WCMNOJIHEHUE AFV
WERKZEUGE Design AFV

We have a passion for precision.

BoicokonpounssoguTtenbHble ppe3bl
obLiero HasHaueHus gy YepHOBOMN
N YNCTOBOW 0OpaboTKMN.

General purpose high performance
for roughing and finishing.

Bbicokonpou3BoanTenbHble ppesbl C HepaBHOMEPHbIM
warom 3yObeB 1 NepeMeHHbIM YrIOM HaKoHa cnupanu
(26°- 30° nnn 35°- 38°).

MprMeHAITCA ANA YePHOBOW 1 YNCTOBOM

06paboTKMN 6ONbLIMHCTBA MaTePUAsIoB.

Solid carbide cutters with un-even pitch
design (26°-30° or 35°-38°) for both
roughing and finishing of nearly all materials
with up to 60% higher feed rate, less
vibration, better surface finish and increased
cutting depth.



KoHueBble MOHONMTHbIE TBEpAOCMIaBHble ppesbl Solid carbide-End mill with unequal pitch
C NepemMeHHbIM YyrfioM cnupanu 4flutes, short design

4 3yba, KopoTKre

)

. 35-38°) HB )
( . R Menko- N

3ePHUCTBIN

z TIAI N Ultra micro

V granulation

K

v v

AFV61840-...(R...)

Crp. Page
l 234-241

s
IS
-

s
B
.

XBocToBukK / Shank
DIN 6535HB A 1

AFV61840-030R0,3 3,0 6 7 54 0,3
AFV61840-040R0,3 4,0 6 8 54 0,3
AFV61840-050R0,3 5,0 6 10 54 03

AFV61840-060R0,4

AFV61840-080R0,4

AFV61840-180R1,0

‘ AFV61840-200R1,0 20,0 10

‘ Aonyck / Tolerance ‘

‘ XBocToBuK / Shank h6

@ = OcHoBHoe npumeHeHue / Main application
O = Ponyctumoe npumereHue / Suitable
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KoHueBble MOHONNTHbIE TBepAaocrsiaBHble (I)pe3bl
Cc nepemMeHHbIM yrnom cnupann

4 3y6a, KOpoTKMe
=) crneymanbHas cepua ais 06paboTku cTanen

Solid carbide-End mill with unequal pitch

4 flutes, short design
=» especially for steel machining

Ctp. Page
l 234-241

26-30 ° HA J HB

-

Menko-
3€PHUCTbIN
Ultra micro
granulation

TiAIN

AFV51840-...ST (R...) / AFV61840-...ST (R...)

XBoctoBukK / Shank
DIN 6535HA A 1

3,0 6 5 50 0,3
4,0 6 8 54 0,3
5,0 6 9 54 0,3
6,0 6 10 54 04
8,0 8 12 58 0,4
10,0 10 14 66 04
12,0 12 16 73 0,6
14,0 14 18 75 0,6
16,0 16 22 82 0,8
20,0 20 26 92 0,8
3,0 6 5 50 -
4,0 6 8 54 -
5,0 6 9 54 -
6,0 6 10 54 -
8,0 8 12 58 -
10,0 10 14 66 -
12,0 12 16 73 -
14,0 14 18 75 -
16,0 16 22 82 -
18,0 18 24 84 -
20,0 20 26 92 -

- 3

4

AFV51840-200-STRO,8
AFV61840-030-ST
AFV61840-040-ST
AFV61840-050-ST
AFV61840-060-ST
AFV61840-080-ST
AFV61840-100-ST
AFV61840-120-ST
AFV61840-140-ST
AFV61840-160-ST
AFV61840-180-ST

AFV61840-200-ST

@ = OcHosHoe npumeHeHme / Main application
O = [lonyctmoe npumeHetne / Suitable

Bce pasmepbl ykasaHbl B MM / Dimensions in mm

AFV

Mpumep / Example:
AV51840-030ST...

