NCNOJIHEHUE AFG
WERKZEUGE Design AFG

We have a passion for precision.

OnTnmanbHoe peweHne ansa o6paboTkn ctann
N 3aKaNE€HHOW CTanm.

Excellent for machining steel and hardened steel.

MpepHa3HayeHbl Ana 06paboTKn NerMpoBaHHON 1
HeNMrMpPOBaHHOW CTanu, a Tak »e Ana obpaboTku
3aKanéHHom ctanu ¢ teepaocTbio o 50 HRC,

N Apyrnx maTepuanos NOBblLWEHHON TBEPOOCTH.
MNMoaxopaT ans o6paboTky 6e3
ncnonb3oaHua COMX.

Not just for milling of alloy and none alloy
steel, but also for hard steel (up to 50 HRC)

as well as other tough materials. Also suitable
for dry machining.



KoHLeBble MOHONMUTHDbIE Solid carbide-End mill
TBepAocnnaBHble ¢ppesbl 2 flutes, short design

2 3y6a, KOpoTKMe

()
o
Crp.Page
l 164-173

N\ 2 S 30°) HA ‘\ J
( . [ Menko- )

TIAIN | v

V granulation

. J U V J

AFG50120-...

XBocToBukK / Shank
DIN 6535HA A i

| AFG50120-030

AFG50120-050 5,0 6 13 50

| AFG50120-080

AFG50120-120 2,0

AFG50120-160

| AFG50120-200 0,0

AFG50120-250 25,0 25 45 120

‘ Honyck / Tolerance ‘ V

‘ XBocToBuK / Shank h6

@ = OcHoBHoe npumeHeHue / Main application
O = flonyctumoe npumeHetne / Suitable

148 ArRNO*- Werkzeuge | CneumnanbHble LieHbl Bce pasmepbl yKasaHbl B MM / Dimensions in mm



KoHLeBble MOHONNTHbIE
TBepAocnnaBHble ¢ppesbl

2 3y6a, ANNHHbIE

AFG50121-...

XBoctoBukK / Shank
DIN 6535HA

AFG50121-030

AFG50121-050

AFG50121-080

AFG50121-120

AFG50121-160

AFG50121-200

‘ Lonyck / Tolerance ‘

‘ XBocToBuK / Shank hé

@ = OcHoBHoe npumeHeHue / Main application
O = Ponyctmoe nprmeHeHne / Suitable

Bce pasmepbl ykasaHbl B MM / Dimensions in mm

Solid carbide-End mill

2 flutes, long design

 a. )
[
Crp.Page
164-173
g 2 ) 30° ) HA
[ Menko- )
3ePHUCTBIN
Ultra micro

granulation

v
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KoHLeBble MOHONMUTHDbIE Solid carbide Ball-nose milling cutter
TBepAocnnaBHble ¢ppesbl 2 flutes, long design

2 3y6a, [iIMHHbIE

(T )
Crp.Page
- =] 164-173
_ 2 ) U 30° ) HA
( . [ Menko- . N
TIAIN | pmncees
V granulation
- NS V J
T
o AFG50321-...
XBocToBukK / Shank
DIN 6535HA d d, L ' i

AFG50321-030

AFG50321-050

AFG50321-080

AFG50321-120

AFG50321-160

AFG50321-200

‘ Ponyck / Tolerance

‘ XBocToBUMK / Shank h6

@ = OcHoBHoe npumeHeHue / Main application
O = lonyctumoe npumeHeHwe / Suitable

150 ArNO™- Werkzeuge | CneumanbHble LieHbl Bce pasmepbl yKasaHbl B8 MM / Dimensions in mm



MoHonuTHble ¢ppe3bl co chepuyeckum koHuoMm  Solid carbide Ball-nose milling cutter

2 3y6a, C KOHNYECKO LelKow 2 flutes, with tapper neck

o
G5 lé:".-ﬁ;%e
2 ) 30° HA
. [ Menko-
TIAIN | oo
V granulation
v
AFG50322-...
XBocToBuK / Shank i
DIN 6535HA d d, d, I, I I, I R A

AFG50322-120B 12,0 16 15,0 22 25 83 160 6,0 1°30°

Donyck / Tolerance

Papuyc/ Radius +0,01

@ = OcHoBHoe npuMeHeHue / Main application
O = [lonycTmoe npumeHeHne / Suitable

Bce pasmepbl ykasaHbl B MM / Dimensions in mm ARNO'- Werkzeuge | CneumnanbHble LieHbl 151



MoHonuTHble ¢ppesbl co chpepuueckum KoHuom  Solid carbide Ball-nose milling cutter

2 3y6a, iNMHHbIe (ANnA 06paboTKM Nasos) 2 flutes, long design (Slotting)

Crp.Page
l 164-173

30° HA

Menko-

3€PHUCTbIN
Ultra micro
granulation

A AFG52021-...

XBocToBukK / Shank

6
- F

AFG52021-018B 18 4 1,75 2,7 12 45

DIN 6535HA A d, | I, I
AFG52021-004B 04 4 037 06 2 45

@ = OcHoBHoe npumeHeHue / Main application
O = [lonycTumoe npumeHetne / Suitable

1 52 ARNO'- Werkzeuge | CneyyvanbHble LeHbl Bce pasmepbl yka3aHbl B Mm / Dimensions in mm



MoHonuTHble ¢ppe3bl co chpepuyeckum KoHuom  Solid carbide Ball-nose milling cutter

2 3y6a, ANVHHble (AN 06paboTKM Na3os) 2 flutes, long design (Slotting)

AFG52021-...

