UcnonHeHne AF
WERKZEUGE Design AF

We have a passion for precision.

Bbicokas npon3BoanTesibHOCTD.

Great performance.

na obwmx cnyyaeB 06paboTKM CTanu 1 OTANBOK.

For general milling of steel and cast materials.



= KoHLeBble MOHONMNTHDbIE Solid carbide-End mill
TBepAocnnaBHble ¢ppesbl 2 flutes, mini design
2 3y6a, Mini

Crp. Page
48 -55

2 30° HA 1™
. Menko-
TIAIN | | geomncres
V gravtion

AF50526-...

XBocToBuk/ Shank
DIN 6535HA A 3 1 2

-

AF50526-030B 3,0 6 2,85 4,50 12 50

@ = OcHoBHoe npumeHeHue / Main application
O = lonyctmoe npumeHexue / Suitable

24 ARNO'- Werkzeuge | CneumanbHble LieHbl Bce pa3mepbl ykasaHbl B MM / Dimensions in mm



KoHLeBble MOHONNTHbIE TBEPAOCM/IaBHble ppe3bl Solid carbide-End mill
2 3y6a, Mini 2 flutes, mini design

AF50526-...

XBoctoBukK / Shank d d
DIN 6535HA A

AF50526-030D 3,0 6 2,85 4,50 20 60
AF50526-040A 4,0 6 3,85 6,00 12 50

AF50526-040C 4,0 6 3,85 6,00 20 75

AF50526-040E 4,0 6 3,85 6,00 30 75

Honyck / Tolerance

XBocToBuK / Shank h6

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

Bce pa3mepbl ykasaHbl B MM / Dimensions in mm ARNO'- Werkzeuge | CneumanbHble LieHbl 25
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MoHonuTHble ¢ppesbl co chpepuueckum KoHuom  Solid carbide Ball-nose milling cutter
2 3y6a, Mini 2 flutes, mini design

Ve

AF52021-...

I

Crp. Page
48 -55
2 30 HA ;\
. Menko-
TIAIN | pmncees

’ granVuIation

XBocToBuK / Shank
DIN 6535HA A 3 1 2 _

AF52021-008A 08
—
-
-
1

4 0,45 0,75 2 50 0,25
4 0,45 0,75 6 50 0,25
4 0,55 0,90 4 50 0,30
4 0,75 1,20 4 50 0,40
4 0,75 1,20 8 50 0,40
4 0,95 1,50 8 50 0,50
4 0,95 1,50 12 50 0,50
4 1,15 1,80 12 50 0,60
4 1,45 2,30 6 50 0,75
4 1,45 2,30 10 50 0,75
4 1,55 2,40 8 50 0,80
4 1,55 2,40 16 50 0,80
4 1,95 3,00 8 50 1,00
4 1,95 3,00 12 50 1,00
4 1,95 3,00 16 50 1,00
6 2,85 4,50 10 50 1,50
6 2,85 4,50 16 60 1,50
6 2,85 4,50 25 75 1,50
6 3,85 6,00 16 60 2,00
6 3,85 6,00 25 75 2,00

1
2

AF52021-040B 4
AF52021-040D 4,

fonyck / Tolerance

,8
0
0
2
5
5
5
6
,0
,0
,0
,0
,0
0
,0

Papuyc / Radius +0,02

@ = OcHoBHoe npumererie / Main application
QO = Jlonyctumoe npumeHeHne / Suitable

26 ARNO- Werkzeuge | CneunanbHble LeHbl Bce pa3mepbl yka3aHbl B MM / Dimensions in mm



KoHLeBble MOHONMUTHbIE Solid carbide-End mill

TBepAocnnaBHble ¢ppesbl 2 flutes, short design
2 3y6a, KopoTKue

 a. )
[
Ctp. Page
_ 2 ) U 30°) HB
( . ) [ Menko- N
TIAIN | g
V granulation
& J V J

AF60125-...