,ST" =Cranb / Steel
CneuuanbHo s 06paboTkm ctanu /
Especially for machining steel

Honyck / Tolerance

Papuyc/ Radius +0,03
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KoHueBble MOHONUTHDbIE Solid carbide-End mill with unequal pitch
TBeppocnnaBHbie ppesbl 4 flutes, long design
C NepeMeHHbIM YrJIoM cnupanm

4 3y6a, ANViHHbIE

& )
[ ]

Crp. Page
l 234-241

7 4 ) 35-38°) HB )

( . R Menko- )
3ePHUCTBIN
: TIAI N Ultra micro
granulation
X V
»

& J

s
B
.

AFV61841-...(R...)

XBocToBukK / Shank
DIN 6535HB A 1

AFV61841-030R0,3 3,0 6 8 57 0,3
AFV61841-040R0,3 4,0 6 n 57 03
AFV61841-050R0,3 5,0 6 13 57 03

AFV61841-060R0,4

AFV61841-080R0,4

AFV61841-180R1,0

AFV61841-200R1,0

AFV61841-250R1,0 25,0 25 38 104 1,0

‘ Honyck / Tolerance

‘ XBocToBMK / Shank hé

@ = OcHoBHoe npumeHeHue / Main application
O = lonyctnmoe npumeHeHue / Suitable

230 ARNO® -Werkzeuge | CneyuanbHbie LieHbl Bce pasmepbl ykasaHbl 8 Mm / Dimensions in mm



KoHueBble MOHONUTHbIE TBepAocnnaBHble ¢pesbl Solid carbide-End mill with unequal pitch

=» especially for steel machining

4 3y6a, ANViHHbIE
=» crieyyanbHas cepus ans o6paboTku cTaneil
o
. Ctp. Page
lz34—241
T4 ) 2630 ° HA HB
. Menko-
TIAI N 3€PHUCTbIN
Ultra micro

granulation

VY

-

AFV51841-..ST (R...) / AFV61841-...ST (R...)

XBoctoBukK / Shank
DIN 6535HA A 1

AFV61841-030-ST 3,0 6 8 57 -
AFV61841-040-ST 4,0 6 n 57 - Mpumep / Example:

AV51841-030 ST...

CneuyuanbHo s 06paboTkm cTanu /

AFV61841-250-ST 25,0 25 38 104 -

‘ Honyck / Tolerance ‘

Papuyc / Radius +0,03

ARNO* -Werkzeuge | CneyuanbHbie LieHbl
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KoHueBble MOHONUTHbIE TBePAOCM/IaBHbIE Solid carbide Ball-nose milling cutter with
$pe3bl co chepnuecknm KOHLIOM U unequal pitch 4futes, long design
nepemMeHHbIM Yriiom cnupanv

4 3y6a, ANVHHbIE -
CTp. Page
234-241
o ' 4

35-38 ° HB

Menko-

TiAl N 3€PHUCTBIN
Ultra micro

’ granulation

AFV60341-...

XBocToBuK / Shank

DIN 6535HB d d‘ I‘ ! ‘&‘
AFV60341-030 3,0 6 8 57
AFV60341-040 4,0 6 mn 57
AFV60341-050 5,0 6 13 57
AFV60341-060 6,0 6 13 57
AFV60341-080 8,0 8 19 63
AFV60341-100 10,0 10 22 72
AFV60341-120 12,0 12 26 83
AFV60341-160 16,0 16 32 92 -
AFV60341-200 20,0 20 38 104
AFV60341-250 25,0 25 38 104
-

Lonyck / Tolerance
Pexyuwas yactb / Mill 0 -

-0,03
Paawuyc/ Radius +0,01 @ \
XsoctoBuK / Shank h6 - d =

@ = OcHoBHoe npumeHeHue / Main application
O = flonyctumoe npumeretne / Suitable
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KoHueBble MOHONNTHbIE
TBepAocnnaBHble ¢ppesbl
C nepeMeHHbIM YrJIoM cnupanu

5 3y6beB, AINHHbIE

AFV61851-...