XBoctoBukK / Shank
DIN 6535HA A

AFG52021-060D 6,0 6 5,85 9,0 50 10

‘ Ponyck / Tolerance ‘

Papunyc / Radius +0,01

@ = OcHoBHoe npuMeHeHue / Main application
O = [lonycTrmoe npumeHeHne / Suitable

Bce pasmepbl ykasaHbl B MM / Dimensions in mm ARNO'- Werkzeuge | CneumanbHble LieHbl 153



MoHonuTHble ¢ppesbl co chpepuueckum KoHuom  Solid carbide Ball-nose milling cutter

2 3y6a, INHHbIE 2 flutes, long design

' T
o
e Crp.Page
- — lm-wa
I 2 ) U 30°) HA )
. ( . N (MenKo- N
TIAIN || o
granulation
' - J )
>
AFG51621-...
XBocToBukK / Shank
DIN 6535HA d d, d, I L !

| AFG51621-040

AFG51621-060 6,0 6 4,7 4,9 28 100

| AFG51621-100 100 10 8,2 79 40 00 |

‘ Lonyck / Tolerance ‘

‘ Paawnyc / Radius +0 01

@ = OcHoBHoe npuMeHeHue / Main application
O = lonyctumoe npumeHetue / Suitable

154 ArNO™- Werkzeuge | CneumanbHble LieHbl Bce pasmepbl yKasaHbl B MM / Dimensions in mm



KoHLeBble MOHONMUTHbIE Solid carbide-End mill
TBepAocnnaBHble ¢ppesbl 4 flutes, with corner radius

4 3y6a, C paAnMycoMm Npu BepLunHe

Crp.Page
l 164-173

T 4 ) 30° HA
(1 . Menko-
TIAIN | | o

granulation
X v

AFG50745-...R...

XBoctoBukK / Shank
DIN 6535HA A 3 1 2

AFG50745-025R0,25

AFG50745-035R0,35

AFG50745-050R0,5

AFG50745-080R0,8

AFG50745-120R1,2

‘ Jonyck / Tolerance

‘ Papuyc/ Radius +0,01

@ = OcHoBHoe npumeHeHue / Main application
O = Ponyctmoe npumeHeHme / Suitable

Bce pa3mepbl ykasaHbl 8 MM / Dimensions in mm ARNO'- Werkzeuge | CneyuanbHble LeHbl 155



KoHLeBble MOHONMNTHbIE
TBepAocnnaBHble ¢ppesbl

4 3y6a, KopoTKre

AFG50140-...

XBocToBukK / Shank d d | |
DIN 6535HA A i

| AFG50140-030

AFG50140-050 5,0 6 13 50

| AFG50140-080

AFG50140-120 2,0

AFG50140-160

| AFG50140-200

AFG50140-250 25,0 25 45 120

‘ Llonyck / Tolerance

‘ XBocToBMK / Shank hé

156 ArNO- Werkzeuge | CneumanbHble LieHbl

Solid carbide-End mill

4 flutes, short design
'S
o
Crp.Page

& lm-wa
L P4 ) U 30°) HA )
( . N (MenKo- N
TIAIN | g,

granulation
- J )

@ = OcHosHoe npumerenme / Main application
O = [lonyctmoe npumeHeHne / Suitable

Bce pasmepbl ykasaHbl B MM / Dimensions in mm



KoHLueBble MOHONNTHbIE TBepAocn/iaBHble ppesbl Solid carbide-End mill

4 3y6a, ANVIHHbIE C PaUYCOM NPU BEPLUNHE

4 flutes, long design, with corner radius

[
Crp.Page
l164—173
4 ) 30° HA )
(- . Menko-
TIAI N 3EPHUCTbIN
Ultra micro
’ granulation
R J

XBoctoBukK / Shank
DIN 6535HA A 1

AFG50741-100R2,0
AFG50741-120R1,0

AFG50741-200R2,0 20,0 20 55 110 2,0

4,0 6 15 50 0,3

5,0 6 20 60 0,3

6,0 6 20 60 0,3

6,0 6 20 60 1,0

8,0 8 25 70 0,5

8,0 8 25 70 1,5

- 10,0 10 30 90 03
- 10,0 10 30 90 2,0
12,0 12 30 90 1,0

12,0 12 30 90 2,0

16,0 16 50 110 1,0

16,0 16 50 110 2,0

20,0 20 55 110 1,0

[Lonyck / Tolerance

Papnyc / Radius +0,01

@ = OcHoBHoe npumeHeHue / Main application
O = Ponyctmoe npumeHeHwe / Suitable

Bce pasmepbl ykasaHbl B MM / Dimensions in mm

ARNO'- Werkzeuge | CneyuanbHble LeHbl
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KoHLeBble MOHONMNTHbIE
TBepAocnnaBHble ¢ppesbl

43/

AFG50141-...