XBoctoBukK / Shank
DIN 6535HB

AF60125-030

AF60125-040

AF60125-050

AF60125-070

AF60125-090

AF60125-120

AF60125-160

AF60125-200 20,0 20 20 92 ‘

‘ Lonyck / Tolerance ‘

‘ XBocToBuK / Shank h6

@ = OcHoBHoe npumereHe / Main application
QO = Jlonyctumoe npumeHeHne / Suitable

Bce pasmepbl ykasaHbl B MM / Dimensions in mm ARNO'- Werkzeuge | CneypanbHble LieHbl 27
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KoHLeBble MOHONMUTHDbIE Solid carbide-End mill

TBeppocn/iaBHble ¢pe3b| 2 flutes, short design with corner radius
2 3y6a, KopoTKyie ¢ paanycom npw BepLuiHe 3y6a

~

AF50120-..R...

{

Crp. Page
l 48 -55
Menko-

- v P QN
3epPHUCTbIN
TIAl N Ultra micro
V granulation
n 4 k QIH

2 30° ) HA ™

XBocToBukK / Shank
DIN 6535HA A 1

AF50120-020R0,
AF50120-025R0,2

AF50120-025R0,5

AF50120-030R0,3
AF50120-030R1,0

3
AF50120-040R0,3
0

AF50120-040R1,0

AF50120-050R0,3

AF50120-060R1
AF50120-080R1,0
AF50120-080R2,0

2,0 4 4 50 0,3
2,5 4 5 50 0,2
2,5 4 5 50 0,5
3,0 4 6 50 03
i 3,0 4 6 50 1,0
4,0 4 8 50 03

, 4,0 4 8 50 1,0

5,0 6 10 50 0,3

/ 6,0 6 12 50 1,0

/ 8,0 8 16 60 1,0

8,0 8 16 60 2,0

10,0 10 20 75 0,5

10,0 10 20 75 15

10,0 10 20 75 25

12,0 12 24 75 1,0

12,0 12 24 75 2,0

AF50120-120R2,0

Aonyck / Tolerance

Papuyc/ Radius +0,03

@ = OcHoBHOe npumereHe / Main application
O = flonyctumoe npumeHetne / Suitable

28 ARNO"- Werkzeuge | CneunanbHble LieHbl Bce pa3mepbl ykasaHbl B MM / Dimensions in mm



KoHLeBble MOHONMUTHbIE Solid carbide-End mill
TBepAocnnaBHble ¢ppesbl 2 flutes, long design
2 3y6a, inuHHbIe

[
Crp.Page
l48—55
2 30° HA J HB
(- Menko-
- | o[
3€PHUCTbIN
TIAI N Ultra micro
granulation
TV v o
™ ) K L4 H

AF50121-... / AF60121-...

XBoctoBukK / Shank
DIN 6535HA / HB A 1

Lonyck / Tolerance

XBsocToBuK / Shank hé

* Ununuugpuryeckni xsoctosuk no DIN6535HA, 6e3 nbicku (AF50121-020)
* Cylindrical shank to DIN 6535HA, no flat. (AF50121-020)

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

Bce pa3mepbl ykasaHbl B MM / Dimensions in mm ARNO’- Werkzeuge | CneymanbHble LieHbl 29



>
=

KoHLeBble MOHONMUTHDbIE Solid carbide-End mill
TBeppocn/iaBHble ¢pe3b| 2 flutes, long design with corner radius

2 3y6a, nnHHbIe C paguycom Npu BepLunHe

=

AF50121-..R...

——
[
Crp. Page
l48—55
2 30° ) HA ™
. Menko- P u N
3€PHUCTbIN
TIAI N Uhr:)ra micro
V granulation
s 4 K QH

XBocToBukK / Shank
DIN 6535HA A 1

AF50121-080R2,0 8,0 16 100 2,0

Honyck / Tolerance

Papguyc/ Radius +0,03

@ = OcHoBHoe npumeHerne / Main application
O = [lonyctumoe npumerenue / Suitable

30 ARNO'- Werkzeuge | CneymnanbHble LeHbl Bce pa3mepbl yka3aHbl B8 MM / Dimensions in mm



KoHLeBble MOHONNTHbIE

TBepAocnnaBHble ¢ppesbl
2 3yba, CBepxa/MHHas

XBoctoBukK / Shank
DIN 6535HA

AF50122-040

AF50122-060

AF50122-100

AF50122-140

AF50122-180 18,0 18 45 100

‘ Honyck / Tolerance ‘

XBocToBuK / Shank hé

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

Bce pasmepbl ykasaHbl B MM / Dimensions in mm

Solid carbide-End mill

2 flutes, extra long design

( N (1 N
[
Ctp. Page
48 -55
» l
. 2 ) 30°) HA ™
( . ) [ Menko- N
TIAIN || g
V granulation
& J V J