XBocToBuK / Shank
DIN 6535HB

AFV61851-060
AFV61851-080
AFV61851-100
AFV61851-120
AFV61851-140
AFV61851-160
AFV61851-180
AFV61851-200
AFV61851-250

Honyck / Tolerance
Pexyuwas yactb / Mill

XBocToBUK / Shank

6,0
8,0
10,0
12,0
14,0
16,0
18,0
20,0
25,0

-0,03

@ = OcHosHoe npumeHeHme / Main application

(O = lonyctmoe npumeHeHue / Suitable

Bce pasmepbl ykasaHbl B Mm / Dimensions in mm

hé

13
19
22
26
26
32
32
38
38

57
63
72
83
83
92
92
104
104

Solid carbide-End mill with unequal pitch

5 flutes, long design

-
Crp.Page
234-241
-5

35-38 °

Menko-
3€PHUCTbIN
Ultra micro
granulation

4

HB

KLJ

d=R
HeE
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PeXXnmbl pe3aHunsa gns TBepaoCcniaBHbIX ¢ppes

WcnonHenune AFV
B a P BOREEYRT) YepHoBas 06paboTka 1 06paboTka nasos 0O6pa6oTKa KOHTYpa 1 nepudpepun
KO eLNeHT
150 Werkstoff vmmel o™ | AN TIAIN TGN Tiazo | AN TIAIN - TICN - Tia70
V. [m/min] V., [m/min] V. Im/minl V [m/minl |V [m/min] V. [m/min] V, [m/minl - V_[m/min]
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Monu6aeH 1 MONMGARHOBbIE CnaBbl L
Hukeneabie cnagbl %0 ] 00
| s ] 6090
| ss0 ] e
| ss0 ] so0
TuTariosbie crinasei g [ Jes ] oo
/' [/ | | | |
56-60 HRC . ! | | | | |

65-70 HRC

ABTOMaTHbIE CTann <800

3aKaneHHble nermpoBaHHble cTanu <1000

TepmoobpaboTaHHble HeNlernpoBaHHble CTanu <1000

TepmoobpaboTaHHble NernpoBaHHble CTanu <1300

A30TMpOBaHHbIE CTanun <1000

MopwunnHuKoBble cTann <1200

NHCTpyMeHTanbHble 6bICTpOpeXxyLyme cTanu <1300

HepxaBetowas ctanb GeppuTHas/MapTeHCMTHAA < 1100

Cepblii uyryH 100-350 1

BblCOKONPOUHbIN YyryH 300-500 1

Benbiin uyryH 350-450 1

YepHbiil 3aKaneHHbIN YyryH 350-450 1

AnoMrHMI (HenernpoBaHHbIN 1 HU3KONETrNpPOoBaHHbIA) < 350

AnoMmuHuesble cnnasbl 0,5-10% Si <400

AntomunHuesble criaBbl >15% Si <400

<700

Cnnasbl megun

CneumanbHble CiaBbl Mean <300HB

NaTyHb, 6poH3a 1 KpacHas 6poH3a, 06pasyioLre KOPOTKYIO CTPYXKKY <600

CnnaBbl HUKeNA n Xpoma

CnnaBbl HUKensA 1 Ko6anbta

MaponpouHble cnnasbl

3aKanéHHble cTanun <45 HRC

H

My ble P o] ABNAIOTCA yCpeAHEHHbIMY, I/ICI'IOﬂb3yI7ITe MX C y4eTOM NMOMpaBoOK ANA KaXaoro KOHKPeTHOro cryyas.
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Cutting datas Solid carbide End mill
Design AFV

Material IN/mm2]

