHUS ABMSKOTCS CTAPTOBLIMU 3HAYEHUIMM - All cutting data serve for orientation only and should be adapted
T.€. 3HAYEHMSMW, C KOTOPbIX CliefyeT HauMHaTb 06paboTKy. individually to the technical conditions on location.
[Jlanee, npu HeO6XOAMMOCTH, 3TV 3HAYEHMS CNEAYET OTKOPPEKTMPOBATD,
B 3aBUCUMOCTU OT KOHKPETHbIX YCNIOBWI 06Pa6OTKM 1 3afau.
Mpumep 00pabOTKK YucroBasi 00padb0TKa nuTbs N0 nepudepun, «<Kynaykos», u pacpe3epoBKa 0TBEpCTUI
Application example Peripheral milling of raised, cast cams and borings

O6paGaTeisaembiit MATEPUAN: 4 440 _ GX_ACKNIMo16-5-1 (AycT.-®epp. cnnas - npum. 03X16H5AM2)

Material:

Tun ncnonb3yemoit dpesbi: ®pesa u3 6bicTpopesa (HSS-PM-ULTRA), Tun H, @ 32, ¢ R B yronke 2,0 Mm
Tool: HSS end mill type H, dia. 32 mm with corner radius 2 mm

Kop, Mcnm.]bsyemom (pesbl: 1365A.032020

Article no.:

Tun oxnaxaeHus/cmasku: HapyxHbin nogsoa COX (amynbcms)

Cooling: External cooling with emulsion

Pexumbl pesanus:
Cutting data:

OceBas rny6uHa pesaHuns:
Axial depth value:

Ve =40 M/MUH - n = 398 MuH! (06/MUH) - f; = 0,10 MM/3y6 - Vi = 398 MM/MUH

ap = 50,0 mm

PapuanbHas rny6uHa pesaHns:

Radial depth value: #= L= 8 T TP )

W = NOAXOANT HaunyyLwmMmM 06pasom (NepBbliii BbiGop) - very suitable V¢ = CKOPOCTb pe3anus (M / muH) - Cutting speed % 25
[ = noaxoput - suitable f, =nopava Ha 3y6 (Mm / 3y6) - Feed per tooth



FHANKEN 006paboTKa HepXxaBeroLUmMX 1 XKaponpoyHbix cTaneit - Machining of INOX and Difficult to Cut Materials

77//\Vox-Cut

- BbICOKOMPOU3BOAUTESIbHbIE
YEPHOBbIE KOHLEBbIE (DPE3bI C 5
aCCUMETPUYHON CTPY)KKOIOMAIOLLEN

High-performance roughing
end mill with asymmetrical
chip breakers

HR

reomeTpuen —_—
- OcTaBnsieT cnefbl Ha - Generates milling marks
06paboTaHHOIl MOBEPXHOCTH ICRA
- imeeT HoByt0, yCOBEPLLEHCTBOBaHHYIO - Newly developed geometry —_—
reOMETPUIO PEXXYLLMX KPOMOK
=]

- PexyLLian KpoMKa nepekpbiBaeT -
LieHTp

- 113 NopoLLKoBOro 6bICTpopesa -

Centre cutting

Powder metal cutting material

By
;
Ul

7
{z
J

DIN 1835
- ImeeT 6011bLLIOE KONMYECTBO - Internal coolant supply, radial A
paguanbHbIX U 0CEBbIX KaHaNoB and axial exit (ICRA) with B

(oTBEPCTWMI) ANSt BHYTPEHHErO
noasoga COX (ICRA)

- SIBNSIeTCS NPOAOHKEHNEM CEpUN
TBepaocnnasHbix pe3 TiNox-Cut

numerous coolant outlet
channels

- These HSS end mill are an

extension of the solid carbide

asymmetr.

il

HSSE-
PM

.

TiNox-Cut line

AN
g
Iy =t |

I3

Ealed

\ h=
_V

I Inox Inox
W3HococToiikoe nokpbiTue - Coating TIALCN TIALCN
06nacTb npumeHeHust — matepuansl (cm. ctp. 3)  Applications — material (see page 3) 1.1-21 | 3.1-41 1.1-21 | 3.1-41

- [insi BbicoKonp. matepuanos Ao 1 300 H/mm2
- [inst 4epHoBO 06paboTku, 0co6eHHo Ti-
11 KOPPO3VNOHHOCTOMKMX CMIaBOB
- BHyTp. noasoa COX o6ecneunBaeT OTIMYHYIO
CMasKy, OXNXAEHUE 1 3BAKYaLM0 CTPYXKM
- 06pa3oBaHme KOpPOTKOIA CTPYXKKI NO3BONSET
BECTM BbICOKOMPOW3BOAMUTESNbHYIO 06paboTKy

- For materials with a tensile strength
of up to 1 300 N/mm?