ARNO'- Werkzeuge | CnevupanbHble LieHbl
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MoHonuTHble ¢ppe3bl co chpepuueckum koHuom  Solid carbide Ball-nose milling ctier
2 3y6a, KopoTtkue 2 flutes, short design

ah | R
[
Crp. Page
48 -55
=
T 300 HB ™ J
[ Menko- )
3€PHUCTbIN
Ultra micro
granulation
- »

AF60320-...

dy
XBocToBukK / Shank d d | |
DIN 6535HB A ! 1

| AF60320-030 3,0 6 4 50 A

AF60320-050 5,0 6 6 54

| AF60320-080

AF60320-120

AF60320160
| AF60320-200 200 A

‘ Donyck / Tolerance

Papuyc/ Radius +0,02

@ = OcHosHOe npumeHenme / Main application
O = Ponyctmoe npumeHeHne / Suitable

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



MoHonuTHble ¢ppe3bl co chepuyeckum koHuoMm  Solid carbide Ball-nose milling ctter
2 3y6a, inuHHas 2 flutes, long design

Crp.Page
l48 -55

¢
U 30° ) HA ‘ Y,
[ Menko- )

3ePHUCTBIN

Ultra micro

granulation

vV

AF50321-...

XBoctoBukK / Shank
DIN 6535HA A 1

AF50321-040

AF50321-100

AF50321-140

AF50321-200 20,0 20 26 150

‘ Lonyck / Tolerance ‘

Papguyc/ Radius +0,02
]

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

Bce pa3mepbl ykasaHbl B MM / Dimensions in mm ARNO'- Werkzeuge | CneymanbHble LieHbl 33
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MoHonuTHble ¢ppesbl co chepnyecknm KOHLLIOM
2 3y6a, AnuHHan

AF60321-...

XBocToBukK / Shank
DIN 6535HB A 1

| AF60321-040 40 6 8 57

| AF60321-100

_
AF60321-140 4,0

AF60321-180

‘ Lonyck / Tolerance ‘

‘ Papuyc/ Radius +0,02 ‘

ARNO'- Werkzeuge | CneuymanbHble LieHbl

Solid carbide Ball-nose milling ctter

2 flutes, long design

[
Crp. Page
48 -55
=
U 30°) HB ‘\
[ Menko- )
3€PHUCTbIN
Ultra micro
granulation
- »

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

Bce pasmepbl ykasaHbl B Mm / Dimensions in mm



MoHonuTHble ¢ppe3bl co chepuyeckum koHuoMm  Solid carbide Ball-nose milling ctter
2 3y6a, CBepXJ/IMHHbIE 2 flutes, extra long design

Crp.Page

G 30° ) HA
[ Menko- )

3ePHUCTBIN
Ultra micro
granulation

v

AF50322-...

XBoctoBukK / Shank
DIN 6535HA

AF50322-040

AF50322-060

AF50322-100

AF50322-140

AF50322-180 18,0 18 45 100

‘ fonyck / Tolerance ‘

Paauyc/ Radius

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

Bce pa3mepbl ykasaHbl B MM / Dimensions in mm ARNO'- Werkzeuge | CneymanbHble LieHbl 35
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KoHLeBble MOHONMNTHbIE
TBepAocnnaBHble ¢ppesbl

3 3y6a, YnbTpakopoTKue

~

AF50135-.../ AF60135-...