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 steel

Stainless steel, ferritic

Stainless steel, ferritic/martensitic

Stainless steel, austenitic

Grey cast iron with lamellar graphite 100-350

Speroidal cast iron 300-500

White cast iron, tempered 350-450

Black cast iron, tempered 350-450

Aluminium (non alloyed, low alloyed)

Aluminium alloys 0,5%-10% Si

Aluminium alloys > 15% Si <400

Copper wrought alloys <700

Special copper alloys <300HB
Short-chipping brass, bronze, red bronze <600
Thermoplastics

Fibre-reinforced plastics

Graphite

Molybdenum and molybdenum alloys

Nickel alloys

Nickel-chromium alloys

Nickel and cobalt alloys

Nickel-cobalt-chromium alloys

Titanium alloys

Tempered steel <45 HRC

H 56-60 HRC

65-70 HRC

Strength  Correction

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]
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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
NcnonHeHne AFV Design AFV

B cooTBeTCTBUM C NpMBEAEHHBIMM TabNMLLAMK BENMYMHA NOAAaYM AOMKHa 6bITb CKOPPEKTMPOBaHa B 3aBUCMMOCTH OT 06pabaTbiBaemMoro
MaTepuana u B COOTBETCTBUM C MonpaBoyHbiM Koadpdpuunmentom 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 1.

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

Ta6bnuua pexxumoB pe3saHusa / V -table

TeéppocTb Kf TiAIN
ISO Martepuan / Material Strength Ixf1 v,

[N/mm? - HB] z [m/min]
OcHOBHble KOHCTPYKUMOHHbIE CTan!t g0y /o 12 100 - 150
General construction steel
ABTOMaTHbIe CTann 2
Free cutting steel <800 N/mm 1.2 100-150 Ta6nuua Bbi6opa nopav /f -table
3aKanéHHble HenernpoBaHHbie cTann < 800 N/mm 2 12 100- 150

Case hardened steel, non alloyed MonpaBouHbIn Ko3pruneHT /

3akanéHHble nerpoBaHHble cTanmn R Correction factor
Alloyed case hardened steel <1000 N/mm 90-120 Kf [f,]
HenernpoBaHHbie OTnyweHHbIe CTanm

2
Tempering steel, non alloyed <O

HenernpoBaHHble OTNyLyeHHble cTanu

2
Tempering steel, non alloyed <1000 N/mm

Heruposauuble oTnyuweHHble cTann

2
Tempering steel, alloyed <Y Y

JlernpoBaHHble OTNyLEeHHble CTanun

2
Tempering steel, alloyed <1300 N/mm

CranbHoe NnTbé

2
Steel castings < 850 N/mm

0,017

8 0,032 0,022 0,026

B cnyyae 06paboTKy 3aKanéHHOWM NerMpoBaHHO CTany 3HauYeHne NonpaBoYHOro KoadpduumeHTa no Tabnuue:
Kf (f,) = 1 (cooTBeTcTBYeT 100 %) f, = 0,024

B cnyuae 06paboTKM nerMpoBaHHOM OTNyLeHHO cTanu <1300 N/mm?BennumnHa nogaum Jonxa 6biTb 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? the feed value from the table is reduced by 20 %.
Kf [fz] = 0,8 (according to 80 %) fz=0,019

®opmyna ana pacyéra / General rule:
Mopaua Ha 3y6 / Feed per tooth: =f_«Kf(f)

[nA cnyyasa nnyHxepHoro ppesepoBaHMA = 3HaueHue no Tabnuue / Yncno 3ybbes
For axial plunge milling: =Table value / Number of teeth
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Pexxnmbl pe3aHus Cutting datas
WcnonHenne AFV Design AFV

Mopaua Ha 3y6 npu pagnanbHoi rny6uHe pesaHunsa 0,2 - 0,3 mm
Feed per tooth with radial depth of cut from 0,2 - 0,3 mm

2d, MonpasouHblit KoapduumeHT / Correction factor Kf [f2]

