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Crp./Page
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0630p NporpamMmmMbl MOHONUTHBIX ¢ppe3 Overview solid carbide milling cutter
ARNO - Werkzeuge

WcnonHeHwne / Design AF » pna 06pa6otku cranu n nutba / for steel and cast materials

|
YHUBepcanbHble, Ana 06paboTKy CTany 1 MaTepuranos, NoNyYeHHbIX METOAOM NTbA.
- . Crp. / Page
For general milling of steel and cast materials. P 9
NcnonHeHue / Design AFJ » pna nepxasetowen cranu n sksotnuecknx matepuanos / for stainless steel and exotic materials
|
MpenHa3HaueHbl AnA 06paboTKN HepXKaBeloLLeit CTanu 1 ak3oTnyecknx matepuanos (Titan, Inconel, Hastelloy).
MpuUMeHAITCA NPY BbICOKOCKOPOCTHON 06paboTKe. Crtp. / Page
Especially developed for machining stainless steel and exotic materials. Suitable for high speed machining. 57 - 69
NcnonHeHne / Design AFA » pns anlomunus n uetHbix metannos / for aluminium and non-ferrous materials
|
JNyywwnin BbI6op Ans 06paboTKM antoMUHKA 1 LUBETHBIX MeTannoB. CneuranbHas reomeTpus paboyeil yact obecneumsaet
BbICOKOE KauyecTBO 06paboTaHHO NOBEPXHOCTM U ONTUMANbHYIO 3BaKyaLMio CTPYKKM 13 30HbI pe3aHua. Ctp. / Page
Best performance for aluminium and non-ferrous machining. The dedicated geometry with a very strong cutting 71-91

edgeguarantees best surface finish and excellent chip flow.

NcnonHeHune / Design AFD » pna o6pa6otku antomunns, rpaduta u Hemetannos / for aluminium, graphite and non-ferrous materials

|
YpesBblualiHO BbiCOKaA TBEPAOCTb NOKPLITUA 0becneuriBaeT OTAIMYHYI0 U3HOCOCTONKOCTb MHCTPYMEeHTa. Menko3epHuctoe
anMasHoe NMOoKpbITUe 06eCrneynBaeT BbICOKOE Ka4eCTBO 06paboTaHHOM MOBEPXHOCTY U CTaBUIbHbIN pe3ynbTaT Ha NPOTSXKEHNUM Ctp. / Page
fonroro BpemeHu. MprmeHaeTca Ana 06paboTku rpaduTa, LBETHbIX METaNNOB (aNIOMVIHWA, MEAN 1 €€ CNNaBOB) N HEMETANNOB,
noaxoanT Ans 06paboTKy NNACTUKOB. 93 - 146
Due to the extreme hardness of the coating these tools offer an excellent wear resistance and very good tool life. The ultra-fine
diamond coating impresses with its excellent surface finish and performance it produces. Suitable for machining graphite and
non-ferrous metals (aluminium, copper brass and bronze) as well as all plastics.
NcnonHeHue / De5|gn AFG » gna cranu n 3akanenHoii cranu (< 50 HRC) / for steel and hardened steel (< 50 HRC)
|
MpeaHa3HayeHbl ANs NerMpoBaHHON 1 HeNernpoBaHHoN cTanu. OnNTumanbHas obpaboTka ctanu TBepgocTbio o 50 HRC.
MopxopaT ana o6paboTkm 6e3 ncnonbsosaHma COX. Ctp. / Page
For machining of alloy and non-alloy steel. Excellent performance also when machining hard steel up to 50 HRC 147 - 173

as well as tough materials. Suitable also for dry-machining.

NcnonHeHune / Design AFR » pans o6pa6otku cranu, MHCTPYMEHTaNbHOM CTanu, MTbA U HOpManusoBaHHon ctanu (< 40 HRC) /
for steel, tool steel, Cast iron and pre-hardened steel (< 40 HRC)

|
YepHoBble $pe3sbl C NepeMeHHbIM YIIIoM HakoHa cniupanu (43° - 46°) Ana o6paboTKM CTanu, UHCTPYMEHTaIbHOW CTanu, MNTbA
1 HOPManM30BaHHOM cTanu Ao 40 HRC. Crp. / Page
) ‘ ) o pro - ) 175-183
Roughing cutters with unequal pitch (43° - 46°) for machining steel, alloy steel, tool steel, cast materials and hardened steel up to 40 HRC.
NcnonHeHune / Design AFH » gna 06pa6otku 3akanéHHbix cTanei 1 BbICOKOCKOPOCTHOTO ppesepoBaHms /
for hardened steel and high speed milling (<70 HRC)
|
MpenHa3sHaueHbl AnA 06paboTkm ctany TBepaocTbio Ao 70 HRC. MoaxoaaT AnA BbICOKOCKOPOCTHOM 06paboTkm 1 06paboTkm 6e3
nopaun COX. Crp. / Page
For milling of hardened steel up to 70 HRC. Also suitable for high speed milling. Can be used for dry milling. 185 - 225
NcnonHeHue / Design AFV » c HepaBHOMepHbIM yrnom HaknoHa cnivpanu / with unequal pitch  (35°-38°)
|

Bbicokonpoun3BoauTenbHble ppe3bl C HepPaBHOMEPHbIM YIIIOM HaKoHa cnvipanu (35° - 38°). MpuMeHATCA AnA YepHOBOW
1 YncToBoi 06paboTKM BonblUMHCTBA MaTepuanos. Mpenmylyectsa: Ao 60% Bbllle CKOPOCTb NMOAauN, OTCYTCTBME BUOpaLuK, Ctp. / Page
BbICOKOE KauyecTBO 06paboTaHHOMN MOBEPXHOCTH, yBENIMYEHHasA ry6uHa pe3aHuns Ans YepHOBOW 1 UACTOBOI 06paboTKM. 227 - 241

Solid carbide milling cutter with unequal pitch (35° - 38°) for highest requirements. Suitable for roughing and finishing of nearly
all materials. Advantages: up to 60% more feed rate, vibration free machining, better surface finish, increased cutting depths.

ARNO" -Werkzeuge / CneunanbHble LieHbl



0630p NporpamMmmbl MOHONIUTHDBIX ppe3 Overview PM and HSS milling cutters
13 nopowkoson HSS-ctanun ARNO - Werkzeuge

NcnonHeHune / Design FP » panao6pa6otku cranu, Hepxagetoweil cranv n nutbs /
for steel, stainless steel and cast materials

|
YHuBepcanbHble Gppesbl, N3roToBnieHHble 13 nopotkosor HSS-ctanu. TIAIN-nokpbITvie, ob6ecneunBatoLiee BbICOKYHO MPOYHOCTb,
N3HOCOCTOMKOCTb 1 NoBbllatoLee 3$pdeKTUBHOCTb NPOLIeCccoB ppe3epoBaHuA. Crp. / Page
Universal milling cutters made from powder metal HSS steel. TIAIN coated, extremely tough and wear resistant, 247 - 262
improved tool life and maximum cutting performance.
WcnonHeHne / Design FPA » pnao6pa6otku antomutus / for aluminium

|

CreumanbHoe NcnosHeHve Ans 06paboTku anomuHuaA. TICN-NoKpbITHe, obcreymnBaioLee BbICOKYIO MPOYHOCTb U M3HOCOCTOMKOCTb.
metotca dpesbl ¢ BHyTpeHHUM nogsoaom COX. MonvipoBaHHas paboyas yacTb. BoicokoaddekTnaHoe dpesepoBaHiie C BbICOKAM Ctp. / Page
KauecTBoM 06paboTaHHON NOBEPXHOCTY. 263 - 268

Especially designed for machining aluminium. TiCN coated, extremely tough and wear resistant, some with through coolant,
polished cutting edges. Excellent surface finish at maximum cutting performance.

UcnonHeHue / Design FPT » ansao6pa6otku tutana n tutaHosbix cnnasos / for titanium and titanium alloys

CneumanbHoe NCNofHeHVe 41 06paboTKM TUTaHa 1 TUTaHoBbIX crinasoB. TIAIN-NoKpbITUe, 06ecneurBatoLee BbICOKYIO MPOYHOCTb 1
M3HOCOCTOMKOCTb. MmetoTca ¢ppesbl ¢ BHYTpeHHM noasoaom COX. 3HaunTenbHOe NoBbILeHME CTOMKOCTI MHCTPyMeHTa AnA obecnederns  Crp. / Page
OnTYManbHON NPOoV3BOANTENbHOCTY. MakcManbHasa 3ddeKTMBHOCTb 06paboTKN. 269 - 274

Especially developed for machining titanium and titanium alloys. TiAIN coated, extremely tough and wear resistant,
some with through tool coolant. The much improved tool life ensures optimum productivity. Maximum cutting performance.

NcnonHeHue / Design FS » AnA 06paboTKM cTanu, HeprkaBetoLlen ctanu n nutbs / for steel, stainless steel and cast materials

|
YHuBepcanbHble Gppesbl, N3rotosneHHble U3 nopoLkosoi HSS-ctanu. TIAIN-nokpbiTre, o6ecreumnBaioLyee NOBbILLEHHYIO TeMepaTypHYyIo
CTOMKOCTb 1 CTOMKOCTb K OKMCNeHMO. MoAXoaUT Ans cyxoro ¢ppesepoBaHms. Boicokas TemnepatypHas CTOMKOCTb. Ctp. / Page
Universal milling cutters made from HSS steel. TiAIN coated, improved heat- and oxidation resistance. 275 -280

Suitable for dry machining, very temperature resistant.

4 ARNO’ -Werkzeuge | CneymanbHbie LeHbl



0630p NporpaMmbl MOHOJINTHbIX Overview solid carbide thread milling cutter
pe3b6oBbix TBepaocnnaBHbix ¢pe3s ARNO'- Werkzeuge

WUcnonHenne / Design  AFT

Pe3b6oBble ppesbl AnA 06paboTKN BHYTPEHHEN MeTprnyecKkoil pesbbbl.
Crp. / Page

292 - 299

Thread milling cutter ISO-internal thread

|
Pe3b6oBble ppesbl Ansa 06paboTku BHyTpeHHen UNC-pe3b6bl.
- . Crp. / Page
Thread milling cutter UNC-internal thread
300 - 302
|
Pe3b6oBble ¢ppe3bl Ans 06paboTku BHyTpeHHen UNF-pe3bobl.
- . Crp. / Page
Thread milling cutter UNF-internal thread
303 -304
|
Pe3b6oBble ppesbl AnsA 06paboTKn BHyTpeHHel BSP(G)-pe3bbbl.
- . Crp. / Page
Thread milling cutter BSP(G)-internal thread
305
|
Pe3b6oBble ppe3sbl AnsA 06paboTkn BHyTpeHHel NPT-pe3b6bl.
. /P
Thread milling cutter NPT-internal thread Crp- / Page
306
0630p moHoNUTHbIX ppe3 ARNO - Werkzeuge Overview deburring cutter
Ana o6paboTku pacok
WUcnonHenne / Design  AE
|
MowonutHble TBEpaocnnasHble dppesbl ¢ TIAIN-nokpbiTnem ARNO - Werkzeuge ans 06paboTki ¢pacok - ngeanbHoe pelieHue ais
06paboTKM dacok, onepaLmin 3aUNCTKN 1 KOHTYPHOTO GpesepoBaHna 60NbLIMHCTBA MaTepuanos. CKOPOCTb pe3aHusa Ao 50% Bbilue, Ctp. / Page
4eMm [N HEMOKPbITOTrO MHCTPYMEHTA. IHCTPYMEHT MOXeT 6biTb 1CMOsb30BaH 1A PaboTbl ¢ MHMMaNbHbIM KonnyectBom COXK, a Takke
[lonycKaeT cyxoe dpesepoBaHue. 313-319
The TiAIN coated ARNO" solid carbide NC- deburring cutter is ideal for chamfering, deburring and contour machining of nearly all
conventional materials. The cutting speed is up to 50% higher compared to uncoated tools.
The tools can be used with micro lubrication coolant or run dry.
0630p Nnporpammbl TBEPAOCMNIABHbIX Overview
CBEpPN 1 CBEpn 13 nopowwkKoBon HSS-ctann solid carbide drills and powder metal drills
WUcnonHeHne / Design  SP
|
TeéppocnnasHble cBépna ARNO npeaHa3HaueHbl Ans BbICOKOCKOPOCTHOTO BbICOKOTOUHOTO CBeprieHUs. BbicokoaddekTrBHas 06paboTka
CTanei, MUTbA, MHCTPYMEHTaNbHOW, NErMPOBAaHHON CTaNN 1 HepXKaBewLLX cTanei. dpdekTrBHOe GopMMpPOBaHUE 1 yaaNEHUE CTPYXKKN Ctp. / Page
13 30HbI pe3aHuA 6narofjaps crieLmanbHo reoMeTpUN PexyLUer YacTu. BbicoKas TOUHOCTb 1 CTabUbHOCTb. YBeNUYeHHas CTOMKOCTb
6naropapsa TiAIN-nokpbiTuio. CamoLeHTpUpytoLmnecs. 325-373

ARNO" solid carbide drills are suitable for high speed and accurate drilling operations by special design and high quality.

Good performance in steels, cast iron, tool steel, alloy steels and stainless steels. Rapid chip evacuation and excellent chip breaking
can be achived by special designed cutting edges on point and chipbreakers on leading edges. High accuracy and stability.

Longer tool life by TiAIN coating. Self-centring.

ARNO™-Werkzeuge | CnewuanbHble LieHbl



0630p dpe3

Yucno
WcnonHeHmne 2 3y6beB R LleHTpanbHbii
z pes

M H Yron Mokpbrrme  Crp.
[HRC] cnvpann

VHM - MoHonuTHbIe TBEpAOCM/IaBHble ¢ppe3bl

AF

AF50526 Mini 04-4,0 2 %4 30° TiAIN 24
AF60125 KopoTkasa 2,0-20,0 2 v [ ] 30° TiAIN 27

AF50120 -R KopoTtkasa 2,0-12,0 2 (4 v [ ] 30° TiAIN 28
AF50121 AnuHHasn 2,0 2 4 [ 30° TiAIN 29
AF60121 OnuHHasA 2,8-20,0 2 v [ ) 30° TiAIN 29
AF50121 -R AnnHHasa 3,0-12,0 2 v 4 [ ] 30° TiAIN 30
AF50122 CBepxaninHHas 3,0-20,0 2 (4 [ ] 30° TiAIN 31

AF50135 YnbTpakopoTKas 05-18 3 v [ 30° TiAIN 36
AF60135 YnbTpakopoTkas 2,0-20,0 3 v [ J 30° TiAIN 36
AF61330 KopoTkas 2,0-20,0 3 4 [ ] 30° TiAIN 37
AF60131 OnuHHas 3,0-20,0 3 v [ 30° TiAIN 38
AF60231 nuHHasn 3,0-20,0 3 v [ 45° TiAIN 39
AF50140 KopoTtkas 1,0-20,0 4 [ ] 30° TiAIN 40
AF50140 -R KopoTkas 2,0-12,0 4 v v [ ] 30° TiAIN 41

AF60140 KopoTkas 2,0-20,0 4 (] 30° TiAIN 42
AF50141 OnuHHan 2,0 4 [ 30° TiAIN 43
AF60141 OnuHHan 3,0-20,0 4 [ 30° TiAIN 43
AF50141 -R AnuHHan 3,0-12,0 4 v v [ ] 30° TiAIN 44
AF50142 CBepxanvHHas 3,0-20,0 4 (4 [ ] 30° TiAIN 45
AF614.1 nuHHan 6,0 - 25,0 3-5 v [ 30° TiAIN 47
AFJ612.1 OnuHHana 6,0 - 25,0 [ 50° TiAIN 58
AFJ602.0 AnnHHasn 6,0-20,0 6-8 (] 45° TiAIN 59
AFJ619.1 OnuHHan 4,0-25,0 [ 45° TiAIN 60
AFA51521 AnuHHasa 3,0-20,0 2 v 45° bes nokobitus 72

AFA50720 -R OnuHHas 4,0-20,0 2 (4 (%4 30° TiCN 73
AFA51522 CBepxpnnHHas 1,0-20,0 2 (4 45° TiCN 74
AFA52330 OnuHHan 3,5-20,0 3 v 30° be3 nokobiTna 76
AFA51531 inuHHaA 3,0-20,0 3 v 45° TiCN 77
AFA51532 CBepxannHHas 3,0-20,0 3 (4 45° TiCN 78
AFA52131 OnuHHas 4,0-20,0 3 v 42° TiCN 80
AFA51431 JnuHHas 6,0-25,0 3 (4 30° TiCN 81

AFA61431 OnuHHan 6,0-25,0 3 (4 30° bes nokobiTua 82
AFD50724 -R Mini 02-60 2 v 8 © 30° Diamant 94
AFD50727 -R 1,0-2,0 2 (4 v -§- 30° Diamant 95
AFD50121 OnuHHan 0,5-12,0 2 v o 30° Diamant 96
AFD51520 KopoTkas 1,0-20,0 2 (4 g 45° Diamant 97
AFD54030 -R KopoTkas 2,0-12,0 3 v 4 8 40° Diamant 104
AFD54031 -R OAnuHHasA 2,0-12,0 3 v v § 40° Diamant 105
AFD50740 -R 6,0-12,0 4 v v (@] 30° Diamant 107
AFG50120 Kopotkas 2,0-25,0 2 (] 30° TiAIN 148
AFG50121 AnnHHaA 2,0-250 2 30° TiAIN 149
AFG50745 -R YnbTpakopoTKas 2,0-16,0 4 v [} 30° TiAIN 155
AFG50140 KopoTtkas 2,0-25,0 4 [ 30° TiAIN 156
AFG50741 -R AnuHHas 3,0-20,0 4 (4 30° TiAIN 157
AFG50141 OnnHHas 2,0-25,0 4 30° TiAIN 158
AFG502.0 AnuHHas 4,0-250 4-8 45° TiAIN 159
AFG50861 -R inuHHaA 6,0-20,0 6 v 45° TiAIN 160
AFG50262 CBepxpannHHaA 6,0 - 25,0 6 45° TiAIN 161
AFG606.0 KopoTkas 6,0-25,0 3-5 20° TiAIN 162
AFG606.1 AnuHHan 6,0-25,0 3-5 20° TiAIN 163

@ = OcHOBHOe NMprMeHeHve
O = lonycTumoe NpriMeHeHne

6 ARNO "-Werkzeuge | CneyuanbHble LieHbl Bce pasmepbi yKasaHbl B MM



0630p dpe3

NcnonHeHune

AFR

AFR619.0 KopoTkas
AFR619.1 AnunHHanA
AFR619.2 CBepxannHHasn
AFH

AFH50120 -R Mini
AFH50526 Mini
AFH50920 -R Mini
AFH50125

AFH50725 -R
AFH50926 -R
AFH50140

AFH50142 -R
AFH50146 -R
AFH50745 -R
AFH50865 -R

AFH508.1 OnnHHaa
AFH508.2 CeBepxpgninHHan
AFV

AFV61840 -R KopoTkas
AFV51840 -ST Kopotkas

AFV51840 -ST-R Kopotkasa

AFV51841 -ST AnvHHaA
AFV51841 -ST-R AnuHHan
AFV61840 -ST KopoTtkas

AFV61840 -ST-R KopoTkas

AFV61841 -ST AnunHHaAa
AFV61841 -ST-R AnvHHaA
AFV61841 -R AnuHHana
AFV61851 [nvHHaA

MoHonuTHble TBEpAOCMIABHbIE Pppe3bl CO chepnyeckum KOHLIOM

AF

AF52021 Mini
AF60320 KopoTkasa
AF50321 inuHHaA
AF60321 OnuHHaa
AF50322 CBepxpnvHHas
AF50340 KopoTkasa
AFA

AFA51820 Kopotkasa
AFA51831 Kopotkasa
AFD

AFD51824 Mini
AFD50325 Mini
AFD51826
AFD51821 OAnunHHaA
AFD51823 CeepxanuHHasA
AFD51820 Kopotkas
AFD51830 KopoTtkas
AFG

AFG50321 AnuHHaA
AFG50322
AFG52021 AnnHHasA
AFG51621 AnuHHas

@ = OcHOBHOe NpUMeHeHne
QO = llonyctimoe npumeHeHne

Bce pa3mepbl yKasaHbl B MM

6,0-20,0
6,0-20,0
6,0-20,0

03-2,0

0,1-4,0

05-2,0
0,1-20,0
0,5-20,0
0,5-12,0
1,0-20,0
6,0-12,0
3,0-12,0
1,0-20,0
6,0-20,0
6,0-25,0
6,0-25,0

3,0-20,0
3,0-20,0
3,0-20,0
3,0-250
3,0-250
3,0-20,0
3,0-20,0
3,0-250
3,0-250
3,0-250
6,0-25,0

04-4,0
2,0-20,0
3,0-20,0
3,0-20,0
3,0-20,0
2,0-20,0

6,0-20,0
2,0-16,0

02-6,0
04-4,0
1,0-2,0
2,0-12,0
2,0-12,0
2,0-12,0
2,0-12,0

2,0-250
1,0-12,0
04-6,0
3,0-12,0

Yucno
3y6beB
z

4-5
4-5

A DB BN NN NN

IR
© o &

v s B MBS BB DSBS D

AN NN NN

w NN NN NN w N

NN NN

RSN

A VAN

SRS S

R LUeHTpanbHbIn
pes

v
v

AR CAN SR S

AN

Yron Mokpbrime  Crp.
cnupann

AICrN
43 -46° AICrN 177
AICrN

Diamant
Diamant

30° Diamant 100
30° Diamant 101
30°  Diamant 102

Diamant

O6paboTKa rpadpuTa

Diamant

ARNO " -Werkzeuge | CneymanbHble LieHbl 7



0630p dpe3

Yucno

3y6beB eHTpasb-
WcnonHeHnne ) yz R Lleu?lppes P M )c/;:l:) . Mokpbue .
AFH
AFH50320 Mini 04-2,0 2 v
AFH52020 Mini 0,5-2,0 2 v
AFH52021 Mini 0,1-4,0 2 v
AFH51625 1,0-25,0 2 v
AFH51626 0,1-12,0 2 v
AFH51635 3,0-20,0 3 v
AFH50341 3,0-20,0 4 v

AFV

AFV60341 OnuHHaA 3,0-25,0 4 [ ] TiAIN
MoHonuTHble TBEpAocnnaBHble ppe3bl A/1s BbICOKMX Noaay

AFH

AFH50746 -R 2,0-12,0 4 v [ J
AFH50741 -R 2,0-16,0 4 v [
MoHonuTHble ¢ppesbl U3 NopoLKoBon HSS-ctann

FP

FP60120 KopoTtkas 2,0-250 2 [
FP60121 nnHHanA 2,0-25,0 2 [ J
FP60135 YnbTpakopoTkas 2,0-25,0 3 [
FP60130 Kopotkan 2,0-25,0 3 °
FP601.0 KopoTkas 2,0-320 4-6 [
FP601.1 AnnHHan 2,0-32,0 4-6 [ ]
FP618.0 KopoTtkas 6,0-32,0 3-6 [ J
FP618.6 Cpeansn 6,0-32,0 3-6 °
FP618.1 [nuHHaa 6,0-32,0 3-6 [
FP619.5 YnbTpakopoTKas 6,0-25,0 4-6 [ ]
FP619.0 KopoTkas 4,0-25,0 3-6 [ J
FP620.0 Kopotkas 6,0-32,0 3-6 [}
FP620.1 [innHHanA 6,0-32,0 3-6 [
FPA

FPA61530 KopoTkas 10,0 - 32,0 3 v

FPA62230 Koportkas c nogsogom COX 10,0 - 32,0 3 4

FPA62232 Csepxanunnas c noasogom COX20,0 - 40,0 3 v

FPA61930 KopoTtkas 10,0-32,0 3 v

FPA62132 CsepxanunHan c noasogom COX 20,0 - 40,0 3 v

FPT

FPT622.0 -RKopotkas c nogsogom COX 10,0 - 32,0 4-6 v

FPT622.2 -Rceepxanunnas c nogsogom COX 12,0 - 32,0 4-6 4

FPT619.0 -R KopoTtkas 10,0 - 32,0 4-6 v

FPT621.2 -R Ceepxanunnan c nogsogom COX 12,0 - 32,0 4-6 v

FPT619.2 -R CBepxanvHHas 10,0 -32,0 4 - v [
FS

FS60120 Kopotkas 1,0-20,0 2 [ )
FS60140 KopoTtkas 2,0-20,0 4 o
FS618.0 KopoTkasa 6,0-20,0 3-4 [}
FS620.0 KopoTkasa 6,0-20,0 3-4 [ J
MoHonutHble ppe3bl 3 nopowukoBoi HSS-cranm co chepryeckum KoHLOM

FP

FP60320 Kopotkan 2,0-25,0 2 [ ]
FP60321 OAnuHHaA 3,0-25,0 [}
FS

FS60320 KopoTtkas 2,0-20,0 2 [ J

@ = OcHoBHOE NMpUMeHeHe
O = [lonyctumoe npumexeHne
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YcnoBHble 0603HaueHusA Symbol navigator

ATy
E‘,:!—;'

Yucno 3y6bes / Number of flutes
¢ R PHE OO D
- 7
2 3 voa 5 6 i) 3 4 ioa
Yron HaknoHa cnupanu / Helix angle
15° 30° 40° 45° 50° 90° 30° 35-38 ° 50°

35-38 °

[iBoiviHoli yron B nnaHe / deburring cutter angle

XBocToBuK / Shank
— | — | — 60° 90° 120°
; vV v V

HB

HA
[NiBoiiHom yron B nnaHe / Angle

18° 120° 130° ° 140° 15° 30°

135

BHyTpeHHuin nogsoa COX / Through tool coolant

CCOX bes COX CCOX
with ic without ic with ic without ic
Bo3smoxHble HanpasneHua nofaun / Possible feed direction
I Y >020° <220 §™ ™
MNokpbitna / Coating LWar / Pitch
. . . . bes nokpbitna
TIAIN | (AITIN | AICIN|  TICN | TIA70 | DIAMANT s "t Mans et
V V V V V V X x Menkuit/ fine KpynHbiii / coarse

fonyck / Tolerance

Pesb6a / Thread
NPT BSP B D =

0 B || M MF | | UNC | UNF

Wiy T
¢
Papguyc npu BepiunHe / Corner radius

[unana3soH gnametpos / Diameter range

x
R

1,0-20,0 mm 30 -140 mm 20 -200 mm

Matepuan / Material MpumeHnaemoctb / Other
s | PVEHSS | |HSS-Co8 H VA ALU o Eoo
ganiaton | |4 || .4 gy,
v Vv v V|V Qe -

Pexxywuii matepuan / Cutting material

ARNO™- Werkzeuge | CneymanbHble LieHbl



Overview Milling

Version (7] Te:th R (Cuet:t:; M :::_;Tc; Coating Page
Solid carbide milling cutters

AF

AF50526 Mini 0,4-4,0 2 v 30° TiAIN 24
AF60125 short 2,0-20,0 2 v [ ] 30° TiAIN 27
AF50120 -R short 2,0-12,0 2 v v [ ] 30° TiAIN 28
AF50121 long 2,0 2 v [} 30° TiAIN 29
AF60121 long 2,8-20,0 2 v [ 30° TiAIN 29
AF50121 -R long 3,0-12,0 2 v v [ ] 30° TiAIN 30
AF50122 extra long 3,0-20,0 2 v [ ] 30° TiAIN 31
AF50135 extra short 05-18 3 4 [} 30° TiAIN 36
AF60135 extra short 2,0-20,0 3 v [ 30° TiAIN 36
AF61330 short 2,0-20,0 3 (4 [ ] 30° TiAIN 37
AF60131 long 3,0-20,0 3 (4 [} 30° TiAIN 38
AF60231 long 3,0-20,0 3 4 [} 45° TiAIN 39
AF50140 short 1,0-20,0 4 [ 30° TiAIN 40
AF50140 -R short 2,0-12,0 4 v (4 [ ] 30° TiAIN 41
AF60140 short 2,0-20,0 4 [ ] 30° TiAIN 42
AF50141 long 2,0 4 [ ] 30° TiAIN 43
AF60141 long 3,0-20,0 4 [ 30° TiAIN 43
AF50141 -R long 3,0-12,0 4 v (4 [ ] 30° TiAIN 44
AF50142 extra long 3,0-20,0 4 v [ ] 30° TiAIN 45
AF614.1 long 6,0-25,0 3-5 v [} 30° TiAIN 47
AFJ

AFJ612.1 long 6,0-25,0 3-4 v [} 50° TiAIN 58
AFJ602.0 long 6,0-20,0 6-8 [ 45° TiAIN 59
AFJ619.1 long 4,0-25,0 3-6 [ ] 45° TiAIN 60
AFA

AFA51521 long 3,0-20,0 2 v 45° uncoated 72
AFA50720 -R long 4,0-20,0 2 4 v 30° TiCN 73
AFA51522 extra long 1,0-20,0 2 v 45° TiCN 74
AFA52330 long 3,5-20,0 3 v 30° uncoated 76
AFA51531 long 3,0-20,0 3 v 45° TiCN 77
AFA51532 extra long 3,0-20,0 3 v 45° TiCN 78
AFA52131 long 4,0-20,0 3 v 42° TiCN 80
AFA51431 long 6,0-25,0 3 v 30° TiCN 81
AFA61431 long 6,0-25,0 3 v 30° uncoated 82
AFD

AFD50724 -R Mini 0,2-6,0 2 v v g' 30° Diamant 94
AFD50727 -R 1,0-2,0 2 % v < 30° Diamant 95
AFD50121 long 05-12,0 2 v S Ly Diamant 96
AFD51520 short 1,0-20,0 2 v 1S 45° Diamant 97
AFD54030 -R short 2,0-12,0 3 v (4 .g 40° Diamant 104
AFD54031 -R long 2,0-12,0 3 v v é- 40° Diamant 105
AFD50740 -R 6,0-12,0 4 v v 1G] 30° Diamant 107
AFG

AFG50120 short 2,0-25,0 2 v [} 30° TiAIN 148
AFG50121 long 2,0-25,0 2 v 30° TiAIN 149
AFG50745 -R extra short 2,0-16,0 4 v [} 30° TiAIN 155
AFG50140 short 2,0-25,0 4 [ 30° TiAIN 156
AFG50741 -R long 3,0-20,0 4 4 30° TiAIN 157
AFG50141 long 2,0-25,0 4 30° TiAIN 158
AFG502.0 long 4,0-25,0 4-8 45° TiAIN 159
AFG50861 -R long 6,0 -20,0 6 4 45° TiAIN 160
AFG50262 extra long 6,0 -25,0 45° TiAIN 161
AFG606.0 short 6,0 -25,0 3-5 20° TiAIN 162
AFG606.1 long 6,0-25,0 3-5 20° TiAIN 163

@ = Main application
O =Suitable

10 ARNO® -Werkzeuge | CneumnanbHble LieHbl All Dimensions in mm



Overview Milling

Version

AFR

AFR619.0 short
AFR619.1 long
AFR619.2 extra long
AFH

AFH50120 -R Mini
AFH50526 Mini
AFH50920 -R Mini
AFH50125
AFH50725 -R
AFH50926 -R
AFH50140
AFH50142 -R
AFH50146 -R
AFH50745 -R
AFH50865 -R
AFH508.1 long
AFH508.2 extra long
AFV

AFV61840 -R short
AFV51840 -ST short

AFV51840 -ST-R short

AFV51841 -ST long
AFV51841 -ST-R long
AFV61840 -ST short

AFV61840 -ST-R short

AFV61841 -ST long
AFV61841 -ST-R long
AFV61841 -R long
AFV61851 long

Solid carbide Ball Nose Cutters

AF

AF52021 Mini
AF60320 short
AF50321 long
AF60321 long
AF50322 extra long
AF50340 short
AFA

AFA51820 short
AFA51831 short
AFD

AFD51824 Mini
AFD50325 Mini
AFD51826
AFD51821 long
AFD51823 extra long
AFD51820 short
AFD51830 short
AFG

AFG50321 long
AFG50322
AFG52021 long
AFG51621 long

@ = Main application
O = Suitable

All Dimensions in mm

6,0-20,0
6,0-20,0
6,0-20,0

03-20
0,1-4,0
0,5-2,0
0,1-20,0
0,5-20,0
0,5-12,0
1,0-20,0
6,0-12,0
3,0-12,0
1,0-20,0
6,0-20,0
6,0-25,0
6,0-25,0

3,0-20,0
3,0-20,0
3,0-20,0
3,0-250
3,0-250
3,0-20,0
3,0-20,0
3,0-25,0
3,0-250
3,0-25,0
6,0-25,0

04-4,0
2,0-20,0
3,0-20,0
3,0-20,0
3,0-20,0
2,0-20,0

6,0-20,0
2,0-16,0

0,2-6,0
0,4-4,0
1,0-2,0
2,0-12,0
2,0-12,0
2,0-12,0
2,0-12,0

2,0-250
1,0-12,0
04-6,0
3,0-12,0

Teeth

[e) NN o)}
'

(o]

B DA BN NNNDNDN

v & DB DB DB DB D

N AN NN NN

w

w NN NN NN

NN

o]

RIS

AVUAN

RSN IS

Center

RIS S

ACANE CA N AN

(4
v
v
v
(4
v

S VSN SN S AN

AN

P

()]

£

£ 30°
S o
S 30

£ 30°
(]

= 30°
= .
g 30

C]

Diamant
Diamant
Diamant
Diamant
Diamant
Diamant
Diamant

Page

929

100
101
102
103

ARNO " -Werkzeuge | CneuuanbHble LieHbl
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Overview Milling

Teeth Helix-

Version (7] R Coating Page
z angle

AFH

AFH50320 Mini 04-20 2 v

AFH52020 Mini 0,5-2,0 2 v

AFH52021 Mini 0,1-4,0 2 v

AFH51625 1,0-25,0 2 (4

AFH51626 0,1-12,0 2 v

AFH51635 3,0-20,0 3 v

AFH50341 3,0-20,0 4 v

AFV

AFV60341 long 3,0-25,0 [ ] TiAIN

Solid carbide High Feed Cutters

AFH

AFH50746 -R 2,0-12,0 [}

AFH50741 -R 2,0-16,0 [}

Powder Metal Milling Cutters

FP

FP60120 short 2,0-25,0 2 [}

FP60121 long 2,0-25,0 2 [ J

FP60135 extra short 2,0-250 3 [

FP60130 short 2,0-250 3 [}

FP601.0 short 2,0-32,0 4-6 [}

FP601.1 long 2,0-32,0 4-6 [ J

FP618.0 short 6,0-32,0 3-6 [}

FP618.6 mid-length 6,0-32,0 3-6 [}

FP618.1 long 6,0-32,0 3-6 [}

FP619.5 extra short 6,0-25,0 4-6 [ J

FP619.0 short 4,0-25,0 3-6 [}

FP620.0 short 6,0-32,0 3-6 [}

FP620.1 long 6,0-32,0 3-6 [}

FPA

FPA61530 short 10,0-32,0 3 v

FPA62230 short IK 10,0-32,0 3 v

FPA62232 extra long IK 20,0-40,0 3 v

FPA61930 short 10,0-32,0 3 v

FPA62132 extra long IK 20,0-40,0 3 v

FPT

FPT622.0 -R short IK 10,0-32,0 4-6 v

FPT622.2 -R extra long IK 12,0-32,0 4-6 v

FPT619.0 -R short 10,0-32,0 4-6 v

FPT621.2 -R extra long IK 12,0-32,0 4-6 v

FPT619.2 -R extra long 10,0 -32,0 4- (4 [}

FS

FS60120 short 1,0-20,0 2 [ J

FS60140 short 2,0-20,0 [}

FS618.0 short 6,0-20,0 3-4 [}

FS620.0 short 6,0-20,0 3-4 [ J

Powder Metal Ball Nose Cutters

FP

FP60320 short 2,0-25,0 2 °

FP60321 long 3,0-25,0 °

FS

FS60320 short 2,0-20,0 2 [ J

@ = Main application
O =Suitable
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ARNO

WERKZEUGE Solid carbide End mills

We have a passion for precision.

UcnonHeHme Design
AF - ins 06paboTKu CTanu v NMTbA AF - for steel and cast materials

AFJ - ana HeprkaBeloLen CTanm 1 SK30TUYECKUX MaTeprasios AFJ - for stainless steel and exotic materials

AFA - ona antoMMHUA N LBETHBIX METANIOB AFA - for aluminium and non-ferrous machining
AFD - nna 06paboTku antomMuHus, rpadumTa n HeMeTansoB AFD - for aluminium, graphite and non-ferrous materials
AFG - gna 06paboTKM CTanu 1 3aKasieHHON CTanu AFG - for steel and hardened steel up to 50 HRC
AFR - n1sa 06paboTKM CTanu, UHCTPYMEHTasIbHOW CTasu, AFR - for steel, tool steel, cast iron and
NIUTbA U HOpManu3oBaHHoOM ctanu (<40 HRC) pre-hardened steel to 40 HRC
AFH - ona 06paboTKu 3aKaneHHbIX cTanem u AFH - for hardened steel up to 70 HRC and
BbICOKOCKOPOCTHOro dpe3epoBaHus high speed milling
AFV - c HepaBHOMEPHbLIM YrJIOM HaKJIOHa crivpani AFV - with unequal pitch (26°-30° / 35°-38°)
(35°-387)
-
7 i J
i #

—

ﬁ““-—-._____“'--.___

.
o
- - - -

-
%,




0630p NporpaMmbl MOHONUTHbIX ppe3 Overview Solid carbide milling cutter

KonnuectBo YVron crvpani
OnwncaHne 3y6beB Tun WcnonHeHmne pa N3o06paxeHune Crp.
Description Flutes Type Design Helix angle Picture Page

AF - ana o6pa6oTku ctanu n oTnnBoK / for steel and cast materials

KoHueBas ¢pesa

AF50526-... 2 . Mini 30°
End mill

24

KoHueBasa ppesa KopoTkasn
AF60125-... 2 4 fbp P 30°
End mill short

27

AF50121-... / KoHueBas dpesa NnuHHan
2 30°
AF60121-... End mill long

29

KoHueBas dpesa CeepxanuHHan

AF50122-... 2 . 30°
End mill extra long

31

Dpe3sa co cheprueckum
AF50321-. 2 KOHLOM Anntan
Ball-nose milling cutter long

30°

33

Dpe3sa co choepryecknm

CBepxanHHaA
30°

35

AF50322-... 2 K0H|,1QM
Ball-nose milling cutter extra long

MAAMRNL R RL

14 ArRNO- Werkzeuge | CneumanbHble LieHbl



0630p NporpaMmbl MOHONUTHbIX ppe3 Overview Solid carbide milling cutter

Konunuectso T " Vo6 c
3y6beB nn crnonHeHne Yron cnupanun 306pakeHne P.

Description Flutes Type Design Helix angle Picture Page

OnucaHne

AF - pna o6pa6oTkn ctanm n otnneok / for steel and cast materials

AF50135-... / KoHueBas dpesa YneTpakopotkas
AF60135-... End mill extra short

w
(o)}

KoHueBan dpe3sa [nuHHan
AF60131-... 3 . 30°
End mill long

w
[e)

KoHueBas ppesa KopoTkas

AF50140-... 4 . 30°
End mill short

D
o

KoHueBas dpesa Koportkasn

AF60140-..X 4 30°
End mill short

D
N

[OnvHHanA ¢ pagnycom

KoHueBas ppesa npu BepwviHe
AF50141-..R... 4 : ' | .
End mill long with corner radius

IS

Dpe3sa co choepryeckum
KOHLIOM
Ball-nose milling cutter short

KopoTtkas

D
()}

AF50340-... 4

MAANERNRNSY

ARNO'- Werkzeuge | CnevpanbHble LieHbl
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0630p NporpaMmbl MOHONUTHbIX ppe3

Overview Solid carbide milling cutter

Konuuectso

Onucanue 3y6bes Tun WcnonHeHne Yron cnupann MN306paxeHne Crp.
Description Flutes Type Design Helix angle Picture Page
AF - pna ctanu n o6pa6oTku otnmeok / for steel and cast materials
YepHoBas ppesa [nvHHaA -~
AF614.1-. 3-4 ) 30° 47
Roughing cutter long

AFJ - pna HepxaBeloweii cTann n 3K30TMYecKuXx maTepuanos / for stainless steel and exotic materials

KoHueBas ¢pesa

AFJ612.1-... 3-4
End mill

YepHoBasa dppesa NIMHHaA
AFJ619.1-... 3-6 P . op A 45° 60
Roughing cutter long
AFA - gna 06pa6otku anlomnHmnsa u Hemetannos / for aluminium and non-ferrous machining
KoHueBas ¢ppesa NMHHaA
AFA51521-... 2 4 ,¢p A 45° 72
End mill long

KoHueBas ¢pesa
End mill

AFA51522-...

KoHueBas ¢pesa
End mill

AFA52330-...

16  ARNO™- Werkzeuge | CneumanbHble LieHbl
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long

CBepxanuHHas
extra long

OnuHHaa

long

50°
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0630p NporpaMmbl MOHONUTHbIX ppe3

Overview Solid carbide milling cutter

OnuncaHune
Description

AFA51532-...

AFA52131-...

AFA61431-...

AFD50724-...R...

AFD50121-...

AFD51824-...

KonwnuectBo 3y6beB Tun

Type

KoHueBas ¢ppesa
End mill

YepHoBas dppesa

Roughing cutter

YepHoBas dppesa
Roughing cutter

KoHueBas ppesa
End mill

KoHueBas ¢ppesa
End mill

Dpesa co chepryecknm
KOHLIOM

Ball-nose milling cutter

WcnonHeHne Yron cnupanu N306paxeHne
Design Helix angle Picture

AFA - pna 06paboTku anioMnHKSA, LUBETHLIX METaNNOB 1 HemeTannos / for aluminium and non-ferrous machining

CBepxanuHHan
pxA, 45°
extra long

[OnvHHan
long

NHHaA
A 30°
long

AFD - gnsa 06paboTtku antloMnHuA, LUBETHbIX MeTanoB, rpaduTa n HemeTannos / for aluminium, graphite and non-ferrous materials

Mini 30°

[OnvHHan
long

ARNO'- Werkzeuge | CnevupanbHble LieHb!
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0630p NporpaMmbl MOHONUTHbIX ppe3 Overview Solid carbide milling cutter

OnuncaHune Konuuectso 3y6beB Tun WcnonHenne Yron cnupann N306paxeHne Crp.
Description Flutes Type Design Helix angle Picture Page

AFD - gnsa 06pa6oTkmn anloMnHNsA, LBETHBIX MeTanNoB, rpaduTa n HemeTamnos / for aluminium, graphite and non-ferrous materials

®pesa co chepuyecknm o
C KOHUYECKO LLeiiKoi

AFD51826-... KoHuom 300
Ball-nose milling cutter taper neck

Dpesa co chepryecknm

KOHLIOM CBepxanuHHas
AFD51823-... -
Ball-nose milling cutter extra long

KoHueBasa dpesa KopoTkas

AFD54030-...R...
End mill short

Dpes3a co chepuryecknum
KOHLIOM KopoTkas

AFD51830-... .
Ball-nose milling cutter short

AFG - gna 06paboTku 3akanénHoi (go 50HRC) ctanu / for steel and hardened steel up to 50HRC

KoHueBasa ppesa Kopotkasn
End mill short

AFG50120-...

Dpe3a co chepuryecknum

KOHLIOM OnuHHaa
AFG50321-... .
Ball-nose milling cutter long

ARNO'- Werkzeuge | CneyuanbHble LeHbl



0630p NporpaMmbl MOHONUTHbIX ppe3 Overview Solid carbide milling cutter

OnuncaHune KonuuectBo 3y6bes Tun WcnonHeHne Yron cnupanun N306paxeHne Crp.
Description Flutes Type Design Helix angle Picture Page

AFG - gna 06paboTky 3akanéHHom (ao 50 HRC) cranu / for steel and hardened steel up to 50 HRC

Dpesa co chepryecknm

C KOHNYECKOW LUEeNKOWA
AFG50322-... Koruom

N

30° 151

Ball-nose milling cutter taper neck

Dpesa co chepuyeckum
KOHLIOM [OnnHHas

AFG51621-... -
Ball-nose milling cutter long

154

KoHueBas ppesa KopoTkas

AFG50140-...
End mill short

-
(%
(o))

KoHueBas ppesa OnviHHan

AFG50141-...
End mill long

158

KoHueBas ¢pesa LOnuHHas
End mill long

AFG50861-...R... 160

YepHoBas ¢pe3a KopoTkas
AFG606.0-... 3-5 . 20°
Roughing cutter short

162

LANNNNNNRNNY

ARNO'- Werkzeuge | CneyuanbHble LeHbl 19
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0630p NporpaMmbl MOHONUTHbIX ppe3

Overview Solid carbide milling cutter

AFR619.0-..R...

AFR619.2-..R...

AFH50120-..R... 2

AFH50920-..R...

AFH52020-...

ARNO'- Werkzeuge | CneyuanbHble LieHbl

OnuncaHune Yucno 3y6bes Tun WcnonHeHme Yron cnupann MN306paxeHune Crp.
Description Flutes Type Design Helix angle Picture Page
AFG - gna 06paboTkm 3akanéHHom (Ao 50 HRC) ctanu / for steel and hardened steel up to 50 HRC
YepHoBas dppesa NHHaA
AFG606.1-... 3-5 P . op A 20° 163
Roughing cutter long

AFR - pna 06pa6oTku cTanu, MHCTPYMeHTaNIbHOI CTanu, NUTbA 1 HOPManu3oBaHHO cTanu / for steel, tool steel, cast iron and pre-hardened steel

YepHoBasa ¢pesa KopoTtkasn
P P P 43 - 46°

short

Roughing cutter

YepHoBas €3a Cge NMNHHaA
p op pXA, 43 - 46°

Roughing cutter extra long

mini

KoHueBas dppesa € PAANYCOM Npu BepLumHe

End mill mini with corner radius

KoHuesas dpesa mini (ana 06paboTku Nasos.)

End mill

-, ) 30°
mini (Slotting Cutters)

Dpe3a co chepuyeckum

KOHL,OM mini (ana 06paboTKM Nasos)

Ball-nose milling cutter

- ) 30°
mini (Slotting Cutters)

176

178

MR

186

189

191

AANN NN




0630p NporpaMmbl MOHONUTHbIX ¢ppe3

Overview Solid carbide milling cutter

Twn
Type

OnuncaHune
Description

Yucno 3y6beB
Flutes

WcnonHeHne
Design

AFH - ansa o6pa6otku 3akanénnon (o 70HRC) cTanu 1 BbICOKOCKOPOCTHOrO ppe3epoBanus / for

KoHueBas ppesa

AFH50125-... 2
End mill

KoHueBas ppesa

AFH50926-..R... .
End mill

®pe3sa co
chepryecKkMm KOHLOM
AFH51626-...

Ball-Nose milling Cutter

KoHueBas ppesa

AFH50140-...
End mill

KoHueBas ppesa
End mill

AFH50146-..R...

®pesa co

chepruyeckm KoOHLOM
AFH50341-... 4

Ball-nose milling cutter

30°

C pafuycom npw BeplumHe

30°
with corner radius

C pagvycom npu BepluriHe

30°
with corner radius

30°

Yron cnupanu
Helix angle

N3o6pakeHne
Picture

Crp.
Page

dened steel up to 70 HRC and high speed milling

194

196

199

201

203

205

&
&
y
&
y
)
&
~
&
&
&~
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0630p NporpaMmbl MOHONUTHbIX ¢ppe3 Overview Solid carbide milling cutter

OnuncaHune Konnuectso 3y6beB  Tun WcnonHenne Yron cnupann N306paxeHune Crp.
Description Flutes Type Design Helix angle Picture Page

AFH - gna 06paboTkn 3akanénHoii (go 70 HRC) ctanu 1 BbICOKOCKOPOCTHOI 06pa6oTku / for hardened steel up to 70 HRC and high speed milling

KoHueBas ¢pe3a C pagnycom npu BepLliniHe

AFH50865-...R... 6 45°
End mill with corner radius

KoHuegas dpesa CeepxannHHas

AFH508.2-... .
End mill extra long

Dpe3sa ans paboTbl

OnnHHaA
C BbICOKUMY Mofadyamu

C paAnycom npu BepLUnHe .

AFH50741-..R... 4 . . . . 90
High feed end mill long with corner radius
KoHueas ¢pesa Kopotkas
AFV61840-...(R)... 4 4 . P P 35°-38°
End mill short

KoHueBasa ¢pesa a
AFV61841-... 4 . P fnunan 35°-38°
End mill long

Dpesa co chepunyeckum
KOHLIOM
Ball-nose milling cutter long

OnvHHaA
AFV60341-...

ARNO'- Werkzeuge | CneyuanbHble LieHbl




UcnonHeHne AF
WERKZEUGE Design AF

We have a passion for precision.

Bbicokas npon3BoanTesibHOCTDb.

Great performance.

Ins obwmx cnyyaeB 06paboTKM CTanm 1 OTIINBOK.

For general milling of steel and cast materials.



= KoHueBble MOHONUTHbIE Solid carbide-End mill
TBepAaocrnsiaBHble ¢pe3b| 2 flutes, mini design
2 3y6a, mini

Crp. Page
l48 -55

2 30° HA ™
. Menko-
3EPHUCTbIN
TIAI N Ultea micro
granulation

y

AF50526-...

XBocToBuK/ Shank
DIN 6535HA A

-

AF50526-012B

2,
2,

AF50526-020H
AF50526-025B

AF50526-025D 2

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

4 4 0,37 0,70 4 50
,5 4 045 0,75 4 50
,6 4 0,55 0,90 2 50
,6 4 0,55 0,90 6 50
7 4 0,65 1,10 6 50
,8 4 0,75 1,20 6 50
,9 4 0,85 1,40 6 50
9 4 0,85 1,40 10 50
1,0 4 0,95 1,50 8 50
1,0 4 0,95 1,50 12 50
1,2 4 1,15 1,80 8 50
1,5 4 1,45 2,30 8 50
1,5 4 1,45 2,30 12 50
1,5 4 1,45 2,30 16 50
5 4 1,45 2,30 20 50
,0 4 1,95 3,00 8 50
,0 4 1,95 3,00 12 50
,0 4 1,95 3,00 16 50
,0 4 1,95 3,00 20 50
,5 4 2,40 3,70 12 50
,5 4 2,40 3,70 20 50

@ = OcHoBHoe npumeHeHue / Main application
O = [onycTmoe npumeHeHwe / Suitable

24  ARNO- Werkzeuge | CneymanbHble LieHbl Bce pasmepbl ykasaHbl 8 Mm / Dimensions in mm



KoHueBble MOHONUTHbIE TBepAOCN/IaBHble ¢ppe3bl Solid carbide-End mill

2 3y6a, mini 2 flutes, mini design

AF50526-...

XBocToBuK / Shank
DIN 6535HA d 4 d, L L !

AF50526-030D

3,0 6 2,85 4,50 20 60

Lonyck / Tolerance

XBocToBUK / Shank hé

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

Bce pasmepbl ykasaHbl 8 MM / Dimensions in mm ARNO'- Werkzeuge | CneyuanbHble LeHbl 25



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

2 3y6a, mini 2 flutes, mini design

y

AF52021-...

Crp. Page
l48 -55

Menko-

TIAIN | gepmcran

’ gra nvulation

XBocToBukK / Shank
DIN 6535HA A

-
TR

Honyck / Tolerance

Papuyc/ Radius +0,02

@ = OcHosHoe npumeHeHue / Main application
QO = fonyctumoe npumeHetve / Suitable

26 ARNO"- Werkzeuge | CneunanbHble LieHbl Bce pa3mepbl ykasaHbl 8 MM / Dimensions in mm



KoHueBble MOHOINTHDbIE Solid carbide-End mill

TBeppocn/iaBHble ¢pe3b| 2 flutes, short design
2 3y6a, KopoTKue

&

AF60125-...

'R
[
Crp. Page
g 2 ) 30° ) HB
( . ) [ Menko- )
TIAIN || gpmnces
' granulation
& J V J

XBocToBukK / Shank
DIN 6535HB A 1

AF60125-040

AF60125-050

AF60125-070

AF60125-090

AF60125-160

AF60125-200 20,0 20 20 92
‘ Honyck / Tolerance d
‘ XBocToBuK / Shank

@ = OcHosHoe npumeHeHue / Main application
QO = Ponyctumoe npumeHeHne / Suitable

Bce pa3mepbi yKasaHbi 8 Mm / Dimensions in mm ARNO'- Werkzeuge | CneyuanbHble LieHb! 27



>
=

KoHueBble MOHONINTHDbIE Solid carbide-End mill

TBeppocn/iaBHble ¢pe3b| 2 flutes, short design with corner radius

2 3y6a, KOPOTKME C PagUyCcoM Npu BepLUMHE 3y6a

Crp. Page

2 ) 30° HA
( Menko-
TiAI N 3@PHUCTbIIN
Ultra micro
granulation
"4
R J

y

AF50120-..R...

XBocToBuK / Shank
DIN 6535HA A 1

Lonyck / Tolerance

Paguyc/ Radius +0,03

28 ARNO™- Werkzeuge | CneumanbHble LieHbl

@ = OcHosHoe npumeHerye / Main application

O = Jonyctumoe npumeHerue / Suitable

Bce pa3mepbl ykasaHbl B Mm / Dimensions in mm



KoHueBble MOHOINTHDbIE Solid carbide-End mill
TBeppocn/iaBHble ¢pe3b| 2 flutes, long design

2 3y6a, ANViHHbIE

[ J
} = Crp.Page
l48755
2 ) 30° HA HB
(- . Menko-

3epPHUCTbIN
: TIAI N Ultra micro
’ granulation

¥ 4 )

AF50121-.../ AF60121-...

Ay

XBocToBukK / Shank .
DIN 6535HA / HB A !

Honyck / Tolerance

‘ XBocToBuK / Shank hé

* Unnuugpudecknii xsoctoBuk no DIN 6535HA, 6e3 nbicku (AF50121-020)
* Cylindrical shank to DIN 6535HA, no flat. (AF50121-020)

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

Bce pasmepbl ykasaHbl 8 MM / Dimensions in mm ARNO'- Werkzeuge | CneuuanbHble LieHbl 29



= KoHueBble MOHONUTHbIE Solid carbide-End mill
TBepAocCn/iaBHbie ¢pe3bl 2 flutes, long design with corner radius

2 3y6a, ANVHHbIE C PagMyCcoM Mpw BepLUVHe

Crp. Page

2 ) 30° HA
( . Menko-
TlAI N 3ePHUCTbIN
Ultra micro
granulation
x ‘/
R J

AF50121-...R...

XBocToBuK / Shank
DIN 6535HA A 1

8,

AF50121-080R2,0

AF50121-100R1,5

s 1

’ 1
AF50121-100R2,5 1
AF50121-120R1,0 1
AF50121-120R2,0 1

,0 4 6 75 1,0
L0 4 8 75 1,0
,0 6 10 75 1,0
,0 6 12 75 1,0
,0 8 16 100 1,0
,0 8 16 100 2,0
0,0 10 20 100 1,5
0,0 10 20 100 2,5
2,0 12 24 100 1,0
2,0 12 24 100 2,0

Llonyck / Tolerance

Papunyc / Radius +0,03

@ = OcHosHOe npumeHeHue / Main application

O = Ponyctumoe npumeHeue / Suitable

30 ARNO- Werkzeuge | CneuwanbHble LeHbI Bce pa3mepbl ykasaHbl B MM / Dimensions in mm



KoHueBble MOHONINTHDbIE
TBeppocn/iaBHble ¢pe3b|

2 3y6a, CBEPXANVHHbIE

XBocToBukK / Shank d d | |
DIN 6535HA A 1

AF50122-040
AF50122-060
AF50122-100
AF50122-140

AF50122-180

Lonyck / Tolerance

XBocToBUK / Shank hé

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

Bce pasmepbl ykasaHbl B MM / Dimensions in mm

Solid carbide-End mill

2 flutes, extra long design

( RYNE | )
[
Crp. Page
_ 2 ) 30° ) HA

( . ) [ Menko- )
3EPHUCTbIN
TIAI N UItF;a micro
’ granulation

_a

ARNO'- Werkzeuge | CneyuanbHble LieHb!
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>
=

MoHoOnnTHbIE <|>pe3b| co Cd)eplll‘-leCKI/IM KOHLOM

2 3y6a, KOpoTKME

AF60320-...

XBocToBuK / Shank | |
DIN 6535HB A 1

AF60320-030
AF60320-050
AF60320-080
AF60320-120

AF60320-160

AF60320-200 20,0 20 20 92

Lonyck / Tolerance

Paguyc/ Radius

ARNO'- Werkzeuge | CneyuanbHble LieHbl

Solid carbide Ball-nose milling cutter

2 flutes, short design

( T N K N
[
Crp. Page
= i 2 48-55
-
- J 30°) HB i\ )
( . ) [ Menko- )
3EPHUCTbIN
TIAI N Ultea micro
granulation
. AN J

—]
—

- >'
Y ‘

@ = OcHoBHoe npumeHeHne / Main application
QO = [onyctumoe npumeHerve / Suitable

Bce pa3mepbl ykaszaHbl B Mm / Dimensions in mm



MoHonnTHbIE <|>pe3b| co Cd)eplll‘-leCKI/IM KOHLOM

2 3y6a, ANVHHbIE

AF50321-..

XBocToBukK / Shank
DIN 6535HA A 1

AF50321-040

AF50321-060

AF50321-100

AF50321-140

AF50321-200 20,0 20 26 150 ‘

‘ Donyck / Tolerance

Paguyc/ Radius

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

Bce pasmepbl ykasaHbl B MM / Dimensions in mm

Solid carbide Ball-nose milling cutter

2 flutes, long design

T
[
Crp.Page
fa = i i 48-55
—>
L 2 ) 30° ) HA ™
( . ) [ Menko- )
TIAI N 3EPHUCTbI
Ultra micro
, granulation

kv J

P |
o

ARNO'- Werkzeuge | CneyuanbHble LieHb!
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>
=

MoHoOnnTHbIE <|>pe3b| co Cd)eplll‘-leCKI/IM KOHLOM

2 3y6a, ANVHHbIE

AF60321-...

XBocToBuK / Shank | |
DIN 6535HB A 1

AF60321-040
AF60321-060
AF60321-100
AF60321-140

AF60321-180

‘ Honyck / Tolerance ‘

Paguyc/ Radius +0,02

34 ARNO'- Werkzeuge | CneumnanbHble LieHbl

Solid carbide Ball-nose milling cutter

2 flutes, long design

() 2
[
_ Crp. Page
™ A, . 48-55
_’ l
- AN 30°) HB i\ )
( . ) [ Menko- )
3EPHUCTbIN
TIAI N UItF;a micro
V gran&lation

& J J

P |
o

@ = OcHosHoe npumeHerue / Main application
QO = Ponyctumoe npumeHeHue / Suitable

Bce pa3mepbl ykasaHbl B MM / Dimensions in mm



MoHonnTHbIE <|>pe3b| co Cd)eplll‘-leCKI/IM KOHLOM

2 3y6a, CBEPXANVHHbIE

AF50322-...

XBocToBukK / Shank | |
DIN 6535HA A 1

AF50322-040
AF50322-060
AF50322-100
AF50322-140

AF50322-180

‘ [onyck / Tolerance ‘

Paguyc/ Radius +0,02

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

Bce pasmepbl ykasaHbl B MM / Dimensions in mm

Solid carbide Ball-nose milling cutter

2 flutes, extra long design

(I

Crp.Page
l48 -55

-
L 30° ) HA I
( . ) [ Menko- )
3EPHUCTbIN
TIAI N Ultea micro
granulation

k“)

ARNO'- Werkzeuge | CneyuanbHble LieHb!
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ﬁ KoHueBble MOHONINTHDbIE
TBeppocn/iaBHble ¢ope3b|

3 3y6a, ynbTpakopoTKme

e

AF50135-.../ AF60135-...

XBocToBuK / Shank
DIN 6535HA / HB A !

Llonyck / Tolerance

XBocToBukK / Shank hé

36 ARNO™- Werkzeuge | CneumanbHble LieHbl

Solid carbide-End mill

3 flutes, extra short design

Crp.Page
l48 -55
HB

3 ) 30° HA )
(- . Menko-
3ePHUCTbIN
TIAI N UIt’:a micro
granulation
- ‘/
™ )

* LmnuHapuyeckuin xsoctosuk no DIN 6535HA, 6e3 nbickn (AF50135-005 go -018)
* Cylindrical shank to DIN 6535HA, no flat. (AF50135-005 up to -018)

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

Bce pasmepbl ykasaHbl B MM / Dimensions in mm



KoHueBble MOHOINTHDbIE Solid carbide-End mill
TBeppocn/iaBHble ¢pe3b| 3 flutes, short design

3 3y6a, KopoTKune

&

AF61330-...

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

AF61330-040

L)
[ ]

Crp.Page

_ 3 ) 30° ) HB
( . ) [ Menko- )

3EPHUCTbIN
TIAI N UItF;a micro

granulation

& J J

AF61330-050

AF61330-070 —

AF61330-090

AF61330-160

AF61330-200 20,0 20 20 92

‘ Honyck / Tolerance

‘ XBocToBMK / Shank

P

@ = OcHoBHoe npumeHeHue / Main application
O = Ponyctmoe npumeHeHne / Suitable
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4V

KoHueBble MOHONINTHDbIE

TBepAaocrnsiaBHble (I)pGBbI
3 3y6a, [yIMHHbIE

}

AF60131-...

XBocToBuK / Shank
DIN 6535HB A 1

AF60131-060 6,0 6 10 57 ‘

AF60131-090

AF60131-120

AF60131-160

AF60131-200

‘ Llonyck / Tolerance ‘

‘ XBocToBUK / Shank

ARNO'- Werkzeuge | CneyuanbHble LeHbl

Solid carbide-End mill

3 flutes, long design

L)
[
Crp.Page
g 3 g 30°) HB
( . [ Menko- )
3EPHUCTbIN

TIAI N Ultea micro

’ granulation
. AN V J

ooy |

@ = OcHogHoe npumereHue / Main application
QO = Ponyctmoe npumeHeHne / Suitable

Bce pa3mepbi ykasaHbl B MM / Dimensions in mm



KoHueBble MOHONINTHDbIE
TBepAaocrn/iaBHble ¢pe3b|

3 3y6a, ANIMHHbIE

o~

AF60231-...

XBocToBukK / Shank
DIN 6535HB A 1

AF60231-045 45 6 8 57
ARSOZIOSO 50 605
AF60231-060 6,0 6 10 57
AF60231-080 8,0 8 16 63
AFSOZIO0 90 016 72
AF60231-100 100 10 19 7

180 18 26 2

| AF60231-180

‘ [Llonyck / Tolerance ‘

‘ XBocToBuK / Shank hé

SET-AF60231 TiAIN

Solid carbide-End mill

3 flutes, long design

L)

Crp.Page

_ 3 ) 45° ) HB

TIAIN

[ Menko- )
3EPHUCTbI
Ultra micro
granulation

& J J

Ha6op ¢pe3 .
SET, contains ©Opesbi B HaGope: d d 1

A
[Kon-Bo / Pcs.] Shank i

2x --> AF60231-080

2x --> AF60231-120 12,0 12 22

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

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

Bce pasmepbl ykasaHbl B MM / Dimensions in mm
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= KoHueBble MOHONUTHbIE Solid carbide-End mill

TBeppocn/iaBHble ¢pe3b| 4 flutes, short design

4 3y6a, KOPOTKME

_ 30°) HA
[ Menko- )
3EPHUCTDI
Ultra micro
’ granulation
& J V J

AF50140-...

Crp.Page
48-55

XBocToBuK / Shank d d | |
DIN 6535HA A 1

P |
=

AF50140-015 15 4,0 4,5 40

AF50140-025
AF50140-035

AF50140-045

AF50140-055

AF50140-070 70 70 20,0 60

AF50140-090

AF50140-120 12,0 12,0 22,0 70 V

AF50140-160 d

‘ Lonyck / Tolerance

‘ XBocToBuK / Shank

@ = OcHoBHoe npumeHeHne / Main application
QO = [onyctmoe npumeHeHne / Suitable

40 ARNO- Werkzeuge | CneumnanbHble LieHbl Bce pa3mepbi yKasaHbi 8 Mm / Dimensions in mm



KoHueBble MOHOINTHDbIE Solid carbide-End mill
TBeppocn/iaBHble ¢pe3b| 4 flutes, short design with corner radius

4 3y6a, KOPOTKNME C PafUYCOM MPU BEPLLMHE

30° HA )
(- . Menko-
TIAI N 3epPHUCTbIN
: Ultra micro
granulation
x ‘/
R J

AF50140-...R...