XBocToBukK / Shank
DIN 6535HA / HB A 1

AF50135-006*

AF50135-010* 1
AF50135-015* 1
AF60135-030

AF60135-040 4

0,
AF60135-020 2
3
5

,6 3 15 38
0 3 2 38
5 3 2 38
,0 6 4 35
,0 6 5 36
,0 6 7 38
18,0 18 20 70

AF60135-180

‘ Donyck / Tolerance ‘

XBocToBuK / Shank hé

36 ARNO™- Werkzeuge | CneuuanbHble LeHbl

Solid carbide-End mill

3 flutes, extra short design

——

Crp.Page
l 48 -55
30°) HA HB

. Menko-
TIAIN || o
V granulation
=
I 4

PN
Mo

K QJH

* UunuHapunuecknii xsoctoBuk no DIN6535HA, 6e3 nbicku (AF50135-005 Ao -018)
* Cylindrical shank to DIN 6535HA, no flat. (AF50135-005 up to -018)

@ = OcHosHoe NpumeHerue / Main application
O = [lonyctmoe npumeHeue / Suitable

Bce pasmepbl ykasaHbl B MM / Dimensions in mm



KoHLeBble MOHONNTHbIE
TBepAocnnaBHble ¢ppesbl
3 3y6a, KopoTkune

AF61330-...

XBoctoBukK / Shank
DIN 6535HB "

AF61330-030

AF61330-040

AF61330-050

AF61330-070

AF61330-090

AF61330-120

AF61330-160

AF61330-200 20,0 20 20 92 ‘

‘ Lonyck / Tolerance ‘

‘ XBocToBuK / Shank hé

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

Bce pasmepbl ykasaHbl B MM / Dimensions in mm

Solid carbide-End mill

3 flutes, short design

Crp.Page

g 30° ) HB
[ Menko- )

3ePHUCTBIN
Ultra micro
granulation

- J

P

ARNO'- Werkzeuge | CrieumarnbHble LeHbl 37
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KoHLeBble MOHONMNTHbIE

TBepAocnnaBHble ¢ppesbl
3 3y6a, AnuHHble

AF60131-...

XBocToBukK / Shank
DIN 6535HB

| AF60131-040 40

57

AF60131-060

| AF60131-090

| AF60131-120 120

| AF60131-160

| AF60131-200 20,0

104

‘ Donyck / Tolerance

‘ XBocToBuK / Shank

ARNO'- Werkzeuge | CneumanbHble LieHbl

Solid carbide-End mill

3 flutes, long design

N 30°)

HB

Crp.Page
l 48 -55

‘\

[ Menko- )
3€PHUCTbIN
Ultra micro
granulation

.

@ = OcHoBHoe npumeHeHue / Main application
O = lonyctmoe npumeHexue / Suitable

Bce pasmepbl ykasaHbl B Mm / Dimensions in mm



KoHLeBble MOHONMUTHbIE Solid carbide-End mill
TBepaocnnaBHble ¢ppesbl 3flutes, long design
3 3y6a, AnuHHble

[ J
Crp.Page
48-55
_’ l
L 45° ) HB ™ )
( . ) (MQHK(} N
3ePHUCTBIN
TIAI N UltFr’a micro
V granulation
& AN V J
AF60231-...
XBocToBuK / Shank d d | |
DIN 6535HB A ! -
A
| AF60231-035 35 6 7 57
AF60231-060 6,0 6 10 57
AF60231-080 8,0 8 16 63 ‘
AF60231-100 10,0 10 19 72 ‘
AF60231-140 14,0 14 22 83 ‘
AF60231-180 18,0 18 26 92
‘ Honyck / Tolerance ‘ V

XBocToBukK / Shank hé

SET-AF60231 TiAIN

Ha6op ¢pes
SET, contains
[Kon-Bo / Pcs.]

@pesbl B Habope:
Shank A !

2> AF60231-080 8,0 8 16 63
| 2x-> AF60231-120 120 12 2 8

Kop ans 3akasa / Ordering description: SET-AF60321 TiAIN

@ = OcHoseHoe npumereHue / Main application
O = [onyctmoe npumeHeHne / Suitable

Bce pa3mepbl ykasaHbl B MM / Dimensions in mm ARNO'- Werkzeuge | CneumanbHble LieHbl 39
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KoHLeBble MOHONMUTHDbIE Solid carbide-End mill
TBepAocnnaBHble ¢ppesbl 4 flutes, short design
4 3y6a, KopoTkune

p

AF50140-...

Crp.Page
l 48 -55

_ 30° ) HA

[ Menko- )
3€PHUCTbIN
Ultra micro
granulation

\V )

XBocToBukK / Shank
DIN 6535HA A 1

AF50140-015 A

AF50140-035
AF50140-045

AF50140-055

AF50140-070

AF50140-090 9,0 9,0 20,0 60
AF50140-120 12,0 12,0 22,0 70 !