[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5 1,6 1,8 1,9 2d,

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

4 0,016 0,011 0,013 0,014 0,018 0,019 0,024 0,026 0,029 0,030

A
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 (2 d,)
Feed per tooth with radial depth of cut of 10% of the cutter (2 d,)

ad, MonpaBouHbiii kKo3dpduumeHT / Correction factor Kf [fz]

[mm] 1 0,7 0,8 0,9 11 1,2 1,5 1,6 18 1,9 2d,
2 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 0,011 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 0,038 A

°

x

wn

i
0,033 0,023 0,026 0,030 0,036 0,040 0,050 0,053 0,059 0,063 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,

18 0,060 0,042 0,048 0,054 0,066 0,072 0,090 0,096 0,108 0,14

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

MpumeyaHue:
Monpasouy. koa¢pdpuunent —Kff,=1,10 npua,=1xd, n—Kff,=1,25npn a,=0,5xd,
[ins dpe3 6e3 NoKpbITUA NoAaya AOMKHA ObITb CHIKeHa Ha 10-20%.

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

Mopaya Ha 3y6 npu pagnanbHon rnybuHe pesaHna go 20% ot guameTpa ¢ppesbl (o d,)
Feed per tooth with radial depth of cut of 20% of the cutter ( d,)

ad, MonpasouHblit KoapduumeHT / Correction factor Kf [fz]

[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5 1,6 1,8 1,9 2d,

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 0,011 0,012 0,015 0,016 0,018 0,019

A
0,015 0010 0012 0013 0016 0018 0022 0024 0027 0,028 _
o
x
n
I
0,025 0017 0020 0022 0027 0030 0037 0040 0045 0,047 o
Y

0,035 0024 0028 0031 0038 0042 0052 0056 0063 0,066
=0,20xd,

18 0,045 0,031 0,036 0,040 0,049 0,054 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

Mopaya Ha 3y6 npu pagnanbHon rnybuHe pesaHna go 40% ot grameTpa ¢ppesbl (o d,)
Feed per tooth with radial depth of cut of 40% of the cutter (o d,)

ad, MonpaBouHblii ko3bdpuument / Correction factor Kf [f:]

[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5 1,6 1,8 1,9 2d,
2 0,004 0,002 0,003 0,003 0,004 0,004 0,006 0,006 0,007 0,007

4 0,008 0,005 0,006 0,007 0,008 0,009 0,012 0,012 0,014 0,015

A
0,012 0,008 0,009 0,010 0,013 0,014 0,018 0,019 0,021 0,022 _
o
x
n
i
0,020 0,014 0,016 0,018 0,022 0,024 0,030 0,032 0,036 0,038 o
.2
0,028 0,019 0,022 0,025 0,030 0,033 0,042 0,044 0,050 0,053
a,=0,40xd,
0,036 0,025 0,028 0,032 0,039 0,043 0,054 0,057 0,064 0,068
25 0,050 0,035 0,040 0,045 0,055 0,060 0,075 0,080 0,090 0,095
Mpumevanme:

Monpasou. koapduument — Kff,=1,10npua,=1xd; n—Kff,=1,25npu a,=0,5xd,
[ns dppe3 6e3 NoKpbITUA NOAAYa JOMKHA BbITb CHIXKEHA Ha 10-20%.

Attention:
Feed rate correction factor — Kff,= 1,10 witha, = 1 x d, and > Kff,= 1,25 witha, = 0,5 x d,
Feed rates are reduced by 10 - 20 % for uncoated tools.
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Pexxnmbl pe3aHus Cutting datas
WcnonHenne AFV Design AFV

Mopaua Ha 3y6 npu pagnanbHom rnybuHe pesaHna fo 60% ot anametpa ¢pesbi (o d,)
Feed per tooth with radial depth of cut of 60% of the cutter (2 d )

2d, MonpasouHblii koadduument / Correction factor Kf [f:]