- For roughing, especially titanium
and corrosion resistant alloys

- Internal coolant-lubr. supply permits optimum
cooling-lubrication and chip evacuation

- Short chips allow high machining volume

s[1a-12] 13 s[1112) 13

DIN 844 - KopoTkoe ucnonsexue - Short design ¢ R B yronkax - Corner radius

Kop nHctpymenta - Order code 1395Wz
0 dq r lo I3 l4 0ds g do I Z Pa3mep
k10 h6 (kon. 3y6.) | Dim. ldent
16 2 32 42 92 15 16 44 4 .016020 [
16 4 32 42 92 15 16 44 4 .016040 °
20 2 38 52 104 19 20 54 4 .020020 °
20 4 38 52 104 19 20 54 4 .020040 °
25 2 45 63 121 24 25 65 5 .025020 )
25 4 45 63 121 24 25 65 5 .025040 °
32 2 53 70 133 31 32 73 6 .032020 °
32 4 53 70 133 31 32 73 6 .032040 [
DIN 844 — inuxHoe ucnonveHue - Long design ¢ R B yronkax - Corner radius
Kop nHctpymenTa - Order code 1399wz
04 r lo I3 l4 0ds 0 do In z Pa3mep
k10 h6 o1 (xon. ay6)| Dim. ldent
16 2 63 73 123 15 16 75 4 .016020 °
16 4 63 73 123 15 16 75 4 .016040 °
20 2 75 89 141 19 20 91 4 .020020 ®
20 4 75 89 14 19 20 91 4 .020040 °
25 2 90 108 166 24 25 110 5 .025020 )
25 4 90 108 166 24 25 110 5 .025040 °
32 2 106 123 186 31 32 126 6 .032020 )
32 4 106 123 186 31 32 126 6 .032040 [

[ Ope3bl C LMAMHAPUYECKUM XBOCTOBUKOM 6e3 nbicku (DIN 1835-A):  koa ang 3akasa 1095WZ (kopoTkoe ucnonHexue) u 1099WZ (anHHOe UCNONHEHWe)
Tool with straight shank: order code 1095WZ (short design) and 1099WZ (long design)

@ = CKIazicKoii MHCTPYMeHT - Stock tool, see price list Mpumep 3akasa - Ordering example: 1395WZ.016020

o=



Pexxumbl pe3anusi - Cutting Conditions FHANKEN
77/\Nox-Cwt
— LlenbHbie KoHueBble (hpe3bl u3 ObicTpopesa (HSSE-PM) - KopoTkoe 1 JIMHHOE UCTOSIHEHNE
HSS end mills — short and long design Lna cpe3s - Valid for
1395W7
HR 1399WZ
KOpPOTKOe UCMOoJiHeHne JNNHHOE UCMOJTHEHNE
short design long design
= =
> >
w0 2
T i
5 5
‘ gy i ‘ 2 d4 °
N g
3=0,5x0d4 2= 0,25 x d4 2, =0,25xdq 3, =0,1xd4
Ve f, f, Ve f, f, % *I| mms %
[M/MuH] [MMm/3y6] [Mm/3y6] [M/MuH] [Mm/3y6] [Mm/3y6] \%’3;, maL
Hepxasetowme ctanmu - Stainless steel materials
1.1 28 0,0025 x d 0,0038 x dy 15 0,0018 x d; 0,0027 x d n
M| 21 24 0,0023 x d 0,0034 x dq 14 0,0016 x d 0,0024 x d n
3.1 20 0,0020 x dy 0,0030 x dy 12 0,0014 x dy 0,0022 x d u
4.1 18 0,0018 x dy 0,0027 x dy 11 0,0013 x dy 0,0019 x d n
CneuuanbHbie MaTepuanbl - Special materials
TuraHoBble cnnasbl - Titanium alloys
1.1 40 0,0025 x d 0,0038 x dy 15 0,0018 x d; 0,0027 x d u
1.2 28 0,0023 x d 0,0034 x dq 15 0,0016 x d 0,0024 x d [
1.3 20 0,0020 x dy 0,0030 x dy 12 0,0014 x dy 0,0022 x d u
S XaponpouHble cnnasbl Ha ocHoBe Ni, Co n Fe - Nickel alloys, cobalt alloys and iron alloys
2.1
22
2.3
2.4
25
2.6

Bce ykasaHHble B TaGULE PEXUMbl PE3aHUA SBASIOTCA CTAPTOBbLIMI 3HAYEHUAMMU -
T.8. 3HAYEHNAMM, C KOTOPbIX CIeAYET HaYMHATb 06PAGOTKY.

[lanee, Npu HEOGXOAMMOCTM, 3TU 3HAYEHWSI CEAYET OTKOPPEKTMPOBATD,

B 3aBMCMMOCTU OT KOHKPETHbIX yCﬂOBI/II;I 06paboTK 1 3agau.

All cutting data serve for orientation only and should be adapted

individually to the technical conditions on location.