Crp.Page

XBocToBukK / Shank
DIN 6535HA A 1

—

Ponyck / Tolerance

Papunyc / Radius +0,03

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

Bce pasmepbl ykasaHbl 8 MM / Dimensions in mm ARNO'- Werkzeuge | CneupanbHble LieHb! 41



>
=

KoHueBble MOHONINTHDbIE
TBeppocn/iaBHble ¢ope3b|

4 3y6a, KOPOTKME

AF60140-... X

XBocToBuK / Shank d d | |
DIN 6535HB A 1

AF60140-035X
AF60140-045X
AF60140-060X

AF60140-080X

AF60140-140X

AF60140-180X 18,0 18 24 84

‘ Lonyck / Tolerance

‘ XBocToBuk / Shank hé ‘
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Solid carbide-End mill

4 flutes, short design

L)
Le. [
48-55

_ E 4 ) 30°) HB Y,
( . ) [ Menko- )

3EPHUCTbIN
TIAI N UItF;a micro

granulation
& J J

P |
=

@ = OcHosHoe npumeHere / Main application
O = flonyctumoe npumenetue / Suitable

Bce pa3mepbl ykasaHbl B MM / Dimensions in mm



KoHueBble MOHONINTHDbIE
TBepAaocrn/iaBHble ¢pe3b|

4 3y6a, ANNHHbIe

Z

AF50141-.../ AF60141-...

XBocToBukK / Shank d d | |
DIN 6535HA / HB A !

AF60141-040 40 6 1 57
ARGOMI045 4565
AF60141-050 5,0 6 13 57
AF60141-070 70 8 16 63
AFeOM1080 80 8 196
AF60141-090 9,0 10 19 7

AF60141-160

AF60141-200 20,0 20 38 104

‘ [Llonyck / Tolerance

‘ XBocToBUK / Shank

* Uunuugpuryeckui xsoctosuk no DIN 6535HA, 6e3 nbicku (AF50141-020)
* Cylindrical shank to DIN 6535HA, no flat. (AF50141-020)

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

Bce pasmepbl ykasaHbl B MM / Dimensions in mm

Solid carbide-End mill

4 flutes, long design

e A 7 N
[
Crp.Page
= l43755
& b4 L 30°) HA ) HB )
(- . R Menko- )
3ePHUCTbIN
TIAI N UIt‘:a micro
granulation
- V
. AN J V /

ARNO'- Werkzeuge | CneuuanbHble LieHbl
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= KoHueBble MOHONUTHbIE Solid carbide-End mill

TBeppocn/iaBHble ¢pe3b| 4 flutes, long design with corner radius

4 3y6a, ANVIHHbIE C PAafUYCOM NPU BEPLUNHE

Vo4 ) 30° HA
(- . Menko-
TIAI N 3epPHUCTbIN
Ultra micro
granulation
x ‘/
R J

AF50141-..R...

Crp.Page

XBocToBuK / Shank

DIN 6535HA d 4 L ! R = “
1

7

AF50141-080R2,0 8,0 8 16 100 2,0

‘

Ponyck / Tolerance

Paauyc/ Radius +0,03

@ = OcHoBHoe npumeHeHue / Main application
O = lonycTmoe npumeHeHwe / Suitable
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KoHueBble MOHOINTHDbIE Solid carbide-End mill
TBeppocn/iaBHble ¢pe3b| 4 flutes, extra long design

4 3yba, CBepXAIMHHbIE

Crp.Page

- E 4 ) U 30° ) HA

[ Menko- )

( )
TIAIN | e

’ granulation

J J

AF50142-... X

XBocToBukK / Shank
DIN 6535HA A 1

AF50142-040X

AF50142-060X

AF50142-100X

AF50142-140X

AF50142-180X

‘ [Llonyck / Tolerance ‘ |

‘ XBocToBuK / Shank hé

@ = OcHoBHoe npumeHeHue / Main application
O = Ponyctmoe npumerenue / Suitable
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= MoHonuTHble ppe3sbl co chepnyecknm KoHUOM  Solid carbide Ball-nose milling cutter

4 3y6a, KOpoTKNe 4 flutes, short design

@ =
4 ) L 30° HA ™
. [ Menko- A
3EPHUCTbIN
TIAI N UItF;a micro
granulation
AN

AF50340-...

Crp.Page
l48 -55

XBocToBuK / Shank
DIN 6535HA A 1

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

AF50340-080 8,0 8 9 59
AF50340-120 12,0 12 14 7
AF50340-160 16,0 16 16 76

AF50340-200 20,0 20 20 82
Aonycx / Tolerance
| Papnyc / Radius +0,02 ‘ V

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

46 ARNO™- Werkzeuge | CneumnanbHble LieHbl Bce pasmepbl ykasaHbl B Mm / Dimensions in mm



KoHueBble MOHONIMTHbIE TBepAOCNIaBHble Solid carbide-End-/roughing milling cutter
YyepHoBble (I)pEBbI 3-5 flutes, long design

3-5 3y6beB, ANMHHbIE

AF614.1-...

Crp.Page

3-5 ) 30° ) HB )

Menko- )

( R

| TIAIN | g
granulation

Coarse J L V J V J

KpynHbiit /

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

AF61431-080 8,0 8 16 63 3

AF61441-120 12,0 12 26 83 4

AF61441-160
AF61441-200 20,0 20 38 104 4
Ponyck / Tolerance AvanasoH gnameTpos / Diameter range (mm)
(um) 21-3 >3-6 >6-10 >10-18 >18-30
0 0 0 0 0
hé
6 8 9 -1 13

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

Bce pasmepbl ykasaHbl B MM / Dimensions in mm ARNO'- Werkzeuge | CneyynanbHble LeHbl 47



= Pexxumbl pe3aHuAa ana TBepgocnnaBHbiX ¢pes

VcnonHeHne AF

Teeppoctb MonpaBoutbiit YepHoBan 06paboTka n 06paboTka na3os 06paboTKa KOHTYpa 1 nepudepun

KoabdpeumneHt
Marepuan INmm?l  [x£] AITIN  TAIN  TiICN  Tia70 | AN TIAIN  TiCN  Tia70

V, [m/min] V_[m/min] V_[m/min] V, [m/min] V_[m/min] V_[m/min] V,_[m/min] V_[m/min]

Chowsmecow <o 12 | wowo || aowo |
svarewmenenposamecam <0 1| seo | | wao| | |
epuoobpaborammerererposamecran <1000 1| | o | | | wowo | | |
P T R T -
Cmowposmecom <0 1| se || wowo |
Crommmossecam <0 os | | | | ww | |
icroerrammesucpopogumecam <100 05 | | @ | | | asm | | |
| incromersme opmeuranosecam <100 o5 | | w0 | somo |
Hepwaseiowas cran GeppuTias / napreHchTHa s | s | | s | |
Hepasetouian cran aycreumsas [ s | o so20 |
Cocooowsigrn aos0 1 | s | | ww | |

K > S N R S R 57 B

Comimanemsiyyn oo 1 | s | | ww | |

| Amommuis (weneruposanwuii v nasKonerwposawwei) <350 | | | | | | |

| Anownseswe conas05-10%Si <400 |

| Anownaesweconasu>1s%si <40 | ]

| Cowweqs <0 |

| Crewsansvecnnaseivems <30M8 |

N | Ty, Gporss u pacran Gpowa obpasgougmcporpecrpywy <600 | |
| Tepwonnacts |

| Mnacrwe, copepwaweguépy |

| feagpr 1

| MomGgenuwonu6penoseconas |\ | |

| Hweneswecvasy |

| Cwmswwwenswxpowa |

S | Comssmwmenawsobanra <0 |
| Xaponpowsecwiaey <0 |

| Tawoswecwiaew <0 | ]
SaKanensie crann <45 HRC ! ! | | | [ |

56-60 HRC . | | | [

65-70 HRC

Mp p p ABNATCA YCPEAHEHHBIMU, NCMONb3YNTE X C YYETOM MOMPABOK ANA KaXA0ro KOHKPETHOTO cilyyas.
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Cutting datas Solid carbide End mill
Design AF

Roughing and full slot milling | Peripheral- and contour milling

Strength  Correctior
[N/mm?]  factor[xf ] | AITiN TiAIN TiCN  Tia70 | AITiN TiAIN TiCN  Tia70
V, [m/min] V_[m/min] V_[m/min] V, [m/min] V_[m/min] V_[m/min] V, [m/min] V_[m/min]

| Freecuttingsteel <80 12 | jwowso | | | jaoam0 | |

| Alloyed case hardenedsteel <000 1| joeomo | | | w20 | |

| Temperingsteel,nonalloyed  <w00 1| e | | |  Jwowo | |

| Temperingsteel,alloyed <m0 08 | jes | | |  Jowo | |

| Nitridingsteel  <w0o0 1 | o | | |  Jwowo | |

| Rollerbearingsteel  <poo 08 | e | | |  Jwoowo | |
Cdghpeedsieel <m0 os | s | | lwm

| Hotworkingtoolsteel <o 08 | e | | |  emw | |
Stainless steel, ferritic [ | so0 | | s | |

Stainless steel, ferritic/martensitic o [ 304 | | |  |es | |

Stainless steel, austenitic [ |es | | s | |

Grey cast iron with lamellar graphite 100-350 [ &0 | | |  |wowo | |
Speroidalcastion oo 1 | s | | luw |

K e s S S N 0 B B LT N —
Blackcostion tempered o0 1| s || luow |
Chaminm onaloyed owaloyed <0 | |
Muminimaloysost-ions <0 | |
muminiomalloys> s <0 | |

| Copperwroughtalloys  <w0 | | |

| Specialcopperalloys  <s0W8 | | | |

N Short-chipping brass, bronze, red bronze <600 - 1
| Thermoplastics | |

| Fibrereinforced plastics | | |

| Graphite
|_Molybdenum and molybdenumalloys . | | | |
Nidelalloys |
Nickehchromiumalloys | | |

S | Nickeland cobaltalloys <m0 | | |
| Nickeh-cobalt-chromiumalioys <m0 | | |

| Taniumalloys  <o0 ||

| Temperedsteel  <aseRC f | |

H . seeobRC | | |

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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Pexxnmbl pesaHuna Cutting datas

WcnonHeHne AF Design AF

B cooTBeTCTBMM C NpMBEAEHHBIMM TabNMLLAMKN BeNNYMHA NOAAYYN AOSIKHA 6bITb CKOPPEKTMPOBAaHA B 3aBUCUMOCTH OT 06pabaTbiBaeMoro
maTepuana 1 B COOTBETCTBUM C NONpaBoyHbIM Koadduumentom 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 ncnonb3osaHum ¢pesbl riameTpom 6 Mm:
An example using a cutter with @ 6 mm is detailed:

Tabnuua pexkumoB pe3aHus / Vc-table

TBéppocTb Kf TiAIN
I1SO Matepuan / Material Strength xf ] V.

[N/mm? - HB] z [m/min]
OCHOBHble KOHCTPYKUMOHHbIE CTall g\ 12 100- 150
General construction steel
/;;Lox;{;t;estc;;nm <800 N/mm 2 12 100- 150 Ta6bnuua Bbi6opa nogau / f-table
3aKanéHHble HenernpoBaHHble cTann <800 N/mm 12 100- 150 .
Case hardened steel, non alloyed TMonpaBoYHbIi KO3GOULIMEHT /
3aKanéHHble fiernpoBaHHble cTanu 5 . Correction factor
Alloyed case hardened steel <1000 N/mm 90-120 KF[f ]
Henervnposauume OTMYWEHHble CTaMM _ o)/
Tempering steel, non alloyed
HeneerOBaHHble OTNyLEeHHbIe CcTanu <1000 N/mm 2
Tempering steel, non alloyed
nermpqsauuue OTNyLieHHbIe CTAMM g0\ /s
Tempering steel, alloyed
ﬂermeBaHHble OTNyLEeHHbIe CTanu <1300 N/mm 2
Tempering steel, alloyed
CranbHoe nuTbé < 850 N/mm 2

Steel castings

0,017

8 0,032 0,022 0,026
B cnyyae 06paboTKy 3aKanéHHOW nernpoBaHHO CTann 3Ha4YeHne NonpaBoYHOro koadduLmeHTa no Tabnuue:
Kf (f,) = 1 (cooTBeTcTBYeT 100%) f, = 0,024
B cnyuae 06paboTky nermpoBaHHOM oTnyLeHHoM ctanu <1300 N/mm? BennumHa nofaum 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 (f2) = 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:

Mopaua Ha 3y6 / Feed per tooth: =f,« Kf (f2)
[inA cnyyas nnyHXepHoro ppesepoBaHmA: = 3HayeHue no Tabnuue / Yucno 3y6bes
For axial plunge milling: = Table value / Number of teeth
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Pexxumbl pesaHna Cutting datas

WcnonHerne AF Design AF

Mopaua Ha 3y6 npu pagnanbHom ry6uHe pesaHnsa 0,2 - 0,3 mm
Feed per tooth with radial depth of cut from 0,2 - 0,3 mm

2d, MonpaBouHblii Ko3dduumenT / 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,

Y
A

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

0,016 0,011 0,013 0,014 0,018 0,019 0,024 0,026 0,029 0,030 E—
<
x
wn
0,024 0,017 0,019 0,022 0,026 0,029 0,036 0,038 0,043 0,046 'l_;
[N
Y
0,040 0,028 0,032 0,036 0,044 0,048 0,060 0,064 0,072 0,076
14 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
MNopaua Ha 3y6 npu pagnanbHom ry6uHe pesaHna ao 10% ot anametpa ¢pesnbl (o d,)
Feed per tooth with radial depth of cut of 10% of the cutter (2 d,)
2d, MNonpaeouHbiii koappunumenT / Correction factor Kf [f ]
[mm] 1 0,7 0,8 0,9 11 1,2 1,5 1,6 1,8 1,9
0,008 0,006 0,006 0,007 0,009 0,010 0,012 0,013 0,014 0,015
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
e
x
n
0
10 0,033 0,023 0,026 0,030 0,036 0,040 0,050 0,053 0,059 0,063 o
Y
14 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

Mpumeuanne:
Monpasou. koapduunent —Kff,=1,10 npua,=1xd, n—Kff,=125npu a,=0,5xd,
[ina ¢ppes 6e3 NOKpbITUA NoAaya AoMKHa ObITb CHXKeHa Ha 10-20%.

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

Bce pasmepbl ykasaHbl 8 MM / Dimensions in mm ARNO'- Werkzeuge | CneyuanbHble LieHbl

51




>
=

Pexxumbl pesaHunsa Cutting datas

WcnonHeHne AF Design AF

MNopaua Ha 3y6 npu pagnanbHom ry6uHe pesaHna ao 20% ot anameTtpa ¢pesbl (o d,)
Feed per tooth with radial depth of cut of 20% of the cutter (2 d,)

ad, MonpaeouHblit 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 (%) d1

Y
A

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

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 0,018 0,022 0,024 0,027 0,028 N
Eel
x
n
i
0,025 0,017 0,020 0,022 0,027 0,030 0,037 0,040 0,045 0,047 o
Y
14 0,035 0,024 0,028 0,031 0,038 0,042 0,052 0,056 0,063 0,066
a,=0,20xd,

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 pagnanbHom ry6uHe pesaHna ao 40% ot anametpa ¢pesbl (o d,)
Feed per tooth with radial depth of cut of 40% of the cutter (2 d,)

2d, MonpaBouHblit KoadpduumeHT / Correction factor Kf [f,]
[mm] 1 0,7 0,8 0,9 1,1 1,2 15 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

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

0,012 0,008 0,009 0,010 0,013 0,014 0,018 0,019 0,021 0,022

0,020 0,014 0,016 0,018 0,022 0,024 0,030 0,032 0,036 0,038

14 0,028 0,019 0,022 0,025 0,030 0,033 0,042 0,044 0,050 0,053

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:
Monpasou. koadpduuneHt— Kff,=1,10 npua,=1xd, n—Kff,=125npu a,=0,5xd,
[ina dpes 6e3 NOKpbITMA NoAaya AOMKHa ObITb CHXKeHa 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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Pexxumbl pesaHna Cutting datas

WcnonHerne AF Design AF

Mopaua Ha 3y6 npu pagnanbHom ry6uHe pesaHna ao 60% ot anametpa ¢pesbl (o d;)
Feed per tooth with radial depth of cut of 60% of the cutter (2 d:)

2d, MonpaBouHbii 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 2d,

Y
A

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

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 0,011 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 N
Y
14 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

MNopaua Ha 3y6 npu pagnanbHom ry6uHe pesaHnsa no 80% ot guametpa ¢pesbi (o dq)
Feed per tooth with radial depth of cut of 80% of the cutter (2 d:)

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

0,002 0,001 0,002 0,002 0,002 0,003 0,003 0,004 0,004 0,004

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

0,007 0,005 0,006 0,006 0,008 0,009 0,0m 0,012 0,013 0,014

0,012 0,008 0,010 0,0M 0,013 0,015 0,018 0,020 0,022 0,023

0,017 0,012 0,014 0,015 0,019 0,021 0,026 0,028 0,031 0,033

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

Mpumeuanne:
Monpasou. koapduuneHt —Kff,=1,10 npna,=1xd, n—Kff,=125npu a,=0,5xd,
[ins ¢ppes 6e3 NoKpbITUA Nofaya AoMKHa ObiTb CHUXKeHa Ha 10-20%.

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

WcnonHeHne AF Design AF

MNopaua Ha 3y6 npu ppesepoBaHnm nasos =» ap =0,5xd,
Feed per tooth when full slot milling =» ap=0,5xd,

2d, MonpaBouHbin koapduument/ Correction factor Kf [f,]
[mm] 1 0,7 0,8 0,9 11 1,2 15 1,6

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

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

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

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

14 0,032 0,022 0,025 0,028 0,035 0,038 0,048 0,051

0,042 0,029 0,033 0,037 0,046 0,050 0,063 0,067

1,8

0,007

0,016

0,023

0,039

0,057

0,075

1,9

0,007

0,017

0,024

0,041

0,060

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 ¢pesepoBaHMM NasoB =y ap =1 xd,
Feed per tooth when full slot milling =»ap=1xd,
2d, MonpaBouHbii Koapduument/ Correction factor Kf [f]
[mm] 1 0,7 0,8 0,9 11 1,2 15 1,6 1,8 1,9

0,003 0,002 0,002 0,002 0,003 0,003 0,004 0,004

0,006 0,004 0,005 0,005 0,006 0,007 0,009 0,009

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

0,014 0,010 0,01 0,013 0,016 0,017 0,021 0,023

14 0,021 0,015 0,017 0,019 0,023 0,025 0,031 0,033

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

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

0,005

0,0m

0,015

0,026

0,037

0,049

0,066

0,005

0,0m

0,016

0,027

0,040

0,052

0,069

54  ARNO™- Werkzeuge | CneunanbHbie LieHbl

Mpumeyanue:
[ina ¢ppe3 6e3 NOKPbITUA NoAaya [ONKHa 6biTb CHKeHa Ha 10 - 20%.

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

WcnonHerne AF Design AF

MNopaum gna ¢ppes co chpepuueckum KOHLOM 1 ana o6paboTku TopLom ¢ppesbl
Feed rates for ball nosed- and High Feed cutters

KoHueBble ¢pesbl
MoHonuTHble dppesbl MoHonuTHble ppesbl €0 cepUteckiIM KoHLOM AN 0O6paboTKa TopLiOM 0O6paboTKa TOpLIOM

€0 chepryeckum KOHLOM €O chepnyecKM KOHUOM  o6paGoTkm getaneit npecc-bopm dpesbl dpesbi

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

2d, @d, 2d,
@ e e
S S S
+ + +
¢ & &
d
! fz [mm] fz [mm] fz [mm] fz [mm] fz [mm]
[mm]

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

MNpumeuanne:
[ina dppes 6e3 NOKPLITUA NoAAYa AOMKHA ObITb CHXKEHa Ha 10-20%.

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

Other highlights from our milling range.

Cucrema ARNO* Duo-Mill ARNO* milling-system Duo-Mill
(Ope3a ABOMHOro Ha3HaYeHus.
OfviH Kopnyc AfA yCTaHOBKM ABYX
TUMOB MMACTVH: KBagpPaTHbIX

W NNacTviH ans
BbICOKOMPOV3BOAUTENBHOMO
dpesepoBaHus.

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

®pesbi ARNO® FTA ARNO* milling-system FTA

CHWXKeHre cebecToMmocTun
06paboTKM MAOCKOCTEN.

Face milling tool for cost reduction.

Cucrtema ARNO° FOA ARNO’ milling-system FOA
®Ope3bl gna 06paboTKM NnockocTen
C NO3UTUBHbBIMU KPYTbIMM

1 BOCbMUTPaHHbIMU NAacTUHAMMU.

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

Ona nonyyeHusa nogpo6Hon nHpopmaumm, noXxanymncra, noceTmte cantTbl www.arno.de
M WWW.arnoru.ru unm cBsXKurtecb ¢ npeacrasmurenbctsBom 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.




UCTOJIHEHUE AF)
WERKZEUGE Design AFJ

We have a passion for precision.

WpeanbHoe pelieHne ana obpaboTkun
3K30TNUYECKNX MaTepunasioB U Hep>KaBeL X CTanen.

Ideal for exotics and stainless steel.

CneuwnanbHana cepus ¢pe3 ana obpaboTku
HeprKaBelLWnX CTanen 1 3K30TUUYeCKmX
MaTepuranoB, TakKnX Kak
Titan, Inconel n Hastelloy

Especially developed for milling exotic
materials and stainless steel.



E\

KoHuUeBble MOHONIUTHbIE Solid carbide-End mill
TBepAaocrnsiaBHble ¢pe3b| 3 - 4flutes, long design

4 3yba, ANViHHbIE

L)
[
Crp.Page

g 34 ) 50° ) HB
( . [ Menko- )

3EPHUCTDIN
TIAI N Ultpra micro

granulation
. AN J

AFJ612.1-..

XBocToBuK/ Shank
DIN 6535HB A 1

| AFJ61231-120

AFJ61241-200 20,0 100

‘ Lonyck / Tolerance

‘ XBocToBuK / Shank

@ = OcHosHoe npumeHenme / Main application
O = lonyctmoe npumeHeHne / Suitable
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KoHueBble MOHONMUTHbIE
TBepAaocrn/iaBHble <|>pe3b|

6 - 8 3y6beB, ANVHHbIE

Solid carbide-End mill

6 - 8 flutes, long design

Crp. Page
62-69
6-8 ) 45° ) HB Y,
[ Menko- )
3EPHUCTbI
Ultra micro
granulation
J J

AFJ602.0-...

XBocToBukK / Shank
DIN 6535HB A 1

AFJ60260-080 8,0 8 19 63 6

 AFJ60260-120 120 12 26 83 6
 AFJ60260-160 16,0 16 32 92 6

‘ Llonyck / Tolerance ‘

‘ XBocToBUK /Shank h6 ‘

SET-AFJ60260 TiAIN

1
3
TIAIN
4

HaGop ¢p.es ®pe3bl B Habope
SET, contains Shank d d,
[Kon-so / Pcs] an
2x-> AFJ60260-080 8,0 8
‘ 2x --> AFJ60260-120 12,0 12 26 83

Kop ana 3akasa / Ordering description: SET-AFJ60260 TiAIN

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

Bce pasmepbl ykasaHbl B MM / Dimensions in mm
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KoHLeBble MOHONMTHbIE TBEPAOCM/IaBHbIE Solid carbide-Roughing milling cutter
YyepHoBble ¢p83bl 3 - 6 flutes, long design

3 - 6 3yObeB, ANMHHbIE

> o
o Crp. P
= lszzps;ge
36 ) 45° HB )
N\ . A Menko- A
3epPHUCTbIN
TIAI N UIt‘:a micro
’ granulation
Menkwui / ﬁnej \_ V )
XBocToBuK / Shank d d, | | ,
DIN 6535HB h10 hé !
AFJ61941-050 50 6 13 57 4
AFJ61941-080 8,0 8 16 63 4
AFJ61941-120 12,0 12 26 83 4
AFJ61951-160 16,0 16 32 92 5
AFJ61961-250 25,0 25 45 121 6
Jlonyck /Tolerance [vnana3oH gnameTtpoB /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 npumeHenme / Main application
O = lonycTmoe npumeHeHne / Suitable

60 ARNO™- Werkzeuge | CneumanbHble LieHbl Bce pasmepbl ykasaHbl 8 MM / Dimensions in mm



Apyron MHCTPYMEHT 13 Hallen HOMEHKNaTypbl.

Other highlights from our milling range.

Cuncrema ARNO’® Duo-Mill

Dpesa ABONHOro Ha3HaYeHUs.
OfuH Kopnyc Ana yCTaHOBKY ABYX
TUMOB MAACTVH: KBaPaTHbIX U

nNnacTrH AnA BbICOKONPOM3BOAUTENBHOIO

dpesepoBaHus.

Ope3bl ARNO® FTA

CHUXeHUe cebecTomMocTu
06paboTKM NNOCKOCTEN.

Cuncrema ARNO° FOA

Ope3sbl na 06paboTKm NnockocTen
C NMO3UTUBHBIMM KPYTNIbIMU
1 BOCbMUTPaHHbIMU NaCcTUHAMMU.

ARNO’ milling-system Duo-Mill

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

ARNO’ milling-system FTA

Face milling tool for cost reduction.

ARNO* milling-system FOA

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

Ana nonyyeHnsa nogpo6Hoi nHpopmaLu, NoxKanyncra, NoceTnTe canTbl www.arno.de un

www.arnoru.ru unm cesxxutecb ¢ npeacrasutenbctsom 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.




PeXnMbl pe3aHuna AnAa TBepaocniaBHbIX ppes

WcnonHeHne AFJ

(IO ELGETTIE  YepHoBas 06paboTka 1 06paboTKa nasos O6paboTka KOHTYypa n nepudepun

TBePAOCTL osgppuument
IS0 MaTepl/IaJ'l [N/mm?] [x f.] AITiN TiAIN TiCN Tia70 AITiN TiAIN TiCN Tia70

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

ABTOMaTHble CTanu <800 0
3aKaneHHbIe IerupoBaHHbIE CTani <1000 0
TepMOO6PABOTAHHBIE HeNErMpPoBaHHbIe CTanu < 1000 e
. |/ ] || [
. |/ ] || [
. |/ ] || [
' ] [ |
VHCTPyMeHTanbHbIE ropsiueLITaMnoEbie CTanu I e
P ————— fsor0 | 5070 | et (w0 |
T v— — o laow0 | soe0 | 1 Jeow |em |
(6080 | 6080 | | 80120 80120 | |
(N N N N A N
. ] [ |
' ] [ |
' ] [ |
<350 I D
<400 . ] [ |
<400 . ] [ |
<700 ' ] [ |
CheuvanbHble cnnasbl My <300HB - 1
<600 ' ] ! [ |
Tepmonnacriki 0 /' | [ [ [ |
Mnactukn, copepxayne Gpn6py --------
pagur - ! | [ [ |
MonmbeH 1 MonuBAEHOBbIE CinaBbi - { ! 1 | [
3050 | 3040 | | |so80 | 4070 | |
I I N T
I T I N N
I A I 7 KT
- ! [/ | [ | [ |
56-60 HRC . |/ ] || [

65-70 HRC

TepmoobpaboTaHHble NerpoBaHHbIe CTanu

Aso'mposau Hble CTann

MoawwnnHnKoBble cTann

VHCTpyMeHTanbHble GbiICTpopeXxyLyme cTanu

Hep)Ka BewLlana cTanb ayCcTeHUTHaA

Cepblii uyryH 100-350

BbICOKONPOYHbINA YyryH 300-500

Benbiin uyryx 350-450

YepHblii 3aKaneHHbIN YyryH 350-450

AnioM1HNIN (HeNerMpoBaHHbIN 1 HU3KONETNPOBAHHbI)

AniomuHuesble cnnasbl 0,5 - 10% Si

AntomuHneBsble cnnasbl >15% Si

Cnnasbl megu

NatyHb, 6poH3a 1 KpacHas 6poH3a, 06pasyioLLas KOPOTKYIO CTPYKKY

Hukenesble cnnasbl

CnnaBbl HUKeNA N Xpoma

CnnaBbl HUKeNsA 1 Ko6anbta

TuTaHOBbIE CNNaBbl

<45 HRC

3aKaneHHble ctTanun

H

Mg p p ABNAIOTCA yCPEAHEHHbIMM, UCMONb3YiATe 1X C Y4eTOM MOMpPaBOK ANA KaX/J0ro KOHKPETHOrO cyyas.
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Cutting datas Solid carbide End mill
Design AFJ

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 steel

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 alloys

Special copper alloys

Short-chipping brass, bronze, red bronze

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

H

Strength  Correction

[N/mm?]

100-350

300-500

350-450

350-450

<400

<700

<300HB

<600

<45HRC

56-60 HRC

65-70 HRC

factor [x f]

Roughing and full slot milling | Peripheral- and contour milling

AITiN TiAIN TiCN  Tia70 | AITiN TiAIN TiCN  Tia70

V.im/minl  Vm/min]  VIm/minl V. im/minl | V_im/minl  Vim/minl v, [m/min] V,_[m/min]

(| | | |
(| | |
(| | |
L (| | | |
L [ | | | |
L [ | | | |
1 | | |
1 | | | | |
[so70 | se0 | | fes10 |50 ||
3040 | 3040 | | feos | 6080 | |
6080 | e0s0 | | fsow0 |go120 | |
- ] [ | |
L | | | |
L [ | | | |
L | | | |
1 | | | [
(| | |
(| | |
(| | |
[ | | | |
L (| | | |
L (| | | |
[ | | | |
(| | | |
11 | | | | |
3050 | 3040 | | fses | 470 |
5070 | 4060 | | feow00 | e090 |
4060 | 3050 | | feowo | e090 |
(4060 | 3050 | | fse& | s070 |
7090 | e080 | | fwomo 00130 |
! ! | | [ [ |
L [ | | | |

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

Pexxnmbl pesaHuna Cutting datas
Ncnonnenve AFJ Design AFJ

B cooTBeTCTBMM C NpMBEAEHHBIMM TabNMLLAMKN BeNNYMHA NOAAYYN AOSIKHA 6bITb CKOPPEKTMPOBAaHA B 3aBUCUMOCTH OT 06pabaTbiBaeMoro
maTepuana 1 B COOTBETCTBUM € NonpaBouHbiM KoaddeuneHtom Kf [fz].

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 ncnonb3osaHum ¢pesbl riameTpom 6 MMm:
An example using a cutter with @ 6 mm is detailed:

Tabnuua pexxumoB pe3aHus / Vc-table

TBéppocTb Kf TiAIN
ISO Matepuan / Material Strength xf ] V.

[N/mm? - HB] z [m/min]
OCHOBHble KOHCTPYKUMOHHbIE CTall g\ 12 100- 150
General construction steel
I;;Log/ﬂ;t;estcg;nw <800 N/mm 2 12 100 - 150 Tabnuua Bbi6opa nopau /f-table
3aKanéHHble HenernpoBaHHble cTann <800 N/mm 12 100- 150 .
Case hardened steel, non alloyed MonpaBoyHbli KO3PPULMEHT /
3aKanéHHble fiernpoBaHHble cTanu 5 . Correction factor
Alloyed case hardened steel <1000 N/mm 90-120 Kf [f)]
Henermposauuble OTMYWEHHble CTaMM _ o)/
Tempering steel, non alloyed
HeneerOBaHHble OTNyLEeHHbIe CcTanu <1000 N/mm 2
Tempering steel, non alloyed
nermpqsauuue OTNyLieHHbIe CTAMM g0\ /s
Tempering steel, alloyed
ﬂermeBaHHble OTNyLEeHHbIe CTanu <1300 N/mm 2
Tempering steel, alloyed
CranbHoe nuTbé < 850 N/mm 2

Steel castings

0,017

8 0,032 0,022 0,026

B cnyuae 06paboTKy 3aKanéHHOW NermpoBaHHON CTann 3HaYeHne NonpaBoYHOro KoaddrureHTa no tabnuue:
Kf (f) = 1 (cooTBeTcTBYET 100%) f. = 0,024

B cnyyae 06paboTKy nerrpoBaHHo oTnyLieHHoN cTanu <1300 N/mm?2 BenmumHa nofaum gonxa 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 pacuéta / General rule:
Mopaua Ha 3y6 / Feed per tooth: =f; « Kf (f2)

Ona cnyyasa nnyHxepHoro ¢pesepoBaHuA = 3HaueHue no Tabnuue / Yucno 3y6bes
For axial plunge milling: = Table value / Number of teeth
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Pexxumbl pesaHna Cutting datas
WcnonHeHwne AFJ Design AFJ

Mopaua Ha 3y6 c paguanbHoi rny6uHon pesadns 0,2 - 0,3 mm
Feed per tooth with radial depth of cut from 0,2 - 0,3 mm

2d, MonpaBouHbiin Koapduument / Correction factor Kf [f,]
[mm] 1 0,7 08 0,9 1,1 1,2 1,5 1,6 18 1,9 2d,

Y
A

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
n
0,024 0,017 0,019 0,022 0,026 0,029 0,036 0,038 0,043 0,046 o
[N
Y
0,040 0,028 0,032 0,036 0,044 0,048 0,060 0,064 0,072 0,076
14 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
MNopaua Ha 3y6 npu pagnanbHom ry6uHe pesaHna ao 10% ot anametpa ¢pesbl (o d;)
Feed per tooth with radial depth of cut of 10% of the cutter (o d)
2d, MonpaBouHbii Koapduumnent / Correction factor Kf [f,]
[mm] 1 0,7 08 09 11 12 15 16 18 1,9
0,008 0,006 0,006 0,007 0,009 0,010 0,012 0,013 0,014 0,015
0,014 0,010 0,01 0,013 0,015 0,017 0,021 0,022 0,025
0,020 0,014 0,016 0,018 0,022 0,024 0,030 0,032 0,036 _A
e
x
n
0
0,033 0,023 0,026 0,030 0,036 0,040 0,050 0,053 0,059 0,063 o
Y
14 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

Mpumevanme:
Monpasou. koapduument —+Kff,=1,10 npua,=1xd, n—Kff,=1,25npn a,=0,5xd,
[ina dpes 6e3 NOKpbITUA NOAAYA AOMKHA ObITb CHXKEHA Ha 10-20%.

Attention:
Feed rate correction factor — Kff, = 1,10 with a, = 1 xd; and = Kff, = 1,25 witha,=0,5x d,
Feed rates are reduced by 10 - 20% for uncoated tools.
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Pexxnmbli pe3aHunA

VicnonHeHne AFJ

Cutting datas
Design AFJ

Mopaua Ha 3y6 npuv paananbHoii ry6uHe pesaHus fo 20% ot gnametpa ¢ppesbl (o d.)
Feed per tooth with radial depth of cut of 20% of the cutter (o d:)

2d,
[mm] 1

0,005

0,010

0,015

0,025

14 0,035

0,045

25 0,063

0,7

0,003

0,007

0,010

0,017

0,024

0,031

0,044

08

0,004

0,008

0,012

0,020

0,028

0,036

0,050

MonpaBouHbiin Koapduumnent / Correction factor Kf [f,]

0,9

0,004

0,009

0,013

0,022

0,031

0,040

0,056

11

0,005

0,0m

0,016

0,027

0,038

0,049

0,069

1,2

0,006

0,012

0,018

0,030

0,042

0,054

0,075

1,5

0,007

0,015

0,022

0,037

0,052

0,067

0,094

16

0,008

0,016

0,024

0,040

0,056

0,072

0,100

18

0,009

0,018

0,027

0,045

0,063

0,081

0,113

19

0,028

0,047

0,085

0,119

ad

Y
A

1,5xd,

4y

a=0,20xd,

Mopaua Ha 3y6 npu paguanbHo ry6uHe pesaHus fo 40% ot gnametpa dpesbi (o d;)
Feed per tooth with radial depth of cut of 40 % of the cutter (o d,)

2d,
[mm] 1

0,004

0,008

0,012

0,020

14 0,028

0,036

25 0,050

0,7

0,002

0,005

0,008

0,014

0,019

0,025

0,035

08

0,003

0,006

0,009

0,016

0,022

0,028

0,040

MonpaBouHbii Koapduument / Correction factor Kf [f,]

0,9

0,003

0,007

0,010

0,018

0,025

0,032

0,045

11

0,004

0,008

0,013

0,022

0,030

0,039

0,055

1,2

0,004

0,009

0,014

0,024

0,033

0,043

0,060

1.5

0,006

0,012

0,018

0,030

0,042

0,054

0,075

16

0,006

0,012

0,019

0,032

0,044

0,057

0,080

18

0,007

0,014

0,021

0,036

0,050

0,064

0,090

0,007

0,015

0,038

0,053

0,068

0,095
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MNpumeuanne:

Monpasou. koapduuyment— Kff,=1,10 npua,=1xd; u—-Kff,=1,25npn a,=0,5xd,
[ina ¢ppe3 6e3 NOKpbITUA Nofaya JOMKHa ObITb CHKeHa 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 pesaHna Cutting datas
WcnonHeHwne AFJ Design AFJ

Mopaua Ha 3y6 npu pagnanbHom rny6uHe pesaHna ao 60% ot anameTtpa ¢ppesbl (o d;)
Feed per tooth with radial depth of cut of 60 % of the cutter (o d,)

2d, MonpaBouHbiin Koapduumnent / Correction factor Kf [f,]
[mm] 1 0,7 08 0,9 1,1 1,2 1,5 1,6 18 1,9 2d,

Y
A

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

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

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 0,01 0,013 0,014 0,017 0,019 0,024 0,026 0,029 0,030 I
Y
14 0,022 0,015 0,018 0,020 0,025 0,027 0,034 0,036 0,040
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 pagnanbHom ry6uHe pesaHns ao 80% ot anametpa ¢pesbl (o di)
Feed per tooth with radial depth of cut of 80 % of the cutter (o d,)

2d, MonpaBouHbiin Koapduumnent / Correction factor Kf [f,]
[mm] 1 0,7 038 0,9 11 12 15 16 1,8 1,9

0,002 0,001 0,002 0,002 0,002 0,003 0,003 0,004 0,004 0,004

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

0,007 0,005 0,006 0,006 0,008 0,009 0,011 0,012 0,013 0,014

0,012 0,008 0,010 0,0m 0,013 0,015 0,018 0,020 0,022 0,023

0,017 0,012 0,014 0,015 0,019 0,021 0,026 0,028 0,031 0,033

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

MNpumevanme:
Monpasou. koapduument —+Kff,=1,10 npua,=1xd, n—Kff,=1,25npn a,=0,5xd,
[ins dpes 6e3 NOKpbITUSA NOAAYa AOMKHA ObITb CHXKEHa 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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Pexxnmbli pe3aHunA

VicnonHeHne AFJ

Mopaua Ha 3y6 npu ppesepoBaHnm na3os =» ap = 0,5 x d,

Cutting datas
Design AFJ

Feed per tooth when full slot milling =» ap =0,5 x d;

2d,
[mm] 1

0,004

0,009

0,013

0,022

14 0,032

0,042

25 0,056

0,7

0,002

0,006

0,009

0,015

0,022

0,029

0,039

08

0,003

0,007

0,010

0,017

0,025

0,033

0,044

MonpaBouHbiin Koapduumnent / Correction factor Kf [f,]

0,9

0,003

0,008

0,01

0,019

0,028

0,037

0,050

11

0,004

0,009

0,014

0,024

0,035

0,046

0,061

1,2

0,004

0,010

0,015

0,026

0,038

0,050

0,067

1,5

0,006

0,013

0,019

0,033

0,048

0,063

0,084

16

0,006

0,014

0,020

0,035

0,051

0,067

0,089

18

0,007

0,016

0,023

0,039

0,057

0,075

0,100

1,9

0,007

0,017

0,024

0,041

0,060

0,079

0,106

Mopaua Ha 3y6 npu ppesepoBaHnm na3oB =*ap =1 xd;,
Feed per tooth when full slot milling =»ap=1xd;

2d,
[mm] 1

0,003

0,006

0,008

0,014

14 0,021

0,027

25 0,036

0,7

0,002

0,004

0,006

0,010

0,015

0,019

0,025

08

0,002

0,005

0,007

0,0m

0,017

0,022

0,029

MonpaBouHbii Koapduument / Correction factor Kf [f,]

0,9

0,002

0,005

0,008

0,013

0,019

0,025

0,033

11

0,003

0,006

0,009

0,016

0,023

0,030

0,040

1,2

0,003

0,007

0,010

0,017

0,025

0,033

0,044

1.5

0,004

0,009

0,013

0,021

0,031

0,041

0,055

16

0,004

0,009

0,014

0,023

0,033

0,044

0,058

18

0,005

0,011

0,015

0,026

0,037

0,049

0,066

1,9

0,005

0,011

0,016

0,027

0,040

0,052

0,069
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Mpumeyanue:
inA dppe3 6e3 NOKpbITUA NOAAYA [OMKHA ObITb CHIKEHA Ha 10 - 20%.

Attention:
Feed rates are reduced by 10 - 20% for uncoated tools.
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Pexxumbl pesaHna Cutting datas
WcnonHeHwne AFJ Design AFJ

Mopaun ana KoHueBbix ppes co chepnyeckum 1 NIOCKUM TOpPLIOM
Feed rates for ball nosed- and torus end mills

KoHueBble ¢ppesbl co KoHueBble ¢ppesbl co KoHuesble ppesbl co cheputieckum KoHueeble ¢ppesbl KoHueBble ppesbl
TopLioM A5 06paboTKM AeTanen
chepryecknum TopLiom chepunyecknm TopLom urramnos u npecc-gopm C MNOCKUM TOPLIOM C MJIOCKNM TOPLIOM
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
2d, @d, 2d,

@ e e

S S S

+ + +

& & '
d
! fz [mm] fz [mm] fz [mm] fz [mm] fz [mm]
[mm]

25 0,250 0,240 0,140 0,170 0,200

MNpumeuanne:
[ina dppe3 6e3 NOKPbITUA NOAaYa OMKHa ObITb CHYKeHa Ha 10 - 20%.

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

Other highlights from our milling range.

Cucrema ARNO® Duo-Mill

(Ope3a ABOMHOro Ha3HaYeHus.
OfviH Kopnyc AfA yCTaHOBKM ABYX
TUMOB MMACTVH: KBagpPaTHbIX

W NNacTviH ans
BbICOKOMPOV3BOAUTENBHOMO
dpesepoBaHus.

Ope3bl ARNO° FTA

CHWXKeHre cebecToMmocTun
06paboTKM MAOCKOCTEN.

Cucrema ARNO° FOA

®Ope3bl gna 06paboTKM NnockocTen
C NO3UTUBHbBIMU KPYTbIMM
1 BOCbMUTPaHHbIMU NAacTUHAMMU.

ARNO* milling-system Duo-Mill

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

ARNO* milling-system FTA

Face milling tool for cost reduction.

ARNO’ milling-system FOA

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

Ona nonyyeHusa nogpo6Hon nHpopmaumm, noXxanymncra, noceTmte cantTbl www.arno.de

N WWW.arnoru.ru unm cBsXkutecb ¢ npeacraButenbcteom 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.




UCNMOJIHEHUE AFA
WERKZEUGE Design AFA

We have a passion for precision.

Bbicokasa 3¢pPpeKTnBHOCTb Npm 06paboTKe
aIlOMNHNA N HEMETAJUIOB.

High performance for aluminium
and none ferrous materials.

leomeTpuA pexyLLern YacTu C NPOYHON pexyLlenl KpOMKOW,
npeaHa3HayeHHasa cneuranbHo AnA 06paboTKm LBETHbIX
MeTaNsIoB, rapaHTUPYeT BblCOYalllee KayecTBO
06paboTaHHON NOBEPXHOCTU 1 obecrneynBaeT
ONTUMasnbHOe yaaneHne CTPYKKN U3 30Hbl pe3aHua.

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



KoHuUeBble MOHONIUTHbIE Solid carbide-End mill

TBeppocn/iaBHble ¢pe3b| 2 flutes, long design, uncoated
2 3y6a, ANViHHbIE, 6e3 NoKpbITUA ——
Crp. Page
84-91
_ 2 ) 45° ) HA
(bes NOKpbITUS [ Menko- )
Uncoated 3ePHUCTbIN

AKIOIO | | Ui

\X)kvj

AFA51521-...

XBocToBuK / Shank
DIN 6535HA A 1

AFA51521-040

AFA51521-060

AFA51521-100

AFA51521-160

‘ Lonyck / Tolerance

‘ XBocToBuMK / Shank hé

Mpumeuanne:
A ppe3 6e3 NOKPbITUA PeKOMEHAYeTCA CHU3UTb
CKOpOCTb pe3aHua Ve Ha 30%

Attention:
V¢ -30% with uncoated tools

@ = OcHoBHoe NpumeHeHye / Main application

O = lonyctmoe npumeHeHue / Suitable
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KoHueBble MOHONMUTHbIE
TBeppocn/iaBHble ¢pe3b|

2 3y6a, ANIMHHbIE C PaAnyCoM Mpu BepLLVHE

AFA50720-...R...

Solid carbide-End mill

2 flutes, long design with corner radius

Crp. Page
84-91

_ 2 ) 30° ) HA )

Menko- )

( )
3ePHUCTbIN
TICN UIt‘:a micro
granulation
X v
. RJ L J V /

XBocToBukK / Shank d d
DIN 6535HA A

AFA50720-060R0,5

6,0 6 54 8 20 60
10,0 10 9,0 12 36 80

AFA50720-100R0,8

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

‘ Ponyck / Tolerance ‘

‘ XBocToBuK / Shank h6 ‘

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

Bce pasmepbl ykasaHbl B MM / Dimensions in mm
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KoHuUeBble MOHONIUTHbIE Solid carbide-End mill
TBeppocn/iaBHble ¢pe3b| 2 flutes, extra long design

2 3yba, CBepXAJINHHbIE

Crp. Page
84-91

2 ) 45° HA

( -
T' Menko ) )
lCN 3epHNCTbIN
Ultra micro
granulation
vV v

AFA51522-...

XBocToBuK / Shank | |
DIN 6535HA A 1 -

Llonyck / Tolerance

XBocToBMK / Shank hé

@ = OcHoBHoe npumeHeHue / Main application
O = [lonyctumoe npumeHeHne / Suitable
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MoHonuTHble ¢ppesbl co chpepuueckum KoHuom  Solid carbide Ball-nose milling cutter

2 3y6a, KOpoTKME 2 flutes, short design

1 ) °
- — i i Crp. Page
2 ) L 50° ) HA
(. . ) [ Menko- ) 0
TICN || e
granulation
- J L J
AFA51820-...
XBocToBukK / 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

Honyck / Tolerance

‘ Papunyc / Radius

@ = OcHoBHoe npumeHeHue / Main application
O = Ponyctmoe npumeHeHne / Suitable
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KoHuUeBble MOHONIUTHbIE Solid carbide-End mill
TBeppocn/iaBHble ¢pe3b| 3 flutes, long design, uncoated

3 3y6a, ANMHHbIE, 6€3 NOKPbITHA

Crp. Page
84-91

3 ) 30° HA

Be3 nokpbiTus [ Menko- °
Uncoated 3€PHUCTBIN
AK‘]O‘IO Ultra micro
granulation
X v

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

AFA52330-100

AFA52330-120
AFA52330-140
AFA52330-160 1

4,0 4 8 50
5,0 5 10 50
6,0 6 10 57
70 7 13 60
8,0 8 16 63
10,0 10 19 72
12,0 12 22 83
14,0 14 22 83
6,0 16 26 92

AFA52330-200 20,0 20 32 104
Lonyck /Tolerance [nana3oH gnametpos /Diameter range (mm)
(pm) 21-3 >3-6 >6-10 >10-18 >18-30
0 0 0 0 0
hé
-6 -8 -9 -1 -13

MNpumeuaHne:
A ppe3 6e3 NOKPbITUA PeKOMEHAYETCA CHU3UTD
CKOpOCTb pe3anna V¢ Ha 30%

Attention:
V¢ -30% with uncoated tools

@ = OcHoBHoe NpuMeHeHve / Main application

O = [lonyctumoe npumeHeHue / Suitable
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KoHueBble MOHONIUTHbIE Solid carbide-End mill
TBeppocn/iaBHble ¢pe3b| 3 flutes, long design

3 3y6a, ANVIHHbIE

Crp. Page
l 84-91

-
45° HA I
. Menko- )
3EPHUCTbIN
TICN Ultea micro
granulation

IR

AFA51531-...

XBocToBukK / Shank 1
DIN 6535HA A 1

|

|
AFA51531-030A 3,0 6 14 65 ‘
|
AFA51531-040A 4,0 6 16 65 ‘
|
AFA51531-050A 5,0 6 22 70 ‘
|

AFA51531-060A 6.0 6 22 70 _ ‘
|

AFA51531-080 8,0 8 22 65

d

AFA51531-200A 20,0 20 55 110

[Llonyck / Tolerance

XBocToBukK / Shank hé

@ = OcHoBHoe npumeHeHue / Main application
O = Ponyctmoe npumeHeHne / Suitable
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KoHuUeBble MOHONIUTHbIE Solid carbide-End mill
TBeppocn/iaBHble ¢pe3b| 3 flutes, extra long design

3 3yba, CBepXA/IMHHbIE

[ J
Crp. Page
l84—91
45° HA I
T' Menko- ) )
ICN 3epHNCTbIN
Ultra micro
granulation

AFA51532-...

XBocToBuK / Shank
DIN 6535HA A 1

AFA51532-030B 3,0 6 20 70
AFA51532-040A 4,0 6 20 70
AFA51532-040C 4,0 6 30 80

)
—

AFA51532-200H 20,0 20 125 220

Llonyck / Tolerance

XBocToBuK / Shank hé

@ = OcHoBHoe npumeHeHue / Main application
O = [lonyctmoe nprmeHeHue / Suitable
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MoHonuTHble ¢ppe3bl co chepuueckum koHuom  Solid carbide Ball-nose milling cutter

3 3y6a, KOpOoTKMe 3 flutes, short design

e

AFA51831-...

Crp. Page
84-91

. Menko- [ ]
T|CN 3ePHUCTBIN
Ultra micro
granulation
Vv v

XBocToBukK / Shank
DIN 6535HA A

AFA51831-025 2,5 6 2,4 4,0 6,0 60 1,25
AFA51831-035 3,5 6 3.2 5,0 70 65 1,75
AFA51831-050 50 6 4,6 75 10,0 65 2,5

AFA51831-080 8,0 8 74 12,0 25,0 75 4,0
AFA51831-120 12,0 12 1,4 18,0 36,0 90 6,0

[Llonyck / Tolerance

Papuyc / Radius +0,01

@ = OcHoBHoe npumeHeHue / Main application
O = Ponyctmoe npumeHeHne / Suitable
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KoHLeBble MOHONMTHbIE TBEPAOCM/IaBHbIE Solid carbide-Roughing milling cutter
YyepHoBble d)peBbl 3 flutes, long design

3 3y6a, ANVIHHbIE

Crp. Page
84-91
-’ l
42° HA I
( Menko- [ ]
3€pHUCTbIN
Ultra micro
granulation
y, v
cee dA
XBocToBuK / Shank d d, | | | Type 1 :
DIN 6535HA js12 hé ' 2 P |
AFA52131-060A 6,0 6 10 20 65 M i
AFA52131-060C 6,0 6 30 - 70 (o} i
AFA52131-080A 8,0 8 12 26 80 M !
AFA52131-080C 8,0 8 30 - 100 (e} _
AFA52131-100B 10,0 10 26 - 70 (¢} ‘
AFA52131-120A 12,0 12 16 36 100 M !
AFA52131-120C 12,0 12 50 - 120 (e}
AFA52131-160B 16,0 16 40 - 100 [0} — ‘
AFA52131-200A 20,0 20 24 52 110 M
AFA52131-200C 20,0 20 60 - 120 (0] d
Jlonyck /Tolerance Avana3oH gnameTtpoB /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

Type O Type M

@ = OcHoBHoe npumeHeHue / Main application
O = [lonyctumoe npumeHexue / Suitable
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KoHLueBble MOHONMTHbIE TBEPAOCM/IaBHbIEe Solid carbide-Roughing milling cutter
YyepHoBble (I)pEBbI 3 flutes, long design

3 3y6a, A/IMHHbIE

L)
[
Crp. Page
84-91
-
3 ) L 30° ) HA ™
(. . R rMEI‘IKO» . N
3ePHUCTBIN
TICN UItF;a micro
’ granulation
& J V J

AFA51431-...

XsocToBuk / Shank d d, -
DIN 6535HA js12 h6 1

AFA51431-070

AFA51431-090

AFA51431-120

AFA51431-160

AFA51431-200

Donyck /Tolerance AunanasoH guametpos /Diameter range (mm) i
(um) 21-3 >3-6 >6-10 >10-18  >18-30 ‘
2 e e e a0 w0s ‘
0 0 0 0 0 B
hé
6 8 -9 1 13

@ = OcHoBHoe npumeHeHue / Main application
O = Ponyctmoe npumeHeHne / Suitable
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KoHLeBble MOHONMTHbIE TBEPAOCM/IaBHbIE Solid carbide-Roughing milling cutter
YepHoBbIE ¢pe3bl 3 flutes, long design, uncoated

3 3y6a, [JIMHHbIE, 63 NOKPbITUA

Crp. Page
84-91

\ 3 ) L 30°) HB ‘\

bes noprrrm\ KMenKo— h [
Uncoated 3€PHUCTbIN
AK-Io-IO Ultra micro
granulation
X LV

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

,0 20 38 104

AFA61431-200 20,

Lonyck /Tolerance [vnana3oH gnametpoB /Diameter range (mm)
(pm) 21-3 >3-6 >6-10 >10-18 >18-30
0 0 0 0 0
h6
-6 -8 9 -1 -13

Mpumeuanme:
[ina dppe3 6e3 NOKPLITUA PEKOMEHAYETCA CHU3UTbL
CKopocTb pe3aHua Ve Ha 30%

Attention:
V¢ -30% with uncoated tools

@ = OcHoBHoe npumeHeHue / Main application

O = [lonyctmoe npumeHeHwe / Suitable
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Apyron MHCTPYMEHT 13 Hallen HOMEHKNaTypbl.

Other highlights from our milling range.

Cuncrema ARNO’® Duo-Mill

Dpesa ABONHOro Ha3HaYeHUs.
OfuH Kopnyc Ana yCTaHOBKY ABYX
TUMOB MAACTVH: KBaPaTHbIX U

nNnacTrH AnA BbICOKONPOM3BOAUTENBHOIO

dpesepoBaHus.

Ope3bl ARNO® FTA

CHUXeHUe cebecTomMocTu
06paboTKM NNOCKOCTEN.

Cuncrema ARNO° FOA

Ope3sbl na 06paboTKm NnockocTen
C NMO3UTUBHBIMM KPYTNIbIMU
1 BOCbMUTPaHHbIMU NaCcTUHAMMU.

ARNO’ milling-system Duo-Mill

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

ARNO’ milling-system FTA

Face milling tool for cost reduction.

ARNO* milling-system FOA

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

Ana nonyyeHnsa nogpo6Hoi nHpopmaLu, NoxKanyncra, NoceTnTe canTbl www.arno.de un

www.arnoru.ru unm cesxxutecb ¢ npeacrasutenbctsom 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 pesaHusa gna TBepaocnnaBHbIX ¢ppes

McnonHeHne AFA

TeeppocTb

O6pabaTtbiBaeMblii MaTepuan (N/mm?]

ABTOMaTHble cTann

2

{Hble NIernpoBaHHble CTann
Tepmoob6paboTaHHble HenlermpoBaHHble cTanu
Tepmoo6paboTaHHble NlermpoBaHHble CTann
A3oTupoBaHHble cTanu

MopawnnHuKoBble cTanu

NHCcTpyMeHTanbHble 6biCTpopexyLyme ctanu
WHcTpyMeHTanbHble ropsAyvellTaMnoBble cTanu
HepxaBetowan ctanb GepputHas

HepiaBetowan ctanb pepputHas / MapTeHCUTHasA
HepiaBelowas ctanb aycTeHUTHaA

CepblIii 4yryH 100-350
BbICOKONPOUHbIIA YyryH 300-500
Benbin uyryH 350-450
YepHbIii 3aKaNneHHbIN YyryH 350-450
ANIOMUHWII (HeNernpoBaHHbIN 1 HU3KONErMPoBaHHblil) < 350
AntoMmunHmnesbie cnniasbl 0,5 - 10% Si <400
AnomuHueBble cnnasbl >15% Si <400
CnnaBbl megu <700
CneumanbHble cniaBbl Mean <300HB
NatyHb, 6poH3a 1 KpacHaa 6poH3a, 06pasyioLan KOPOTKYIO CTPYXKY <600
TepmonnacTuku

MnacTukn, copepxawme pubpy

padut

Monunb6aeH n monnbaeHoBble CniaBbl

Hukenesble cnnaebl

Cnnasbl HUKENA U XpoOMa

CnnaBbl HUKeNA 1 KobanbTa

MaponpouHble cnnaebl

TuTaHoBbIe CnNaBbl

<45HRC

3aKaneHHble cTanun

56-60 HRC

H

65-70 HRC

MonpaBouyHbIi
KoddpduLmneHt

[x f2]

| 0O6paboTKa KOHTYpa n nepudepumn

TiAIN TiCN

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

YepHoBas o6paborka n o6pabotka nasos

TiAIN TiCN

V_im/minl V., [m/min]

bes

NOKPbITUSA
v, [m/min]

bes

NOKPbITUA
v, [m/min]

L [ | | | |
L [ | | | |
L [ | | | |
. [ | | | |
L [ | | | |
L [ | | | |
1 | | |
! [ [ | | | |
1 | | |
1 | | |
[ | | |
] ]
L | |
[ | | |
[ | | |
25030 | [280320 | fsooss0 | [so0580 |
200250 | (220270 | laco4s0 | |400480 |
100150 | 1080 | 200250 | 200280 |
[somo | oo | fwo1s0 | 160220 |
[ 70m0 | so0 | 40200 | (160250 |
90120 | 00130 | 160220 | 180250 |
[ sos0 | 7090 | fwoo | |moMo |
(4060 | | so70 | lsom0 | o010 |
| - | jwomo | f -] (10200
[ s0s0 | ees0 | 790 | Joew00 |
L [ | | | |
L [ | | | |
L [ | | | |
L [ | | | |
[ | | | |
. ! [ [ | | | |
L [ | | | |

Tia70
v, [m/min]

Tia70

v, [m/min]

Mpusen p
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Cutting datas Solid carbide End mill
Design AFA

SUNRRRPMNNIN  Roughing and full slot milling | Peripheral- and contour milling

Vi Vil i Vi | e Ve Vi, i
<800 (! | [ [ | |
<1000 ' { | | [ |
<1000 ' { | | [ |
Tempering steel, alloyed <1300 I e e e e
<1000 ./ { | | [ |
<1200 ./ { | | [ |
<1300 /! 1 [ | | |
(! | [ [ | |
(! | [ [ | |
. { | | | |
!/ f{ | | | |
. { | | | |
. { | | [ |
0 { | | [ |
(250300 | 280320 | ]s00s50 | |s20580 |
200250 | 122070 | 1400450 | 400480 |
100150 | 120180 | 200250 | 200280 |
[ som0 | oo | w080 | 160220 |
/om0 | 10 | 140200 | 160250 |
(90120 | w0010 | |160220 | 180250 |
Thermoplastics [ so60 | | 7000 | Jworso | w00 |
| s060 | | s070 | |80 | o0 |
Graphite | - Jwowo || - | 150200 |
Molybdenum and molybdenum alloys [ so080 | | e080 | |79 | 900 |
. { | | | |
' { | | [ |
' { | | [ |
' { | | [ |
'/ { | | [ |
/! ! | | |
./ { | | [ |

I1SO Material

Free cutting steel

Alloyed case hardened steel

Tempering steel, non 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

350-450

White cast iron, tempered

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

Fibre-reinforced plastics

Nickel alloys

Nickel-chromium alloys

Nickel and cobalt alloys

Nickel-cobalt-chromium alloys

Titanium alloys

Tempered steel <45HRC

56-60 HRC

H

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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Pexxnmbl pesaHuna Cutting datas
Ncnonnenne AFA Design AFA

B cooTBeTCTBMM C NpMBEAEHHBIMM TabNMLLAMKN BeNNYMHA NOAAYYN AOSIKHA 6bITb CKOPPEKTMPOBAaHA B 3aBUCUMOCTH OT 06pabaTbiBaeMoro
maTepuana 1 B COOTBETCTBUM C NONpaBoyHbIM Koadduumentom 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 ncnonb3oBaHumn ¢pesbl riameTpom 6 Mm:
An example using a cutter with @ 6 mm is detailed:

Tabnuua pexkumoBs pesanHus / V -table

TBéppocTb Kf TiAIN
ISO Matepuan / Material Strength xf ] V.

[N/mm? - HB] z [m/min]
OCHOBHble KOHCTPYKUMOHHBIE CTaMN o/ 12 @0~ 150
General construction steel
ABTOMaTHble cTanu ) .
Free cutting steel <800 N/mm 12 100-150 Ta6nuua Bbibopa nogay /f -table
3aKanéHHble HenervpoBaHHble cTanmn <800 N/mm 2 12 @0~ 150

Case hardened steel, non alloyed MonpaBoyHbIi KO3 PULMeHT /

3aKanéHHble fiernpoBaHHble cTanu 5 Correction factor
Alloyed case hardened steel <1000 N/mm 90-120 Kf [f,]
Henemposauume OTMYWEHHble CTaMM _ o)/

Tempering steel, non alloyed

HeneerOBaHHble OTNyLEeHHbIe CcTanu <1000 N/mm 2

Tempering steel, non alloyed

nermpqsauuue OTnyLIeHHbIe CTanmn <800 N/mm

Tempering steel, alloyed

ﬂermeBaHHble OTNyLEeHHbIe CTanu <1300 N/mm 2

Tempering steel, alloyed

CranbHoe nuTbé < 850 N/mm 2

Steel castings

0,017

8 0,032 0,022 0,026

B cnyuae 06paboTKy 3aKkanéHHOM NernpoBaHHON CTanm 3HauYeHre NoNpPaBoYHOro KoaddumeHTa no Tabnuue:
Kf (f,) = 1 (cooTBeTcTBYeT 100 %) f, = 0,024

B cnyyae 06paboTKy nervpoBaHHol OTNyLeHHON ctanu <1300 N/mm?BennumnHa nogaum gonxa obiTb ymeHbLueHa Ha 20 %.
Kf (f,) = 0,8 (cooTBeTcTBYeET 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 pacuéta / General rule:
Mopaua Ha 3y6 / Feed per tooth: =f_ <Kf(f)

Ona cnyyas nnyHxepHoro ¢pe3epoBaHuA = 3HaueHue no Tabnuue / Yncno 3ybbes
For axial plunge milling: = Table value / Number of teeth
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Pexxumbl pesaHna Cutting datas
WcnonHeHne AFA Design AFA

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

2d, MonpaBouHbiin Koapduumnent / Correction factor Kf [f:]
[mm] 1 0,7 08 0,9 1,1 1,2 1,5 1,6 18 1,9 2d,

Y
A

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

0,016 0,011 0,013 0,014 0,018 0,019 0,024 0,026 0,029 0,030 "
<
x
wn
0,024 0,017 0,019 0,022 0,026 0,029 0,036 0,038 0,043 0,046 -l—l~
[N
Y
0,040 0,028 0,032 0,036 0,044 0,048 0,060 0,064 0,072 0,076
14 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 0,15 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 c paguanbHoun rny6uHon pesaHna ao 10 % ot guametpa ¢pesbi (o d;)
Feed per tooth with radial depth of cut of 10 % of the cutter (o d1)
2d, MonpaBouHbii Koapduumnent / Correction factor Kf [f:]
[mm] 1 0,7 08 09 11 12 15 16 18 1,9
0,008 0,006 0,006 0,007 0,009 0,010 0,012 0,013 0,014 0,015
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 i \
e
x
n
0
0,033 0,023 0,026 0,030 0,036 0,040 0,050 0,053 0,059 0,063 o
Y
14 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

MpumeuaHne:
Monpasouy. koapduuymeHt —Kff,=1,10 npua,=1xd; n—Kff,=1,25npun a,=0,5xd,
[ina dpe3 6e3 NOKPbITUA NoAaYa AOMKHA ObITb CHIKeHa 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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Pexxnmbli pe3aHunA

McnonHeHne AFA

Cutting datas
Design AFA

Mopaua Ha 3y6 c pagnanbHou ry6uHon pesaHusa ao 20 % ot anameTtpa ¢pe3sbi (o d;)
Feed per tooth with radial depth of cut of 20% of the cutter (2 d:)

2d,
[mm] 1

0,005

0,010

0,015

0,025

14 0,035

0,045

25 0,063

0,7

0,003

0,007

0,010

0,017

0,024

0,031

0,044

08

0,004

0,008

0,012

0,020

0,028

0,036

0,050

MonpaBouHbiin Koapduumnent / Correction factor Kf [f:]

0,9

0,004

0,009

0,013

0,022

0,031

0,040

0,056

11

0,005

0,0m

0,016

0,027

0,038

0,049

0,069

1,2

0,006

0,012

0,018

0,030

0,042

0,054

0,075

1,5

0,007

0,015

0,022

0,037

0,052

0,067

0,094

16

0,008

0,016

0,024

0,040

0,056

0,072

0,100

18 19 2d,

Y
A

0,009 0,009

0,018 0,019

A
0,027 0,028 B
Eel
x
n
i
0,045 0,047 o
Y
0,063 0,066
a,=0,20xd,

0,081 0,085

0,13 0,119

Mopaua Ha 3y6 c paguanbHou rny6uHon pesaHus ao 40 % ot guametpa ¢pesbi (o d)
Feed per tooth with radial depth of cut of 40 % of the cutter (2 d:)

2d,
[mm] 1

0,004

0,008

0,012

0,020

14 0,028

0,036

25 0,050

0,7

0,002

0,005

0,008

0,014

0,019

0,025

0,035

08

0,003

0,006

0,009

0,016

0,022

0,028

0,040

MonpaBouHbii Koapduumnent / Correction factor Kf [f:]

0,9

0,003

0,007

0,010

0,018

0,025

0,032

0,045

1,1

0,004

0,008

0,013

0,022

0,030

0,039

0,055

1,2

0,004

0,009

0,014

0,024

0,033

0,043

0,060

1.5

0,006

0,012

0,018

0,030

0,042

0,054

0,075

16

0,006

0,012

0,019

0,032

0,044

0,057

0,080

18 19

0,007 0,007

0,014 0,015

0,021 0,022

0,036 0,038

0,050 0,053

0,064 0,068

0,090 0,095
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Mpumeuanne:
Monpasou. koapduument — Kff,=1,10npna,=1xd; n—Kff,=1,25npu a,=0,5xd,
Jina ¢ppes 6e3 NOKpbITUA Nofaya A0MKHa ObITb CHUXKeHa Ha 10-20%.