AF50140-160 16,0 16,0 25,0 75 d

‘ Honyck / Tolerance

‘ XBocToBuK / Shank

@ = OcHoBHoe npumeHeHue / Main application
O = [lonyctumoe npumeHerue / Suitable

40 ARNO™- Werkzeuge | CneumanbHble LieHbl Bce pa3mepbl ykasaHbl & MM / Dimensions in mm



KoHLeBble MOHONNTHbIE
TBepAocnnaBHble ¢ppesbl

4 3y6a, KopoTkue ¢ paguycom npu BepLuviHe

Solid carbide-End mill

4 flutes, short design with corner radius

Crp.Page
l48 -55

-
4 ) 30° HA ) I
( Menko-
TIAIN | | Feves d-
V granulation m
\R J V J K u H

e

AF50140-..R...

XBoctoBukK / Shank
DIN 6535HA A 1

3
AF50140-040R0,3
5

AF50140-040R1,0
AF50140-050R0,3

AF50140-060R1,0
AF50140-080R1,0
AF50140-080R2,0

2,0 4 4 50 0,3
2,5 4 5 50 0,2
2,5 4 5 50 0,5
3,0 4 6 50 03
i 3,0 4 6 50 1,0
4,0 4 8 50 03

# 4,0 4 8 50 1,0

5,0 6 10 50 0,3

# 6,0 6 12 50 1,0

/ 8,0 8 16 60 1,0

8,0 8 16 60 2,0

10,0 10 20 75 0,5

10,0 10 20 75 1,5

10,0 10 20 75 2,5

12,0 12 24 75 1,0

12,0 12 24 75 2,0

AF50140-120R2,0

Honyck / Tolerance

Papunyc / Radius +0,03

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

Bce pasmepbl ykasaHbl B MM / Dimensions in mm

ARNO'- Werkzeuge | CrieumarnbHble LeHbl

a1
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KoHLeBble MOHONMNTHbIE
TBepAocnnaBHble ¢ppesbl

4 3y6a, KopoTkue

AF60140-... X

XBocToBukK / Shank
DIN 6535HB A 1

AF60140-025X 2,5 6 4 50
AF60140-035X 3,5 6 6 50
AF60140-045X 4,5 6 8 54

AF60140-060X

AF60140-080X

AF60140-100X 10,0 10 14 66
AF60140-140X 14,0 14 18 75
AF60140-180X 18,0 18 24 84

‘ [Llonyck / Tolerance ‘

‘ XBocToBUK / Shank hé ‘

ARNO'- Werkzeuge | CneumanbHble LieHbl

N

30

°)

Solid carbide-End mill

4 flutes, short design

=

HB

Crp.Page
l 48 -55

Ve

Menko-
3€PHUCTbIN

Ultra micro

&

granulation

~

J

@ = OcHosHoe npumeHeHue / Main application
O = lonyctmoe npumeHetue / Suitable

Bce pasmepbl ykasaHbl B Mm / Dimensions in mm



KoHLeBble MOHONNTHbIE
TBepaocnnaBHble ¢ppesbl
4 3y6a, iINnnHHble

Z

AF50141-.../ AF60141-...

XBoctoBukK / Shank
DIN 6535HA / HB A 1

AF60141-030

AF60141-050 50 6 13 57
AFGOMI060 80 6 B 5
AF60141-070 70 8 16 63
AF60141-090 90 10 19 72
AFGOMI00 00 0 272
AF60141-120 120 12 26 8

AF60141-200 20,0 20 38 104 ‘

‘ Lonyck / Tolerance

‘ XBocToBukK / Shank

* Unnuuapudecknii xsoctoBuk no DIN6535HA, 6e3 nbicku (AF50141-020)
* Cylindrical shank to DIN 6535HA, no flat. (AF50141-020)

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

Bce pasmepbl ykasaHbl B MM/ Dimensions in mm

Solid carbide-End mill

4 flutes, long design

~

e ~
[
Crp.Page
l48—55
g i 4 ) 30° ) HA ) HB
(- . R Menko- )
TIAIN | e
granulation
- V
- AN J “ »

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

4 3y6a, [[nIMHHbIEe C PaAnyCcoM Npu BepLunHe

Solid carbide-End mill

4 flutes, long design with corner radius

——
[
Crp.Page
l48—55
T 4 30° ) HA ™
. Menko- P u N
3ePHUCTBIN
TIAI N Ultra micro
granulation

K QJH

AF50141-...R...