M = NoAXoANT HaunyyLwnm 06pa3oM (nepBblil BbIGOP) - very suitable

[ = noaxogut - suitable

V¢ = CKOPOCTb pe3anus (M / muH) - Cutting speed

f, =nopava Ha 3y6 (Mm / 3y6) - Feed per tooth

B 7



FHANKEN 006paboTKa HepXxaBeroLUmMX 1 XKaponpoyHbix cTaneit - Machining of INOX and Difficult to Cut Materials

Je-Cut
- BbIcOKONPOU3BOANTENBHDIE - High-performance
KOHLIeBbIE (Dpesbl end mills H
- icnonHeHue ¢ yBennYeHHbIM - Multi-tooth design
KONMYEeCTBOM 3y0ObEB N
- CoBepLueHHO HOBAs reomMeTpust - Newly developed
06€ecneyunBarLLas KpamnHe HU3KYH low-vibration geometry
CKJIOHHOCTb K BUGpaLmsm
- 0yeHb XECTKAsA KOHCTPYKLYS, - Very stable tool design DIN 6535
06ecrneymBaroLLas 04eHb CTabUNIbHY0 C_1HA
pagoty CoOJHB
——
- NoBbILLEHHbIV AONYCK AUameTpa - Tighter cutting diameter
pexyLLein yacTtu tolerance
40°
—d

HM

=~ ASME
B94.19
3

et

L

KB x45°

ional

AN

e e
ee

SAFE-LOCK™

aJ NN N o HRC
= AN\ LV S -
I § ‘
I3 Hard
I materials
WU3HococToliKoe nokpbiTne - Coating TIALN

06nactb npumeHeHns — 06pabaTbiBaemble Matepuansl (CMOTpU cTp. 3)

Applications — material (see page 3)

- [pakTnyecku ans Bcex 06padaTbiBaeMblX - For almost all materials
MaTepuanos, B T.4. BbICOKOMPOYHbIX 1 3aKIEHHbIX

Pl1a51 ]

1.1-21 | 3.1-4.1

K(Aa21] 22

- 06paboTka 3aKanéHHbIX MaTepuanos 1o 66 HRC - Hard machining of up to 66 HRC K 4.2
- ineanbHo NOAXOAMT ANt BbICOKOCKOPOCTHON - Very suitable for HSC finishing S
yncToBoit 06paboTkm (HSC) H ‘Wl
DIN 6527 — [lnuiHoe ucnonHenue - Long design
Kop nHctpymenta - Order code 2887A 2886A | 2887AS
0 d lo I3 I gd3  odo I KB z Pa3mep
h5 o] (kon. 3y6.)| Dim. ldent
6 -002 13 20 57 58 6 21 0,08 6 .006 ° ° o
8 -004 19 25 63 7,7 8 27 0,08 8 .008 ° ° o
— 10 -004 22 30 72 95 10 32 008 10 .010 ° ° o
E 12 004 26 35 83 115 12 38 0,08 12 .012 ° ° o
— 16 -0,04 32 40 92 155 16 44 01 16 .016 ° ° (e}
20 -0,04 38 50 104 195 20 54 01 20 .020 ° ° o
1/a 00016 17/32  3/4 214 0242 /4 - 0003 6 .0250 ° o
— 916 -00016 34 1 212 0301 5w - 0003 8 .03125 ° o
S 38 00016 7/8 118 234 0358 38 - 0003 10 .0375 ° o
S 12 o006 118 138 314 0480 1/2 - 0004 12 .0500 ° o
= 5/ 00016 114 112 312 0605 5/ - 0004 16 .0625 ° o
3/a 00016 112 178 4 0.730  3/4 — 0.004 18 .0750 ° o
SAFE-AOCK™
WHopmaums oTHoCUTeNbHO cucTembl KpenneHus SAFE-LOCK™ - cm. cTtpanuuy 7
Information regarding SAFE-LOCK™ clamping system, see page 7
list Mpumep 3akas3a - Ordering example: 2887A.006

28 @ = Cknajickon nHeTpymeHT - Stock tool, see price

O = MHcTpymeHT no 3anpocy - Available at short notice, price on request



Pexxumbl pe3anusi - Cutting Conditions FHANKEN

Tdel-Cut
= ueﬂbele TBepAocnnaBHble KOHLEBble (I)peSbI = AJINHHOEe UCNoJIHeHne
Solid carbide end mills — long design Lna cpe3 - Valid for
28806A
==
H 2887A
2887AS
=
>
w3
i
&
‘ ¢ dy “
dg
2, =0,02xdq
Ve f, % %] mms T
[M/MUH] [MMm/3y6] )| MaL
1.1 260 0,006 x d4 o [ o [
2.1 220 0,005 x dy o ] o ]
P 3.1 190 0,005 x d4 o [ o [
4.1 160 0,004 x d4 o ]
5.1 130 0,003 x dy [a] [ ]
. 130 0,004 x dy []
M[ 2 100 0,004 x d{ u
b 80 0,003 x d4 []
4.1 50 0,003 x d4 ]
Bl 260 0,006 x dy O u
2 260 0,006 x dy 5] []
il 220 0,005 X dy O u
K[ 22 220 0,005 x dq 5] ]
.1 190 0,005 x dy 5] [
.2 190 0,005 x dy 5] []
N 160 0,004 x dy O u
.2 130 0,004 x dy 5] []
1
2
.3
4
5
.6
1
.2
)
4
.5
N[ 26
.7
.8
[3.1
[ 32
4.1
.2
.3
4
1
.2
5
Al 130 0,004 x dy []
2 100 0,004 x dy ]
.3 60 0,003 x dy []
S N 100 0,003 x dy []
.2 50 0,003 x dy []
.3 30 0,003 x dy []
.4 30 0,003 x dy ]
.5 30 0,003 x dy []
.6 30 0,003 x dy []
Al 160 0,003 x dy 5] []
H .2 130 0,003 x dy [5] []
.3 110 0,003 x dy [5] []
4 80 0,002 x dy [5] [
.5 60 0,002 x dy 5] []
M = NoAXoANT HaunyyLwnm 06pa3oM (nepBblil BbIGOP) - very suitable V¢ = CKOPOCTb pe3anus (M / muH) - Cutting speed 29