Attention:
Feed rate correction factor — Kff,= 1,10 witha, = 1 xd; and > Kf f,= 1,25 with a, = 0,5 x d,
Feed rates are reduced by 10 - 20 % for uncoated tools.

Bce pasmepbl ykasaHbl B Mm / Dimensions in mm



Pexxumbl pesaHna Cutting datas
WcnonHeHne AFA Design AFA

Mopaua Ha 3y6 npu pagnanbHoi rny6uHe pe3aHusa go 60 % ot anameTpa ¢pesbl (o d;)
Feed per tooth with radial depth of cut of 60 % of the cutter (o d;)

2d, MonpaBouHbiin Koapduumnent / Correction factor Kf [f:]
[mm] 1 0,7 08 0,9 1,1 1,2 1,5 1,6 18 1,9 2d,

Y
A

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

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 0,011 0,014 0,015 0,017 0,018 _
el
x
n
i
0,016 0,01 0,013 0,014 0,017 0,019 0,024 0,026 0,029 0,030 o
v
14 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 pagnanbHoi rny6uHe pe3saHua go 80 % ot AnameTtpa ¢pesbi (o d;)
Feed per tooth with radial depth of cut of 80 % of the cutter (o d1)

2d, MonpaBouHbii Koapduumnent / Correction factor Kf [f:]
[mm] 1 0,7 038 0,9 11 12 15 16 18 1,9

0,002 0,001 0,002 0,002 0,002 0,003 0,003 0,004 0,004 0,004

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

0,007 0,005 0,006 0,006 0,008 0,009 0,011 0,012 0,013 0,014

0,012 0,008 0,010 o,0m 0,013 0,015 0,018 0,020 0,022 0,023

0,017 0,012 0,014 0,015 0,019 0,021 0,026 0,028 0,031 0,033

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

MpumeuaHne:
Monpagou. koapdument —Kff,=1,10 npna,=1xd; nu—+Kff,=1,25npn a,=0,5xd,
[ina dpe3 6e3 NOKPbITUA NoAaya AOMKHA ObITb CHXKeHa 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.

Bce pasmepbl yKa3aHbl 8 MM / Dimensions in mm ARNO'- Werkzeuge | CneyuanbHble LieHbl 89



Pexxnmbli pe3aHunA

McnonHeHne AFA

V4V

Cutting datas
Design AFA

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

2d,
[mm] 1

0,004

0,009

0,013

0,022

14 0,032

0,042

25 0,056

0,7

0,002

0,006

0,009

0,015

0,022

0,029

0,039

08

0,003

0,007

0,010

0,017

0,025

0,033

0,044

MonpaBouHbiin Koapduumnent / Correction factor Kf [f:]

0,9

0,003

0,008

0,01

0,019

0,028

0,037

0,050

11

0,004

0,009

0,014

0,024

0,035

0,046

0,061

1,2

0,004

0,010

0,015

0,026

0,038

0,050

0,067

1,5

0,006

0,013

0,019

0,033

0,048

0,063

0,084

16

0,006

0,014

0,020

0,035

0,051

0,067

0,089

18

0,007

0,016

0,023

0,039

0,057

0,075

0,100

1,9

0,007

0,017

0,024

0,041

0,060

0,079

0,106

Mopaua Ha 3y6 npu ppesepoBaHnm na3os =» ap =1xd,
Feed per tooth when full slot milling =¥ ap =1xd,

2d,
[mm] 1

0,003

0,006

0,008

0,014

14 0,021

0,027

25 0,036

0,7

0,002

0,004

0,006

0,010

0,015

0,019

0,025

08

0,002

0,005

0,007

0,0m

0,017

0,022

0,029

MonpaBouHbii Koapduumnent / Correction factor Kf [f:]

0,9

0,002

0,005

0,008

0,013

0,019

0,025

0,033

1,1

0,003

0,006

0,009

0,016

0,023

0,030

0,040

1,2

0,003

0,007

0,010

0,017

0,025

0,033

0,044

1.5

0,004

0,009

0,013

0,021

0,031

0,041

0,055

16

0,004

0,009

0,014

0,023

0,033

0,044

0,058

18

0,005

0,011

0,015

0,026

0,037

0,049

0,066

19

0,005

0,011

0,016

0,027

0,040

0,052

0,069
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Mpumevanme:
inA dppe3 6e3 NOKpbITUA NOAAYA JOMKHA BbITb CHYKEHa Ha 10 - 20%.

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

Bce pa3mepbl ykasaHbl B MM/ Dimensions in mm



Pexxumbl pesaHna Cutting datas
WcnonHeHne AFA Design AFA

Mopaun ana KoHueBbix ppes co chepnyeckum 1 NIOCKUM TOpPLIOM
Feed rates for ball nosed- and torus end mills

KoHueeblie ¢ppesbl co KoHueBble ¢ppesbl co KoHuesbie ppestl co chepuieckum KoHueBble ¢ppesbl KoHueBble dppe3sbl
TOpLOM AN 06paboTKu AeTanen
chepuryecknm TopLom chepuryecknm TopLom WTaMNOB U npecc-GopM C MNIOCKAM TOPLIOM C MNIOCKUM TOPLIOM
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
2d, @d, 2d,
@ e e
S S S
+ + +
¢ & &
d
! fz [mm] fz [mm] fz [mm] fz [mm] fz [mm]
[mm]

Mpumeyanue:
[ina dppe3 6e3 NOKpbITUA NOAAYA [OMKHA ObITb CHIXKEHA Ha 10 - 20%.

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

Bce pasmepbl ykasaHbl B MM / Dimensions in mm ARNO'- Werkzeuge | CneuuanbHble LieHbl 91



Apyron NHCTPYMEHT 13 Hallen HOMEeHKaTypbl.

Other highlights from our milling range.

Cucrema ARNO® Duo-Mill

(Ope3a ABOMHOro Ha3HaYeHus.
OfviH Kopnyc AfA yCTaHOBKM ABYX
TUMOB MMACTVH: KBagpPaTHbIX

W NNacTviH ans
BbICOKOMPOV3BOAUTENBHOMO
dpesepoBaHus.

Ope3bl ARNO° FTA

CHWXKeHre cebecToMmocTun
06paboTKM MAOCKOCTEN.

Cucrema ARNO° FOA

®Ope3bl gna 06paboTKM NnockocTen
C NO3UTUBHbBIMU KPYTbIMM
1 BOCbMUTPaHHbIMU NAacTUHAMMU.

ARNO* milling-system Duo-Mill

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

ARNO* milling-system FTA

Face milling tool for cost reduction.

ARNO’ milling-system FOA

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

Ona nonyyeHusa nogpo6Hon nHpopmaumm, noXxanymncra, noceTmte cantTbl www.arno.de

N WWW.arnoru.ru unm cBsXkutecb ¢ npeacraButenbcteom 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.




NCNOJIHEHUE AFD
WERKZEUGE Design AFD

We have a passion for precision.

D100 = cneuuanbHoe NOKpbITHE gna 06paboTkm rpaduta

DLC = nokpbiTne gna o6paboTku
LIBETHbIX META//IOB N HEMETAJJI0B
D100 = especially for graphite machining

DLC = for machining of non-ferrous materials

TBépLoe NoKpbITMe obecrneyrBaeT BbICOKYIO CTONKOCTb
¢dpe3 cepun AFD.

Menko3epHuMCTOe afiMasHoe NOoKpbITUE

rapaHTMpyeT OT/INYHOE KayecTBO
06paboTaHHON NOBEPXHOCTU

1 BbICOKYIO NPON3BOANTENbHOCTb.

The hard coating ensures excellent wear
resistance and long tool life, the ultra-fine
diamond coating leaves an outstanding
surface finish.



KoHueBble MOHONMUTHbIE
TBeppocn/iaBHble ¢ope3b|

2 3y6a, MVHU, C PagMyCcoM Npy BepLinHe

>
M
2 /

AFD50724-...R...

Solid carbide-End mill

2 flutes, mini design, with corner radius

Crp. Page
108-110
-’ l
2 ) 30° HA ) ™
(- Menko- @)
DIAMANT 3ePHUCTBIN
Ultra micro
granulation
SN
R J

XBocToBuK / Shank
DIN 6535HA

AFD50724-003A
AFD50724-005AR0,05

AFD50724-006AR0,05

AFD50724-008AR0,05
AFD50724-010AR0,1
AFD50724-010CRO,1

AFD50724-012BRO, 1

d
d
a
a

AFD50724-015BR0,15
AFD50724-020AR0,15

AFD50724-020CR0,15

AFD50724-030BR0,2

AFD50724-030DR0,2

g
"y
g
7
!
”:
2
g
a

AFD50724-060DR0,3 6,0

59

6,0

60

100

03 3 - 0,5 - 40 -
0,5 3 0,45 0,7 25 40 0,05
0,6 3 0,55 09 3 40 0,05
038 3 0,75 1,2 4 40 0,05
1,0 3 0,95 15 5 40 0,1
1,0 3 0,95 1,5 12 40 0,1
12 3 1,15 18 10 50 0,1
15 3 14 2,2 12 50 0,15
2,0 3 19 2,2 10 60 0,15
2,0 3 19 2,2 25 60 0,15
3,0 4 2,9 3,0 15 65 0,2
3,0 4 2,9 3,0 25 75 0,2
4,0 6 39 4,0 20 65 0,2
4,0 6 39 4,0 40 920 0,2
50 6 4,9 50 30 75 0,3
50 6 4,9 50 50 920 0,3
6,0 6 59 6,0 40 90 0,3

0,3

fonyck / Tolerance

XBocToBuK / Shank hé

94 ARNO® -Werkzeuge | CneumanbHble LieHbl

D100 = nokpbiTrie Ania 06paboTky rpaduta
DLC = nokpbiTue ana 06paboTKu LiBETHbIX METaNoB
W HemeTannos

D100 = especially for graphite machining
DLC = for machining of non-ferrous materials

@ = OcHoBHoe npumetreHne / Main application

O = lonyctumoe npumeretne / Suitable

Bce pasmepbl npusefeHbl B Mm / Dimensions in mm



KoHueBble MOHONMUTHbIE

TBepAaocriaBHble ¢pe3bl 2 flutes, with corner radius and taper neck

2 3y6a C pagnycom npw seplinHe n KOHNYECKOW LenKom

Solid carbide-End mill (Slotting)

'S
[ ]
Crp. Page
11-113
-’ l
_ 2 ) L 30°) s >
(- 2 Menko- )
DIAMANT 3ePHUCTBIN
Ultra micro
V granulation M
X
\ R J V J
XBocToBuK / Shank d d | 1 1 R A

DIN 6535HA A ! 2

AFD50727-010BRO, 1 1,0 3 2 70 100 0,10 1°

AFD50727-015BR0,15

‘ AFD50727-020BR0O;15 2,0 100 0,15

‘ Aonyck / Tolerance

‘ XBsocToBuK / Shank h6

D100 = nokpbiTrie Ansa 06paboTkn rpaduta
DLC = nokpbiT1e Ans 06paboTKy LIBETHbIX METaNNOB
n HemeTannos

D100 = especially for graphite machining
DLC = for machining of non-ferrous materials

@ = OcHoBHoe npumeHeHvie / Main application

O = [lonyctnmoe npumerenne / Suitable

Bce pasmepbl npriBeaeHbl B Mm / Dimensions in mm

O

ARNO'- Werkzeuge | CneyuanbHble LieHbl
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KoHueBble MOHONMUTHbIE
TBeppocn/iaBHble ¢ope3b|

2 3y6a, ANnHHble

AFD50121-...

Solid carbide-End mill

2 flutes, long design

2 30°

Crp. Page
114-116

HA

DIAMANT | | cmmner

Ultra micro

V granulation

J

XBocToBuK / Shank
DIN 6535HA A

AFD50121-120 12,0 12 11,40 55,0

80 150

Lonyck / Tolerance

XBocToBMK / Shank h6

96 ARNO’ -Werkzeuge | CneyuanbHble LeHbl

||
o
o

|

N

NN

=

D100 = nokpbiTre Ana 06paboTkn rpaduta
DLC = nokpbiTuie Ans 06paboTKy LIBETHBIX MeTanNoB
1 HemeTansnos

D100 = especially for graphite machining
DLC = for machining of non-ferrous materials

@ = OcHoBHoe npumeteHne / Main application

QO = lonyctumoe npumereHue / Suitable

Bce pasmepbl npuseseHbl B MM/ Dimensions in mm



KoHueBble MOHONIUTHbIE Solid carbide-End mill
TBeppocn/iaBHble ¢pe3b| 2 flutes, short design

2 3y6a, KopoTKune —

Crp. Page
m7

-
L 2 ) L 45° ) HA ™

(- [ Menko- )
DIAMANT 3ePHUCTBIN

Ultra micro
V granulation M ||
"

O

AFD51520-...

XBocToBukK / Shank
DIN 6535HA A 1

AFD51520-015

AFD51520-025

AFD51520-035

AFD51520-045 4,5 6 " 50

AFD51520-055

AFD51520-070

AFD51520-090

AFD51520-110 1,0 12 22 75

AFD51520-160 16,0 16 32 920 ‘

‘ Aonyck / Tolerance

‘ XBsocToBuK / Shank hé ‘

D100 = nokpbiTrie Ana 06paboTkn rpaduta
DLC = nokpbiT1e Ans 06paboTKy LIBETHbIX METanNoB
n HemeTannos

D100 = especially for graphite machining
DLC = for machining of non-ferrous materials

@ = OcHoBHoe npumerenue / Main application

O = lonyctnmoe npumerenne / Suitable

Bce pa3mepbl npuseaeHbl B MM/ Dimensions in mm ARNO'- Werkzeuge | CneyuanbHble LieHbl 97
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MoHoOnnTHbIE <|>pe3b| co Cd)eplll‘-IECKI/IM KOHLOM

2 3y6a, mini

AFD51824-...

Solid carbide Ball-nose milling cutter

2 flutes, mini design

[ J
Crp. Page
- i i 118-120
_’ l
2 30° HA ™
Menko- O
DlAMANT 3EPHUCTDIN
Ultra micro
V granulation

XBocToBuK / Shank
DIN 6535HA A

Llonyck / Tolerance

Papguyc/ Radius +0,01

ARNO " -Werkzeuge | CneuuanbHble LieHbl

D100 = nokpbiTre Ansa 06paboTku rpaduta
DLC = nokpbiTue Ans 06paboTKy LBETHBIX METANI0B
1 HemeTansnos

D100 = especially for graphite machining
DLC = for machining of non-ferrous materials

@ = OcHoBHoe npumeteHne / Main application

QO = lonyctumoe npumereHue / Suitable

Bce pasmepbl npuseseHbl B MM/ Dimensions in mm



MoHonuTHble ppe3sbl co chepnyeckum KoHUom  Solid carbide Ball-nose milling cutter

2 3y6a, mini 2 flutes, mini design

T
[
Crp. Page
A i 121-122
_’ l
30° HA ™
Menko-
DlAMANT 3ePHUCTbIN
Ultra micro
V granulation

AFD50325-...

XBocToBukK / Shank T
DIN 6535HA A

AFD50325-010A

‘ Honyck / Tolerance

‘ Papuyc / Radius

D100 = nokpbiTre Ansa o6paboTky rpaduta
DLC = nokpbiTue ana 06paboTKu LiBETHbIX METanNoB
W HEMEeTannoB

D100 = especially for graphite machining
DLC = for machining of non-ferrous materials

@ = OcHoBHoe npumereHne / Main application

O = lonyctumoe npumereHne / Suitable

Bce pasmepbi npusedeHbl 8 Mm / Dimensions in mm ARNO'- Werkzeuge | CneyuanbHble LieHbl 99



MoHoOnnTHbIE <|>pe3b| co Cd)eplll‘-leCKI/IM KOHLOM

2 3y6a, C KOHNYECKO LENKOW

Solid carbide Ball-nose milling cutter
2 flutes, with taper neck

( 1 \
[
Crp. Page
L o i i 123-125
» l
_ 2 ) 30° ) HA i\
(- N\ ( Menko- )
DlAMANT 3EPHUCTbIN
Ultra micro
V granulation
& J V J
p~]
!
O
XBocToBuK / Shank
DIN 6535HA d d“ |1 IZ ! R A

AFD51826-010B 1,0 3 2 30 60 0,50 2°
AFD51826-015A 15 3 3 - 40 0,75 6°15

AFD51826-015C

AFD51826-020B 2,0 3 4 30 60 100 e

‘ [Llonyck / Tolerance

‘ Papnyc / Radius +0,01 ‘

100 ArNO® -Werkzeuge | CneumanbHble LieHbl

D100 = nokpbiTre Ana 06paboTkn rpaduta

DLC = nokpbiTvie Ans 06paboTKy LIBETHBIX MeTanNoB

n HemeTannos

D100 = especially for graphite machining

DLC = for machining of non-ferrous materials

@ = OcHoBHoe npumeteHne / Main application

QO = lonyctumoe npumereHue / Suitable

Bce pasmepbl npuseseHbl B MM/ Dimensions in mm



MoHonnTHbIE <|>pe3b| co Cd)eplll‘-leCKI/IM KOHLOM

2 3y6a, ANVHHbIE

AFD51821-...

Solid carbide Ball-nose milling cutter

2 flutes, long design

XBocToBukK / Shank
DIN 6535HA A

AFD51821-030

AFD51821-050 5,0 6 4,9 30 50 100 25
AFDSIE21060 60 6 55 30 50 10 30

AFD51821-070 70 6 55 30 - 100 35

AFD51821-090 9,0 8 - 40 - 10 4,5
AFDSIE2I-00 100 0 95 50 70 10 50
‘ AFD51821-120 12,0 12 1,5 55 75 130 6,0 ‘

1) °
Crp. Page
= 5 A 126-128
_’ l
& 2 ) 30°) HA i\ J
(- O\ Menko-
DlAMANT 3ePHUCTBIN 9
Ultra micro

V granulation M ||
PR

R

‘ [onyck / Tolerance

‘ Papguyc/ Radius +0,01

D100 = nokpbiTve ana o6paboTku rpaduta
DLC = nokpbiTu1e Ans 06paboTKy LIBETHBIX METANIOB
1 HemeTasnsnos

D100 = especially for graphite machining
DLC = for machining of non-ferrous materials

@ = OcHoBHoe NpumeHeHue / Main application

O = [lonyctmoe npumeHeHne / Suitable

Bce pasmepbl npriseaeHbl B Mm / Dimensions in mm

ARNO'- Werkzeuge | CneymanbHble LieHbl
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MoHoOnnTHbIE <|>pe3b| co Cd)eplll‘-leCKI/IM KOHLOM

2 3y6a, CBepXA/IMHHbIE 3 flutes, extra long design

(T

Solid carbide Ball-nose milling cutter

Crp. Page
l 129-131

HA ™

aiv

& 2 ) L 30°)

(- ) rMenKo» D
DIAMANT 3ePHUCTBIN
Ultra micro
, granulation

. J V J

AFD51823-...

XBocToBuK / Shank d d
DIN 6535HA A

AFD51823-030 3,0 4 2,9 15 25 100 15
AFD51823-050 50 6 4,9 30 50 120 25

AFD51823-070

AFD51823-090

AFD51823-120

Lonyck / Tolerance

‘ Papuyc/ Radius +0,01

102 ArNO® -Werkzeuge | CneuuanbHble LieHbl

o
>

D100 = nokpbiTve ansa 06paboTku rpaduta
DLC = nokpbiTne Ans 06paboTKM LIBETHbIX METaNN0B
1 HemeTansnos

D100 = especially for graphite machining
DLC = for machining of non-ferrous materials

@ = OcHoBHoe npumeteHye / Main application

O = [lonyctumoe npumereHne / Suitable

Bce pasmepbl npuseaeHbl B Mm / Dimensions in mm



MoHonnTHbIE <|>pe3b| co Cd)eplll‘-leCKI/IM KOHLOM

Solid carbide Ball-nose milling cutter

2 3y6a, KOpoTKME 2 flutes, short design
)
' °
Crp. Page
[ i i 132-134
—p
L L 30° ) HA ™
(- "\
DIAMANT ?':/!eeFJnHKll?gTblﬁ 9
Ultra micro
V granulation M ||
- J L J
XBocToBukK / Shank
DIN 6535HA d d, d L L ! R

AFD51820-025 2,5 6 24 4,0 6,0 60 1,25
AFD51820-035 3,5 6 3,2 50 70 65 1,75

AFD51820-050

AFD51820-080

AFD51820-120

Lonyck / Tolerance

‘ Paguyc / Radius +0,01

D100 = nokpbiTrie Ansa 06paboTkn rpaduta
DLC = nokpbiTe Ans 06paboTKy LIBETHbIX METaNNoB
1 HemeTansos

D100 = especially for graphite machining
DLC = for machining of non-ferrous materials

@ = OcHoBHoe npumerenme / Main application

O = [lonyctnmoe npumerenne / Suitable

Bce pasmepbl npriBeaeHbl B Mm / Dimensions in mm

ARNO'- Werkzeuge | CneupuanbHble LieHbl
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KoHuUeBble MOHONIUTHbIE Solid carbide-End mill
TBepAaocriaBHble ¢pe3bl 3 flutes, short design, with corner radius

3 3y6a, KOPOTKME, C PaUYCOM NPU BEPLUNHE

Crp. Page
l 135-137

=)
N 3 ) 40°) HA J ™ J
(- A 1
Menko-
DIAMANT 3ePHUCTBIN
Ultra micro
V granulation
X v
N RJ J /

AFD54030-...R...

L da

XBocToBuK / Shank d d | |
DIN 6535HA A 1

AFD54030-030R0]15
‘ AFD54030-050R0,3 50 5 16 50 0,3
AFD54030-080R0,5 8,0 8 20 65 0,5

AFD54030-120R0,5 12,0 12 25 75 0,5

‘ Lonyck / Tolerance ‘

‘ XBocToBuK / Shank hé

D100 = nokpbiTve ansa 06paboTku rpaduta
DLC = nokpbiTue ans 06paboTKy LBETHBIX METANI0B
1 HemeTansnos

D100 = especially for graphite machining
DLC = for machining of non-ferrous materials

@ = OcHoBHoe npumeteHye / Main application

O = [lonyctumoe npumereHne / Suitable
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KoHLeBble MOHOMUTHbIE Solid carbide-End mill
TBepAaocrn/iaBHble <|>pe3b| 3 flutes, long design, with corner radius

3 3y6a, [JIMHHbIE, C PagUyCoM Mpu BepLUVHe

Crp. Page
138-140
-
™
Menko-
DlAMANT 3epPHUCTbIN ﬂ mo
Ultra micro
V granulation M
. 4

AFD54031-...R... ;

XgocToBuk / Shank [
DIN 6535HA d 4 L ! R
AFD54031-020R0,15 2,0 3 9 60 0,15
AFD54031-030R0,15 3,0 3 30 60 0,15
AFD54031-040R0,2 4,0 4 30 60 0,20
AFD54031-050R0,3 50 5 35 70 0,30
AFD54031-060R0,3 6,0 6 40 100 0,30
AFD54031-080R0,5 8,0 8 40 100 0,50
AFD54031-100R0,5 10,0 10 40 100 0,50
AFD54031-120R0,5 12,0 12 45 100 0,50 _
Lonyck / Tolerance
Pexywas yactb / Mill
-0,03
XBocToBuK / Shank h6

S N

D100 = nokpbiTre Ana obpaboTku rpaduta
DLC = nokpbiTue ana 06paboTKu LiBETHbIX METannoB
W HEMETannoB

D100 = especially for graphite machining
DLC = for machining of non-ferrous materials

@ = OcHoBHoe npumeHeHue / Main application

O = lonyctumoe npumerenne / Suitable
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MoHonuTHble ppe3sbl co chepuyeckum KoHuom  Solid carbide Ball-nose milling cutter

3 3y6a, KOpOoTKMe 3 flutes, short design

Crp. Page
141-143

_ 3 ) 30° ) HA
(- ) [ Menko- )
DIAMANT 3ePHUCTBIN
Ultra micro
V granulation
- J V )
cee da
XBocToBuK / Shank
DIN 6535HA d d. d L L, : R

AFD51830-025

AFD51830-035

AFD51830-050

AFD51830-080 8,0 8 74 12 25 75 4,0
AFD51830-120 12,0 12 1,4 18 36 90 6,0
‘ Donyck / Tolerance ‘
‘ Papuyc / Radius +0,01 ‘

D100 = nokpbiTre Ana 06paboTkn rpaduta
DLC = nokpbiTie Ans 06paboTKy LIBETHBIX MeTanNoB
1 HemeTansnos

D100 = especially for graphite machining
DLC = for machining of non-ferrous materials

@ = OcHoBHoe npumeteHne / Main application

O = lonyctumoe npumereHue / Suitable

1 06 ARNO” -Werkzeuge | CI'IELlI/IaﬂbeIe LieHbl Bce pasmepbl npuseseHbl B MM/ Dimensions in mm



KoHueBble MOHONIUTHbIE Solid carbide-End mill
TBeppocn/iaBHble ¢pe3b| 4 flutes, with corner radius

4 3y6a, C PaanyCcoMm Npwi BEPLUNHE 1 OBHMKEHEM

Crp. Page
144-146

g 30° ) HA )
(- A I
Menko-
DIAMANT 3ePHUCTBIN
Ultra micro
’ granulation
& ) “ J

AFD50740-...R...

XBocToBukK / Shank | I
DIN 6535HA A

AFD50740-080AR0,5 80 0,5

AFD50740-100AR0,5 10,0 10 - 25 - 75 0,5

AFD50740-100CR1,0

AFD50740-120AR0,5

AFD50740-120CR1,0 12,0 12 1,8 15 40 80 1,0

‘ Honyck / Tolerance

‘ XBocToBuK / Shank

O

da
[

D100 = nokpbiTrie Ansa 06paboTkn rpaduta
DLC = nokpbiTe Ans 06paboTKy LIBETHbIX METanNoB
n HemeTannos

D100 = especially for graphite machining
DLC = for machining of non-ferrous materials

@ = OcHoBHoe npumerenme / Main application

O = [lonyctnmoe npumerenne / Suitable

Bce pa3smepbl npuseaeHsbl B MM/ Dimensions in mm ARNO'- Werkzeuge | CneupuanbHble LieHbl
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Pexxumbl pesaHna Cutting datas
AFD 50724

D100-nokpbiTue pna o06paboTkum rpadpuTa
D100 coating for graphite machining

ad, z fz n 15000 min1  n 25000 min1 30000 min1  n 45000 min1 YepHoBan
[mm] [mm] vf[mm/min.]  vf[mm/min.] vf[mm/min.] vf[mm/min.] Roughing
p
n

6,0 2 0,071 2130 3550 4260 6390

ad, z fz n 15000 min1  n 25000 min1 30000 min1  n 45000 min1 YepHoBasn
[mm] [mm] vf[mm/min.]  vf[mm/min.]  vf[mm/min.] vf[mm/min.] ROUg hlng

6,0 2 0,055 1650 2750 3300 4950

Mpumeyanne:

Smp p npuses B KaueCTBe PEKOMEH/J0BaHHbIX.

KOHKpeTHble pexKmbl pe3aHuA 3aBUCAT OT MHOTVX GaKTOpPOB,

TaKMX KaK MOLLHOCTb 060PY0BaHMA, CTabMUABLHOCTb U fip.

PexuMbl pe3aHna MOryT GbiTb CKOPPEKTVPOBaHbI B 3aBUCUMOCTY OT 3TUX YC/IOBUIA.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.

108 ARNO’ -Werkzeuge | CneumanbHbie Lerbi

Bce pa3mepbl ykasaHbl B MM/ Dimensions in mm



Pexxumbl pesaHna Cutting datas
AFD 50724

D100-nokpbiTue ana o06paboTku rpadpuTa
D100 coating for graphite machining

2d, 4 fz n 15000 min1  n 25000 min1 n 30000 minT  n 45000 min1
[mm] [mm] vf[mm/min.]  vf[mm/min.] vf[mm/min.] vf[mm/min.]

6,0 2 0,080 2400 4000 4800 7200
@d, 4 fz n 15000 minT  n 25000 min1T n 30000 min1T  n 45000 min1
[mm] [mm] vf[mm/min.]  vf[mm/min.]  vf[mm/min] vf[mm/min.]

6,0 2 0,080 2400 4000 4800 7200

MNpumeuanne:

TV pexkMMbl pe3aHnA NprBeAEeHb! B KaUeCTBE PeKOMEHA0BaHHbIX.

KOHKpeTHble pexKnMbl pe3aHnA 3aBUCAT OT MHOTMX GaKTOpOB,

TaKMX KaK MOLHOCTb 060PY/I0BaHMA, CTabUIBHOCTb 1 Ap.

PexuMbl pe3aHna MoryT GbiTb CKOPPEKTMPOBaHbI B 3aBUCUMOCTM OT 3THX YC/IOBWIA.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.

Bce pasmepbl ykasaHbl B MM / Dimensions in mm

YucroBas
E Finishing

YucroBas
Finishing

ARNO'- Werkzeuge | CneyuanbHble LieHb!
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Pexxnmbl pesaHus
AFD 50724

Cutting datas

DLC -nokpbITre gns 06paboTKy antoMnHMEBDIX CMIaBOB

DLC coating for aluminium alloys

2d, 4 Vc
[mm] m/min.

1,0 2 100 0,003 32000 190

2,0 2 170 0,007 27000 380

6,0 2 190

[mm]

0,039

n
[U/min"]

10000

[mm/min.]

780

DLC-nokpbiTre Ans 06paboTKM afloMUHNEBbIX CMIaBOB

DLC coating for copper alloys

@d, 4 Vc
[mm] m/min.

1,0 2 75 0,003 25000 150

[mm]

n
[U/min"]

[mm/min.]

6,0 2 80

0,040

4300

350

110 ArNO® -Werkzeuge | CneumnanbHble LieHbl

Mpumeyanue:

311 p p npriBes B KauecTBe peKOMEHAOBaHHbIX.

KOHKpeTHble pexKnMbl pe3aHnA 3aBUCAT OT MHOTMX GaKTOpOB,

TaKWX Kak MOLHOCTb 060PY/I0BaHMA, CTabUIBHOCTL 1 Ap.

PexnMbl pe3aHna MoryT 6biTb CKOPPEKTNPOBaHbI B 3aBYICMMOCTV OT STUX YCIOBNIA.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.

Bce pasmepbl ykaszaHbl B MM / Dimensions in mm



Pexxumbl pesaHna Cutting datas
AFD 50727

D100-nokpbiTue pna o06paboTku rpadpuTa
D100 coating for graphite machining

ad, z fz n 15000 min1  n 25000 min1 30000 min1  n 45000 min1 YepHoBan
[mm] [mm] vf[mm/min.]  vf[mm/min.] vf[mm/min.] vf[mm/min.] ROUg hlng

ad, z fz n 15000 min1  n 25000 min1 N 30000 min1  n 45000 min1 YepHoBan
[mm] [mm] vf[mm/min.]  vf[mm/min.]  vf[mm/min.] vf[mm/min.] ROUg hlng

Mpumeyanue:

3tn p p npi B KaueCTBe PEKOMEH[0BaHHbIX.

KOHKpeTHble pexuMbl Pe3aH1A 3aBUCAT OT MHOTVX GaKTOpPOB,

TaKmMX KaK MOLYHOCTb 060PYA0BaHMs, CTabUALHOCTb U1 fP.

PeXnMbl pe3aHuns MOryT GbiTb CKOPPEKTUPOBaHbI B 3aBUCUMOCTY OT STUX YCTIOBUIA.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.
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Pexxnmbl pesaHus
AFD 50727

Cutting datas

D100-nokpbiTue ana 06paboTkm rpadpuTa
D100 coating for graphite machining

2d, z fz
[mm] [mm]

n 15000 min1
vf [mm/min.]

n 25000 min1
vf [mm/min.]

n 30000 min1
vf [mm/min.]

aiv

1 45000 min1 YucroBsas
vf [mm/min.] E Finishing

ad
[mm] [mm]

112 ArNO® -Werkzeuge | CneumanbHble LieHbl

n 15000 min1
vf [mm/min.]

n 25000 min1
vf [mm/min.]

n 30000 min1
vf [mm/min.]

1 45000 min1 YucroBsas
Finishing

vf [mm/min.]

Mpumeyarue:

3 p! p npriBes B KauecTBe PeKOMEHAOBaHHbIX.

KOHKpeTHble peXKMMbl pe3aHnA 3aBUCAT OT MHOTUX GaKTOpOB,

TaKIX KaK MOLHOCTb 060PY/10BaHMA, CTabUIbHOCTL U Ap.

PexunMbl pe3aHna MoryT 6biTb CKOPPEKTNPOBaHbI B 3aBUICMMOCTY OT STUX YCOBNIA.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.

Bce pasmepbl ykazaHbl B MM / Dimensions in mm



Pexxumbl pesaHua Cutting datas
AFD 50727

DLC-nokpbiTue pna o6paboTKu antoMMHNEBDIX CNJIaBOB
DLC coating for aluminium alloys

2d, 4 Vc fz n vf
[mm] m/min. [mm] [U/min"] [mm/min.]

DLC-noKpbiTue anA o6paboTKn MeHbIX Cr1aBoB
DLC coating for copper alloys

2d, 4 Vc fz n vf
[mm] m/min. [mm] [U/min"] [mm/min.]

MpumeuaHne:

Smp p npuBeAeHbl B KaUecTBe PeKOMEH/A0BaHHbIX.

KOHKpeTHbIE PEXMMbI Pe3aHIs 3aBUCAT OT MHOTUX GaKTOPOB,

TaKMX Kak MOLLHOCTb 060PyA0BaHUA, CTaBUBHOCTb 1 Ap.

PeXuMbl pe3aHns MoryT 6biTb CKOPPEKTUPOBaHbI B 3aBUCUMOCTI OT 3TUX YCTIOBUIA.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.
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Pexxnmbl pesaHus
AFD 50121

D100-nokpbiTue pna o06paboTkum rpadpuTa

D100 coating for graphite machining

Cutting datas

2d, z fz
[mm] [mm]

n 15000 min1
vf [mm/min.]

n 25000 min1
vf [mm/min.]

n 30000 min1
vf [mm/min.]

n 45000 min1 YepHoBan

vf [mm/min.]

Roughing

12,0 2 0,080 2400 4000 4800 7200
ad, z fz n 15000 min1  n 25000 min1 30000 min1  n 45000 min1 YepHoBan
[mm] [mm] vf[mm/min.]  vf[mm/min.]  vf[mm/min.] vf[mm/min.]

12,0 2 0,060

1800

3000

3600

Roughing

5400

ARNO * -Werkzeuge | CneumanbHble LieHbl

Mpumeyanne:

S p p np bl B KaUeCTBE PEKOMEH/OBAHHbIX.

KoHKpeTHble pexnmbl pe3aHuns 3aBUCAT OT MHOTMX (pakTopoB,

TaKMX KaK MOLHOCTb 060PY/10BaHMA, CTabUIBHOCTb 1 Ap.

Pexu1mbl pe3aHna MOryT 6bITb CKOPPEKTUPOBaHbI B 3aBICUMOCTYA OT STUX YCTIOBUI.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.

Bce pasmepbl ykaszaHbl B MM / Dimensions in mm



Pexxumbl pesaHna Cutting datas
AFD 50121

D100-nokpbiTue ana o06paboTku rpadpuTa
D100 coating for graphite machining

2d, 4 fz n 15000 min1  n 25000 min1 n 30000 minT  n 45000 min1
[mm] [mm] vf[mm/min.]  vf[mm/min.] vf[mm/min.] vf[mm/min.]

12,0 2 0,080 2400 4000 4800 7200

ad 4 fz n 15000 min1  n 25000 min1  n 30000 minT  n 45000 min1
[mm] [mm] vf[mm/min.]  vf[mm/min.]  vf[mm/min] vf[mm/min.]

12,0 2 0,080 2400 4000 4800 7200

Mpumeuanne:

3TN pexxuMbl pe3aHuA NprBeaeHbl B KaYecTBe PeKOMEHA0BaHHbIX.

KOHKpeTHble peXXnMbl Pe3aHuA 3aBUCAT OT MHOTVIX GaKTOpOB,

TaKMX KaK MOLLHOCTb 060Py0BaHMSA, CTabUABHOCTb U AP.

PexnMbl pe3aHunsa MOryT GbiTb CKOPPEKTNPOBAHbI B 3aBUCUMOCTY OT 3TUX YC/IOBUI.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.

Bce pasmepbl ykasaHbl B Mm / Dimensions in mm

YucroBas
Finishing

YucroBas
Finishing

ARNO'- Werkzeuge | CneyuanbHble LieHbl
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Pexxnmbl pesaHus
AFD 50121

DLC-nokpbITve AnA 06paboTKn anioM1HNEBbIX CMIaBOB
DLC coating for aluminium alloys

Cutting datas

Vc
m/min.

fz n
[mm] [U/min"]

ad, z
[mm]

vf
[mm/min.]

1,0 0,0015 32000

aiv

2,0 2 170 0,005 27000 300

12,0 2 200 0,070 5500 800
DLC-nokpbiTe ansa o6paboTkn MmegHbIX CNaBoB
DLC coating for copper alloys
@d, z Vc fz n vf
[mm] m/min. [mm] [U/min"] [mm/min.]

12,0 2

80 0,090 2000 360

116 ArNO® -Werkzeuge | CneumnanbHble LieHbl

Mpumeuanue:
B KaueCTBe PEKOMEH/J0BaHHbIX.

371 pe p

KOHKpeTHble pexXumbl Pe3aH1A 3aBUCAT OT MHOTVX GaKTOpPOB,

TaKuMX KaK MOLHOCTb 060PYA0BaHMs, CTabUALHOCTL U fP.

PexuMbl pe3aHna MOryT GbiTb CKOPPEKTNPOBaHbI B 3aBUCUMOCTY OT 3TUX YC/IOBUIA.

np

Attention:

These cutting data are recommendations only.

Customer specifi ¢ circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.

Bce pa3mepbl ykasaHbl B MM/ Dimensions in mm



Pexxumbl pesaHna Cutting datas
AFD 51520

DLC-nokpbiTue pna o6paboTKu antoMMHNEBDIX CNJIaBOB
DLC coating for aluminium alloys

2d, 4 Vc fz n vf
[mm] m/min. [mm] [U/min"] [mm/min.]

20000

13000

DLC-noKpbiTue anA o6paboTKn MeHbIX Cr1aBoB
DLC coating for copper alloys

@d, 4 Vc fz n vf
[mm] m/min. [mm] [U/min"] [mm/min.]

MpumeuaHne:

31 p p npuiBes B KauecTBe PeKOMEHAOBaHHbIX.

KoHKpeTHble peXxnMbl pe3aHiA 3aBIUCAT OT MHOTMX GpaKTOpPOB,

TaKX Kak MOLHOCTb 060pyI0BaHUA, CTaBUIIbHOCTb U AP.

PexXnMbl pe3aHna MoryT 6biTb CKOPPEKTVPOBaHbI B 3aBYICUMOCTY OT STUX YCIIOBWIA.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.

Bce pasmepbl ykaszaHbl B MM / Dimensions in mm
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Pexxumbl pesaHna Cutting datas
AFD 51824

D100-nokpbiTue pna o06paboTkum rpadpuTa
D100 coating for graphite machining

ad, z fz n 15000 min1  n 25000 min1 130000 min1  n 45000 min1 YepHoBan
[mm] [mm] vf[mm/min.]  vf[mm/min.] vf[mm/min.] vf[mm/min.] ROUg hlng
>
n
O

6,0 2 0,055 1650 2750 3300 4950
2d, z fz n 15000 min1 25000 min1  n 30000 min1  n 45000 min1 YepHoBan
[mm] [mm] vf[mm/min.]  vflmm/min.]  vf[mm/min.]  vf[mm/min.] Roughing

6,0 2 0,043 1290 2150 2580 3870

Mpumeuanue:

3 p p npuBes B KaueCTBe PEKOMEH/J0BaHHbIX.

KOHKpeTHble pexXumbl Pe3aH1A 3aBUCAT OT MHOTVX GaKTOpPOB,

TaKuMX KaK MOLHOCTb 060PYA0BaHMs, CTabUALHOCTL U fP.

PexuMbl pe3aHna MOryT GbiTb CKOPPEKTNPOBaHbI B 3aBUCUMOCTY OT 3TUX YC/IOBUIA.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.

Bce pa3mepbl ykasaHbl B MM/ Dimensions in mm
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Pexxumbl pesaHna Cutting datas
AFD 51824

D100-nokpbiTue ana o06paboTku rpadpuTa
D100 coating for graphite machining

@d, z fz n 15000 min1  n 25000 min1  n 30000 min1  n 45000 min1 Yucrosan
[mm] [mm] vf[mm/min.]  vf[mm/min.] vf[mm/min.] vf[mm/min.] Flnlshlng

6,0 2 0,063 1890 3150 3780 5670
@d, z fz n 15000 min1  n 25000 min1  n 30000 min1  n 45000 min1 Yucrosasn
[mm] [mm] vf[mm/min.]  vf[mm/min.]  vf[mm/min.] vf[mm/min.] Fi niSh i ng
6,0 2 0,063 1890 3150 3780 5670
Mpumeuanne:

3 peXxuMbl pe3aHuna npuBe[eHbl B KauecTBe peKoOMeH40BaHHbIX.

KOHerTHbIe PeXnMbl pe3aHnA 3aBUCAT OT MHOTUX ¢aKTOpOB,

TaKMX Kak MOLHOCTb o6opy,qoaauml, CTabunbHOCTb 1 Ap.

Pexumbl pe3aHna moryTt 6bITb CKOPPEeKTUpPOBaHbl B 3aBUCUMOCTI OT 3TUX ndOBMI‘h.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.
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Pexxumbl pesaHna Cutting datas
AFD 51824

DLC-nokpbiTue pgna o6paboTKu antoMMHNEBDIX CNJIaBOB
DLC coating for aluminium alloys

2d, 4 Vc fz n vf
[mm] m/min. [mm] [U/min"] [mm/min.]

50000

46000

36000

20000

DLC-noKpbiTue anA o6paboTKn MeHbIX Cr1aBoOB
DLC coating for copper alloys

@d, 4 Vc fz n vf
[mm] m/min. [mm] [U/min"] [mm/min.]

43000

34000

26000

13500

120 ArNO® -Werkzeuge | CneumanbHble LieHbl

Mpumeuanne:

3TV peXxUMbl Pe3aHIA NPrUBeAEHbI B KaYeCTBe PEKOMEHA0BaHHbIX.

KOHKpeTHbIe peXnMbl Pe3aHus 3aBUCAT OT MHOTVX GpaKTOpOB,

TaKM1X Kak MOLHOCTb 060PYA0BaHUSA, CTabUILHOCTb U Aip.

PeXnMbl pe3aHns MOryT BbiTb CKOPPEKTUPOBaHbI B 3aBUCYMOCTY OT STUX YCTIOBHIA.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.

Bce pasmepbl ykasaHbl B Mm / Dimensions in mm



Pexxumbl pesaHna Cutting datas
AFD 50325

D100-nokpbiTue pna o06paboTku rpadpuTa
D100 coating for graphite machining

ad, z fz n 15000 min1  n 25000 min1  n 30000 min1  n 45000 min1 YepHoBan
[mm] [mm] vf[mm/min.]  vf[mm/min.] vf[mm/min.] vf[mm/min.] ROUg hlng

4,0 2 0,038 1140 1900 2280 3420

=

2d, z fz n 15000 min1  n 25000 min1 n 30000 min1 n 45000 min1 YepHoBasn
[mm] [mm] vf[mm/min.]  vfmm/min.]  vf[mm/min.] vf[mm/min.] Roughing
4,0 2 0,029 870 1450 1750 2610

Mpumeyanue:

OTU peXnMbl pe3aHNA NprBeeHbI B KaueCcTBe PeKOMEHA0BaHHbIX.

KOHKpeTHble pexKnMbl pe3aHnA 3aBUCAT OT MHOTUX GaKTOpOB,

TaKMX KaK MOLHOCTb 060PY/I0BaHMA, CTabUIbHOCTb U Ap.

PexuMbl pe3aHua MoryT GbiTb CKOPPEKTUPOBaHbI B 3aBUCUMOCTM OT 3THX YC/IOBWIA.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.
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Pexxnmbl pesaHus
AFD 50325

Cutting datas

D100-nokpbiTue ana 06paboTkm rpadpuTa
D100 coating for graphite machining

2d, z fz
[mm] [mm]

n 15000 min1
vf [mm/min.]

n 25000 min1T n 30000 min1

vf [mm/min.]

vf [mm/min.]

n 45000 min1 YncroBasna
vfImm/min.] Finishing

p~]
!
O
4,0 2 0,044 1320 2200 2640 3960
ad, z fz n 15000 min1  n 25000 min1T  n 30000 min1 n 45000 min1 YncroBasna
[mm] [mm] vf[mm/min.]  vf[mm/min.]  vf[mm/min] vf[mm/min.] Flnlshlng

4,0 2 0,044

1320

2200

2640

3960
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MpumeuaHne:

3 PeXuMbl pe3aHuna NnpuBe[eHbl B KauecTBe peKOMeHA0BaHHbIX.

KoHKpeTHble peXknMbl pe3aHiiA 3aBIUCAT OT MHOTMX GpaKTOpPOB,

TaKX KaK MOLHOCTb 060py/10BaHUA, CTaBUIBHOCTL U Ap.

PexuMbl pe3aHna MoryT GbiTb CKOPPEKTNPOBaHbI B 3aBUCMMOCTY OT 3THX YC/IOBWA.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.

Bce pasmepbl ykaszaHbl B MM / Dimensions in mm



Pexxumbl pesaHna Cutting datas
AFD 51826

D100-nokpbiTue pna o06paboTku rpadpuTa
D100 coating for graphite machining

2d, z fz n 15000 min1  n25000 min1  n 30000 min1 n 45000 min1 ‘-IepHOBaH
[mm] [mm] vf[mm/min.]  vf[mm/min.] vf[mm/min.] vf[mm/min.] ROUg hlng

=

ad, z fz n 15000 min1  n 25000 min1  n 30000 min1 n 45000 min1 ‘-IepHOBaﬂ
[mm] [mm] vf[mm/min.]  vf[mm/min.]  vf[mm/min] vf[mm/min.] ROUg hlng

MpumeuaHnne:

Smp p npuses B KaueCTBe PEKOMEH/J0BaHHbIX.

KOHKpeTHble peXnMbl pe3aHus 3aBUCAT OT MHOTVX GpakTOpOB,

TaKu1X Kak MOLYHOCTb 060PYA0BaHUSA, CTabUILHOCTL 1 fip.

PexuMbl pe3aHnA MOTyT GbiTb CKOPPEKTVPOBaHbI B 3aBUCUMOCTY OT 3TUX YCSIOBUIA.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.
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Pexxnmbl pesaHuna Cutting datas
AFD 51826

D100-noKpbiTre ans o6paboTky rpadpuTa
D100 coating for graphite machining

2d, z fz n 15000 min1  n 25000 min1 n 30000 min1  n 45000 min1 Yncrosasa
[mm] [mm] vf[mm/min.]  vf[mm/min] vflmm/min.] vf[mm/min.] Fin ISh i ng
1,0 2 0,008 240 400 480 720
15 2 0,012 360 600 720 1080
2,0 2 0,016 480 800 960 1440

Mpumeuanue:

3 p pe3aHuA NprBefeHbl B Ka4ecTBe PEKOMEH/0BaHHbIX.

KOHKpeTHble pexknmbl pe3aH1A 3aBUCAT OT MHOTMX GaKTOpPOB,

TaKMX Kak MOLYHOCTb 060PYA0BaHNA, CTabUNBHOCTb U Ap.

PeXuMbl pe3aHna MoryT 6biTb CKOPPEKTUPOBaHbI B 3aBUCUMOCTY OT 3TVX YCIIOBWUIA.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.
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Pexxumbl pesaHua Cutting datas
AFD 51826

DLC-nokpbiTue pna o6paboTKu antoMMHNEBDIX CNJIaBOB
DLC coating for aluminium alloys

2d, 4 Vc fz n vf
[mm] m/min. [mm] [U/min"] [mm/min.]

DLC-noKpbiTue anA o6paboTKn MeHbIX Cr1aBoB
DLC coating for copper alloys

2d, 4 Vc fz n vf
[mm] m/min. [mm] [U/min"] [mm/min.]

MpumeuaHne:

3 p! p npuiBes B KauecTBe PeKOMEHAOBaHHbIX.

KoHKpeTHble peXxnMbl pe3aHiA 3aBIUCAT OT MHOTMX GpaKTOpPOB,

TaKX Kak MOLHOCTb 060pyI0BaHUA, CTaBUIIbHOCTb U AP.

PexXnMbl pe3aHna MoryT 6biTb CKOPPEKTVPOBaHbI B 3aBYICUMOCTY OT STUX YCIIOBWIA.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.

Bce pasmepbl ykaszaHbl B MM / Dimensions in mm
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Pexxnmbl pesaHus
AFD 51821

D100-nokpbiTue pna o06paboTkum rpadpuTa

D100 coating for graphite machining

Cutting datas

2d, z fz

[mm] [mm]

aiv

12,0 2 0,113

n 10000 min1
vf [mm/min.]

n 15000 min1
vf [mm/min.]

n 20000 min1

vf [mm/min.]

n 30000 min{ YepHoBan
vf [mm/min.] Q Roughing

2260 3390 4520 6780
2d, z fz n 10000 min1  n 15000 min1  n 20000 min1  n 30000 min1 YepHoBan
[mm] [mm] vf[mm/min.]  vf[mm/min.]  vf[mm/min.] vf[mm/min.] Roughing

12,0 2 0,087

1740

2610

3480

5220
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MpumeuaHnne:

3 p p np B KauecTse PeKOMEH[J0BaHHbIX.

KOHKpeTHbIe pexunMbl pe3aHus 3aBUCAT OT MHOTX GpakTopoOB,

TaKuMX KaK MOLYHOCTb 060PYA0BaHMS, CTabUILHOCTb 1 fp.

PeXnMbl pe3aHuns MOTyT GbITb CKOPPEKTNPOBAHbI B 3aBICUMOCTY OT 3TUX YC/IOBUIA.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.

Bce pa3mepbl yKkasaHbl B Mm / Dimensions in mm



Pexxumbl pesaHna Cutting datas
AFD 51821

D100-nokpbiTue ana o06paboTku rpadpuTa
D100 coating for graphite machining

2d, 4 fz n 10000 min1 n 15000 min1 n 20000 min1  n 30000 min1
[mm] [mm] vf[mm/min.]  vf[mm/min.] vf[mm/min.] vf[mm/min.]

12,0 2 0,128 2560 3840 5120 7680
@d, 4 fz n 10000 minT  n 15000 min1T  n 20000 min1  n 30000 min1
[mm] [mm] vf[mm/min.]  vf[mm/min.]  vf[mm/min] vf[mm/min.]

12,0 2 0,128 2560 3840 5120 7680

MNpumeuanne:

TV peXKnMbl pe3aHnA NpUBeeHbI B KaUeCTBE PEKOMEHA0BAHHbIX.

KoHKpeTHble peXXnMbl pe3aHusA 3aBUCAT OT MHOTMX GaKTOpPOB,

TaKKX Kak MOLHOCTb 060PY/j0BaHMA, CTabUNbHOCTb 1 Ap.

Pexu1mbl pe3aHna MoryT GbiTb CKOPPEKTNPOBaHbI B 3aBUICMMOCTY OT 3TUX YCOBWIA.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.

Bce pasmepbl ykaszaHbl B MM / Dimensions in mm

YuctoBas
Finishing

e

Yuncrosas

Finishing
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Pexxumbl pesaHna Cutting datas
AFD 51821

DLC-nokpbiTue pgna o6paboTKu antoMMHNEBDIX CNJIaBOB
DLC coating for aluminium alloys

2d, 4 Vc fz n vf
[mm] m/min. [mm] [U/min"] [mm/min.]

aiv

12,0 2 188 0,140 5000 1450

DLC-noKpbiTue anA o6paboTKn MeHbIX Cr1aBoOB
DLC coating for copper alloys

@d, 4 Vc fz n vf
[mm] m/min. [mm] [U/min"] [mm/min.]

12,0 2 130 0,130 3500 900

Mpumeuanne:

3TV peXxUMbl Pe3aHIA NPrUBeAEHbI B KaYeCTBe PEKOMEHA0BaHHbIX.

KOHKpeTHbIe peXnMbl Pe3aHus 3aBUCAT OT MHOTVX GpaKTOpOB,

TaKM1X Kak MOLHOCTb 060PYA0BaHUSA, CTabUILHOCTb U Aip.

PeXnMbl pe3aHns MOryT BbiTb CKOPPEKTUPOBaHbI B 3aBUCYMOCTY OT STUX YCTIOBHIA.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.
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Pexxumbl pesaHna Cutting datas
AFD 51823

D100-nokpbiTue pna o06paboTku rpadpuTa
D100 coating for graphite machining

ad, z fz n 10000 min1  n 15000 min1 1N 20000 min1  n 30000 min1 YepHoBas
[mm] [mm] vf[mm/min.]  vf[mm/min.] vf[mm/min.] vf[mm/min.] Roughing

=

12,0 2 0,113 2260 3390 4520 6780
2d, z fz n 10000 min1  n 15000 min1  n 20000 min1 n 30000 min1 YepHoBas
[mm] [mm] vf[mm/min.]  vf[mm/min.]  vf[mm/min.] vf[mm/min.] Roughing

12,0 2 0,087 1740 2610 3480 5220

Mpumeuanne:

3TV pexXUMbl Pe3aHIA NPrBEAEHbI B KaYecTBe PEKOMEHA0BaHHbIX.

KOHKpeTHble pexKnMbl Pe3aHus 3aBUCAT OT MHOTVX GaKTOpPOB,

TaKMX KaK MOLLHOCTb 060PYA0BaHMs, CTabUAbHOCTb U fip.

PeXnMbl pe3aHuns MOTyT GbITb CKOPPEKTNPOBaHbI B 3aBUCUMOCTY OT 3TUX YC/IOBUIA.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.
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Pexxnmbl pesaHus
AFD 51823

D100-nokpbiTue ana 06paboTkm rpadpuTa
D100 coating for graphite machining

Cutting datas

2d, z fz

[mm] [mm]

aiv

n 10000 min1
vf [mm/min.]

n 15000 min1
vf [mm/min.]

n 20000 min1
vf [mm/min.]

n 30000 min1 YncroBasna
vf [mm/min.] é Finishing

12,0 2 0,128 2560 3840 5120 7680
@d, z fz n 10000 min1  n 15000 min1  n 20000 min1 n 30000 min1 Yucrosan
[mm] [mm] vf[mm/min.]  vf[mm/min.]  vf[mm/min.] vf[mm/min.]

12,0 2 0,128

2560

3840

5120

Finishing

7680
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MpumeuaHne:

3 p p g B KauecTe PEKOMEH/JOBaHHbIX.

KOHKpeTHble pexnMbl pe3aHus 3aBUCAT OT MHOTVX GpakTopoOB,

TaKuMX KaK MOLYHOCTb 060PYA0BaHMS, CTabUILHOCTb 1 fp.

PeXvMbl pe3aHnsa MOTyT GbITb CKOPPEKTNPOBAHbI B 3aBIUCUMOCTY OT 3TUX YC/IOBUIA.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.

Bce pasmepbl ykasaHbl B Mm / Dimensions in mm



Pexxumbl pesaHnsa Cutting datas
AFD 51823

DLC-nokpbiTue pna o6paboTKu antoMMHNEBDIX CNJIaBOB
DLC coating for aluminium alloys

2d, 4 Vc fz n vf
[mm] m/min. [mm] [U/min"] [mm/min.]

17000

10000

12,0 2 188 0,140 5000 1450

DLC-noKpbiTue anA o6paboTKn MeHbIX Cr1aBoB
DLC coating for copper alloys

@d, 4 Vc fz n vf
[mm] m/min. [mm] [U/min"] [mm/min.]

12,0 2 130 0,130 3500 900

Mpumeuanne:

3 p p g B KauecTe PEKOMEH/JOBaHHbIX.

KOHKpeTHbIe peXXnMbl Pe3aHUA 3aBUCAT OT MHOTVX GaKTOpOB,

TaKMX KaK MOLLHOCTb 060Py0BaHNA, CTaBUALHOCTb U AP.

PexuMbl pe3aHna MOryT GbiTb CKOPPEKTNPOBaHbI B 3aBUCUMOCTY OT 3TUX YCIOBUIA.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.

Bce pa3mepbl ykasaHbl B MM / Dimensions in mm
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Pexxnmbl pesaHus
AFD 51820

D100-nokpbiTue gnsa o6paboTkn rpadputa
D100 coating for graphite machining

Cutting datas

2d, z fz

[mm] [mm]

aiv

n 10000 min1
vf [mm/min.]

n 15000 min1
vf [mm/min.]

n 20000 min1

vf [mm/min.]

n 30000 min1 YepHoBan
vf [mm/min.] Q Roughing

12,0 2 0,113 2260 3390 4520 6780
2d, z fz n 10000 min1  n 15000 min1  n 20000 min1  n 30000 min1 YepHoBan
[mm] [mm] vf[mm/min.]  vf[mm/min.]  vf[mm/min.] vf[mm/min.]

12,0 2 0,087

1740

2610

3480

Roughing

5220

132 ArNO® -Werkzeuge | CneumnanbHble LieHbl

MpumeuaHue:

3mp p npuBes B KauecTBe PeKOMEH/0BaHHbIX.

KoHKpeTHble pexnMbl pe3aHus 3aBuUCAT OT MHOTX GpakTopoB,

TaKuMX KaK MOLYHOCTb 060PYA0BaHMs, CTabUILHOCTb 1 fp.

PexuMbl pe3aHuns MOryT GbITb CKOPPEKTNPOBAHbI B 3aBIUCUMOCTY OT 3TUX YC/IOBUIA.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.

Bce pa3mepbl yKkasaHbl B MM / Dimensions in mm



Pexxumbl pesaHna Cutting datas
AFD 51820

D100-nokpbiTue gnsa o6paboTkn rpadputa
D100 coating for graphite machining

2d, 4 fz n 10000 min1  n 15000 min1 n 20000 min1T  n 30000 min1
[mm] [mm] vf[mm/min.]  vf[mm/min.] vf[mm/min.] vf[mm/min.]

12,0 2 0,128 2560 3840 5120 7680
@d, 4 fz n 10000 min1  n 15000 min1T  n 20000 min1T n 30000 min1
[mm] [mm] vf[mm/min.]  vf[mm/min.]  vf[mm/min] vf[mm/min.]

12,0 2 0,128 2560 3840 5120 7680

Mpumeuanne:

3TV peXUMbI Pe3aHIA NPUBEAEHbI B KaYeCTBE PEKOMEHA0BaHHbIX.

KOHKpeTHble pexnMbl Pe3aHus 3aBUCAT OT MHOTVX GaKTOpPOB,

TaKMX KaK MOLLHOCTb 060PYA0BaHMs, CTabUALHOCTb U fiP.

PeXvMbl pe3aHuns MOTyT GbiTb CKOPPEKTNPOBaHbI B 3aBUCUMOCTY OT 3TUX YCTIOBUIA.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.

Bce pasmepbl ykasaHbl B MM / Dimensions in mm

YucroBas
Finishing

————

=

YucroBas
Finishing
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Pexxnmbl pesaHus
AFD 51820

Cutting datas

DLC-nokpbiTue ana 06paboTKM anioMMHUEBBIX CMJIABOB

DLC coating for aluminium alloys

2d, 4 Vc
[mm] m/min.

aiv

[mm]

n
[U/min"]

17000

10000

vf
[mm/min.]

12,0 2 188 0,140 5000 1450
DLC-nokpbiTe ansa o6paboTkn MmegHbIX CNaBoB
DLC coating for copper alloys
@d, z Vc fz n vf
[mm] m/min. [mm] [U/min"] [mm/min.]

3,0 2 15 0,032 12500 800
50 2 120 0,055 7600 850

12,0 2 130

0,130

3500

900
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MNpumeuanne:

OTU peXKnMbl pe3aHnA NprUBeeHbl B KaUeCcTBe PeKOMEHA0BaHHbIX.

KoHKpeTHble peXknMbl pe3aHuA 3aBUCAT OT MHOTMX GpaKTOpPOB,

TaKnx Kak MOLHOCTb 060pyi0BaHUA, CTaBUIBLHOCTL U AP.

PexuMbl pe3aHua MoryT GbiTb CKOPPEKTUPOBaHbI B 3aBUCUMOCTM OT 3TVX YC/IOBWIA.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.

Bce pasmepbl ykasaHbl B MM / Dimensions in mm



Pexxumbl pesaHna Cutting datas
AFD 54030

D100-nokpbiTue pna o06paboTku rpadpuTa
D100 coating for graphite machining

2d, z fz n 10000 min1  n 15000 min1  n 20000 min1  n 30000 min1 ‘IepHOBaﬂ
[mm] [mm] vf[mm/min.]  vf[mm/min.] vf[mm/min.] vf[mm/min.] ROUg hlng

12,0 3 0,141 4230 6345 8460 12690
ad, z fz n 10000 min1  n 15000 min1 N 20000 min1 n 30000 min1 YepHoBan
[mm] [mm] vf[mm/min.]  vf[mm/min.]  vf[mm/min.] vf[mm/min.] Roughing

12,0 3 0,109 3270 4905 6540 9810

Mpumeuanne:

3TV pexxUMbl Pe3aHIA NPrBeAeHb! B KaYecTBe PEKOMEHA0BaHHbIX.

KOHKpeTHble pexMbl Pe3aHus 3aBUCAT OT MHOTVX GaKTOpPOB,

TaKMX KaK MOLLHOCTb 060PYA0BaHMs, CTabUABHOCTb 1 fip.

PeXnMbl pe3aHuns MOTyT GbITb CKOPPEKTNPOBaHbI B 3aBUCUMOCTY OT 3TUX YC/IOBUIA.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.
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Pexxnmbl pesaHus
AFD 54030

Cutting datas

D100-nokpbiTue ana 06paboTkm rpadpuTa
D100 coating for graphite machining

2d, z fz
[mm] [mm]

aiv

n 10000 min1
vf [mm/min.]

n 15000 min1
vf [mm/min.]

n 20000 min1
vf [mm/min.]

n 30000 min1 YncroBasna
Vi [mm/min.] g Finishing

12,0 3 0,160 4800 7200 9600 14400
ad, z fz n 10000 min1  n 15000 min1  n 20000 min1  n 30000 min1 YuncroBan
[mm] [mm] vf[mm/min.]  vf[mm/min.]  vf[mm/min.] vf[mm/min.]

12,0 3 0,160

4800

7200

9600

Finishing

14400
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MpumeuaHne:

3 p p g B KauecTe PEKOMEH/JOBaHHbIX.

KOHKpeTHble pexnMbl pe3aHus 3aBUCAT OT MHOTVX GpakTopoOB,

TaKuMX KaK MOLYHOCTb 060PYA0BaHMS, CTabUILHOCTb 1 fp.

PeXvMbl pe3aHnsa MOTyT GbITb CKOPPEKTNPOBAHbI B 3aBIUCUMOCTY OT 3TUX YC/IOBUIA.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.

Bce pasmepbl ykasaHbl B Mm / Dimensions in mm



Pexxumbl pesaHuna Cutting datas
AFD 54030

DLC-nokpbiTue pna o6paboTKu antoMMHNEBDIX CNJIaBOB
DLC coating for aluminium alloys

2d, 4 Vc fz n vf
[mm] m/min. [mm] [U/min"] [mm/min.]

