NCIMOJIHEHUE AFA
WERKZEUGE Design AFA

We have a passion for precision.

Bbicokasa a¢pPpeKTnBHOCTb Npn 06paboTKe
ANIIOMUHMA N HEMETAJIJIOB.

High performance for aluminium
and none ferrous materials.

[eomeTpuA pexyLuen YacTn C NPOYHON pexyLLeinl KPOMKOM,
npeAHa3HayeHHas cneunanbHO AnA 06paboTKM LBETHbIX
METasNIOB, FapaHTUPYET BblCOYalllee KayecTBO
06paboTaHHON NOBEPXHOCTU 1 obecrneynBaeT
ONTUMasbHOE yAaneHne CTPYKKN U3 30HbI pe3aHus.

The dedicated geometry with a very strong
cutting edge guarantees best surface finish
and excellent chip flow.



KoHLeBble MOHONMUTHbIE Solid carbide-End mill
TBepAocnnaBHble ¢ppesbl 2 flutes, long design, uncoated

2 3y6a, [NIMHHbIE, 63 NOKPbITUA

 a. )

Crp.Page
l 84-91

& 2 ) L 258y HA ‘\

(5 . [ Menko- )

be3 nokpbitua
Uncoated 3ePHUCTbIN

AK1010 Ultra micro

granulation

\X)\VJ

AFA51521-...

XBocToBukK / Shank
DIN 6535HA A i

‘ AFA51521-040 4,0 6 n 57

AFA51521-060 6,0 6 13 57

| AFA51521-100

AFA51521-160 16,0

p,onycx / Tolerance

‘ XBocToBuK / Shank

MpumeuaHne:
ns Gpes 6e3 NOKPbITUA PEKOMEHAYETCA CHU3NTL
cKopocTb pesaHua V¢ Ha 30%

Attention:
V¢ -30% with uncoated tools

@ = OcHoBHoe npumeHeHue / Main application

O= [lonyctmoe npumeHenwe / Suitable
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KoHLeBble MOHONUTHbIE Solid carbide-End mill
TBeppocn/iaBHble <|>pe3b| 2 flutes, long design with corner radius

2 3y6a, ANIMHHbIE C PagMyCcoM Npw BepLUvHe

A )

Crp.Page

& 2 ) L B0y HA

Menko- )

( N
TICN | e
' granulation
\
. R L ) V )

XBoctoBukK / Shank
DIN 6535HA A 3 1 2

AFA50720-060R0,5 6,0 6 54 8 20 60
AFA50720-100R0,8 10,0 10 9,0 12 36 80

AFA50720-160R1,3 16,0 16 14,5 18 45 100

‘ Ponyck / Tolerance

‘ XBocToBUK / Shank

@ = OcHoBHoe npumeHeHue / Main application
O = [onyctmoe npumeHeHne / Suitable
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KoHLeBble MOHONMUTHbIE Solid carbide-End mill
TBepAocnnaBHble ¢ppesbl 2 flutes, extra long design

2 3y6a, CBEPXANNHHbIE

T
[ ]
Crp.Page
84-91
2 45°) HA
( . Menko-
TICN 3€PHUCTbIN
Ultra micro
granulation
4 vV

AFA51522-...

XBocToBukK / Shank

DIN 6535HA A 1 —

Honyck / Tolerance

XBocToBuK / Shank hé

@ = OcHoBHoe NpuMeHeHue / Main application
O = lonyctumoe npumeterue / Suitable
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MoHonuTHble ppe3bl co cheprnyeckmm KOHLOM

2 3y6a, KopoTKune

Solid carbide Ball-nose milling cutter

2 flutes, short design

ST
[ J
- Crp.Page
2 _ 50° ) HA
( . [ Menko- 0
TICN || e
V granulation
& NS J
AFA51820-...
XBocToBuK / Shank
DIN 6535HA d d, d I, I, I R

AFA51820-080

AFA51820-120

AFA51820-200 20,0 20 18,0 170

50

100

100

‘ Donyck / Tolerance

‘ Papunyc / Radius +0,01 ‘

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

Bce pasmepbl ykasaHbl B MM / Dimensions in mm
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KoHLeBble MOHONMUTHbIE Solid carbide-End mill
TBepAocnnaBHble ¢ppesbl 3 flutes, long design , uncoated

3 3y6a, ANUHHbIE, 63 NOKPbITUA

e
[
Crp.Page
l 84-91
3 30° ) HA ‘\A
(Evez noKpbITA Menko-
Uncoated 3ePHUCTBIN
AK"O']O Ultra micro
granulation
X vV

AFA52330-...

