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Explore HORN

Exceptional results are always a combination of the optimum cutting process and the perfect tool.
To achieve this, HORN combines advanced technology, performance and reliability. From single
part to series production, for standard or special applications: Our tools offer you fast, economical,
high quality solutions. To assist you when choosing cutting parameters, our tables in the respective
catalogue provide proven empirical values. Take advantage of the expertise of our office staff and sales
engineers.

Sustainability is a central part of our corporate philosophy. That is why we have always focused on
quality assurance, environmental protection, energy efficiency and safety with regard to our products
and our production. As an efficient and reliable tool partner, we make sure that you join us in an
innovative and strong economic future.
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%5 DP - E:@$

System DP - Common steels

%51 DS - S5RE M

System DS - High tensile steels

%51 DS - SEEEMIF

System DS - Hardened steels

%5 DS - HIKEE

System DS - Cobalt Chromium steels

RYIDS-HhER

System DS - Titanium

%5 DS -$BS

System DS - Aluminium

%51 DG - AJ#R 71K R

System DG - System with exchangeable cutter heads




Material Overview

(ph HORN i)

ZE

Material

=2EeTW
High alloyedsteel

P .,

Cast steel

BMFRAEM

Sintered steel
M1.1
M1.2 REEN

Stainless steel

M1.3

IXSEER

Grey cast iron

BREZSHTX

PIHRIE Tk

Malleable castiron

BLECIAEREBHEEX
ADI

[= AN
==

Al alloys

=z =2 2Z2
N B
= N R

HiRe
N2.2 Al c;t alloys
N2.3

N3.1

N3.2
3 HEE
N3.3 Copper alloys

N3.4

e
N4.1 Graphite

Spheroidal graphitecast iron

Ausferritic spheroidal cast iron

R
annealed

=314

hardened

FE®
unalloyed
a8
alloyed
L/

soft

DR, BRI

martensitic, ferritic

BRESiR

austenitic

REAE, SRR

austenitic, ferritic

EHI R

low tensile strength

=R
high tensile strength

BRERE

ferritic

BRoci

perlitic

KRR

ferritic

57 Sin N
perlitic
quenched
R
quenched
quenched

FERRALIE

not heat treatable
AR S

heat treatable
<6% Si

6-10% Si
10-15% Si
45

pure copper

=, E

brass

TR E R
lead-free brass
=aRE

high strength

R A

Example Material

X10CrAl18

X210Cr2

GE200

GX40CrSi28
Sint-D39

X16Cr13
X6CrNiMoTil17-12-2
X2CrNimoN17-13-3
GG-25

GG-40

GGG-40

GGG-60

GTW-45

GTS-55-04

AlMgl

AlMgSi1

AlMgSi6
AlSiTMg
AlSi12

Cu
CuZn40Pb
CuZn40

CuZn25Al5Mn4Fe3

tEFE HB

Hardness

200
350
180
220
220
200
300
230
180
250
160
260
200
260
260
350
450
30

100

80
100
130

100
90
110

300
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Material Overview

(ph HORN i)

S1.1
S1.2
S2.1
S2.2
S3.1
S3.2

S3.3

H1.1
H1.2
H1.3
H1.4

ZE

Material

MG & (3%E)

Heat resistant alloys (Fe)

MAEE(RE,HE)

Heat resistant alloys (Ni, Co)

%

Titanium

REEN

Hardened steels

R
annealed
mE1k
hardened
RA
annealed

=314

hardened

®HEEa

Titanium alloys a

®EE a-p

Titanium alloys a-f

na®p

Titanium alloys

50-55 HRC
55-60 HRC
60-63 HRC
>63HRC

A

Example Material

Inconel 600
Inconel 713
Ti99,7
Ti6Al4V

Ti-10V-2Fe-3Al

tEFE HB

Hardness

200
275
250
350
120
360

410
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Overview Application

(ph HORN i)

{%} O ALY
Centre cutting

24
Z1 II\I_LImeer of teeth
G25| =
rpm Balance quality
VA
Helix angle
0°
PRENH)::

Corner radius

N

7

BitE A

Radius theoretic

NN

=
5

PRESE)z:

Corner chamfer

BRKHET]

Full radius

F k7]
Sharp

RE]FA4E
Do NOT heat shrink

RNE
Tolerance

1Sy
o
=

~ - abizziacll
Copy milling

X Taschenfrasen
Pocket milling

11

A\

IRLTEH

Trochoidal milling

EH

Diving

R

Trimming

LIS

Circular plunging

E

Ramping

FEH

Face milling

al=kzac ]

Corner milling

FEfHI

Slot milling

fRINT
Finishing

FEsfHI

Full radius groove milling

piazacll

Gear milling

Eily=zRacll

Chamfer milling

s
Chamfering
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Overview Application

(ph HORN i)

/-\ E@Eﬁ@}ﬁé DIN 1835—ﬁ
0,02 Form tolerance -'-'-EI;
2 mm,
un-ou
0,01
MAONS 1 T34z DIN 6535 HA 522
)= Shank DIN 6535 HA
:]T
HBORS | 74%#% DIN 6535 HB %
)= Shank DIN 6535 HB
:]T

—ifE R

General Information

- FRIESZBUBA, ERTEUZARNEL

All dimensions are in mm unless otherwise noted.

o AMREEKITHIEZ RN

Further dimensions and versions are available on request.

Z5t

o ZTRHA / Delivery times
A [E7F [ onstock
A 4FF [ 4 weeks

o IRIBEHPILE{ER / Use for material groups

. 7% / recommended
o

?E‘E‘éaltemative recommended
A&13E [ notsuitable

J#%#% DIN 1835 A
Shank DIN 1835 A

BEEKE

Effective neck length

K2 125

Internal cooling

P, B e

Internal cooling, centered



BFERSEIU®T
Solid Carbide En_c? Mills (ph HoRrN piD)

DPSG.3  FH#HIIFET] @2-@20 Z3 12-13
Roughing End Mill

DPSG.4  FFHHII®ET] @3-020 Z4 14-15
Roughing End Mill

DPSV 5T HPC @4-320 Z4 16-17
End Mill HPC

DPX 37%%7] HPC @3-016 Z4 18-21
End Mill HPC

DPSB FHEIIHET) @4-@20 Z4 22-23

Roughing End Mill

DPS FHHEIIHET], TEAEEER @4-320 7236 24-25
Roughing End Mill with ripper profile

DPT ITERT], 3k J1-016 Z4 26-27
End Mill, sharp

DPTR.2 IFEII$ET] @3-020 Z2 28-29
Torus End Mill

DPTR.4 IFEILELT] @3-020 Z4 30-31
Torus End Mill

DPM ZHILHT] @6-020 Z6-8 32-33

End Mill multiple fluted

DPK.2 BRI EET] d1-016 Z2 34-35
Ball Nose End Mill

DPK.3 BRI EET] @15-@20 Z3 36-37
Ball Nose End Mill

DPK.4 ERLIIHET] @1-@20 Z4 38-39
Ball Nose End Mill

DPFF BIAITET] F4-012 Z4 40-41
Chamfering End Mill

10



%51 DP (ufinornph) A

System DP

DP

BINERASEINT] Solid Carbide End Mills
RITHET: designed for:
- B AR TR - all common steel materials

11



A RITIIIHT DPSG (ph HORN i)

Roughing End Mill

HA oh5 = R
X
z3 | \% - -
+ 50° 7 P
/' % HB gh5
Y —3-
0,01 o9 N T
|1
Iz
1 1
-c'_ e
S} l/ =
bx45°
BREASHS
Carbide grades
A EE A4
on stock 4 weeks
FRES d, b 3 d, l, z %5 <
Part number Type h
'—
DPSG.3.02.010.03.08 2 0.1 8 3 40 3 HA A
DPSG.3.03.010.03.10 3 0.1 10 3 40 3 HA A
DPSG.3.04.010.04.12 4 0.1 12 4 50 3 HA A
DPSG.3.05.015.05.15 5 0.15 15 5 50 3 HA A
DPSG.3.06.015.06.15 6 0.15 15 6 65 3 HB A
DPSG.3.08.020.08.20 8 0.2 20 8 65 3 HB A
DPSG.3.10.020.10.22 10 0.2 22 10 70 3 HB A
DPSG.3.12.025.12.25 12 0.25 25 12 80 3 HB A
DPSG.3.16.025.16.35 16 0.25 35 16 90 3 HB A
DPSG.3.20.025.20.40 20 0.25 40 20 102 3 HB A

12



Y112 DPSG @2 - 20 mm

Cutting Data DPSG @2 -20 mm

(phrornpl) A

vc =m/min

5
50
5o
5o
-
5
5o
50
50
=

130
130
120
120
120
130
120
110
110
110
120
120

0.007
0.011
0.015
0.019
0.023
0.031
0.039
0.047
0.063
0.079

vc =m/min
150
150
140
140
140
110
110
100
100
100
140
140

0.011
0.017
0.024
0.030
0.037
0.050
0.062
0.075
0.101
0.127

0.50
0.75
1.00
1.25
1.50
2.00
2.50
3.00
4.00
5.00

4.00

6.00

8.00

10.00
12.00
16.00
20.00
24.00
32.00
40.00

13



A RITIIIHT DPSG (ph HORN i)