[ = noaxoput - suitable f, =nopava Ha 3y6 (Mm / 3y6) - Feed per tooth



FHANKEN 06paboTKka HepXXaBeroLUmMX 1 XKaponpoyHbix cTaneit - Machining of INOX and Difficult to Cut Materials

- Co CTPYXXKONOMAtOLLEN reoMeTpuent - With chip former for optimal chip
L151 ONTUMANBHOIo (POPMUPOBAHUSA removal
YV IICHUACTD KK Prazisionsgesintert
- Bbicokas yHuBepcanbHOCTb 06paboTKu - Highly versatile Precision-sintered
il HM
29| Allround
WNHCTpymeHTanbHbli MaTepuan - Cutting material PE3
W3HococToiikoe nokpbiTe - Coating ALO
06nactb npumeHeHus — 06pabaTbiBaeMble Matepuanbl (CMOTpU CTp. 3) 1.1-4.1
Applications — material (see page 3) s :] 1126
- [inst 4epHOBOW 1 MONY4MCTOBOI 06paboTKn cTanen - For roughing steel and stainless —
11 HepXKaBetoLLMX cTanei steel materials
Kop nHcTpymenta - Order code 9619X
IC b Pa3mep
Dim. Ident
IC 8 2,6 .08 °
IC10 3,6 10 °
IC12 45 12 °
IC 16 55 16 °

Akceccyapbl - Accessories

OtBépTKa - Screwdriver BMHT KpenneHns CMeHHbIX pexxylyux nnactud - Clamping Screw
— DRI
Kop nHctpymenta - Order code 9855 Kop nHcTpymenTa - Order code 9805
o Pa3smep 0TBEPTKM Pasmep e. Pasvep MomeHT 3aTshkku| Pa3mep
Size Dim. Ident Size Mgmax. | Dim. Ident
IC8 Torx T9 .09 ° IC 8 M3 x 56xTorxT9 2,25Hw | .305609 °
IC10/1C12 Torx T15 15 ° IC10 (d{=20) M3,5x 6,5xTorxT15 3,45Hwv | .356515 °
IC 16 Torx T20 .20 ° IC10/1C12 M35x 9 xTorxT15 3,45Hwm | .359015 °
IC 16 M4,5x10 xTorxT20 7,6 Hw | .451020 [

TepmoycToitunBas nacta gnsi CMa3kyn BUHTOB KPenieHNsi CMEHHbIX peXxywymx nnactud - High-Temperature Screw Paste

£

Kop nHcTpymenta - Order code 9000

06bEM YNaKoBKU Pa3mep
Quantity Dim. Ident

100 ¢ .000 ()

HaHecs He6oMbLLOe KOIMYECTBO NACTbl HA PE3bO0BYIO MOBEPXHOCTb U KOHWYECKYIO Applying a light coating of grease on
M0BEPXHOCTb LUASAMKN BUHTOB, TEM CambiM CMa3biBas WX, Bbl 663 npo6sem cMoxeTe thread and countersunk head ensures
136exaTb BO3MOXHbIX IPOGIIEM C MOCIIEAYHOLLIVM BbIKDYYMBAHUEM BUHTOB MW 3aMeHe that the Torx screws for the inserts can
MNACTUH, CBA3AHHbIX C BO3MOXXHbIM NPUKUNAHWEM BUHTOB B MPOLIECCE ANUTENbHON be loosened again.

paboThbl (Ppesbl.

30 @ = Cknazickon HeTpymeHT - Stock tool, see price list Mpumep 3akasza - Ordering example: 9619X.08