XBocToBukK / Shank d d,
DIN 6535HA h10 hé !

9
4

,0 4 8 50
,0 5 10 50
,0 6 10 57
7,0 7 13 60
,0 8 16 63
0,0 10 19 72
2,0 12 22 83
,0 14 22 83
6,0 16 26 92

AFA52330-200 20,0 20 32 104
Donyck /Tolerance Anana3oH gnametpos /Diameter range (mm)
(um) =21-3 >3-6 >6-10 >10-18 >18-30
0 0 0 0 0
hé6
-6 -8 9 -1 -13

Mpumeuanne:
ns dpes 6e3 NOKPbITA PEKOMEHAYETCA CHU3NTL
cKopocTb pe3aHua V¢ Ha 30%

Attention:
V¢ -30% with uncoated tools

@ = OcHoBHoe npumeHeHue / Main application

O= [lonyctmoe npumeHenwe / Suitable
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KoHLeBble MOHONUTHbIE Solid carbide-End mill
TBepAocnnaBHble ¢ppesbl 3flutes, long design

3 3y6a, [IMHHbIE

[
Crp.Page
84-91
=)
3 ) 45° HA I
[ Menko-
TiCN 3ePHUCTBIN ot
Ultra micro
granulation

4

AFA51531-...

XBocToBuK / Shank _
DIN 6535HA A 1

|

|

AFA51531-030A 30 6 14 65 ‘
|

AFA51531-040A 4,0 6 16 65 ‘
|

AFA51531-050A 50 6 22 70 ‘
|

|

AFA51531-060A 6,0 6 22 70
AFA51531-080 8,0 8 22 65

d

AFA51531-200A 20,0 20 55 10

Honyck / Tolerance

XBocToBuK / Shank hé

@ = OcHoBHoe npumeHeHue / Main application
O = [onyctmoe npumeHeHne / Suitable
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KoHLeBble MOHONMUTHbIE Solid carbide-End mill
TBepAocnnaBHble ¢ppesbl 3 flutes, extra long design

3 3y6a, CBEPXANNHHbIE

—_—
[ ]
Crp.Page
84-91
3 45 HA ™
. Menko-

TICN 3€PHUCTbIN
Ultra micro
granulation

AFA51532-...

XBocToBukK / Shank
DIN 6535HA A 1

AFA51532-200H 20,0 20 125 220

Jonyck / Tolerance

XBocToBuK / Shank hé

@ = OcHoBHOe npumeHeHue / Main application
O = lonyctumoe nprmeHeHue / Suitable
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MoHonuTHble ppe3bl co cheprnyeckmm KOHLOM

3 3y6a, KopoTKue

AFA51831-...

Solid carbide Ball-nose milling cutter
3 flutes, short design

Crp.Page
l 84-91

Menko-

3ePHUCTBIN
Ultra micro

’ granulation

XBoctoBukK / Shank
DIN 6535HA A 3 1

AFA51831-025 2
AFA51831-035 3
AFA51831-050 5

,5 6 2,4 4,0 6,0 60 1,25
.5 6 32 50 70 65 1,75
,0 6 4,6 75 10,0 65 2,5

AFA51831-080

AFA51831-120

‘ [Honyck / Tolerance

‘ Papuyc/ Radius

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

Bce pasmepbl ykasaHbl B MM / Dimensions in mm

12,0 12 14 18,0 36,0 90 6,0
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KoHLeBble MOHONNTHbIE TBEPAOCNIaBHbIe Solid carbide-Roughing milling cutter
yepHoBble ¢ppe3bl 3 flutes, long design