Roughing End Mill

HA oh5 = 11y
X
z4 |—) \% < g
+ 50° 7 P
/' % HB gh5
Y -
0,01 oh9 X -
ERALIES
Carbide grades
A EE A4
on stock 4 weeks
Fmils d, b L d, L, z it x
Part number Type R
'—
DPSG.4.03.010.03.10 3 0.1 10 3 40 4 HA A
DPSG.4.04.010.04.12 4 0.1 12 4 50 4 HA A
DPSG.4.05.015.05.15 5 0.15 15 5 50 4 HA A
DPSG.4.06.015.06.15 6 0.15 15 6 65 4 HB A
DPSG.4.08.020.08.20 8 0.2 20 8 65 4 HB A
DPSG.4.10.020.10.22 10 0.2 22 10 70 4 HB A
DPSG.4.12.025.12.25 12 0.25 25 12 80 4 HB A
DPSG.4.16.025.16.35 16 0.25 35 16 90 4 HB A
DPSG.4.20.025.20.40 20 0.25 42 20 102 4 HB A

14



KIS DPSG @ 3 - 20 mm A
Cutting Data DPSG @ 3-20 mm (ﬁh HORN I]h)

s s
vc =m/min vc =m/min
130 150
130 150
120 140
120 140
120 140
130 110
120 110
110 100
110 100
110 100
120 140
120 140
- 7
d, f, a, a, f, a, a,
3 4° 0.007 3 3 0.010 0.75 4.00
4 4° 0.011 4 4 0.017 1.00 6.00
5 4 0.015 5 5 0.023 1.25 8.00
6 4° 0.019 6 6 0.030 1.50 10.00
8 4 0.027 8 8 0.043 2.00 12.00
10 4° 0.035 10 10 0.055 2.50 16.00
12 4° 0.043 12 12 0.068 3.00 20.00
16 4 0.059 16 16 0.094 4.00 24.00
20 4° 0.075 20 20 0.120 5.00 32.00

15



A 387 HPC DPSV (ph HoRN ph)

End Mill HPC
HB o5 | \% _ ‘ % 3 11y
Zzt EEE]; 35-38° - s
/Y %
=
0,01 oh9 X

‘
—

J

bx45°

BRETES

Carbide grades

A EF A 4R

on stock 4 weeks
RS d, b L d, ) z e <
Part number Type o
'_
DPSV.4.04.025.06.11 4 0.25 11 6 57 4 HB A
DPSV.4.05.025.06.13 5 0.25 13 6 57 4 HB A
DPSV.4.06.025.06.13 6 0.25 13 6 57 4 HB A
DPSV.4.08.025.08.19 8 0.25 19 8 63 4 HB A
DPSV.4.10.025.10.22 10 0.25 22 10 12 4 HB A
DPSV.4.12.025.12.26 12 0.25 26 12 83 4 HB A
DPSV.4.16.025.16.32 16 0.25 32 16 92 4 HB A
DPSV.4.20.040.20.38 20 0.4 38 20 104 4 HB A

16



YIEIEH DPSVG 4-20 mm A
Cutting Data DPSV @4 -20 mm (ﬁh HORN I]h)

- - =
vc =m/min vc =m/min vc =m/min

140 160 160

140 160 160

130 150 150

130 150 150

130 150 150

140 160 160

130 150 150

120 140 140

120 140 140

120 140 140

130 150

130 150

- 7

d, f, a, a, f, a, a,
4 4° 0.011 4 4 0.017 1.00 8.00
5 4° 0.015 5 5 0.023 1.25 10.00
6 4° 0.019 6 6 0.030 1.50 12.00
8 4 0.027 8 8 0.043 2.00 16.00
10 4 0.035 10 10 0.055 2.50 20.00
12 4° 0.043 12 12 0.068 3.00 24.00
16 4 0.059 16 16 0.094 4.00 32.00
20 4 0.075 20 20 0.120 5.00 38.00

17



A 387 HPC DPX (ph HoRN ph)

End Mill HPC
HB o5 | \% _ ‘ % 3 11y
24 _—_—ﬂl]; 35-36° - s
/Y %
=
0,01 oh9 X

2.

E
'y

BRA SIS

Carbide grades

A FEE A4

on stock 4 weeks
FRES d, r , d, N z el <
Part number Type R
=
DPX.4.03.025.06.11 3 0.25 11 6 57 4 HB A
DPX.4.03.050.06.13 3 0.5 11 6 57 4 HB A
DPX.4.04.050.06.13 4 0.5 13 6 57 4 HB A
DPX.4.05.050.06.13 5 0.5 13 6 57 4 HB A
DPX.4.06.050.06.13 6 0.5 13 6 57 4 HB A
DPX.4.06.100.06.13 6 1 13 6 57 4 HB A
DPX.4.08.050.08.19 8 0.5 19 8 63 4 HB A
DPX.4.08.100.08.19 8 1 19 8 63 4 HB A
DPX.4.10.050.10.22 10 0.5 22 10 72 4 HB A
DPX.4.10.100.10.22 10 1 22 10 72 4 HB A
DPX.4.10.150.10.22 10 15 22 10 72 4 HB A
DPX.4.12.050.12.26 12 0.5 26 12 83 4 HB A
DPX.4.12.150.12.26 12 1.5 26 12 83 4 HB A
DPX.4.16.150.16.32 16 1.5 32 16 92 4 HB A
DPX.4.16.300.16.32 16 3 32 16 92 4 HB A

18



tIHIB$ DPX @3 -16 mm A
Cutting Data DPX@ 3 - 16 mm (ﬁh HORN I]h)

- - =1
vc =m/min vc=m/min vc=m/min
140 160 160
140 160 160
130 150 150
130 150 150
130 150 150
140 160 160
130 150 150
120 140 140
120 140 140
120 140 140
130 150
130 150

- 7

d, f, a, a, f, a, a,

3 3° 0.007 3 3 0.010 0.75 6.00
3 3° 0.007 3 3 0.010 0.75 6.00
4 4° 0.011 4 4 0.017 1.00 8.00
5 4° 0.015 5 5 0.023 1.25 10.00
6 4° 0.019 6 6 0.030 1.50 12.00
6 4° 0.019 6 6 0.030 1.50 12.00
8 4° 0.027 8 8 0.043 2.00 16.00
8 4° 0.027 8 8 0.043 2.00 16.00
10 4 0.035 10 10 0.055 2.50 20.00
10 4° 0.035 10 10 0.055 2.50 20.00
10 4 0.035 10 10 0.055 2.50 20.00
12 4° 0.043 12 12 0.068 3.00 24.00
12 4° 0.043 12 12 0.068 3.00 24.00
16 4° 0.059 16 16 0.094 4.00 32.00
16 4° 0.059 16 16 0.094 4.00 32.00

19



A HEMIIIETI DPX (ph HORN ph)

Roughing End Mill

HB o5 | % _ - x 3 2%
24 _—_—ﬂl]; 35-36° - s
/Y %
=
0,01 oh9 X

2.

E
'y

BRA SIS

Carbide grades

A FEE A4

on stock 4 weeks
FRES d, r L N d, l z ] «
Part number Type R
=
DPX.4.03.025.06.A21 3 0.25 11 21 6 57 4 HB A
DPX.4.03.050.06.A21 3 0.5 13 21 6 57 4 HB A
DPX.4.04.050.06.A21 4 0.5 13 21 6 57 4 HB A
DPX.4.05.050.06.A21 5 0.5 13 21 6 57 4 HB A
DPX.4.06.050.06.A21 6 0.5 13 21 6 57 4 HB A
DPX.4.06.100.06.A21 6 1 13 21 6 57 4 HB A
DPX.4.06.150.06.A21 6 15 13 21 6 57 4 HB A
DPX.4.08.050.08.A28 8 0.5 19 28 8 63 4 HB A
DPX.4.08.100.08.A28 8 1 19 28 8 63 4 HB A
DPX.4.08.150.08.A28 8 15 19 28 8 63 4 HB A
DPX.4.10.050.10.A32 10 0.5 22 32 10 72 4 HB A
DPX.4.10.100.10.A32 10 1 22 32 10 72 4 HB A
DPX.4.10.150.10.A32 10 1.5 22 32 10 72 4 HB A
DPX.4.12.050.12.A38 12 0.5 26 38 12 83 4 HB A
DPX.4.12.150.12.A38 12 15 26 38 12 83 4 HB A
DPX.4.16.150.16.A44 16 15 32 44 16 92 4 HB A
DPX.4.16.300.16.A44 16 3 32 44 16 92 4 HB A