Pexxumbl pe3anusi - Cutting Conditions

Kpyrnblie cMeHHble TBepAOCNNABHbIE NNACTUHbI

FRANKEN

Round inserts Ins nnactud - Valid for
9619X

dg

max. o = dy —1C

IC8-16

Ve f, ap % 11 mms
[M/MuH] [Mm/3y6] [Mm] 2%“E;. MaL %
Hepxasetowme ctanmu - Stainless steel materials
1.1 120-160 IC+60 0,05-0,10xIC o u
M| 21 60-100 IC+60 0,05-0,10xIC o n
3.1 60- 80 IC+80 0,05-0,10xIC o u
4.1 40- 60 IC+80 0,05-0,10xIC o u
CneuuanbHbie MaTepuanbl - Special materials
TuraHoBble cnnasbl - Titanium alloys
1.1 120-160 IC+50 0,05-0,10xIC u
1.2 120-160 IC+50 0,05-0,10xIC u
1.3 100-140 IC+30 0,05-0,10xIC n
S XKaponpoyHble cnnasbl Ha ocHoBe Ni, Co n Fe - Nickel alloys, cobalt alloys and iron alloys
2.1 40- 60 IC+30 0,05-0,10xIC u
22 30- 60 IC+30 0,05-0,10xIC n
2.3 30- 60 IC+30 0,05-0,10xIC n
2.4 30- 50 IC+30 0,05-0,10xIC u
25 30- 50 IC+30 0,05-0,10xIC n
2.6 30- 50 IC+30 0,05-0,10xIC n
Mpumep 06padoTkn 3D 00bémHas yepHoBasi 00pabdoTka (thopmbi)
Application examples 3D Roughing
/ ,\Oﬂzf[’:g;Tb'BaeMb'” MaTEPUAT: 4 4021 - X20Cr13 (Ananor oTeyecTBeHHoM cTanu 20X13 )
Tun ucnonb3yemoit pesbl: (dpesepHast rofioBka Ha pe3b6oBoM coefnHeHnn @ 40 mm (4 nnacTuHbl IC12)
Tool: Screw-in end mill dia. 40 mm with 4 indexable inserts IC12
Kon nerionb3yemoit (pesbl: — g465 400404 - kopnyc / 9619X.12 - nnacTukbl
Article no.:
Tun oxnaxaeHNs/CMaskm: HapyxHbin noggog COX 1 BHYTP. NofBOS, Yepe3 MHCTPYMEHT (40 bap)
Cooling: External cooling with emulsion and internal coolant supply at 40 bar

Pexxumbl pesanus:
Cutting data:

OceBas rny6uHa pesaHus:
Axial depth value:

Ve=140 M/MuH - n=1 114 muH-" (06/MuH) - ;= 0,2 Mm/3y6 - Vs = 891 MM/MUH

ap= 1,5mm

PaguanbHas rny6uHa pesanus:

Radial depth value: s A5

06paboTKa noBepXHOCTHM nepa (feTanb Ha hoTorpadum)
Surface milling

O6paGarbisagmbiit MATEPUAN: 4 jan _ yeerNj 18-20 ( AHanor oTevecTBeHHOI cTany 08X18H10T)

Material:
Tun ncnonb3yemoi pesbi: (dpesepHast roioBka Ha pe3b6oBoM coefnHernn @ 25 mm (3 nnacTuHbl IC10)
Tool: Screw-in end mill dia. 25 mm with 3 indexable inserts IC10

T e 9160.250363 - kopnyc / 9619X.10 - nnacTuHb!

Article no.:
Tun oxnaxaeHus/cmasku: Hapy>Hbin nogsog COXK 1 BHYTP. noagoz vepes MHCTpymeHT (40 bap)
Cooling: External cooling with emulsion and internal coolant supply at 40 bar

PexuMbl pe3aHus:
Cutting data:

OceBas rnybuHa pesaHus:
Axial depth value:

Ve =60 M/MUH - n =764 MUH-! (06/MuH) - f; = 0,2 MM/3y6 - V= 458 MM/MUH

ap= 1,0mm

PagnanbHas rny6uHa pesanus:

Radial depth value: =LY

M = NoAXoANT HaunyyLwnm 06pa3oM (nepBblil BbIGOP) - very suitable

[ = noaxoput - suitable

V¢ = CKOPOCTb pe3anus (M / muH) - Cutting speed 31

f, =nopava Ha 3y6 (Mm / 3y6) - Feed per tooth



FHANKEN 00paboTKa HepXxaBeroLUmMX 1 XKaponpoyHbix cTanei - Machining of INOX and Difficult to Cut Materials

- Indexable screw-in end mill
for Round Inserts

- (dpe3epHble roNoBKY Ha pesboe kompatibel
C KpyrbIMU TBEPAOCTIABHBIMM
CMEHHbIMM NAACcTUHAMMN

- KaHansl ¢ paguanbHbiMm Bbixogamu - Internal coolant supply, -
L9 BHYTpeHHero noasoaa COX (ICR)  radial exit (ICR) ’n‘

- COBMECTUMbI C UMEHLLMMUCS Ha - Compatible with commercially Max.

ICR

M

e
A

PbIHKE OnpaBKamu, afantepamu u available screw-in holders —_—
YANMHATENSIMI MOJYIbHO CUCTEMbI and adapters
Ha pe3bhe TOro Xe pasmepa
SW
—\
_ 9 T] =
B I si=
©Na= |
: L
I
® «cs
Kop nxctpymenTa - Order code 9155
0 d4 lo l4 SW  ed3 @dy  Mgmax. Nimax. Z Pa3mep
(0dy) min-1 (kon. ay6.) | Dim. Ident
16 25 43 10 13 M 8 15Nm 40000 2 160252 °
20 32 52 15 18  M10 30Nm 35000 3 .200323 °
25 32 54 17 21 M12 50 Nm 30000 3 .250323 o
@ ic1o
Kop unHcTpymenTa - Order code 9160
0 dq lo 4 SW  ed3 @dy  Mgmax Nmax. Z Pasmep
(0dy) min-1 (kon. 3y6.) | Dim. Ident
20 32 52 15 18 M10 30Nm 45000 2 .200322 °
25 36 58 17 21 M12  50Nm 40000 2 .250362 °
25 36 58 17 21 M12  50Nm 40000 3 .250363 °
32 40 64 22 29 M16 100Nm 30000 4 .320404 °
40 40 64 22 29  M16 100 Nm 25000 5 .400405 °
@ c12
Koa uxctpymenTa - Order code 9165
0 d lo l4 SW  od3 @dy  Mgmax Nmax. z Pasmep
(0dp) min-1 (kon. 3y6.) | Dim. Ident
25 36 58 17 21 M12  50Nm 40000 2 .250362 °
32 40 64 22 29  M16 100 Nm 30000 3 .320403 °
40 40 64 22 29  M16 100 Nm 25000 4 .400404 °