XBocToBukK / Shank
DIN 6535HA A i

| AFG50141-030

AFG50141-050

| AFG50141-080

AFG50141-120 2,0

AFG50141-160

‘ AFG50141-200 20,0 10

‘ Lonyck / Tolerance

‘ XBocToBMK / Shank

158 ArNO*- Werkzeuge | CneumanbHble LieHbl

Solid carbide-End mill

4 flutes, long design

L. )

Crp.Page
l 164-173

_ 4 ) 30° ) HA

[ Menko- )

3€PHUCTbIN
Ultra micro
granulation

- AN J

@ = OcHoBHoe npumeHeHrue / Main application
O = Ponyctmoe nprmeHeHue / Suitable

Bce pasmepbl ykasaHbl B Mm / Dimensions in mm



KoHLeBble MOHONNTHbIE

Solid carbide-End mill

TBepaocnnaBHble ¢ppesbl 4-8flutes, long design
4 - 8 3ybbeB, ANVHHbIE
( N N
[
Crp.Page
= l164— 173
1 48) L 45° ) HA
( . ) [ Menko- N
TIAIN || sowene,
V granulation
& J J

AFG502.0-...

XBoctoBukK / Shank
DIN 6535HA A 1

AFG50260-060

AFG50260-100

AFG50260-140 14,0 14 26 83 6
AFGSO260i60 160 6 32 2 6

AFG50280-180 18,0 18 32 92 8

AFG50280-250 25,0 25 44 104 8

‘ Lonyck / Tolerance ‘

‘ XBocToBuK / Shank hé

@ = OcHosHoe npumeHeHue / Main application
O = Ponyctmoe npumeHeHme / Suitable

Bce pasmepbl ykasaHbl B MM / Dimensions in mm

ARNO'- Werkzeuge | CneyuanbHble LeHbl
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KoHLeBble MOHONMUTHDbIE Solid carbide-End mill
TBeppocn/iaBHble ¢pe3b| 6 flutes, long design, with corner radius

6 3y6beB, ANMHHbIE C PAANYCOM NPV BEPLUVHE

Crp.Page
l 164-173

" s a5°) HA ™ J
( . R Menko- ) 0
| TIAIN || gepunc
V granulation
R
- R v V v
AFG50861-...R...
XBocToBukK / Shank
DIN 6535HA d d h ! R 1

AFG50861-080R0,5

AFG50861-120R1,0 12,0 12 26 10 1,0
AFG50861-160R1,5 16,0 16 32 130 15

AFG50861-200R1,5 20,0 20 38 140 15

‘ [onyck / Tolerance

‘ Paawuyc/ Radius +0,01 ‘

@ = OcHoBHoe npumeHeHue / Main application
O = lonyctumoe npumeHeHwe / Suitable

160 ArNO™- Werkzeuge | CneumanbHble LieHbl Bce pasmepbl yKasaHbl B MM / Dimensions in mm



KoHLeBble MOHONNTHbIE
TBepaocnnaBHble ¢ppesbl

6 3y6a, CBEPXA/INHHbIE

AFG50262-...

XBoctoBukK / Shank
DIN 6535HA A 1

| AFG50262-080 8,0 8 36 %0

AFG50262-120 12,0 12 56 110

| AFG50262-200 200 20 76 %0

‘ Honyck / Tolerance ‘

‘ XBocToBuK / Shank hé

@ = OcHoBHoe npumeHeHue / Main application
O = Ponyctmoe nprmeHeHne / Suitable

Bce pasmepbl ykasaHbl B MM / Dimensions in mm

Solid carbide-End mill

6 flutes, extra long design

Crp.Page
l 164-173

U t6 ) 45° ) HA
( . [ Menko- )

3ePHUCTBIN
TIAI N Ultra micro

granulation

. V J
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KoHLeBble MOHONNTHbIE TBEPAOCNIaBHbIe Solid carbideRoughing milling cutter
yepHoBble ¢ppe3bl 3-5 flutes, short design

3 -5 3y6beB, KOpPOTKME

[ 3-5 )

Crp.Page
l 164-173

Menkwii/ fine

20° ) HB

. Menko-
3EPHUCTDIN
TIAI N UItFr’a micro
granulation

AFG606.0-...

Xsocrosuk / Shank d d, | |
DIN 6535HB h10 hé !

AFG60630-080 3

AFG60640-120 12,0 12 16 73 4

AFG60640-160 16,0 16 22 82 4
AFG60640-200 20,0 20 26 92 4

Honyck / Tolerance [LnanasoH grnametpos / Diameter range (mm)

(um) 21-3 >3-6 >6-10 >10-18 >18-30

he 0 0 0 0 0
6 -8 9 -1 -13

162 ArNO™- Werkzeuge | CneymanbHble LieHbl

@ = OcHoBHoe npumeHeHue / Main application

O = flonyctumoe npumerexue / Suitable

Bce pasmepbl ykaszaHbl B MM / Dimensions in mm



KoHueBble MOHONUTHbIE TBEPAOCN/IaBHbIE Solid carbide-Roughing milling cutter
YyepHoBble (I)pe3bl 3 - 5 flutes, long design

3 - 53y6beB, ANVHHbIE

[
Crp.Page
l164—173
35 ) 20° HB )
( . Menko- h
TIAI N 3€PHUCTbIN
Ultra micro
granulation
Menkuii/ fi v V
enkuin/ nej \ )

AFG606.1-...