12,0 3 190 0,110 5000 1700

DLC-noKpbiTue anA o6paboTKn MeHbIX Cr1aBoB
DLC coating for copper alloys

@d, 4 Vc fz n vf
[mm] m/min. [mm] [U/min"] [mm/min.]

12,0 3 75 0,080 2000 510

MpumeuaHue:

Smp p npi B KaueCTBe PEKOMEH/OBaHHbIX.

KoHKpeTHble pexnMbl pe3aHus 3aBUCAT OT MHOTX GpakTopoOB,

TaKmMX KaK MOLYHOCTb 060PYA0BaHMs, CTabUILHOCTb 1 fip.

PexuMbl pe3aHia MOTYT GbiTb CKOPPEKTUPOBaHbI B 3aBUCUMOCTH OT STUX YCIOBUI.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.
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aiv

138

Pexxnmbl pesaHus
AFD 54031

Cutting datas

D100-nokpbiTue pna o06paboTkum rpadpuTa
D100 coating for graphite machining

2d, z fz
[mm] [mm]

n 10000 min1
vf [mm/min.]

n 15000 min1
vf [mm/min.]

n 20000 min1
vf [mm/min.]

n 30000 min1 YepHoBas

vf [mm/min.]

Roughing

12,0 3 0,113 3390 5085 6780 10170
@d, 4 fz n 10000 minT  n 15000 min1  n 20000 min1
[mm] [mm] vf[mm/min.]  vf[mm/min.]  vf[mm/min.]

12,0 3 0,128

3840

5760

7680

130000 min1 YucroBsas
vf [mm/min.] Flnlshlng

1520

ARNO " -Werkzeuge | CneumanbHble LieHbl

Mpumeuanne:

S p p npuBes; B KauecTBe PeKOMEH/J0BaHHbIX.

KOHKpeTHble pexnMbl pe3aHus 3aBUCAT OT MHOTVX GpakTopoB,

TaKuMX KaK MOLHOCTb 060PYA0BaHMS, CTabUILHOCTb 1 fp.

PeXnMbl pe3aHunsa MOryT GbITb CKOPPEKTNPOBAHbI B 3aBUCUMOCTY OT 3TUX YC/IOBUI.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.

Bce pa3mepbl ykasaHbl B Mm / Dimensions in mm



Pexxumbl pesaHna Cutting datas
AFD 54031

D100-nokpbiTue ana o06paboTku rpadpuTa
D100 coating for graphite machining

@d, z fz n 10000 min1  n 15000 min1  n 20000 min1 n 30000 min1 Yucrosan
[mm] [mm] vf[mm/min.]  vf[mm/min.] vf[mm/min.] vf[mm/min.] Q Flnlshlng

12,0 3 0,128 3840 5760 7680 1520

Mpumeuanne:

3TV peXUMbI Pe3aHIA NPUBEAEHbI B KaYeCTBE PEKOMEHA0BaHHbIX.

KOHKpeTHble pexnMbl Pe3aHus 3aBUCAT OT MHOTVX GaKTOpPOB,

TaKMX KaK MOLLHOCTb 060PYA0BaHMs, CTabUALHOCTb U fiP.

PeXvMbl pe3aHuns MOTyT GbiTb CKOPPEKTNPOBaHbI B 3aBUCUMOCTY OT 3TUX YCTIOBUIA.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.
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Pexxnmbl pesaHus
AFD 54031

Cutting datas

DLC-nokpbiTue ana 06paboTKM anioMMHUEBBIX CMJIABOB

DLC coating for aluminium alloys

2d, 4 Vc
[mm] m/min.

aiv

[mm]

n
[U/min"]

vf
[mm/min.]

12,0 3 190 0,110 5000 1700
DLC-nokpbiTue gna 06paboTku meaHbIX Cr1aBoB
DLC coating for copper alloys
@d, z Vc fz n vf
[mm] m/min. [mm] [U/min"] [mm/min.]

12,0 3 75

0,080

2000

510
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MNpumeuanne:

OTU peXKnMbl pe3aHnA NprUBeeHbl B KaUeCcTBe PeKOMEHA0BaHHbIX.

KoHKpeTHble peXknMbl pe3aHuA 3aBUCAT OT MHOTMX GpaKTOpPOB,

TaKnx Kak MOLHOCTb 060pyi0BaHUA, CTaBUIBLHOCTL U AP.

PexuMbl pe3aHua MoryT GbiTb CKOPPEKTUPOBaHbI B 3aBUCUMOCTM OT 3TVX YC/IOBWIA.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.

Bce pasmepbl ykasaHbl B MM / Dimensions in mm



Pexxumbl pesaHna Cutting datas
AFD 51830

D100-nokpbiTue pna o06paboTku rpadpuTa
D100 coating for graphite machining

2d, 4 fz n 10000 min1  n 15000 minT  n 20000 min1 n 30000 min1
[mm] [mm] vf[mm/min.]  vf[mm/min.] vf[mm/min.] vf[mm/min.]

12,0 3 0,113 3390 5085 6780 10170
@d, 4 fz n 10000 min1  n 15000 min1T  n 20000 min1 n 30000 min1
[mm] [mm] vf[mm/min.]  vf[mm/min.]  vf[mm/min] vf[mm/min.]

12,0 3 0,087 2610 3915 5220 7830

Mpumeuanne:

3TV pexxUMbl Pe3aHIA NPrBeAeHb! B KaYecTBe PEKOMEHA0BaHHbIX.

KOHKpeTHble pexMbl Pe3aHus 3aBUCAT OT MHOTVX GaKTOpPOB,

TaKMX KaK MOLLHOCTb 060PYA0BaHMs, CTabUABHOCTb 1 fip.

PeXnMbl pe3aHuns MOTyT GbITb CKOPPEKTNPOBaHbI B 3aBUCUMOCTY OT 3TUX YC/IOBUIA.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.

Bce pasmepbl ykasaHbl B Mm / Dimensions in mm

YepHoBas
Roughing

=

YepHoBan
Roughing
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Pexxnmbl pesaHus
AFD 51830

D100-nokpbiTue gna o6paboTkm rpadpuTa
D100 coating for graphite machining

Cutting datas

24, z fz
[mm] [mm]

aiv

n 10000 min1
vf [mm/min.]

n 15000 min1
vf [mm/min.]

n 20000 min1
vf [mm/min.]

n 30000 min1 YncroBasna
vt imnimin U Finishing

12,0 3 0,128 3840 5760 7680 11520
ad, z fz n 10000 min1  n 15000 min1  n 20000 min1  n 30000 min1 YuncroBan
[mm] [mm] vf[mm/min.]  vf[mm/min.]  vf[mm/min.] vf[mm/min.] FlnlShlng

12,0 3 0,128

3840

5760

7680

11520
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Mpumeyanue:

dmp p npuses B KauecTBe peKOMEeH/[JOBaHHbIX.

KOHKpeTHble peXKnMbl pe3aHnA 3aBUCAT OT MHOTUX GaKTOpOB,

TaKIX KaK MOLHOCTb 060PY/I0BaHMA, CTabUIBbHOCTb U Ap.

PexunMbl pe3aHnsa MoryT GbiTb CKOPPEKTNPOBaHbI B 3aBUICUMOCTY OT STUX YCOBNIA.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.

Bce pasmepbl ykaszaHbl B MM / Dimensions in mm



Pexxumbl pesaHua Cutting datas
AFD 51830

DLC-nokpbITve AnA 06paboTKn anioM1HMEBbIX CMIaBOB
DLC coating for aluminium alloys

2d, 4 Vc fz n vf
[mm] m/min. [mm] [U/min"] [mm/min.]
17000
10000

12,0 3 188 0,140 5000 1450

DLC-nokpbiTue ana o6paboTky MegHbIX CNIaBoB
DLC coating for copper alloys

@d, 4 Vc fz n vf
[mm] m/min. [mm] [U/min"] [mm/min.]

3,0 3 15 0,032 12500 800
50 3 120 0,055 7600 850

7,0 3 125 0,080 5700 900
9,0 3 130 0,100 4600 900

12,0 3 130 0,130 3500 900

MpumeuaHne:

3 p p npuBes B KauecTBe PeKOMEH/JOBaHHbIX.

KOHKpeTHbIe peXnMbl pe3aHus 3aBUCAT OT MHOTVX GpakTOpOB,

TaKu1X Kak MOLYHOCTb 060PYA0BaHUSA, CTabUILHOCTL U Aip.

PexuMbl pe3aHna MOTyT GbiTb CKOPPEKTVPOBaHbI B 3aBUCUMOCTY OT STUX YC/IOBUIA.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.
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Pexxumbl pesaHna Cutting datas
AFD 50740

D100-nokpbiTue pna o06paboTkum rpadpuTa
D100 coating for graphite machining

ad, z fz n 10000 min1  n 15000 min1  n 20000 min1 n 30000 min1 YepHoBan
[mm] [mm] vf[mm/min.]  vf[mm/min.] vf[mm/min.] vf[mm/min.] ROUg hlng

ﬁ 12,0 4 0,113 4520 6780 9040 13560

O
ad, z fz n 10000 min1  n 15000 min1  n 20000 min1  n 30000 min1 ‘-IepHOBaﬂ
[mm] [mm] vf[mm/min.]  vf[mm/min.]  vf[mm/min] vf[mm/min.] Roughing

12,0 4 0,087 3480 5220 6960 10440

MpumeuaHne:

3 p p g B KauecTe PEKOMEH/JOBaHHbIX.

KOHKpeTHble pexnMbl pe3aHus 3aBUCAT OT MHOTVX GpakTopoOB,

TaKuMX KaK MOLYHOCTb 060PYA0BaHMS, CTabUILHOCTb 1 fp.

PeXvMbl pe3aHnsa MOTyT GbITb CKOPPEKTNPOBAHbI B 3aBIUCUMOCTY OT 3TUX YC/IOBUIA.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.
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Pexxumbl pesaHna Cutting datas
AFD 50740

D100-nokpbiTue ana o06paboTku rpadpuTa
D100 coating for graphite machining

2d, 4 fz n 10000 min1  n 15000 minT  n 20000 min1T  n 30000 min1
[mm] [mm] vf[mm/min.]  vf[mm/min.] vf[mm/min.] vf[mm/min.]

12,0 4 0,160 6400 9600 12800 19200
2d, 4 fz n 10000 min1  n 15000 min1T  n 20000 min1 n 30000 min1
[mm] [mm] vf[mm/min.]  vf[mm/min.]  vf[mm/min] vf[mm/min.]

12,0 4 0,160 6400 9600 12800 19200

MNpumeuanne:

TV peXKnMbl pe3aHnA NpuUBeeHbl B KaUeCTBe PEKOMEHA0BAHHbIX.

KoHKpeTHble peXknMbl pe3aHusA 3aBUCAT OT MHOTMX GaKTOpPOB,

TaKMX Kak MOLHOCTb 060PY/j0BaHMA, CTabUNbHOCTb 1 Ap.

PexuMbl pe3aHna MoryT GbiTb CKOPPEKTNPOBaHbI B 3aBUICUMOCTY OT STUX YCOBWIA.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.

Bce pasmepbl ykaszaHbl B MM / Dimensions in mm

YucroBas
B Finishing

Yuncrosas
Finishing
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aiv

Pexxnmbl pesaHus
AFD 50740

Cutting datas

DLC-nokpbiTue ana 06paboTKM anioMMHUEBBIX CMJIABOB

DLC coating for aluminium alloys

2d, 4 Vc
[mm] m/min.

fz
[mm]

n
[U/min"]

vf
[mm/min.]

12,0 4 190 0,112 5000 2250
DLC-nokpbiTue gna 06paboTku meaHbIX Cr1aBoB
DLC coating for copper alloys
2d, z Vc fz n vf
[mm] m/min. [mm] [U/min"] [mm/min.]

12,0 4 75

0,085

2000

680
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Mpumeuanne:

3TV peXUMbl pe3aHIA NprBeaeHbl B KaYecTBe PeKOMEHA0BaHHbIX.

KOHKpeTHbIe peXnMbl Pe3aHus 3aBUCAT OT MHOTVIX GpakTopoB,

TaKuX Kak MOLHOCTb 060PYA0BaHUSA, CTabUILHOCTb 1 Aip.

PeXnMbl pe3aHnsa MOryT GbiTb CKOPPEKTUPOBaHbI B 3aBUCUMOCTY OT STUX YCTIOBHIA.

Attention:

These cutting data are recommendations only.

Customer specific circumstances such as machine power,
stability, tool overhang etc. are not taken into consideration.

Bce pasmepbl ykasaHbl B Mm / Dimensions in mm



UCMNOJIHEHUE AFG
WERKZEUGE Design AFG

We have a passion for precision.

OnTmanbHoe peweHne ana o6paboTkm ctanu
N 3aKasIEHHOW CTanu.

Excellent for machining steel and hardened steel.

MNpeaHa3sHayeHbl ansa 06paboTKM NerMpoBaHHON 1
HenernpoBaHHOW CTanun, a Takxke ana 06paboTkn
3aKanéHHom ctanu ¢ TBepaoctbto 4o 50 HRC

N APYrnx MaTepranos NOBbILWEHHOW TBEPAOCTN.
MNoaxopAat pna obpaboTkm 6e3
ncnonb3oBaHma COX.

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.
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KoHueBble MOHONINTHDbIE
TBeppocn/iaBHble ¢pe3b|

2 3y6a, KopoTKune

s~

AFG50120-...

XBocToBuK / Shank | |
DIN 6535HA A 1

AFG50120-050
AFG50120-080

AFG50120-120

AFG50120-160

AFG50120-200 20,0 20 38 105

AFG50120-250 25,0 25 45 120 ‘

Aonycx / Tolerance

‘ XBocToBuK / Shank

ARNO'- Werkzeuge | CneyuanbHble LeHbl

Solid carbide-End mill

2 flutes, short design

1 )
[
Crp. Page
164-173
_ 2 ) 30° ) HA
. [ Menko- )
TIAI N 3EPHUCTDI
Ultra micro
, granulation
. AN V J

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

Bce pasmepbl ykasaHbl B MM / Dimensions in mm



KoHueBble MOHOINTHDbIE Solid carbide-End mill
TBeppocn/iaBHble ¢pe3b| 2 flutes, long design

2 3y6a, ANVHHbIE
'S
-
L 2 ) L 30° ) HA ™
( . R rMenKo- N
TIAIN | | gponcs
V granulation
AN

AFG50121-...

Crp. Page
l 164-173

XBocToBuK / Shank d | | _
DIN 6535HA A 1 |

AFG50121-030
AFG50121-050
AFG50121-080
AFG50121-120

AFG50121-160

AFG50121-200 20,0 20 55 10

‘ Honyck / Tolerance ‘

‘ XBocToBuK / Shank hé ‘

@ = OcHosHoe npumeHeHue / Main application
O = Jlonyctmoe npumeHeHne / Suitable
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KoHueBble MOHONUTHbIE Solid carbide Ball-nose milling cutter
TBeppocn/iaBHble ¢pe3b| 2 flutes, long design

2 3y6a, ANNHHbIE

( ] \
[
Crp. Page
- ™ J . 164-173
» l
- 2 ) 30°) HA ‘\ )
( . ) [ Menko- )
3ePHUCTbIN
TIAI N UItF;a micro
granulation
v v

>

al  AFG50321-...

XBocToBuK / Shank d d | |
DIN 6535HA A 1

AFG50321-050
AFG50321-080

AFG50321-120

AFG50321-160

AFG50321-200 20,0 20 38 160

‘ Honyck / Tolerance ‘

‘ XBocToBuK / Shank hé ‘

@ = OcHoBHoe npumeHeHue / Main application
O = [lonycTtmoe npumeHeHne / Suitable
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MoHonuTHblie ¢ppe3bl co chepuueckum koHuom  Solid carbide Ball-nose milling cutter

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

AFG50322-...

Crp.Page
164-173

. [ Menko-
3EPHUCTbIN
TIAI N Ultea micro
granulation

vV v

XBocToBukK / Shank
DIN 6535HA A

- 5,0 8 70 10 12 61 110 2,5
6,0 8 8,0 12 15 53 110 3,0
8,0 10 10,0 14 17 55 120 4,0
10,0 12 12,0 18 21 59 130 5,0

1
AFG50322-050B 1°30°

AFG50322-060B °30°

1
AFG50322-080B 1°30
AFG50322-100B 1°30°

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

Honyck / Tolerance

Papnyc / Radius +0,01

@ = OcHoBHoe npuMeHeHue / Main application
O = [lonycTmoe npumeHeHne / Suitable
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MoHonuTHble ¢ppe3bl co chepuueckum koHuom  Solid carbide Ball-nose milling cutter

2 3y6a, ANViHHble (818 06paboTKM Na3os) 2 flutes, long design (Slotting)

Crp. Page
i i l 164-173
30° HA

Menko-

3EPHUCTDI
Ultra micro
granulation

D4V

AFG52021-...

!

4 4 0,37 0,6 2 45
,5 4 045 0,7 2 45
,5 4 0,45 0,7 6 45
,6 4 0,55 0,9 2 45
,6 4 0,55 0,9 6 35
,6 4 0,55 0,9 8 45
,8 4 0,75 1,2 4 45
,8 4 0,75 1,2 8 45
0 4 0,95 1,5 3 45
0 4 0,95 15 5 45
0 4 0,95 1,5 9 45
0 4 0,95 1,5 12 45
0 4 0,95 1,5 16 50
2 4 1,15 18 8 45
A 4 1,35 21 8 45
4 4 1,35 21 16 50
5 4 1,45 2,3 8 45
5 4 1,45 23 12 45
5 4 1,45 23 20 55
6 4 1,55 24 12 45
6 4 1,55 2,4 20 55

XBocToBuK / Shank
DIN 6535HA d d d, L L !
AFG52021-004B 0,

1

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

@ = OcHoBHoe npumeHeHue / Main application
O = [lonycTmoe npumeHeHne / Suitable
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MoHonuTHble ¢ppe3bl co chepuueckum KoHuom  Solid carbide Ball-nose milling cutter

2 3y6a, ANViHHble (a1 06paboTKM Na3os) 2 flutes, long design (Slotting)

AFG52021-...

XBocToBuK / Shank
DIN 6535HA A 3 1 2

AFG52021-060D 6,0 6 5,85 9,0 50 110

Donyck / Tolerance

Papunyc / Radius +0,01

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

Bce pasmepbi ykasaHbl B MM / Dimensions in mm ARNO™- Werkzeuge | Cneuwaanble LieHbl 1 53



MoHonuTHble ¢ppe3bl co chepuueckum koHuom  Solid carbide Ball-nose milling cutter

2 3y6a, ANVHHbIE 2 flutes, long design

[
Crp.Page
; , l164— 173
_ 30°) HA
[ Menko- )
3EPHUCTDI
Ultra micro
granulation
. AN J

AFG51621-...

da
XBocToBuK / Shank ﬁ

DIN 6535HA

AFG51621-040 4,0 6 33 3,1 30 80

AFG51621-060

AFG51621-100

‘ Honyck / Tolerance

‘ Papuyc / Radius

@ = OcHoBHoe npumeHeHue / Main application
O = fonyctumoe npumererue / Suitable

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



KoHueBble MOHOINTHDbIE Solid carbide-End mill
TBeppocn/iaBHble ¢pe3b| 4 flutes, with corner radius

4 3y6a, C pafMycom npu BepLUnHe

=

b 4 30° HA

o Menko-
TIAI N 3ePHUCTbIN
Ultra micro
granulation

X v

R

AFG50745-...R...

Crp. Page
164-173

XBocToBukK / Shank d | | |
DIN 6535HA A

AFG50745-025R0,25 2,5 6 24 3,0 6 50 0,25
AFG50745-035R0,35 3,5 6 3.2 4,5 8 50 0,35

AFG50745-050R0,5

AFG50745-080R0,8 8,0 8 74 10,0 18 60 08
AFG50745-120R1,2 12,0 12 1,4 15,0 30 80 12

‘ Honyck / Tolerance

‘ Papunyc / Radius +0,01

@ = OcHoBHoe npumeHeHue / Main application
O = flonyctumoe npumeretne / Suitable
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KoHueBble MOHONINTHDbIE
TBeppocn/iaBHble ¢pe3b|

4 3y6a, KOPOTKME f

AFG50140-...

XBocToBuK / Shank
DIN 6535HA A 1

AFG50140-050

AFG50140-080

AFG50140-120

AFG50140-160

AFG50140-200 20,0 20 38 105

AFG50140-250 25,0 25 45 120 ‘

ﬂonyCK/ToIerance

‘ XBocToBuK / Shank
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Solid carbide-End mill

4 flutes, short design

L )
[
Crp. Page
~ 164-173
_ E 4 ) 30° ) HA Y,
. [ Menko- )
TIAI N 3ePHUCTBI
Ultra micro
, granulation
. AN J

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

Bce pasmepbl ykasaHbl B MM / Dimensions in mm



KoHueBble MOHONUTHbIE TBepaocnnaBHble ¢ppesbl Solid carbide-End mill

4 3y6a, [AIVIHHbIE C PaAMYCOM NPV BepLUMHE 4 flutes, long design, with corner radius

[ J
Crp. Page
l164—173
T4 ) 30° HA
(- . Menko-
TIAI N 3ePHUCTbI
Ultra micro
granulation
N v
R J

AFG50741-...R...

XBocToBukK / Shank | |
DIN 6535HA A 1

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

Honyck / Tolerance

Papunyc / Radius +0,01

@ = OcHosHoe npumeHenue / Main application
O = Jlonyctmoe npumeHeHne / Suitable

Bce pasmepbl yKasaHbl 8 MM / Dimensions in mm ARNO'- Werkzeuge | CneyuanbHble LieHbl 157



KoHueBble MOHONINTHDbIE
TBeppocn/iaBHble ¢pe3b|

4 3y6a, ANViHHbIe

>

AFG50141-...

XBocToBuK / Shank d d
DIN 6535HA A 1

AFG50141-030
AFG50141-050
AFG50141-080

AFG50141-120

AFG50141-160

AFG50141-200 20,0 20 55 110

‘ Honyck / Tolerance ‘

‘ XBocToBuK / Shank hé ‘
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Solid carbide-End mill

4 flutes, long design

B )
[
L Crp. Page
l164—173
_ B4 ) 30° ) HA
( . ) [ Menko- )
3EPHUCTDIN
TIAI N Ultea micro
granulation
. AN J

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

Bce pa3mepbl ykaszaHbl B MM / Dimensions in mm



KoHueBble MOHONINTHDbIE

TBepAaocrn/iaBHble ¢pe3b| 4 - 8 flutes, long design

4 - 8 3ybbeB, ANMHHbIE

Solid carbide-End mill

N [ )
[
Crp. Page
l164—173
48 ) | 45° ) HA
[ Menko- )
3ePHUCTBI
Ultra micro
granulation
AN J

)
-
( )
TIAIN
v

AFG502.0-...

XBocToBukK / Shank d | |
DIN 6535HA A 1

AFG50260-100 10,0 10 2 72 6
AFGS0260120 20 2268 6

AFG50260-140 14,0 14 26 83 6

AFG50280-180 180 18 32 92 8
AFGS0280200 200 20 38 4 8
| AFG50280-250 25,0 25 44 104 8

‘ [Llonyck / Tolerance ‘

‘ XBocToBuK / Shank hé

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

Bce pasmepbl ykasaHbl B MM / Dimensions in mm

ARNO'- Werkzeuge | CneuwanbHble LeHbI

159



KoHueBble MOHONINTHDbIE Solid carbide-End mill
TBeppocn/iaBHble ¢pe3b| 6 flutes, long design, with corner radius

6 3y6beB, ANNHHbIE, C paanyCcom Npu BepLUnHe

Crp. Page
l 164-173

_ £ 6 ) U 45° ) HA )

(- o I A Menko- R
3ePHUCTBIN

TIA N Ult’:a micro

granulation
N v

& RJ L J J

AFG50861-...R...

XBocToBuK / Shank
DIN 6535HA A 1

AFG50861-080R0,5 8,0 8 19 920 0,5
AFG50861-100R1,0 10,0 10 22 100 1,0

AFG50861-120R1,0

AFG50861-160R1,5

AFG50861-200R1,5 20,0 20 38 140 1,5

Aonycx / Tolerance
‘ Papuyc/ Radius +0,01

@ = OcHoBHoe npumeHetye / Main application
O = lonyctmoe npumeHeHne / Suitable
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KoHueBble MOHONINTHDbIE
TBepAaocrn/iaBHble ¢pe3b|

6 3yObeB, CBEPXANVHHbIE

AFG50262-...

XBocToBukK / Shank d d | |
DIN 6535HA A 1

| AFG50262-120 12,0 m
AFG50262-200 200 1“0

‘ [Lonyck / Tolerance

‘ XBocToBUK / Shank

@ = OcHosHoe npumeHeHme / Main application
O = Jlonyctmoe npumeHeHne / Suitable

Bce pasmepbl ykasaHbl B Mm / Dimensions in mm

Solid carbide-End mill

6 flutes, extra long design

0 )
[
Crp. Page
B l164— 173
g 6 g 45° ) HA
. Menko-
TIAI N 3EPHUCTDIN
Ultra micro
, granulation

k“)
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KoHueBble MOHONIMTHbIE TBepAOCNIaBHble Solid carbide-Roughing milling cutter
YyepHoBble (I)pEBbI 3 - 5 flutes, short design
3 - 5 3y6beB, KOPOTKME

Crp. Page
164-173

HB )

Menko- R
3epPHUCTbIN
Ultra micro
granulation

‘ J

A AFG606.0-...

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

AFG60630-080 8,0 8 9 58 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

fonyck / Tolerance DvnanasoH gnametpos / Diameter range (mm)
(pm) >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 = Ponyctmoe nprmeHeHme / Suitable

162 ArRNO™- Werkzeuge | CneumanbHble LieHbl Bce pasmepbl yKasaHbl 8 MM / Dimensions in mm



KoHLueBble MOHONMTHbIE TBEPAOCM/IaBHbIEe Solid carbide-Roughing milling cutter
YyepHoBble (I)pEBbI 3 - 5 flutes, long design

3 - 5 3y6beB, A/INHHbIE
[
Crp. Page
l164—173
35 ) L 20° HB ) P,
N (- . A Menko- A
TIAI N 3ePHUCTbIN
Ultra micro
granulation
MenKmm/ﬁne/ \_ ~ “ )

AFG606.1-...

XBocToBMK / Shank d d, | | ]
DIN 6535HB h10 h6 1

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

[Llonyck / Tolerance Anana3oH gnametpos / Diameter range (mm)

(pm) >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 = Ponyctmoe npumeHeHne / Suitable
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Pexxnmbl pesaHusa gna TBepaocnnaBHbIX ¢ppes

VcnonHeHne AFG

H

TeéppocTtb

[N/mm?]

ABTOMaTHbIE CTanN

3aKaneHHble flerpoBaHHble CTanu
Tepmoo6pa6GoTaHHble HenlerrpoBaHHble cTanu
TepmoobpaGoTaHHble nernpoBaHHbie cTanmn
A30TNpOBaHHble CTanm

MopwunnHuKoBbIe cTann

MHcTpymeHTanbHble GbicTpopeXxyLme ctanu
MHcTpyMeHTanbHble ropAYellTamMmnoBble cTanu
HeprkaBelowwas ctanb pepputHas

HepxaBetowas ctanb GeppuTHas/mapTeHCMTHas
HepiaBetolwan cTanb aycTeHUTHanA

Cepblii UyryH 100-350
BblCOKONPOYHbIN YyryH 300-500
Benbiin uyryH 350-450
YepHblii 3aKaneHHbI YyryH 350-450
ANOMUHNIA (HenernpoBaHHbIN N HU3KONErMPOBaHHbIN) < 350
AntomunHmnesbie cnnasbl 0,5-10% Si <400
AnomuHueBble cnnasbl >15% Si <400
Cnnasbl Megn <700
CneunanbHbie cnnasbl Mean <300HB

NatyHb, 6poH3a 1 KpacHas 6poH3a, 06pasyloLne KOPOTKYIO CTPYXKY < 600

TepmonnacTukm

Mnactukm, copepxawme ¢pnbpy
padur

Monn6aeH n monnbaeHoBbIE CNaBbl
HukeneBbie cnnaebl

CnnaBbl HUKeNA 1 Xpoma

CnnaBbl HUKeNA 1 KobGanbTa
»KaponpouHble cnnasbi

TutaHoBbIe cnnaBbl

3aKanéHHble cTanu < 45HRC

56-60 HRC

65-70 HRC

LISt YepHoBas 06pa6oTka n o6paboTka nasos

Ko3pduumeHT
[x fz]

0O6paboTka KOHTYpa 1 nepudpepun

AITiN

v, [m/min]

| jwewso ||| jao0 |
| Jee0 || | Jwo0 |
| 00 || | Jwoowo |
| Jeos0 || | oo |
| s | | Jwoowo |
| 00 | | | Jwoowo |
| Jeeso || | aeso ||
| eo0 | | emo |
| se0 || | ssw0 | |
| w0 ||| Jes0 ||
| Jeos0 | | | e |
! | [ ]| |
. | | | |
[ | | | |
(| | |
1 ! | | | [
(| | |
(| | |
(| | |
[ | | | |
[ | | | |
[ | | | |
L [ | | | |
L (| | | |
! | | | | |
(| | | |
[ | | | |
[ | | | |
. f{ | | | |
L [ | | | |
| wse || oo [
I 2 R R S N

TiAIN

V, [m/min]

TiCN

V_[m/min]

Tia70
v, [m/min]

AITiN

V, [m/min]

TiAIN

V_[m/min]

TiCN

v, [m/min]

Tia70
v, [m/min]
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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 steel

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 alloys

Special copper alloys

Short-chipping brass, bronze, red bronze

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

H

Strength  Correction

[N/mm?]

100-350

300-500

350-450

350-450

<400

<700

<300HB

<600

<45HRC

56-60 HRC

65-70 HRC

factor [x f |

0,7

11

Roughing and full slot milling | Peripheral- and contour milling

AITiN TiAIN TiICN  Tia70 | AITIN TiAIN TiCN  Tia70

V.m/minl V. [/minl V. vminl  V_/min |V m/minl Vo m/minl V_[m/min] V., [m/min]

| jwewso || | Jao0 |
[ o0 || | Jwo20 |
| e || | Jwewo |
| s | | | o0 |
| s | | oo |
| Je00 | | | Jwoowo |
| Jeeso || | aeso ||
| eo0 | | emo |
| se0 || | ssw0 | |
A T Y N I A
| Jes0 | | | e |
! | [ | |
L | | | |
L [ | | | |
L | | | |
1 | | | [
(| | |
(| | |
(| | |
[ | | | |
L (| | | |
L (| | | |
[ | | | |
(| | | |
1 ! | | | | [
(| | | |
(| | |
(| | |
L (| | | |
[ | | | |
| wse || w0 [
AN 2 Y R S R

The datas given are only approximate values. It can be necessary to adjust these datas to the individual machining operation.
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Pexxnmbl pesaHuna Cutting datas
Ncnonnenve AFG Design AFG

B cooTBeTCTBMM C NpMBEAEHHBIMM TabNMLLAMKN BeNNYMHA NOAAYYN AOSIKHA 6bITb CKOPPEKTMPOBAaHA B 3aBUCUMOCTH OT 06pabaTbiBaeMoro
maTepuana 1 B COOTBETCTBUM C NONpaBoyHbIM Koadduumentom 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 ncnonb3osaHum ¢pesbl riameTpom 6 MMm:
An example using a cutter with @ 6 mm is detailed:

Tabnuua pexxumoB pe3aHus / Vc-table

D4V

TBéppocTb Kf TiAIN
I1SO Matepuan / Material Strength xf ] V.

[N/mm? - HB] Z [m/min]
OCHOBHble KOHCTPYKUMOHHbIE CTall g\ 12 100- 150
General construction steel
I;;Log/ﬂ;t;estcg;nw <800 N/mm 2 12 100 - 150 Tabnuua Bbi6opa nopau /f-table
3aKanéHHble HenernpoBaHHble cTann <800 N/mm 12 100- 150 .
Case hardened steel, non alloyed MonpaBoyHbli KO3PPULMEHT /
3aKanéHHble fiernpoBaHHble cTanu 5 . Correction factor
Alloyed case hardened steel <1000 N/mm 90-120 KfI[f ]
Henervnposauume OTMYWEHHble CTaMM _ o)/
Tempering steel, non alloyed
HeneerOBaHHble OTNyLEeHHbIe CcTanu <1000 N/mm 2
Tempering steel, non alloyed
nermpqsauubue OTNyLieHHbIe CTAMM g0\ /s
Tempering steel, alloyed
ﬂermeBaHHble OTNyLEeHHbIe CTanu <1300 N/mm 2
Tempering steel, alloyed
CranbHoe nuTbé < 850 N/mm 2

Steel castings

0,017

8 0,032 0,022 0,026

B cnyuae 06paboTKy 3aKanéHHOW NermpoBaHHON CTann 3HaYeHne NonpaBoYHOro KoaddrureHTa no tabnuue:
Kf (f) = 1 (cooTBeTcTBYET 100%) f. = 0,024

B cnyyae 06paboTKy nerrpoBaHHol oTnyLieHHoN ctann <1300 N/mm?2 BenuumnHa nogaun foska 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 pacuéta / General rule:
Mopaua Ha 3y6 / Feed per tooth: =f; « Kf (f2)

Ona cnyyasa nnyHxepHoro ¢pesepoBaHuA = 3HaueHue no Tabnuue / Yucno 3y6bes
For axial plunge milling: = Table value / Number of teeth
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Pexxnmbli pe3aHunA

VcnonHeHne AFG

Cutting datas

Design AFG

Mopaua Ha 3y6 c paguanbHoi rny6uHon pesadns 0,2 - 0,3 mm
Feed per tooth with radial depth of cut from 0,2 - 0,3 mm

<40 HRC

2d,
[mm] 1

0,008

0,016

0,024

0,040

14 0,056

0,072

25 0,100

0,7

0,006

0,011

0,017

0,028

0,039

0,050

0,070

08

0,006

0,013

0,019

0,032

0,045

0,058

0,080

MonpaBouHbiin Koapduumnent / Correction factor Kf [f,]

0,9

0,007

0,014

0,022

0,036

0,050

0,065

0,090

11

0,009

0,018

0,026

0,044

0,062

0,079

0,110

1,2

0,010

0,019

0,029

0,048

0,067

0,086

0,120

1,5

0,012

0,024

0,036

0,060

0,084

0,108

0,150

16

0,013

0,026

0,038

0,064

0,090

0,115

0,160

18

0,014

0,029

0,043

0,072

0,101

0,130

0,180

1,9 ad

Y
A

0,015

0,030 'Y

=

x

n
0,046 o

s

Y
0,076
0,106
a,=0,2-0,3 mm

0,137

0,190

Mopaua Ha 3y6 npu pagnanbHon rny6rHe pesaHna o 10% ot anametpa ¢pesbl (6 d,) <40 HRC
Feed per tooth with radial depth of cut of 10% of the cutter (2 d,)

2d,
[mm] 1

0,008

0,014

0,020

0,033

14 0,047

0,060

25 0,083

0,7

0,006

0,010

0,014

0,023

0,033

0,042

0,058

08

0,006

0,0m

0,016

0,026

0,038

0,048

0,066

MonpaBouHbiin Koapduumnent / Correction factor Kf [f,]

0,9

0,007

0,013

0,018

0,030

0,042

0,054

0,075

11

0,009

0,015

0,022

0,036

0,052

0,066

0,091

1,2

0,010

0,017

0,024

0,040

0,056

0,072

0,100

1.5

0,012

0,021

0,030

0,050

0,071

0,090

0,125

16

0,013

0,022

0,032

0,053

0,075

0,096

0,133

18

0,014

0,025

0,036

0,059

0,085

0,108

0,149

1,9

0,015

a=1,5xd,

p

0,063

0,089

a=0,10xd,

0,114

0,158

MpumeyaHne:

Monpasou. koapdpuument —Kff,=1,10 npua,=1xd, n—Kff,=1,25npn a,=0,5xd,
[ina ¢ppe3 6e3 NOKpbITUA Nofgaya AOMKHa 6bITb CHUKeHa Ha 10-20%.

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

Bce pasmepbl ykazaHbl B MM / Dimensions in mm
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D4V

Pexxnmbli pe3aHunA

VcnonHeHne AFG

Mopaua Ha 3y6 npu paananbHoii ry6uHe pesaHus ao 20% ot Anametpa ¢pesbi (@ d,)

Cutting datas
Design AFG

Feed per tooth with radial depth of cut of 20% of the cutter (2 d,)

<40 HRC

2d,
[mm] 1

0,005

0,010

0,015

0,025

14 0,035

0,045

25 0,063

0,7

0,003

0,007

0,010

0,017

0,024

0,031

0,044

08

0,004

0,008

0,012

0,020

0,028

0,036

0,050

MonpaBouHbiin Koapduumnent / Correction factor Kf [f,]

0,9

0,004

0,009

0,013

0,022

0,031

0,040

0,056

11

0,005

0,0m

0,016

0,027

0,038

0,049

0,069

1,2

0,006

0,012

0,018

0,030

0,042

0,054

0,075

1,5

0,007

0,015

0,022

0,037

0,052

0,067

0,094

16

0,008

0,016

0,024

0,040

0,056

0,072

0,100

18

0,009

0,018

0,027

0,045

0,063

0,081

0,113

0,028

0,047

0,085

0,119

ad

Y
A

1,5xd,

ap:

a=0,20xd,

Mopaua Ha 3y6 npu paananbHo ry6uHe pesaHus fo 40% ot guametpa dpesbl (2 d,)

Feed per tooth with radial depth of cut of 40% of the cutter (2 d,)

<40 HRC

2d,
[mm] 1

0,004

0,008

0,012

0,020

14 0,028

0,036

25 0,050

0,7

0,002

0,005

0,008

0,014

0,019

0,025

0,035

08

0,003

0,006

0,009

0,016

0,022

0,028

0,040

MonpaBouHbii Koapduument / Correction factor Kf [f,]

0,9

0,003

0,007

0,010

0,018

0,025

0,032

0,045

11

0,004

0,008

0,013

0,022

0,030

0,039

0,055

1,2

0,004

0,009

0,014

0,024

0,033

0,043

0,060

1.5

0,006

0,012

0,018

0,030

0,042

0,054

0,075

16

0,006

0,012

0,019

0,032

0,044

0,057

0,080

18

0,007

0,014

0,021

0,036

0,050

0,064

0,090

19

0,007

0,015

0,038

0,053

0,068

0,095
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Mpumeyanme:

Monpasou. ko3¢pduument — Kff,=1,10 npua,=1xd; n—Kff,=125npn a,=0,5xd,
[nsa ¢ppe3 6e3 NOKpbITUA NOAAYA [JOMKHA BbITb CHIXKEHA Ha 10-20%.

Attention:

Feed rate correction factor — Kff,= 1,10 with a, = 1 x d, and - Kff,= 1,25 with a, = 0,5 x d,

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

Bce pa3mepbl ykasaHbl B MM/ Dimensions in mm



Pexxumbl pesaHna Cutting datas
WcnonHerne AFG Design AFG

Mopaua Ha 3y6 npu pagnanbHo rnybumHe pesaHua fo 60% ot anametpa ¢ppesbi (6 d,) <40 HRC
Feed per tooth with radial depth of cut of 60% of the cutter (2 d,)

2d, MonpaBouHbiin Koapduument / Correction factor Kf [f,]
[mm] 1 0,7 08 0,9 1,1 1,2 1,5 1,6 18 1,9 2d,

A

Y

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

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 I
Y
14 0,022 0,015 0,018 0,020 0,025 0,027 0,034 0,036 0,040
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

Mopaya Ha 3y6 npu pagnanbHom rnybuHe pesaHna go 80% ot gnameTpa ppesbl (6 d,) < 40 HRC
Feed per tooth with radial depth of cut of 80% of the cutter (2 d,)

2d, MonpaBouHbii Koapduumnent / Correction factor Kf [f,]
[mm] 1 0,7 038 0,9 11 12 15 16 18 1,9

0,002 0,001 0,002 0,002 0,002 0,003 0,003 0,004 0,004 0,004

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

0,007 0,005 0,006 0,006 0,008 0,009 0,011 0,012 0,013 0,014

0,012 0,008 0,010 0,0m 0,013 0,015 0,018 0,020 0,022 0,023

0,017 0,012 0,014 0,015 0,019 0,021 0,026 0,028 0,031 0,033

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. koappuumrent —Kff,=1,10 npua,=1xd, n—Kff,=1,25npn a,=05xd,
[ina ¢ppe3 6e3 NOKpbITUA NoAaYa JOMKHa ObITb CHIKEeHa 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.

Bce pa3mepbl yKa3aHbl B MM / Dimensions in mm ARNO'- Werkzeuge | CneyuanbHble LieHb!
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D4V

Pexxnmbli pe3aHunA

VcnonHeHne AFG

Cutting datas
Design AFG

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

<40 HRC

2d,
[mm] 1

0,004

0,009

0,013

0,022

14 0,032

0,042

25 0,056

0,7

0,002

0,006

0,009

0,015

0,022

0,029

0,039

08

0,003

0,007

0,010

0,017

0,025

0,033

0,044

MonpaBouHbiin Koapduumnent / Correction factor Kf [f,]

0,9

0,003

0,008

0,01

0,019

0,028

0,037

0,050

11

0,004

0,009

0,014

0,024

0,035

0,046

0,061

1,2

0,004

0,010

0,015

0,026

0,038

0,050

0,067

1,5

0,006

0,013

0,019

0,033

0,048

0,063

0,084

16

0,006

0,014

0,020

0,035

0,051

0,067

0,089

18

0,007

0,016

0,023

0,039

0,057

0,075

0,100

1,9

0,007

0,017

0,024

0,041

0,060

0,079

0,106

Mopaua Ha 3y6 npu ¢ppesepoBaHum nasos=ap =1 xd,
Feed per tooth when full slot milling =»ap=1xd,

2d,
[mm] 1

0,003

0,006

0,008

0,014

14 0,021

0,027

25 0,036

0,7

0,002

0,004

0,006

0,010

0,015

0,019

0,025

08

0,002

0,005

0,007

0,0m

0,017

0,022

0,029

MonpaBouHbii Koapduument / Correction factor Kf [f,]

0,9

0,002

0,005

0,008

0,013

0,019

0,025

0,033

11

0,003

0,006

0,009

0,016

0,023

0,030

0,040

1,2

0,003

0,007

0,010

0,017

0,025

0,033

0,044

1.5

0,004

0,009

0,013

0,021

0,031

0,041

0,055

16

0,004

0,009

0,014

0,023

0,033

0,044

0,058

18

0,005

0,011

0,015

0,026

0,037

0,049

0,066

1,9

0,005

0,011

0,016

0,027

0,040

0,052

0,069
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MNpumeuanne:
[ina dppe3 6e3 NOKPbITUA NOAaYa [OMKHa ObITb CHKeHa Ha 10 - 20%.

Attention:
Feed rates are reduced by 10-20% for uncoated tools.
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Pexxumbl pesaHna Cutting datas
WcnonHeHne AFG Design AFG

Moaaun pna ¢ppes co chpepryeckum KOHLOM 1 ansa o6paboTkn Topuom ¢ppesbi <40 HRC
Feed rates for ball nosed- and High Feed cutters

Dpesbl co chepryeckum TopLomM

D®pe3sbl co chepuyecknm Dpesbl co chepryeckum AnA 06paboTKM peTaneii O6paboTka TOpLIOM 06paboTKa TopLIOM
KoHuom KOHUoM LITaMnoB 1 npecc-Gopm dpesbi $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

_>|_‘|(_

2d,

1

e e

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

1O
3N
\‘Q*

MNpumeuanne:
[ina dppes 6e3 NOKPbITUA NoAaYa OMKHa 6bITb CHKeHa Ha 10 - 20%.

Attention:
Feed rates are reduced by 10-20% for uncoated tools.
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Pexxumbl pesaHna Cutting datas
WcnonHeHne AFG Design AFG

Mopaua Ha 3y6 f,[mm], 3akanéHHble MaTepuranbl, cyxoe ppesepoBaHne > 40 HRC
Feed per tooth f [mm], hardened materials, dry processing

TeeppaocnnasHble ¢ppesbl TeeppocnnasHbie ¢ppesbl TeeppocnnasHbie ppesbl TBeppaocnnasHble dpesbl TeeppaocnnasHble dpesbl

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

002-003xd, 01xd, 0,02-0,03xd,

d‘I

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

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

MNpumeuanne:
[ina dppes 6e3 NOKPLITUA NoAaYa AOMKHa ObITb CHIKeHa Ha 10 - 20%.

Attention:
Feed rates are reduced by 10-20% for uncoated tools.
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Pexxumbl pesaHna Cutting datas
WcnonHeHne AFG Design AFG

Mopaua Ha 3y6 f,[mm], 3akanéHHble MaTepuanbl, cyxoe ppesepoBaHue
Feed per tooth f [mm], hardened materials, dry processing

=40 HRC

®pesbl co chepuueckum DOpesbl co chepruecknm  Opesbi co chepuieckm Topuom  Opesbl co chepuueckum Topuom  O6paboTKa TOPLOM

KOHLIOM KOHLIOM Anst 06p; AnsA 06p: AeTar dpesbl
LITamMnoB 1 npecc-popm WITaMnoB 1 npecc-popm
Ball nose end milling Ball nose end milling Ball nose cutter for mold  Ball nose cutter for mold High Feed cutters
cutters cutters and die production and die production

Mpumevanue:
[N onTMManbHOro pesynbTaTa pekoMeHyeTcs nonyTHoe GppesepoBaHue.

Attention:
For optimal results it is recommended to climb mill.

O6paboTKa TOpLIOM
$pesbl

High Feed cutters

Bce pasmepbl ykasaHbl B Mm / Dimensions in mm ARNO'- Werkzeuge | CneyuanbHble LeHbl 173



Apyron NHCTPYMEHT 13 Hallen HOMEeHKaTypbl.

Other highlights from our milling range.

Cucrema ARNO* Duo-Mill ARNO* milling-system Duo-Mill
(Ope3a ABOMHOro Ha3HaYeHus.
OfviH Kopnyc AfA yCTaHOBKM ABYX
TUMOB MMACTVH: KBagpPaTHbIX

W NNacTviH ans
BbICOKOMPOV3BOAUTENBHOMO
dpesepoBaHus.

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

®pesbi ARNO® FTA ARNO* milling-system FTA

CHWXKeHre cebecToMmocTun
06paboTKM MAOCKOCTEN.

Face milling tool for cost reduction.

Cucrtema ARNO° FOA ARNO’ milling-system FOA
®Ope3bl gna 06paboTKM NnockocTen
C NO3UTUBHbBIMU KPYTbIMM

1 BOCbMUTPaHHbIMU NAacTUHAMMU.

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

Ona nonyyeHusa nogpo6Hon nHpopmaumm, noXxanymncra, noceTmte cantTbl www.arno.de
M WWW.arnoru.ru unm cBsXKurtecb ¢ npeacrasmurenbctsBom 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.




NCMNOJIHEHWVE AFR
WERKZEUGE Design AFR

We have a passion for precision.

YepHoBble ¢ppe3bl gna peweHna Bawnx 3agau.
Roughing to your requirements.

YepHoBble ¢ppe3bl C nepeMeHHbIM Yriom
HaKnoHa cnupanu 43°- 46° gna obpaboTKkn
NernpoBaHHON N HENEerMpoBaHHON CTanu,
NNTbA M HOpManun3oBaHHoN ctanu go 40 HRC.

The cutter design with un-even pitch,
43°-46°, is suitable for milling alloy steel,
none alloy steel, cast iron and hardened
materials up to 40 HRC.



KoHueBble MOHONUTHbIE TBepAOCNaBHble Solid carbide roughing end mill
YyepHoBble d)pEBbI 4-5 flutes, short design

4-5 3y6beB, KOPOTKME

.
[
Crp. Page
b 180- 183
=)
P 45 ) | a346°) HB ) | Iy
(] /MenKo— h
AICrN 3€PHUCTDIN
Ultra micro
granulation
- X v
Menkuit/ fine )| R J J U Yy,

AFR 619.0-...R...

XBocToBuK / Shank
DIN 6535HB d d L ! R

AFR61940-080
| AFR61940-120 120 12 18,0 83 05 4
AFR61950-200 20,0 20 30,0 104 10 5

@ = OcHoBHoe npumeHeHue / Main application
O = flonyctumoe npumererue / Suitable
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KoHueBble MOHONUTHbIE TBEPAOCM/IABHbIE
yepHoBble ppe3bl

4-5 3y6beB, CBEPXANVHHbIE

AFR 619.1-...R...

Solid carbide roughing end mill

4-5 flutes, extra long design

XBocToBukK / Shank
DIN 6535HB

AFR61941-080

| AFR61941-120

AFR61951-200

[
Crp. Page
b 180- 183
=)
! as ) | a346°) HB ) | ™
[ Menko- )
AICrN 3EPHUCTBI
Ultra micro
granulation
Menkuin/ fine N V
)L R J L J
| | R

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

Bce pasmepbl ykasaHbl B MM / Dimensions in mm
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KoHueBble MOHONUTHbIE TBepAOCNaBHble Solid carbide roughing end mill
YyepHoBble d)pEBbI 4-5 flutes, long design

4-5 3y6beB, ANNHHbIE

s
[
Crp. Page
b 180- 183
-’ l
a5 ) | 13460 HB ) | ™
(] [ Menko- )
3EPHUCTBIN
AlcrN Ultra micro
granulation
x V ‘/
Menkuit/ fine ) | R J . J

AFR 619.2-...R...

XBocToBuK / Shank
DIN 6535HB A 1

AFR61942-080

| AFR61942-120 12,0 12 % 83 05 4

AFR61952-200 20,0 20 40 104 1,0 5

@ = OcHosHoe npumeHeHue / Main application
O = Ponyctmoe npumeHeHne / Suitable
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Apyron MHCTPYMEHT 13 Hallen HOMEHKNaTypbl.

Other highlights from our milling range.

Cuncrema ARNO’® Duo-Mill

Dpesa ABONHOro Ha3HaYeHUs.
OfuH Kopnyc Ana yCTaHOBKY ABYX
TUMOB MAACTVH: KBaPaTHbIX U

nNnacTrH AnA BbICOKONPOM3BOAUTENBHOIO

dpesepoBaHus.

Ope3bl ARNO® FTA

CHUXeHUe cebecTomMocTu
06paboTKM NNOCKOCTEN.

Cuncrema ARNO° FOA

Ope3sbl na 06paboTKm NnockocTen
C NMO3UTUBHBIMM KPYTNIbIMU
1 BOCbMUTPaHHbIMU NaCcTUHAMMU.

ARNO’ milling-system Duo-Mill

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

ARNO’ milling-system FTA

Face milling tool for cost reduction.

ARNO* milling-system FOA

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

Ana nonyyeHnsa nogpo6Hoi nHpopmaLu, NoxKanyncra, NoceTnTe canTbl www.arno.de un

www.arnoru.ru unm cesxxutecb ¢ npeacrasutenbctsom 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 pesaHusa gna TBepaocnnaBHbIX ¢ppes

WcnonHeHne AFR

TeépAocTb MonpasouHbin
Ko3pdUUMeHT

M
arepuan [N/mm?]

ABTOMaTHble cTann

-

iHble NernpoBaHHble CTann
TepmoobpaboTaHHble HelernpoBaHHble CTanu
Tepmoo6paboTaHHble fiernpoBaHHble CTanu
A30TVpoBaHHbIe cTann

MNoawwnnHuKoBbIE cTanun

MHcTpymeHTanbHble GbicTpopexyLme ctanu
NHCTpyMeHTanbHble ropAYellTamnoBble cTanu
HepxaBelowas ctanb pepputHas

Hep>xaBelowas ctanb depputHas / MapTeHCUTHas
HepixaBelowas cTanb aycTeHUTHaA

Cepbilii UyryH 100-350
BblCOKONPOYHbIN YyryH 300-500
Benblii uyryH 350-450
YepHbiii 3aKaneHHbIN YyryH 350-450
AntoMuHMIA (HenernpoBaHHbIii N HU3KONErMPOBaHHbIN)
AntomunHmnesbie cnniasbl 0,5 - 10% Si <400
AnomunHmnesbie cnnasbl >15% Si <400
Cnnaebl megn <700
CneunanbHble cniiaBbl Mean <300HB
NatyHb, 6poH3a n KpacHaa 6poH3a, 06pasyioLan KOPOTKYIO CTPYXKKY <600
TepmonnacTukm

Mnactukm, copepxawme ¢pnbpy

padur

Monn6aeH u monnbaeHoBbIe CrnaBbl

HukeneBble cnnaebl

CnnaBbl HUKeNA 1 Xpoma

CnnaBbl HUKeNA 1 KobanbTa

»KaponpouHble cnnasbi

TuTaHoBbIe CcNnaBbl

<45HRC

3aKaneHHble ctanun

56-60 HRC

H

65-70 HRC

[xf,]

YepHoBas o6paboTka n 06paboTka na3os O6paboTka KOHTYpa 1 nepudpepun

AITiN

v, [m/min]

| wowo | | | Jwe20 |
| o0 ||| Jwomso |
| w0 || | o0 |
[ oo || | om0 |
. [ | | | |
| weewo || | Jwowo |
N (N
| se0 | | w0 |
1 | | |
1 | | |
. | | | |
| jwowo ||| fwowso |
| oo ||| oo |
| oo ||| oo |
| oo ||| oo |
1 | | | |
(| | |
(| | |
(| | |
[ | | | |
[ | | | |
[ | | | |
L [ | | | |
L (| | | |
! | | | | |
(| | | |
[ | | | |
[ | | | |
. f{ | | | |
L [ | | | |
! ! | | | [ |
. [ | | | |

AICrN

V, [m/min]

TiCN

V_[m/min]

Tia70
v, [m/min]

AITiN

V, [m/min]

AICIN

V_[m/min]

TiCN

v, [m/min]

Tia70
v, [m/min]

Mpuses p
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ABNAIOTCA yCpeAHEHHbIMU, MCHOHbSyﬁlTe NX C y4eTOM NONpPaBoOK ANA KaXKA0ro KOHKPETHOro Ciiyyas.



Cutting datas Solid carbide End mill
Design AFR

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 steel

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 alloys

Special copper alloys

Short-chipping brass, bronze, red bronze

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

H

Strength  Correction

[N/mm?]

100-350

300-500

350-450

350-450

<400

<700

<300HB

<600

<45HRC

56-60 HRC

65-70 HRC

factor [x f |

Roughing and full slot milling | Peripheral- and contour milling

AITiN AICrN TiCN  Tia70 | AITiN AICrN TiCN  Tia70

V, [m/min] V_[m/min] V_[m/min] V, [m/min] V_[m/min] V_[m/min] V, [m/min] V_[m/min]

| wowo | | | Jwo20 |
| o0 ||| Jwomso |
| im0 | | o0 |
| oo || | ot |
L [ | | | |
| weewo || | Jwowo |
N (N
| se0 | | w0 |
1 | | |
1 | | |
. | |
| jwowo ||| fwewso
| oo ||| oo |
| oo | ]| oo |
| oo ||| oo |
1 | | | |
(| | |
(| | |
(| | |
[ | | | |
L (| | | |
L (| | | |
[ | | | |
(| | | |
1 ! | | | | [
(| | | |
(| | |
(| | |
L (| | | |
[ | | | |
! ! | | [ [ |
L [ | | | |

The datas given are only approximate values. It can be necessary to adjust these datas to the individual machining operation.
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Pexxnmbl pesaHuna Cutting datas
Ncnonnenne AFR Design AFR

B cooTBeTCTBMM C NpMBEAEHHBIMM TabNMLLAMN BeNNYMIHA NOAAYYN AO/IKHA 6bITb CKOPPEKTMPOBAHA B 3aBUCUMOCTH OT 06pabaTbiBaeMoro
MaTepuana 1 B COOTBETCTBUM C NONpaBoUHbiM Koadduumentom 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 ncnonb3oBaHumn ¢pesbl riameTpom 6 Mm:
An example using a cutter with @ 6 mm is detailed:

Tabnuua pexxumoB pe3aHus / Vc-table

TBéppocTb Kf TiAIN
ISO Matepuan / Material Strength xf ] V.

[N/mm? - HB] z [m/min]
OCHOBHble KOHCTPYKUMOHHBIE CTal g\ 12 100- 150
General construction steel
I;;Loglnjg;t;estcg;nw <800 N/mm 2 12 100 - 150 Tabnuua Bbi6opa nopau /f-table
3aKanéHHble HenernpoBaHHble cTanun <800 N/mm 2 12 100- 150 .
Case hardened steel, non alloyed MonpaBoyHblit KO3PPULMEHT /
3aKanéHHble fiernpoBaHHble cTann 5 . Correction factor
Alloyed case hardened steel <1000 N/mm 90-120 Kf [f)]
Henervnposauume OTMYWEHHble CTaMM _ oo/
Tempering steel, non alloyed
HeneerOBaHHble OTNyLEeHHbIe CTanu <1000 N/mm 2
Tempering steel, non alloyed
nermpqsauuue OTNYLiEHHbIe CTAMM g0\ /s
Tempering steel, alloyed
ﬂermeBaHHble OTNyLEeHHbIe CTanu <1300 N/mm 2
Tempering steel, alloyed
CranbHoe nuTbé <850 N/mm 2

Steel castings

0,017

8 0,032 0,022 0,026

B cnyuae 06paboTKy 3aKanéHHOW NermpoBaHHON CTann 3HaYeHne NonpaBoYHOro KoaddrureHTa no tabnuue:
Kf (f) = 1 (cooTBeTcTBYET 100%) f. = 0,024

B cnyyae 06paboTKy nerrpoBaHHo oTnyLieHHoN cTanu <1300 N/mm?2 BenmumHa nofaum gonxa 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 pacuéta / General rule:
Mopaua Ha 3y6 / Feed per tooth: =f; « Kf (f2)

Ona cnyyasa nnyHxepHoro ¢pe3sepoBaHuA = 3HaueHue no Tabnuue / Ynucno 3y6bes
For axial plunge milling: = Table value / Number of teeth
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Pexxumbl pesaHna Cutting datas
WcnonHerne AFR Design AFR

Mopaua Ha 3y6 npu pagnanbHo rny6uHe pesaHna fo 50% ot anameTpa ¢pesbi(o d,)
Feed per tooth with radial depth of cut of 50% of the cutter (2 d,)

2d, MonpaeouHblit KoapduumenT / Correction factor Kf [f,]

[mm] 1 0,7 0,8 0,9 11 1,2 1,5 2 d1 |

0,035 0,040 0,045 0,055 0,060
0,049 0,056 0,063 0,077 0,084
20 0,120 0,084 0,090 0,108 0,132 0,144 0,180

a=0,50xd,

a=1xd
p 1

Mopaua Ha 3y6 npu ppesepoBaHnm Nas3oB =pap=1xd,
Feed per tooth when full slot milling =»ap=1xd;

2d, MonpaBouHbin Koapduument / Correction factor Kf [f,]
[mm] 1 0,7 0,8 0,9 11 12 1,5

0,060 0,042 0,048 0,054 0,066 0,072

20 0,100 0,070 0,089 0,090 0,110 0,120 0,150

Mpumeyanue:
Monpasou. koapduument —Kff,=1,10 npua,=1xd, n—Kff,=1,25npn a,=0,5xd,
[ina dpes 6e3 NOKpbITUA NoAaYa AOMKHa ObITb CHIKEHa 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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Apyron NHCTPYMEHT 13 Hallen HOMEeHKaTypbl.

Other highlights from our milling range.

Cucrema ARNO® Duo-Mill

(Ope3a ABOMHOro Ha3HaYeHus.
OfviH Kopnyc AfA yCTaHOBKM ABYX
TUMOB MMACTVH: KBagpPaTHbIX

W NNacTviH ans
BbICOKOMPOV3BOAUTENBHOMO
dpesepoBaHus.

Ope3bl ARNO° FTA

CHWXKeHre cebecToMmocTun
06paboTKM MAOCKOCTEN.

Cucrema ARNO° FOA

®Ope3bl gna 06paboTKM NnockocTen
C NO3UTUBHbBIMU KPYTbIMM
1 BOCbMUTPaHHbIMU NAacTUHAMMU.

ARNO* milling-system Duo-Mill

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

ARNO* milling-system FTA

Face milling tool for cost reduction.

ARNO’ milling-system FOA

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

Ona nonyyeHusa nogpo6Hon nHpopmaumm, noXxanymncra, noceTmte cantTbl www.arno.de

N WWW.arnoru.ru unm cBsXkutecb ¢ npeacraButenbcteom 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.




WCNOJIHEHWE AFH

WERKZEUGE

We have a passion for precision.

Ana o6paboTKn 3aKanéHHONM cTanun
N BbICOKOCKOPOCTHOW 00paboTKu!.

For the really hard jobs.

MNpenHa3HaveHbl Ana 06paboTKM CTanu
TBepaocTbto Ao 70 HRC. Moaxopat gna
BbICOKOCKOPOCTHOW 06paboTKum

N 06paboTkm 6e3 nogaum COX.

Can be run dry.

Design AFH

This series is suitable for milling steel
up to 70 HRC as well as high speed milling.



KoHueBble MOHONMUTHbIE
TBeppocn/iaBHble ¢pe3b|

2 3y6a, M1HW, C PaanyCcoM Npu BepLinHe

p

AFH50120-...R...

Solid carbide-End mill

2 flutes, mini design, with corner radius

XBocToBuK / Shank
DIN 6535HA A 1

AFH50120-004 0,4 6 0,60 50 -
AFH50120-006R0,05 0,6 6 0,90 50 0,05

H4VY

AFH50120-010R0,1

AFH50120-015R0,15

‘ Llonyck / Tolerance ‘

‘ Papguyc/ Radius +0,01 ‘

186 ArNO™- Werkzeuge | CneumanbHble LieHbl

7 Y (THEN
[
Crp. Page
212-215
-» l
& 2 ) 30°) HA N
(- o R Menko-
3ePHUCTBIN
TI A7O Ult’:a micro
V granulation
- R ) J

@ = OcHoBHoe npumeHeHue / Main application
O = [lonyctmoe nprmeHeHue / Suitable

Bce pasmepbl ykasaHbl B MM / Dimensions in mm




KoHueBble MOHONMUTHbIE

TBepAocnaBHble ¢ppesbl 2 flutes, mini design

(O6paboTka naso.)

2 3y6a, MVHK

Solid carbide-End mill (Slotting)

Crp. Page
l 212-215

HA I

TiA70

Menko-
3ePHUCTBIN
Ultra micro
granulation

y

AFH50526-...

XBocToBukK / Shank d
DIN 6535HA A

AFH50526-012E 12 4 1,15 18 16,0 50

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

Bce pasmepbl ykasaHbl B MM / Dimensions in mm
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H4VY

KoHueBble MOHONUTHble TBepgocnnaBHble ¢ppe3sbl  Solid carbide-End mill (Slotting)

(O6paboTka naso.)

2 3y6a, MVHN

AFH50526-...

XBocToBuK / Shank d | I |
DIN 6535HA A 3 1 2

AFH50526-030B 3,0 2,85 4,5 12,0 45
AFH50526-030D 3,0 2,85 4,5 55

AFH50526-030F 3,0 2,85 4,5 20,0 60

[Lonyck / Tolerance

XBocToBUK / Shank hé

188 ArNO*- Werkzeuge | CneumanbHble LieHbl

2 flutes, mini design

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

Bce pasmepbl ykasaHbl B Mm / Dimensions in mm



KoHueBble MOHONIUTHbIE Solid carbide-End mill (Slotting)
TBeppocn/iaBHble ¢pe3b| 2 flutes, mini design, with corner radius
(O6paboTKa nasos)

2 3y6a, MVHK, C PaanyCcoM Npu BepLInHe

Crp. Page
212-215

Menko-

TiIA70 | | gpsweres
granulation
x V ‘/
R

AFH50920-..R...