20



tNEIE2E DPX @ 3 - 16 mm
Cutting Data DPX@ 3 - 16 mm

(phrornpl) A

o

© oo U wWw W S

[l B S S T T
o oo NN O oo

vc =m/min

3
30
40
20
40
40
40
40
40
40
40
40
40
40
40
40
40

~

140
140
130
130
130
140
130
120
120
120
130

130

0.007
0.007
0.011
0.015
0.019
0.019
0.019
0.027
0.027
0.027
0.035
0.035
0.035
0.043
0.043
0.059
0.059

7

vc=m/min
160
160
150
150
150
160
150
140
140
140
150

150

\

Q

C 0o oo o Ul b WWwW

[ e
o NN O O o

=
(o)}

Q
°

0 00 o ooy o L1 B W W

I S Sy e o S S Y
o oo NN O O o

=
vc=m/min

160

160

150

150

150

160

150

140

140

140

o
f, a,

0.010 0.75
0.010 0.75
0.017 1.00
0.023 1.25
0.030 1.50
0.030 1.50
0.030 1.50
0.043 2.00
0.043 2.00
0.043 2.00
0.055 2.50
0.055 2.50
0.055 2.50
0.068 3.00
0.068 3.00
0.094 4.00
0.094 4.00

6.00
6.00
8.00
10.00
12.00
12.00
12.00
16.00
16.00
16.00
20.00
20.00
20.00
24.00
24.00
32.00
32.00

21



A

AN TIr$t7]

Roughing End Mill

DPSB (ph HORN i)

z4 |y

-~ - = 3 /

Al

-

FRES

Part number

DPSB.4.04.025.06.11
DPSB.4.06.025.06.13
DPSB.4.08.025.08.19
DPSB.4.10.025.10.22
DPSB.4.12.025.12.26
DPSB.4.16.025.16.32
DPSB.4.20.040.20.38

22

N\,
45° - 7 0,01
=
II
9
[‘o
2
i
BRETES
Carbide grades
A EF A 4R
on stock 4 weeks
d, b L d, L, Z et x
Type o
'_
4 0.25 11 6 57 4 HB A
6 0.25 13 6 57 4 HB A
8 0.25 19 8 63 4 HB A
10 0.25 22 10 72 4 HB A
12 0.25 26 12 83 4 HB A
16 0.25 32 16 92 4 HB A
20 0.4 38 20 104 4 HB A
M| o
N| o
S| o
H



YIEIE2$H DPSB @ 4 - 20 mm A
Cutting Data DPSB @4 - 20 mm (ﬁh HORN I]h)

s s
vc =m/min vc =m/min

130 150

130 150

120 140

120 140

120 140

130 110

120 110

110 100

110 100

110 100

120 140

120 140

- -

d, f, a, a, f, a, a,
4 4° 0.011 4 4 0.015 1.20 8.00
6 4° 0.019 6 6 0.027 1.80 12.00
8 4° 0.027 8 8 0.039 2.40 16.00
10 4 0.035 10 10 0.051 3.00 20.00
12 4° 0.043 12 12 0.062 3.60 24.00
16 4° 0.059 16 16 0.086 4.80 32.00
20 4° 0.075 20 20 0.110 6.00 38.00

23



A HMIIIstT DPS (ph HORN i)

Roughing End Mill with ripper profile

23 HB th_L \% - » % / %
:jl]T 45° 7 7 0,01 oh?,_
% z4 || z5 || z6
\
|1
I2
- (-
g K
B |
bx45° ERagEs
Carbide grades
A FEE A4
on stock 4 weeks
FaiEs d, b L l d, L, z = il x
Part number Type R
=
DPS.3.04.025.06.11 4 0.25 11 = 6 57 3 HB A
DPS.4.05.025.06.13 5 0.25 13 = 6 57 4 HB A
DPS.4.06.025.06.13 6 0.25 13 = 6 57 4 HB A
DPS.4.06.025.06.A21 6 0.25 13 21 6 57 4 HB A
DPS.4.08.025.08.19 8 0.25 19 = 8 63 4 HB A
DPS.4.08.025.08.A27 8 0.25 19 27 8 63 4 HB A
DPS.4.10.025.10.22 10 0.25 22 = 10 72 4 HB A
DPS.4.10.025.10.A32 10 0.25 22 32 10 72 4 HB A
DPS.4.12.025.12.26 12 0.25 26 = 12 83 4 HB A
DPS.4.12.025.12.A38 12 0.25 26 38 12 83 4 HB A
DPS.5.16.025.16.32 16 0.25 32 = 16 92 5 HB A
DPS.5.16.025.16.A44 16 0.25 32 44 16 92 5 HB A
DPS.6.20.040.20.38 20 0.4 38 = 20 104 6 HB A
DPS.6.20.040.20.A54 20 0.4 38 54 20 104 6 HB A

24



tNEIEE DPS @4 - 20 mm
Cutting Data DPS @4 -20 mm

(phrornpl) A

w
vc =m/min

130

130

120

120

120

130

120

110

110

110

120

120

fZ

4° 0.011
4° 0.015
4° 0.019
4° 0.019
4° 0.027
4° 0.027
4° 0.035
4° 0.035
4° 0.043
4° 0.043
3 0.057
3 0.057
3 0.072
3 0.072

vCc =m/min
140
140
130
130
130
110
110
100
100
100
130
130

0.013
0.018
0.023
0.023
0.034
0.034
0.044
0.044
0.054
0.054
0.071
0.071
0.089
0.089

1.60
2.00
2.40
2.40
3.20
3.20
4.00
4.00
4.80
4.80
6.40
6.40
8.00
8.00

8.00
10.00
12.00
12.00
16.00
16.00
20.00
20.00
24.00
24.00
32.00
32.00
38.00
38.00

25



A BRER DPT (ph HoRN ph)

End Mill
HAohS ‘ = /
z4 [ \% g 0,01 /

BRaEES

Carbide grades

A FEE A4

on stock 4 weeks
FRES d, L d, N z el <
Part number Type R
=
DPT.4.01.00.03.03 1 3 3 40 4 HA A
DPT.4.15.00.03.05 15 5 3 40 4 HA A
DPT.4.02.00.03.07 2 7 3 40 4 HA A
DPT.4.25.00.03.07 2.5 7 3 40 4 HA A
DPT.4.03.00.03.10 3 10 3 40 4 HA A
DPT.4.35.00.04.12 3.5 12 4 50 4 HA A
DPT.4.04.00.04.15 4 15 4 50 4 HA A
DPT.4.45.00.05.15 4.5 15 5 50 4 HA A
DPT.4.05.00.05.15 5 15 5 50 4 HA A
DPT.4.06.00.06.20 6 20 6 65 4 HB A
DPT.4.07.00.08.20 7 20 8 65 4 HB A
DPT.4.08.00.08.20 8 20 8 65 4 HB A
DPT.4.09.00.10.22 9 22 10 70 4 HB A
DPT.4.10.00.10.22 10 22 10 70 4 HB A
DPT.4.11.00.11.25 11 25 11 70 4 HA A
DPT.4.12.00.12.25 12 25 12 80 4 HB A
DPT.4.14.00.14.30 14 30 14 90 4 HA A
DPT.4.16.00.16.32 16 32 16 90 4 HB A
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YIHIBH DPTG1-16 mm
Cutting Data DPT @ 1-16 mm

(phrornpl) A

1.0
1.5
2.0
2.5
3.0
3.5
4.0
4.5
5.0
6.0
7.0
8.0
9.0
10.0
11.0
12.0
14.0
16.0

7

vc =m/min

40
40
40
20
40
40
40
40
40
40
40
40
40
40
40
40
40
40

130
130
120
120
120
130
120
110
110
110
120
120

0.006
0.007
0.009
0.011
0.012
0.014
0.016
0.017
0.019
0.022
0.026
0.029
0.032
0.036
0.039
0.042
0.049
0.056

7

vc=m/min
140
140
130
130
130
110
110
100
100
100
130
130

|

Q

© O ~NO U U DWwNN &

e R
o A~ N O

Q
°

O o ~No ot ul A B W WNDN B

= e s e
oM NR O

0.010
0.013
0.016
0.019
0.022
0.024
0.027
0.030
0.033
0.038
0.044
0.049
0.055
0.060
0.066
0.072
0.083
0.094

0.25
0.38
0.50
0.63
0.75
0.88
1.00
1.13
1.25
1.50
NG
2.00
2.25
2.50
2.75
3.00
3.50
4.00

2.00
3.00
4.00
5.00
6.00
7.00
8.00
9.00
10.00
12.00
14.00
16.00
18.00
20.00
22.00
24.00
28.00
32.00
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A IFEIHET] DPTR (ph HORN i)