3 3y6a, [IMHHbIE

—_——
[
Crp.Page
l 84-91
3 42°) HA ™
( . Menko-
TICN || g
granulation
v y,
AFA52131-... ;
XBocroBuk / Shank d d, I | | Tvpe b :
DIN 6535HA js12 hé 1 2 P |
AFA52131-060A 6,0 6 10 20 65 M |
AFA52131-060C 6,0 6 30 - 70 (e} i
AFA52131-080A 8,0 8 12 26 80 M !
AFA52131-080C 8,0 8 30 - 100 (6] B
AFA52131-100B 10,0 10 26 - 70 (e} i
AFA52131-120A 12,0 12 16 36 100 M !
AFA52131-120C 12,0 12 50 - 120 (e}
AFA52131-160B 16,0 16 40 - 100 (¢} _— ‘
AFA52131-200A 20,0 20 24 52 110 M
AFA52131-200C 20,0 20 60 - 120 o d
Tlonyck /Tolerance Ouanasox gnametpos /Diameter range (mm)
(um) >1-3 >3-6 >6-10 >10-18 >18-30
0 0 0 0 0

hé

-6 -8 -9 -1 -13

@ = OcHosHoe npumeHeHue / Main application
O = [onyctmoe npumeHeHne / Suitable
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KoHueBble MOHONUTHbIE TBEPAOCN/IaBHbIE Solid carbide-Roughing milling cutter
yepHoBble ¢ppes3bl 3 flutes, long design

3 3y6a, [JIMHHbIE

Crp.Page
l 84-91

3 ) U 30° ) HA ™

( . ) [ Menko- N
3EPHUCTDIN
TICN UltFr’a micro

granulation

\VJKVJ

AFA51431-...

XBocToBuK / Shank d d, _
DIN 6535HA js12 hé !

AFA51431-070

AFA51431-090

AFA51431-120

AFA51431-160

AFA51431-200

Donyck /Tolerance AnanasoH guametpos /Diameter range (mm) i
(um) 21-3 >3-6 >6-10 >10-18 > 18- 30 i
2 e we e w0 w05 ‘
0 0 0 0 0 B
hé
6 8 9 n 13

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

Bce pa3mepbl ykasaHbl & MM / Dimensions in mm ARNO'- Werkzeuge | CneumanbHble LieHbl 81



KoHLeBble MOHONNTHbIE TBEPAOCNIaBHbIe Solid carbide-Roughing milling cutter

yepHoBble ¢ppesbl 3 flutes, long design, uncoated

3 3y6a, ANVHHbIE, 6e3 NOKPbITUA

k.
— [ )
Crp.Page
84-91
3 30°) HB ;\
/ -
be3 nokpbitua Menko:
Uncoated 3epHUCTBIN
AK1010 Ultra micro
granulation
- / G V Y,

AFA61431-...

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

6,0 16 32 92
0,0 20 38 104

1
AFA61431-160 1
AFA61431-200 2

Honyck /Tolerance Avana3soH gnameTtpos /Diameter range (mm)

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

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

MpumeyaHue:
[na dpe3 6e3 NOKPbITUA PeKOMEHAYETCA CHU3UTH
CKOpOCTb pe3anua Ve Ha 30%

Attention:
V¢ -30% with uncoated tools

@ = OcHoBHoe NpumeHeHue / Main application

O= lonyctmoe npumeHeHue / Suitable
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Apyron NHCTPYMEHT 13 Hallen HOMeHKaTypbl.

Other highlights from our milling range.

Cncrema ARNO* Duo-Mill ARNO* milling-system Duo-Mill
®pe3sa IBONHOr0 Ha3HayYeHNA.

OpuH Kopnyc ANl YCTaHOBKM [IBYX

TUMNOB NAACTWH: KBafpPaTHbIX 1

MAACTUH A1 BbICOKOMPOU3BOAUTENIBHOIO
dpesepoBaHus.

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

®pesbi ARNO* FTA ARNO* milling-system FTA

CHWKeHne cebecToMmocTm
06pPabOTKM NIOCKOCTEN.

Face milling tool for cost reduction.

Cucrema ARNO’ FOA ARNO’ milling-system FOA
DOpe3bl gna 06paboTKM NNOCKOCTENC
NO3UTUBHBIMUN KPYTIbIMUA 1
BOCbMUTPAHHbIMY MIACTUHAMMU.

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

AnA nonyyeHna nogpo6bHon nHpopMaLum, noxKanyncra, noceTuTe cantbl www.arno.de n
WWW.arnoru.ru niam cBAXKuTtecb ¢ npeactaBuTeNnbCcTBom Arno.
For more information on these products please see our website www.arno.de or contact ARNO.