XBocToBukK / Shank
DIN 6535HA A

AFH50920-005BR0,05 0,5 6 0,45 0,7 33 50 0,05
AFH50920-006BR0,05 0,6 6 0,55 0,9 4,0 50 0,05

AFH50920-008BR0,05

AFH

AFH50920-010BRO,1 1,0 6 0,95 15 6,7 50 0,10 _
AFH50920-012BRO,1 12 6 1,15 1,8 8,0 50 0,10
AFH50920015BR0,15 15 6 1,45 2,2 9.7 50 0,15

AFH50920-020BR0]5 2,0 6 1,95 2,2 13,0 50 0,15

200

‘ Honyck / Tolerance

P

/

‘ Papuyc/ Radius +0,01

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

Bce pasmepbl ykasaHbl 8 MM / Dimensions in mm ARNO " -Werkzeuge | CneuuanbHble LieHbl 189



MoHonutHble ¢ppesbl co cpepnueckum KoHuom  Solid carbide Ball-nose milling cutter

2 3y6a, MVHK 2 flutes, mini design

[
Crp. Page
; A 212-215

_ 30°) HA
[ Menko- )

3EPHUCTDI

Ultra micro

granulation
- J

AFH50320-... )

XBocToBuK / Shank
DIN 6535HA d d L ! R

AFH50320-005 0,5 6 0,5 50 0,25
AFH50320-008 0,8 6 0,38 50 0,40

AFH50320012

AFH50320-020 2,0 6 20 50 1,00 - s
200

‘ fonyck / Tolerance

‘ Paawnyc / Radius +0,01

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

190 ArRNO™- Werkzeuge | CneumanbHble LieHbl Bce pasmepbl yKa3aHbl B MM / Dimensions in mm



MoHonuTHble ¢ppe3bl co chepuueckum koHuom  Solid carbide Ball-nose milling cutter (Slotting)

(O6paboTka nasos.) 2 flutes, mini design
2 3yba, MVHK

1
[ J
Crp. Page
, A 212-215
—>
30° HA ™
. (MenKo»
TI A7O 3EPHUCTDIN
Ultra micro
granulation
v IR "4 °

AFH52020-... .

XBocToBukK / Shank
DIN 6535HA A

)
152 200
3

Donyck / Tolerance f ‘) =

Papuyc/ Radius +0,005

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

Bce pasmepbl ykasaHbl 8 MM / Dimensions in mm ARNO " -Werkzeuge | CneumanbHble LieHbl 191



MoHonuTHble ¢ppe3bl co chepuueckum koHuom  Solid carbide Ball-nose milling cutter (Slotting)

(O6pa60TKa na3os) 2 flutes, mini design
2 3yba, MVHK

[ J
Crp. Page
s A 212-215
o
30° HA ™

. Menko- .
TiA70 | | e
granulation

Vv 74 °

AFH52021-...

XBocToBuK / Shank

H4VY

DIN 6535HA d d“ d3 I‘ IZ ! R
AFH52021-001B
AFH52021-002B 0,2
AFH52021-003A 0,3 1,0 45
AFH52021-003C 0,3 3,0 45 0,15
750
6

AFH52021-012D 1.2 4 1,15 1,0 12,0 45 0,60

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

192 ArRNO- Werkzeuge | CneumanbHble LieHbl Bce pasmepbl ykasaHbl B Mm / Dimensions in mm



MoHonuTHble ¢ppe3bl co chepuueckum koHuom  Solid carbide Ball-nose milling cutter (Slotting)

(O6pa6°TKa nasos) 2 flutes, mini design
2 3y6a, MVHK
AFH52021-...

XBocToBuK / Shank

DIN 6535HA d d d, I, I, I R

AFH52021-040J 4,0 6 3,85 3,2 50,0 100 2,00

Jonyck / Tolerance

Papuyc/ Radius +0,005

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

Bce pasmepbl ykasaHbl 8 MM / Dimensions in mm ARNO " -Werkzeuge | CneumanbHble LieHbl 193



H4VY

KoHueBble MOHONINTHDbIE

TBepAocCnnaBHble ¢ppesbl 2 flutes
2 3yba
[ J
Crp. Page
212-215
2 ) 30° HA
(
. Menko-
TIA70 | | Gepeeres
granulation
[ J

AFH50125-...

Solid carbide-End mill

XBocToBuK / Shank
DIN 6535HA

AFH50125-002

AFH50125-004

AFH50125-006

AFH50125-008

0,4

0,6

0,38 4

AFH50125-100

AFH50125-160

10 9,70 10,0 25 75

15,70 16,0 32 90

Donyck / Tolerance [lnana3soHn anametpos / Diameter range [mm]

[pm]

<6 >6

XBocToBuk / Shank

hé hé

194 arNO*- Werkzeuge | CneumanbHble LieHbl

@ = OcHoBHOe npumeHeHune / Main application
O = lonyctumoe npumeHeHue / Suitable

Bce pasmepbl ykasaHbl B Mm / Dimensions in mm



KoHueBble MOHOINTHDbIE Solid carbide-End mill
TBeppocn/iaBHble ¢pe3b| 2 flutes, with corner radius

2 3y6a, C pagunycom npu BepLinHe

2 ) 30° HA ) ™

[ J
Menko-

Crp. Page
lzu -215
-
) TI A7O 3ePHUCTbIN
Ultra micro
granulation
X 74 °

J

AFH50725-...R...

XBocToBukK / Shank
DIN 6535HA A

AFH50725-006R0,05 0,6 4 - 1.2 - 40 0,05
AFH50725-008R0,05 0,8 4 - 1,6 - 40 0,05

- B 5,0 6 ,85 6,0 1 50 0,20
). 8,0 8 770 9,0 18 60 0,20
12,0 12 B 15,0 30 75 0,30

AFH50725-050R0,2 4,

==
AFH50725-080R0,2 d
AFH50725-120R0,3 1,70

AFH50725-200R0,3 20,0 20 19,70 24,0 45 100 0,30
[Lonyck / Tolerance [nana3son gnametpos/ Diameter range [mm]
[um] <6 >6

0
Papaunyc / Radius

0
-0,01 -0,015

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

Bce pasmepbl ykasaHbl 8 MM / Dimensions in mm ARNO " -Werkzeuge | CneyuanbHble LieHbl 195



KoHueBble MOHONINTHDbIE Solid carbide-End mill
TBeppocn/iaBHble ¢pe3b| 2 flutes, with corner radius

2 3y6a, C paAnycom npu BepLunHe

2 30° HA ™

[ J
Menko-

Crp. Page

l212—215
o .
T|A7O 3ePHUCTBIN
Ultra micro

granulation
" v V |

AFH50926-...R...

XBocToBuK / Shank
DIN 6535HA A

AFH50926-005BR0,05 0,7 2,5 45 0,05

AFH50926-006AR0,05 0,6 0,9 2,0 45 0,05

AFH50926-006CR0,05 0,6 0,9 4,0 45 0,05

AFH50926-007R0,1 0,7 4 1,0 4,0 45 0,10

AFH50926-030CR0,2 30 6 2,85 4,0 12,0 55 0,20

@ = OcHosHoe npumeHeHme / Main application
O = [lonycTmoe npumeHeHne / Suitable

1 96 ARNO " -Werkzeuge | CneyuranbHble LeHbl Bce pa3smepbl yKasaHbl 8 MM/ Dimensions in mm




KoHueBble MOHOINTHDbIE Solid carbide-End mill
TBeppocn/iaBHble ¢pe3b| 2 flutes, with corner radius

2 3y6a, C pafnycoMm npu BepLUnHe

AFH50926-...R...

XBocToBuK / Shank
DIN 6535HA A 3 1 2

AFH50926-120DR2,0 12,0 12 1,70 12,0 38,0 80 2,00
Donyck / Tolerance Anana3son gnametpos/ Diameter range [mm]
[um] <6 >6

P; / Radi ° ¢
apunyc / Radius
Ay -0,01 -0,015

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

Bce pasmepbl ykasaHbl 8 MM / Dimensions in mm ARNO " -Werkzeuge | CneumanbHble LieHbl 197



MoHoOnnTHbIE <|>pe3b| co Cd)eplll‘-leCKI/IM KOHLOM

Solid carbide Ball-nose milling cutter

23y6a 2 flutes
|
[ J
Crp. Page
i i 212-215
_’ l
30° HA ™
[ Menko-
3ePHUCTbIN
Ultra micro
granulation
[ ]
J
XeocToBukK / Shank d d d | | | R

DIN 6535HA

AFH51625-012

AFH51625-020

H4VY

AFH51625-040

AFH51625-060

50 1,0

4,0 8,0 70 2,0

6,0 6,0 12,0 90 3,0

AFH51625-080 7

8,0 8 70 8,0 16,0 100 4,0
8,0 18 A 18,0 36,0 140 9,0

AFH51625-180 1 17,70

AFH51625-250

25,0 25 24,70 25,0 50,0 180 12,5

Donyck / Tolerance

[um]

Nvnana3soH pgmametpos/ Diameter range [mm]
<6 >6

XBocToBuk/ Shank

hé hé

198 arnO® -Werkzeuge | CneumnanbHble LieHbl

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

Bce pa3mepbl ykasaHbl B MM/ Dimensions in mm



MoHonnTHbIE <|>pe3b| co Cd)eplll‘-IECKI/IM KOHLOM

2 3yba 2 flutes

Solid carbide Ball-nose milling cutter

Crp. Page
. 212-215
=P
HA ‘\

]
i
30°
. Menko-
3EPHUCTbIN
TI A7O Ultea micro
V granulation

AFH51626-...

XBocToBukK / Shank
DIN 6535HA A

AFH51626-120 12,0 12 11,70 14,0 25 80 6,00

Donyck / Tolerance AnanasoH anametpos/ Diameter range [mm]

[um] <6 >6

XBocToBuK/ Shank hé hé

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

Bce pasmepbl ykasaHbl B MM / Dimensions in mm

ARNO " -Werkzeuge | CneyuanbHble LieHbl

AFH
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H4VY

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

33yba 3 flutes

(T )
[
Crp. Page
i i 212-215
_’ l
. 3 ) 30°) HA i\ )
(- . R Menko- D
3EPHUCTDIN
TI A70 UItF;a micro
granulation
. AN J

AFH51635-...

XBocToBuK / Shank
DIN 6535HA d d L ! R

AFH51635-040 4,0 6 8 70 2,0
AFH51635-060 6,0 6 12 90 3,0

AFH51635-100

AFH51635-160 16,0 16 30 140 8,0
‘ Lonyck / Tolerance [vnana3oH guameTpos / Diameter range [mm] ‘
‘ [um] <6 >6 ‘
‘ XBocToBuK / Shank hé hé ‘

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

Bce pasmepbl ykasaHbl B MM/ Dimensions in mm
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KoHueBble MOHOINTHDbIE Solid carbide-End mill
TBepAocCnnaBHble ¢ppesbl 4 flutes
4 3y6a

Crp. Page
l 212-215

P4 30° HA
. Menko-
3EPHUCTbIN
TI A70 UItF;a micro
granulation

v

AFH50140-...

XBocToBukK / Shank d | | |
DIN 6535HA A 3 1 2

AFH50140-020 2,0 6 1,95 2,0 5 50
AFH50140-040 4,0 6 3,85 4,0 10 55

AFH50140-060

AFH50140-100 10,0 10 9,70 10,0 25 75
AFH50140-160 16,0 16 15,70 16,0 32 920

‘ Honyck / Tolerance Avnana3oH guametpos/ Diameter range [mm] ‘
‘ [pm] <6 >6 ‘
‘ XBocToBuK/ Shank hé hé ‘

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

Bce pasmepbl ykasaHbl 8 MM / Dimensions in mm ARNO " -Werkzeuge | CneuuanbHble LieHbl 201



KoHueBble MOHONINTHDbIE
TBeppocn/iaBHble ¢ope3b|

4 3y6a, C paguycom Npu BepLuriHe

AFH50142-...R...

Solid carbide-End mill

4 flutes, with corner radius

Crp. Page
l 212-215

30° HA
. Menko-
3ePHUCTbIN
TI A7O UIt’:a micro
granulation

4

XBocToBuK / Shank
DIN 6535HA

AFH50142-060R1,0 6,0 6 5,85 9 20 90 1,0
AFH50142-080R1,0 8,0 8 770 12 25 100 1,0

>
=
I

AFH50142-100R 1,0

AFH50142-120R0,5 12,0 12 1,70 18 38 110 0,5

AFH50142-120R2,0 12,0 12 1,70 18 38 10 2,0
‘ Llonyck / Tolerance [Mwnana3oH anameTpoB / Diameter range [mm] ‘
\ [pm]

‘ Papwnyc / Radius

202 ARNO® -Werkzeuge | CneumanbHble LieHbl

+0,01

+0,015 ‘

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

Bce pasmepbl ykasaHbl B MM/ Dimensions in mm



KoHueBble MOHOINTHDbIE Solid carbide-End mill
TBeppocn/iaBHble ¢pe3b| 4 flutes, with corner radius

4 3y6a, C paanycom Npv BepLumHe

[ J
Crp. Page
lz127215
30° HA
(- o Menko-
TI A7O 3ePHUCTbIN
Ultra micro
granulation
N ([ ]
R J

AFH50146-...R...

XBocToBukK / Shank
DIN 6535HA A

AFH

AFH50146-120DR2,0 12,0 12 11,70 12 38 80 2,0
Honyck / Tolerance [AvnanasoH gnameTpos / Diameter range [mm]
[pum] <6 >6

Papuyc / Radius

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

Bce pasmepbl ykasaHbl 8 MM / Dimensions in mm ARNO " -Werkzeuge | CneuuanbHble LieHbl 203



KoHueBble MOHONINTHDbIE Solid carbide-End mill
TBeppocn/iaBHble ¢pe3b| 4 flutes, with corner radius

4 3y6a, C paanycom Npw BepLunHe

30° HA

[ J
Menko-

Crp. Page
lz12 -215
M -
TI A7O 3ePHUCTbIN
Ultra micro

granulation
x v (74 °

AFH50745-...R...

d
S T T
]
- 6,0 6 5,85 70 14 50 0,2
- 10,0 10 ,70 12,0 25 75 0,2
16,0 16 . 18,0 38 90 0,3

AFH50745-060R0,2
AFHS50745-100R0,2 9
AFH50745-160R0,3 15,70 -

Ponyck / Tolerance [nanasoH guametpos / Diameter range [mm]
[pm] <6 >6 d =
———

0
Paguyc/ Radius

0
-0,01 -0,015

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

204 ARNO " -Werkzeuge | CneuuanbHble LeHbl Bce pa3mepbl ykasaHbl B MM/ Dimensions in mm



MoHonuTHble ¢ppe3sbl co chepnyeckum KOHLLOM Solid carbide Ball-nose milling cutter
4 3y6a 4 flutes

[
Crp. Page
, A 212-215
¢
N 4 L 30° ) HA v J
. h (MEI'IKO> )
TI A70 3EPHUCTDIN
Ultra micro
granulation
v v °
- AN

AFH50341-... @

XBocToBukK / Shank
DIN 6535HA d d L ! R

AFH50341-040 4,0 6 8 70 2,0
AFH50341-060 6,0 6 12 920 3,0

AFH

AFH50341-100 10,0 10 18 100 50
AFH50341-160 16,0 16 30 140 8,0

fonyck / Tolerance [wnana3oH anameTpos / Diameter range [mm]
[pm] <6 >6

Paawnyc / Radius

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

Bce pasmepbl ykasaHbl 8 MM / Dimensions in mm ARNO " -Werkzeuge | CneuuanbHble LieHbl 205



KoHueBble MOHONINTHDbIE Solid carbide-End mill

TBeppocn/iaBHble ¢pe3b| 6 flutes, with corner radius

6 3ybbeB, C Pafarycom Npw BepLUMHe

] [ )
Crp. Page
B lz127215
HIED, 45° HA )
(- . Menko-
| TIA70 || e,
V granulation
& J “ ) ®
AFH50865-...R...
da
XBocToBuK / Shank i
DIN 6535HA d d, d, I, I, I R

AFH50865-060BR0,5

AFH50865-060DR0,5 * 6,0

AFH50865-080BR0,5 8,0 90 0,5

AFH50865-100AR0,5 10,0 10 100 0,5

AFH50865-100CR1,0 10,0 10 - 22 - 100 1,0

AFH50865-200DR2,0* 20,0 20 - 76 - 140 2,0
Lonyck / Tolerance [nana3oH grnameTpos / Diameter range [mm]
[um] <6 >6

Papuyc / Radius

206 ARNO® -Werkzeuge | CneumanbHble LieHbl

@ = OcHoBHoe npuMeHeHue / Main application
O = Ponyctmoe nprmeHeHme / Suitable

Bce pasmepbl ykasaHbl B MM/ Dimensions in mm



KoHueBble MOHONINTHDbIE
TBepAaocrn/iaBHble ¢pe3b|

6-8 3yObeB, ANMHHbIE

N\ 45°)

Solid carbide-End mill

6-8 flutes, long design

Crp. Page
212-215

HA

[ Menko- )
3EPHUCTbI
Ultra micro
granulation

kV)

L)
&

(

TiA70
vV

AFH508.1-...

XBocToBukK / Shank | |
DIN 6535HA A 1

AFH50861-120 12,0 12 26 83 6
AFH50861-160 16,0 16 32 92 6

AFH50831-200

20,0 20 38 104 8

‘ Lonyck / Tolerance ‘

‘ XBocToBuK / Shank hé

@ = OcHoBHoe npuMeHeHue / Main application
O = fonyctumoe npumererue / Suitable

Bce pasmepbl ykasaHbl B MM / Dimensions in mm

|
\\‘

N

t
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KoHueBble MOHONINTHDbIE Solid carbide-End mill
TBepAaocrnsiaBHble ¢pe3b| 6-8 flutes, extra long design

6-8 3yObeB, CBEPXA/IVIHHbIE

)
[
f. Crp. Page
212-215

" 6-8) L 45° ) HA
(- . ) Menko- D
TI A7O 3EPHUCTDIN

Ultra micro

granulation
. AN J

AFH508.2-...

XBocToBuK / Shank d d | |
DIN 6535HA A 1

AFH50862-120
=z _
=
I AFH50882-200 20,0 140

‘ Lonyck / Tolerance

‘ XBocToBuK / Shank

@ = OcHoBHoe npumeHeHme / Main application
O = [lonycTmoe npumeHeHwe / Suitable

208 ArNO® -Werkzeuge | CneymanbHble LieHbl Bce pasmepbl ykasaHbl B MM / Dimensions in mm



MoHonnTHbIE TBeppocn/iaBHble <|>pe3b|
AnA BbICOKMX Noaay

4 3y6a, KOPOTKNE, C PafUYCOM NPU BEPLIMHE

AFH50746-...R...

Solid Carbide High Feed End Mill

4 flutes, short design, with corner radius

Crp. Page
216-225

4 ) 90° ) HA )
( \ [ 0
. Menko-
TIA70 | v,
V granulation
X
RJ J V )

XBocToBukK / Shank
DIN 6535HA A

AFH50746-030R0,5

AFH50746-060R0,5

AFH50746-080R1,0

AFH50746-100R 1,0

AFH50746-120R2,0

‘ Llonyck / Tolerance

‘ Paguyc/ Radius +0,005 ‘

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

Bce pasmepbl ykasaHbl B MM / Dimensions in mm

AFH
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MoHonuTHble TBepAocniaBHble ppesbl Solid Carbide High Feed End Mill
AnA BbICOKMX Noaay 4 flutes, long design, with corner radius

4 3y6a, [IVHHDBIE, C PaAuyCcOM Npy BepLUMHe

[
Crp. Page
= 216-225
\_ E 4 ) L 90° ) HA ) Y,
(- . Menko- A
Tl A7O 3ePHUCTbIN
Ultra micro
granulation
x ‘/
R J

AFH50741-...R...

XBocToBuK / Shank
DIN 6535HA A

-

Llonyck / Tolerance

ds
-

@ = OcHosHoe npumeHeHme / Main application
O = fonyctumoe npumeretue / Suitable

21 0 ARNO " -Werkzeuge | CneumanbHble LeHbl Bce pasmepbl ykasaHbl B MM / Dimensions in mm



PeXXKnmbl pe3aHuns KOHLEBbIX Cutting datas Solid carbide - End mill
MOHOJIUTHbIX TBEPAOCNIABHbIX ppe3

WcnonHenne AFH =» @ 0,1 mm - @ 4,0 mm MINI Z2 Design AFH => @ 0,1 mm - @ 4,0 mm MINI Z2
Opesa Cranb/ Steel Cranb/ Steel Crans/ Steel 3aKanéHnas crans/ 3aKanéHHas ctanb/
hardened steel hardened steel
End mill <800N/mn” (222HRC) < 1100N/mm’ (2535 HRC) <1400 N/mm? (35-45 HRC) < 1950 N/mm’ (45-55 HRC) 2000 N/mm? (55-70 HRC)
D R I, a, n f, v, a, n f, A a, n f, A a, n f, v, a, n f, v,
mm] [mml] mm] [mml] mm] [mm] [mm/min] [mm] mm] [mm]  [mm/min] [mm] mm] [mml  [mm/min] mml mm] [mml  [mm/min] mml [mm] mml [mm/min]

0,10 - 0,5 | 0006 50000 0011 1050 |0005 50000 0,011 1050 | 0,004 50000 0,008 780 | 0,003 45000 0,007 594 |0002 42000 0006 479
0,10 - 0,20 |0006 50000 0011 1050 [0005 50000 0,011 1050 | 0,004 50000 0,008 780 | 0,003 45000 0,007 594 |0002 42000 0006 479
0,20 - 030 |0020 45000 0016 1418 | 0018 40500 0,016 1276 | 0,014 38250 0,012 895 | 0010 33750 0,010 668 | 0008 31500 0,009 539
0,20 - 040 |0020 45000 0016 1418 | 0018 40500 0016 1276 | 0,014 38250 0,012 895 [ 0010 33750 0010 668 | 0,008 31500 0009 539
0,30 - 045 |0021 40000 0016 1260 | 0019 36000 0016 1134 | 0,015 34000 0012 796 | 0,011 30000 0010 594 | 0008 28000 0009 479
0,30 - 060 |0021 40000 0016 1260 | 0019 36000 0016 1134 | 0015 34000 0012 796 | 0011 30000 0010 594 | 0008 28000 0009 479
0,40 - 060 |0040 32000 0021 1344 | 0036 28800 0021 1210 | 0028 27200 0016 849 | 0020 24000 0,013 634 | 0016 22400 0011 511
0,40 - 080 [0040 32000 0021 1344 | 0036 28800 0,021 1210 | 0028 27200 0016 849 |0020 24000 0,013 634 | 0016 22400 0011 571
0,50 - 0,70 |0050 32000 0021 1344 |0045 28800 0,021 1210 | 0035 27200 0016 849 | 0025 24000 0,013 634 [0020 22400 0011 511
0,50 | 0,05 0,70 | 0050 32000 0021 1344 | 0045 28800 0,021 1210 | 0035 27200 0016 849 | 0025 24000 0013 634 | 0020 22400 001 5N
0,50 - 1,00 |0050 32000 0021 1344 [0045 28800 0021 1210 | 0035 27200 0016 849 | 0025 24000 0013 634 [0020 22400 0011 511
0,50 | 0,05 1,00 [0050 32000 0021 1344 | 0045 28800 0,021 1210 | 0035 27200 0,016 849 |0025 24000 0013 634 |0020 22400 0011 511
0,60 - 090 |0042 32000 0026 1680 | 0,038 28800 0,026 1512 | 0,029 27200 0,020 1061 | 0,021 24000 0017 792 | 0017 22400 0014 638
0,60 | 0,05 090 |0042 32000 0026 1680 | 0038 28800 0,026 1512 | 0029 27200 0020 1061 [ 0021 24000 0,017 792 | 0017 22400 0014 638
0,60 - 1,20 |0042 32000 0,026 1680 | 0,38 28800 0,026 1512 | 0029 27200 0,020 1061 | 0,021 24000 0017 792 | 0017 22400 0014 638
0,60 | 0,05 1,20 |0042 32000 0026 1680 | 0038 28800 0,026 1512 | 0029 27200 0020 1061 [ 0021 24000 0,017 792 | 0017 22400 0014 638
0,70 - 1,40 | 0049 28800 0024 1382 | 0044 25920 0,024 1244 | 0034 24480 0020 955 [0025 21600 0017 713 | 0020 20160 0014 575

0,70 0,05 1,40 | 0049 28800 0,024 1382 | 0,044 25920 0,024 1244 | 0,034 24480 0,020 955 | 0,025 21600 0,017 713 ] 0,020 20160 0,014 575
0,70 0,10 1,00 | 0,049 28800 0,024 1382 | 0,044 25920 0,024 1244 | 0,034 24480 0,020 955 | 0,025 21600 0,017 713 ] 0,020 20160 0,014 575
0,80 - 1,20 | 0,056 32000 0,026 1680 | 0,050 28800 0,026 1512 | 0,039 27200 0,020 1061 | 0,028 24000 0,017 792 10,022 22400 0,014 638
0,80 0,05 1,20 | 0056 32000 0,026 1680 | 0,050 28800 0,026 1512 | 0,039 27200 0,020 1061 | 0,028 24000 0,017 792 10,022 22400 0,014 638
0,80 - 1,60 | 0056 32000 0,026 1680 | 0,050 28800 0,026 1512 | 0,039 27200 0,020 1061 | 0,028 24000 0,017 792 10,022 22400 0,014 638
0,80 0,05 1,60 |0056 32000 0,026 1680 | 0,050 28800 0,026 1512 | 0,039 27200 0,020 1061 | 0,028 24000 0,017 792 10,022 22400 0,014 638
0,80 0,10 1,20 | 0,056 32000 0,026 1680 | 0,050 28800 0,026 1512 | 0,039 27200 0,020 1061 | 0,028 24000 0,017 792 10,022 22400 0,014 638

0,90 = 2,00 | 0036 28800 0,024 1382 | 0,032 25920 0,024 1244 | 0,025 24480 0,020 955 | 0,018 21600 0,017 713 0,014 20160 0,014 575
0,90 0,05 2,00 |0036 28800 0024 1382 | 0,032 25920 0,024 1244 | 0,025 24480 0,020 955 | 0,018 21600 0,017 713 0,014 20160 0,014 575
1,00 = 1,50 | 0,010 28800 0,032 1814 | 0,090 25920 0,032 1633 | 0,070 24480 0,023 1146 | 0,050 21600 0,020 855 | 0,040 20160 0,017 689

1,00 0,70 1,50 | 0,010 28800 0,032 1814 | 0,090 25920 0,032 1633 | 0,070 24480 0,023 1146 | 0,050 21600 0,020 855 | 0,040 20160 0,017 689
1,00 0,70 1,80 | 0,010 28800 0,032 1814 | 0,090 25920 0,032 1633 | 0,070 24480 0,023 1146 | 0,050 21600 0,020 855 | 0,040 20160 0,017 689
1,20 0,70 1,80 | 0084 25600 0,032 1613 0,076 23040 0,032 1452 | 0,059 21760 0,023 1018 | 0,042 19200 0,020 760 | 0,034 17920 0,017 613
1,50 © 1,70 0,110 22400 0,032 141 0,099 20160 0,032 1270 | 0,077 19040 0,023 891 | 0055 16800 0,020 665 | 0044 15680 0,017 536
1,50 - 2,30 0,170 22400 0,032 141 0,099 20160 0,032 1270 | 0,077 19040 0,023 891 | 0055 16800 0,020 665 | 0044 15680 0,017 536
1,50 0,10 2,20 | 0,710 22400 0,032 141 0,099 20160 0,032 1270 | 0,077 19040 0,023 891 | 0055 16800 0,020 665 | 0044 15680 0,017 536
1,50 0,15 2,20 0,110 22400 0,032 14n 0,099 20160 0,032 1270 | 0,077 19040 0,023 891 | 0055 16800 0,020 665 | 0044 15680 0,017 536
1,50 | 020 2,50 | 0,110 22400 0,032 141 0,099 20160 0,032 1270 | 0,077 19040 0,023 891 | 0055 16800 0,020 665 | 0044 15680 0,017 536
2,00 - 2,00 | 0200 16800 0,042 141 0,180 15120 0,042 1270 | 0,140 14280 0,031 891 0,700 12600 0,026 665 | 0,080 11760 0,023 536
2,00 @ 3,00 | 0200 16800 0,042 141 0,180 15120 0,042 1270 | 0,140 14280 0,031 891 0,100 12600 0,026 665 | 0,080 11760 0,023 536
2,00 0,70 3,00 | 0,200 16800 0,042 141 0,180 15120 0,042 1270 | 0,140 14280 0,031 891 0,100 12600 0,026 665 | 0080 11760 0,023 536
2,00 0,15 2,20 | 0200 16800 0,042 141 0,180 15120 0,042 1270 | 0,140 14280 0,031 891 0,100 12600 0,026 665 | 0,080 11760 0,023 536
2,00 | 0,20 3,00 | 0200 16800 0,042 141 0,180 15120 0,042 1270 | 0,140 14280 0,031 891 0,100 12600 0,026 665 | 0080 11760 0,023 536
2,00 | 0,30 3,00 | 0200 16800 0,042 141 0,180 15120 0,042 1270 | 0,140 14280 0,031 891 0,100 12600 0,026 665 | 0,080 11760 0,023 536
2,00 | 0,50 3,00 |0200 16800 0,042 141 0,180 15120 0,042 1270 | 0,140 14280 0,031 891 0,100 12600 0,026 665 | 0080 11760 0,023 536

2,50 = 2,50 | 0,180 14400 0,053 1512 0,162 12960 0,053 1361 | 0,126 12240 0,039 955 | 0,090 10800 0,033 713 0,072 10080 0,029 575
2,50 0,10 4,00 0,180 14400 0,053 1512 0,162 12960 0,053 1361 | 0,126 12240 0,039 955 | 0,090 10800 0,033 713 0,072 10080 0,029 575
3,00 o 3,00 | 0300 12800 0,053 1344 0,270 11520 0,053 1210 | 0,210 10880 0,039 849 | 0,150 9600 0,033 634 | 0,120 8960 0,029 511
3,00 4,50 | 0300 12800 0,053 1344 0,270 11520 0,053 1210 | 0,210 10880 0,039 849 | 0,150 9600 0,033 634 | 0,720 8960 0,029 5M

3,00 0,10 4,00 | 0300 12800 0,053 1344 | 0270 11520 0,053 1210 | 0,210 10880 0,039 849 | 0,150 9600 0,033 634 | 0,120 8960 0,029 5M
3,00 | 0,30 4,00 |0300 12800 0,053 1344 | 0,270 11520 0,053 1210 | 0,210 10880 0,039 849 | 0,150 9600 0,033 634 | 0,120 8960 0,029 5N
3,00 | 0,50 4,00 |0300 12800 0,053 1344 | 0,270 11520 0,053 1210 | 0,210 10880 0,039 849 | 0,150 9600 0,033 634 | 0,120 8960 0,029 5N

3,50 - 3,50 | 0350 11175 0,060 1340 0,310 1057 0,060 1207 | 0,250 9500 0,044 846 | 0,180 8380 0,038 632 | 0,740 7800 0,032 510
3,520 | 0,10 5,00 | 0350 11175 0,060 1340 0,310 1057 0,060 1207 | 0,250 9500 0,044 846 | 0,180 8380 0,038 632 | 0,140 7800 0,032 510
4,00 - 4,00 | 0400 9550 0,070 1337 10360 8595 0,070 1203 | 0,280 8118 0,052 844 | 0200 7163 0,044 630 | 0,160 6685 0,038 508
4,00 o 6,00 | 0400 9550 0,070 1337 | 0360 8595 0,070 1203 | 0,280 8118 0,052 844 | 0200 7163 0,044 630 | 0,160 6685 0,038 508

4,00 0,10 5,00 | 0400 9550 0,070 1337 0,360 8595 0,070 1203 | 0,280 8118 0,052 844 10,200 7163 0,044 630 | 0,160 6685 0,038 508
4,00 0,50 5,00 | 0400 9550 0,070 1337 0360 8595 0,070 1203 | 0,280 8118 0,052 844 | 0,200 7163 0,044 630 | 0,160 6685 0,038 508
4,00 1,00 5,00 |0400 9550 0,070 1337 0,360 8595 0,070 1203 | 0,280 8118 0,052 844 | 0,200 7163 0,044 630 | 0,160 6685 0,038 508

D = [lnameTp xBocToBuKa / Shank diameter
R = Papuyc / Radius
|, =ny6uHa pesanua / Cutting length

*CkopocTb nogaun (Vf) ykazaHa ana aByxsy6oi ¢ppesbl.

MNpumeuaHne:
MNp! p p ABNAIOTCA YyCPEeHEHHbIMU, NCMONb3YiiTe
MX C y4eTOM NonpaBoK ANA KaXK/10ro KOHKPETHOro cyyas.

Attention:
The data given is only approximate values. It can be necessary to adjust data to individual machining application.
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PeXxnmbl pe3aHunsa TBepAOCnIaBHbIX ppes

Cutting datas Solid carbide - End mill

WcnonHernne AFH Design AFH
*1 *2 *3 0,03xD
1,0xD 1,0xD
1,0xD
0,05D 0,02xD
AFH501 25-...; AFH50725-... 0O6paboTka nasos / Slot milling
Martepuan Teéppoctb @8 mm /@ permm
Material Hardi
atera Highe 02 03 04 05 06 08 09 1 2 3 4 5 6 8 10 12 16 20
[HRC]
3akanéHHas ctanb, KaponpouHas ctane - 30 ~ 40 fz [mm/z] 0,001 0002 0002 0004 0005 0006 0,007 0008 0013 0019 0026 0032 0036 0,047 0,054 0,064 0,074 0,085
Hardened steel, heat resistant steel n [U/min] 50000 50000 50000 50000 50000 50000 49000 48000 33300 21800 16700 15700 13100 9880 7800 6650 4900 3900
3akanéHHas ctanb 40 ~ 50 fz[mm/z] 0001 0002 0002 0003 0004 0006 0007 0008 0014 0020 0027 0032 0037 0046 0055 0065 0074 0,085
*
Hardened steel 1 n [U/min] 45000 45000 45000 45000 45000 40000 39000 38000 25000 17300 13200 12500 10350 7800 6150 5250 3900 3100
3aKanéHHas ctanb 50 ~ 55 fz [mm/z] 0001 0001 0002 0003 0004 0005 0006 0007 0012 0018 0025 0030 0035 0043 0051 0059 0070 0,082
Hardened steel 1 n [U/min] 40000 40000 40000 40000 40000 30000 27800 25500 17500 11500 8800 8300 6900 5200 4100 3500 2600 2050
3akanéHHas ctanb 55~ 60 fz [mm/z] 0001 0001 0001 0002 0003 0004 0005 0005 0009 0014 0019 0022 0026 0032 0038 0045 0053 0,061
Hardened steel 1 n [U/min] 33000 33000 33000 33000 30000 25000 22700 20500 14500 9500 7200 6400 5300 4000 3200 2650 2000 1600
3akanéHHas ctanb 60 ~ 65 fz[mm/z] 0001 0001 0001 0002 0002 0003 0004 0004 0007 0011 0015 0018 0021 0026 0030 0037 0042 0,048
Hardened steel 1 n [U/min] 33000 25000 25000 25000 25000 19000 17500 16000 11000 7500 5600 5100 4200 3200 2550 2100 1600 1300
3akanéHHas cranb 65~ 70 fz[mm/z] 0001 0001 0001 0002 0002 0003 0003 0003 0006 0009 0012 0015 0018 0021 0025 0030 0034 0039
Hardened steel *2 n [U/min] 26400 20000 20000 20000 20000 15200 14000 12500 9500 6400 4750 4450 3700 2800 2200 1860 1400 1100
O6paboTka KoHTypa / Side milling
Teéppoctb @B mm /@ permm
Marepuan Hardness 3 35 4 5 6 8 10 12 16 20
[HRC] 1 1,5 2 2,5 .
3aKanéHHas cTasnb, }kaponpouyHas cTanb 30 ~ 40 fz [mm/z] 0011 0015 0018 0023 0028 0032 0037 0046 0052 0067 0077 0090 0107 0122
Hardened steel, heat resistant steel *3 n [U/min] 48000 33000 33300 26000 21800 18500 16700 15700 13100 ~ 9880 7800 6650 4900 3900
3akanéHHas ctanb 40 ~ 50 fz [mm/z] 0011 0015 0019 0023 0028 0031 0038 0046 0053 0066 0079 0092 0108 0,121
*
Hardened steel 3 n [U/min] 38000 26000 26000 21500 17300 15500 13200 12500 10350 ~ 7800 6150 5250 3900 3100
3aKanéHHas ctanb . 50 ~55 fz [mm/z] 0010 0013 0017 0021 0026 0030 0036 0043 0050 0061 0072 008 0100 0,116
Hardened steel e n [U/min] 25500 20000 17500 14000 11500 10000 8800 8300 6900 5200 4100 3500 2600 2050
3akanéHHas ctanb ea D0~ 60 fz [mm/z] 0008 0009 0013 0017 0019 0022 0027 0032 0038 0046 0053 0064 0075 0,086
Hardened steel 3 n [U/min] 20500 16500 14500 11000 9500 ~ 8300 7200 6400 5300 4000 3200 2650 2000 1600
3akanéHHas ctanb v, 6065 fz [mm/z] 0006 0007 0010 0013 0015 0019 0021 0025 0030 0037 0043 0052 0059 0,067
Hardened steel g n [U/min] 16000 14000 11000 9000 7500 6200 ~ 5600 5100 4200 3200 2550 2100 1600 1300
3akanéHHas ctanb 65~ 70 fz [mm/z] 0005 0006 0009 0011 0013 0015 0018 0021 0025 0030 0036 0043 0050 0,057
Hardened steel *3 n [U/min] 12500 10500 9500 7500 6400 5400 4750 4450 3700 2800 2200 1860 1400 1100
AFH50926-... 0O6paboTka nasos / Slot milling
Teéppoctb @8 mm/ 3 permm
Matepuan Hardness
[HRC] 0,5 0,6 0,7 0,8 1 1,5 2 3 4 6 8 10 12
3akanéHHasn cTanb, XaponpoyHas cTanb 30 ~ 40 fz [mm/z] 0,003 0,004 0,004 0,005 0,006 0,008 0,010 0,016 0,021 0,029 0,038 0,044 0,051
Hardened steel, heat resistant steel *1 n [U/min] 50000 50000 50000 50000 48000 41000 33300 21800 16700 13100 9880 7800 6650
3akanéHHas ctanb 40 ~ 50 fz [mm/z] 0,003 0,003 0,003 0,004 0,006 0,007 0,010 0,016 0,021 0,030 0,037 0,044 0,052
Hardened steel 1 n[U/min] 45000 45000 45000 45000 38000 32000 26000 17300 13200 10350 7800 6150 5250
3aKkanéHHas ctanb 50 ~ 55 fz[mm/z] 0,002 0,003 0,003 0,004 0,006 0,007 0,010 0,015 0,020 0,028 0,034 0,040 0,047
Hardened steel 1 n [U/min] 40000 40000 34000 30000 25500 21000 17500 11500 8800 6900 5200 4100 3500
3akanéHHas ctanb 55~60 fz [mm/z] 0,002 0,002 0,002 0,003 0,004 0,005 0,007 0,011 0,015 0,021 0,026 0,030 0,036
Hardened steel 1 n[U/min] 33000 30000 27500 25000 20500 17000 14500 9500 7200 5300 4000 3200 2650
3akanéHHas ctanb 60 ~ 65 fz[mm/z] 0,001 0,002 0,002 0,002 0,003 0,004 0,006 0,009 0012 0,017 0,021 0,024 0,030
Hardened steel 1 n[U/min] 25000 25000 22000 19000 16000 13500 11000 7500 5600 4200 3200 2550 2100
3akanéHHas cTanb 65~ 70 fz [mm/z] 0,001 0,001 0,001 0,002 0,008 0,004 0,006 0,007 0,010 0,014 0,017 0,020 0,024
Hardened steel *2 n[U/min] 20000 20000 18000 16000 12500 11000 9500 6400 4750 3700 2800 2200 1860
0O6paboTka KoHTypa / Side milling
3akanéHHasn cTanb, XaponpoyHas cTanb 30~40 fz [mm/z] 0,002 0,003 0,003 0,003 0,009 0,012 0,014 0,022 0,030 0,041 0,053 0,062 0,072
Hardened steel, heat resistant steel *3 n[U/min] 50000 50000 50000 50000 48000 37000 33300 21800 16700 13100 9880 7800 6650
3akanéHHas ctanb 40 ~ 50 fz [mm/z] 0,002 0,002 0,002 0,003 0,009 0,011 0,015 0,022 0,030 0,043 0,053 0,063 0,074
Hardened steel *3 n[U/min] 45000 45000 42000 40000 38000 31000 26000 17300 13200 10350 7800 6150 5250
3aKkanéHHas ctanb 50 ~ 55 fz[mm/z] 0,002 0,002 0,002 0,003 0,008 0,010 0,014 0,021 0,028 0,040 0,049 0,058 0,067
Hardened steel *3 n[U/min] 40000 40000 34000 30000 25500 21000 17500 11500 8800 6900 5200 4100 3500
3akanéHHas ctanb 55~60 fz [mm/z] 0,001 0,002 0,002 0,002 0,006 0,007 0,010 0,016 0,021 0,030 0,087 0,043 0,051
Hardened steel *3 n[U/min] 33000 30000 27500 25000 20500 18000 14500 9500 7200 5300 4000 3200 2650
3aKkanéHHas ctanb 60 ~ 65 fz[mm/z] 0,001 0,001 0,001 0,002 0,006 0,006 0,008 0,012 0,017 0,024 0,029 0,035 0,042
Hardened steel *3 n[U/min] 25000 25000 22000 19000 16000 13500 11000 7500 5600 4200 3200 2550 2100
3akanéHHas ctanb 65~70 fz [mm/z] 0,001 0,001 0,001 0,001 0,004 0,005 0,007 0,010 0,014 0,020 0,024 0,029 0,034
Hardened steel *3 n[U/min] 20000 20000 18000 16000 12500 11000 9500 6400 4750 3700 2800 2200 1860
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PexKnmbi pe3aHunsa TBepAoCnnaBHbIX ¢ppes Cutting datas Solid carbide - End mill

Ncnonnenve AFH Design AFH
*1 0,05xD *2 0,03x

D
f—

1,0xD 1,0xD

AFH50140-...; AFH50745-... 0O6pa6oTka KoHTypa / Side milling

Matepuan TeéppocTb
Material Hardness
[HRC] 1 1,5 2 25 3 35 4 45 5 6 8 10 12 16 20
3aKkanéHHas cTasb, XXaponpoyHas ctanb 30 ~ 40 fz [mm/z] 0008 0011 0013 0017 0020 0023 0027 0029 0032 0037 0048 0056 0066 0077 0,083
Hardened steel, heat resistant steel 2 n[U/min] 48000 37000 33300 26000 21800 19000 16700 16200 15700 13100 9880 7800 6650 4900 3900
3akanéHHas ctanb 40 ~ 50 fz [mm/z] 0007 0008 0012 0015 0018 0021 0025 0027 0030 0034 0043 0051 0060 0071 0078
Hardened steel *2 n[U/min] 38000 32000 26000 21000 17300 15000 13200 12900 12500 10350 7800 6150 5250 3900 3100
3akanéHHas cTanb 50/~155 fz [mm/z] 0,007 0009 0012 0015 0018 0021 0025 0027 0030 0034 0043 0051 0060 0070 0,079
Hardened steel *2 n[U/min] 25500 21000 17500 14000 11500 10000 ~ 8800 8550 8300 6900 5200 4100 3500 2600 2050
3akanéHHas cTanb 55~ 60 fz [mm/z] 0005 0006 0009 0010 0014 0016 0019 0020 0023 002 0033 0038 0045 0053 0,059
Hardened steel *2 n [U/min] 20500 17500 14500 12500 9500 8500 7200 6800 6400 5300 4000 3200 2650 2000 1600
3akanéHHas cTanb 60 ~ 65 fz [mm/z] 0,004 0005 0007 0009 0011 0012 0015 0016 0018 0021 0026 0030 0036 0042 0,048
Hardened steel *2 n [U/min] 16000 13500 11000 9000 7500 6500 5600 5350 5100 4200 3200 2550 2100 1600 1300
3akanéHHasn ctanb 65~70 fz [mm/z] 0,004 0005 0006 0007 0009 0010 0013 0014 0015 0018 0021 0025 0030 0036 0,041
Hardened steel *2 n[U/min] 12500 11000 9500 8000 6400 5500 4750 4600 4450 3700 2800 2200 1860 1400 1100
AFH50142-...; AFH50146-...
Matepuan TeéppocTb
Material Hardness
[HRC] 3 4 6 8 10 12
3akanéHHas cTanb, aponpoyHas cTanb 30~40 fz [mm/z] 0,016 0,022 0,030 0,038 0,045 0,053
Hardened steel, heat resistant steel *2 n [U/min] 21800 16700 13100 9880 7800 6650
3akanéHHas ctanb 40 ~ 50 fz [mm/z] 0,014 0,020 0,027 0,035 0,041 0,048
Hardened steel *2 n [U/min] 17300 13200 10350 7800 6150 5250
3akanéHHas cranb 50 ~ 55 fz [mm/z] 0,015 0,020 0,028 0,035 0,041 0,048
Hardened steel *2 n [U/min] 11500 8800 6900 5200 4100 3500
3akanéHHas ctanb 55~60 fz [mm/z] 0,011 0,015 0,021 0,026 0,030 0,036
Hardened steel *2 n [U/min] 9500 7200 5300 4000 3200 2650
3akanéHHasn ctanb 60 ~ 65 fz [mm/z] 0,009 0,012 0,017 0,021 0,024 0,029
Hardened steel *2 n [U/min] 7500 5600 4200 3200 2550 2100
3akanéHHas ctanb 65~70 fz [mm/z] 0,007 0,010 0,014 0,017 0,020 0,024
Hardened steel *2 n [U/min] 6400 4750 3700 2800 2200 1860
AFH50865-...; AFH508...1-...; AFH508...2-...
Martepuan TeéppocTe @8 mm /@ permm
Material Hardness
[HRC] 6 8 10 12 16 20
3akanéHHas cTasb, XaponpoyHas cTanb 30 ~ 40 fz [mm/z] 0,036 0,046 0,051 0,058 0,067 0,070
Hardened steel, heat resistant steel 1 n [U/min] 24800 20000 16000 13000 10000 8000
3akanéHHas crtanb 40 ~ 50 fz [mm/z] 0,035 0,044 0,048 0,055 0,064 0,073
Hardened steel 1 n [U/min] 23500 19000 15500 12500 9700 7800
3akanéHHas ctanb 50 ~ 55 fz [mm/z] 0,051 0,064 0,072 0,079 0,094 0,111
Hardened steel *1 n [U/min] 16000 12000 9500 8000 6000 4800
3akanéHHas ctanb 55~60 fz [mm/z] 0,041 0,052 0,060 0,063 0,077 0,088
Hardened steel *2 n [U/min] 13500 10000 8000 6600 5000 4000
3aKanéHHas ctanb 60 ~ 65 fz [mm/z] 0,033 0,042 0,047 0,050 0,052 0,053
Hardened steel *2 n [U/min] 10500 8000 6400 5300 4000 3200
3akanéHHan ctanb 65~70 fz [mm/z] 0,030 0,039 0,045 0,048 0,048 0,048
Hardened steel *2 n [U/min] 8000 6000 4800 4000 3000 2400
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Pexknmbl pe3aHnA KOHUeBbIX MOHOJIUTHDbIX ¢pe3

co chepruyeckum TopLom

McnonHnenne AFH =» Pagnyc ot 0,05 mm go 1,5 mm

Dpesa

End mill

D
]

0,10
0,10
0,20
0,20
0,30
0,30
0,40
0,40
0,50
0,50
0,50
0,60
0,60
0,60
0,70
0,80
0,80
0,80
0,90
1,00
1,00
1,00
1,20
1,20
1,50
1,50
1,50
2,00
2,00
2,00
2,50
3,00
3,00
3,00
3,00

R
fmml

0,05
0,05
0,10
0,10
0,15
0,15
0,20
0,20
0,25
0,25
0,25
0,30
0,30
0,30
0,35
0,40
0,40
0,40
0,45
0,50
0,50
0,50
0,60
0,60
0,75
0,75
0,75
1,00
1,00
1,00
1,25
1,50
1,50
1,50
1,50

1

mml

0,10
0,20
0,20
0,30
0,30
0,50
0,40
0,60
0,40
0,50
0,70
0,50
0,60
0,90
1,10
0,60
0,80
1,20
1,40
0,80
1,00
1,50
1,00
1,20
1,20
1,50
2,00
1,60
2,00
2,50
3,00
2,40
3,00
4,00
8,00

Cranb/ Steel

800 N/mnr? (=22 HRC)

a
P

[mm1

0,008
0,008
0,020
0,020
0,021
0,021
0,040
0,040
0,045
0,045
0,045
0,042
0,042
0,042
0,080
0,080
0,080
0,080
0,100
0,100
0,100
0,100
0,040
0,040
0,100
0,100
0,100
0,140
0,140
0,140
0,140
0,210
0,210
0,210
0,080

a

e

[mm]

0,024
0,024
0,060
0,060
0,063
0,063
0,120
0,120
0,135
0,135
0,135
0,126
0,126
0,126
0,240
0,240
0,240
0,240
0,300
0,300
0,300
0,300
0,120
0,120
0,300
0,300
0,300
0,042
0,042
0,042
0,042
0,630
0,630
0,630
0,240

n

[mm]

50000
50000
50000
50000
50000
50000
40000
40000
40000
40000
40000
40000
40000
40000
40000
40000
40000
40000
36000
36000
36000
36000
28800
28800
28000
28000
28000
21000
21000
21000
21000
14400
14400
14400
14400

D = lnameTp xBocTosuKa / Shank diameter
R = Papuyc / Radius
|, = Tny6uHa pesanusa / Cutting length

f

z

mm]

0,015
0,015
0,023
0,023
0,023
0,023
0,030
0,030
0,030
0,030
0,030
0,038
0,038
0,038
0,038
0,038
0,038
0,038
0,045
0,045
0,045
0,045
0,041
0,041
0,045
0,045
0,045
0,075
0,075
0,075
0,075
0,068
0,068
0,068
0,068

Cranb/ Steel
<1100 N/mm? (25-35 HRC)

a a n f v,
p e z t

[mml  fmml  [mm]  [mm]

0,007
0,007
0,018
0,018
0,019
0,019
0,036
0,036
0,041
0,041
0,041
0,038
0,038
0,038
0,072
0,072
0,072
0,072
0,090
0,090
0,090
0,090
0,036
0,036
0,090
0,090
0,090
0,126
0,126
0,126
0,126
0,189
0,189
0,189
0,072

0,022
0,022
0,054
0,054
0,057
0,057
0,108
0,108
0,122
0,122
0,122
0,113
0,113
0,113
0,216
0,216
0,216
0,216
0,270
0,270
0,270
0,270
0,108
0,108
0,270
0,270
0,270
0,378
0,378
0,378
0,378
0,567
0,567
0,567
0,216

50000
50000
45000
45000
45000
45000

0,015
0,015
0,023
0,023
0,023
0,023
0,030
0,030
0,030
0,030
0,030
0,038
0,038
0,038
0,038
0,038
0,038
0,038
0,045
0,045
0,045
0,045
0,041
0,041
0,045
0,045
0,045
0,075
0,075
0,075
0,075
0,068
0,068
0,068
0,068

1500
1500
2025
2025
2025
2025
36000 2160
36000
36000
36000
36000
36000
36000
36000

2160
2160
2160
2160
2700
2700
2700
36000 2700
36000
36000
36000
32400
32400
32400
32400
25920

2700
2700
2700
2916
2916
2916
2916
2100
25920 2100
2268
2268
2268
2835
2835
2835
2835

25200
25200
25200
18900
18900
18900
18900
12960 1750
12960 1750
12960

12960

1750
1750

*CkopocTb nogaun (Vf) ykazaHa ans aByx3sy6oi dppesbl.
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Design AFH =» Radius 0,05 mm to 1,5 mm

Cranb/ Steel
<1400 N/mm? (35-45 HRC)

a a n f v,
p e z t

[mm] fmml fmm]

0,006
0,006
0,016
0,016
0,017
0,017
0,032
0,032
0,036
0,036
0,036
0,034
0,034
0,034
0,064
0,064
0,064
0,064
0,080
0,080
0,080
0,080
0,032
0,032
0,080
0,080
0,080
0,112
0,112
0,112
0,112
0,168
0,168
0,168
0,064

0,019
0,019
0,048
0,048
0,050
0,050
0,096
0,096
0,108
0,108
0,108
0,101

0,101

0,101

0,192
0,192
0,192
0,192
0,240
0,240
0,240
0,240
0,096
0,096
0,240
0,240
0,240
0,336
0,336
0,336
0,336
0,504
0,504
0,504
0,192

50000
50000
42500
42500
42500
42500

0,014
0,014
0,020
0,020
0,020
0,020
0,027
0,027
0,027
0,027
0,027
0,034
0,034
0,034
0,034
0,034
0,034
0,034
0,041
0,041
0,041
0,041
0,041
0,041
0,041
0,041
0,041
0,075
0,075
0,075
0,075
0,069
0,069
0,069
0,068

1350
1350
1721
1721
1721
1721
34000 1836
34000
34000
34000
34000
34000
34000
34000

1836
1836
1836
1836
2295
2295
2295
34000 2295
34000 2295
34000 2295
34000
30600
30600
30600
30600

24480

2295
2479
2479
2479
2479
1983
24480
23800
23800
23800
17850
17850
17850
17850

1983
1928
1928
1928
2678
2678
2678
2678
12240 1652
12240 1652
12240

12240

1652
1652

3aKkanéHHas cTanb /
hardened steel

<1950 N/mm? (45-55 HRC)

a a n f v,
p e 2z t

[mml  fmml  [mm]  [mm]

0,005
0,005
0,013
0,013
0,014
0,014
0,026
0,026
0,029
0,029
0,029
0,027
0,027
0,027
0,052
0,052
0,052
0,052
0,065
0,065
0,065
0,065
0,026
0,026
0,065
0,065
0,065
0,091
0,091
0,091
0,091
0,137
0,137
0,137
0,052

0,016
0,016
0,039
0,039
0,041
0,041
0,078
0,078
0,088
0,088
0,088
0,082
0,082
0,082
0,156
0,156
0,156
0,156
0,195
0,195
0,195
0,195
0,078
0,078
0,195
0,195
0,195
0,273
0,273
0,273
0,273
0,410
0,410
0,410
0,156

45000
45000
37500
37500
37500
37500

0,012
0,012
0,018
0,018
0,018
0,018
0,024
0,024
0,024
0,024
0,024
0,030
0,030
0,030
0,030
0,030
0,030
0,030
0,036
0,036
0,036
0,036
0,036
0,036
0,036
0,036
0,036
0,060
0,060
0,060
0,060
0,060
0,060
0,060
0,060

1080
1080
1350
1350
1350
1350
30000 1440
30000
30000
30000
30000
30000
30000
30000

1440
1440
1440
1440
1800
1800
1800
30000 1800
30000
30000
30000
27000
27000
27000
27000
21600

1800
1800
1800
1944
1944
1944
1944
1555
21600 1555
21000 1512
21000
21000
15750
15750
15750
15750

1512
1512
1890
1890
1890
1890
10800 1296
10800 1296
10800

10800

1296
1296

I pesa

Cutting datas Solid carbide - Full radius end mill

3akanéHHas ctanb/
hardened steel
>2000 N/mm? (55-70 HRC)

a a n f v,
p e 2z t

mml mml [mml fmml1  fmm/min]

42000
42000
35000
35000
35000
35000

882
882
1103
1103
1103
1103

0,005
0,005
0,012
0,012
0,013
0,013
0,024
0,024
0,027
0,027
0,027
0,025
0,025
0,025
0,048
0,048
0,048
0,048
0,060
0,060
0,060
0,060
0,024
0,024
0,060
0,060
0,060
0,084
0,084
0,084
0,084
0,126
0,126
0,126
0,048

0,014
0,014
0,036
0,036
0,038
0,038
0,072
0,072
0,081
0,081
0,081
0,076
0,076
0,076
0,144
0,144
0,144
0,144
0,180
0,180
0,180
0,180
0,072
0,072
0,180
0,180
0,180
0,253
0,253
0,253
0,253
0,380
0,380
0,380
0,144

0,011
0,011
0,016
0,016
0,016
0,016
0,021
0,021
0,021
0,021
0,021
0,026
0,026
0,026
0,026
0,026
0,026
0,026
0,032
0,032
0,032
0,032
0,032
0,032
0,032
0,032
0,032
0,053
0,053
0,053
0,053
0,053
0,053
0,053
0,053

28000 1176
28000
28000
28000
28000
28000
28000
28000

1176
1176
1176
1176
1470
1470
1470
28000 1470
28000
28000
28000
25200
25200
25200
25200
20160

1470
1470
1470
1588
1588
1588
1588
1270
20160 1270
19600 1235
19600
19600
14700
14700
14700
14700

1235
1235
1544
1544
1544
1544
10080 1058
10080 1058
10080

10080

1058
1058

Mpumeyanme:

ABNAIOTCA yCpeAHEeHHbIMU, Ncnon bSyﬁTe

P
NX C y4yeToOM nonpaBoK ANA KaXXA0ro KOHKpeTHoro ciy4as.

Attention:

The data given is only approximate values. It can be necessary to adjust data to individual machining application.

Bce pasmepbl ykaszaHbl B MM / Dimensions in mm



Pexxnmbi pe3aHunsa TBepAoCnnaBHbIX ¢ppes Cutting datas Solid carbide - End mill

WcnonHeHnne AFH Design AFH
*1
0,02xD
,05%D
AFH51625-... O6pa6oTka pacoHHbIX noBepxHocTel / Copy milling
Matepuan TBéppocTb @8 mm /@ permm
Material Hard
atena areness 1142 1,5 2 3 4 5 6 7 8 9 10 12 14 16 18 20 25
[HRC]
3aKanéHHan CTanb, XaponpoyHas cTanb 30 ~40 fz[mm/z] 0048 0051 0054 0057 0091 0,120 0,156 0,74 0180 0189 0,195 0,199 0212 0226 0238 0250 0264 0278
Hardened steel, heat resistant steel 1 n [U/min] 50000 50000 50000 49700 33100 24900 18600 13900 12500 11100 10000 9300 6950 6200 5570 5000 4450 3600
3akanéHHas cTanb 40 ~ 50 fz[mm/z] 0042 0045 0047 0050 0083 0,111 0,138 0,153 0158 0,64 0,170 0,174 0,187 0,199 0206 0214 0227 0229
Hardened steel 1 n [U/min] 50000 48000 48000 47800 31800 23900 17800 13400 12000 10700 10000 8900 6680 5900 5350 4800 4300 3500
3akanéHHan ctanb 50~ 55 fz[mm/z] 0042 0045 0047 0050 0075 0,100 0125 0,141 0,145 0,150 0,155 0,160 0,170 0,180 0,189 0200 0,208 0,216
Hardened steel 1 n [U/min] 45000 43000 43000 40000 26500 20000 15000 11000 10000 9000 8200 7500 5600 5000 4500 4000 3600 2900
3akanéHHan ctanb 55~60 fz[mm/z] 0038 0039 0042 0045 0067 0090 0,113 0,125 0133 0,34 0,139 0,144 0,155 0161 0169 0,177 0,188 0,192
Hardened steel “ n [U/min] 40000 38000 37000 35000 23500 17500 13500 10000 9000 8000 7200 6600 5000 4500 4000 3600 3200 2600
3akanéHHas cTanb 60 ~ 65 fz[mm/z] 0037 0040 0041 0044 0067 0088 0111 0122 0127 0,132 0,141 0,142 0142 0142 0,143 0,142 0,143 0,148
Hardened steel 1 n [U/min] 35000 34000 33000 32000 21000 16000 11500 8800 7900 7000 6400 5800 4400 3700 3500 3000 2800 2200
3akanéHHas ctanb 65~70 fz[mm/z] 0033 0038 0039 0040 0061 0079 0,100 0,109 0117 0,119 0,129 0,130 0131 0132 0133 0,134 0,137 0,138
Hardened steel 1 n [U/min] 35000 30600 29700 28500 19000 14500 10500 8000 7250 6500 5600 5300 4000 3600 3200 2800 2550 2000
Matepuan TeéppocTtb @& mm /@ permm
Material Hardness
[HRC] o1 02 04 06 08 1 15 2 25 3 35 4 45 5 6 8 10 12
3aKanéHHas cTanb, XaponpoyHas cTanb 30~ 40 fz[mm/z] 0005 0012 0019 0029 0039 0048 0054 0057 0073 0091 0107 0120 0,137 0,156 0,174 0,189 0,199 0212
Hardened steel, heat resistant steel 1 n [U/min] 50000 50000 50000 50000 50000 50000 50000 49700 40000 33100 28000 24900 21500 18600 13900 11100 9300 6950
3akanéHHas ctanb 40 ~ 50 fz[mm/z] 0005 0011 0017 0025 0033 0042 0047 0050 0064 0083 009 0111 0,128 0,138 0153 0,164 0,174 0,187
Hardened steel 1 n [U/min] 50000 50000 50000 50000 50000 50000 48000 47800 39000 31800 27500 23900 20000 17800 13400 10700 8900 6680
3akanéHHas ctanb 50 ~ 55 fz [mm/z] 0004 0011 0017 0024 0033 0042 0047 0050 0061 0075 0086 0,00 0,110 0,125 0,141 0,150 0,160 0,170
Hardened steel *1 n [U/min] 45000 45000 45000 45000 45000 45000 43000 40000 33000 26500 23250 20000 17500 15000 11000 9000 7500 5600
3akanéHHaa ctanb 55~60 fz[mm/z] 0004 0010 0015 0023 0030 0038 0042 0045 0056 0067 0079 0090 0,05 0,113 0125 0,197 0,144 0,155
Hardened steel 1 n [U/min] 40000 40000 40000 40000 40000 40000 37000 35000 28000 23500 20000 17500 15000 13500 10000 8000 6600 5000
3akanéHHas cTanb 60 ~ 65 fz[mm/z] 0004 0010 0015 0023 0030 0037 0041 0044 0052 0067 0078 0088 0093 0111 0,122 0,132 0,142 0,142
Hardened steel 1 n [U/min] 35000 35000 35000 35000 35000 35000 33000 32000 27000 21000 18000 16000 14000 11500 8800 7000 5800 4400
3akanéHHas ctanb 65~70 fz[mm/z] 0004 0009 0014 0022 0029 0033 0039 0040 0050 0061 0066 0079 0,088 0,100 0,109 0,119 0,130 0,131
Hardened steel 1 n [U/min] 31500 31500 31500 31500 31500 35000 29700 28500 23000 19000 17500 14500 12500 10500 8000 6500 5300 4000
AFH51635-...; AFH50341-...
Matepuan Teéppoctb @8 mm /@ permm
Material Hardness
6 8 10 12 16 20
[HRC] 3 4 5
3akanéHHas cTanb, KaponpoyHas cTanb 30 ~ 45 fz [mm/z] 0,090 0,107 0,121 0,159 0,181 0,202 0,225 0,229 0,222
Hardened steel, heat resistant steel *1 n [U/min] 32000 24080 20000 18000 13500 10800 9050 6700 5400
3akanéHHas ctanb 45 ~55 fz [mm/z] 0,072 0,090 0,108 0,136 0,155 0,168 0,187 0,190 0,192
Hardened steel 1 n [U/min] 26840 20130 16780 15200 11300 9100 7590 5690 4550
3aKkanéHHas ctanb 55~ 60 fz [mm/z] 0,072 0,087 0,099 0,123 0,144 0,156 0,173 0,180 0,180
Hardened steel *1 n [U/min] 19840 14880 12400 12200 9200 7350 6130 4600 3670
3akanéHHas cTanb 60 ~ 65 fz [mm/z] 0,072 0,086 0,099 0,115 0,134 0,144 0,145 0,144 0,145
Hardened steel * n [U/min] 18680 14220 11670 11100 8320 6660 5530 4160 3300
3akanéHHas ctanb 65 ~70 fz [mm/z] 0,072 0,087 0,099 0,108 0,125 0,144 0,144 0,144 0,146
Hardened steel * n [U/min] 12780 9580 8000 7590 5690 4550 3800 2850 2280
2d
> ! < Nudpopmauyus:
1.B cnyvae HeCTabnnbHOCTY 3arOTOBKYM UMW HEXECTKOrO 3aKpenneHnAa NHCTPYMEHTa,

UK B CllyYae BO3HUKHOBEHA BUGpaLmii B npoLiecce 06paboTKn pekomeHayeTcs
NponopLMOHanbHOE CHUXKEHNE NOAAYM U Yncia 060poToB.
. Mpwy Manbix rnybuHax pesaHna Yncno o6opoToB 1 MoAada MOryT 6biTb yBENUYEHbI.
. Mpu paboTe ppesamu co chepryeckrm TopLoM y LeHTpa dpesbl obpasyetcs
KpnTUYeCKas 30Ha HyJeBOI CKOPOCTM pe3aHus.
PekoMeHAyeTcs OTKNOHNTD OCb BpaLLeHs ¢pesbl OT NepreHANKynsapa K
obpabaTbiBaemMO NOBEPXHOCTH Ha yron «a» 10 - 15 rpafycos.

w N

Information:

. In case of unstable workpiece or tool clamping or heavy vibration during machining,
we recommend proportional reduction of feed rate and revolutions.

. At low cutting depths, revolutions and feed rate can be increased.

. "a” is the machine angle.

w N
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MpuMmeHeHne KOHLEBbIX TBEPAOCMIaBHbIX ppe3 Application Solid Carbide High Feed End Mill

anAa ¢pe3epOBava C BbICOKUMU nogavdamm Design AFH
WcnonHeHnne AFH

’KecTkuii gonyck Ha paguyc npu BepLimnHe 3y6a 0,005-0,010 mm
Tighterradius tolerance

2 [} " W
§° "3

»K&cTkni ponyck Ha paaunyc + 0,005 mm obecneymBaeT BbICOKYI0 TOUHOCTb U CTOKOCTb MHCTPYMEHTa.