[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5 1,6 1,8 1,9 2d,

0,003 0,002 0,002 0,002 0,003 0,003 0,004 0,005 0,005 0,006

4 0,006 0,004 0,005 0,005 0,007 0,007 0,009 0,010 0,011 0,012

A
0,009 0,006 0,007 0,008 0,010 0,01 0,014 0,015 0,017 0,018 _
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 0,020 0,023 0,026 0,032 0,035 0,043 0,046 0,052 0,055

25 0,040 0,028 0,032 0,036 0,045 0,049 0,061 0,065 0,073 0,077

Mopaua Ha 3y6 npu paagnanbHom rny6uHe pesaHna fo 80% ot anametpa ¢pesbi (o d,)
Feed per tooth with radial depth of cut of 80% of the cutter (2 d,)

2d, MonpasouHblii ko3bduument / Correction factor Kf [f:]

[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5 1,6 1,8 1,9 2d,
2 0,002 0,001 0,002 0,002 0,002 0,003 0,003 0,004 0,004 0,004

4 0,005 0,003 0,004 0,004 0,005 0,006 0,007 0,008 0,009 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
Y
0,017 0,012 0,014 0,015 0,019 0,021 0,026 0,028 0,031 0,033
a=0,80xd,

18 0,022 0,015 0,018 0,020 0,024 0,027 0,033 0,036 0,040 0,042

25 0,031 0,022 0,025 0,028 0,034 0,037 0,047 0,050 0,056 0,059

MNpumeuanne:
Monpasou. koapduunent —Kff,=1,10 npua,=1xd, n—Kff,=1,25npu a,=0,5xd,
[ina dppes 6e3 NOKPbITUA NOAAYA AOMKHA ObITb CHIKEHa Ha 10-20%.

Attention:
Feed rate correction factor — Kff, = 1,10 with a, = 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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Pexxnmbl pesaHus Cutting datas
WcnonHenune AFV Design AFV

Mopaua Ha 3y6 npu ppesepoBaHnm na3os =» ap =0,5 x d,
Feed per tooth when full slot milling <»ap =0,5xd,

2d, MonpagouHblii Koapduument / Correction factor Kf [f,]
[mm] 1 0,7 0,8 0,9 11 1,2 1,5 1,6 1,8 1,9

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 0,01 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

Mopaua Ha 3y6 npu ¢ppesepoBaHnm NasoB pap =1 xd,
Feed per tooth when full slot milling =*ap=1xd,

ad, MonpaeouHbiit Koapduument / Correction factor Kf [f,]
[mm] 1 0,7 0,8 0,9 1,1 1,2 1,5 1,6 1,8 1,9

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 0,01
0,008 0,006 0,007 0,008 0,009 0,010 0,013 0,014 0,015 0,016

0,014 0,010 0,0m 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

MpumeyaHne:
[ns dppes 6e3 NoKpbITUA Nogaya AomKHa GbiTb CHUXEHa Ha 10 - 20%.

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

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

KoHueBble ppesbl co cheprnieckum

MoHonuTHble dppesbl MoHonuTHble ppesbl KOHLOM AR 06paGOTKY O6paboTka TopLuem O6paboTka Topuem
€O chepuyecKIM KOHLOM €O chepryecKM KOHLOM AeTaneii npecchopm bpesbi bpesbl
Ball nose end milling cutters Ball nose end milling cutters Ball nose cutter for mold Torus end milling cutters Torus end milling cutters
and die production
@d, @d, @d,
[ e o
S S S
+ + +
& & ¢
d
! fz Imm] fz[mm] fz [mm] fz[mm] fz [mm]
[mm]

AFV

25 0,240 0,220 0,140 0,160 0,200

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

Attention:
Feed rates are reduced by 10 - 20% for uncoated tools.

Bce pasmepbl ykasaHbl 8 MM / Dimensions in mm ARNO’- Werkzeuge | CneumanbHble LieHbl 241



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.