ARNO

WERKZEUGE

Bestell-Hotline: 0800/276 69 59

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




PeXXnmbl pe3aHunsa gns TBepaoCcniaBHbIX ¢ppes

WcnonHeHne AFA

UCLLLIRRUNE  YepHoBan o6pa6oTka  06pa6oTka nasos | 0O6paboTka KOHTYpa 1 nepudepumn

ko3ddeuneHt
IN/mm?] £ Bes TIAIN  TiICN  Tia70 Bes TIAIN  TiICN  Tia70
[X z] NOKpbITUA NOKpbITUA

Vv, [m/min] V, [m/min] V. [m/min] V, [m/min] V. [m/min] V, [m/min]

./ /| | ! | |
3akaneHHble NerMpoBaHHbie Crani - 0 0 1 [ |
TepMOOBPaGOTaHHbIE HENerMPOBAHHbIE CTaNM e
TepMOOBPABOTAHHbIE NErMPOBAHHbIE CTaNM e
AsoTupoBanHble crani ./ /| | [ [ |
MoawwnHmKoBbie cran /' |/ f{f |/ [ | |
WHCTpyMeHTanbHble GbiCTpOpeXylyte CTanm - 0 1 [ I |
Ty MeHTaM Hise FOpAMLITaRODLIS CTAN I S S S O N N
Hepxaselouan cranb beppuTHan I D O P P e e
Hepsagetowas cranb hbeppuTHas / MapTeHcuTHast - 1
HepraBelowan CTarb ayCTeHNTHas I D A P P e e
! ] ' [ | |
'/ /| | [ [ |
'/ /| | [ [ |
'/ /| | [ [ |
ANIOMUHII (HenervPOBaHHbIIA 1 HI3KONErMpPOBaHHBI) < 350 , 250300 |  [280320 |  [s00-550 |  [s520580 |
N I T N e N N
I N N N e
I I N T N =
[ 7omo | 8010 | Jwmo200 | 160250 |
90120 | w0010 | o220 | 10250 |
I I T S B =
ot I T I B =
Monwaeh » monnGacHose cnaBi Coos0 | eom | 7o | oo
./ /' | | | [ |
./ /| | ! | |
./ /| | ! | |
aponpouhbie cnasi ./ /| | [ [ |
./ /| | [ [ |
<45 HRC ' ! [ | [ [ | |
56-60 HRC ./ /| | ! [ |

65-70 HRC

TBeppocTb

1SO O6pabaTbiBaemblii MaTepuan

V. [m/min] V, [m/min]

ABTOMaTHbIE CTann

Cepblii UyryH 100-350

BblCOKONPOYHDIN YyryH 300-500

Benbiin uyryH 350-450

350-450

YepHbili 3aKaneHHbIN YyryH

<400

AntomuHuesble crniasbl 0,5 - 10% Si

AnomuHueBble cnnaebl >15% Si <400

CnnaBbl Mean <700

CneumanbHble cnnaebl Mean <300HB

JlatyHb, 6poH3a 1 KpacHas 6poH3a, 06pasyiolias KOPOTKYIO CTPYKKY <600

MnacTukn copepxatyme Gprubpy

HukeneBble cnnasbl

CnnaBbl HUKENA U Xpoma

CnnaBbl HUKensA 1 Ko6anbTa

TuTaHOBbIE CNNaBbl

3akaneHHble cTanun

H

p p A ycpea! bIMM, UCMIONB3YITE 1X C y4YETOM MOMPABOK /18 KaXA0r0 KOHKPETHOTO Cryyas.
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Cutting datas Solid carbide End mill
Design AFA

ORI Roughing and full slot milling | Peripheral-and contour milling
Vi Vel ViV | Ve Ve Vi, i
Tempering steel, non alloyec <1000 D e e e
Tempering steel, alloyed <1300 D e e e
. { | | [ |
. { | | | |
. { | | | |
Hot working tool stee <1300 T e
' { | | | |
' { | | | |
' { | | | |
| [ | |
' { | | [ |
' { | | [ |
. { | | [ |
250300 | 280320 | ]soosso | |so0580 |
200250 | 1220270 | |400450 | 400480 |
100150 | 120180 | |200250 | 200280 |
[ somo | oo | w080 | 160220 |
[ 7omo | 010 | |w40200 | 160250 |
(90120 | 10010 | |160220 | 180250 |
Thermoplastics [ soe0 | 7090 | fwoo | |momo |
| 9060 | | so70 | fsom0 | o0 |
Graphite [ - | wowo | f -] 10200
Molybdenum and molybdenum alloys | so80 | | 6080 | | 700 | 9100 |
. { | | | |
. { | | | |
. { | | | |
. { | | [ |
0 { | | [ |
<45 HRC ! 1 [/ [ | [
56-60 HRC . { | | | |