BuHTbI Torx ans Kpennexus nnacTuH nocTaBnaTcs BMECTE C (bpesepHoﬁ TOJIOBKON
CMEHHbIE pPeXyLLUne NnacThHbI 3aKa3blBarOTCA OTAENbHO

Delivery: without inserts, with Torx screws

CMeHHble pexyLuye NNacTUHbl M akceccyapbl, CM. Ha cTpanuue 30
Inserts and accessories, please see page 30

o=

Mpumep 3akas3a - Ordering example: 9155.160252



00paboTKa HepXXaBeloLWMX W XKapOonpoYHbIX cTanen

- TopueBble pesbl

C Kpyrnbimn

TBEpA0CNIaBHbIMU CMEHHbIMU

- Indexable milling cutter

for Round Inserts

Machining of INOX and Difficult to Cut Materials

FRANKEN

nnacTMHamm @ ICR
- KaHasnbl ¢ paguanbHbiMm Bbixogamu - Internal coolant supply, T
Ans BHyTpeHHero noasoaa COX (ICR)  radial exit (ICR) ,n‘ h
max. \n?
(°)
=5  sle
= L als
Ly
@ co
Kop uictpymenta - Order code 9260
0 dy lo g ds 0Dy Nmax. Z Pasmep
min-1 (kon. 3y6.) Dim. Ident
50 50 40 22 22000 5 .05005 °
63 50 50 27 18000 6 .06306 °
80 50 50 27 16000 7 .08007 °
®c12
Kop uictpymenta - Order code 9265
0 dq lo g ds 8Dy Nmax. Z Pasmep
min-1 (kon. 3y6.) Dim. Ident
50 50 40 22 22000 5 .05005 °
63 50 50 27 20000 6 .06306 °
80 50 60 27 18000 7 .08007 °
100 56 78 32 15000 8 .10008 °
@ ci6
Kop uHcTpymenTa - Order code 9275
0 d4 lo g ds 0Dy Nmax. YA Pasmep
min-1 (kon. 3y6.) Dim. Ident
52 50 40 22 25000 4 .05204 °
63 50 50 27 20000 5 .06305 °
80 50 60 27 18000 6 .08006 °
100 56 78 32 15000 7 .10007 °
125 65 90 40 12000 8 12508 °

BuHTbI Torx Ans KPEnneHusi NiacTUH NOCTaBNSIOTCS BMECTeE C hpe3epHoil rofoBKoit
CMEHHbIE PEXKYLLME MNACTMHbI 3aKa3blBAKOTCS OTAESbHO

Delivery: without inserts, with Torx screws

CMeHHble pexxyLLye nNacTuHbl U akceccyapsbl, CM. Ha cTpanuue 30

Inserts and accessories, please see page 30

@ = Cknazickon uHeTpymeHT - Stock tool, see price list

B



FHANKEN Mpucnoco6nenme ans oxnaxaeHns BO3AyxXom u akceccyapbl - Cold-Air Nozzle and Accessories

Mpw dhpesepoBaHun GonblumHCcTBa cTanei rpynnbl P (ISO), yyryHos rpynnbi K (ISO) 1 oco6eHHo Bcex 3akanéHHbix ctanen rpynnbl H (ISO), no cpaBHEHWHO C TPaAULNOHHbIM

ncnonb3oBaHneM COXK, Npu Npoynx paBHbIX YCNOBUSX, NPUCNOCO6eHNe ANs nofayn oxnaxaéHHoro sosayxa “Cold-Air Nozzle” no3sonser cywecTBEHHO:

- MOBbICUTb CTOMKOCTb MHCTPYMEHTA;

- CHWU3UTb WM UCKMIOYUTb NOSTHOCTbIO 3aTPaThl CBA3AHHBIE C NPUOGPETEHNEM, UCTOMb30BaHMEM U yTunmusaumein COX;
BHUMAHMUE! [pu hpesepoBaHmmn 0C060 BA3KMX, CKNOHHBIX K HAMMMNAHWNIO MaTepuanos, TPeyIoLLMX nNpu 06paboTKe, MOMUMO OXXKAEHNS, UMEHHO eLLE 1 XOPOLLYI0 CMa3Ky,
MOMbITKA MOJIHOCTbIO 3aMEHUTb aHHbIM NPUCNOCO6IEHNEM TPAAMLMOHHOE Ucnonb3osaHne COX MOXET He MPUBECTU K XXeNaeMoMy pesynbTary.
WHdopmaumio o npucnocobnennn “Gold-Air Nozzle” Bbl MoXeTe HanTh Takxe Ha cTp. 392 - 394 ocHoBHoro katanora FRANKEN’250, a pekoMeHaauum no eé npumMeHeHnio
B GpoLLiopax, NOCBALLEHHbLIX KOHLLEBbIM (hpe3am, Ha CTPaHMLLAX C PEKOMEHAALMAMU MO PeXUMAM Pe3aHms.