XBocToBuK / Shank d d,
DIN 6535HB h10 hé !

AFG60631-080 8,0 8 16 63 3
AFG60641-120 12,0 12 26 83 4

AFG60641-160 16,0 16 32 92 4
AFG60641-200 20,0 20 38 104 4

Lonyck / Tolerance [wnana3soH anameTtpos / Diameter range (mm)

(um) =21-3 >3-6 >6-10 >10-18 >18-30

he 0 0 0 0 0
-6 -8 -9 -1 -13

@ = OcHoBHoe npumeHeHue / Main application
O = [onyctmoe npumeHeHne / Suitable

Bce pa3mepbl ykasaHbl B MM / Dimensions in mm ARNO'- Werkzeuge | CneyuanbHble LieHbl 163



PeXXnmbl pe3aHunsa gns TBepaoCcniaBHbIX ¢ppes

WcnonHeHne AFG

IELNETLITSN YepHoBas 06paboTka n 06paboTka nasos
KoaddpeuneHT

[N/mm?] [x ] AITiN TiAIN TiCN  Tia70 | AITiN TiAIN TiCN  Tia70

V. [m/min] V., [m/min] V. Im/minl  V_ [m/minl |V [m/min] V. [m/min] Vv, [m/minl  V_[m/min]

2 o Jwewso | 00 |
3aKaneHHble NernpoBaHHble cTany 1| lei2o | | | |wo20 | |
] Jeeso || ) Jwowmo ||
Tepmo0GpaGoTaHHble nernpoBanHble Crani o8 | e | | |  Jeo | |
AsoTupoBaHHbie cTann | e | | |  Jwowo | |
MoawMnHIKOBbIE CTaM : | Je9 | | [ Jwoww | |
[ eeso | dos0 |
MiHCTPyMenTanbHbIe ropAtewTamoBble cran s | e | |  lsm | |
| so0 | f e |
[ o0 || e |
Hepxaerowwas cranb aycrenutHas | | es | | [ lsee2oe | |
] [ | |
[ | |
[ | |
[ | |
1 [ [ I [ [
[ |
| [ /| |
| [ | | |
| [ | | |
| [ | | |
Tepmonnactuki 1 | |
1 | |
Tpaur 1 | |
Monun6aeH n monubaeHoBble cnnasbl -_---_--
[ |
[ | |
[ | |
Kaponpoussie cnasbi [ | |
[ | |
| wse0 || wowso | [
H seeoRC 11 | w20 | )| |

65-70 HRC

TeéppocTb O6paboTka KOHTYpa 1 nepudpepun

1S0O Marepuan

ABTOMaTHbIe CTanun

Tepmoo6paboTaHHble HeNlerpoBaHHble CTanu

MHCprMeHTaI'IbH ble 6b|c‘rpope)|<yu4v|e crann

Hepxagetowwas ctanb GpepputHas

HepxaBetowwas ctanb GepputHas/mapTeHCUTHasA < 1100

Cepblii uyryH 100-350

BbiCOKONPOYHbIN YyryH 300-500

Benbin uyryH 350-450

YepHbili 3aKaneHHbIN YyryH 350-450

AnOMUHNIT (HeNernpoBaHHbIN N HN3KONETNPOBaHHbIN) < 350

AntomunHuesble cnnabl 0,5-10% Si <400

AntomunHuesble craBbl >15% Si <400

<700

CnnaBbl megu

CneumanbHble cnnasbl Megu <300HB

NatyHb, 6poH3a v kpacHas 6poH3a, 06pasyloLme KOPOTKYIO CTPYXKY < 600

MnacTukmn copepxawme Gubpy

HuikeneBbie cnnasbl

CnnaBbl HUKeNA n Xpoma

Cnnaebl HUKenNA 1 Ko6anbTa

TutaHoBble cnnaebl

3aKanéHHble ctanun <45HRC 0,7

P p ABNAIOTCA yCPeAHEHHbIMU, wcnonb3y|7|'re NX C y4eTOM NONPaBOK ANA KaXA0ro KOHKPeTHOro cyyas.
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Cutting datas Solid carbide End mill
Design AFG

Material

Free cutting steel

Alloyed case hardened steel

Tempering steel, non alloyed

Tempering steel, alloyed

Nitriding steel

Roller bearing steel

High-speed steel

Hot working tool stee

Stainless steel, ferritic

Stainless steel, ferritic/martensitic

Stainless steel, austenitic

Grey cast iron with lamellar graphite

Speroidal cast iron

White cast iron, tempered

Black cast iron, tempered

Aluminium (non alloyed, low alloyed)

Aluminium alloys 0,5%-10% Si

Aluminium alloys > 15% Si

Copper wrought alloy:

Special copper alloys

Short-chipping brass, bronze, red bronze

Thermoplastics

Fibre-reinforced plastics

Graphite

Molybdenum and molybdenum alloy:

Nickel alloys

Nickel-chromium alloys

Nickel and cobalt alloys

Nickel-cobalt-chromium alloys

Titanium alloys

100-350

300-500

350-450

350-450

<400

<700

<300HB

<600

Strengtl
[N/mm?]