65-70 HRC

1SO Material

Free cutting steel

Alloyed case hardened steel

Nitriding steel <1000

Roller bearing steel <1200

High-speed steel <1300

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 alloy: <700

Special copper alloys <300HB

Short-chipping brass, bronze, red bronze <600

Fibre-reinforced plastics

Nickel alloys

Nickel-chromium alloys

Nickel and cobalt alloys

Nickel-cobalt-chromium alloys

Titanium alloys

Tempered steel

H

The datas given are only approximate values. It can be necessary to adjust these datas to the individual machining operation.

ARNO'- Werkzeuge | CneumanbHble LieHbl
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Pexkumbi pesaHunsa Cutting datas
NcnonHeHne AFA Design AFA

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 1.

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

Tabnuua pexxumoB pe3saHusa / V -table

TeéppocTb Kf TiAIN
I1SO Martepuan / Material Strength ixf1 V,

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

Case hardened steel, non alloyed MonpaBouHbin KoapdeumeHT /

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 cnyyae 06paboTKy 3aKanéHHO NermpoBaHHO CTany 3HayeHne NonpaBoYHOro KoaddelreHTa no Tabnumue:
Kf (f,) = 1 (cooTBeTcTBYeT 100 %) f, = 0,024

B cniyuae 06paboTKmM nerMpoBaHHOM OTnyLeHHOM cTanu <1300 N/mm? BenunumnHa nogaum fonxa 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)

[inA 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 AFA Design AFA

Mopaua Ha 3y6 ¢ papgnanbHom rny6uHon pesanns 0,2 — 0,3 mm
Feed per tooth with radial depth of cut from 0,2 - 0,3 mm

2d, MonpaBouHbiii Ko3ddeumnenT / Correction factor Kf [f;]

[mm] 1 0,7 0,38 0,9 1,1 12 15 16 18 1,9 2d,

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

0,016 0,01 0,013 0,014 0,018 0,019 0,024 0,026 0,029 0,030 Y
<
x
wn
0,024 0,017 0,019 0,022 0,026 0,029 0,036 0,038 0,043 0,046 ‘I—I‘
[N
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
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 ¢ papnanbHon rny6uHon pesaHnsa go 10 % ot guameTpa ¢pe3bl (o dq)
Feed per tooth with radial depth of cut of 10 % of the cutter (o d,)
2d, MonpaBouHbiii ko3ddeumenT / Correction factor Kf [fz]
[mm] 1 0,7 038 0,9 1,1 1,2 1,5 1,6 1,8 1,9 (9] d1
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 0,0m 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
el
x
n
0
0,033 0,023 0,026 0,030 0,036 0,040 0,050 0,053 0,059 0,063 o
A A
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

MpumeyaHune:
Monpasou. koa¢pduument —Kff,=1,10 npua,=1xd; n—-Kff,=1,25npn a,=05xd,
[na ¢ppe3 6e3 NoKpbITUA NofaYa fOMKHA ObITb CHUKEHa 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 pesaHus Cutting datas
McnonHenune AFA Design AFA

Mopaua Ha 3y6 ¢ pagnanbHoi ry6uHon pesaHusa go 20 % ot anametpa ¢pesbl (o d;)
Feed per tooth with radial depth of cut of 20% of the cutter (2 d,)

ad, MonpaBouHbiil Ko3dpdeumeHT / Correction factor Kf [f;]

[mm] 1 0,7 038 0,9 11 12 15 1,6 18 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 0,010 0,012 0,013 0,016 0,018 0,022 0,024 0,027 0,028 _
©
x
n
It
0,025 0,017 0,020 0,022 0,027 0,030 0,037 0,040 0,045 0,047 o
.2
0,035 0,024 0,028 0,031 0,038 0,042 0,052 0,056 0,063 0,066
=0,20x d,
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
Mopaua Ha 3y6 ¢ pagnanbHom rny6uHom pesaHuna go 40 % ot anametpa ¢pesbl (o d;)
Feed per tooth with radial depth of cut of 40 % of the cutter (o d,)
ad, MonpaBouHbiil Ko3dpdeumeHT / Correction factor Kf [f:]
[mm] 1 0,7 0,8 0,9 1,1 12 15 16 18 1,9 2d,
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 _
©
x
n
It
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
Mpumeyanue:

Monpasou. koa¢pduument — Kff,=1,10 npua,=1xd, n—-Kff,=1,25npn a,=05xd,
[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 with a, = 0,5 x d,
Feed rates are reduced by 10 - 20 % for uncoated tools.
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Pexxnmbl pe3aHus Cutting datas
WcnonHenne AFA Design AFA

MNopaua Ha 3y6 npu pagnanbHom rny6uHe pesaHna ao 60 % ot guametpa ¢pesbi (o d;)
Feed per tooth with radial depth of cut of 60 % of the cutter (o d;)

2d, MonpaBouHbiii Ko3ddeumnenT / Correction factor Kf [f;]

[mm] 1 0,7 0,38 0,9 1,1 12 15 16 18 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,

18 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

MNopaua Ha 3y6 npu pagnanbHom ry6uHe pesaHna ao 80 % ot guametpa ¢pesbi (o d;)
Feed per tooth with radial depth of cut of 80 % of the cutter (o d1)

2d, MonpaBouHbiii ko3ddeumenT / Correction factor Kf [fz]

[mm] 1 07 08 0,9 11 1,2 15 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 0,0m 0,012 0,013 0,014 _
el
x
n
i
0,012 0,008 0,010 0,01 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,

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

MpumeyaHne:
Monpasouy. koapdpuumeHt - Kff,=1,10 npua,=1xd, n—-Kff,=125npn a,=05xd,
[ina ¢ppe3 6e3 NOKpbITUA Nofaya OMKHa 6bITb CHKeHa Ha 10-20 %

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

Mopaua Ha 3y6 npu ¢ppesepoBaHum nasos =¥ ap = 0,5 x d;
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

Mopaua Ha 3y6 npu ppesepoBaHnm nasosB = ap =1 x d;
Feed per tooth when full slot milling =»ap =1 xd,

ad, NonpaBouHbIi KoaddeumeHT / Correction factor Kf [f;]
[mm] 1 0,7 038 0,9 11 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 0,011 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

Mpumeuanne:
[ina dpes 6e3 NOKPbITUA NoAaya AOMKHa ObITb CHXKeHa Ha 10 - 20 %

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

Mopaun pgna KoHUeBbIX Pppe3 co cheprUyeckum N NIOCKUM TopLemM
Feed rates for ball nosed- and torus end mills

KoHuesble ¢pesbl co KoHueBble ppesbl co Konuesble 4’:“"' €o chepusieckum KoHueBbie ppesbl KoHueBble dppe3sbl
chepryeckum Topuem chepryeckum Topuem Hm::n o8 npe'c:;;pm C NNOCKUM TopLieM C MAIOCKUM TopLiem
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 Q
2 2 2
+ + +
> > >
d
! fz Imm] fz[mm] fz [mm] fz[mm] fz [mm]
[mm]

Mpumeuanne:
[ins ¢ppes 6e3 NoKpbITUA Nofaya A0MKHa ObiTb CHUXeHa Ha 10 - 20 %

Attention:
Feed rates are reduced by 10 - 20 % for uncoated tools.
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Apyron NHCTPYMEHT 13 Hallen HOMEHKaTypbl.

Other highlights from our milling range.

Cucrema ARNO’ Duo-Mill ARNO’ milling-system Duo-Mill
(Dpe3a 4BONHOrO Ha3Ha4YeHNA.
OpuH Kopnyc AnA yCTaHOBKM ABYX
TUMOB NNIACTWH: KBaAPaTHbIX

1 NNacTuH gna
BbICOKOMPOW3BOANTENbHOIO
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
@pesbl 4n1d 06paboTKM NTOCKOCTENC
NMO3MTVBHBIMY KPYTbIMU 1
BOCbMUIPaHHbIMY MIACTUHAMWA.

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

AnA nonyuyeHns nogpo6Hon nHpopmaLmu, noxanyncra, noceTute canTbl www.arno.de
N WWW.arnoru.ru uim cBsXKUTeCb C NpeAcTaBuTeNnbCcTBOM 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.