Tighter radius tolerance + 0,005 mm for a higher accurance and longer tool life.

nOJ'II/IPOBaHHaFI noBepxXHOCTb N cneynasibHO pa3pa60TaHHoe NOoKpbiTNE ob6ecneunBaloT OT/INYHbIN
pe3ynbTaT U BblICOKYIO NpoOn3BOANTEJIbHOCTb 06pa6OTK|/I:

Polished surface and specifically engineered coating for the best results also for high speed machining:

H4VY

(Opesa aAns paboTbl ¢ BbICOKMMM NoAavyamu O6blyHanA ¢ppesa
High end mill Normal end mill

CneumanbHoe NOKPbITME obecneunBaeT CTabubHbI pe3ynbTaT Npy BbICOKOCKOPOCTHOM $ppe3epoBaHNM MaTepPUanos NOBbILWEHHOI TBEPAOCTY.
Special coating give consistent result in high speed cutting of high hardness materials.

CpaBHeHue BeplnHbI 3yb6a: dpesa ana BbiICOKMx nogad - obbiyHaA ppesa
Comparison of the endteeth sharpe: HIGH FEED END MILL - NORMAL END MILL

(Opesa AnA BbICOKMX nogay O6bluHanA ppesa
High end mill Normal end mill
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Wcnonb3oBaHne MOHONUTHbIX Application Solid Carbide High Feed End Mill

TBEépAocCnnaBHbIX ppes Design AFH
ANA BbICOKONPON3BOAUTENbHOIO ppesepoBaHms

WcnonHeHnne AFH

CpaBHeHue BepLuMHbI 3y6a: ppesa AnA BbICOKUX Nofad - obbiuHas ppesa
Comparison of the endteeth sharpe: HIGH FEED END MILL - NORMAL END MILL

MwuHMManbHbIV yron B nnaHe n
XKECTKNI AONYCK Ha paanyc yrna
OyeHb KOpoOTKaa AnnHa ANA yMeHbLUeHna Bubpaunn.
pexyuien yactu 3yba ana

BbICOKOW XKECTKOCTMN
Reduced clearance angles

Extra short flutes length and short strengthens corner

for high rigidity. radius and reduces chattering.

005 1 _od A
Mpumep ncnonbsoBaHua (HRC 50 - 55)
Example of performance
Pasmep /Size Yucno ob6opotos / Revolution Mopaua /Feed rate Tny6unHa pesanus /Depth of cut
HanmeHoBaHue /Item
[mm] [U/min]/ RPM [mm/U] Z [mm] X-Y [mm]
High Feed ¢pesa
High feed end mill 210 R2 5400 11000 0,2 3,0

MoHonuTtHas dppesa co chepryecknm KOHLOM KoHueBas ¢pesa High Feed ¢pesa
Ball-nose milling cutter End mill Torus end mill
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Pexxnmbli pe3aHunA (I)pGB AnAa d)pesepOBava C BbICOKMMUW Noga4v4aMM - npubnusntenbHaa nogaya Ha 3y6 fz [mm]

McnonHeHne AFH

Monyuuncrosas
TeéppocTb Monyuncrosasa YepHosas Y peEncEsd

d, =2 mm d,=2 mm
Matepuan obpaGotka o0o6pa6oTka
N/mm?] ) , a f a f
V_[m/min] V_[m/min] ° ? ° ?
[mm] [mm] [mm] [mm]

AsTomaThble cTani
3aKanenHble nerupoBaHHble crani
TepMOOpABOTaHHNE HENErMPOBIHHbIE CTAI
Tepmoo6paboTaHHbie NernpoBaHHble cTanu 0,2-0,3
AsoTuposanbie cranm
Moguunukossie cranu
VIHCTpyMeHTanbHble ropAyeLITaMnoBble CTanm
HepxaBelowan ctanb GpepputHas
Hepasetowan crans deppian/mapreHcimHan
Hepi<aBelolas cTanb aycreHUTHasA
Cepi uyryn
AnoMyHWI (HenernpoBaHHbIN N HU3KONIErMPOBaHHbIN
Crnasi mepw
CreuvanbHbie crnasbi ve
Tepmonnacrukm N A A N N N
Mnactuki, copepxaume YGpy N N A N N O
N N A N A O
Monu6aer v onubaeHosbie crasbi ! ] ] | |
Crnasi Hikens 1 xpoma | 5080 | 3050 | 00502 | 0102 | 0203 | 0203

3aKaneHHblectanun <45 HRC 160-190 160-190 0,05-0,2 0,
H 56-60 HRC 120-150 80-100 0,05-0,2 0,1-0,2 0,2-03 0,2-0,25
65-70 HRC
Mp p p ABNAOTCA YCPEAHEHHBIMU, NCNONbB3YITE NX C YYETOM NONPaBOK ANA KaXK[0ro KOHKPETHOTO Ciyyas.
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Pexunmbl pesaHua ¢ppes ana ¢ppesepoBaHNA C BbICOKMMMU MOAAYAMM - npubausiTensHas nogada Ha 3y6 f: [mm]

McnonHeHne AFH

MonyuncroBas YepHoBas Monyuncrosasn YepHoBas MonyuncroBas YepHoBas
d =3 mm d =3 mm d, =4 mm d,=4 mm d,=6 mm d,=6 mm

[mm] [mm'\ [mm'l [mm'l fmm] [mm'l [mm] [mmW [mm'l [mm'l fmm] [mm'l

IR I A N (S N N R R N R R
IR A A A [ N N R N S R
[N A N A [ N N S N S R R
D s s O S S S SN
IR A N A [ N N N [ S N R
[N A A A [ A S S [ S R R
IR I I N (S A N S R S R
T T oes | oren | 0203 | ozross |

My ¥ P ABNAKTCA yCPEAHEHHbIMU, VICHOI'Ib3yVITE NX C y4eTOM NOonpaBoK ANA KaXKA0ro KOHKPETHOro ciyyas.
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Pexxnmbl pesaHua c|>pe3 anAa c|>pe3epOBa|-W|ﬂ C BbICOKUMU NOAAYAMM - npnbnnsutenbHan nofaya Ha 3y6 fz [mm]

McnonHeHne AFH

Teéppoctb  Monyuncrosas YepHosas Monyuncrosasn YepHoBas
obpa6otka 06pa6oTKa d.=8 mm d,=8 mm

- a f a f
[N/ V_ [m/min] V_ [m/min] J 2 J z
[mm1 fmm1 [mm1 fmm1

Tepmoo6paboTaHHble HeNlermpoBaHHble cTanu
TepmoobpaboTaHHble HeflerMpoBaHHble cTanu 0,25-0,4
Moguunmkosbie cran
NHCcTpyMeHTanbHble 6bICTpOpeXyLyme cTanm
MHCTpyMeHTanbHble ropsAYellTamMmnoBbie cTanu
Hepagetolas CTans (eppuTHas / MapTeHCHTHAS
Cepi uyryw
Mit (HeNETUOBaHHBII 1 HI3KONETMPOBHHbI)
AnioMHUeBbIe inaBbi >15% Si
Cnnasbi meaw
CreunanbHbie cinasbi meaw
Mnacrukw, conepatune Gupy N N A N N O
R N A N A O
MonvGaen 1 monmpeHosbie cnnasbi ! ] | /|
Crnagbi Hukens n xpowa | 5080 | 305 | 0102 | 0103 | 0203 | 0305

Marepuan

3akaneHHble cTanu <45HRC 160-190 160-190 0,1-0,2 0,1-0,3 0,2-0,3 0,3-0,5
H 56-60 HRC 120-150 80-100 0,1-0,2 0,1-0,25 0,2-03 0,2-0,3
65-70 HRC
I'I-, P P ABNAKOTCA yCPEAHEHHbIMU, l/ICI'IOrIb3yﬁITe NX C y4eTOM NOMNpPaBoK ANA KaXXAOro KOHKPEeTHOro ciyyas.
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Pexxnmbli pe3aHunAa <|>pe3 anAa ¢pe3ep03a|-|v|ﬂ C BbICOKMMUW NOoJaYaMM - npubnusntenbHas nopaya Ha 3y6 f, [mm]

McnonHeHne AFH

ﬂonyuchosan L-IepHOBaﬂ I'IonqucmBaﬂ qepHOBaﬂ ﬂonqucmsaﬂ L-Iepl-lo;saﬂ
d, =10 mm d, =10 mm d =12 mm d =12 mm d =16 mm d, =16 mm

fmm] [mm] [mm'l [mm'l [mm] [mm'l [mm] [mm] [mmW fmm] m

0102|0104 0203 | 0807 | 0102 01045 0203
T0102 0104 | 0203 | 0407 | 0102 01045 | 0203 04508 02504 04508 01025 |010ds5 |
0102 | 0104 0203 | 0407 | 0102 01045 | 0203 04508 02504 04508 01025 01-0ds
0102 | 0104 0203 | 0407 | 0102 01045 | 0203 04508 02504 04508 01025 01045
0102 | 0104 0203
0102 | 0104 0203 | 0407 | 0102 01045 | 0203 04508 02504 04508 01025 01-0ds
0102 | 0104 0203 | 0407 | 0102 01045 | 0203 04508 02504 04508 01025 010ds
IR I N [ S S N S S N N
e e e e
e e e
e
e e e
0102 | 0104 0203 | 0407 | 0102 01045 | 0203 04508 02504 04508 01025 01045
e e
IR I I S [ I A N S S N N
0102 | 0104 0203 | 0407 |0102 01045 | 0203 04508 02504 04508 01025 01045
“0102 | 0104 | 0203 | 0407 | 0102 01045 |0203 04508 02504 04508 01025 01045

0,25-04 035-045 0,1-025 |0,1-0,35

My ¥ P ABNAKTCA yCPEAHEHHbIMU, VICHOI'Ib3yVITE NX C y4eTOM NOonpaBoK ANA KaXKA0ro KOHKPETHOro ciyyas.

MNpumeyanne:

LWnpuHa dpesepoBaHmn (ae) gomkHa
6bITb He 6onee 60-90% oT AruameTpa
dpesbi d, ana ctanein n He 6onee 40%
D191 BbICOKOKAUeCTBEHHbIX CTanei n
BA3KVX MaTepuanos.

OxnakgeHne:

[ina 06paboTKM Hep>KaBetoLWUX CTane,
LIBETHbIX METaIIOB U HEMETaoB
MCNOSb3yNTe 3MYNbCUIO.

[ina 06pabOoTKM NUTbA 1 3aKANEHHBIX
MaTepranoB UCMONb3yiiTe OXNaxaeHne
OKaTbIM BO3[JyXOM.

[ina 06paboTKM CTanem 1 »)aponpoyHbix
CMNaBoB NCMONb3YIATE OXNaXaeHe C
MVHUMasbHbIM KOJIMYECTBOM SMYNbCN
(MMS).
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Cutting datas solid carbide ngh Feed End Mill - Approximate values Feed per tooth f, [mm]

Design AFH
. Medium Roughing
Strength Medium Rough d, =2 mm d.=2 mm
ISO Material machining machining
[N/mm?] , , a f a f
V, [m/min] V_[m/min] P z p 2

[mm]

<800
<1000
<1000
Tempering steel, alloyed <1300
<1000
<1200
<1300
<a00
<a00
Copper wrought alloys <700
Special copper alloys <3008
<600
Thermoplastics N I [ R N
N I [ O N
Graphite . f ! | |
Molybdenum and molybdenum alloys _—_—_—
. f !/ |
. f ! | [
N N A O A
_e0s0 | 080 f | | |

[mm] [mm] [mm]
Free cutting steel
Alloyed case hardened steel

Tempering steel, non alloyed

Nitriding steel

Roller bearing steel

High-speed steel

Hot working tool steel

Stainless steel, ferritic

Stainless steel, ferritic / martensitic

Stainless steel, austenitic

100-350

Grey cast iron with lamellar graphite

Speroidal cast iron 300-500

350-450

White cast iron, tempered

350-450

Black cast iron, tempered

Aluminium (non alloyed, low alloyed)

Aluminium alloys 0,5%-10% Si

Aluminium alloys > 15% Si

Short-chipping brass, bronze, red bronze

Fibre-reinforced plastics

Nickel alloys

Nickel-chromium alloys

Nickel and cobalt alloys

Nickel-cobalt-chromium alloys

Titanium alloys

Tempered steel <45HRC

56-60 HRC

H

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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Cutting datas solid carbide ngh Feed End Mill - Approximate values Feed per tooth f, [mm]
Design AFH

Roughing

[ I A N (S A N R S N R
IR A A A [ N N R N S R
[N A N A [ N N S N S R R
D s s O S S S SN
IR A N A [ N N N [ S N R
IR A N A [ A S R N S R R
IR I I A (S A N R A S R
T T oes | oren | 0203 | ooxs

The datas given are only approximate values. It can be necessary to adjust these datas to the individual machining operation.
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Cutting datas solid carbide ngh Feed End Mill - Approximate values Feed per tooth f, [mm]

Design AFH
. Medium Roughing
Strength Medium Rough d.=8 mm d,=8 mm
ISO Material machining machining
[N/mm?] , , a f, a f,
V, [m/min] V_ [m/min] - o o oL

Tempering stee aloyed
Cwoso | om | o1z | oroas | 003 | oxsos
oo | om | o1z | oroas | ozos | oxsos
I A I S R N
Molybdenum and molybdenum aloys I A I R A
I I I R R R
I I I S R R
I A I R R R
H

65-70 HRC

Free cutting steel

Alloyed case hardened steel

Tempering steel, non 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

Short-chipping brass, bronze, red bronze

Fibre-reinforced plastics

Nickel alloys

Nickel-chromium alloys

Nickel and cobalt alloys

Nickel-cobalt-chromium alloys

Titanium alloys

The datas given are only approximate values. It can be necessary to adjust these datas to the individual machining operation.
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Cutting datas solid carbide ngh Feed End Mill - Approximate values Feed per tooth f, [mm]
Design AFH

Roughing i i Roughing
d, =10 mm | d d, =16 mm

0102|0104 0203 | 0807 | 0102 01045 0203
0102 | 0104 0203 | 0407 |0102 01045 |0203 04508 |03504 04508 01025 010ds
0102 0104 0203 | 0407 | 0102 01045 | 0203 04508 07504 04508 01025 010d5 |
0102 0104 0203 | 0407 | 0102 01045 | 0203 04508 02504 04508 01025 01-0ds
0102 | 0104 0203 | 0407 | 0102 01045 |0203 04508 |03504 04508 01025 01045
0102 | 0104 0203
0102 | 0104 0203 | 0407 | 0102 01045 | 0203 04508 02504 04508 01025 01-0d5
0102 | 0104 0203 | 0407 | 0102 01045 |0203 04508 02504 04508 01025 010ds
IR I N [ S A N S A N N
e e e e
e e e
e
e e e
0102 | 0104 0203 | 0407 | 0102 01045 | 0203 04508 02504 04508 01025 01045
e e
IR I I S [ I A N S S N N
0102 | 0104 0203 | 0407 |0102 01045 | 0203 04508 02504 04508 01025 01045
“0102 | 0104 | 0203 | 0407 | 0102 01045 |0203 04508 02504 04508 01025 010d5 |

0,25-04 035-045 0,1-025 |0,1-0,35

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

Attention:

The width of cut (ae) in steel should
be 60-90% of the cutter diameter o d,
with high-grade steels and for sticking
materials 40% of @ d; maximum.

Coolant:

For machining stainless steel and
non-ferrous materials use emulsion.
For cast iron and hardened materials
use compressed air. For steel and
heat resistant alloys use MMS.
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Apyron NHCTPYMEHT 13 Hallen HOMEeHKaTypbl.

Other highlights from our milling range.

Cucrema ARNO® Duo-Mill

(Ope3a ABOMHOro Ha3HaYeHus.
OfviH Kopnyc AfA yCTaHOBKM ABYX
TUMOB MMACTVH: KBagpPaTHbIX

W NNacTviH ans
BbICOKOMPOV3BOAUTENBHOMO
dpesepoBaHus.

Ope3bl ARNO° FTA

CHWXKeHre cebecToMmocTun
06paboTKM MAOCKOCTEN.

Cucrema ARNO° FOA

®Ope3bl gna 06paboTKM NnockocTen
C NO3UTUBHbBIMU KPYTbIMM
1 BOCbMUTPaHHbIMU NAacTUHAMMU.

ARNO* milling-system Duo-Mill

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

ARNO* milling-system FTA

Face milling tool for cost reduction.

ARNO’ milling-system FOA

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

Ona nonyyeHusa nogpo6Hon nHpopmaumm, noXxanymncra, noceTmte cantTbl www.arno.de

N WWW.arnoru.ru unm cBsXkutecb ¢ npeacraButenbcteom 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.




NCMNOJIHEHUE AFV

WERKZEUGE

We have a passion for precision.

BbicokonpousBoguntenbHble ¢ppe3bl
obLero Ha3HauYeHUA ONA YepHOBOMN
1N YNCTOBOW 0OpPabOTKMN.

General purpose high performance
for roughing and finishing.

BbicokonpowusoauTenbHble ppesbl C HEPaBHOMEPHbIM
Larom 3y6beB 1 NepeMeHHbIM YrIOM HaKToHa Cnupanu
(26°- 30° unn 35°- 38°).

MNprmMeHAlTCA oNA YepHOBOW N YNCTOBOM

06pPaboTKMN 6ONbLUMHCTBA MaTEPUasIoB.

Design AFV

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.



KoHLeBble MOHONMTHbIE TBepAOCNIaBHble ¢ppesbl
C nepemMeHHbIM YrfioM cnupanu

4 3y6a, KOPOTKME

Solid carbide-End mill with unequal pitch

4 flutes, short design

Crp. Page
234-241

g 35-38°) HB ) Y,
( . ) Menko- )
3epHUCTbIN
TIAI N Ultra micro
’ granulation
. J V )

AFV61840-...(R...)

XBocToBuK / Shank
DIN 6535HB A 1

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

AFV61840-050R0,3
AFV61840-060R0,4 10 54 04
AFV61840-080R0,4 8,0 12 58 0,4

AFV61840-100R0,4

16,0 16 22 82 1,0
18,0 18 24 84 1,0

10,0 10 14 66 04

AFV61840-160R1,0
AFV61840-180R1,0

AFV61840-200R1,0 20,0 20 26 92 1,0

‘ Llonyck / Tolerance ‘

‘ XBocToBMK / Shank hé ‘

ARNO " -Werkzeuge | CneumanbHble LieHbl

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

Bce pasmepbl ykasaHbl B MM / Dimensions in mm



KoHueBble MOHONUTHbIE TBEpAOCN/IaBHble ¢ppe3bl Solid carbide-End mill with unequal pitch

c NnepemMeHHbIM yrjiom cnnpanmu 4 flutes, short design

=» especially for steel machining
4 3y6a, KOpoTKue

=) creyuanbHas cepus ansa 06paboTku cTanen (] Y
- Crp. Page
= lZ34724‘I
io4 ) 26-30 ° HA HB
(] . Menko-
TIAIN | | gppers
V granulation
~ y IR 4 .
AFV51840-...ST (R...) / AFV61840-...ST (R...) N

XBocToBukK / Shank | |
DIN 6535HA A 1

AFV

AFV61840-030-ST 3,0 6 5 50 -
AFV61840-040-ST 4,0 6 8 54 -
AFV61840-050-ST 5,0 6 9 54 - Mpumep / Example:

AV51840-030ST...

AFV61840-060-ST 6,0 6 10 54 -
AFV61840-080-ST 8,0 8 12 58 - ST = Cranb / Steel
CneuwnanbHo ans 06paboTku ctanu /

AFV61840-100-ST 10,0 10 14 66 _ Especially for machining steel
AFV61840-120-ST 12,0 12 16 73 -
AFV61840-140-ST 14,0 14 18 75 -
AFV61840-160-ST 16,0 16 22 82 -
AFV61840-180-ST 18,0 18 24 84 -

AFV61840-200-ST 20,0 20 26 92 -

[Llonyck / Tolerance

Papnyc / Radius +0,03

@ = OcHoBHoe npumeHeHme / Main application
O = lonycTmoe npumeHeHwe / Suitable

Bce pasmepbl ykasaHbl 8 Mm / Dimensions in mm ARNO * -Werkzeuge | CnieumnanbHble LeHbl 229



KoHueBble MOHONNTHbIE Solid carbide-End mill with unequal pitch
TBepAocniaBHble ¢ppesbl 4flutes, long design
C NepeMeHHbIM Yr1ioM cnupanu

4 3y6a, ANNHHbIe

Crp. Page
234-241

P4 35-38 ° HB

Menko-

H 3ePHUCTbIN
TIAI N Ultra micro
granulation
x V V
R

AFV61841-...(R...)

XBocToBuK / Shank
DIN 6535HB d d L ! R

AFV61841-030R0,3
AFV61841-040R0,3
AFV61841-050R0,3
AFV61841-060R0,4

AFV61841-080R0,4

AFV61841-100R0,4

AFV61841-120R0,7

AFV61841-140R0,7

AFV61841-160R1,0

AFV61841-180R1,0

AFV61841-200R1,0

AFV61841-250R1,0 25,0 25 38 104 10

‘ Honyck / Tolerance ‘

‘ XBocToBuK / Shank hé

@ = OcHoBHoe npumeHeHue / Main application
O = lonycTtmoe npumeHeHne / Suitable
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KoHueBble MOHONUTHbIE TBepAocnnaBHble ¢pesbl Solid carbide-End mill with unequal pitch

Cc nepemMeHHbIM yrnom cnupanu 4 flutes, long design

4 3y6a, ANViHHbIe
=) CrneumanbHas cepus Afisi 06paboTKuM cTanemn

-» especially for steel machining

AFV51841-..ST (R...) / AFV61841-...5T (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...

,ST" = Cranb / Steel
CneuwvanbHo ans 06paboTku ctanu /
Especially for machining steel

AFV61841-180-ST 18,0 18 32 92 -
AFV61841-200-ST 20,0 20 38 104 -
AFV61841-250-ST 25,0 25 38 104 -

Honyck / Tolerance

Papuyc / Radius +0,03

[ J

Crp. Page

lzs47241
P4 ) 26-30 ° HA HB

. Menko-
TIAI N 3ePHUCTBIN
Ultra micro
granulation
— V
X
) R v ) e
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KoHueBble MOHONNTHbIE TBEpAOCNIaBHbIe
dpe3bl co chepnyeckum KOHLLOM U
nepemMeHHbIM yriiom cnupanu

4 3y6a, ANNHHbIE

AFV60341-...

XBoctoBukK / Shank
DIN 6535HB

AFV60341-030
AFV60341-040
AFV60341-050
AFV60341-060
AFV60341-080
AFV60341-100
AFV60341-120
AFV60341-160
AFV60341-200
AFV60341-250

AV

Donyck / Tolerance
Pexywasn vactb / Mill

Papuyc / Radius

XBocToBuK / Shank

232 ARNO® -Werkzeuge | CneupanbHble LeHbl

3,0
4,0
50
6,0
8,0
10,0
12,0
16,0
20,0
25,0

-0,03
+0,01

hé

57
57
57
57
63
72
83
92
104
104

TiAIN

Solid carbide Ball-nose milling cutter with
unequal pitCh 4 flutes, long design

—_
Crp. Page
234-241
-

35-38 °

Menko-
3€PHUCTbI
Ultra micro
granulation

v

HB

@-N

M eis|
< L

——

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

Bce pa3mepbl yka3zaHbl B MM / Dimensions in mm



KoHueBble MOHONNTHbIE
TBeppocn/iaBHble ¢pe3bl
cnepemMeHHbIM yrnom cnnpann

5 3y6beB, ANINHHbIE

AFV61851-...

XBocToBuK / Shank
DIN 6535HB A 1

AFV61851-120 120 12 26 83

AFV61851-160

| AFV61851-200

‘ Donyck / Tolerance

‘ XBocToBUK / Shank

@ = OcHosHoe npumeHenme / Main application
O = Jonyctmoe npumeHeHne / Suitable

Bce pasmepbl ykasaHbl B MM / Dimensions in mm

Solid carbide-End mill with unequal pitch

5 flutes, long design

& Ul

N I 5 ) 35-38°) HB

Crp. Page
lz34 -241

Menko-

TIAIN || s

granulation
vV v

da

>‘

AFV
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Pexxnmbl pesaHusa gna TBepaocnnaBHbIX ¢ppes

McnonHeHne AFV

LT PR O REERIRT) HepHoBas 06paboTka 1 06paboTka nasos
Ko3dPuLmMeHT

Marepuan IN/mm2]

ABTOMAaTHbIE CTann <800

3aKaJieHHble nernpoBaHHble CTanu <1000
Tepmoob6paboTaHHble HenernpoBaHHble cTanu <1000
Tepmoo6paboTaHHbIe NiernpoBaHHble CTanu <1300
A30TMpOBaHHbIe CTanun <1000
MoawnnHUKoBble cTann <1200
WHCcTpyMeHTanbHble 6bicTpopexyLyme ctanu <1300
WHCcTpyMeHTanbHble ropsAveliTaMmnoBble cTanu <1300
HepxaBetowwasn ctanb pepputHas

HepxaBetwwas ctanb GepputHas/mapTeHCUTHasA < 1100

HepiaBetowwan cTanb aycTeHUTHanA
Cepblii YyryH 100-350
BblCOKONPOUHbIN YYryH 300-500
Benbii uyryw 350-450
YepHblii 3aKaneHHbIN YyryH 350-450
AnOMUHWI (HeNnernpoBaHHbIil U HU3KONErpoBaHHbIN) < 350
AntomuHmneBble cnnasbl 0,5-10% Si <400
AnomunHmnesblie cnnasbl >15% Si <400
CnnaBbl megu <700
CneyunanbHble cnnaBbl Megn <300HB
JlaTyHb, 6poH3a 1 KpacHas 6poH3a, o6pasyloLne KOPOTKYHO CTPYXKKY

<600
TepmonnactTukm

Mnactuku, copepawme ¢pnbpy

padur

Monu6aeH v monnbaeHoBbIe CrnaBbl

Hukenesble cnnasbl

CnnaBbl HUKENA N Xpoma

CnnaBbl HUKeNA 1 KobanbTa

»KaponpouHbie crnaebl

TutaHoBbIE CNNaBbl

3aKkanéHHble ctanun <45HRC

56-60 HRC

H

65-70 HRC

[x fz]

O6paboTKa KOHTypa 1 nepudepun

AITiN

v, [m/min]

TiAIN

V, [m/min]

TiCN

V_[m/min]

Tia70
v, [m/min]

AITiN

V, [m/min]

TiAIN

V_[m/min]

| wowso | 0020
| s | wo0
| 0 | om0
| e | o0
| s | om0
| 0 | om0
| w0 ] s
| e0 | eomo
| so0 ] ew0
| %40 ] e
| e | s
| s0 | ot
| se00 | wMewso
| se00 | wMewo
| se00 | wMew0
| | | | |
. | | | |
. | | | |
. | | | |
| | | |
. | | | |
. | | | |
| | | | |
. | | | | |
| | | |
| o | 00
| we | e
| s | e
| so | s
| e | Wm0
! | | | | |
| | | | |

TiCN

v, [m/min]

Tia70
v, [m/min]
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Cutting datas Solid carbide End mill
Design AFV

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 steel

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 alloys

Special copper alloys

Short-chipping brass, bronze, red bronze

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

H

Strength  Correction

[N/mm?]

100-350

300-500

350-450

350-450

<400

<700

<300HB

<600

<45HRC

56-60 HRC

65-70 HRC

factor [x f]

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/min] V, [m/min] V_[m/min] V_[m/min] V, [m/min] V_[m/min]

oo | k020
0 | o0
[ e | | oo
| s | om0
| s | oo
| e00 | | oo
| eeso [ | as0
| e0 | eomo
| se0 | | ssw0
| w0 || e
| es0 | sw0
| s0 | ot
| se0 | et
| se0 | et
| se0 | et
| | | |
../ [ | | | |
../ [ | | | |
../ [ | | | |
../ [ | | | |
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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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Pexxnmbl pesaHuna Cutting datas
Ncnonnenne AFV Design AFV

B cooTBeTCTBMM C NpMBEAEHHBIMM TabNMLLAMN BeNNYMIHA NOAAYYN AO/IKHA 6bITb CKOPPEKTMPOBAHA B 3aBUCUMOCTH OT 06pabaTbiBaeMoro
MaTepuana 1 B COOTBETCTBUM C NONpaBoUHbiM Koadduumentom 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 ncnonb3oBaHum ¢pesbl riameTpom 6 Mm:
An example using a cutter with @ 6 mm is detailed:

Tabnuua pexkumoBs pesaHus / V -table

TBéppocTb Kf TiAIN
ISO Matepuan / Material Strength xf ] V.

[N/mm? - HB] z [m/min]
OCHOBHble KOHCTPYKUVOHHBIE CTaMN o/ 12 @0~ 150
General construction steel
ABTOMaTHble cTanu ) .
Free cutting steel <800 N/mm 1.2 100-150 Ta6nuua Bbi6opa nogay /f -table

z

3aKanéHHble HenervpoBaHHbIe cTanmn <800 N/mm 2 12 @0~ 150

Case hardened steel, non alloyed MonpaBoyHbIi KO3dPULMeHT /

AV

3aKanéHHble fiernpoBaHHble cTann 5 Correction factor
Alloyed case hardened steel <1000 N/mm 90-120 Kf [f,]
Henemposauume OTMYWEHHble CTaMM _ oo/

Tempering steel, non alloyed

HeneerOBaHHble OTNyLEeHHbIe CTanu <1000 N/mm 2

Tempering steel, non alloyed

nermpqsauuue OTnyLieHHbIe CTanmn <800 N/mm

Tempering steel, alloyed

ﬂermeBaHHble OTNyLEeHHbIe CTanu <1300 N/mm 2

Tempering steel, alloyed

CranbHoe nuTbé <850 N/mm 2

Steel castings

0,017

8 0,032 0,022 0,026

B cnyuae 06paboTKy 3aKanéHHOM NernpoBaHHON CTanm 3HauYeHrie NoNpPaBoYHOro KoadduLmeHTa no Tabnuue:
Kf (f,) = 1 (cooTBeTcTBYeT 100 %) f, = 0,024

B cnyyae 06paboTKy nervpoBaHHo OTNyLeHHON cTanu <1300 N/mm?BennumnHa nogaum 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? 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:
Mopaua Ha 3y6 / Feed per tooth: =f_ «Kf(f)

Ona cnyyas nnyHxepHoro ¢pe3epoBaHuA = 3HaueHue no Tabnuue / Yncno 3ybbes
For axial plunge milling: = Table value / Number of teeth
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Pexxumbl pesaHna Cutting datas
WcnonHernne AFV Design AFV

Mopaua Ha 3y6 npu pagnanbHom ry6uHe pesaHnsa 0,2 - 0,3 mm
Feed per tooth with radial depth of cut from 0,2 - 0,3 mm

2d, MonpaBouHblii Ko3dduumenT / Correction factor Kf [fz]
[mm] 1 0,7 0,8 0,9 11 1,2 1,5 1,6 1,8 1,9 2d,

Y
A

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

0,016 0,011 0,013 0,014 0,018 0,019 0,024 0,026 0,029 0,030 E—
<
x
wn
0,024 0,017 0,019 0,022 0,026 0,029 0,036 0,038 0,043 0,046 'l_;
[N
Y
0,040 0,028 0,032 0,036 0,044 0,048 0,060 0,064 0,072 0,076
14 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 npu pagnanbHon rny6uHe pesaHna go 10% ot gnametpa ¢ppesbi (8 d,)
Feed per tooth with radial depth of cut of 10% of the cutter (z d,)
2d, MonpaBouHbiin koapduument / Correction factor Kf [fz]
[mm] 1 0,7 0,8 0,9 11 1,2 1,5 1,6 1,8 1,9
0,008 0,006 0,006 0,007 0,009 0,010 0,012 0,013 0,014 0,015
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 i \
e
x
n
0
10 0,033 0,023 0,026 0,030 0,036 0,040 0,050 0,053 0,059 0,063 o
Y
14 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

MpumeuaHne:
Monpagoy. koadpdument —Kff,=1,10 npua,=1xd, n—Kff,=1,25npu a,=0,5xd,
[ina dpe3 6e3 NOKPbITUA NoAaUa AOMKHA ObITb CHXKeHa 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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Pexxnmbli pe3aHunA

VcnonHeHne AFV

Cutting datas
Design AFV

Mopaua Ha 3y6 npu pagnanbHon rny6uHe pesaHna fo 20% ot gnametpa ¢ppesbi (8 d,)
Feed per tooth with radial depth of cut of 20% of the cutter ( d,)

2d,
[mm] 1

0,005

0,010

0,015

0,025

14 0,035

0,045

25 0,063

0,7

0,003

0,007

0,010

0,017

0,024

0,031

0,044

MonpaBouHblit koadppuument / Correction factor Kf [fz]

0,8

0,004

0,008

0,012

0,020

0,028

0,036

0,050

0,9

0,004

0,009

0,013

0,022

0,031

0,040

0,056

11

0,005

0,01

0,016

0,027

0,038

0,049

0,069

1,2

0,006

0,012

0,018

0,030

0,042

0,054

0,075

1,5

0,007

0,015

0,022

0,037

0,052

0,067

0,094

1,6

0,008

0,016

1,8

0,009

0,018

0,009

0,019

ad

Y

A

A
0,024 0,027 0,028 ~
el
x
\n
I
0,040 0,045 0,047 w
A
0,056 0,063 0,066
a,=0,20xd,

0,072

0,100

0,081

0,113

0,085

0,119

AV

Mopaua Ha 3y6 npu pagnanbHon rny6uHe pesaHna go 40% ot gnametpa ¢ppesbi (2 d,)

Feed per tooth with radial depth of cut of 40% of the cutter (2 d,)

2d,
[mm] 1

0,004

0,008

0,012

0,020

14 0,028

0,036

25

0,050

0,7

0,002

0,005

0,008

0,014

0,019

0,025

0,035

MonpaBouHbii Koapduumnent / Correction factor Kf [f:]

0,8

0,003

0,006

0,009

0,016

0,022

0,028

0,040

0,9

0,003

0,007

0,010

0,018

0,025

0,032

0,045

11

0,004

0,008

0,013

0,022

0,030

0,039

0,055

1,2

0,004

0,009

0,014

0,024

0,033

0,043

0,060

1,5

0,006

0,012

0,018

0,030

0,042

0,054

0,075

1,6

0,006

0,012

0,019

0,032

0,044

0,057

0,080

1,8

0,007

0,014

0,021

0,036

0,050

0,064

0,090

1,9

0,007

0,015

0,022

0,038

0,053

0,068

0,095
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MpumeyaHue:
Monpasouy. koa¢pduument — Kff,=1,10npna, =1xd; n—Kff,=125npu a,=0,5xd,
[ina dpes 6e3 NOKpbITUA NoAaya AOMKHa ObITb CHXKeHa 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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Pexxumbl pesaHna Cutting datas
WcnonHernne AFV Design AFV

Mopaua Ha 3y6 npu pagnanbHo rny6urHe pesaHna fo 60% ot anameTtpa ¢pesbl (3 d,)
Feed per tooth with radial depth of cut of 60% of the cutter (2 d )

2d, MonpaBouHbii koapduument / 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,

Y
A

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

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 0,011 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 N
Y
14 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 pagnanbHoi rny6uHe pesaHna ao 80% ot anameTtpa ¢pesbl (3 d,)
Feed per tooth with radial depth of cut of 80% of the cutter (2 d,)

2d, MonpaBouHbiin koapduumeHT / Correction factor Kf [fz]
[mm] 1 0,7 0,8 0,9 11 1,2 1,5 1,6 1,8 1,9

0,002 0,001 0,002 0,002 0,002 0,003 0,003 0,004 0,004 0,004

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

0,007 0,005 0,006 0,006 0,008 0,009 0,0m 0,012 0,013 0,014

0,012 0,008 0,010 0,0M 0,013 0,015 0,018 0,020 0,022 0,023

0,017 0,012 0,014 0,015 0,019 0,021 0,026 0,028 0,031 0,033

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

Mpumeuanne:
Monpasou. koapduument —+Kff,=1,10 npua,=1xd, n—Kff,=1,25npn a,=0,5xd,
[ina ¢ppes 6e3 NOKpbITUA Nofaya A0MKHa ObiTb CHUXKeHa 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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Pexxnmbli pe3aHunA

VcnonHeHne AFV

Cutting datas
Design AFV

MNopaua Ha 3y6 npu ppesepoBaHnm nasos =» ap =0,5xd,
Feed per tooth when full slot milling =» ap=0,5xd,

2d,
[mm] 1

0,004

0,009

0,013

0,022

14 0,032

0,042

0,7

0,002

0,006

0,009

0,015

0,022

0,029

0,8

0,003

0,007

0,010

0,017

0,025

0,033

0,9

0,003

0,008

0,0m

0,019

0,028

0,037

1,1

0,004

0,009

0,014

0,024

0,035

0,046

1,2

0,004

0,010

0,015

0,026

0,038

0,050

1,5

0,006

0,013

0,019

0,033

0,048

0,063

MonpaBouHblii koadppuumenT / Correction factor Kf [f,]

1,6

0,006

0,014

0,020

0,035

0,051

0,067

1,8

0,007

0,016

0,023

0,039

0,057

0,075

1,9

0,007

0,017

0,024

0,041

0,060

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 ¢pesepoBaHMM Nas3oB =pap =1 xd,
Feed per tooth when full slot milling =»ap=1xd,
2d, MonpaBouHbin koapduument / Correction factor Kf [f,]
[mm] 1 0,7 0,8 0,9 11 1,2 15 1,6 1,8 1,9

0,003

0,006

0,008

0,014

14 0,021

0,027

25 0,036

0,002

0,004

0,006

0,010

0,015

0,019

0,025

0,002

0,005

0,007

0,01

0,017

0,022

0,029

0,002

0,005

0,008

0,013

0,019

0,025

0,033

0,003

0,006

0,009

0,016

0,023

0,030

0,040

0,003

0,007

0,010

0,017

0,025

0,033

0,044

0,004

0,009

0,013

0,021

0,031

0,041

0,055

0,004

0,009

0,014

0,023

0,033

0,044

0,058

0,005

0,0m

0,015

0,026

0,037

0,049

0,066

0,005

0,0m

0,016

0,027

0,040

0,052

0,069
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Mpumeuanne:
[ina ¢pes 6e3 NOKpbITUA Nofaya A0MKHa ObiTb CHUXKeHa Ha 10 - 20%.

Attention:
Feed rates are reduced by 10 - 20% for uncoated tools.
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Pexxumbl pesaHna Cutting datas
WcnonHernne AFV Design AFV

MNopaum gna ¢ppes co chpepuueckum KOHLOM 1 ana o6paboTku TopLom ¢ppesbl
Feed rates for ball nosed- and High Feed cutters

KoHueBble €3bl CO CPepuyecknm
MoHonuTHble dppesbl MoHonuTHble ppesbl “Ko“ux ana oﬁpjﬁz:m 0O6paboTKa TopLiOM 0O6paboTKa TOpLIOM
€0 chepryeckum KOHLOM €0 chepryecKnM KOHLOM Aetaneit npecc-opm dpesbl 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
2d, @d, 2d,
@ e e
S S S
+ + +
¢ & &
d
! fz [mm] fz [mm] fz [mm] fz [mm] fz [mm]
[mm]

AFV

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

MpumeuaHne:
[ina ppe3 6e3 NoKpbITUA Nofaya JOMKHa ObITb CHUKeHa Ha 10 - 20%.

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

Other highlights from our milling range.

Cucrema ARNO* Duo-Mill ARNO* milling-system Duo-Mill
(Ope3a ABOMHOro Ha3HaYeHus.
OfviH Kopnyc AfA yCTaHOBKM ABYX
TUMOB MMACTVH: KBagpPaTHbIX

W NNacTviH ans
BbICOKOMPOV3BOAUTENBHOMO
dpesepoBaHus.

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

®pesbi ARNO® FTA ARNO* milling-system FTA

CHWXKeHre cebecToMmocTun
06paboTKM MAOCKOCTEN.

Face milling tool for cost reduction.

Cucrtema ARNO° FOA ARNO’ milling-system FOA
®Ope3bl gna 06paboTKM NnockocTen
C NO3UTUBHbBIMU KPYTbIMM

1 BOCbMUTPaHHbIMU NAacTUHAMMU.

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

Ona nonyyeHusa nogpo6Hon nHpopmaumm, noXxanymncra, noceTmte cantTbl www.arno.de
M WWW.arnoru.ru unm cBsXKurtecb ¢ npeacrasmurenbctsBom 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.




ARNO

WERKZEUGE

PM and HSS milling cutters

We have a passion for precision.

UcnonHeHne

FP - onsa o6paboTKkuy cTanu, HepKaBetLel CTanm 1 INTbA
FPA - nns 06paboTKuy antoMnHNS

FPT - pna o6paboTkuy TUTaHa 1 TUTAHOBbIX CNJ1aBOB

FS - nna o6paboTKuy CTanu, Hep>KaBetoLWEeN CTanun U NTbs

Design

FP - for steel, stainless steel and cast materials
FPA - for aluminium

FPT - for titanium and titanium alloys

FS - for steel, stainless steel and cast materials
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0630p Pppe3 n3 nopowkoson HSS-cranun Overview powder metal HSS milling

OnucaHne Konunuecteo Tun WcnonHeHne Yron cnupanu N306pakeHne
3y6beB
Description Flutes Type Design Helix angle Picture

FP - YuueepcanbHasa ¢pesa ana ctanu, Hepxaseloweii ctanu u nutba / Universal cutter for steel, stainless steel and cast materials

Y PM-
HuBepcanbHas PM-dpesa KopoTkan

FP60120-... 2 . 30°
Universal PM-cutter short

Crp.

Page

248

PM-¢dpesa co chepryeckim KOHLOM KOpOTKas
FP60320-... 2 . 30°
PM-Full ball-nose milling cutter short

250

YHuBepcanbHaa PM-dpesa YNbTpakopoTKkasa
FP60135-... 3 i 30°
Universal PM-cutter extra short

252

YHusepcanbHaa PM-¢ppesa
FP601.0-... 4-6 i kopotKas 30°
Universal PM-cutter short

254

YepHosaa PM-dpesa KOpOTKas

FP618.0-... 3-6 . 30°
PM-Roughing cutter short

256
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0630p Pppe3 n3 nopowkoson HSS-cranun

Overview powder metal HSS milling

OnucaHune Konnuecteo Tun
3y6beB
Description Flutes Type

YepHoasa PM-dppe3sa

FP618.1-... 3-6 ,
PM-Roughing cutter

YepHoaa PM-ppe3sa

FP619.0-... .
PM-Roughing cutter

YepHoBas PM-¢ppesa
FP620.1-... 3-6 X
PM-Roughing cutter

Yucrosana moHonutHasa PM-ppesa

FPA61530-... 3
PM-Fine finishing milling cutter

Yucrosaa moHonutHas PM-dpesa
FPA62232-...

PM-Fine finishing milling cutter

YepHoBasa moHonnTHas PM-ppe3sa
FPA62132-... 3 . s
PM-Roughing milling cutter

FP - YHusepcanbHble dpesbl gnis cTanu, Hepxagelowei ctanu u nntba / Universal cutter for steel, stainless steel and cast materials

FPA - YHusepcanbHble ¢ppesbi gna antomunns / Universal cutter for aluminium

WcnonHeHne Yron cnupanun N306paxkeHne Crp.

Design Helix angle Picture Page

ANVHHan
30°

N
(93]
¢

long

KOpOTKaa

N
o
o

short

ANVHHas
30°

N
(o)
N

long

NN AN

KopoTKas
43,5°

N
N
iy

short

CBEPXANNHHAsA

N
(o))
(o)}

extra long

CBEpXANMHHasA
43,5°

268

extra long

s
e
e
y
=

ARNO " -Werkzeuge | CneumanbHble LieHbl 245



0630p MOHONUTHDbIX ¢ppe3 13 nopowKkoBon HSS-ctanm Overview powder metal HSS milling

OnucaHue Konunuecrtso

3y6beB Tun

WcnonHeHne Yron cnupann N306paxeHne Crp.

Description Flutes Type Design Helix angle Picture Page

FPT - YuueepcanbHbie dppesbl gna TutaHa u TuTaHoBbix cnnagos / Universal cutter for Titanium and Titanium alloys

KOPOTKasn C OXNaxaeHrem
KoHueBas ppesa

FPT622.0-... 4-6 short with through tool 35°

PM-End mill 270

coolant

YepHoBas MOHONUTHasA
PM-¢pesa KOpoTKas

FPT619.0-... 4-6 . -
PM-Roughing milling cutter short

272

YepHoBaa MOHONUTHasA

PM-¢dpesa
CBepXANMHHaA
FPT619.2-... 4-6 ) . 30°
PM-Roughing milling cutter extra long

274

MIANNA

FS - YuuBepcanbHbie ¢ppesbl gna ctanm, HepxkaBetoweii ctanu n nutba / Universal cutter for steel, stainless steel and cast materials

YHusepcanbHaa HSS-ppesa KopoTKas
FS60120-... 2 . 30°
Universal HSS-cutter short

276

YHuBepcanbHasa HSS-ppesa KOpOoTKas
Universal HSS-cutter short

FS60140-...

N
N
o

YepHosasa HSS-ppesa KOpOoTKas
FS620.0-... 3-4 i 30°
HSS-Roughing cutter short

280

MR
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WCMNOJIHEHUE FP
WERKZEUGE Design FP

We have a passion for precision.

Bbicokaa nponsBoanNTeNbHOCTb U MUHMMaJbHbIN N3HOC.
Ana o6paboTKn cTanu, HepKaBeloLwen ctanu,
3K30TNYECKNX MaTepunasioB 1N NNTbA.

Great performance and minimal wear for machining
steel, stainless steel, exotics and cast materials.

YHuBepcanbHble ppesbl M3rotToBNeHbl METOAOM NMOPOLLKOBOWA
meTannyprun. TiIAIN-noKpbITue, obecneurBatoLLee BbICOKYIO

MPOYHOCTb, N3HOCOCTONKOCTb 1 MOBbILLAIOLLIEe
3¢ PEeKTNBHOCTb NPOoLEeCcCcOB ppe3epoBaHUS.

This powder metal cutter with its TiIAIN
coating is extremely strong, wear resistant
and flexible.



YHuBepcanbHble PM-¢dpesbl Universal PM-cutter

2 3y6a, KOpoTKME

'R

g 2 ) 30° ) HB
( N ([ )

TiAIN | PM-HSS

v v

FP60120-...

2 flutes, short design

Crp. Page
282 -285

XBocToBuK / Shank
DIN 6535HB

FP60120-050

FP60120-070

FP60120-090

FP60120-120

FP60120-200
-
o FP60120-250 25,0 25 26 102
[Llonyck /Tolerance [Lnana3oH gnameTpos / Diameter range (mm)
(pm) 21-3 >3-6 >6-10 >10-18 > 18- 30
0 0 0 0 0
hé
-6 -8 -9 -1 -13

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

248 ARNO® -Werkzeuge | CneumanbHble LieHbl Bce pasmepbl yKasaHbl 8 MM / Dimensions in mm



YHuBepcanbHble PM-¢dpesbi

2 3y6a, ANVHHbIE

2 flutes, long design

Universal PM-cutter

[ ]
Crp. Page
282 -285
2 ) 30° ) HB
( )
PM-HSS
AN V J

1 )
-

( )
TIAIN
4

FP60121-...

XsocToBuk / Shank d d,
DIN 6535HB 8 h6 1

FP60121-050
FP60121-070
FP60121-090
FP60121-120
FP60121-160 16,0 16 32 92
FP60121-200 38
FP60121-250 25,0 25 45 121
[Llonyck /Tolerance [Mnana3oH anameTpos / Diameter range (mm)
(pm) 21-3 >3-6 >6-10 >10-18 > 18 - 30
0 0 0 0 0
hé
-6 -8 -9 -1 -13

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

Bce pasmepbl ykasaHbl B MM / Dimensions in mm

ARNO " -Werkzeuge | CneyuanbHble LieHbl
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PM-¢pe3bl co chepnyeckmum KOHLOM PM-Full ball-nose milling cutter

2 3y6a, KopoTKne 2 flutes, short design

g 30° ) HB
( N ([ )
TiAIN  PM-HSS
. V AN V J

FP60320-...

Crp. Page
282 -285

XBocToBuK / Shank d d
DIN 6535HB A 1

FP60320-030 3,0 6 5 49 15
FP60320-050 50 6 8 52 2,5

FP60320070

FP60320-090

FP60320-120 12,0 12 16 73 6,0
FP60320-160 16,0 16 19 79 8,0
FP60320-200 20,0 20 22 88 10,0

FP60320-250 25,0 25 26 102 12,5

‘ Honyck / Tolerance

‘ Papnyc / Radius

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

250 ARNO” -Werkzeuge | Cneumaanble LieHbI Bce pasmepbl ykaszaHbl B MM / Dimensions in mm



PM-¢pesbl co chepuyeckmm KOHLOM PM-Full ball-nose milling cutter

2 3y6a, ANVHHbIE 2 flutes, long design

~

FP60321-... @

Crp. Page
282 -285

30° HB

TiAIN | PM-HSS

XBocToBukK / Shank
DIN 6535HB A 1

FP60321-040 4,0 6 n 63 2,0
FP60321-060 6,0 6 13 68 3,0

FP60321-080

FP60321-100 10,0 10 22 95 5,0

FP60321-140 14,0 12 26 110 7,0
FP60321-180 18,0 16 32 123 9,0
FP60321-220 22,0 20 38 4 11,0

‘ Lonyck / Tolerance

‘ Papuyc/ Radius +0 02 ‘

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

Bce pasmepbl ykasaHbl 8 MM / Dimensions in mm ARNO " -Werkzeuge | CneumanbHble LieHbl 251



YHuBepcanbHble PM-¢dpesbi

3 3y6a, ynbTpakopoTKmne

~

FP60135-...

XsocToBuk / Shank d d,
DIN 6535HB 8 h6 1

Universal PM-cutter

3 flutes, extra short design

L. )

Crp. Page
282 -285

FP60135-050
FP60135-070
FP60135-090
FP60135-120
FP60135-160 16,0 16 19 79
FP60135-200
-
o FP60135-250 25,0 25 26 102
[Llonyck /Tolerance [wnana3oH anameTpoB. / Diameter range (mm)
(pm) 21-3 >3 -6 >6-10 >10-18
0 0 0 0
hé
-6 -8 -9 -1

\ 30°) HB
( N ([ )
TiAIN  PM-HSS
v v
da

0
-13

252 ARNO® -Werkzeuge | CneumarnbHble LieHbl

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

Bce pasmepbl ykasaHbl B Mm / Dimensions in mm



YHuBepcanbHble PM-¢dpesbi Universal PM-cutter

3 3y6a, KOpOoTKMe 3 flutes, short design

=

FP60130-... @

L)

Crp. Page
282 -285

_ 3 ) 30° ) HB

. N [ ~
TiAIN  PM-HSS

XsocToBuk / Shank d d,
DIN 6535HB 8 h6 1

FP60130-050
FP60130-070
FP60130-090
FP60130-120
FP60130-160 16,0 16 32 92
FP60130-200 _
FP60130-250 25,0 25 45 121
Honyck /Tolerance [vnana3oH gnameTpos / Diameter range (mm)
(pm) 21-3 >3-6 >6-10 >10-18 >18-30
0 0 0 0 0
hé
-6 -8 -9 -1 -13

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

Bce pasmepbl ykasaHbl 8 MM / Dimensions in mm ARNO " -Werkzeuge | CneumanbHble LieHbl 253



dd

YHuBepcanbHble PM-¢dpesbi

4 - 6 3y6beB, KOPOTKME

~

FP601.0-...

Universal PM-cutter
4 - 6 flutes, short design

30°

Crp. Page
282 -285

HB

TiAIN | PM-HSS

XBocToBuK / Shank
DIN 6535HB

FP60140-030 3,0 6 8 52 4
FP60140-050 50 6 13 57 4

FP60140-070

FP60140-090 9,0 10 19 69 4
FP60140-120 12,0 12 26 83 4

FP60140-160 16,0 16 32 92 4

FP60140-200 20,0 20

FP60140-250 25,0 25

FP60160-300 25

‘ Lonyck / Tolerance ‘

‘ XBocToBuUK / Shank hé

254  aArnO® -Werkzeuge | CneumanbHble LieHbl

104 4

@ = OcHoBHoe npuMeHeHue / Main application
O = Ponyctumoe nprmeHeHme / Suitable

Bce pa3mepbl ykasaHbl B MM / Dimensions in mm



YHuBepcanbHble PM-¢dpesbl Universal PM-cutter

4 - 6 3y6beB, ANVHHbIE 4 - 6 flutes, long design

L 30° ) HB
( N ([ )
TiAIN  PM-HSS
& V J V J

FP601.1-...

Crp. Page
282 -285

XBocToBukK / Shank
DIN 6535HB A 1

FP60141-070

FP

}J,onycx / Tolerance

‘ XBocToBuK / Shank

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

Bce pasmepbl ykasaHbl 8 MM / Dimensions in mm ARNO " -Werkzeuge | CneuuanbHble LieHbl 255



YepHoBbie PM-¢pe3bl PM-Roughing cutter

3 - 6 3yObeB, KOPOTKNME 3 - 6 flutes, short design

~

FP618.0-... .

Crp. Page
l 282 -285
Menkun/ fine )

TiAIN PM—HSS\

4

) e ° J J

—
w
o

N\

-
&
I
E

N\

(&

7!
}

<<

XsocToBuk / Shank d d,
DIN 6535HB js12 h6 1

FP61840-200 20,0 20 38 104 4 - I
FP61850-250 25,0 25 45 121 5 |

dd

FP61860-300 30,0 25 45 121
Lonyck /Tolerance [Avana3oH anameTpos / Diameter range (mm)
(um) 21-3 >3-6 >6-10 >10-18 >18-30 >30-50 i
0 0 0 d
hé
6 -8 9 Bl 13 -16

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

256 ARNO® -Werkzeuge | CneupanbHble LeHbl Bce pasmepbl ykasaHbl B MM / Dimensions in mm



YepHoBbie PM-¢pe3bi PM-Roughing cutter

3 - 6 3yObeB, CpefHel ANVHbI 3 - 6 flutes, mid-length design

P

FP618.6-... .

Crp. Page
l 282 -285
Menkuin/ fine
/

TiAl N\ PM—HSS\

4

<220 ¥2) o2 ) p,

~
w
o
-
s
&
I
E
N\

i
i

XsocToBuk / Shank d d,
DIN 6535HB js12 h6 1

I

FP61836-070 70 6 19 63 3 ‘
I

FP61836-090 9,0 10 28 74 3 ‘
I

FP61846-120 12,0 12 40 97 4 ‘
I

FP61846-160 16,0 16 48 108 4

FP61846-200 20,0 20 58 122 4 N
FP61856-250 25,0 25 68 144 5 |
FP61866-300 30,0 25 68 144 6

Honyck /Tolerance [AvnanasoH anameTpos / Diameter range (mm)
(um) 21-3 >3-6 >6-10 >10-18 >18-30 >30-50 i
0 0 0 0 0 0 d
hé
6 -8 9 Bl -13 -16

SET-FP61836 TiAIN

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

Opesbl B Habope: d d,
Shank js12 h6 !

FP61836-080 8,0

2x --> FP61836-120 12,0 12 40 97 4
Kop ans 3akasa / Ordering discription SET-FP61836 TIAIN

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

Bce pasmepbl ykasaHbl 8 MM / Dimensions in mm ARNO " -Werkzeuge | CneyuanbHble LieHbl 257



YepHoBble PM-¢dpe3bi

3 - 6 3yObeB, ANVHHbIE

PM-Roughing cutter

3 -6 flutes, long design

[
Crp. Page
lzszfzss
L 36 ) L 30° ) HB Mean?l/ﬁne)
N N\
TiAIN | PM-HSS
- - V V

<020 ° ‘S‘J \>02 ° J J
XBocToBuK / Shank d d, | | ,
DIN 6535HB js12 hé !
FP61831-070 70 10 30 80 3
FP61831-090 9,0 10 38 88 3
FP61841-120 12,0 12 53 110 4
FP61841-160 16,0 16 63 123 4
FP61841-200 20,0 20 75 141 4
FP61851-250 25,0 25 90 166 5
FP61861-300 30,0 25 90 166

-
o

Lonyck /Tolerance [vnana3oH gnameTpos / Diameter range (mm)
(um) =21-3 >3-6 >6-10 >10-18 >18-30 >30-50

258 ARNO® -Werkzeuge | CneuparbHble LeHbl

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

Bce pa3mepbl ykasaHbl B MM / Dimensions in mm



YepHoBbie PM-¢pe3bi PM-Roughing cutter

4 - 6 3y6beB, YNbTPAKOPOTKNME 4 - 6 flutes, extra short design
(]
[
Crp. Page
l2827285
E46 ) 45° HB ) MenKmﬁ/ﬁne) P,
(] R R N\
TiAIN = PM-HSS
- - V
\<@20 ° ‘5‘/ >@20° )

FP619.5-... “

XsocToBuk / Shank d d,
DIN 6535HB js12 hé ! 2

FP61945-080 8,0 10 n - 61 4
FP61945-120 12,0 12 16 28 73 4

FP61955-160 16,0 16 19 31 79 5

FP61965-200 20,0 20 22 38 88 6 _

Llonyck /Tolerance [nanasoH gnameTpos / Diameter range (mm)
(pm) 21-3 >3-6 >6-10 >10-18 > 18- 30
0 0 0 0 0
hé
-6 -8 -9 -1 -13 o
L

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

Bce pasmepbl ykasaHbl 8 MM / Dimensions in mm ARNO " -Werkzeuge | CneyuanbHble LieHbl 259



YepHoBble PM-¢dpe3bi

3 - 6 3yObeB, KOPOTKNME 3 - 6 flutes, short design

W

PM-Roughing cutter

Menkuia / fine

Crp. Page
l 282 -285

(] N )
TiAIN | PM-HSS
<o ¥ Lone J J
XBocToBuK / Shank d d, d | I | ,
DIN 6535HB js12 hé 2 ! 2
FP61940-050 50 6 - 13 - 57 4
FP61940-070 70 10 - 16 - 66 4
FP61940-090 9,0 10 - 19 - 69 4
FP61940-110 11,0 12 10,5 22 27 80 4 _
FP61940-130 13,0 12 - 26 - 84 4
FP61950-150 15,0 12 - 26 - 85 5
FP61960-180
-
o FP61960-250 25,0 25 24 45 63 121 6
Honyck /Tolerance [Avana3oH gnameTpos / Diameter range (mm)
(pm) =21-3 >3-6 >6-10 >10-18 > 18 - 30
0 0 0 0 0
hé
6 -8 9 n -13

260 ARNO® -Werkzeuge | CneuparnbHble LeHbl

da

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

Bce pa3mepbl ykasaHbl B MM / Dimensions in mm



YepHoBbie PM-¢pe3bi PM-Roughing cutter

3 - 6 3yObeB, KOPOTKNME 3 - 6 flutes, short design

) M N (o N
: i Crp. Page
lZSZ*ZSS
_ 36 ) 30") HBJ prthlﬁ/COarSe) )
) )
TiAIN | PM-HSS
<00 ¥ Lon- J J

FP620.0-...

s

XBocToBuK / Shank d d, | |
DIN 6535HB js12 h6 '

FP62030070 70 10 16 66 3
FP62030-090 9,0 10 19 69 3

FP62040-120

FP62040-160

FP62040-200 20,0 20 38 104 4
FP62050-250 25,0 25 45 121 5
FP62060-300 30,0 25 45 121 6

Lonyck /Tolerance [nana3oH srnameTpos / Diameter range (mm)
(um) =21-3 >3-6 >6-10 >10-18 >18-30 >30-50

0 0 0 0 0 0 d
hé

-6 -8 -9 -1 -13 -16

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

Bce pasmepbl ykasaHbl 8 MM / Dimensions in mm ARNO " -Werkzeuge | CneumanbHble LieHbl 261



PM-Roughing cutter
3 -6 flutes, long design

YepHoBble PM-¢dpe3bi

3 - 6 3yObeB, ANVHHbIE

( \ ) ) N
- [
282285
U 3-6J L 30 o) HBJ KpynHbiin / coarse) )
) )
TiAIN  PM-HSS
<00 ¥ lon- J J
FP620.1-... §
XBocToBuK / Shank d d, | | ,
DIN 6535HB js12 hé !
FP62031-070 70 10 30 80 3
FP62031-090 9,0 10 38 88 3
FP62041-120
FP62041-160
FP62041-200 20,0 20 75 41 4 |
FP62051-250 25,0 25 920 166 5
FP62061-300 30,0 25 920 166 6 =
-
")
Donyck /Tolerance [Jvnana3oH anametpos / Diameter range (mm)
(um) 21-3 >3-6 >6-10 >10-18 >18-30 >30-50
0 0 0 0 0 0 <iJ
hé

-13 -16

-6 -8 -9 -1

262 ARNO® -Werkzeuge | CneuparnbHble LeHbl

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

Bce pa3mepbl ykasaHbl B MM / Dimensions in mm



UCIMNOJIHEHUE FPA
WERKZEUGE Design FPA

We have a passion for precision.

Ddpe3bl ana o6paboTKM aNOMUHUA.

Cutters for aluminium milling.

CneuuanbHoe ucnosHeHne anst 06paboTKy antoMrHUA.
TiAIN-nokpbITHe, 0becneyrBaioLLee BbICOKYHO
NPOYHOCTb N U3HOCOCTONKOCTb.
BbicokoappekTnBHOE PppesepoBaHme

C BbICOKMM KaueCcTBOM 06paboTaHHOM
MOBEPXHOCTMU.

s - \\Y
: _:h

-
These especially developed powder metallurgy
cutters for aluminium are TiCN coated and

will provide high surface finish and maximum

cutting performance.



Yucrosble MOHONUTHbIE PM-dpesbl PM-Fine finishing milling cutter
3 3y6a, KOPOTKME =) ANs aNIlOMUHMSA 3 flutes, short design =» for Aluminium

Crp. Page
l 282 -285

3 435° HB I

TiCN | PM-HSS

FPA61530-...

XBocToBuK / Shank d d | |
DIN 6535HB A 1

FPA61530-140B
18

FPA61530-180B
FPA61530-200B

FPA61530-250B
FPA61530-300B 3

FPA61530-320B 32,0 32 106 186

- ,0 16 63 123
- ,0 16 63 123
- 20,0 20 75 141
- 25,0 25 90 166

0,0 25 90 166

vdd

‘ [Llonyck / Tolerance ‘

‘ XBocToBUK / Shank hé ‘

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

264 ARNO® -Werkzeuge | CneupanbHble LeHbl Bce pasmepbl ykasaHbl B MM / Dimensions in mm



KoHueBble PM-¢pe3bl PM-End mill

3 3y6a, KOPOTKME =¥ OIS aNtOMUHNSA 3 flutes, short design =» for Aluminium
L )
[ J
Crp. Page
282-285
¢ kaHanamn COXK
L 3 ) L 435 °) HA with ic )

KTiCN\ PM-HSS | hd
=z vV v

FPA62230-...

XBocToBukK / Shank
DIN 6535HA A 1

32,0 32 75 155

FPA62230-320B

Llonyck / Tolerance

XBocToBuK / Shank hé

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

Bce pasmepbl ykasaHbl 8 MM / Dimensions in mm ARNO " -Werkzeuge | CneyuanbHble LieHbl 265



YuctoBble MOHONUTHbIe PM-dpe3bl PM-Fine finishing milling cutter

3 3yba, CBepXAIMHHbIE =» [ aNIOMUHNA 3 flutes, extra long design =» for Aluminium

Crp. Page
282 -285

¢ kaHanamun COX
with ic

FPA62232-...
da
S oo |

FPA62232-200B 20,0 20 35 83 150
FPA62232-250B 25,0 25 40 150 226
FPA62232-320B 32,0 32 50 200 280

FPA62232-400B 40,0 40

| Lonyck / Tolerance ‘

XBocToBuK / Shank hé

vdd

266 ARNO® -Werkzeuge | CneuparnbHble LeHbl

@ = OcHosHOe npumeHeHue / Main application
O = lonyctmoe npumeHeHwe / Suitable

Bce pasmepbl ykasaHbl B MM / Dimensions in mm



YepHoBble PM-¢ppesbl PM-Roughing milling cutter

33y6a, KOPOTKME =» ANs ANOMUHNA 3 flutes, short design =» for Aluminium

Crp. Page
l 282 -285

3 435° HB I

TiCN | PM-HSS

FPA61930-...

XBocToBukK / Shank | |
DIN 6535HB A 1

FPA61930-100B 10,0 10 22 72
FPA61930-120B 12,0 12 53 110

FPA61930-140B

FPA61930-160B 16,0 1
FPA61930-180B 18,0 1
2
5,

- 20,0 2
!