Torus End Mill

HBerhS_L \/% D X % /
= R 00

Al

-

(=]
| E
¢

BRA SIS

Carbide grades

A FEE A4

on stock 4 weeks
FRES d, r L d, , z el <
Part number Type o
'_
DPTR.2.03.03.06.12 3 0.3 12 6 50 2 HB A
DPTR.2.04.05.06.15 4 0.5 15 6 50 2 HB A
DPTR.2.05.03.06.20 5 0.3 20 6 60 2 HB A
DPTR.2.05.05.06.20 5 0.5 20 6 60 2 HB A
DPTR.2.06.05.06.20 6 0.5 20 6 60 2 HB A
DPTR.2.06.10.06.20 6 1 20 6 60 2 HB A
DPTR.2.08.03.08.25 8 0.3 25 8 70 2 HB A
DPTR.2.08.20.08.25 8 2 25 8 70 2 HB A
DPTR.2.10.03.10.30 10 0.3 30 10 90 2 HB A
DPTR.2.10.05.10.30 10 0.5 30 10 90 2 HB A
DPTR.2.10.10.10.30 10 1 30 10 90 2 HB A
DPTR.2.20.05.20.50 20 0.5 50 20 110 2 HB A
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YIHI2# DPTRQ 3-20 mm A
Cutting Data DPTR@ 3-20 mm (ﬁh HORN I]h)

N
7 -
vc =m/min vc=m/min vc=m/min vc =m/min
120 140 130 160
120 140 130 160
110 130 120 150
110 130 120 150
110 130 120 150
120 110 130 130
110 110 120 130
100 100 110 120
100 100 110 120
100 100 110 120
110 120 130 140
110 120 130 140
- s
d, f a, a, f, a, a,
3 5° 0.019 3 3 0.036 0.75 6.00
4 5° 0.023 4 4 0.041 1.00 8.00
5 5° 0.026 5 5 0.047 1.25 10.00
5 5° 0.026 5 5 0.047 1.25 10.00
6 5° 0.029 6 6 0.052 1.50 12.00
6 5° 0.029 6 6 0.052 1.50 12.00
8 58 0.036 8 8 0.063 2.00 16.00
8 5° 0.036 8 8 0.063 2.00 16.00
10 5° 0.043 10 10 0.074 2.50 20.00
10 5° 0.043 10 10 0.074 2.50 20.00
10 5° 0.043 10 10 0.074 2.50 20.00
20 5° 0.076 20 20 0.130 5.00 40.00
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A IFEIHET] DPTR (ph HORN i)

Torus End Mill

HB oh5 | % 3 VR /'

< -~ —_—
z4 | w || - 00T 11 0,01

Al

-

d
K |
;

BRA SIS

Carbide grades

A FEE A4

on stock 4 weeks
RS d, r L d, ) z e <
Part number Type R
=
DPTR.4.03.03.06.12 3 0.3 12 6 50 4 HB A
DPTR.4.04.03.06.15 4 0.3 15 6 50 4 HB A
DPTR.4.04.05.06.15 4 0.5 15 6 50 4 HB A
DPTR.4.05.03.06.20 5 0.3 20 6 60 4 HB A
DPTR.4.05.05.06.20 5 0.5 20 6 60 4 HB A
DPTR.4.06.03.06.20 6 0.3 20 6 60 4 HB A
DPTR.4.06.05.06.20 6 0.5 20 6 60 4 HB A
DPTR.4.06.10.06.20 6 1 20 6 60 4 HB A
DPTR.4.08.03.08.25 8 0.3 25 8 70 4 HB A
DPTR.4.08.05.08.25 8 0.5 25 8 70 4 HB A
DPTR.4.08.10.08.25 8 1 25 8 70 4 HB A
DPTR.4.08.15.08.25 8 15 25 8 70 4 HB A
DPTR.4.08.20.08.25 8 2 25 8 70 4 HB A
DPTR.4.10.03.10.30 10 0.3 30 10 90 4 HB A
DPTR.4.10.05.10.30 10 0.5 30 10 90 4 HB A
DPTR.4.10.10.10.30 10 1 30 10 90 4 HB A
DPTR.4.10.15.10.30 10 1.5 30 10 90 4 HB A
DPTR.4.10.20.10.30 10 2 30 10 90 4 HB A
DPTR.4.12.05.12.30 12 0.5 30 12 90 4 HB A
DPTR.4.12.10.12.30 12 1 30 12 90 4 HB A
DPTR.4.12.20.12.30 12 2 30 12 90 4 HB A
DPTR.4.16.05.16.50 16 0.5 50 16 110 4 HB A
DPTR.4.16.10.16.50 16 1 50 16 110 4 HB A
DPTR.4.16.20.16.50 16 2 50 16 110 4 HB A
DPTR.4.20.05.20.50 20 0.5 50 20 110 4 HB A
DPTR.4.20.10.20.50 20 1 50 20 110 4 HB A
DPTR.4.20.20.20.50 20 2 50 20 110 4 HB A

30



YIHI2# DPTRQ 3-20 mm A
Cutting Data DPTR@ 3-20 mm (ﬁh HORN I]h)

-~
~ Ve
vc =m/min vc=m/min vc=m/min
140 130 160
140 130 160
130 120 150
130 120 150
130 120 150
110 130 130
110 120 130
100 110 120
100 110 120
100 110 120
120 130 140
120 130 140
- 7
d, f, a, a, f, a, a,
3 4° 0.012 3 3 0.022 0.75 6.00
4 4° 0.016 4 4 0.027 1.00 8.00
4 4° 0.016 4 4 0.027 1.00 8.00
5 4° 0.019 5 5 0.033 1.25 10.00
5 4 0.019 5 5 0.033 1.25 10.00
6 4° 0.022 6 6 0.038 1.50 12.00
6 4° 0.022 6 6 0.038 1.50 12.00
6 4 0.022 6 6 0.038 1.50 12.00
8 4 0.029 8 8 0.049 2.00 16.00
8 4 0.029 8 8 0.049 2.00 16.00
8 4 0.029 8 8 0.049 2.00 16.00
8 4° 0.029 8 8 0.049 2.00 16.00
8 4 0.029 8 8 0.049 2.00 16.00
10 4 0.036 10 10 0.060 2.50 20.00
10 4 0.036 10 10 0.060 2.50 20.00
10 4° 0.036 10 10 0.060 2.50 20.00
10 4° 0.036 10 10 0.060 2.50 20.00
10 4° 0.036 10 10 0.060 2.50 20.00
12 4° 0.042 12 12 0.072 3.00 24.00
12 4° 0.042 12 12 0.072 3.00 24.00
12 4° 0.042 12 12 0.072 3.00 24.00
16 4° 0.056 16 16 0.094 4.00 32.00
16 4° 0.056 16 16 0.094 4.00 32.00
16 4° 0.056 16 16 0.094 4.00 32.00
20 4° 0.069 20 20 0.116 5.00 40.00
20 4° 0.069 20 20 0.116 5.00 40.00
20 4° 0.069 20 20 0.116 5.00 40.00
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2 H T DPM (ph HoRN ph)

End Mill multiple fluted

Zz6 || z8 ﬁi\% g . 03'1 2

7

o E§§§§1 “
S}

od,

BRaEES

Carbide grades

A FEE A4

on stock 4 weeks
RS d, 3 d, ) z e <
Part number Type R
'_
DPM.6.06.00.06.13 6 13 6 58 6 HB A
DPM.6.08.00.08.19 8 19 8 65 6 HB A
DPM.6.10.00.10.22 10 22 10 72 6 HB A
DPM.6.12.00.12.26 12 26 12 83 6 HB A
DPM.6.16.00.16.32 16 32 16 92 6 HB A
DPM.8.20.00.20.38 20 38 20 103 8 HB A
M| o
N| o
S| o

H
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tNHIE% DPM @ 6 - 20 mm A
Cutting Data DPM @ 6 - 20 mm (ﬁh HORN I]h)

~ -~
s s
vc =m/min vCc =m/min vc =m/min vc =m/min
120 140 140 160
120 140 140 160
110 130 140 160
110 130 140 160
110 130 140 160
120 140 130 150
110 130 130 150
100 120 130 150
100 120 130 150
100 120
~~
7

d, f, a, a, f, a, a,

6 2 0.010 0.60 12.00 | 0.018 0.06 12.00

8 2° 0.015 0.80 16.00 | 0.035 0.08 16.00

10 2° 0.021 1.00 20.00 | 0.053 0.10 20.00

12 2° 0.027 1.20 24.00 | 0.070 0.12 24.00

16 2 0.038 1.60 32.00 | 0.104 0.16 32.00

20 2 0.040 2.00 | 40.00 | 0.110 0.20 38.00
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A BERER DPK (ph HoRrN piD)