Roughing and full slot milling | Peripheral- and contour milling

AITiN TiAIN TiCN  Tia70 | AITiN TiAIN TiCN  Tia70

V, [m/min] V, [m/min] V. [m/minl -V [m/minl |V [m/min] V. [m/min] V [m/minl  V_[m/min]

| e ||| Ja020 |
| ee0 ||| o0 |
| Jeo0 || | oo |
| s | | o0 |
| s | | oo |
| o0 | | | oo |
| Jwso | | Jaso |
| e0 | | eomo |
[ o0 | | | Jew0 |
| 00 | | e0s0 |
| e || | Jewo |
- ! [ [ | |
(| | | |
(| | | |
(| | |
1 ! | | [ [
(| | |
. (| | | |
L [ | | | |
L [ | | | |
L [ | | | |
1 | | |
1 | | |
1 | | |
1 | | | | |
[ | | | |
L | | | |
[ | | | |
L [ | | | |
L | | | |

| ee0 | [ ] Jwowo | |
AN .22 A A A

Tempered steel <45HRC 0,7

H 56-60 HRC 11

65-70 HRC

The datas given are only approximate values. It can be necessary to adjust these datas to the individual machining operation.
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Pexkumbi pesaHunsa Cutting datas
NcnonHerve AFG Design AFG

B cooTBeTCTBUM C NpMBEAEHHBIMM TabnMLamu, BeNMYMHa Noaayn AoMKHa 6biTb CKOPPEKTUPOBaHa B 3aBMCMMOCTU OT o6pabaTbiBaemoro
MaTepuana u B COOTBETCTBUM C MonpaBoyHbiM Kodddeunentom Kf [f:].

For the following feed tables the values must be corrected depending on the material being machined
in line with the correction factor Kf [f ].

Hanpumep, npu ncnonb3oBaHun ppesbl guaMeTpom 6 Mm:
An example using a cutter with @ 6 mm is detailed:

Tabnuua pexxmumoB pesaHus / Vc-table

TeéppocTb Kf TiAIN
I1SO Martepuan / Material Strength ixf1 V,
[N/mm? - HB] z [m/min]
OcCHOBHble KOHCTPYKUMOHHbIE CTan! g0y /o 12 100 - 150
General construction steel
?;Teox;{:;estc;;nw <800 N/mm 2 12 100 - 150 Tabnuua Bbibopa nopau /f-table
3aKanéHHble HenernpoBaHHbie cTann < 800 N/mm 2 12 100- 150

Case hardened steel, non alloyed MonpaBouHbii Ko3ddeuneHT /

3akanéHHble nerpoBaHHble cTanm R Correction factor
Alloyed case hardened steel <1000 N/mm 90-120 Kf [f J
HenernpoBaHHbie OTnyweHHble CTanu

2
Tempering steel, non alloyed 0

HenernpoBaHHble OTNyLyeHHble cTanu

2
Tempering steel, non alloyed <1000 N/mm

Heruposauuble oTnyuweHHble cTann

2
Tempering steel, alloyed <Y Y

JlernpoBaHHble OTNyLEeHHble CTanu

2
Tempering steel, alloyed <1300 N/mm

CranbHoe NnuTbé

2
Steel castings < 850 N/mm

0,017

8 0,032 0,022 0,026

B cnyuae 06paboTKy 3aKanéHHOM NernpoBaHHON CTann 3HauYeHre NonpaBoYyHoro KoadbdeLneHTa no Tabnuue:
Kf (f.) = 1 (cooTBeTcTBYET 100%) f = 0,024

B cnyyae 06paboTKy nernposaHHO oTnyLeHHon ctanun <1300 N/mm?2, BennmunHa nofgaym aosnxa o6biTb ymeHbLueHa Ha 20 %
Kf (f:) = 0,8 (cootBeTcTBYeT 80 %) f-= 0,019

For case-hardening alloy steel the feed value from the table is valid:
Kf (f.) = 1 (according to 100 %) f. = 0,024

For heat treatable steel alloys < 1300 N/mm?2 the feed value from the table is reduced by 20 %.
Kf [fz] = 0,8 (according to 80%) fz=0,019

®opmyna ana pacuéta / General rule:
MNopaua Ha 3y6 / Feed per tooth: =f. « Kf ()

Ina cnyyas nayH»KepHoro ¢pesepoBaHnA = 3HauyeHue no Tabnuue / Ynucno 3ybbes
For axial plunge milling: =Table value / Number of teeth
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Pexxnmbl pe3aHus Cutting datas

WcnonHenne AFG Design AFG
Mopaua Ha 3y6 ¢ papnanbHom rny6uHon pesanns 0,2 — 0,3 mm < 40 HRC
Feed per tooth with radial depth of cut from 0,2 - 0,3 mm

2d, MonpaBouHbiii ko3ddeumeHT / Correction factor Kf [f,]

[mm] 1 0,7 038 0,9 11 12 15 16 18 19 24,

0,008 0,006 0,006 0,007 0,009 0,010 0,012 0,013 0,014 0,015

4 0,016 0,0M 0,013 0,014 0,018 0,019 0,024 0,026 0,029 0,030 Iy
s
x
i
0,024 0,017 0,019 0,022 0,026 0,029 0,036 0,038 0,043 0,046 T
s
Y
0,040 0,028 0,032 0,036 0,044 0,048 0,060 0,064 0,072 0,076
0,056 0,039 0,045 0,050 0,062 0,067 0,084 0,090 0,101 0,106
a,=0,2-0,3 mm