X 6 63 123
, 6 63 123
! 0 75 141

5 90 166

5 20 166

FPA61930-320B 32,0 32 106 186 E
L
‘ Lonyck / Tolerance ‘

‘ XBocToBUK / Shank h6 ‘

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

Bce pasmepbl ykasaHbl 8 MM / Dimensions in mm ARNO " -Werkzeuge | CneyuanbHble LieHbl 267



YepHoBble PM-¢dpe3bi

PM-Roughing milling cutter

3 3y6a, CBepXA/IUHHbIE =) AJIS aNOMUHNA 3 flutes, extra long design = for Aluminium

FPA62132-...

Crp. Page
282 -285

c kaHanammn COX
with ic

XBocToBuK / Shank
DIN 6535HA

FPA62132-200B

FPA62132-250B

FPA62132-320B

FPA62132-400B

40,0 40 50 210 305

| Lonyck / Tolerance

XBocToBuK / Shank

hé

vdd

@ = OcHosHOe npumeHenue / Main application
O = lonycTmoe npumeHeHwe / Suitable

268 ARNO” -Werkzeuge | Cneu,maanble LieHbl Bce pasmepbl ykasaHbl B MM / Dimensions in mm



UCNOJIHEHUE FPT
WERKZEUGE Design FPT

We have a passion for precision.

®pe3bl gna o6paboTKM TTaHA.

Cutters for titanium milling.

CneyuanbHasa cepusa Gpes, M3roToBMIEHHbIX METOLOM MOPOLLKOBOW
MeTannypru, gna o6paboTKm TMTaHa 1 TUTAHOBbIX CMNJIABOB.

TiAIN-noKpbITHe, cneumnanbHasa reOMeTpuA U Hanuyme
kaHanos nogeoga COX genatot 371 ppesbl
naeanbHbIM pelleHnem ana 4aHHOTo NPUMEHEHNA.

These are excellent cutters for titanium and
titanium alloys, the tough powder metal, the
TiAIN coating, the especially developed
geometries and for some of the cutters through
coolant facility are ideal for this application.



KoHueBble PM-¢pe3bl PM-End mill

4 - 6 3ybbeB, KOPOTKME C PaANyCcoOM Npu BEPLUMHE =) AJ1A TUTaHa 4 - 6 flutes, short design, with corner radius =» for Titan

P

FPT622.0-...

Crp. Page
l 282 -285

c kaHanamu COX

\_ withic )

-
by
o

N\

s
w
vl

e
I
E

N\

TiAIN TDM—HSS\

I " 4 4

R J J

XBocToBuK / Shank
DIN 6535HB A 1

FPT62240-120B

FPT62260-300A

FPT62260-320B 32,0 32 106 186 6 0,76

Honyck / Tolerance

Papuyc/ Radius +0,127

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

270 ARNO" -Werkzeuge | CI‘IELI,I/IaHbeIe LieHbI Bce pasmepbl ykasaHbl B Mm / Dimensions in mm



PM-End mill

4 -6 flutes, extra long design, with corner radius =» for Titan

KoHueBble PM-¢dpesbi

4 - 6 3ybbeB, CBEPXAJIMHHbBIE, C PaANYCOM NPV BEPLUMHE =) 1A TUTaHa

.
o
= Crp. Page
282-285
c kaHanamn COX l
_ 46 ) \_ 35° HB ) | withic )
(] N R
TiAIN = PM-HSS -
[ J
~ L V V —
™oL R J J
FPT622.2-...
XBocToBukK / Shank
DIN 6535HB d d, I L I z R

FPT62242-160

FPT62262-250

| [Llonyck / Tolerance

Wﬂ
!

| Papuyc / Radius +0,127 ‘

@ = OcHosHoe npumererne / Main application
O = Ponyctmoe npumeHeHne / Suitable

Bce pasmepbl ykasaHbl B MM / Dimensions in mm
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YepHoBble MOHONUTHbIe PM-¢dpesbl PM-Roughing milling cutter

4 - 6 3ybbeB, C paAnyCcoM Npu BepLUNHE =) AnA TUTaHa 4 - 6 flutes, with corner radius = for Titan

TiAIN | PM-HSS
VLY

FPT619.0-...

Crp. Page
282 -285

XBocToBuK / Shank d d | |
DIN 6535HB A 1 ‘7

-
8
0,
0,

,0 10 22 72 4 0,50
,0 12 53 110 4 0,76
,0 12 53 110 4 0,76
,0 16 63 123 4 0,76

5,0 25 45 121 6 0,76

5,0 25 90 166 6 0,76

,0 25 45 121 6 0,76

,0 25 90 166 6 0,76

2,0 32 53 133 6 0,76

FPT61960-250B
FPT61960-300A

1
1
1
1
1
2
2
3
3

FPT61960-300B
FPT61960-320A 3

FPT61960-320B 32,0 32 106 186 6 0,76

Jonyck / Tolerance

Papuyc/ Radius +0,127

@ = OcHosHoe npuMeHerue / Main application
O = Ponyctmoe nprmeHetne / Suitable

272 ARNO® -Werkzeuge | CneumanbHble LieHbl Bce pa3mepbl ykasaHbl 8 MM / Dimensions in mm



YepHoBble MOHONUTHbIE PM-dpesbl PM-Roughing milling cutter

4 - 6 3ybbeB, CBEPXJIMHHbIE, C PAAUYCOM MPY BEPLUVHE =) AN1A TUTaHa 4 - 6 flutes, extra long design, with corner radius =» for Titan

c kaHanamu COX

\_ withic )

Crp. Page
l 282 -285

~
by
o
N\
s
&
I
E
N\

TiAIN | [PM-HSS

2LV 4

. J

-

FPT621.2-...

XBocToBukK / Shank
DIN 6535HB A 1 2

da
——l—r—
FPT62142-160
FPT62162-250
| [Lonyck / Tolerance
=] .
| Papnyc / Radius +0,127
eoctosm/Shank b -
d Bl

FPT

@ = OcHoBHoe NpumuHeHe / Main application
O = Ponyctmoe npumeHeHne / Suitable
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YepHoBble MOHONUTHbIE PM-dpes3bl PM-Roughing milling cutter

4 - 6 3ybbeB, C pafnyCcoM Npu BepLUNHE 4 - 6 flutes, with corner radius

TIAIN | PM-HSS
VLY

FPT619.2-...

Crp. Page
282 -285

XBocToBuK / Shank
DIN 6535HB A 1

FPT61942-140B

16,0 16 63 123 4 0,76
18,0 16 63 123 4 0,76
20,0 20 75 141 4 0,76
25,0 25 90 166 6 0,76
30,0 25 45 121 6 0,76
30,0 25 90 166 6 0,76

FPT61962-250B J
FPT61962-300A
FPT61962-300B

FPT61962-320A 3

2,0 32 53 133 6 0,76
FPT61962-320B 32,0 32 106 186 6 0,76

‘ Lonyck / Tolerance

‘ Papmyc / Radius +0,127

@ = OcHoBHoe npumeHeHue / Main application
O = flonyctumoe npumerexue / Suitable
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UCNOJIHEHWUE FS
WERKZEUGE Design FS

We have a passion for precision.

Ana o6paboTKM cTanu, Hep>KaBeloLwen CTanu n INTbA.

General purpose for
steel, stainless steel and cast materials.

YHuBepcanbHble ¢ppe3bl ¢ TIAIN-nokpbiTeMm.
MoaxodaT ana cyxoro ¢ppesepoBaHuA.

Universal cutter with TiAIN coating which
can also be run dry.



YHuBepcanbHble HSS-¢dpesbi Universal HSS-cutter

2 3y6a, KOpoTKME

/

2 flutes, short design

'R
Crp Page
282 285

2 ) 30° )

-
( ( N
TiAIN = HSS-Co8

. J J
FS60120-... "
I
XsocToBuk / Shank d d, | | :I =
DIN 6535HB e8 hé !
FS60120-030
FS60120-050
FS60120-080
FS60120-120
FS60120-200 20,0 20 220 88
Lonyck /Tolerance [nanasoH gnameTpos / Diameter range (mm) =
(pum) =21-3 >3-6 >6-10 >10-18 >18-30

S4

@ = OcHosHOe npumeHenme / Main application
O = lonycTmoe npumeHeHwe / Suitable
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MoHonuTHbie HSS-dpe3bl HSS-Ball-nose milling cutter
€0 chepryeCcKUM KOHLIOM 2flutes, short design

2 3y6a, KopoTKue

2

Crp. Page
282 -285

g 2 ) 30° ) HB

( N [ )
TiAIN | HSS-Co8

4

\ J L J
FS60320-...
da
XBocToBMK / Shank d d R
DIN 6535HB e8 h6A |1 ! +/-0,02 ][

FS60320-030

3,0 6 5 49 15
FS60320-050 50 6 8 52 2,5

FS60320-080

FS60320-120 12,0 12 16 73 6,0 _
FS60320-200 20,0 20 22 88 10,0
Lonyck /Tolerance [mana3oH arnameTpos / Diameter range (mm)
(um) >1-3 >3-6 >6-10 >10-18 >18-30
0 0 0 0 0
hé
6 -8 -9 Bl -13

FS

@ = OcHoBHoe npumeHeHue / Main application
O = Ponyctmoe npumeHerne/ Suitable
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YHuBepcanbHbie HSS-¢ppesbl

4 3y6a, KOpoTKNe

~

FS60140-...

XBocToBuK / Shank | |
DIN 6535HB A 1

FS60140-050 5,0 6 13 57

FS60140-080

FS60140-120

FS60140-160

FS60140-200

‘ Lonyck / Tolerance

‘ XBocToBukK / Shank hé

Sd
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Universal HSS-cutter

4 flutes, short design

[ ]
- Crp. Page
282 -285
g E 4 ) 30° ) HB
( N ([ N
TiAIN  |HSS-Co8

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

Bce pasmepbl ykasaHbl B Mm / Dimensions in mm



HSS-uepHoBblie ¢ppesbl HSS-Roughing cutter

3 - 4 3y6a, KOPOTKME 3 - 4 flutes, short design

-
Crp. Page
282 -285
-

30° HB

TiAIN = HSS-Co8 P RIN
M e[S O
KpynHbii / coarse V V .

FS618.0-...

da
XBocToBuK / Shank d d, | | ,
DIN 6535HB js12 hé !
FS61830-060 6,0 6 13 57 3
FS61830-080 8,0 10 19 69 3 !
FS61840-100 10,0 10 22 72 4 ‘
FS61840-120 12,0 12 26 83 4 !
FS61840-140 14,0 12 26 83 4 ‘
FS61840-160 16,0 16 32 92 4 ‘
FS61840-180 18,0 16 32 92 4 i
FS61840-200 20,0 20 38 104 4 ‘
|
Lonyck /Tolerance [Avnana3oH anameTpos / Diameter range (mm)
(um) =21-3 >3-6 >6-10 >10-18 >18-30
js12 +50 +60 +75 +90 +105 [ /
0 0 0 0 0
hé
-6 -8 -9 -1 -13
- %ﬁ’

FS

@ = OcHoBHoe npumeHeHue / Main application
O = Ponyctmoe npumeHeHne / Suitable
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HSS-uepHoBblie ¢ppe3bl

3 - 4 3y6a, KOPOTKME

FS620.0-...

XBocToBuK / Shank
DIN 6535HB

FS62030-060
FS62030-080
FS$62040-100
FS62040-120
FS62040-140
FS62040-160
FS62040-180
FS62040-200

Lonyck /Tolerance
(um)
js12

hé

S4
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js12

6,0

8,0

10,0
12,0
14,0
16,0
18,0
20,0

21-3
+50

HSS-Roughing cutter

3 - 4 flutes, short design

:g 1, | z
6 13 57 3
10 19 69 3
10 22 72 4
12 26 83 4
12 26 83 4
16 32 92 4
16 32 92 4
20 38 104 4

[wnana3oH anameTpoB / Diameter range (mm)

>3-6 >6-10 >10-18 >18-30
+60 +75 +90 + 105

0 0 0 0

-8 -9 -1 A3

Menkuin / fine

—
Crp. Page
282 -285
-

TiAIN | HSS-Co8 (P OIN]
= o 8
v |V '

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

Bce pasmepbl ykasaHbl B MM / Dimensions in mm



ARNO

WERKZEUGE

Bestell-Hotline: 0800/276 69 59

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




Pexxnmbl pesaHua gna PM- n HSS-¢pes
WcnonHenue FP, FPA, FPT, FS

Teéppocts MlonpasoHsiit C NoKpbITUEM ‘ be3 nokpbiTua
ISO Matepuan Ko3ppuLmMeHT

mm i)
SaranenHble neruposanHbie crani
Tepmoo6paboTaHHbIe HenernpoBaHHble cTanu
T
ASOTVIPOBBHHbIe cTann —
T

ABTOMaTHble CTanu 12

30-40

Tepmoo6paboTaHHbie NermpoBaHHble CTanmn 30-40

30-40

30-40

MoawwnnHuKoBble cTanun

MNHCTpyMeHTanbHble GbicTpopeKyLyme cranm
MHCTpyMeHTabHbIe ropsYeluTamnoBble cTanu
Hepxagetowwas ctanb GepputHas

Hepxagetowwas ctanb GpepputHas/MapTeHCUTHaR

Hep»aBelowjas cTanb aycTeHUTHas
010
040
I R B
1 - e
I R B
NaTyHb, 6poH3a 1 kpacHas 6poH3a, 06pasytoLyne KOPOTKYIO CTPYXKY <600 11 _
Mnacrukn, conepaume Gu6py I N B
e R R T
Monu6aeH n MonnbaeHoBbIe CrinaBbl e

Hukenesble cnnasbl

Cepblii uyryH 100-350

BbICOKONPOYHDIN YyryH 300-500

350-450

Benbin uyryH

YepHblii 3aKaNneHHbIN YyryH 350-450

ANOMWHWNI (HeNerMpoBaHHbIA 1 HU3KOJIErMPOBaHHbIN) <350

AnoMUHMeBble cnniasbl 0,5-10% Si <400

AntoMuHuneBble criaBbl >15% Si <400

CnnaBbl Mean <700

CneyunanbHble crnaBbl Megn <300HB

CnnaBbl HUKeENA N Xpoma

CnnaBbl HUKeNA N Kobanbra

aponpounsie s A R o-14

TutaHoBble cNNaBbl

<45HRC

65-70 HRC

3akanéHHble ctanun

H

MNp! Mpu npop: Na3oB PeKOMEHAYeTCA CHU3UTb CKOPOCTb pe3anua (Vc) Hal5 - 20%.

Mpusep p p ABNAIOTCH YCPEAHEHHBIMM, UCMONB3YITE MX C YYETOM MNOMPABOK AN KaXKAOr0 KOHKPETHOTO Cilyyas.
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Cutting datas PM- and HSS End mill
Design FR, FPA, FPT, FS

Strength Correction factor uncoated ‘ coated

Tempering steel, alloyed “
] ww
s | wm

IS0 Material

1,2

Free cutting steel

Alloyed case hardened steel

30-40

Tempering steel, non alloyed

30-40

30-40

Nitriding steel

Roller bearing steel 30-40

High-speed steel

Hot working tool steel

Stainless steel, ferritic

Stainless steel, ferritic/martensitic

<350 19
o memso
I R
- e
[ R
<600 i L woeo
Thermoplastics
Fibre-reinforced plastics
Molybdenum and molybdenum alloys _—_

Nickel alloys

Stainless steel, austenitic

100-350

Grey cast iron with lamellar graphite

300-500 30-40

Speroidal cast iron

350-450

White cast iron, tempered

350-450 30-40

Black cast iron, tempered

Aluminium (non alloyed, low alloyed)

Aluminium alloys 0,5%-10% Si <400

<400

Aluminium alloys > 15% Si

Copper wrought alloys <700

Special copper alloys <300HB

Short-chipping brass, bronze, red bronze

Nickel-chromium alloys

Nickel and cobalt alloys

Nickel-cobalt-chromium alloys

Titanium alloys

<asWRC |
seeoHRC |

65-70 HRC

Tempered steel

H

Attention: For full slot machining reduce V. around 15-20%.

The datas given are only approximate values. It can be necessary to adjust these datas to the individual machining operation.
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Pexxumbl pesaHuna gna PM- n HSS-¢ppes3 Cutting datas PM- and HSS end mill

VicnonHewnwe FP, FPA, FPT, FS

Mopaua Ha3y6 f, [mm]
Feed per tooth f [mm]

Design FP, FPA, FPT, FS

O6paboTKka nasa 3a OAUH Npoxoa O6paboTKa nasa 3a HECKOJbKO NMPOXOL0B MnyHxepHoe ppesepoBaHme
Full slot milling (in one cut) Proile slot milling (internal profile milling) Circular ramping
d1 YepHoBas /Roughing  Yucrosas o6paboTka /
Fine cutting
[mm] fz [mm] fz [mm] £z [mm] fz [mm] fz[mm]
1,0
1,5 0,005 0,005 0,007 0,002 0,001
2,0
3,0 0,010 0,010 0,016 0,005 0,003
4,0
5,0 0,017 0,017 0,033 0,009 0,006
M 6,0
e
7,0 0,026 0,025 0,051 0,012 0,008
8,0
% 9,0 0,032 0,032 0,071 0,016 0,0m
>
10,0
12,0 0,044 0,044 0,101 0,022 0,015
iy | 14,0
O
= 16,0 0,062 0,062 0,135 0,031 0,021
18,0
20,0 0,078 0,078 0,167 0,039 0,026
-
wn
22,0
25,0 0,098 0,098 0,208 0,049 0,033
28,0
30,0 0,120 0,120 0,230 0,060 0,041
32,0
40,0 0,150 0,150 0,260 0,070 0,050
Mpumeuanme:
ﬂﬂﬁ ONTUManbHOro pesynbTaTa PeKoOMeHAyeTCA NPUMEHATb
nonyTHoe GppesepoBaHme.

284 ArRNO® -Werkzeuge | CneumnanbHble LieHbl

Attention:
For optimal results it is recommended to climb mill.

OcHoBHas popmyna pacyeta / General rule:

Mopaua Ha 3y6 / Feed per tooth: = fz « Kf (fz)

Ana nny pHoro dpesep = n3 /uncno 3y6beB
For axial plunge milling: = Table value / Number of teeth

Bce pa3mepbl ykasaHbl B MM/ Dimensions in mm



Pexxumbl pe3aHna gna PM- n HSS-¢ppe3 Cutting datas PM- and HSS end mill
WcnonHenne FP, FPA, FPT, FS Design FP, FPA, FPT, FS

Mopaua Ha3y6 f, [mm]
Feed per tooth f [mm]

Yucrosaa o6paboTKa KOHTYpa YepHoBasA 06paboTKa KOHTYpa
Fine cutting Roughing
od, od, od, 24, od,

l

d, FeomeTpus Ana KOHTYypHoI1 06paboTku / Geometry for peripheral milling FeomeTpus ans uepHosom 06paboTku / Geometry for roughing
[mm] fz[mm] fz[mm] fz[mm] fz[mm] fz[mm] fz[mm]
1,0
1,5 0,007 0,007 0,007 0,007 0,007 0,007
2,0
3,0 0,012 0,012 0,010 0,013 0,012 0,010
4,0
5,0 0,026 0,020 0,015 0,021 0,018 0,016
6,0 o
L
7,0 0,045 0,028 0,021 0,031 0,027 0,022
8,0
9,0 0,061 0,036 0,025 0,052 0,034 0,031 <
o
10,0 L
12,0 0,091 0,049 0,034 0,057 0,047 0,041
14,0 -
o
16,0 0,121 0,067 0,046 0,079 0,066 0,057 LL
18,0
20,0 0,151 0,083 0,057 0,101 0,084 0,073
w
22,0 LL
25,0 0,188 0,104 0,072 0,129 0,108 0,093
28,0
30,0 0,225 0,127 0,088 0,161 0,135 0,116
32,0
40,0 0,240 0,170 0,120 0,200 0,160 0,140
MNpumeuanne:
Jins onTManbHOro pesynbTaTa peKOMeH/yeTcA NPUMEHATH
nonyTHoe GpesepoBaHme.
Attention:

For optimal results it is recommended to climb mill.

OcHoBHas ¢popmyna pacueta / General rule:

Mopaua Ha 3y6 / Feed per tooth: = fz « Kf (fz)

[Ana nny pHoro ¢pesep = n3 /4ucno 3y6bes
For axial plunge milling: = Table value / Number of teeth
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ARNO

WERKZEUGE

Bestell-Hotline: 0800/276 69 59

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




ARNO

WERKZEUGE

Solid carbide thread milling cutters

We have a passion for precision.

NcnonHeHne

AFT - Pe3b60oBble dpe3bl A 06paboTKu BHYTPEHHEN

ISO - pe3b6bl

- Pe3bboBble dpesbl ania 06paboTKY BHYTPEHHEN
UNC - pe3b6bl

- Pe3bboBble dpesbl ana 06paboTKy BHYTPEHHEN
UNF - pe3b6bl

- Pe3bboBble dpesbl ana 06paboTKy BHYTPEHHEN
BSP(G) - pe3b6bl

- Pe3bboBble dpesbl ana 06paboTKy BHYTPEHHEN
NPT - pe3b6bl

¢ A

Design

AFT - Thread milling cutter ISO - internal thread
- Thread milling cutter UNC - internal thread
- Thread milling cutter UNF - internal thread
- Thread milling cutter BSP(G) - internal thread
- Thread milling cutter NPT - internal thread




0630p MOHONNTHDBIX TBEPAOCM/IABHbIX Overview solid carbide thread milling cutter

pe3bb6oBbix ppe3
0603HaueHue Konuuectso Tun WcnonHenne Yron cnupanun N306paxeHne Crp.
3y6beB
Description Flutes Type Design Helix angle Picture Page

AFT - Pe3b60Bble MOHONUTHBIE ppesbl AnAa BHyTpeHHel ISO-pesb6bl / Thread milling cutter ISO - internal thread

Pe3bboBble dppesbl Ana cpepHen AnnHbI
BHYTpeHHe |SO-pe3bbbl
AFT525.1-1SO... 3-5 . 15°
Thread milling cutter I1SO - medium length 292

internal thread

cpefHel anviHbl
c nogsogom COX
1 dpackamu
Thread milling cutter 1SO - medium length
with through tool
coolant

Pe3b6oBble ¢ppesbl ans
BHYTpeHHel |SO-pe3bbbl

AFT525.1-1S0...IK-F 3-4 15° 294

internal thread

Pe3bboBble dpe3bl Ana KopoTkue
BHYTpeHHe ISO-pe3bbbl c noasogom COX

AFT525.0-1S0...-IK 3-5 Thread mill | short 15°
read milling cutter ISO - with through tool

internal thread coolant

296

Pe3bboBble dpesbl ana
BHYTpeHHeN |SO-pe3b6bl

AFT52534-IS0... 3 - mini 15°
Thread milling cutter ISO -

internal thread

298

MARANRRNN
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0630p MOHONNTHDBIX TBEPAOCM/IABHbIX Overview solid carbide thread milling cutter
pe3bb6oBbix ppe3

OnucaHune Konunuectso Tun WcnonHeHne Yron cnupanu MN306paxeHne Crp.
3y6beB
Description Flutes Type Design Helix angle Picture Page

AFT - Pesb6oBble MoHONMTHBIE dpe3bl ana BHyTpeHHei UNC / Thread milling cutter UNC - internal thread

Pe3b6OBbI? bpesbl gns CpepHeit BMHbI
BHyTpeHHen UNC-pe3bbbl
AFT525.1-UNC... 3-5 15° 300
Thread milling cutter UNC - dium lenath
internal thread mecdium leng
Pe3b60Bble Gppesbl Ans CpeAHed AnvHb!
BHyTpeHHeln UNC-pe3bbbl  © ”0”2)0“0"' CoX
1 packamn
AFT525.1-UNC...IK-F 3-5 . 15°
Thread milling cutter UNC-  medium length 301
internal thread with through tool
coolant

Pe3b6oBbie dpesbl ans

BHyTpeHHeln UNC-pe3bbbl

AFT52534-UNC... 3 . mini 15°
Thread milling cutter UNC -

internal thread

302

AFT - Peab6oBble MoHONMTHBIE dpesbl ansa BHyTpeHHei UNF / Thread milling cutter UNF - internal thread

Pe3b6oBble ppesbl ans

BHyTpeHHeln UNF-pe3bbbl CpeAHen AnnRL
AFT525.1-UNF... 3-5 . 15° 303
Thread milling cutter UNF - medium length
internal thread
cpefHen ANviHbl
Pe3b6oBble Gppesbl Ans c nogeopnom COX
15° 304

BHyTpeHHen UNF-pe3b6bi 1 dpackamm

AFT525.1-UNF...IK-F 3-5 » .
Thread milling cutter UNF - medium length

with through tool
coolant

internal thread

AFT - Pe3b6oBble MOHONUTHBIE dppe3bl ANA BHyTpeHHel BSP(G) / Thread milling cutter BSP(G) - internal thread

Pe3sbboBble ppesbl Ana cpeaHeit AnviHbl
BHYTpeHHeln BSP-pe3b6bl cnopsopom COX
AFT525.1-BSP...IK 3-5 i 15°
Thread milling cutter BSP - rped|um length 305
. with through tool
internal thread coolant
AFT - Peab6oBble moHonUTHbIE dppesbl ansa BHyTpeHHein NPT/ Thread milling cutter NPT - internal thread
KOpoTKIe
Pe3b6oBble dpesbl ana ¢ nogsogom COX
BHyTpeHHel NPT-pe3b6bl 1 dackamm
AFT525.1-NPT...IK-F 3-4 15°
Thread milling cutter NPT - ~ short 306
internal thread with through tool
coolant

ARNO " -Werkzeuge | CneyuanbHble LieHbl

289



Apyron NHCTPYMEHT 13 Hallen HOMEeHKaTypbl.

Other highlights from our milling range.

Cucrema ARNO* Duo-Mill ARNO* milling-system Duo-Mill
(Ope3a ABOMHOro Ha3HaYeHus.
OfviH Kopnyc AfA yCTaHOBKM ABYX
TUMOB MMACTVH: KBagpPaTHbIX

W NNacTviH ans
BbICOKOMPOV3BOAUTENBHOMO
dpesepoBaHus.

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

®pesbi ARNO® FTA ARNO* milling-system FTA

CHWXKeHre cebecToMmocTun
06paboTKM MAOCKOCTEN.

Face milling tool for cost reduction.

Cucrtema ARNO° FOA ARNO’ milling-system FOA
®Ope3bl gna 06paboTKM NnockocTen
C NO3UTUBHbBIMU KPYTbIMM

1 BOCbMUTPaHHbIMU NAacTUHAMMU.

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

Ona nonyyeHusa nogpo6Hon nHpopmaumm, noXxanymncra, noceTmte cantTbl www.arno.de
M WWW.arnoru.ru unm cBsXKurtecb ¢ npeacrasmurenbctsBom 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.




UCTTONTHEHUE AFT
WERKZEUGE Design AFT

We have a passion for precision.

TBepaocnnasHble pe3bboBble ¢ppe3bl gns
06paboTKM CTann, aNloMUHNA N HEMETAIOB.

Solid carbide thread mills for
steel, aluminium and none ferrous materials.

MoHonuTHble TBEpAOCNIaBHbIe pe3bboBble ppesbl

N3 MENKO3epPHNCTOro TBEpAOro crnnaea ¢ nokpbitiem TiAIN,
B TOM uncne ¢ BHyTpeHHUMm nogsogom COX
N PEXYLLMMU KPOMKaMU ANA CHATUA GacKu.

Fine grain solid carbide cutters with TiAIN
coating, some with through tool coolant and
chamfering edge.



Pe3b6oBble ppe3bi
Ana BHyTpeHHen 1ISO-pe3b6bi

3 - 5 3ybbeB, yron HaknoHa -15° cpepHss anvHa

Thread milling cutter ISO-internal thread
3 -5 flutes, 15 degree helix angle, mid-length design

N
) °
M Crp. Page
lsosfsog
J U 35 ) 15°) HA
N [ )
60° . Menko-
Sty | | TIAIN || e
V granulation
- AN J
AFT525.1-ISO-...
G P _
XBocToBuK / Shank A
Pesbba/  Llar/ d d il | z
DIN 6535HA Thread Pitch "

AFT52531-1S0-M4x0.7

AFT52531-1SO-M6x1.0

AFT52541-1SO-M10x1.5

30,00 83

AFT52541-1S0-M14x2.0 10,0

AFT52551-1SO-M18x2.5 14,0 3750

14v
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Pe3b6oBble ppe3bl
Ana BHyTpeHHen 1ISO-pe3b6bi

3 - 5 3y6beB, yron Hak/oHa -15°, cpepHaAn anvHa

Thread milling cutter ISO-internal thread
3 -5 flutes, 15 degree helix angle, mid-length design

15° )

Crp. Page
308 -309

¢ KaHanamn COM

\ withic ~J

AFT525.1-I1SO-...IK

XBocToBuK / Shank G P | |
DIN 6535HA Pesbba/  LWar/ d, d ) 2

Thread Pitch

AFT52531-1SO-M8x1.251K

| AFT52541-150-M12x1.751K M12 175 10 95 26,25 80 4

AFT52541-1S0-M16x2.01K

Bce pasmepbl ykasaHbl B MM / Dimensions in mm

TIAIN |

4

J

HA ) l
Menko-

3€PHUCTDIN
Ultra micro
granulation

J

g

A
|
d

‘

4
=,
|
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Pe3b6oBble ppe3bi
Ana BHyTpeHHen 1ISO-pe3b6bi

3 - 5 3y6beB, yron Hak/oHa -15°, cpepHaAn anvHa

AFT525.1-ISO-...IK-F

Thread milling cutter ISO-internal thread
3 - 4 flutes, 15 degree helix angle, mid-length design

c kaHanammn COX

\ withic ~J

e N M M
[

Crp. Page

l308—309
_ J 3-4 15° ) HA )

4 1\
60° . B Menko-

TlAI N 3E€PHUCTbIN

Ultra micro

’ granulation
F J

XBocToBuK / Shank

P
DIN 6535HA War/ d d

Pitch

G
Pesbba /
Thread

AFT52531-1SO-M8x1.25IK-F

| AFT52541-1S0-M12x1.75IK-F

AFT52541-1SO-M16x2.01K-F

14v
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Bce pa3mepbl ykaszaHbl B MM / Dimensions in mm



Pe3b6oBble ppe3bl Thread milling cutter ISO-internal thread

ONA BHYTPeHHen ISO-pe3b6bl 3 - 5 flutes, 15 degree helix angle, short design
3 - 5 3y6beB, yron Hak/oHa -15°% KopoTkue

( 0

[
M F l Crp. Page
308 - 309
- _ 15°) HA
Menko- R
3ePHUCTBIN
m Ultra micro
V granulation
. )
AFT525.0-ISO-...
XBocToBuK / Shank G P Y

DIN 6535HA Pe3vba/ LWar/
Thread Pitch

AFT52530-1SO-M8x1.0

AFT52540-1SO-M12x1.0

AFT52540-1SO-M12x1.5

AFT52540-1SO-M14x1.5

AFT52540-1SO-M16x1.5

AFT52550-1SO-M20x1.5 M20 1,50 16 16,0 31,50 92 5 ‘

g

AFT
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Pe3b6oBble ppe3bi Thread milling cutter ISO-internal thread
ONA BHYTPeHHen ISO-pe3b6bl 3 - 5 flutes, 15 degree helix angle, short design

3 - 53y6beB, yron HaknoHa -15° KopoTkue

-
[
Crp. Page
M F lsos—sw
I\ J U 3-5 15° HA )
-
Menko- )
3€PHUCTDIN
Ultra micro
granulation
c kaHanamn COX V
\ withic J J

AFT525.0-I1SO-...IK ‘ da ‘

XBocToBuK / Shank

G [
DIN 6535HA Pesb6a/  Llar/ d, d I, I z

Thread Pitch

AFT52530-I1SO-M8x1.01K M8 1,00 6 6,0 13,00 57 3

AFT52540-1SO-M12x1.0IK

AFT52540-1SO-M12x1.51K M12 1,50 10 9,5 19,50 72 4

AFT52540-1SO-M14x1.51K M14 1,50 10 10,0 22,50 83 4

AFT52540-1SO-M16x1.51K

AFT52550-1ISO-M20x1.51K M20 1,50 16 16,0 31,50 92 5 ‘

g

14v
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Pe3b6oBble ppe3bl Thread milling cutter ISO-internal thread
ONA BHYTPeHHen ISO-pe3b6bl 3 - 5 flutes, 15 degree helix angle, short design

3 - 53y6beB, yron HaknoHa -15° KopoTkue

[

Crp. Page
M F l308—309

I\ J U 3-5 15° ) HA

' ' T N
. B Menko-
TlAI N 3E€PHUCTbIN
Ultra micro
granulation
c kaHanamn COX
\_ withic F) )

AFT525.0-I1SO-...IK-F

XBocToBuK / Shank G P
DIN 6535HA Pess6a/  Llar/ d, d n I A z

Thread Pitch

AFT52540-1SO-M10x1.0IK-F

AFT52540-1SO-M12x1.0IK-F

AFT52540-1SO-M12x1.5IK-F

AFT52550-1SO-M16x1.51K-F M16 1,50 18 14,0 24,65 102 90° 5

AFT
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Pe3b6oBble ppe3bi
Ana BHyTpeHHen 1ISO-pe3b6bi

3 3y6a, yron HakfoHa -15°% MuHn

Thread milling cutter ISO-internal thread

3 flutes, 15 degree helix angle, mini design

AFT52534-1SO-...

XBocToBuK / Shank G P d d | I

DIN 6535HA Pesbba/ LWar/
Thread Pitch

AFT52534-1SO-M2x0.4

AFT52534-1SO-M2.5x0.45

AFT52534-1SO-M4x0.7

AFT52534-I1SO-M6x1.0

AFT52534-I1SO-M10x1.5

14V
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N ([ N
[
M Crp. Page
lsos—sw
J 3 ) 15°) HA
60° R KT.AIN\ Menko-
3ePHUCTBIN
m I Ult’:a micro
granulation
. J )

Bce pasmepbl ykasaHbl B MM / Dimensions in mm



CBepneHue, cHATUE packm N Hape3aHue Drilling, countersinking and internal thread milling

BHyTpeHHEI‘/'I p63b6bl 2 flutes, 15° degree helix angle, long design

2 3y6a, yron HaKknoHa -15° gnimHHble

Crp. Page
l 308 -309
.

¢ KaHanamn COX

\ with ic

Menko-

.
TIAIN | g

V gravtion

AN

AFT52621-1SO-...IK-F

XBocToBukK / Shank
DIN 6535HA

G P
Pe3bba/ LWar/ d, d d, 73 3 2
Thread Pitch

AFT52621-1SO-M8x1.25IK-F 74 16,27 1725 1,25

AFT52621-ISO-M12x1.75IK-F M12 13,5 89 24,21 25,38 1,50

AFT
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Pe3b6oBble ppe3bi Thread milling cutter UNC-internal thread
anAa BHYTpeHHEI‘/'I UNC-pe3b6bI 3 -5 flutes, 15 degree helix angle, mid-length design

3 - 53y6beB, yron HakoHa -15° cpeaHelt AnHbI

( N
[
Crp. Page
U NC l308—309
_ 15°) HA

60° (MEHKO- R
3ePHUCTbIN
Ultra micro
’ granulation

. )

AFT525.1-UNC-...

XgocToBuk / Shank G P | |
DIN 6535HA Pesbba/  LWar/ d, d , z

Thread Pitch

AFT52531-UNC-5/16x18

| AFT52541-UNC-7/16x14 7/16" 14 8 8,0 23,60 72 4

| AFT52541-UNC-9/16x12 9/16" 12 10 100 31,80 83 4

‘ AFT52551-UNC-3/4x10 3/4" 10 14 14,0 40,60 104 5

14v
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Pe3b6oBble ppe3bl
ana BHyTpeHHen UNC-pe3b6bi

3 - 5 3y6beB, yron HaknoHa -15° cpeaHen ginHbl

AFT525.1-UNC-...IK-F

Thread milling cutter UNC-internal thread
3 -5 flutes, 15 degree helix angle, mid-length design

[
Crp. Page
U NC l308—309
I\ J U 3-5 15° ) HA
N\
. B Menko-
TlAI N 3E€PHUCTbIN
Ultra micro
granulation
c kaHanamn COX
\ with ic F) Y,

XBocToBukK / Shank

P
DIN 6535HA War / d d

Pitch

G
Pe3bba /
Thread

AFT52531-UNC-5/16x18IK-F 5/16"

‘ AFT52541-UNC-7/16x14IK-F 7/16" 14 89

AFT52541-UNC-9/16x12IK-F

9/16"

AFT52551-UNC-3/4x10IK-F 3/4" 10 16,0

22,62 80

39,29 110

Bce pasmepbl ykasaHbl B MM / Dimensions in mm

ARNO " -Werkzeuge | CneuuanbHble LieHbl
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Pe3b6oBble ¢ppesbl

ana BHyTpeHHen UNC-pe3b6bi

3 3y6a, yron HakfoHa -15°% MuHn

AFT52534-UNC-...

Thread milling cutter UNC-internal thread

3 flutes, 15 degree helix angle, mini design

-

UNC

~

&

°

15° )

Crp. Page
l 308 -309
HA

60°

S/

N

Menko-
3ePHUCTBIN
Ultra micro
granulation

J

XBocToBuK / Shank
DIN 6535HA

AFT52534-UNC-2x56

AFT52534-UNC-6x32

AFT52534-UNC-10x24

AFT52534-UNC-1/4x20

AFT52534-UNC-3/8x16

14V
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G
Pe3bba /
Thread

P
War /
Pitch

Bce pa3mepbl ykaszaHbl B MM / Dimensions in mm



Pe3b6oBble ppe3bl Thread milling cutter UNF-internal thread

ana BHyTpeHHen UNF-pe3b6bi

3 - 53y6a, yron HaknoHa -15°% cpefiHei AnHbI

3 -5 flutes, 15 degree helix angle, mid-length design

( N
[
Crp. Page
U N F l308—309
_ 15°) HA
60° Menko-
3ePHUCTbIN
Ultra micro
granulation
. )

AFT525.1-UNF-...

XgocToBuk / Shank G P | |
DIN 6535HA Pesbba/  LWar/ d, d ) 2

Thread Pitch

AFT52531-UNF-5/16x24

| AFT52541-UNF-7/16x20 7/16" 20 8 8,0 24,10 72 4

‘ AFT52541-UNF-9/16x18 9/16" 18 12 12,0 29,60 83 4 ‘

‘ AFT52551-UNF-3/4x16 3/4" 16 14 14,0 39,70 104 5

Bce pasmepbl ykasaHbl B MM / Dimensions in mm

g

ARNO " -Werkzeuge | CneumanbHble LieHbl
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14v

Pe3b6oBble ppe3bi Thread milling cutter UNF-internal thread
anAa BHYTpeHHEI‘/'I UNF-p63b6bI 3 - 5 flutes, 15 degree helix angle, mid-length design

3 - 53y6beB, yron HaknoHa -15° cpepHelt AnnHbI

UNF

- /

Crp. Page
l 308 -309

15° ) HA )

c kaHanamun COX

\ with ic

L 3-5
' N\
60° . B Menko-
TlAI N 3E€PHUCTbI
Ultra micro
granulation
‘ Vv v

AFT525.1-UNF-...IK-F

XBocToBuK / Shank

G P
DIN 6535HA Pesbba/  Llar/ d, d 1 | A z

Thread Pitch

AFT52531-UNF-5/16x24IK-F 5/16"

| AFT52541-UNF-7/16x20IK-F 7/16" 20 12 94 22,19 80 90° 4

AFT52541-UNF-9/16x18IK-F 9/16"

AFT52551-UNF-3/4x16IK-F 3/4" 16 20 17,0 38,86 110 90° 5

304 ArRNO® -Werkzeuge | CneumanbHble LieHbl
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Pe3b6oBble ppe3bl Thread milling cutter BSP(G)-internal thread
anAa BHYTpeHHEI‘/'I BS P(G)-pe3b6bl 3 - 5 flutes, 15 degree helix angle, mid-length design

3 - 5 3y6beB, yron HaknoHa -15° cpeaHen ginHbl

[

BSP l Crp. Page
308 -309
I\ J U 3-5 15° ) HA )
h Menko- B

3€PHUCTbIN

TIAl N Ult‘:a micro

granulation
v vV

J

¢ KaHanamu COX

\ with ic

AFT525.1-BSP-...IK

XBocToBuK / Shank G P | |
DIN 6535HA Pesbba/  Lar/ d, d ) 2

Thread Pitch

AFT52541-BSP-1/8x28IK

AFT52541-BSP-3/8x19IK

AFT52551-BSP-3/4x14IK

AFT
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Pe3b6oBble ¢ppesbl Thread milling cutter NPT-internal thread
ONA BHYTPeHHen NPT-pe3bb6bl 3 - 4 flutes, 15 degree helix angle, short design

3 - 4 3y6a, yron HaknoHa -15° KopoTkume
Crp. Page
v & Wl = g
3-4

15° HA

60° o Menko-
Yl TIAIN | | grpmucrn
granulation

N, V V

MMM

c kaHanamn COX

with ic
AFT525.1-NPT-...IK-F
vt Pewce/ Wt/ 4 4 1 Az
Thread Pitch
AFT52531-NPT-1/16x271K-F 1/16" 27 10 5,90 89 64 90° B
AFT52541-NPT-1/8x27IK-F 1/8" 27 12 7,80 8,9 70 90° 4
AFT52541-NPT-1/4x18IK-F 1/4" 18 16 10,05 13,4 81 90° 4
AFT52541-NPT-3/8x18IK-F 3/8" 18 18 13,45 13,4 81 90° 4

Bce pasmepbl ykasaHbl B MM / Dimensions in mm



ARNO

WERKZEUGE

Bestell-Hotline: 0800/276 69 59

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




308

Pexxumbl pe3aHus pe3b6oBbix ppe3

Ounametp

80-100 0,03-0,05 0,04-0,06
40-60 0,01-0,02 0,02-0,04

Mpepen npoyHocTU V.
[N/mm?] [m/min]

IS0 Matepuan

ABTOMaTHble cTann <800

{Hble cTanu <1000

{Hble nernpc

Tepmoo6paboTaHHble HeNlerupoBaHHble cTanun

Tepmoo6paboTaHHbIe NlernpoBaHHble CTanu

Aso'rwposau Hble cTann

MoawwnnHuKoBble cTanun

MHCTpyMeHTanbHble GbiCTpopeXyLyme cranu

MHCTP MeHTaJIbHble ropAaYelTamnoBble cTann

Hepxasetowwas ctanb GepputHas

Hepxagetowas ctanb GpepputHas/MapTeHCUTHaR

80-120 0,04-0,06 0,06-0,08
100-150 0,04-0,06 0,06-0,08

HepixaBelowan ctanb aycTeHNTHan

Cepbii uyryH 100-350

BbicOKONpPOUHbIii YyryH 300-500

350-450

Benbiin uyryH

YepHblii 3aKaneHHbI YyryH 350-450

275-300 0,06-0,08 0,08-0,10
180-200 0,03-0,04 0,04-0,05
<600 275-300 0,06-0,08 0,08-0,10
TepmonnacTukum 350-450 0,10-0,12 0,12-0,15
MnacTukn, conepxatume pruop 180-200 0,03-0,04 0,04-0,05

Mpadput

AnOMUHNI (HenermpoBaHHbIN N HU3KONErMpoBaHHbIN) <350

AntoMuHueBble cnnasbi 0,5-10% Si <400

<400

AnomunHuesble cnnaebl >15% Si

Cnnasbl Mean <700

CneunanbHble cniaBbl Mmean <300HB

JlatyHb, 6poH3a 1 KpacHas 6poH3a, 06pasyloLe KOPOTKYIO CTPYXKKY

Monu6aeH u monnbaeHoBbIe Crnaebl

HukeneBble cnnasbl

Cnnaebl HUKeNA n Xpoma

CnnaBbl HUKeNsA 1 Ko6anbTa

»aponpouHblie cnnasbl

TutaHoBbIe CNnaBbl

3aKanéHHble cTann <45HRC

sseobRC_ | f

65-70 HRC

H

n|. ¢ o] ABNAOTCA YCPeAHEHHbIMU, MCHOHbSyVITe MX CY4ETOM NOMPaBOK A/1A KaXA0ro KOHKPETHOro cny4as.

ARNO " -Werkzeuge | CneumanbHble LieHbl



Cutting datas thread milling cutters

Strength V. Diameter
/e f/min] | s0mm | a220mm
80-100 0,03-0,05 0,04-0,06
40-60 0,01-0,02 0,02-0,04

1SO 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 steel

Stainless steel, ferritic

Stainless steel, ferritic/martensitic

Stainless steel, austenitic 80-120 0,04-0,06 0,06-0,08
100-150 0,04-0,06 0,06-0,08

100-350

Grey cast iron with lamellar graphite

300-500

Speroidal cast iron

White cast iron, tempered 350-450

350-450

Black cast iron, tempered

275-300 0,06-0,08 0,08-0,10

180-200 0,03-0,04 0,04-0,05
<600 275-300 0,06-0,08 0,08-0,10
Thermoplastics 350-450 0,10-0,12 0,12-0,15

180-200 0,03-0,04 0,04-0,05
Molybdenum and molybdenur alloys I A

Nickel alloys

<350

Aluminium (non alloyed, low alloyed)

Aluminium alloys 0,5%-10% Si <400

<400

Aluminium alloys > 15% Si

Copper wrought alloys <700

Special copper alloys <300HB

Short-chipping brass, bronze, red bronze

Fibre-reinforced plastics

Nickel-chromium alloys

Nickel and cobalt alloys

Nickel-cobalt-chromium alloys

Titanium alloys

<asWRC |
seeoHRC |

65-70 HRC

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 | CneymanbHble LieHbl
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Apyron NHCTPYMEHT 13 Hallen HOMEeHKaTypbl.

Other highlights from our milling range.

Cucrema ARNO® Duo-Mill

(Ope3a ABOMHOro Ha3HaYeHus.
OfviH Kopnyc AfA yCTaHOBKM ABYX
TUMOB MMACTVH: KBagpPaTHbIX

W NNacTviH ans
BbICOKOMPOV3BOAUTENBHOMO
dpesepoBaHus.

Ope3bl ARNO° FTA

CHWXKeHre cebecToMmocTun
06paboTKM MAOCKOCTEN.

Cucrema ARNO° FOA

®Ope3bl gna 06paboTKM NnockocTen
C NO3UTUBHbBIMU KPYTbIMM
1 BOCbMUTPaHHbIMU NAacTUHAMMU.

ARNO* milling-system Duo-Mill

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

ARNO* milling-system FTA

Face milling tool for cost reduction.

ARNO’ milling-system FOA

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

Ona nonyyeHusa nogpo6Hon nHpopmaumm, noXxanymncra, noceTmte cantTbl www.arno.de

N WWW.arnoru.ru unm cBsXkutecb ¢ npeacraButenbcteom 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.
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PM and HSS deburring cutters

We have a passion for precision.

WcnonHeHne Design
AE - 4 3y6a, 60° AE - 4 flutes, 60°
- 4 3y6a, 90° - 4 flutes, 90°

- 4 3y6a, 120° - 4 flutes, 120°




0630p TBepaocnnaBHbix n PM-HSS-¢ppe3 Overview PM and HSS deburring cutters
ansa o6paboTkn pacok

0O603HayeHne KonunuectsBo Tun WcnonHeHne Yron cnupann N306paxkeHne Crp.
3y6beB
Description Flutes Type Design Helix angle Picture Page

AE - TeepgocnnaBHblie ¢ppesbl ana o6paboTku pacok / Solid carbide deburring cutter

TeBeprocnnasHble dpesbl
ana o6paboTku dpacok KOPOTKMe
AE63041-... 4 60°
Solid carbide
deburring cutter

314

short

TeeprocnnasHble dpesbl
ans obpaboTkm pacok KOPOTKIE
AE63241-... 4 hort 120°
shor
Solid carbide
deburring cutter

318

AE - PM-HSS-dpesbl ansa o6paboTku pacok / Powder metal deburring cutter

PM-HSS-¢pes3bl
ana o06paboTku Gpacok
AE63041-...-PM 4 KOpoTKne 60°
short
Powder metal
deburring cutter

315

PM-HSS-¢pesbl

ana obpaboTkm dpacok KOpOTKMe
AE63241-...-PM 4 120°

Powder metal short

deburring cutter

MR
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UCIMNOJIHEHUE AE
WERKZEUGE Design AE

We have a passion for precision.

MoKpbiTye ANA NOBbILLIEHNA
CKOpPOCTU 06paboTKM.

Coated for speed.

Bbnarogapa npumeHenuto TiAIN-noKpbITUA fOCTUraeTcA
CKOpPOCTb 06paboTKM Ha 50% 6onbLue Mo CpaBHEHNIO

C aHanoramu, He UMeLLMMN NOKPbLITUA.

MpumeHsaoTCAa AnAa 06paboTkm 60NbLIMHCTBA MaTeprasnoBs.
NHCcTpymeHT MmoxkeT ObiTb MCNONb30BaH ANA
paboTtbl 6e3 COXK nnm ¢ MUHMMaNbHbIM
ncnonb3osaHrem COX (MMS).

Thanks to the TiAIN coating this NC-drill can

be up to 50% faster than equivalent uncoa-

ted version. Suitable for nearly all materials.

The tools can be used with micro lubrication
coolant or run dry.



TeepaocnnaBHble ¢ppesbl
ana obpaboTku pacok
4 3y6a, 60°

AE63041-...

XBoctoBukK / Shank

AE63041-060

AE63041-100

v

314 ARNO® -Werkzeuge | CneumanbHble LieHbl

Solid carbide deburring cutter

4 flutes, 60°

hé

60° | TiAIN

vV |V

Menko-

3ePHUCTBIN
Ultra micro
granulation

—  J

Bce pasmepbl ykasaHbl B MM / Dimensions in mm



PM-HSS-¢pe3bl gna o06paboTku pacok Powder metal deburring cutter
4 3y6a, 60° 4 flutes, 60°

60°  TiAIN

. VoV

AE63041-...-PM

XBocToBuk / Shank A 1 A

AE63041-060-PM

AE63041-100-PM

Bce pasmepbl ykasaHbl 8 MM / Dimensions in mm ARNO " -Werkzeuge | CneyuanbHble LieHbl 315



TBeppocnnaBHble ¢ppesbl s 06paboTku pacok
4 3y6a, 90°

AE63141-...

XBocToBuK / Shank A 1 A

AE63141-060

AE63141-100

v

316 ArRNO® -Werkzeuge | CneumanbHble LieHbl

Solid carbide deburring cutter

4 flutes, 90°

hé

90° | TiAIN

vV |V

(om0

Menko-

3ePHUCTBIN
Ultra micro
granulation

—  J

Bce pasmepbl ykasaHbl B MM / Dimensions in mm



PM-HSS-¢pe3bl gna o06paboTku pacok Powder metal deburring cutter
4 3y6a, 90° 4 flutes, 90°

90° | TiAIN

. vV 1V

AE63141-...-PM

XBocToBuk / Shank A 1 A

AE63141-060-PM

AE63141-100-PM

Bce pasmepbl ykasaHbl 8 MM / Dimensions in mm ARNO " -Werkzeuge | CneyuanbHble LieHbl 317



TeBepaocnnaBHble ¢ppe3bl gnsa o6paboTkm pacok
4 3y6a, 120°

AE63241-...

XBocToBuK / Shank A 1 A

AE63241-060

AE63241-100

v
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Solid carbide deburring cutter

4 flutes, 120°

hé

120° | TiAIN

vV |V

(om0

Menko-

3ePHUCTBIN
Ultra micro
granulation

—v J

Bce pasmepbl ykasaHbl B MM / Dimensions in mm



PM-HSS-¢pe3bl gna o06paboTku pacok Powder metal deburring cutter
4 3y6a, 120° 4 flutes, 120°

120° | TiAIN

. vV 1V

AE63241-...-PM

XBocToBuk / Shank A 1 A

AE63241-060-PM

AE63241-100-PM

120°

Bce pasmepbl ykasaHbl 8 MM / Dimensions in mm ARNO " -Werkzeuge | CneumanbHble LieHbl 319



Apyron MHCTPYMEHT 13 Hallen HOMEHKaTypbl.

Other highlights from our drilling range.

ARNO’ - Cucrema cBepnexusa SHARK-Drill ARNO°® drilling-system SHARK-Drill

Flexible drilling system with smooth swarf
chambers for improved swarf evacuation.

Cuctema CBepIIeHVIsl, OXBaTbIBalOLLASA
LUIVPOKWIA 1ManasoH AMamMeTPOB 1
LUTAH.

ARNO’ - Cuctema ceepnenmna SHARK-Drill? ARNO’ drilling-system SHARK-Drill®

Maximum drilling performance
due to new geometry with excellent
swarf control.

FeomeTpuisa pexyLue nnacTuHbl obecneyrisaet
MaKCUMASTbHYIO MPON3BOLUTENIBHOCTb
1 3BaKyaLIo CTPYXKKU 113 30HbI Pe3aHus.

ARNO" - Cucrema SHARK-CUT ARNO" drilling-system SHARK-CUT

Turning and Drilling with
only one tool.

ToueHne n cBepJieHne C UCnojib3oBaHNeEM
OHOI0 YHMBEPCaJIbHOro MHCTPYMEHTA.

AnA nonyyeHna nogpo6bHon nHpopmMaLmm, noxKanyncra, noceTuTe cantbl www.arno.de n
WWW.arnoru.ru unm cBsXkutecb ¢ npeacrasutenbcteom 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.




ARNO

WERKZEUGE Solid carbide and PM-HSS drills

We have a passion for precision.

WcnonHeHne Design

SP -3xD SP -3xD
- 3 xD ans 06paboTKM antOMUHUS - 3 x D for aluminium
- 3 xD ans 06paboTKM Hep>KABEIOLLEN CTANN - 3 x D for stainless steel
- 3 xD PM-HSS-cBépna - 3 x D powder metal drill
-5xD -5xD
- 5 xD ans 06paboTKM antoMUHUS - 5 x D for aluminium
-5 xD ansi 06paboTKM HepP>KABEIOLLEN CTANN - 5 x D for stainless steel
- 5 xD ans 06paboTKM 3aKaIEHHOW CTanu - 5 x D for hardened steel
-7xD -7xD
- 7 xD PM-HSS-cBépna - 7 x D powder metal drill
-8xD -8xD
- 8 xD ans 06paboTKM aNtOMUHUS - 8 x D for aluminium
- 8 xD ansi 06paboTKM HepP>KABEIOLLEN CTANN - 8 x D for stainless steel
-10xD -10x D
-15xD -15x D
-20xD -20xD
- LleHTpoBOUHbIe cBEpna, 2 3y6a, 90° n 120° - NC spot drills, 4 flutes, 90° and 120°
- LleHTpoBOUYHbIe cBEpna - Centre drills




0630p TBepaocnnaBHbix  PM-HSS-cBEpn Overview of solid carbide drills and
powder metal drills

NcnonHeHne Tun OxnakaeHue Avametp M3o6paxeHune Crp.
. Through tool Diameter .

Design Type coolant fmml Picture Page

3xD

1,0-10,0
TBeppocnnaBHble cBEpna (63 nok
pbITYA)
3xD ) N 326
Solid carbide drill 1,0-20,0

(c noKpbITHEM)

TBeppocnnaBHble cBEpna

Solid carbide drill
3xD 3,0-20,0
ana 06paboTku antomuHua / for aluminium

anmMasHoe nokpbitue / diamont coated

w
w
()}

Powder metal drill

PM-HSS-cBépna
3xD X 1,0-13,0

A\

TeepaocnnaBHble CBEpna

1,0-20,0
5xD Solid carbide drill X

w
w
o

TBepgocnnaBHble cBEpna

Solid carbide drill
5xD 3,0-20,0
na o6paboTky antomuHma / for aluminium

anmasHoe nokpbiTve / diamont coated

TeepgocnnaBHble cBEpna

5xD Solid carbide drill X 3,0-14,0

nA 06paboTKM 3aKaneHHow cTanm /
for hardened steel

5

AN
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0630p TBepagocnnaBHbix n PM-HSS-cBEpn

Overview of solid carbide drills and
powder metal drills

N306paxkeHne Crp.
VcnonHenme Tun OxnaxpgeHune ﬂ,l'nameTp paxkeHn P
Desian Type Through tool Diameter Picture Page
9 ypP coolant [mm] 9
7xD
TBepgocnnaBHble CBEpna
7xD 107100 ~ 348
X Solid carbide drill X (6e3 nokpbITLA)
PM-HSS-cBépna
2,0-13,0

7xD Powder metal drill X 350

TBepaocnnaBHble cBEpna

3,0-12,0

8xD Solid carbide drill / 352

TBeppocnnaBHble CBEPNa

Solid carbide drill
8xD 3,0-14,0 354
AnA 06paboTKy antomuHuA / for aluminium
anmasHoe nokpbitue / diamand coated

TBepgocnnaBHble CBEpna

8xD Solid carbide dfill / 3,0- 14,0 356

ana obpaboTKM HepxKasetoLeln ctanm /
for stainless steel

TBepgocnnaBHble cBEpna
Solid carbide drill

TBepgocnnaBHble CBEpna
Solid carbide drill

TBepaocnnaBHble cBEpna
Solid carbide drill

3,0-14,0

3,0-12,0

ARNO " -Werkzeuge | CneyuanbHble LieHbl
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0630p LLEHTPOBOUHbIX CBEPN Overview Spot drills and centre drills

WcnonHeHmne Tun OxnaxpeHune Avametp N306paxeHne Crp.
. Through tool Diameter .
Design Type coolant [mm] Picture Page

LieHTpoBOuHble cBEpna / Spot drills and centre drills

TeepaocnnasHble LIeHTPOBOUHbIe CBEPNa
NC PA LIEHTD P X 2,0-200

Solid carbide NC spot drill

/ !
TeeppocnnasHble LIeHTPOBOYHbIE CBEPNa 363
Solid carbide centre drill X
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NCNOJIHEHWUE SP
WERKZEUGE Design SP

We have a passion for precision.

TBéppocnnasHble cBépna n PM-HSS-ceépna.

Carbide and powder metal drills to cover all materials.

CBépna 6e3 1 ¢ BHYTpeHHUMUN KaHanamu nogeopa COX.
YHMBepCanbHble, a TakKe ANA CBepneHna antoMUHUA 1
CBEpPNEeHnA HepKaBekLen cTanu.
TeepocnnasHble n HSS-cBEpna, N3roToBNEHHbIE
METOL,0M MOPOLLUKOBOW MeTanypruu.
TBepaocnnasHble CBEpNa AnA ceepneHuna
3aKaNnéHHoM cTanu.

Drills with and without through tool coolant,
geometries for stainless steel and aluminium
drilling, also powder metallurgy drills for
difficult applications.



TBepaocnnaBHble CBEépna Solid carbide drills

KOPOTKNE, 6e3 BHYTPEHHUX KaHanos nogsoga COXK short design, without through tool coolant
f \ ( Q
6e3 kaHanos COX _
HA withoutic | | M0710.0mm
|. N [ )
# 6e3 NoKpbITUA
Uncoated
1n8°) 30° h7 ) )
Menko-
3ePHUCTbIN
Ultra micro
granulation
—v J

0O603HaueHne d, d,
Designation h7 hé 1 2 3

SP0110-0033

1,
_

2

- 2

3

3

3

SP0270-0081

1 1,1 28 7 33
3 13 30 8 3,9
5 1,5 32 9 4,5
7 1,7 34 10 51
9 19 36 1 5,7
1 21 38 12 6,3
3 23 40 13 6,9
5 2,5 43 14 75
7 2,7 46 16 8,1
3 53 62 26 15,9

SP0530-0159 5

SP0550-0165 55 55 66 28 16,5

Mpumep 3akasa: SP0100-0030 VHM/FK

dSs

MpumeyaHune: Takxe NO 3aNpocy AOCTYNHbI CBEPNa ¢ xBocToBrKom no DIN 6535HB (c nbickoit).
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.
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TBepaocnnaBHble CcBEépna Solid carbide drills

KopoTkue, 6es noasopa COX short design, without through tool coolant

MNcnonHeHune / Execution 3 x D

O603HaueHne d, d,
Designation h7 hé6 1 2 3

SP

Mpumep 3akasa: SP0100-0030 VHM/FK

MpumeuaHue: Mo 3anpocy Takxe aoctyneH xsocToBuk no DIN 6535HB ¢ nbickoii.
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.
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TBepaocnnaBHble CBEépna Solid carbide drills

KOpOoTKMe, 6e3 nogeopa COX short design, without through tool coolant
N (—E;
6e3 nogeoga COX 1.0-20,0 mm

hé ) HA ) withoutic )

N N N
: TiAIN

140°) 30° m7 ) .
Menko-

3€PHUCTbIN
Ultra micro
granulation

J

|

— v

NcnonHeHune / Execution 3 xD

0603HaueHne d, d,
Designation m7 hé 1 2 3

SP0530-0159 53 6 66 28 15,9

dSs

MpumeyaHue: Takxe No 3aNpocy AOCTYNHbI cBEPna ¢ xBocToBrkom no DIN 6535HB (c nbickoit).
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.
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TBepaocnnaBHble cBEépna

KOpOTKMe, 6e3 nogeofa COX

NcnonHeHune / Execution 3 x D

O603HaueHne d, d,
Designation m7 hé6 1 2 3

SP1140-0342 14 12 102 55 34,2

Mpumeuanue: Mo 3anpocy Takxe gocTyneH xBoctoBuk no DIN 6535HB ¢ nbickoii.
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.

Bce pasmepbl ykasaHbl B MM / Dimensions in mm

Solid carbide drills

short design, without through tool coolant

0603HaueHne d, d,
Designation m7 hé 1 2 3

Mpumep 3akasa: SP0100-0030 VHM/TIALN

ARNO " -Werkzeuge | CneymanbHble LieHbl

SP
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TBepaocnnaBHble cBEépna

KOPOTKWE, C BHYTPEHHNUMUN KaHanaMmu noasofa COX

&=

NcnonHeHune / Execution 3 xD

0603HaueHne d, d,
Designation m7 hé

SPC0110-0033

1,

dSs

SPC0520-0156 5.2 6

66

28

1 3 45 7 33
3 3 45 7 39
5 3 55 14 4,5
7 3 55 14 51
9 3 55 14 57
)1 4 55 20 6,3
3 4 55 20 6,9
,5 4 55 20 75
,7 4 55 20 8,1
9 4 55 20 8,7
1 6 62 20 93

5 6 62 20 9,8
4 6 62 20 10,2
,6 6 62 20 10,8
,8 6 66 24 1,4
,0 6 66 24 12,0
15 6 66 24 12,5
3 6 66 24 12,9
/5 6 66 24 13,5

5 6 66 24 14,0
,8 6 66 28 14,4
,0 6 66 28 15,0

15,6

330 ARrRNO® -Werkzeuge | CneumanbHble LieHbl

Solid carbide drills

short design, with through tool coolant

C )L v s z
cnogsogom COX N
h6 ) HAK ) withic ) | h07200mm
|. ™\ N N
: TiAIN
140°) 30° m7 )\ V )
(Menco. )
Menko-
3€PHUCTbIN
Ultra micro
granulation
—

Mpumep 3akasza: SPC0100-0030 VHM/TIALN

MpumeyaHue: Mo 3anpocy Takxe [OCTyneH XBocToBUK No DIN 6535HB ¢ nibickoii.
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.

Bce pasmepbl ykasaHbl B MM / Dimensions in mm



TBepaocnnaBHble CcBEépna Solid carbide drills

KOPOTKME, C BHYyTPEHHMMM KaHanamu nogsoga COX short design, with through tool coolant

NcnonHeHume / Execution 3 x D

O603HaueHne d, d, 0603HaueHne d, d,
Designation m7 hé 1 2 3 Designation m7 hé 1 2 3

SPC1090-0327 10,9 12 102 55 32,7

1
1
1
SPC0720-0216 72 8 79 41 21,6 SPC1510-0453 1
1
1
1
1

111 12 102 55 333
1,3 12 102 55 339
1,5 12 102 55 34,5
n,7 12 102 55 351
11,9 12 102 55 35,7
2,5 14 107 60 375
3,0 14 107 60 39,0
3,5 14 107 60 40,5
51 16 115 65 45,3
538 16 15 65 474
6,5 18 123 73 49,5
6,9 18 123 73 50,7
175 18 123 73 52,5
8,0 18 123 73 54,0
8,8 20 131 79 56,4
19,0 20 131 79 570
98 20 131 79 594

Mpumep 3akasa: SPC0100-0030 VHM/TIALN
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TBepaocnnaBHble CBEépna Solid carbide drills

KOPOTKME, C BHYTPEHHMMM KaHanamum noasoga COXK, anmasHoe nokpbiTue short design, with through tool coolant, diamond coated

Q
cnogsogom COX ~
h6 ) HAK ) withic ) | >07200mm |
p N\ N 1
i DIAMANT
18°) 30° m7 . )
Menko-
3€PHUCTbIN
Ultra micro
granulation
v

WcnonHeHne / Execution 3 x D gna antomuHuna / for aluminium

[
[

|

0603HaueHne d, d,
Designation m7 hé 1 2 3

SPC0310-0093-ALU
.