End Mill

HA oh5 . ‘ = /'
22 (=3 \% ) i 0,01

+| | 30° 7 7

% HB gh5
—
mh9|__

-

s S

BRA SIS

Carbide grades

A FEE A4

on stock 4 weeks
FRES d, r L d, N z el <
Part number Type R
=
DPK.2.010.03.03 1 0.5 3 3 40 2 HA A
DPK.2.015.03.05 15 0.75 5 3 40 2 HA A
DPK.2.020.03.07 2 1 T 3 40 2 HA A
DPK.2.025.03.07 2.5 1.25 7 3 40 2 HA A
DPK.2.030.03.10 3 1.5 10 3 40 2 HA A
DPK.2.035.04.12 3.5 1.75 12 4 50 2 HA A
DPK.2.040.04.15 4 2 15 4 50 2 HA A
DPK.2.045.05.15 4.5 2.25 15 5 50 2 HA A
DPK.2.050.05.15 5 2.5 15 5 50 2 HA A
DPK.2.060.06.20 6 3 20 6 65 2 HB A
DPK.2.080.08.20 8 4 20 8 65 2 HB A
DPK.2.100.10.22 10 5 22 10 70 2 HB A
DPK.2.120.12.25 12 6 25 12 80 2 HB A
DPK.2.160.16.32 16 8 32 16 90 2 HB A
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tYIHIZ2 8 DPK@ 1-16 mm A
Cutting Data DPK@ 1-16 mm (ﬁh HORN I]h)

N
s 7 -
vc =m/min vc=m/min vc=m/min vc =m/min

120 130 140 150

120 130 140 150

110 120 130 140

110 120 130 140

110 120 130 140

120 130 140 150

110 120 130 140

100 110 120 130

100 110 120 130

100 110 120 130

110 120 130 140

110 120 130 140

- s
d, f, a, a, f, a, a,

1.0 5° 0.016 0.30 0.30 0.023 0.02 0.05
15 5° 0.019 0.45 0.45 0.027 0.02 0.08
2.0 5° 0.022 0.60 0.60 0.031 0.03 0.10
2.5 5° 0.025 0.75 0.75 0.034 0.04 0.13
3.0 5 0.028 0.90 0.90 0.038 0.05 0.15
3.5 5 0.031 1.05 1.05 0.042 0.05 0.18
4.0 5° 0.034 1.20 1.20 0.045 0.06 0.20
45 5° 0.037 1.35 1.35 0.049 0.07 0.23
5.0 5° 0.040 1.50 1.50 0.053 0.08 0.25
6.0 5° 0.046 1.80 1.80 0.060 0.09 0.30
8.0 55 0.058 2.40 2.40 0.075 0.12 0.40
10.0 5° 0.070 3.00 3.00 0.090 0.15 0.50
12.0 5° 0.081 3.60 3.60 0.105 0.18 0.60
16.0 5° 0.105 4.80 4.80 0.134 0.24 0.80
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A BARER

DPK

End Mill
HA gh5
z3 | > ~- I |
— :r 30° 7 -~ 0,01
% HB gh5
3
L T
=
| ———
1 &
W N*
©
Q

WREaehEs

Carbide grades

A EF A4TE

on stock 4 weeks
Fmis d, r L d, l, Z Eit) ~
Part number Type h
'_
DPK.3.015.03.05 1.5 0.75 5 3 40 3 HA A
DPK.3.020.03.07 2 1 7 3 40 3 HA A
DPK.3.025.03.07 2.5 1.25 7 3 40 3 HA A
DPK.3.030.03.10 3 1.5 10 3 40 3 HA A
DPK.3.035.04.12 3.5 1.75 12 4 50 3 HA A
DPK.3.040.04.15 4 2 15 4 50 3 HA A
DPK.3.045.05.15 4.5 2.25 15 5 50 3 HA A
DPK.3.050.05.15 5 2.5 15 5 50 3 HA A
DPK.3.060.06.20 6 3 20 6 65 3 HB A
DPK.3.080.08.20 8 4 20 8 65 3 HB A
DPK.3.100.10.22 10 5 22 10 70 3 HB A
DPK.3.120.12.25 12 6 25 12 80 3 HB A
DPK.3.140.14.30 14 7 30 14 90 3 HA A
DPK.3.160.16.32 16 8 32 16 90 3 HB A
DPK.3.200.20.38 20 10 38 20 100 3 HB A
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YIHIE=# DPK @ 1.5-20 mm A
Cutting Data DPK @ 1,5-20 mm (ﬁh HORN I]h)

N
s 7 -
vc =m/min vc=m/min vc=m/min vc =m/min

120 130 140 150

120 130 140 150

110 120 130 140

110 120 130 140

110 120 130 140

120 130 140 150

110 120 130 140

100 110 120 130

100 110 120 130

100 110 120 130

110 120 130 140

110 120 130 140

- s
d, f, a, a, f, a, a,

15 5° 0.010 0.45 0.45 0.016 0.02 0.08
2.0 5° 0.013 0.60 0.60 0.020 0.03 0.10
2.5 5° 0.016 0.75 0.75 0.024 0.04 0.13
3.0 5° 0.019 0.90 0.90 0.027 0.05 0.15
3.5 5 0.022 1.05 1.05 0.031 0.05 0.18
4.0 5° 0.024 1.20 1.20 0.035 0.06 0.20
4.5 5° 0.027 1.35 1.35 0.038 0.07 0.23
5.0 5° 0.030 1.50 1.50 0.042 0.08 0.25
6.0 5° 0.036 1.80 1.80 0.050 0.09 0.30
8.0 5° 0.048 2.40 2.40 0.064 0.12 0.40
10.0 55 0.060 3.00 3.00 0.079 0.15 0.50
12.0 5° 0.072 3.60 3.60 0.094 0.18 0.60
14.0 5° 0.084 4.20 4.20 0.109 0.21 0.70
16.0 5° 0.095 4.80 4.80 0.124 0.24 0.80
20.0 5° 0.119 6.00 6.00 0.153 0.30 1.00

37



A BERER DPK (ph HoRrN piD)

End Mill

HAohS % P ‘ :, = /'

Z4 || |57 || ke || L 0,01

% HB gh5
—
mh9|__

-

| S— s
- — L
™~
ne]
(S
BRA SIS
Carbide grades
A EF A 4R
on stock 4 weeks
RS d, r L d, ! z e <
Part number Type o
'_
DPK.4.010.03.03 1 0.5 3 3 40 4 HA A
DPK.4.015.03.05 1.5 0.75 5 3 40 4 HA A
DPK.4.020.03.07 2 1 7 3 40 4 HA A
DPK.4.025.03.07 2.5 1.25 1 3 40 4 HA A
DPK.4.030.03.10 3 1.5 10 3 40 4 HA A
DPK.4.035.04.12 3.5 1.75 12 4 50 4 HA A
DPK.4.040.04.15 4 2 15 4 50 4 HA A
DPK.4.050.05.15 5 2.5 15 5 50 4 HA A
DPK.4.060.06.20 6 3 20 6 65 4 HB A
DPK.4.080.08.20 8 4 20 8 65 4 HB A
DPK.4.100.10.22 10 5 22 10 70 4 HB A
DPK.4.120.12.25 12 6 25 12 80 4 HB A
DPK.4.160.16.32 16 8 32 16 90 4 HB A
DPK.4.200.20.38 20 10 38 20 100 4 HB A
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tYIHIZ2 8 DPK@ 1-20 mm A
Cutting Data DPK@1-20 mm (ﬁh HORN I]h)

N
s 7 -
vc =m/min vc=m/min vc=m/min vc =m/min

120 130 140 150

120 130 140 150

110 120 130 140

110 120 130 140

110 120 130 140

120 130 140 150

110 120 130 140

100 110 120 130

100 110 120 130

100 110 120 130

110 120 130 140

110 120 130 140

- s
d, f, a, a, f, a, a,

1.0 4° 0.002 0.30 0.30 0.007 0.02 0.05
15 4° 0.005 0.45 0.45 0.011 0.02 0.08
2.0 4° 0.008 0.60 0.60 0.015 0.03 0.10
2.5 4° 0.011 0.75 0.75 0.018 0.04 0.13
3.0 4° 0.014 0.90 0.90 0.022 0.05 0.15
35 4° 0.017 1.05 1.05 0.026 0.05 0.18
4.0 4° 0.020 1.20 1.20 0.029 0.06 0.20
5.0 4° 0.026 1.50 1.50 0.037 0.08 0.25
6.0 4° 0.032 1.80 1.80 0.044 0.09 0.30
8.0 4° 0.043 2.40 2.40 0.059 0.12 0.40
10.0 4° 0.055 3.00 3.00 0.074 0.15 0.50
12.0 4° 0.067 3.60 3.60 0.089 0.18 0.60
16.0 4° 0.091 4.80 4.80 0.118 0.24 0.80
20.0 4° 0.114 6.00 6.00 0.148 0.30 1.00
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A SHEIEIST] DPFF (ph HORN i)