18 0,072 0,050 0,058 0,065 0,079 0,086 0,108 0,115 0,130 0,137

25 0,100 0,070 0,080 0,090 0,110 0,120 0,150 0,160 0,180 0,190

Mopaua Ha 3y6 npu pagnanbHom rnybuHe pesaHna go 10% ot guameTpa ppesbl (6 d,) <40 HRC
Feed per tooth with radial depth of cut of 10% of the cutter (2 d,)

2d, MonpaBouHbiii kKo3ddeumeHnT / Correction factor Kf [f,]

[mm] 1 0,7 08 0,9 11 1,2 15 1,6 18 19 2d,

0,008 0,006 0,006 0,007 0,009 0,010 0,012 0,013 0,014 0,015

4 0,014 0,010 0,01 0,013 0,015 0,017 0,021 0,022 0,025 0,027

0,020 0,014 0,016 0,018 0,022 0,024 0,030 0,032 0,036 A

°

x

wn

i
0,033 0,023 0,026 0,030 0,036 0,040 0,050 0,053 0,059 o

Y
0,047 0,033 0,038 0,042 0,052 0,056 0,071 0,075 0,085 0,089
a=0,10xd,

0,060 0,042 0,048 0,054 0,066 0,072 0,090 0,096 0,108 0,114

25 0,083 0,058 0,066 0,075 0,091 0,100 0,125 0,133 0,149 0,158

MpumeyaHue:
Monpasou. koapduument —Kff,=1,10 npua,=1xd, n—-Kff,=1,25npn a,=05xd,
s dppe3 6e3 NoKpbITUA Nofada JOMKHA BbITb CHYKEHa Ha 10-20%

Attention:
Feed rate correction factor — Kff,= 1,10 witha, = 1 x d, and - Kff,= 1,25 witha,=0,5xd,
Feed rates are reduced by 10 - 20 % for uncoated tools.
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Pexxnmbl pesaHus Cutting datas

Mcnonnenune AFG Design AFG
Mogaua Ha 3y6 npu paananbHoii ry6uHe pesanus go 20% ot anametpa ¢ppesbi (o d,) <40 HRC
Feed per tooth with radial depth of cut of 20% of the cutter (g d,)

ad, MonpaBouHbiil ko3dpdeumeHT / Correction factor Kf [f,]

[mm] 1 0,7 08 0,9 1,1 12 15 16 18 19 24,

0,005 0,003 0,004 0,004 0,005 0,006 0,007 0,008 0,009 0,009

4 0,010 0,007 0,008 0,009 0,01 0,012 0,015 0,016 0,018 0,019
A
0,015 0,010 0,012 0,013 0,016 0018 0,022 0,024 0,027 0,028 _
©
x
n
I
0,025 0,017 0,020 0,022 0,027 0030 0,037 0,040 0,045 0,047 o
Y
0,035 0,024 0,028 0,031 0,038 0042 0,052 0,056 0,063 0,066
=0,20x d,
18 0,045 0,031 0,036 0,040 0,049 0054 0,067 0,072 0,081 0,085
25 0,063 0,044 0,050 0,056 0,069 0,075 0,094 0,100 0,113 0,119
Y 0
Mopaua Ha 3y6 npu paananbHoii ry6uHe pesaHusa Ao 40% ot grnametpa ¢ppesbi (¢ d,) <40 HRC
Feed per tooth with radial depth of cut of 40% of the cutter (2 d,)
ad, MonpaBouHbiil ko3dpdeumeHT / Correction factor Kf [f,]
[mm] 1 07 038 0,9 1,1 12 15 16 18 1,9 2d,
2 0,004 0,002 0,003 0,003 0,004 0004 0006 0006 0,007 0,007
4 0,008 0,005 0,006 0,007 0008 0009 0012 0012 0014 0,015
A
0,012 0,008 0,009 0,010 0,013 0,014 0018 0019 0,021 0,022 ~
©
x
n
I
0,020 0,014 0,016 0,018 0022 0024 0030 0032 0036 0,038 o
Y
0,028 0,019 0,022 0,025 0,030 0033 0042 0044 0,050 0,053
a,=0,40xd,
0,036 0,025 0,028 0,032 0,039 0043 0054 0057 0,064 0,068
25 0,050 0,035 0,040 0,045 0,055 0060 0075 0,080 0,090 0,095
MpumeuaHne:

Monpasou. koapduument — Kff,=1,10 npna,=1xd, n—Kff,=125npu a,=0,5xd,
[ins ¢ppes 6e3 NoKpbITUA Nofgaya AomKHa ObiTb CHUXKeHa Ha 10-20%

Attention:
Feed rate correction factor — Kff, = 1,10 witha, =1 xd, and - Kff,= 1,25 witha, = 0,5 x d,
Feed rates are reduced by 10 - 20 % for uncoated tools.
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PexXumbl pesaHuns