XBocToBukK / Shank
DIN 6535HA A 1

Lonyck / Tolerance

Papuyc/ Radius +0,03

ARNO'- Werkzeuge | CneumanbHble LieHbl

@ = OcHosHoe npumeHeHue / Main application
O = lonyctmoe npumeHeHue / Suitable

Bce pasmepbl ykasaHbl B MM / Dimensions in mm



KoHLeBble MOHONNTHbIE
TBepAocnnaBHble ¢ppesbl

4 3y6a, CBepxa/IMHHanA

XBoctoBukK / Shank
DIN 6535HA

AF50142-040X

AF50142-060X

AF50142-100X

AF50142-140X

AF50142-180X 18,0 18 45 100

‘ Lonyck / Tolerance ‘

‘ XBocToBuK / Shank hé

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

Bce pasmepbl ykasaHbl B MM/ Dimensions in mm

Solid carbide-End mill

4 flutes, extra long design

_ 30

2

Crp.Page

HA

[ Menko-
3ePHUCTBIN
Ultra micro
granulation

-

~

J

ARNO'- Werkzeuge | CneumanbHble LieHbl
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MoHonuTHble ¢ppe3bl co chpepuueckum KoHuom  Solid carbide Ball-nose milling ctiter
4 3y6a, KopoTkune 4 flutes, short design

[
Crp.Page
30° ) HA
( . Menko-

TIAI N 3€PHUCTbIN
Ultra micro
V granulation

. v

AF50340-...

XBocToBukK / Shank
DIN 6535HA A i

AF50340-030 3,0 6 4 48
AF50340-050 50 6 7 51

AF50340-080

AF50340-120 12,0 12 14 71
AF50340-160 16,0 16 16 76

AF50340-200 20,0 20 20 82

Lonyck / Tolerance

|

@ = OcHoBHoe npuMeHeHue / Main application
O = lonyctmoe npumeHeHue / Suitable

46 ARNO- Werkzeuge | CneyunanbHbie LieHbl Bce pa3mepbl ykasaHbl & MM / Dimensions in mm



KoHueBble MOHONUTHbIE TBepaocriaBHble

yepHoBble ¢ppes3bl

3-5 3y6beB, ANHHbIE

Solid carbide-End-/roughing milling ctter
3-5 flutes, long design

Crp.Page
l48 -55

KpynHbiid /

=)
HB ) ™
Menko- )
3€PHUCTbIN
Ultra micro
granulation

v

Coarse J

AF614.1-..

XBocToBuK / Shank d d, | | ,

DIN 6535HB h10 hé !

AF61431-080

AF61441-160

AF61441-200 20,0 104

Lonyck / Tolerance [AvnanasoH guameTpos / Diameter range (mm)

(um) >1-3 >3-6 >6-10 >10-18 >18-30

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

Bce pasmepbl ykasaHbl B MM / Dimensions in mm

ARNO'- Werkzeuge | CneyuanbHble LeHbl
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Pexxnmbl pe3aHnsa gns TBepaocniaBHbIX ¢ppes

WcnonHeHne AF

Matepwuan RIS 0T PR R EERAR N | YepHoBan 06paboTka u 06paboTka nasos O6pa6oTka KOHTypa 1 nepudpepun