Mpucnocoonexlne ans oxnaxaexus so3gyxom “Cold-Air Nozzle”
Cold-Air Nozzle

B KOMNNeKT NocTaBKu BXOAUT: Delivery includes: -
- Tn6Kui wnaHr (anuHon ok. 300 mm) ans nopaun - With flexible hose Kon unctpymenta - Order code 6910
OXNX/IEHHOr0 BO3yXa B 061aCTh PE3aHMs (length approx. 300 mm) for cold air Jmra (6es nawra) Pasmep
(Hchopmaumio o t B °C, CM. HUXKe, B Tabnuue) Length (without hose) Dim. Ident
- OcHoBHOM Kopnyc npucnoco6neHuns ¢ cuctemon - Silencer (SN14) for hot exhaust air 225 um 15 S
BMXPEBOI TPY6KM (MpuHLMN Tpy6Kku BopTekc),
perynupyembIM pacnpesennTesbHbIM KianaHom
[ANs 0TBOZA rOpSYEro Bo3ayxa v unbTpom-
raywurenem (SN14)
- LLlapoBoii kpaH co wryuepom (STA 14 -1/4”) ans - Ball-valve with fitting (1/4”) for inlet
6bICTPOCMEHHOTO MOKJTIOYEHMS K LUnaHry cuctembl  hose (6 mm) with quick-change
€XKaToro Bo3ayxa (marucrpans). attachment (7.2 mm)
3anacHoii rMOKMIA WNAHT (B T.4. JONONHUTENbHbIE BAPUAHTbI MO IMHE - 3aKa3bIBAETCH OTAENbHO) Koa uHCTpyMmenTa - Order code 6910
Spare Hose
[nuHa Pa3mep
Length Dim. Ident
~ 300 Mm .20 °
~ 400 MMm .22 °
~ 500 MM .21 o
KomnnekT anst yCTaHOBKM U 3aKpenjieH!sl NpUcnocooneHus
“Cold-Air Nozzle” Ha o6opyaoBaHum (CTaHKe) S s o 5 5
Holders for the Cold-Air Nozzle £ 5 E £ 5o 5, 8
0'® = o ) 2L T QL o
=5 © =S 2 = Sz < 8 S
s <= ss B ) €8s 8 s88 2
&% o §= S 5 ES5 3 SO 5 S5
X o 2 X o g X FSwe 5 2Sss o
gg = gg E 5y 2@t o SE T 9
Lx £ xS = SEE o T2 &
=25 = =2 = = T3S 2 IS8 o
B5ES B 253 5 a 58 £ E6& B
SZE 2 S8 ¢ S 2 E>X o TI>% ¢
822 8 g2 3 g3 SES 2 SEZ &8
Bohkb 3 Bad & 8 & = saf =

4

g :
Koa uHcTpymenTa - Order code 6910

[abapwtbl Pa3mep

Dimensions Dim. Ident
045X 68 Mm .24 °
0 80x80 MM 25 °
080x17 Mm .26 )
0 32X63 MM 27 [
045%x20 MM 32 )

34 Mpumep 3akasza - Ordering example: 6910.15



Mpucnocoonexue oxnaxpenns Bo3ayxom “Cold-Air Nozzle” -

XonopHbliii BO3AyX, NofaBaeMblin npucnoco6neqnem “Cold-Air Nozzle”, cHuxaet
Temnepartypy B 30He Pe3aHus, Y4To NO3BOJSET YBENNYMTL KaK CKOPOCTb Pe3aHus, Tak

11 CTOWMKOCTb MHCTPYMEHTA. JlaHHbIN METOZ OXaXAEHNs, 06eperas pexyLLme KpoMKu oT
MOBPEXAEHWIA, CBA3AHHBIX C TEPMOLLIOKOM, 06bI4HO BO3HMKAIOLLWM MPY TPAAULIMOHHOM
ncnonb3oBaHun COXK, No3BoNsSIeT COBPEMEHHbIM N3HOCOCTOMKMM MOKPbITUSM Ha
VHCTPYMEHTE MOJTHOCTbI0 PACKPbITb CBOM NOTEHLMAN.

bonee Toro, fjaHHoe npucnocobieHne nomMoraet aQGEKTUBHO YAANATb JaXKe Camyto MENKY0
CTPYXKY HE TOJIbKO U3 OTKPbITbIX 30H PE3aHUS, HO J@Xe U3 MaIOAOCTYMHbIX MECT U ry60KNX
KapMaHoB.