VcnonHeHne AFG

Cutting datas
Design AFG

Mopaua Ha 3y6 npu pagnanbHoi rny6uHe pesaHna go 60% ot gnuametpa ¢ppesbi (6 d,) <40 HRC
Feed per tooth with radial depth of cut of 60% of the cutter (2 d,)

2d,
[mm]

25

0,003

4 0,006 0,004 0,005 0,005 0,007 0,007 0,009 0,010 0,01 0,012

0,7

0,002

038

0,002

MonpaBouHbiii ko3ddeumeHT / Correction factor Kf [f,]

0,9

0,002

11

0,003

1,2

0,003

1,5

0,004

1,6

0,005

18

0,005

0,006

A
0,009 0,006 0,007 0,008 0,010 0,011 0,014 0,015 0,017 _
el
x
n
i
0,016 0,011 0,013 0,014 0,017 0,019 0,024 0,026 0,029 0,030 o
Y
0,022 0,015 0,018 0,020 0,025 0,027 0,034 0,036 0,040 0,043
a,=0,60xd,

0,029

0,040

0,020

0,028

0,023

0,032

0,026

0,036

0,032

0,045

0,035

0,049

0,043

0,061

0,046

0,065

0,052

0,073

0,055

0,077

Mopaua Ha 3y6 npu pagnanbHon rnybrHe pesaHna ao 80% ot anametpa ¢ppesbl (8 d,) < 40 HRC
Feed per tooth with radial depth of cut of 80% of the cutter (2 d,)

ad,
[mm]

4

25

0,002

0,005

0,7

0,001

0,003

038

0,002

0,004

MonpaBouHbiii ko3ddeumenT / Correction factor Kf [f,]

0,9

0,002

0,004

11

0,002

0,005

1,2

0,003

0,006

15

0,003

0,007

1,6

0,004

0,008

18

0,004

0,009

19

0,004

0,009

A
0,007 0,005 0,006 0,006 0,008 0,009 0,01 0,012 0,013 0,014 _
el
x
n
i
0,012 0,008 0,010 0,011 0,013 0,015 0,018 0,020 0,022 0,023 o
v
0,017 0,012 0,014 0,015 0,019 0,021 0,026 0,028 0,031 0,033
a=0,80xd,

0,022

0,031

0,015

0,022

0,018

0,025

0,020

0,028

0,024

0,034

0,027

0,037

0,033

0,047

0,036

0,050

0,040

0,056

0,042

0,059

MpumeyaHue:

Monpasouy. koapduument —Kff,=1,10 npua,=1xd; n—-Kff,=1,25npn a,=05xd,
[insa ppe3 6e3 NoKpbITUA NofaYa JOMKHA BbITb CHIKEHa Ha 10-20%

Attention:
Feed rate correction factor — Kff,= 1,10 witha, = 1 x d, and -+ Kff,= 1,25 witha,=0,5xd,
Feed rates are reduced by 10 - 20 % for uncoated tools.
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Pexxnmbl pesaHus Cutting datas
Mcnonnenune AFG Design AFG

Mopaua Ha 3y6 npu ¢ppesepoBaHum Na3oB=» ap =0,5x d, <40 HRC
Feed per tooth when full slot milling = ap=0,5xd,

ad, MonpaBouHbiil ko3dpdeumeHT / Correction factor Kf [f,]
[mm] 1 0,7 038 0,9 11 1,2 15 1,6 18 19

0,004 0,002 0,003 0,003 0,004 0,004 0,006 0,006 0,007 0,007

4 0,009 0,006 0,007 0,008 0,009 0,010 0,013 0,014 0,016 0,017

0,013 0,009 0,010 0,0m 0,014 0,015 0,019 0,020 0,023 0,024

0,022 0,015 0,017 0,019 0,024 0,026 0,033 0,035 0,039 0,041

0,032 0,022 0,025 0,028 0,035 0,038 0,048 0,051 0,057 0,060

18 0,042 0,029 0,033 0,037 0,046 0,050 0,063 0,067 0,075 0,079

25 0,056 0,039 0,044 0,050 0,061 0,067 0,084 0,089 0,100 0,106
MNopaua Ha 3y6 npwm ¢pe3ep03§|-!vw| nasos=»ap =1xd, < 40 HRC
Feed per tooth when full slot milling =¥ ap =1 xd,
ad, MonpaBouHbiil ko3dpdeumeHT / Correction factor Kf [f,]
[mm] 1 0,7 08 0,9 1,1 1,2 15 1,6 18 19

2 0,003 0,002 0,002 0,002 0,003 0,003 0,004 0,004 0,005 0,005

4 0,006 0,004 0,005 0,005 0,006 0,007 0,009 0,009 0,01 0,011
0,008 0,006 0,007 0,008 0,009 0,010 0,013 0,014 0,015 0,016

0,014 0,010 0,011 0,013 0,016 0,017 0,021 0,023 0,026 0,027

0,021 0,015 0,017 0,019 0,023 0,025 0,031 0,033 0,037 0,040

0,027 0,019 0,022 0,025 0,030 0,033 0,041 0,044 0,049 0,052

25 0,036 0,025 0,029 0,033 0,040 0,044 0,055 0,058 0,066 0,069

MpumeyaHue:
[ina ppe3 6e3 NoKpbITUA NofaYa AOMKHA BbITb CHYXKEHA Ha 10 - 20%.