Chamfer Milling Cutter

HAohS % / HB oh5 |
24 =3 |2 | @ 7 O

od,
md2

BRaEES

Carbide grades

A FEE A4

on stock 4 weeks
FRES d, a L N d, l z e «
Part number Type R
=
DPFF.4.04.035.060 4 60° 3.5 3.5 4 51 4 HA A
DPFF.4.06.052.060 6 60° 5.2 5.2 6 64 4 HB A
DPFF.4.08.069.060 8 60° 6.9 6.9 8 64 4 HB A
DPFF.4.10.087.060 10 60° 8.7 8.7 10 70 4 HB A
DPFF.4.12.104.060 12 60° 10.4 10.4 12 78 4 HB A
DPFF.4.04.020.090 4 90° 2 2 4 51 4 HA A
DPFF.4.06.030.090 6 90° 3 3 6 64 4 HB A
DPFF.4.08.040.090 8 90° 4 4 8 64 4 HB A
DPFF.4.10.050.090 10 90° 5 5 10 70 4 HB A
DPFF.4.12.060.090 12 90° 6 6 12 78 4 HB A
DPFF.4.04.011.120 4 120° 11 11 4 51 4 HA A
DPFF.4.06.017.120 6 120° 1.7 1.7 6 64 4 HB A
DPFF.4.08.023.120 8 120° 2.3 2.3 8 64 4 HB A
DPFF.4.10.028.120 10 120° 2.8 2.8 10 70 4 HB A
DPFF.4.12.034.120 12 120° 3.4 3.4 12 78 4 HB A
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YIHI=# DPFFG4-12 mm A
Cutting Data DPFF@4 - 12 mm (ﬁh HORN I]h)

N
s 7 -
vc =m/min vc=m/min vc=m/min vc =m/min

120 130 140 150

120 130 140 150

110 120 130 140

110 120 130 140

110 120 130 140

120 130 140 150

110 120 130 140

100 110 120 130

100 110 120 130

100 110 120 130

110 120 130 140

110 120 130 140

- -
d, f, a, a, f, a, a,

4 0.021 1.00 1.00 0.038 0.10 0.10
6 0.026 1.50 1.50 0.062 0.09 0.30
8 0.031 2.00 2.00 0.059 0.20 0.20
10 0.036 2.50 2.50 0.089 0.15 0.50
12 0.041 3.00 3.00 0.080 0.30 0.30
0.021 1.00 1.00 0.049 0.06 0.20
6 0.026 1.50 1.50 0.048 0.15 0.15
8 0.031 2.00 2.00 0.076 0.12 0.40
10 0.036 2.50 2.50 0.069 0.25 0.25
12 0.041 3.00 3.00 0.103 0.18 0.60
4 0.021 1.00 1.00 0.038 0.10 0.10
6 0.026 1.50 1.50 0.062 0.09 0.30
8 0.031 2.00 2.00 0.059 0.20 0.20
10 0.036 2.50 2.50 0.089 0.15 0.50
12 0.041 3.00 3.00 0.080 0.30 0.30

41



BFERSEIU®T
Solid Carbide En_c? Mills (ph HoRrN piD)

——c— DSKM T3] 20.1-03 z2 4447

End Mill Micro

DSTM.2 [EAMEIIFT] @0.1-@3 Z2 48-57
Torus End Mill Micro

DSTM.4 [REAMEIIFT] @02-@3 Z4 58-67
Torus End Mill Micro

DSK EEAVEZ Y] @335-016 Z2 68 - 69
Ball Nose End Mill

DST.2 RAIrsET] @35-016 Z2 T70-77
Torus End Mill

DST.4 RAIrskT] @335-016 Z4 78 -85
Torus End Mill

M DSM ZHI%T] @2-320 76-8 86-89

End Mill multiple fluted

M DSMR  ZHIL$%T] @2-0320 Z6-8 90-97

End Mill multiple fluted

w DSHPC  I7%:J] HPC @2-320 Z6-8 98-99

End Mill HPC

o —— DSR.3 M IIIsET] @2-010 Z3 100 - 101
Roughing End Mill

DSF.3 NI II%5tT] @2-016 Z3 102-103
Roughing End Mill

DSFT BRI ET] @2-020 Z4-7 104 - 107
Trochoidal End Mill

DSH LA ILEET] @2-016 Z4 108 - 109
High Feed End Mill

DSFF PHIEIAT] d4-312.0 Z4 110-111
Chamfer End Mill
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%51 DS (ph HORN pil1)

System DS

DS

BAERESRILINT] Solid Carbide End Mills

LIt T designed for:
- =R E W - high tensile steels
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BT T] DSKM (ph HoRN ph)

End Mill Micro

2 |25 |5 4

+ 30° o gh7 e
I‘l
!
1] J
©
Q

BRA SIS

Carbide grades

A EF A4

on stock 4 weeks
Fmils d, r L, L, d, d, L, Z vl v2 2
Part number 7
2
DSKM.2.010.030 0.1 0.05 0.2 0.3 0.08 4 50 2 20° - A
DSKM.2.010.050 0.1 0.05 0.2 0.5 0.08 4 50 2 40° 20° A
DSKM.2.020.030 0.2 0.1 0.4 0.6 0.18 4 50 2 20° - A
DSKM.2.020.050 0.2 0.1 0.4 1 0.18 4 50 2 40° 20° A
DSKM.2.020.070 0.2 0.1 0.4 1.4 0.18 4 50 2 40° 20° A
DSKM.2.030.030 0.3 0.15 0.6 0.9 0.28 4 50 2 20° - A
DSKM.2.030.050 0.3 0.15 0.6 1.5 0.28 4 50 2 40° 20° A
DSKM.2.030.070 0.3 0.15 0.6 2.1 0.28 4 50 2 40° 20° A
DSKM.2.040.030 0.4 0.2 0.8 1.2 0.35 4 50 2 20° - A
DSKM.2.040.050 0.4 0.2 0.8 2 0.35 4 50 2 40° 20° A
DSKM.2.040.070 0.4 0.2 0.8 2.8 0.35 4 50 2 40° 20° A
DSKM.2.050.030 0.5 0.25 1 1.5 0.47 4 50 2 20° - A
DSKM.2.050.050 0.5 0.25 1 2.5 0.47 4 50 2 40° 20° A
DSKM.2.050.070 0.5 0.25 1 3.5 0.47 4 50 2 40° 20° A
DSKM.2.060.030 0.6 0.3 1.2 1.8 0.55 4 50 2 20° - A
DSKM.2.060.050 0.6 0.3 1.2 3 0.55 4 50 2 40° 20° A
DSKM.2.060.070 0.6 0.3 1.2 4.2 0.55 4 50 2 40° 20° A
DSKM.2.070.030 0.7 0.35 14 2.1 0.65 4 50 2 20° - A
DSKM.2.070.050 0.7 0.35 14 3.5 0.65 4 50 2 40° 20° A
DSKM.2.080.030 0.8 0.4 1.6 2.4 0.75 4 50 2 20° - A
DSKM.2.080.050 0.8 0.4 1.6 4 0.75 4 50 2 40° 20° A
M| o
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YIEIE2H DSKM 2 0.1 - 0.8 mm
Cutting Data DSKM @ 0.1 - 0.8 mm (ﬁh HORN I]h)

-~ ~~
s s
vc=m/min vc =m/min vc=m/min vc =m/min

140 170 130 160

140 170 130 160

140 170 120 150

140 170 110 140

140 170 110 140

140 170 110 140

140 170 100 130

140 170 100 130

140 170 100 130

140 170 S1.1 90 120

130 160 Sl 80 110

130 160 S2.1 70 100

130 160 S2.2 60 90

130 160 S3.1 100 130

110 140 S3.2 100 130
M1.1 100 130 S3.3 80 110
M1.2 90 120 H1.1 110 140
M1.3 80 110

il N
: 7

d, 0° 0.5° 1° 2° 3° f a, a, f a, a,
0.1 5° 03 03 03 0.3 04 | 0004 | 0.01 002 | 0005 | 0.01 0.01
0.1 5° 0.5 0.5 0.5 0.5 0.5 | 0.003 0.01 002 | 0.005 0.01 0.01
0.2 5° 0.6 0.6 0.6 0.7 08 | 0004 | 0.02 004 | 0006 | 0.01 0.02
0.2 5° 1.0 1.0 1.0 11 11 | 0004 | 0.02 0.03 | 0.005 0.01 0.02
0.2 3 1.4 14 1.4 15 16 | 0.003 0.02 002 | 0.005 0.01 0.01
0.3 5° 0.9 0.9 0.9 1.0 12 | 0.005 0.03 006 | 0007 | 0.02 0.03
03 5° 15 15 15 16 17 | 0004 | 0.03 005 | 0006 | 0.02 0.02
0.3 3 2.1 2.1 22 23 24 | 0004 | 0.03 003 | 0006 | 0.02 0.02
0.4 5° 12 12 12 13 15 | 0006 | 0.04 008 | 0008 | 0.02 0.04
0.4 5° 2.0 2.0 2.0 2.1 22 | 0.005 0.04 006 | 0007 | 0.02 0.03
0.4 3° 2.8 2.8 2.9 3.0 31 | 0004 | 004 004 | 0006 | 0.02 0.02
0.5 5° 1.5 15 16 1.8 20 | 0006 | 0.05 0.0 | 0.009 0.03 0.05
0.5 5° 25 25 26 2.7 28 | 0006 | 0.05 008 | 0008 | 003 0.04
0.5 3° 35 35 36 38 40 | 0.005 0.05 005 | 0007 | 0.03 0.03
0.6 5° 1.8 1.8 1.9 2.1 24 | 0007 | 0.6 012 | 0010 | 0.03 0.06
0.6 5° 3.0 3.0 3.1 3.2 34 | 0006 | 0.06 0.09 | 0.009 0.03 0.05
0.6 3 4.2 43 4.4 46 48 | 0.005 0.06 006 | 0008 | 0.03 0.04
0.7 5° 2.1 2.1 22 2.4 27 | 0007 | 007 014 | 0010 | 0.04 0.07
0.7 5° 35 35 36 37 39 | 0007 | 007 011 | 0.009 0.04 0.06
0.8 5° 2.4 25 26 2.9 32 | 0008 | 0.08 016 | 0.011 0.04 0.08
0.8 5° 4.0 4.0 4.1 43 46 | 0.007 | 0.08 012 | 0010 | 0.04 0.06
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BT T] DSKM (ph HoRN ph)