SPC0450-0135-ALU

SPC0470-0141-ALU

SPC0490-0147-ALU

3
3
3
3
3
4
4
4
4
4
5
5
5
5
6,
6,
6,
6,
6,

L1 6 62 20 93
,3 6 62 20 9,9
,5 6 62 20 10,5
7 6 62 20 11
,9 6 66 24 n,7
L1 6 66 24 12,3
.3 6 66 24 12,9
5 6 66 24 13,5
7 6 66 24 14,1
9 6 66 28 14,7
.1 6 66 28 15,3
5 6 66 28 16,5
7 6 66 28 171
,9 6 66 28 177
1 8 79 34 18,3
3 8 79 34 18,9
,5 8 79 34 19,5
7 8 79 34 20,1
,9 8 79 34 20,7
71 8 79 41 21,3
73 8 79 41 219

SPC0690-0207-ALU
SPC0710-0213-ALU
SPC0730-0219-ALU

SPC0750-0225-ALU 75 8 79 4 22,5

dSs

MNpumep 3akasa: SPC0300-0090-ALU VHM/DLC

MpumeyaHne: Mo 3anpocy Takxe focTyneH xBocToBuK No DIN 6535HB ¢ nbickoit.
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.
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TBepaocnnaBHble CcBEépna Solid carbide drills

KOPOTKME, C BHYTPEHHMMM KaHanamu noasoga COXK, anma3Hoe NokpbiTue short design, with through tool coolant, diamond coated

McnonHeHne / Execution 3 x D ana antomuHua / for aluminium

O603HaueHne d, d, 0603HaueHne d, d,
Designation m7 hé 1 2 3 Designation m7 hé ! 2 3

SPC1780-0534-ALU 178 18 123 73 534 Mpumep 3akasza: SPC0300-0090-ALU VHM/DLC

SP

Mpumeyanwe: Mo 3anpocy Takxe focTyneH xBocToBKK no DIN 6535HB ¢ nbickoit.
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.
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dSs

334 ARNO® -Werkzeuge | CneumanbHble LieHbl

TBeppocnnaBHble cBEépna

KOPOTKME, C BHYTPEHHNMMN KaHanaMmu noasofa COX

Solid carbide drills

short design, with through tool coolant

[

—_—
; 7]
hac) c nomﬂg CO"; 3,0-20,0 mm
. ~ N . N
. TiAIN
140 ° 30° m7 V

J

N

Menko-

3EPHUCTbIN VA

Ultra micro

granulation ’
J

WcnonHeHwme / Execution 3 x D ana HepxkaBetowen ctanu / for stainless steel

O603HaveHne
Designation

SPC0310-0093-VA

SPC0330-0099VA

SPC0350-0105-VA

SPC0370-0111-VA

SPC0390-0117-VA

SPC0410-0123-VA

SPC0430-0129-VA

SPC0450-0135-VA

SPC0470-0141-VA

SPC0490-0147-VA

SPC0510-0153-VA

SPC0530-0159-VA

SPC0550-0165-VA

SPC0570-0171-VA

SPC0590-0177-VA

SPC0610-0183-VA

SPC0630-0189-VA

SPC0650-0195-VA

SPC0670-0201-VA

SPC0690-0207-VA

SPC0710-0213-VA

SPC0730-0219-VA

Mpumep 3akasza: SPC0300-0090-VA VHM/TIALN

Mpumeyanme: Mo 3anpocy Takxe focTyneH xBoctosuk no DIN 6535HB ¢ nbickoi.
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.

Bce pa3mepbl ykazaHbl B MM/ Dimensions in mm



TBepaocnnaBHble CcBEépna Solid carbide drills

KOPOTKME, C BHYTPEHHMMM KaHanamu nogsoga COXK short design, with through tool coolant

WcnonHeHwue / Execution 3 x D ana HepxkaBetowen cranu / for stainless steel

O603HaueHne d, d, | | |
Designation m7 hé6 1 2 3
SPC0750-0225-VA 75 8 79 41 22,5

SP

Mpumep 3akaza: SPCO300-0090-VA VHM/TIALN

Mpumeyanue: Mo 3anpocy Takxe foctyneH xsoctoBuK no DIN 6535HB ¢ nbickoit.
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.
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CBépna 13 NOpoLIKOBOW CTanun Powder metal drills

short design, without through tool coolant
KOpOTKMe, 6e3 KaHanos noasoga COX 9 9

—

%]

1,0-13,0 mm

[
[

6e3 nogsoga COX

hé ) HA ) withoutic )

2 N N
- TiAIN

S 135°) 30° m7 V

PM-HSS

J

|

0603HaueHne d, d,
Designation m7 hé 1 2 3

SP0029-0087-PM

SP0031-0093-PM

SP0035-0105-PM

1,1 3 39 7 33
1,3 3 40 8 3,9
15 3 M 9 45
1,7 3 42 10 51
1,9 3 43 n 57
21 3 44 12 6,3
23 3 45 13 6,9
2,5 3 46 14 75
2,7 3 48 16 8,1
29 3 48 16 8,7
31 4 50 18 93
35 4 52 20 105
3,7 4 52 20 111
39 4 54 22 n,7

L1 6 66 22 12,3

3 6 68 24 12,9

L5 6 68 24 13,5

L7 6 68 24 14,1

,9 6 70 26 14,7
51 6 70 26 15,3
53 6 70 26 15,9

dsS

Mpumep 3akasza: SP0010-0030-PM TIALN

Mpumeyanye: Mo 3anpocy Takxe foctyneH xBoctoBuK no DIN 6535HB ¢ nbickoii.
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.
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CBépna 13 NOpOLIKOBOW CTanun

KOPOTKMe, 6e3 KaHanos noasoga COX

Powder metal drills

short design, without through tool coolant

WcnonHeHne / Execution 3 x D cBepno u3 nopowkoBon HSS-ctanu / powder metal drill

O603HaueHne d, d, | | |
Designation m7 hé6 1 2 3
SP0055-0165-PM 55 6 72 28 16,5

Mpumeyanme: Mo 3anpocy Takxe focTyneH xBocToBKK no DIN 6535HB ¢ nbickoi.
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.

Bce pasmepbl ykasaHbl B MM/ Dimensions in mm

0603HaueHne d, d, | I I
Designation m7 hé 1 2 3
SP0117-0351-PM n7z 12 104 47 35,1

SP

Mpumep 3akasa: SP0010-0030-PM TIALN
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TBepaocnnaBHble cBEépna Solid carbide drills

cpeaHAna AiMHa, 6e3 kaHanos nogeoga COX mid-length design, without through tool coolant
N (—E;
6e3 nopsopa COX| | 1,0-20,0 mm

withoutic )

N N N
: TiAIN

140°) 30° m7 ) ‘
Menko-

3€PHUCTbIN
Ultra micro
granulation

J

~——

NcnonHeHune / Execution 5 x D

0603HaueHne d, d,
Designation m7 hé 1 2 3

Mpumep 3akasa: SP0010-0050 VHM/TIALN

dSs

MpumeyaHwe: Mo 3anpocy Takxe focTyneH XxBocToBUK No DIN 6535HB ¢ nbickoii.
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.
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TBepaocnnaBHble cBEépna

cpenHssa pvHa, 6e3 KaHanos nogsofa COXK

NcnonHeHune / Execution 5 x D

0603HaueHne d, d, | | |
Designation m7 hé6 1 2 3
SP0055-0275 55 6 82 44 275

Mpumeyanme: Mo 3anpocy Takxe focTyneH xBoctoBKK no DIN 6535HB ¢ nbickoit.
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.

Bce pasmepbl ykasaHbl B MM / Dimensions in mm

Solid carbide drills

mid-length design, without through tool coolant

0603HaueHne d, d, | I I
Designation m7 hé 1 2 3
SP0117-0585 n7z 12 18 71 58,5

Mpumep 3akasa: SP0010-0050 VHM/TIALN

ARNO " -Werkzeuge | CneyuanbHble LieHbl
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TBepaocnnaBHble CBEépna Solid carbide drills

cpeAHAA ASIMHA, C BHYTPEHHUMM KaHanamu nogsofa COXK mid-length design, with through tool coolant

-~

NcnonHeHune / Execution 5 x D

—

%]

1,0-20,0 mm

cnogsogom COX

hé ) HAK ) withic )

2\ 1

(" N
‘ TiAIN

140°) 30° m7 ) ‘
Menko-

3€PHUCTbIN
Ultra micro
granulation

J

|

——

0603HaueHne d, d,
Designation m7 hé 1 2 3

SPC0011-0055 1,
SPC0013-0065 p

SPC0015-0075
SPC0017-0085

SPC0019-0095
SPC0021-0105

1

1

1

1

2
2
3

SPC0029-0145

1 3 55 12 55

3 3 55 12 6,5

5 3 55 16 75

7 3 55 16 85

9 3 55 16 9,5

1 4 57 21 10,5

3 4 57 21 n5

5 4 57 21 12,5

7 4 57 21 135

9 4 57 21 14,5
7 6 66 28 18,5
9 6 74 36 19,5
1 6 74 36 205
3 6 74 36 21,5
5 6 74 36 22,5
7 6 74 36 235
9 6 82 44 245
1 6 82 44 255
3 6 82 44 26,5

3
3
3
3

4
4

5

SPC0053-0265

SPC0037-0185 ),

Mpumep 3akasa: SPC0010-0050 VHM/TIALN

dSs

Mpumeuanye: Mo 3anpocy Takxe AocTyneH XBocToBUK No DIN 6535HB ¢ fibickoii.
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.
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TBepaocnnaBHble cBEépna

CpepHsAs AnvHa, C BHyTPeHHUMU KaHanamu nogsoaa COX

NcnonHeHune / Execution 5 xD

O603HaueHne d, d,
Designation m7 hé6 1 2 3

SPC0055-0275 55 6 82 44 275

Mpumeyanme: Mo 3anpocy Takxe foctyneH xBoctoBuk no DIN 6535HB ¢ nbickoit.
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.

Bce pasmepbl ykasaHbl B MM/ Dimensions in mm

Solid carbide drills

mid-length design, with through tool coolant

0603HaueHne d, d,
Designation m7 hé 1 2 3

SPC0117-0585 n,7 12 18 7 58,5

SPC0200-1000 153 101

Mpumep 3akasa: SPC0010-0050 VHM/TIALN

ARNO " -Werkzeuge | CneuyuanbHble LieHbl
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TBepaocnnaBHble CBEépna Solid carbide drills

cpeaHAna ASIMHA, C BHYTPEHHVMI KaHanamu nogsoga COXK, anmasHoe noKpbiTue mid-length design, with through tool coolant, diamond coated

[ Q
cnogsogom COX N
h6 ) HAK ) withic ) | >07200mm |
" N\ N 1
¢ DIAMANT
140°) 30° m7 V )
Menko-
3€PHUCTbIN
Ultra micro
granulation
Vv

UcnonHeHne / Execution 5 x D ana antomuHua / for aluminium

[

|

0603HaueHne d, d,
Designation m7 hé 1 2 3

dSs

Mpumep 3akasa: SPC0030-0150-ALU VHM/DLC

MpumeuaHye: Mo 3anpocy Takxe focTyneH xBocToBUK No DIN 6535HB ¢ nbickoit.
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.
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TBepaocnnaBHble cBEépna

Solid carbide drills

CpefHAA ANNHA, C BHYTPeHHMMM KaHanamu nogsoga COX, anmasHoe nokpbitne  mid-length design, with through tool coolant, diamond coated

UcnonHeHne / Execution 5 x D ana antomuHua / for aluminium

O603HaueHne d, d, | | |
Designation m7 hé6 1 2 3
SPC0075-0375-ALU 75 8 91 53 375

SPC0117-0585-ALU 1n,7 12 18 71 58,5

MpumeyaHwe: Mo 3anpocy Takxe f4ocTyneH xBocToBuK No DIN 6535HB ¢ nbickoii.
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.

Bce pasmepbl ykasaHbl B MM/ Dimensions in mm

0603HaueHne d, d, | I I
Designation m7 hé 1 2 3
SPC0175-0875-ALU 175 18 143 93 875

SPC0180-0900-ALU 18,0 18 143 93 90,0
SPC0190-0950-ALU 19,0 20 153 101 95,0

SPC0198-0990-ALU 19,8 20 153 101 99,0

SP

Mpumep 3akasza: SPC0030-0150-ALU VHM/DLC
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TBepaocnnaBHble cBEépna

CPeAHAsA AnvHa, C BHYTPEHHUMU KaHanamu nogsoaa COX

~~

Solid carbide drills

mid-length design, with through tool coolant

f 1L ”—z
onom COX -
h6 ) nak ) | ithic ) | 5-200mm
= N\ N 1
- VA
140 ° 30° m7 V )
( A\
. Menko-
3ePHUCTBIN
TIAI N Ultra micro

’ granulation
& J V

WcnonHeHwue / Execution 5 x D ana HepxaBetowen cranu / for stainless steel

0603HaueHne d, d,
Designation m7 hé 1 2 3

SPC0017-0085-VA

SPC0039-0195-VA

18 3 55 16 90
2,0 4 57 21100
2,2 4 57 21 10
24 4 57 21 120
26 4 57 21 130
28 4 57 21 140
30 6 66 28 150
32 6 66 28 160
3,4 6 66 28 170
36 6 66 28 180
38 6 74 36 190
42 6 74 36 210
44 6 74 36 220
4,6 6 74 36 230
4.8 6 82 44 240
50 6 82 44 250
52 6 82 44 260
54 6 82 44 270
56 6 82 44 280
58 6 82 44 290

SPC0059-0295-VA

dSs

344 ArRNO® -Werkzeuge | CneumanbHble LieHbl

MNpumep 3akasza: SPCO015-0075-VA VHM/TIALN

Mpumeyanme: Mo 3anpocy Takxe focTyneH xBocTosKK Mo DIN 6535HB ¢ nbickoi.
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.

Bce pasmepbl ykasaHbl B Mm / Dimensions in mm



TBepaocnnaBHble cBEépna

CPeAHAsA ANvHa, C BHYTPEHHNMM KaHanamu nogsoaa COX

Solid carbide drills

mid-length design, with through tool coolant

UcnonHeHwme / Execution 5 x D ana Hep»kaBetowen ctanu / for stainless steel

O6o3HaueHne d, d, | | |
Designation m7 hé6 1 2 3
SPC0060-0300-VA 6,0 6 82 44 30,0

Mpumeyanwe: Mo 3anpocy Takxe focTyneH xBocToBKK no DIN 6535HB ¢ nbickoit.
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.

Bce pasmepbl ykasaHbl B MM/ Dimensions in mm

O60o3HaueHne d, d, 1 | |
Designation m7 hé 1 2 3
SPC0118-0590-VA 1,8 12 18 7 59,0

SPC0200-1000-VA 20,0 20 153 101 100,0

Mpumep 3akasa: SPC0015-0075-VA VHM/TIALN

ARNO * -Werkzeuge | CnieumarnbHble LeHbl
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TBepaocnnaBHble CBEépna Solid carbide drills

cpeaHAna aivHa, 6e3 KaHanos nogsoga COX mid-length design, without through tool coolant
= @
Be3 noggoga COX _
h6 ) HA )| withoutic ) | 30 140mm
. ™ N N
A H
140°) 15° m7 )\ V )
N N
. Menko-
3ePHUCTBIN
TIAI N Ultra micro
granulation
vV v

d2
060.3Haq.euue d, d, [ | ——’—'——
Designation m7 h6 ! 2 ‘
-
.
-
d

Mpumep 3akaza: SP0030-0150-H VHM/TIALN

dSs

Mpumeyanme: Mo 3anpocy Takxe f4ocTyneH xBocToBuK nNo DIN 6535HB ¢ nbickoit.
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.
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Apyron NHCTPYMEHT 13 Hallen HOMEeHKaTypbl.

Other highlights from our drilling range.

ARNO’ - Cuctema cBepnerusa SHARK-Drill ARNO drilling-system SHARK-Drill

Cuctema CBepIIeHVIsl, OXBaTbIBaIOLLASA
LUIVPOKWIA 1MaMna3oH AMaMeTPOB 1
LUTAH.

Flexible drilling system with smooth swarf
chambers for improved swarf evacuation.

ARNO’ - Cuctema ceepnenmna SHARK-Drill? ARNO’ drilling-system SHARK-Drill?

leomeTpuisa pexyLuei nnacTuHbl obecneyrsaet
MaKCUMASTbHYIO MPON3BOLMTENIbHOCTb
1 3BaKyaLMI0 CTPYXKKMU 113 30HbI Pe3aHus.

Maximum drilling performance
due to new geometry with excellent
swarf control.

ARNO’ - Cucrema SHARK-CUT ARNO" drilling-system SHARK-CUT

ToueHne n cBepJieHne C UCnojib3oBaHNeEM
OHOI0 YHMBEPCaJIbHOro NMHCTPYMEHTa.

Turning and Drilling with
only one tool.

AnA nonyuyeHns nogpo6Hon nHPopmaLmm, noxKanyncra, noceTuTe canTbl www.arno.de
M WWW.arnoru.ru uam cBsxkutecb ¢ npeacrasurenbcteom 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.




TBepaocnnaBHble cBEépna

ONnHHbIE, 6e3 KaHanos nogsoaa COXK

0O603HaueHne d, d,
Designation h7 hé 1 2 3

SP0011-0077

SP0055-0385 55 55 93 57 38,5

dSs

348 ARNO® -Werkzeuge | CneumanbHble LieHbl

Solid carbide drills

long design, without through tool coolant

L ] C Q
be3 nogsoga COX N
he ) A )| withoutic ) | O-To0omm
- 3 N N
[ be3 nokpbitua
Uncoated
n8°) 30° h7 )L / y,
Menko-
3€PHUCTbIN
Ultra micro
granulation
——

Mpumep 3akaza: SP0010-0070 VHM/FK

Mpumeyarme: Takxe No 3anpocy AOCTYNHbI cBEpna ¢ xBocToBUKOM Nno DIN 6535HB (c nibickoir).
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.

Bce pasmepbl ykasaHbl B MM / Dimensions in mm



TBepaocnnaBHble CBEépna Solid carbide drills

LViHHblE, 6e3 KaHanos nogsofa COX long design, without through tool coolant

NcnonHeHue / Execution 7 x D

0O603HaueHne d, d, | | |
Designation h7 hé 1 2 3
SP0056-0392 5,6 5,6 93 57 39,2
SP0057-0399 57 57 93 57 39,9
SP0058-0406 58 58 93 57 40,6
SP0059-0413 59 59 93 57 41,3
SP0060-0420 6,0 6,0 93 57 42,0
SP0061-0427 6,1 6,1 101 63 42,7
SP0062-0434 6,2 6,2 101 63 43,4
SP0063-0441 6,3 6,3 101 63 441
SP0064-0448 6,4 6,4 101 63 44,8
SP0065-0455 6,5 6,5 101 63 45,5
SP0068-0476 6,8 6,8 109 69 476
SP0070-0490 70 70 109 69 49,0
SP0080-0560 8,0 8,0 nz 75 56,0
SP0085-0595 8,5 8,5 17 75 59,5
SP0100-0700 10,0 10,0 133 87 70,0

Mpumep 3akasa: SP0010-0070 VHM/FK

SP

Mpumeyanye: Mo 3anpocy Takxe focTyneH xBocToBuK no DIN 6535HB ¢ nbickoit.
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.
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CBépna 13 NOpoLIKOBOW CTanun Powder metal drills

LJIMHHbIE, 6e3 KaHanos nogsoaa COXK long design, without through tool coolant
[ N C (" i
b COX .
he ) HA ) | withoutic ) | 20 T130mm
. N N N
- TiAIN
135°) 30° m7 V )
'SR
PM-HSS
\—/l

0603HaueHne d, d, |
Designation m7 hé 1 2 3

T
BN
7

T~

SP0037-0259-PM i

¢l

SP0039-0273-PM ;
SP0041-0287-PM

SP0045-0315-PM

SP0047-0329-PM
SP0049-0343-PM
SP0051-0357-PM

SP0053-0371-PM
SP0055-0385-PM
SP0057-0399-PM

SP0059-0413-PM
SP0061-0427-PM

SP0063-0441-PM

SP0065-0455-PM 6,5 8 107 63 45,5 Mpumep 3akasa: SP0020-0140-PM TIALN

21 3 56 24 14,7
2,3 3 56 25 16,1
2,5 3 61 30 175
2,7 3 64 33 18,9
29 3 64 33 20,3
3,1 4 68 36 21,7
33 4 68 36 231
3,5 4 71 39 24,5
3,7 4 71 39 259
39 4 75 43 273
4,1 6 85 43 28,7
45 6 89 47 315
4,7 6 89 47 329
4,9 6 94 52 343
51 6 94 52 35,7
53 6 94 52 371
55 6 929 57 38,5
5,7 6 99 57 399
5,9 6 99 57 413
6,1 8 107 63 42,7
6,3 8 107 63 441

dSs

MpumeuaHye: Takxe No 3anpocy AOCTYMNHbI CBEpa ¢ XBOCTOBMKOM 1o DIN 6535HB (c nibickoi).
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.

350 ARNO® -Werkzeuge | CneumanbHble LieHbl Bce pasmepbl ykasaHbl 8 MM / Dimensions in mm



CBépna 13 NOpOLIKOBOW CTanun Powder metal drills

[nHHbIe, 6e3 KaHanos nogsoma COX long design, without through tool coolant

UcnonHeHne / Execution 7 x D cBepno n3 nopowkoBon HSS cranu / powder metal drill

O603HaueHne d, d, 0603HaueHne d, d,
Designation m7 hé 1 2 3 Designation m7 hé 1 2 3

SP0067-0469-PM 63 SP0129-0903-PM

SP0107-0749-PM 10,7 12 151 94 74,9

SP0127-0889-PM 12,7 12 158 101 88,9

Mpumeyarme: Mo 3anpocy Takxe focTyneH xBoctosrk no DIN 6535HB ¢ nbickoi. anIMEp 3aKa3sa: SP0020-0140-PM TIALN
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.

Bce pa3mepbl ykasaHbl B MM / Dimensions in mm ARNO* -Werkzeuge | CneymranbHble LeHbl 351



TBepaocnnaBHble CBEépna Solid carbide drills

LJIMHHbIE, C BHYTPEeHHMMY KaHanamu nogsoga COX long design, with through tool coolant

—

Cnonsogom COX _
he ) HAK ) withic ) |20 7120mm
o N\ N 1
N .
TiAIN
140°) 30° m7 )\ V )
Menko-
3€PHUCTbIN
Ultra micro
granulation
A

NcnonHeHune / Execution 8 x D

|

O603HaueHne d, d,
Designation m7 hé 1 2 3

8
9
9
9
9
9
9

>

————

-

==

S
S ——

S

SN e S

SPC0047-0376

SPC0051-0408

SPC0055-0440
SPC0057-0456

1

- 31 6
- 33 6
| 3,5 6
- 3,7 6
- 39 6
- 4,1 6
- 43 6
o 4,5 6
4,7 6
51 6
53 6
55 6
5,7 6
5,9 6
6,1 8
6,3 8
6,5 8
6,7 8
6,9 8

7
7
"
7
0
a
”
”
a
G
i
z
i
I
i
4
z
g
4
4

SPC0069-0552
SPC0071-0568 Al 8 1
SPC0073-0584 73 8 1

SPC0075-0600 73 8 14 76 600 Mpumep 3akasa: SPC0030-0240 VHM/TIALN

2 34 24,8
2 34 26,4
2 34 28,0
2 34 29,6
1 43 31,2
1 43 32,8
1 43 344
1 43 36,0
1 43 376
5 57 39,2
N 5 57 40,8
- 5 57 44,0
5 57 45,6
5 57 472
14 76 48,8
14 76 50,4
14 76 52,0
14 76 53,6
14 76 55,2
14 76 56,8
14 76 584

MpumeuaHvie: Takke Mo 3anpocy AOCTYMHbI CBEPa ¢ XBOCTOBMKOM 1o DIN 6535HB (c nbicko).
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.

352 ARNO® -Werkzeuge | CneumanbHble LieHbl Bce pasmepbl ykasaHbl B MM / Dimensions in mm



TBepaocnnaBHble CcBEépna Solid carbide drills

LUIVHHbIE, C BHYTPEHHMMY KaHanamu nogsofa COXK long design, with through tool coolant

MNcnonHeHune / Execution 8 x D

O603HaueHne d, d,
Designation m7 hé6 1 2 3

SPC0097-0776

o
Mpumep 3akasa: SPC0030-0240 VHM/TIALN 0

Mpumeyanne: Mo 3anpocy Takxe focTyneH xBocToBuk no DIN 6535HB ¢ nbickoit.
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.

Bce pasmepbl yKasaHbl 8 MM / Dimensions in mm ARNO " -Werkzeuge | CneymanbHble LieHbl 353



dSs

354

TBepaocnnaBHble CBEépna Solid carbide drills

LUIVIHHbBIE, C BHYTPEHHMMY KaHanamu nogsofa COXK, anmasHoe NoKpbiTue long design, with through tool coolant,

- 7]
HAK Cnoggogom COX \3,0 -140 mm )
o N N [ R
¥ DIAMANT
30° m7 l

J

hé )

18°)

(o
Menko-
3€PHUCTbIN
Ultra micro
granulation

WcnonHeHue / Execution 8 x D ana o6pa6oTku antomuHusa / for aluminium

0603HaueHne d, d,
Designation m7 hé 1 2 3

SPC0049-0392-ALU 49 6 95 57 39,2
SPC0059-0472-ALU 5,9 6 95 57 472
SPC0069-0552-ALU 6,9 114 76 55,2

SPC0075-0600-ALU 75 8 14 76 60,0

d,

N

s

—

MNMpumep 3akasa: SPC0030-0240-ALU VHM/DLC

MpumeuaHve: Takxe No 3anpocy AOCTYMHbI CBEpna ¢ XBOCTOBUKOM 1o DIN 6535HB (c nibicko).

ARNO " -Werkzeuge | CneumanbHble LieHbl

Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.

Bce pasmepbl ykasaHbl B MM / Dimensions in mm



TBepaocnnaBHble CcBEépna Solid carbide drills

ANMHHbIE, C BHYTPeHHUMK KaHanamu noasofa COX, anmasHoe nokpbiTue long design, with through tool coolant, diamond coated

UcnonHeHwue / Execution 8 x D ana o6pa6otkm antomumHusa / for aluminium

O603HaueHne d, d,
Designation m7 hé6 1 2 3

SPC0111-0888-ALU 11 12 162 114 88,8

Mpumep 3akasa: SPC0030-0240-ALU VHM/DLC

SP

Mpumeyanye: Mo 3anpocy Takxe focTyneH xBocToBuK no DIN 6535HB ¢ nbickoit.
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.

Bce pasmepbl ykasaHbl B MM / Dimensions in mm ARNO " -Werkzeuge | CneymanbHble LieHbl 355



dSs

356 ARNO® -Werkzeuge | CneumanbHble LieHbl

TBepaocnnaBHble cBEépna

ONVHHbIE, C BHYTPEHHVMM KaHanamm noasoga COX

O603HaveHne
Designation

SPC0031-0248-VA

SPC0033-0264-VA

SPC0035-0280-VA

SPC0037-0296-VA

SPC0039-0312-VA

SPC0041-0328-VA

SPC0043-0344-VA

SPC0045-0360-VA

SPC0047-0376-VA

SPC0049-0392-VA

SPC0051-0408-VA

SPC0053-0424-VA

SPC0055-0440-VA

SPC0057-0456-VA

SPC0059-0472-VA

SPC0061-0488-VA

SPC0063-0504-VA

SPC0065-0520-VA

SPC0067-0536-VA

SPC0069-0552-VA

SPC0071-0568-VA

SPC0073-0584-VA

SPC0075-0600-VA

14

Solid carbide drills

long design, with through tool coolant

L 1 C ”—Q
Cnoggogom COX -
h6 ) HAK ) Withic ) |30 14omm
c N N R
L3
=
g 140°) 30° m7 ) V )
A A
. Menko-
TlAI N 3EPHUCTDIN
Ultra micro
V granulation
A

Mpumep 3akasa: SPC0030-0240-VA VHM/TIALN

MprimeyaHue: Takxe Mo 3anNpocy AOCTYMHbI CBEPNA ¢ XBocToBMKoM no DIN 6535HB (c nbickon).
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.

Bce pasmepbl ykasaHbl B Mm / Dimensions in mm



TBepaocnnaBHble CcBEépna Solid carbide drills

LUIVHHbIE, C BHYTPEHHMMY KaHanamu nogsofa COXK long design, with through tool coolant

WcnonHeHue / Execution 8 x D pna 06paboTku Hep>kaBetowen ctanu / for stainless steel

O603HaueHne d, d,
Designation m7 hé6 1 2 3

Mpumep 3akasa: SPC0030-0240-VA VHM/TIALN

SP

MpumeuaHye: Mo 3anpocy Takxe AocTyneH XBocToBUK No DIN 6535HB ¢ nbickoii.
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.
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TBepaocnnaBHble CBEépna Solid carbide drills

IKCTPaAJIMHHbIE, C BHYTPEHHUMM KaHanamu nogsoga COXK extra long design, with through tool coolant
. C > z
Cnonsopom COX _
h6 ) HAK withic )\ 20 1omm
= B N N
\_ 140°) m7 )\ . Y,
Menko-
3€PHUCTbIN
Ultra micro
granulation
v J

NcnonHeHune / Execution 10 x D

0603HaueHne d, d,
Designation m7 hé 1 2 3

.

‘,7
=
=N ==

S\

=N

= N

S

e
)

SPC0080-0800 8,0 8 161 104 80,0
SPC0090-0900 9,0 9 175 17 90,0
SPC0100-1000 100 10 188 130 100,0 =

dh

°

‘
&

B S

>

SPC0110-1100 1,0 " 207 143 110,0
SPC0120-1200 12,0 12 221 156 120,0
SPC0130-1300 13,0 13 235 169 130,0

SPC0140-1400 14,0 14 249 182 140,0

Mpumep 3akasa: SPC0030-0300 VHM/TIALN

dSs

MpumeuaHve: Takxe No 3anpocy AOCTYMNHbI CBEpna ¢ XBOCTOBUKOM 1o DIN 6535HB (c nibickoii).
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.
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TBepaocnnaBHble CcBEépna Solid carbide drills

IKCTPaAJIMHHbIE, C BHYTPEHHUMM KaHanamu nogsoga COXK extra long design, with through tool coolant

—

Cnoagoom COX -
! h6 ) HAK withic ) |30 -120mm ]
= N\ N [ R
- TiAIN
L 140°) 30° m7 ) V Y,
e
Menko-
3€PHUCTbIN
Ultra micro
granulation
A

NcnonHeHune / Execution 15 x D

—

0603HaueHne d, d,
Designation m7 hé ! 2 3

e

=N ==

SPC0035-0525 3,5 4 14 63 52,5 -
SPC0045-0675 4,5 5 134 81 675
SPC0055-0825 55 6 154 99 82,5

S\ —

‘\&‘\’“f

S

SPC0070-1050 70 7 182 126 105,0 -
SPC0090-1350 9,0 9 220 162 135,0 o
SPC0110-1650 11,0 n 262 198 165,0

=

e~

°

R

S\

—N

& So=

SP

Mpumep 3akasa: SPC0030-0450 VHM/TIALN

MpumeyaHye: Mo 3anpocy Takxe AocTyneH XxBocToBUK No DIN 6535HB ¢ nbickoit.
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.
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TBepaocnnaBHble cBEpna

SKCTPpaA/INHHbIE, C BHYTPEHHUMUN KaHalnaMmu noABofa COX

O603HaveHne
Designation

SPC0030-0600
SPC0035-0700
SPC0040-0800
SPC0045-0900
SPC0050-1000
SPC0055-1100
SPC0060-1200
SPC0070-1400
SPC0080-1600
SPC0090-1800
SPC0100-2000
SPC0120-2400

dS

360 ArRNO® -Werkzeuge | CneumnanbHble LieHbl

35
4,0
4,5
50
55
6,0
7,0

8,0
9,0
10,0
12,0

O 0 N O o0 L1 i B MW

- =
N ©

120
132
143
157
168
182
193
217
241
265
288
341

69
81
92
104
15
127
138
161
184
207
230
276

60,0
70,0
80,0
90,0
100,0
10,0
120,0
140,0
160,0
180,0
200,0
240,0

Solid carbide drills

extra long design, with through tool coolant

— | —

Cnogsogom COX 12
hé HAK with ic 30 -120mm
- .
= = TIAIN
| v
o
140 ° 30° m7
Menko-
3€PHUCTbIN
Ultra micro
granulation

Mpumep 3aKasa: SPC0030-0600 VHM/TIALN

MpumeyaHwe: Takxe No 3anpocy JOCTYMNHbI CBEpna ¢ XBOCTOBUKOM 1o DIN 6535HB (c nbickoii).
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.

Bce pa3mepbl ykasaHbl B MM / Dimensions in mm



TBepaocnnaBHble LLeHTPOBOYHbIe CBEpNa Solid carbide NC spot drills

2 3y6a, 90° 1 120° 2 flutes, 90° and 120°
e N N
20 -200
N 2) ( mn he J
B
(" . ) Menko- . 7
TIAIN | | e
granulation
20:) L ‘ J ‘/ J

0603HaueHne d, d,
Designation hé hé 2 !

SPA0200-090 20,0 20 30 104 90°

0O603HaueHne d, d,
Designation hé hé 2 !

SPA0030-120 3,0 3 10 40 120°
SPA0050-120 50 5 15 50 120°
SPA0080-120 8,0 8 22 63 120°

SPA0120-120 12,0 12 25 83 120°
SPA0160-120 16,0 16 28 92 120°

SPA0200-120 20,0 20 30 104  120°

Mpumep 3aKkasa: SPA0020-090 VHM/TIALN

Mpumeyanme: Mo 3anpocy Takxe fOCTyneH xBocToBK no DIN 6535HB ¢ nbickoi.
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.

Bce pa3mepbl ykasaHbl B MM / Dimensions in mm

ARNO " -Werkzeuge | CneyuanbHble LieHbl
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PM-HSS yeHTpoBOUYHbIe cBEpna
2 3y6a, 90° 1 120°

0603HaueHne d, d,
Designation hé hé 2 !

SPA0200-090-PM 20,0 20 30 104  90°

NC-cBepno 120° / NC spot drill 120°

0603HaueHne d, d,
Designation hé hé 2 !

SPA0030-120-PM 3,0 3 10 40 120°
SPA0050-120-PM 50 5 15 50 120°
SPA0080-120-PM 8,0 8 22 63 120°

SPA0120-120-PM 12,0 12 25 83 120°
SPA0160-120-PM 16,0 16 28 92 120°

SPA0200-120-PM 20,0 20 30 104 120°

dSs
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Powder metal NC spot drills
2 flutes, 90° and 120°

( N [ Q N 1
L 2 ) \2,0 -20,0 mm he )
O A

TiAIN PM-HSS
= v V]

Mpumep 3akasa: SPA0020-090-PM TIALN

Mpumeyanme: Takxe No 3anpocy [OCTYMNHbI cBEpna ¢ xBocToBUKOM Mo DIN 6535HB (c nibickoii).
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.

Bce pasmepbl ykasaHbl B MM / Dimensions in mm



TBepaocnnaBHble LLEHTPOBOYHbIE CBEpNa Solid carbide centre drills

. Menko-
E TIAIN | | geemreran
granulation
he 1,0-6,3 mm V V
LieHTpoBouHble cBépna / Centre drills DIN 333, Form A
d,
0O603HaueHVe d d, | | - -
Designation 1 hé ! 2
SPZ0100-0016 10 315 315 16
SPZ0125-0019 125 315 315 19
SPZ0160-0024 16 400 355 24
SPZ0200-0029 20 500 400 29
SPZ0250-0036 25 630 450 36 |
SPZ0315-0044 315 800 500 44 !
SPZ0400-0056 40 1000 560 56 - |
SPZ0500-0069 50 1250 630 69 |
SPZ0630-0086 63 1600 710 86 !
o
< / <
o
e

SP

Mpumep 3akasa: SPZ0100-0016 VHM/TIALN

Mpumeyarme: Mo 3anpocy Takxe fOCTyneH xBocToBuKK no DIN 6535HB ¢ nbickoi.
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.

Bce pasmepbl ykasaHbl 8 Mm / Dimensions in mm ARNO " -Werkzeuge | CneyuanbHble LieHbl 363



PM-HSS yeHTpoBOUYHbIe cBEpna

Powder metal centre drills

TiAIN = PM-HSS
Ehé 1,0-6,3 mm V /

LeHTpoBouHblie cBépna / Centre drills DIN 333, Form A

O603HaveHunsA
Designation

SPZ0100-0016-PM
SPZ0125-0019-PM
SPZ0160-0024-PM
SPZ0200-0029-PM
SPZ0250-0036-PM
SPZ0315-0044-PM
SPZ0400-0056-PM
SPZ0500-0069-PM
SPZ0630-0086-PM

dS

364 ARNO® -Werkzeuge | CneumnanbHble LieHbl

1,0
1,25
1,6
2,0
25
3,15
4,0
50
6,3

BI’5
315
355
40,0
45,0
50,0
56,0
63,0
71,0

1,6
1,9
24
2,9
3,6
44
56
6,9
8,6

s
N
.09

°q

Mpumep 3akasa: SPZ0100-0016-PM TIALN

MpumeuaHve: Takxe No 3anpocy AOCTYMHbI CBEpna ¢ XBOCTOBUKOM 1o DIN 6535HB (c nibickoii).
Reference: Also available with flat to DIN 6535HB, approx. 1 week delivery time.

Bce pasmepbl ykasaHbl B MM / Dimensions in mm



Apyron NHCTPYMEHT 13 Hallen HOMEeHKaTypbl.

Other highlights from our drilling range.

ARNO’ - Cuctema cBepnerusa SHARK-Drill ARNO° drilling-system SHARK-Drill

Cuctema CBepIIeHVIsl, OXBaTbIBaIOLLASA
LUIVPOKWIA 1MaMna3oH AMaMeTPOB 1
LUTAH.

Flexible drilling system with smooth swarf
chambers for improved swarf evacuation.

ARNO’ - Cuctema ceepnenmna SHARK-Drill? ARNO® drilling-system SHARK-Drill®

leomeTpuisa pexyLuei nnacTuHbl obecrneyrisaet
MaKCUMASTbHYIO MPON3BOLMTENIbHOCTb
1 3BaKyaLMI0 CTPYXKKMU 113 30HbI Pe3aHus.

Maximum drilling performance
due to new geometry with excellent
swarf control.

ARNO’ - Cucrema SHARK-CUT ARNO" drilling-system SHARK-CUT

ToueHne n cBepJieHne C UCnojib3oBaHNeEM
OHOI0 YHMBEPCaJIbHOro NMHCTPYMEHTa.

Turning and Drilling with
only one tool.

AnA nonyuyeHns nogpo6Hon nHPopmaLmm, noxKanyncra, noceTuTe canTbl www.arno.de
M WWW.arnoru.ru uam cBsxkutecb ¢ npeacrasurenbcteom 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.




dSs

TBepaocnnaBHble MOHONUTHbIE CBEpPNa Solid carbide drills

PekomeHAaumMmn No Ncnosnb3oBaHNio Application reference

; . 3xD
TesepaocnnaBHble cBépna ¢ TiIAIN-nokpbiTnem (6e3 kKaHanos nogsoaa COX) 50
Solid carbide drills TIAIN coated (without internal coolant) “anppmvanon | | wihoutic
Matepuan / Material Mpepen npousoctn Hnametp / Diameter [mm]
Tensile strength Ve [mirev] 1~3 3~5 5~8 8~10 10 ~12 12 ~14 14 ~ 20
(N/mm ] fimm/U] flmm/U]l flmm/U] flmm/U] flmm/U] f[mm/U] f[mm/U]

AnomnHVEBbIe CNNaBbl C BbICOKUM coAepKaHnem Si
Aluminium - high Si-content

- 60-179 0,05-0,10 0,70-0,20 0,15-0,30 0,20-030 0,25-035 0,25-035 0,30-0,50

TutaHoBble cnnaBbl

Titanium alloys - 13-32 001-004 003-007 006-012 006-0,12 008-0,15 008-0,15 0,10-0,16

Hukenesble cnnasbl
Nickel alloys

>1000 13-27 - - - - - - -

HenervnposaHHble CTanu n cTanbHoe NUTbE

Unalloyed steel and cast steel 10/ up to 600 80-102 0,05-0,10 0,10-0,18 0,15-0,25 0,20-030 020-030 0,20-035 0,25-0,40

450 -900 55-77 005-0,15 00-020 0,15-025 0,18-035 0,18-035 020-035 025-0,42
Hu3Ko- 1 BbICOKONerMPOBaKHbIe CTank n CTasbHOE MMTHE 900 -1000 43-60 006-0,12 008-0,15 0,10-018 0,15-025 0,15-025 0,16-030 020-032
Low and high alloyed steels and cast steel

cBbiwe / over 1000 37-50 0,06-0,12 0,08-0,15 0,10-0,18 0,15-0,25 0,15-0,25 0,16-0,30 0,20-0,32

Hep»xaBelowue cranun

. 700 -1000 30-43 0,02-0,08 0,04-0,10 0,06-0,12 0,10-020 0,10-020 0,10-0,20 0,12-0,25
Stainless steels

3aKanéHHblil YyryH
Hard cast iron

1170 - 1500 35-55 0,06-0,10 0,08-0,12 0,08-012 0,10-0,14 0,10-0,14 0,12-0,16 0,14-0,18

BHumaHne:
Mpw ncnonb3oBaHuK cBepna 6e3 NOKPbITVA PEKOMEHYETCA CHU3NTL CKOPOCTb pe3aHua Ha 30%.

Attention:
Reduce the cutting speed by approximately 30% when using the uncoated drills.

BHumaHwue:

YKazaHbl pexvmbl pesaHus ana cBépn annHow 3 x D.
[ina ceépn anuHon 5 x D BenuunHa noaaumn coctaBnaet
He Gonee 0,85 OT NpuBeAEHHON B TabnuLe.

Attention:
Cutting Data refer to solid carbide drills 3 x D.
For using 5 x D please reduce the feed rate by factor 0,85.
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TBepAaocnnaBHble MOHONNTHbIE CBEpPNa Solid carbide drills

PekomeHAaummn No NCnosnb3oBaHMio Application reference

3xD

5xD n 8xD

TeeppocnnaBHble cBépna c KaHanamu noaBoga COXK (DIN6537), ¢ TIAIN-nokpbiTem

COX

Solid carbide drills with coolant DIN6537, TiAIN coated “ompommeron | | wihic
Matepuan / Material Mpepen npounoctn Hnametp / Diameter [mm]
Tensile strength Ve Imirev] 1~3 3~5 5~8 8~10 10~12 12~14 14 ~20
[N/mm?]

flmm/U] f[mm/U] f[mm/U] f[lmm/U] flmm/U] f[mm/U] f[mm/U]

AniomMnHVEBbIe CNNaBbl C BbICOKMM cofiepKaHnem Si

. e - 70-210 0,05-0,10 0,70-020 0,5-030 020-030 020-035 025-035 0,30-0,50
Aluminium - high Si-content

TutaHoBble cnnaBbl

N - 15-38 0,01-0,04 0,03-0,07 006-0,12 0,06-0,12 0,08-0,15 0,08-0,15 0,10-0,16
Titanium alloys

Hukenesble cnnasbl
Nickel alloys

> 1000 15-32 - - - - - - -

HenermpOBaHHble CTanu n cTanbHoe NUTbE

bis / up to 600 100-120  0,05-0,10 0,10-0,18 0,15-0,25 0,18-0,28 0,20-030 0,20-035 0,25-0,40
Unalloyed steel and cast steel

450-900 65-90 0,05-0,15 0,10-020 0,15-0,25 0,18-030 0,18-035 0,20-035 0,25-0,42

Hu3Ko- 1 BbicoKonernpoBaHHble CTann 1 CTasibHOE NNTbE

Low and high alloyed steels and cast steel 900-1000 50-70 0,06-0,12 0,08-0,15 0,10-0,8 0,12-0,20 0,15-0,25 0,16-0,30 0,20-0,32

cebiwe / over 1000 43 -60 0,06-0,12 0,08-0,15 0,10-0,18 0,12-0,20 0,15-0,25 0,16-0,30 0,20-0,32

HepxaBelowue cranu

. 700-1000 35-50 0,02-0,08 0,04-0,10 0,06-0,12 0,10-0,78 0,10-0,20 0,10-0,20 0,12-0,25
Stainless steels

3aKanéHHblii 4yryH
Hard cast iron

1170 - 1500 40 - 65 0,04-0,08 0,06-0,70 0,08-0,12 0,10-0,14 0,70-0,14 0,12-0,16 0,14-0,18

BHumaHwme:

YKasaHbl pexvmbl pesanusa ana ceépn anvHoi 3 x D.

[ina ceépn anuHon 5 x D v 8 x D BennumnHa nofauu coctaBnaeT COOTBETCTBEHHO
He 6onee 0,85 11 0,7 OT NpUBEAEHHON B Tabnuue.

Attention:
Cutting Data refer to solid carbide drills 3 x D.
For using 5 x D or 8 x D please reduce the feed rate by following factor: 5 x D: 0,85 and 8 x D: 0,70.

Pa3mepbl ykasaHbl B MM/ Dimensions in mm ARNO " -Werkzeuge | CneymanbHble LieHbl
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PM-HSS CnupanbHble cBEpna

PekomeHAaumMmn No Ncnosnb3oBaHNio

PM-HSS CnupanbHble cBépna (6e3 kaHanos COXK)
Powder metal drills (without internal coolant)

Powder metal drills drills

Application reference

6e3 kaHanos COX
without ic

Marepuan / Material Ve [m/min]
Ve [m/rev] 1

f mm/U]

MAunametp / Diameter [mm]

2 3 4 5 6 8 10 12
fmm/U]  flmm/U] flmm/U] flmm/U] flmm/U] flmm/U] flmm/U]  f[mm/U]

JlerpoBaHHble, ynyulleHHble CTanu 25 .32 0.02
Alloy steels, pre-hardnened steels !
Hyryn 35-55 0,03
Cast iron !

»KaponpouHble cnnasbl, cynepcniasbl
(Nimonic, Hasteloy, Inconell ...)

High temperature alloys, superalloys
(Nimonic, Hasteloy, Inconell ...)

Xappgokc (Hardox 400 / 500)
Hardox (Hardox 400 / 500)

0,05 0,09 0,13 0,16 0,18 0,20 0,24 0,26

- - - - 0,06 0,07 0,08 0,10

PekomeHpauum no oxnakgeHuto
Recommended coolant

Martepuan / Material

JlernpoBaHHble cTanu, ctanbHoe nuTbé / Alloy steels, Cast steel

Oxnaxpgalowas )ngkoctb / Recommended coolant

Smynbcus (7 - 8%) unm [macno] / Emulsion (approx. 7 - 8%) or [oil]

ARNO " -Werkzeuge | CneumanbHble LieHbl



MoHonuTHble TBEpAOCNNaBHbIe CBEpna Solid carbide drills

PekomeHgauwmm no ncnonb3osanuio 10xD/15xD/20x D Application reference 10xD/15xD /20 xD

TeBeppocnnaBHble cBEépna ¢ KaHanamu nogsoaa COX (DIN6537), c TiIAIN-nokpbiTem
Solid carbide drills with coolant DIN6537, TiAIN coated e

Nunametp / Diameter [mm]
3~5 5~8 8~12 12 ~ 16
Vc [m/min]  fimm/U]  flmm/U]  flmm/U]  f[mm/U]

Martepunan / Material

HenernposaHHble fo / unalloyed up to 500 N/mm ? 90-110 0,14 0,20 0,275 0,35

KoncTpykunontas crane HenernposaHHble cBbilwe / unalloyed above 500 N/mm 2 75-100 0,70 0,15 0,200 0,26

Construction steel

neruposaHHble / alloyed 70-95 0,10 0,15 0,200 0,26

3akanéHHan cTanb Ro /up to 150 HB 80 -105 0,14 0,20 0,275 0,35
Hardened steel 150 -200 HB 75-100 0,14 015 0275 035
cBblwe / above 200 HB 70 -95 0,10 0,15 0,200 0,26

HenernpoBaHHble o / unalloyed up to 800 N/mm? 75-95 0,14 0,20 0,275 0,35
HenernpoBsaHHble / unalloyed - 800 - 1000 N/mm? 70 -95 0,10 0,15 0,200 0,26
Tepmoo6pa6aTbiBaemas cTab neruposaHHble go/ alloyed up to 800 N/mm? 70 -95 0,14 0,20 0,275 0,35
Tempering steel nervposaHHble / alloyed 800 -1000 N/mm? 70 -95 0,10 0,15 0,200 0,26

nervposaHHble / alloyed 1000 -1300 N/mm? 55-75 0,10 0,15 0,200 0,26
nervposaHHble / alloyed 1300 -1600 N/mm? -

Hu3KonernpoBaHHble Ao/ low alloy up to 1000 N/mm? 70 -95 0,1 0,15 0,2 0,26
Huy3KonernpoBaHHble Ao/ low alloy up to 1200 N/mm? 55-75 0,1 0,15 0,2 0,26
Hy3KonernpoBaHHble Ao/ low alloy up to 1500 N/mm? - - - - -
BblcOKonernpoBaHHbie o/ high alloy-annealed up to 1000 N/mm? - - - - -
BblCOKONermpoBaHHble ao/ high alloy-tempered up to 1300 N/mm?

XonopHowTamnoBas cTanb
Tool steel for cold application

3akanéHHas MHCTPYMeHTanbHas cTanb

Hardened tool steel 5570 HRC

»KaponpouHble cnnasbi

High-temperature alloy Fe / Ni/ Co-cnnasbl / alloys

Hep»aBetowan nutas ctanb deppuTHble/MapTeHcuTHble / ferritic/martensitic
Stainless steel casting ayCcTeHnTHble / austenitic

HenernpoBaHHbI fo / unalloyed up to 180 HB 0,250
HenernpoBaHHbI fo / unalloyed above 180 HB 0,250
nervpoBaHHbIN / alloyed 0,125

BblcOKONPOYHbINA YyryH
Cast iron (with speroidale graphite)

GTS (uepHbIi 3aKanéHHbIN YyryH) o / up to 180 HB
GTS (black malleable cast iron) cBblile / above 180 HB

Ayponnactuk/ Duroplast

padut/ Graphite - - - - _

ARNO " -Werkzeuge | CneyuanbHble LieHbl
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MoHonuTHble TBEpAOCNNaBHbIe CBEpna Solid carbide drills

PekomeHayemble pexxumbl pe3aHns Ans CBepaeHns anioMUHNA Recommended cutting data for aluminium

3 xDwn 5 xD - 1BépAocnnaBHble CBEpNa C a/iMa3HbIM NOKpbITNEM (¢ KaHanamu COXK)

c kaHanamn COX

3 x Dund 5 x D - Solid carbide drills — diamond coated (with internal coolant) with ic
Marepuan / Material Mpenen npouHocT / Ve [mmin] [Lnametp / Diameter [mm]
Hardness Ve [m/rev] 3 4 5 6 8 10 12 16 20

flmm/U] flmm/U] flmm/U] flmm/U] flmm/U] flmm/U] f[mm/U] f[mm/U] f[mm/U]

dmynbena /

Llepopmupyemble aniommHunesble cinasbl < 450 !
Emulsion

P nest , 260 0,160 0200 0250 0315 0315 0400 0500 0630 0,630
Aluminium alloys - long chipping N/mm

JluTeiinbie aniomuHmessie cnasei > 10% Si <600 - mynbaua/qg5 o160 0000 0250 0315 0315 0400 0500 0,630 0,630
Cast aluminium alloys > 10% Si N/mm?  Emulsion

NlaTyHb (cbinyyas cTpyKa) Smynbeua / 0,315 0,400

Brass - short chipping Emulsion

8 x D - TBEéppocnnaBHbie CBEpJA C aniMa3HbIM NOKpbITeM (¢ KaHanamn COXK)
8 x D - Solid carbide drills - diamond coated (with internal coolant)

: nametp / Diameter [mm
Matepuan / Material Mpeaen npouHoctn / Ve [m/min] A P/ [ ]

Hardness Ve [m/rev] 3 4 5 6 8 10 12
flmm/U] f[mm/U] flmm/U] flmm/U] flmm/U] f[mm/U] f[mm/U]

Smynbeuna /

<450
Nedopmupyemble anioMUHMEBbIE CMNaBbl i 260 0160 0200 0200 0250 0315 0400 0,400

Aluminium alloys - long chipping N/mm?

JuTeliHble anloMuHMeBble cnnasbl > 10% Si - < 600 dmynbena / 180

Cast aluminium alloys > 10% Si N/mm? Emulsion 0,160 0,200 0,200 0,250 0,315 0,400 0,400

JlaTyHb (cbiny4an cTpyKa) <600  Smynbcua/ 270

Brass — short chipping N/mm?  Emulsion 0,125 0,160 0,160 0200 0250 0315 0315

dS
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MoHonuTHble TBEpAOCNNaBHbIe CBEpna Solid carbide drills

PekomeHayemble 06bEM 1 faBneHne COXK Recommended coolant pressure and volume

MwuHumanbHoe pasneHue [bar]
Min. coolant pressure

Nunametp / Diameter [mm]

5 10 15 20
[bar] [bar] [bar] [bar]

Marepuan / Material

CBepneHue antomMnHua

Aluminium drilling

MuHManbHbI 06BbEM [L/min]
Min. coolant volume

Matepwuan / Material Avamerp / Diameter [mm]
5 10 15 20
[L/min] [L/min] [L/min] [L/min]
CBeppe.ane anl.omeun 4 6 9 10
Aluminium drilling

Bce pasmepbl ykasaHbl B MM / Dimensions in mm ARNO " -Werkzeuge | CneyuanbHble LieHbl 371



TBepaocnnaBHble cBEépna Solid carbide drills

PeXxumbl pe3aHus gna 3akaneHHbIX cTanem Application reference for hardened steel

TBepaocnnaBHble CBEpPNA ANA 3aKaNeHHbIX cTanen (6e3 KaHanos gna noasoga COX)
Solid carbide drills for hardened steels (without internal coolant) be3 ananos COX

TeéppocTtb maTepuana /

Material hardness Avamerp / Diameter [mm]

3 4 5 6 8 10 12 14
Vc [m/min] f [mm/U] f [mm/U] f [mm/U] f [mm/U] f [mm/U] f [mm/U] f [mm/U] f [mm/U]

[U/min] 1900 1430 1150 960 720 570 480 430
50 ~55HRC 14-22

[mm/U] 0,04~ 0,06 0,04 ~ 0,07 0,04 ~ 0,08 0,04 ~ 0,09 0,04 ~ 0,09 0,04~0,10 0,04~0,11 0,04~0,11

[U/min] 1330 1000 800 670 500 400 330 280
55 ~60HRC 1016 mm/U] 004~006  004~007  004~008  004~009  004~009  004~010  004~011  0,04~0,1

[U/min] 1250 850 750 630 480 380 320 270
60 ~ 70 HRC 8-13

[mm/U] 0,04 ~ 0,06 0,04 ~ 0,07 0,04 ~ 0,08 0,04 ~ 0,09 0,04 ~ 0,09 0,04 ~0,10 0,04~0,11 0,04~0,11

PekomeHzaumn no npumeHeHuto cBEpn AnA rnyboKoro ceepneHus
Application notes 10xD/15xD/20xD

1. MunoTHoe oTBepCcTME JOMKHO GbITb BbINONHEHO
HOMWHaNbHbIM ANAMETPOM ¢ Aionyckom +0.1 Mm
Ha rny6uHy 3xD po 5xD.
Pre-Drilling should be done at the diameter +0.1 mm
using3xDor5xD.

2. BBop OCHOBHOrO CBepna B NUIOTHOE OTBepcTre
NPON3BOAUNTCA Ha MOHVKEHHbIX 060poTax.
(n =300 U/min, Vf = 400 mm/min).
For main drilling, proceed with low RPM for pre-drilled length.
(RPM 300 U/min, Feed 400 mm/min).

3.  3a0,5-1 MM g0 AHa NUNOTHOrO OTBEPCTUA
Heo6X0/AMMO OCTaHOBUTb NOfauy, U3MEHUTb 060pOTbI
(cm. Tabnuuy) n BKnlounTb Nnopauvy COXK.
Just before the end of the pre-drilled hole, reduce feed
to zero and increase the RPM according to the recommended
cutting condition chart (see below).

4.  BKI4MTb NOAauy B COOTBETCTBUMN C PeKOMeHAALUAMMN
(cm. Ta6nuuy), NPOAOMKNTL CBEP/IEHIE, MO BO3MOXXHOCTM
n3beras npolecca NPepbIBUCTOro pesaHna n o6pasoBaHNsA
CermMmeHTHOM CTPYXKKN.

Then continue to drill the hole by increasing the feed
without step drilling.

5. Mo oKoHYaHWUM cBepsieHNA HeO6XOANMO N3MEHUTD
060poTbl Ha 300 U/min 1 n3Bneub cBepsio U3 oTBepCTA
Ha nogaye f=1000 mm/min.
When retracting drill from pre-drilled hole after drilling,
RPM should be reduced to 300 U/Min and feed should be
1000 mm/min.

6. [pu cBepneHnn CKBO3HbIX OTBEPCTUII NOAayYa Ha Bbixoge
06pabaTbiBaeMOro 0TBEPCTUA AOMKHA GbITb CHIKEHA Ha 50 %
(fca.0,05-0,1 mm/U).

When retracting the drill from the pre-drilled hole,
when clear the feed can then be reduced by 50 %.
(f=ca.0.05-0.1 mm/U).
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XapaKTepucTtuku TBepaocniaBHbIX MOHOJIUTHbIX Characteristics of solid carbide drills
CBEpN 1 GbICTpOpEXYLLNX CBEPA. and powder metal drills

TBepaocnnaBHble MOHONUTHbIE cBEépna ARNO npounsBefeHbl U3 MeNKO3epPHNCTOro TBEPAOro Cr/asa.
Pa3mep 3epHa HaxopuTcA B npegenax 0 - 0,5 MUKpoH. B 3aBucnmoct ot cpepbl NPUMEHEHUA MHCTPYMEHTa
1 moxeT 6biTb HaHeceHo TiAIN nnun TiCN-nokpbiTre.

The ARNO" Solid carbide milling range is made from ultra micrograin carbide.
The grain size is between 0-0.5 micron and coated depending on application with various coatings
(TiAIN, TiCN or TIA70).
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YnbTpamenko3epHUCTaa CTPYKTypa O6LienprHATan TBEPAOCMNAaBHaA CTPYKTypa
3epHucTocTb 0 - 0,5 MUKPOH

Finegrain-hardmetal structure General carbide structure
Ultra-micro-grain, grain size 0-0,5 micron

CBepna HSS-PM... HoBoe nokoneHne nopowkoson HSS cranu!
Powder metal HSS milling... the new powder steel generation! Very tough and wear resistant.

Hogeliwasn paspaboTka nopoLliKkoBoro matepuana gna PM-HSS-cBépn nosBonuna ynyuwumntb pesynbTatbl paboTbl MIHCTPYMEHTa 3a cyeT
YMeHbLUEHNA 06bEMa OKCMANPOBaHHbIX 3/1IEMEHTOB 1 YacTUL, B COCTaBe CTPYKTYPbl MHCTPYMEHTa.

This PM-HSS-steel overshadows the performance of all previous results. We have succeeded to reduce the oxide components and particles
in the steel to an absolute minimum. This especially pure powdersteel guarantees the best cutting performance.

06bl4Has cTpyKTypa HSS Crpyktypa HSS-PM

« XpynKas CTpyKTypa
+ OrpaHnyYeHHas NMPOYHOCTb

+ MeNKO3epHUCTHaA CTPYKTypa
+ ynyuleHHas 3epPHUCTOCTb

+ YBENIMYEeHHas NPOYHOCTb
Original HSS-milling cutter
« brittle construction

« limited strength « fine micro grain structure
- even grain formation

« highest strength

Powder metallurgy HSS-milling cutter

B npouecce KpucTannmsaumm pacnnasa o6blYHON ObICTPOPEXYLUEN CTann 06pasytoTca KabpraHble HEOGHOPOAHOCTU, KOTOPbIE 3aTEM CTAHOBATCA OYaramm

CHVKEHUA MPOYHOCTU - BO3HUKHOBEHWA MUKPOTPELLMH 1 BbIKPALLMBaHKA MaTepurana. lMopoLKkoBas 6bICTpopexyLlasn CTafb NpakTUYeckn NCKYaeT

06pa3oBaHMe TakNX KapbuaHbix HEOGHOPOAHOCTEN.

Pe3ynbTaT: BbicoKoKauecTBeHHas GbICTPOpeXyLLas CTajb C PaBHOMEPHbIM CoflepXKaHneM KapOraoB 1 HU3KMM cofiepKaHriemM 06nacTell BOSHUKHOBEHNSA
nedekros.

In traditional high speed steel the grain size is often so big, that the amount of 10 - 20 um larger particles makes no difference.
The above pictures shows clearly that in powder steel the grain size is much smaller (approx 1-3 um). Therefore the contamination
by particles is much reduced.

SP

The Result: A very clean steel, which strongly reduces the risk of tool breakage due to contamination.
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Bestell-Hotline: 0800/276 69 59

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

_ Die Zertifizierungsstelle
der TUV SUD Management Service GmbH

bescheinigt, dass das Unternehmen

WERKZEUGE

Karl-Heinz Arnold GmbH
Karlsbader StrafRe 4
D-73760 Ostfildern

fur den Geltungsbereich
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Konstruktion, Lagerung und Vertrieb von
Zerspanungswerkzeugen und Spannzeugen

% |

ein Qualitdtsmanagementsystem
eingeflhrt hat und anwendet.

Durch ein Audit, Bericht-Nr. 70013372
wurde der Nachweis erbracht, dass die Forderungen der

ISO 9001:2008

erfullt sind. Dieses Zertifikat ist gultig in Verbindung
mit dem Hauptzertifikat bis 2012-11-11

Zertifikat-Registrier-Nr. 12 100 21067/01 TMS

T

Minchen, 2009-12-02 QMS-TGA-ZM-07-92

ZERTIFIKAT « CERTIFICATE #

Ty 500 Managemant Service BmbH = Zartifizierstelle = Ridlerstrafe 65 = B339 Minchen = Germany ov*




ARNO -Werkzeuge

Werkzeuge und Schneideinsatze und und W i
zum Ein- und Abstechen zum Drehen und Gewindedrehen zum Frésen und Gewindefrésen
Tools and inserts Tools and indexable inserts Milling cutters and indexable inserts
for parting and grooving for turning and threading for milling and thread milling
Outils et plaquettes Outils et plaquettes amovibles Outils et plaquettes amovibles
de tronconnage et rainurage de tournage et filetage de fraisage et filetage par fraisage

WNHCTPYMEHT U CMEHHble NAACTUHbI WNHCTpYMEHT 1 CMeHHble NNaCTUHbI WHCTPYMEHT 1 CMEeHHbIe NNACTUHbI
A5 06paboTKM KAHABOK U OTPE3KMU. ANS TOKapHOU 06paboTku. ans pesepHoii 06paboTku.

ge und Wendescl
zum Bohren

Tools and inserts for drilling

Utensili ed inserti di foratura

MHCprMeHT W CME@HHbIe NNACTUHDI
ANA cBepaeHui.

WERKZEUGE

[ANA nosyyeHMsa NONHOro KOMNAEKTAa KaTasoroB M Nnoapo6Hou nHgopmauum,
NOXXaNyncTa, CBAXXUTECHb C HAMMU.

ARNO RU Ltd Karl Heinz Arnold GmbH | Karlsbader Str 4 | D-73760 Ostfildern
B +49 (0)71134 802 0 | & +49 (0)711 34 802 130 | info@arno.de | www.arno.de
600015, r. Bnagumup,

yn. KpacHas, 38 ARNO (UK) Limited | Unit 3, Sugnall Business Centre | Sugnall, Eccleshall | Staffordshire | ST21 6NF
B +44 01785 850 072 | & +44 01785 850 076 | sales@arno.de | www.arno-tools.co.uk

Ten./dakc: +7 4922 541125 ARNO-Werkzeuge USA LLC | 1101 W. Diggins St. | US-60033 Harvard, ITlinois
Ten.: +7 4922 541135 @ +1815943 4426 | & +1 8159437156 | info@arnousa.com | www.arnousa.com

info@arnoru.ru ARNO Italia S.r.1| Via J.F. Kennedy 19 | 1-20871 Vimercate (MB)

www.arnoru.ru & +39 0396852101 | & +39 039 60 83724 | infoBarno-italia.it | www.arno-italia.it