MpuHumn peiicteus “Cold-Air Nozzle” ocHoBaH Ha NpuHLyNe aeicTeus “Tpybku BopTekca”,
B COOTBETCTBIN C KOTOPbIM 683 MOMOLLY KaKIX-N1M60 MOABMKHBIX YACTeln CO3Aal0TCa Ba
NPOTMBOMNOJOXHO HANPABAEHHbIX BPALLAIOLLMXCS NOTOKA BO3AyXa. [y 3TOM BHYTPEHHWIA
MOTOK BO34yXa, BbIXOASALIMIA U3 OAHON U3 CTOPOH NPMCMOCOGNEHNS 1 NCMONb3YEMbII Aanee
L5 N0AAYM B 30HY pe3aHusi, UMeeT Temnepatypy npuMepHo Ha -40 °C Huxe ToWn, KoTopas
6bina Ha BXoAe B npucnocobnexmne. Bcé, YTo HY)XXHO - 3T0 HOPManbHOE NOAKM0YeHNe

CUCTEMbI MOAAYN CXKAToro Bo3ayxa.
Mopaya cxartoro Bo3ayxa. [lasnexve npum. 6 bap
Pressurized air, approx. 6 bar

Cold-Air Nozzle and Accessories

FRANKEN

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

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

The function of the cold-air nozzle is based on the principle of the vortex tube,
in which two opposed, rotating air streams are generated (without any moving
parts). The internal air stream exits from one end, in the form of useable cold
air with a temperature as low as -40 °C. All that is required is a normal
pressurized air connection.

PerynupoBoyHblit Knanax
Adjustable valve

/

=

BbIX0AALLMIA MOTOK ropsYero Boayxa
/ Hot exhaust air

e

~ ~ ~ ~ ~ ~ ~ \
BbIX0AsALLMIA NOTOK XOI0AHOMO BO3AyXa TN N N N N N N N N Y N N N N AT
. . [re— \\ \ \ \ \ \ \ \ \ \ \ \ \ \ (\
Available cold air AT 5’{&—“’\\— L L&&
//I I

TemnepaTtypa X0/I0OAHOr0 BO3AyXa Ha Bbixoge TPyoKu BopTekc, B 3aBUCUMOCTY OT AaBneHns

Ha BXO/i€ M YPOBHSI NPOXOASILLEro NOTOKA, HACTPAMBAEMOr0 PEryNIMPOBOYHLIM KNanaHoM
Temperature, measured at the effective exit of the vortex tube (not the end of the nozzle)

HeoOxoaumas MOLHOCTb U 00bEM NOTPEOIEHNS CXKaTOro
BO3AyXa Npu ero Temneparype Ha Bxoge npucnocoonenus 21°C

Air consumption, with supply air temperature of 21°C

[laBneHune Ha Bxoge npucn. | TemnepaTypa Ha BbixoAe B °C Npu pa3nnyHbIX YPOBHAX NOTOKA B % [aBneHue Ha Bxoae| [oTpebneHue Bo3ayxa MolHocTb
Supply air pressure Temperature of usable air in °C, with a cold air percentage of Input pressure Air consumption Capacity
bap / bar 25% 50% 75% Bap / bar
3 -31 -22 -6 6,9 7,08 n/cek; 25,5 M3y 226 kKan/y 263 BT
4 -35 -35 -8
9 -39 -28 -10
6 -42 -31 -11
7 -46 -34 -13

Mpumep yBeNMYEeHNsl CTOMKOCTU UMHCTPYMEHTA NPU UCMOJIb30BaHUM
npucnocoonexus “Cold-Air Nozzle”

Jletans: 3akanénHbiii wramn. Matepuan: 1.2343 (X38CrMoV5-1)
WNHCTPYMEHTaNbHas cTanb ¢ TBEPAOCTLIO 46-48 HRC

Onepaums: YepHoBas 06paboTKa Wwramna

VHCTPYMEHT: KoHueBas pesepHas MogynbHas ronioska Time-S-Cut ApT.Ne 9130.350524

(FRANKEN’250, cTp. 218) CO CMEHHbIMY TBEPAOCTIABHLIMM NacTUHAMM
Apt.Ne 9585A.08015 (FRANKEN'250, cTp. 216)

Ve=150 M/MuH - n =1 364 mun-! (06/mMuH) - f; = 1,11 Mm/3y6
Vi =6 057 MM/MUH - ap=0,4 MM - ae= 20,0 Mm

Pexumbl pesanus:

CTOMKOCTb MHCTPYMEHTA NpW NCNOSIb30BaHUN
npucnocoonenuns “Cold-Air Nozzle”

68 MuHyT

CTOIKOCTb MHCTPYMEHTA 6€3 UCMO0Nb30BaHMS
npucnoco6nenuns “Cold-Air Nozzle”

50 MUHYT

Takum o6pasom, npu ucnonb3osalum npucnocodneqmna“Cold-Air Nozzle”
CTOMKOCTb MHCTPYMEHTA, NPV NPOYMX PaBHbIX YCNOBUSIX, yBENM4Mnach Ha 36%.

Application example:
Increased tool life using the cold-air nozzle

Workpiece: Hardened mould, material hot work tool steel 1.2343 (X38CrMoV5-1)
with 46-48 HRC

Operation: Roughing the mould

Tool: Time-S-Cut screw-in end mill 9130.350524 (Catalogue 250, page 218)

with inserts 9585A.08015 (Catalogue 250, page 216)
Ve=150m/min - n=1364rpm - f;=1,11 mm
Vi=6057 mm/min - ap=0,4mm - 8= 20,0 mm

Cutting conditions:

Tool life with cold-air nozzle
68 minutes

Tool life without coolant
50 minutes

By using the cold-air nozzle, it was possible to increase the tool life by 36%.
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