Ko3dpdeuneHT
[N/mm?] [x f2] 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]

peowarwecaw w0 12 | wwo | | moawo | |
repwoospsborammererermposammecramn <1000 1| s | | | wow | |
P T T -
moposawwecsm <o 1 | o | | ww |
tommowecan <o 08 | s | | ww | |
 wcomeranmeoucrpopouecam <130 08| | a0 | | | | s | |
incopensmme opmeramomecam <130 05 | om0 | | om0 | |
Hepwaseiowan crans deppumian / waprenchmias < 1100 o | |4 | | | | ss | |
bcoomowsiorn  woso 1 | s | | ww | |
K o S S I N R 7 R

| depuotisavanewwiyryw 350450 1| 800 || ] M0 | |

| Ao (HeneruposanHbii u wsKkonerposakke) <350 | | | . | | | |
| Anowuhneswie conapsi05-10%Si <40 f | [ | |
| Anowamnesweconapei>15%Si <40 f | [ | |
| Comageiwega <w0 f | . |
| Crewnanowbecwapemes <3088 f | [ | |
N NaryH, GpoK3a  kpackan 6poK3a, 06pasyLLas KOOTKYD CTpyXKy <600 - ! ! ] [ |
| Tepwonncrwwr |
| Nnacuwncopepwawweuépy | |
fear | ]
|_MonuGpenumonnGpenoswiecrnas | | . | | | |
L (N N A S A A —
| Comassiwmenswxpowa f | f
S | Comaswwmenaukofonera <00 f | f
| Xaponpowssecwagy <100 f | |
| Twowossecwaen <o0 f | f

3aKaneHHble ctanu <45HRC

56-60 HRC

65-70 HRC

Mp p p ABNAIOTCA YCPEAHEHHbBIMU, NCMONb3YITE X C yHeTOM MOMPaBOK ANA KaX/A0ro KOHKPETHOro ciyyas.
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Cutting datas Solid carbide End mill
Design AF

Roughing and full slot milling | Peripheral- and contour milling

Strengtt  Correctior
[N/mm?]  factor[xf] | 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]

T T S I K I I I N N
Aloyedcosetirdenedsi o 1| | o |
renpermngsice nonallyed oW 1|90 |00 |
T T TS N I I I O N N
I S N I I I O O 0 N
I S TS I I I O 0 O
T T TS N I I N N I
| Hotworkingtoolstee <m0 08 | e | | | _ omo | |
Stainless steel,ferritic | se0 | | ] 0 ||
Stainless steel, ferritic/martensitic , [ 340 | |  |es& | |
Stainless stel, austeniti e | e |
Grey cast iron with lamellar graphite 100-350 [ &0 | | |  |w4ow0 | |
| Speroidalcastion 3050 1 | 80 | | |  |wuowe0 |

K | White castiron, tempered 350450 1| /800 | |  |wuowe0 |
| Blackcastiron,tempered 350450 1| 800 | | |wuowe0 |
| Aluminium (non alloyed, lowalloyed) <30 | | | | | | | |
| Aluminiumalloys 0,5%-10%si <a0 f | | |
| Aluminiumalloys>1s%si <40 f | [ |
| Copperwroughtalloy  <w0 f | [ |
| Special copperalloys <s0W8  f | [ |

N | Short-chipping brass, bronze, redbronze  <e00 _f | | | [ | | |
| Thermoplastics | | |
| Fibrereinforced plastics | | | |
| Grphite |
|_Molybdenum and molybdenumalloys | | | | | | |
| Nickelalloys
| Nickel-chromiumalloys | |

S | Nickeland cobaltalloys <m0 f | |
| Nickel-cobalt-chromiumalloys <10 f | |
| Taniumalloys <w0 f
| Temperedsteel  <aseRC [ . | | | |

H . seeoRC | . |

65-70 HRC

IS0 Material

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

WcnonHeHune AF Design AF

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 pexumoB pe3aHus / Vc-table

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

Case hardened steel, non alloyed MonpaBouHbIN Ko3ddeLneHT /

3aKanéHHble nerupoBaHHble cTanu R Correction factor
Alloyed case hardened steel <1000 N/mm 90-120 Kf [f ]
HenernpoBaHHble OTNyLEHHbIE CTann

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 NIerMpoBaHHON CTann 3HaUYeHre NONpPaBoOYHOro KodddeLneHTa no Tabnuue:
Kf (f,) = 1 (cootBeTcTBYeET 100%) f, = 0,024
B cnyyae 06paboTKy nernpoBaHHo oTnyLeHHon ctanu <1300 N/mm?, BennmumHa nogayum gonxa obiTb 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 pacyéra / General rule:

MNopaua Ha 3y6 / Feed per tooth: =f; « Kf (f)