End Mill Micro

2 |25 |5 4

+ 30° o gh7 e
I‘l
!
©
Q

ERagEs

Carbide grades

A EF A4

on stock 4 weeks
Fmils d, r L, L, d, d, L, Z vl v2 2
Part number A
2
DSKM.2.090.030 0.9 0.45 1.8 2.7 0.85 4 50 2 20° - A
DSKM.2.090.050 0.9 0.45 1.8 4.5 0.85 4 50 2 40° 20° A
DSKM.2.100.030 1 0.5 2 3 0.95 4 50 2 20° - A
DSKM.2.100.050 1 0.5 2 5 0.95 4 50 2 40° 20° A
DSKM.2.100.070 1 0.5 2 T 0.95 4 50 2 40° 20° A
DSKM.2.120.030 1.2 0.6 2.4 3.6 1.15 4 50 2 20° - A
DSKM.2.120.050 1.2 0.6 2.4 6 1.15 4 50 2 40° 20° A
DSKM.2.120.070 1.2 0.6 2.4 8.4 1.15 4 50 2 40° 20° A
DSKM.2.150.030 1.5 0.75 3 4.5 1.45 4 50 2 20° - A
DSKM.2.150.050 15 0.75 3 7.5 1.45 4 50 2 40° 20° A
DSKM.2.150.070 15 0.75 3 10.5 1.45 4 50 2 40° 20° A
DSKM.2.200.030 2 1 4 6 19 4 50 2 20° - A
DSKM.2.200.050 2 1 4 10 1.9 4 50 2 40° 20° A
DSKM.2.200.070 2 1 4 14 1.9 4 50 2 40° 20° A
DSKM.2.250.030 2.5 1.25 5 7.5 2.4 4 50 2 20° - A
DSKM.2.250.050 2.5 1.25 5 12.5 2.4 4 50 2 40° 20° A
DSKM.2.250.070 2.5 1.25 5 17.5 2.4 4 60 2 40° 20° A
DSKM.2.300.030 3 1.5 6 9 2.9 4 50 2 20° - A
DSKM.2.300.050 3 1.5 6 15 2.9 4 50 2 40° 20° A
DSKM.2.300.070 3 1.5 6 21 2.9 4 60 2 40° 20° A
M| o
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tIHIE% DSKM @ 0.9 - 3 mm
Cutting Data DSKM @ 0.9 - 3 mm (ﬁh HORN I]h)

-~ ~~
s s
vc=m/min vc =m/min vc=m/min vc =m/min

140 170 130 160

140 170 130 160

140 170 120 150

140 170 110 140

140 170 110 140

140 170 110 140

140 170 100 130

140 170 100 130

140 170 100 130

140 170 S1.1 90 120

130 160 Sl 80 110

130 160 S2.1 70 100

130 160 S2.2 60 90

130 160 S3.1 100 130

110 140 S3.2 100 130
M1.1 100 130 S3.3 80 110
M1.2 90 120 H1.1 110 140
M1.3 80 110

N
7

d, 0° 0.5° 1° 2° 3° f a, a, f a, a,
0.9 5° 2.7 2.8 2.9 32 35 | 0.009 0.09 018 | 0012 | 005 0.09
0.9 5° 45 45 4.6 48 51 | 0008 | 0.09 014 | 0.011 0.05 0.07
1.0 5° 3.0 3.1 3.2 36 4 0.009 0.10 020 | 0.013 0.05 0.10
1.0 5° 5.0 5.1 52 5.4 57 | 0.008 | 0.10 015 | 0012 | 0.05 0.08
1.0 3 7.0 7 7.1 7.3 74 | 0007 | 0.10 010 | 0.011 0.05 0.06
12 5° 3.6 3.7 3.9 43 48 | 0011 0.12 024 | 0015 0.06 0.12
1.2 5° 6.0 6.1 6.2 6.5 69 | 0010 | 012 018 | 0.013 0.06 0.10
12 3 8.4 8.5 8.7 9.2 98 | 0008 | 0.12 012 | 0012 | 006 0.07
1.5 5° 45 4.7 4.9 5.4 61 | 0012 | 0.15 030 | 0018 | 008 0.15
1.5 5° 7.5 7.6 7.8 8.2 86 | 0011 0.15 023 | 0016 | 0.08 0.12
1.5 3° 105 | 107 | 109 | 115 | 123 | 0.010 | 0.5 015 | 0014 | 0.08 0.09
2.0 5° 6.0 6.2 6.5 7.2 81 | 0016 | 020 040 | 0022 | 0.0 0.20
2.0 5° 100 | 102 | 104 | 109 | 115 | 0.014 | 020 030 | 0020 | 0.10 0.16
2.0 3° 140 | 143 | 146 | 153 | 172 | 0.013 0.20 020 | 0018 | 0.0 0.12
2.5 5° 7.5 7.8 8.1 9 10.1 | 0.019 0.25 050 | 0027 | 0.13 0.25
2.5 5° 125 | 127 13 13.7 o 0017 | 025 038 | 0.024 | 013 0.20
25 3 175 | 179 | 183 | 195 o 0.015 0.25 025 | 0.021 0.13 0.15
3.0 5° 9.0 9.3 98 | 10.8 oo 0.022 0.30 060 | 0.031 0.15 0.30
3.0 5° 150 | 153 | 156 oo oo 0.020 0.30 045 | 0028 | 0.5 0.24
3.0 3° 210 | 214 | 221 oo oo 0018 | 0.30 030 | 0.025 0.15 0.18
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Bl A A YT 7] DSTM (ph HORN ph)

Torus End Mill Micro
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ERagEs
Carbide grades
A EF A4
on stock 4 weeks
FmES d, r L, L, d, d, l, V4 vl ¥2 2
Part number 7
2
DSTM.2.010.000.030 0.1 0 0.2 0.3 0.08 4 50 2 20° - A
DSTM.2.010.000.070 0.1 0 0.2 0.7 0.08 4 50 2 40° 20° A
DSTM.2.020.000.030 0.2 0 0.4 0.6 0.18 4 50 2 20° - A
DSTM.2.020.000.050 0.2 0 0.4 1 0.18 4 50 2 40° 20° A
DSTM.2.020.000.070 0.2 0 0.4 1.4 0.18 4 50 2 40° 20° A
DSTM.2.030.000.030 0.3 0 0.6 0.9 0.28 4 50 2 20° - A
DSTM.2.030.000.050 0.3 0 0.6 1.5 0.28 4 50 2 40° 20° A
DSTM.2.030.000.070 0.3 0 0.6 2.1 0.28 4 50 2 40° 20° A
DSTM.2.040.000.030 0.4 0 0.7 1.2 0.38 4 50 2 20° - A
DSTM.2.040.000.050 0.4 0 0.7 2 0.38 4 50 2 40° 20° A
DSTM.2.040.000.070 0.4 0 0.7 2.8 0.38 4 50 2 40° 20° A
DSTM.2.050.000.030 0.5 0 1 1.5 0.47 4 50 2 20° - A
DSTM.2.050.000.050 0.5 0 1 2.5 0.47 4 50 2 40° 20° A
DSTM.2.050.000.070 0.5 0 1 3.5 0.47 4 50 2 40° 20° A
DSTM.2.050.010.030 0.5 0.1 1 1.5 0.47 4 50 2 20° - A
DSTM.2.050.010.050 0.5 0.1 1 2.5 0.47 4 50 2 40° 20° A
DSTM.2.050.010.070 0.5 0.1 1 3.5 0.47 4 50 2 40° 20° A
DSTM.2.060.000.030 0.6 0 1.2 1.8 0.6 4 50 2 20° - A
DSTM.2.060.000.050 0.6 0 1.2 3 0.55 4 50 2 40° 20° A
DSTM.2.060.000.070 0.6 0 1.2 4.2 0.55 4 50 2 40° 20° A
DSTM.2.060.010.050 0.6 0.1 1.2 3 0.55 4 50 2 40° 20° A
DSTM.2.060.010.070 0.6 0.1 1.2 4.2 0.55 4 50 2 40° 20° A
M|o
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YIEIEH DSTM 2 0.1-0.6 mm
Cutting Data DSTM @ 0.1 - 0.6 mm (ﬁh HORN I]h)