Attention:
Feed rates are reduced by 10-20% for uncoated tools.
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Pexxnmbl pe3aHus Cutting datas
WcnonHenne AFG Design AFG

MNopaun pgna ¢ppes co chepnyeckum KOHLOM U ana o6paboTku Topuem ¢ppesbl > 40 HRC
Feed rates for ball nosed- and High Feed cutters

Dpes3bl co chepuyecknm Topuem

D®pe3sbl co chepuyeckum D®pesbl co chepuyeckum AnA 06paboTku aeTaneit O6paboTKa TopLEeM O6paboTKa Topuem
KoHuoM KOHUOM wTamnoB 1 npecchopm bpesbi $pesbi
Ball nose end milling cutters Ball nose end milling cutters Ball nose cutter for mold High Feed cutters High Feed cutters

and die production

2d 2d, @d

1

e e

! fz[mm] fz [mm] fz[mm] fz [mm] fz [mm]

Mpumeyanune:
[ina dpe3 6e3 NOKPbITUA NOAAYA AOMKHA ObITb CHIKEHa Ha 10 - 20%.

Attention:
Feed rates are reduced by 10-20% for uncoated tools.
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Pexxnmbl pesaHus Cutting datas
WcnonHenune AFG Design AFG

Mopaua Ha 3y6 f,[mm], 3akanéHHble MaTepuansbl, cyxoe ppesepoBaHune =40 HRC
Feed per tooth f [mm], hardened materials, dry processing

TeepaocnnasHble ¢pesbl TeBeppocnnaBHbie ¢ppesbl TeeppocnnaBHble ¢ppe3bl TeepaocnnaBHble $ppesbl TeepaocnnaBHbie $ppesbl

Solid carbide End mill Solid carbide End mill Solid carbide End mill Solid carbide End mill Solid carbide End mill

2d ad 2d 2d 2d

—>|—|<——>|—|<——>|—|<——>ﬁ|<——>|—l<—

0,02-003xd,

0,5xd,

<€

Y
Y

0,02-0,03xd, 0,1xd,

d1

fz [mm] fz[mm] fz [mm] fz[mm] fz[mm]
[mm]

25 0,060 0,065 0,055 0,055 0,035

MpumeyaHue:
[nsa dppe3 6e3 NoKpbITUA NOfaYa JOMKHA BbITb CHIKEHa Ha 10 - 20%.

Attention:
Feed rates are reduced by 10-20% for uncoated tools.
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Pexxnmbl pe3aHus Cutting datas

McnonHeHne AFG Design AFG
Mopaua Ha 3y6 f,[mm)], 3akanéHHble MaTepmanbl, cyxoe ppesepoBaHmne > 40 HRC
Feed per tooth f [mm], hardened materials, dry processing
Dpesbl co chpepuyeckum  dpesbl co chepruecknm  dpesbi co chepueckum Topuem  Opesbi co chepuueckum Topuem  O6paboTKa TOpLEM 06paboTKa TopLieM
KOHLOM KOHLOM Ana o0p: i AnA 06p A i dpesbl dpesbl
WTamnos u npeccpopm WTamnos n npecchopm
Ball nose end milling Ball nose end milling Ball nose cutter for mold  Ball nose cutter for mold High Feed cutters High Feed cutters
cutters cutters and die production and die production

! fz [mm] fz[mm] fz [mm] fz [mm] fz[mm] fz [mm]

Mpumeuanne:
[ns onTuManbHOro pesynbTaTa pekoMeHyeTcs nonyTHoe GpesepoBaHue.

Attention:
For optimal results it is recommended to climb mill.
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Apyron NHCTPYMEHT 13 Hallen HOMEHKaTypbl.

Other highlights from our milling range.

Cucrema ARNO’ Duo-Mill ARNO’ milling-system Duo-Mill
DOpe3a ABONHOrO Ha3HaYeHUA.
OpuH Kopnyc AnA yCTaHOBKM ABYX
TUMOB NNACTWH: KBaAPaTHbIX

W NNacTUH gna
BbICOKOMPOW3BOAUTENBHOTO
bpesepoBaHus.

Square shoulder and high feed
(HFC) milling with just one tool.

®pe3b ARNO° FTA ARNO°’ milling-system FTA

CHuXeHMe cebecToMmocT
06paboTKM NIOCKOCTEN.

Face milling tool for cost reduction.

Cncrema ARNO° FOA ARNO’ milling-system FOA
@pe3bl 4N 06paboTKM NIOCKOCTEN
C NO3UTUBHBIMU KPYTJIbIMM

1 BOCbMUTPAHHBIMI MJTAaCTUHAMM.

The positive face-milling-cutter, in
which both a round and an octogonal
insert can be used.

Ana nonyyeHnsa nogpo6Hon nHpopmaLmm, NoXxanyncra, noceTute canTol www.arno.de
M WWW.arnoru.ru unm ceaxmtecb ¢ npeacrasutenbcrsom ARNO.
For more information on these products please see our website www.arno.de or contact ARNO.

WERKZEUGE

Bestell-Hotline: 0800/276 69 59

Montags bis donnerstags, 7 bis 18 Uhr und freitags, 7 bis 16 Uhr. GEBUHRENFREI.