Ona cnyyasa nnyHxepHoro ¢ppesepoBaHuA = 3HaueHue no Tabnuue / Yncno 3y6beB
For axial plunge milling: = Table value / Number of teeth
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Pexxnmbl pe3aHus Cutting datas

WcnonHenmne AF Design AF

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, MonpaBouHbiin koapduumeHT / 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,

0,008 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 pagnanbHoi rny6uHe pesaHusa go 10% ot gnametpa ¢pesbi (o d,)
Feed per tooth with radial depth of cut of 10% of the cutter (2 d,)

@d, Monpagounblit koapduunenT / Correction factor Kf [f ]

[mm] 1 0,7 0,8 0,9 11 1,2 1,5 1,6 1,8 19 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,

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

MNpumeuanne:
Monpasou. koapduunenT Kff,=1,10 npna,=1xd, wn Kff,=1,25npn a,=0,5xd,
[ina dppe3 6e3 NOKPbITUA NoAaYa JOMKHa ObITb CHIKeHa Ha 10-20%

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

WcnonHenne AF Design AF

Mopaua Ha 3y6 npu paguanbHoi ry6uHe pe3aHua go 20% ot gnametpa ¢ppesbi (o d,)
Feed per tooth with radial depth of cut of 20% of the cutter (2 d,)

24, Monpasounbiii 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,

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

Mopaua Ha 3y6 npu paguanbHo ry6uHe pesaHua go 40% ot guametpa ¢ppesbi (o d,)
Feed per tooth with radial depth of cut of 40% of the cutter (2 d,)

ad, MNonpasouHbiit koappuumenT / 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
Mpumeyanne:

Monpasouy. koapdpuumenT Kff,=1,10 npna,=1xd, wn Kff,=1,25npu a,=0,5xd,
[ina ¢ppe3 6e3 NOKpbITUA Nofaya JOMKHa bbITb CHKeHa Ha 10-20%

Attention:
Feed rate correction factor Kff,=1,10 with a,=1xd, and Kff,=1,25witha,=0,5xd,
Feed rates are reduced by 10 - 20 % for uncoated tools.
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Pexxnmbl pe3aHus Cutting datas

WcnonHenmne AF Design AF

Mopaua Ha 3y6 npu pagnanbHo rny6rHe pesaHnsa fo 60% ot gnametpa ¢pesbi (o d;)
Feed per tooth with radial depth of cut of 60% of the cutter (2 d;)

2d, MonpasouHbii koapdeumneHT / 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 pagnanbHoii rny6uHe pe3aHusa go 80% ot anameTtpa ¢pesbl (o d;)
Feed per tooth with radial depth of cut of 80% of the cutter (2 d,)

2d, MonpasouHblii KoapdeumnenT / 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

MpumeyaHue:
Monpasouy. koa¢ppuumenT Kff,=1,10 npna,=1xd, un Kff,=1,25npu a,=0,5xd,
[ins dpe3 6e3 NoKpbITUA NoAaya AOMKHA ObITb CHIKeHa Ha 10-20%

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

WcnonHenne AF Design AF

Mopaua Ha 3y6 npu ppesepoBaHum Na3os =» ap = 0,5 x,d
Feed per tooth when full slot milling <»ap =0,5xd,

ad, MonpasouHbii koapdeumnent/ Correction factor Kf [f ]
[mm] 1 0,7 0,8 0,9 1,1 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 ppesepoBaHn Na3oB =y ap = 1 x ds
Feed per tooth when full slot milling =»ap=1xd

1

ad, MonpasouHblin KoadppeumnenT / 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

Mpumeyanue:
[na ¢ppe3 6e3 NOKpbITUA NOAAYA [OMKHA ObITb CHIXKEHA Ha 10-20%.

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

WcnonHenmne AF Design AF

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

KoHuesble dpesbl

MoHonuTHble dppesbl MoHonuTHble ppesbl Co chepueckum KoHLOMARA O6paboTka TopLuem O6paboTka Topuem
€O chepryecknM KOHLOM €O chepryecKM KOHLOM 06paboTkn AeTaneii npecchpopm Ppesei dpesbl
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]

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

Mpumeyanue:
[na 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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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.