~ - ~ -
7 7
vc = m/min vc = m/min vc = m/min vc = m/min

140 170 130 160

140 170 130 160

140 170 120 150

140 170 110 140

140 170 110 140

140 170 110 140

140 170 100 130

140 170 100 130

140 170 100 130

140 170 S1.1 80 110

130 160 S1.2 70 100

130 160 S2.1 60 90

130 160 S2.2 50 80

130 160 S3.1 90 120

110 140 S3.2 100 130
M1.1 100 130 S3.3 80 110
M1.2 90 120 H1.1 110 140
M1.3 80 110

N
7

d, 0° 0.5° 1° 2° 3° f a, a, f a, a,
0.1 5° 0.3 0.3 0.3 0.3 0.4 0.004 0.01 0.02 0.005 0.01 0.01
0.1 3° 0.7 0.7 0.7 0.8 0.9 0.003 0.01 0.01 0.004 0.01 0.01
0.2 5° 0.6 0.6 0.6 0.7 0.8 0.004 0.02 0.04 0.006 0.01 0.02
0.2 5° 1.0 1 1 1.1 1.1 0.004 0.02 0.03 0.005 0.01 0.02
0.2 3° 1.4 1.4 1.4 1.5 1.6 0.003 0.02 0.02 0.005 0.01 0.01
0.3 5° 0.9 0.9 0.9 1.1 1.2 0.005 0.03 0.06 0.007 0.02 0.03
0.3 5° 15 15 15 1.6 1.7 0.004 0.03 0.05 0.006 0.02 0.02
0.3 3° 21 2.1 2.2 23 2.4 0.004 0.03 0.03 0.006 0.02 0.02
0.4 5° 1.2 1.2 1.2 1.4 15 0.006 0.04 0.08 0.008 0.02 0.04
0.4 5° 2.0 2 2 21 22 0.005 0.04 0.06 0.007 0.02 0.03
0.4 3° 2.8 2.8 2.9 3 3.1 0.004 0.04 0.04 0.006 0.02 0.02
0.5 5° 15 1.5 1.6 1.8 2.1 0.006 0.05 0.10 0.009 0.03 0.05
0.5 5° 25 2.5 2.6 2.7 2.9 0.006 0.05 0.08 0.008 0.03 0.04
0.5 3° 35 3.5 36 3.8 4 0.005 0.05 0.05 0.007 0.03 0.03
0.5 5° 15 15 1.6 1.8 2 0.006 0.05 0.10 0.009 0.03 0.05
0.5 5° 2.5 2.5 2.6 2.7 2.9 0.006 0.05 0.08 0.008 0.03 0.04
0.5 3° 35 35 36 3.8 4 0.005 0.05 0.05 0.007 0.03 0.03
0.6 5° 1.8 1.8 1.9 2.2 2.5 0.007 0.06 0.12 0.010 0.03 0.06
0.6 5° 3.0 3 3.1 33 35 0.006 0.06 0.09 0.009 0.03 0.05
0.6 3° 42 42 4.4 46 49 0.005 0.06 0.06 0.008 0.03 0.04
0.6 5° 3.0 3 3.1 3.3 3.4 0.006 0.06 0.09 0.009 0.03 0.05
0.6 3° 42 42 4.4 46 48 0.005 0.06 0.06 0.008 0.03 0.04
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Bl A A YT 7] DSTM (ph HORN ph)

Torus End Mill Micro
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ERagEs
Carbide grades
A EF A4
on stock 4 weeks
FmES d, r L, L, d, d, l, V4 vl ¥2 2
Part number 7
2
DSTM.2.070.000.030 0.7 0 14 2.1 0.65 4 50 2 20° - A
DSTM.2.070.010.030 0.7 0.1 14 2.1 0.65 4 50 2 20° - A
DSTM.2.070.010.070 0.7 0.1 14 49 0.65 4 50 2 40° 20° A
DSTM.2.080.000.030 0.8 0 1.6 2.4 0.75 4 50 2 20° - A
DSTM.2.080.000.050 0.8 0 1.6 4 0.75 4 50 2 40° 20° A
DSTM.2.080.000.070 0.8 0 1.6 5.6 0.75 4 50 2 40° 20° A
DSTM.2.080.010.070 0.8 0.1 1.6 5.6 0.75 4 50 2 40° 20° A
DSTM.2.090.000.030 0.9 0 1.8 2.7 0.85 4 50 2 20° - A
DSTM.2.090.000.050 0.9 0 1.8 4.5 0.85 4 50 2 40° 20° A
DSTM.2.090.010.070 0.9 0.1 1.8 6.3 0.85 4 50 2 40° 20° A
DSTM.2.100.000.030 1 0 2 3 0.95 4 50 2 20° - A
DSTM.2.100.000.050 1 0 2 5 0.95 4 50 2 40° 20° A
DSTM.2.100.000.070 1 0 2 7 0.95 4 50 2 40° 20° A
DSTM.2.100.010.030 1 0.1 2 3 0.95 4 50 2 20° - A
DSTM.2.100.010.050 1 0.1 2 5 0.95 4 50 2 40° 20° A
DSTM.2.100.020.030 1 0.2 2 3 0.95 4 50 2 20° - A
DSTM.2.100.020.050 1 0.2 2 5 0.95 4 50 2 40° 20° A
M|o
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YIEIEH DSTM B 0.7-1 mm
Cutting Data DSTM @ 0.7 - 1 mm (ﬁh HORN I]h)

-~ ~~
s s
vc=m/min vc =m/min vc=m/min vc =m/min

140 170 130 160

140 170 130 160

140 170 120 150

140 170 110 140

140 170 110 140

140 170 110 140

140 170 100 130

140 170 100 130

140 170 100 130

140 170 s1.1 80 110

130 160 Sl 70 100

130 160 S2.1 60 90

130 160 S2.2 50 80

130 160 S3.1 90 120

110 140 S3.2 100 130
M1.1 100 130 S3.3 80 110
M1.2 90 120 H1.1 110 140
M1.3 80 110

N
-

d, 0° 0.5° 1° 2° 3° f a, a, f a, a,
0.7 5° 2.1 2.1 22 25 28 | 0007 | 0.07 0.14 | 0010 | 004 0.07
0.7 5° 2.1 2.1 22 2.5 28 | 0007 | 007 014 | 0010 | 0.04 0.07
0.7 3 4.9 4.9 5.1 53 55 | 0.006 | 0.07 007 | 0008 | 0.04 0.04
0.8 5° 2.4 25 26 2.9 33 | 0008 | 0.08 016 | 0.011 0.04 0.08
0.8 5° 4.0 4 4.2 4.4 46 | 0.007 | 0.08 012 | 0010 | 004 0.06
0.8 3 5.6 5.7 5.8 6.1 65 | 0.06 | 0.08 0.08 | 0.009 0.04 0.05
0.8 3 5.6 5.7 5.8 6.1 6.5 | 0006 | 0.08 0.08 | 0.009 0.04 0.05
0.9 5° 2.7 2.8 2.9 32 36 | 0.009 0.09 018 | 0012 | 0.5 0.09
0.9 5° 45 45 47 4.9 51 | 0008 | 0.09 0.14 | 0011 0.05 0.07
0.9 3 6.3 6.4 6.5 6.8 72 | 0007 | 0.09 009 | 0010 | 005 0.05
1.0 5° 3.0 3.1 33 37 42 | 0.009 0.10 020 | 0.013 0.05 0.10
1.0 5° 5.0 5.1 5.2 5.5 58 | 0.008 | 0.10 015 | 0012 | 0.05 0.08
1.0 3 7.0 7.1 73 7.7 81 | 0007 | 0.10 010 | 0.011 0.05 0.06
1.0 5° 3.0 3.1 33 3.7 42 | 0.009 0.10 020 | 0.013 0.05 0.10
1.0 5° 5.0 5.1 5.2 55 58 | 0008 | 0.0 015 | 0012 | 005 0.08
1.0 5° 3.0 3.1 33 3.7 42 | 0.009 0.10 020 | 0.013 0.05 0.10
1.0 5° 5.0 5.1 5.2 5.5 58 | 0.008 | 0.10 015 | 0012 | 005 0.08
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Bl A A YT 7] DSTM (ph HORN ph)

Torus End Mill Micro
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Carbide grades

A EF A4

on stock 4 weeks
s d, r L, L, d, d, L, z yl V2 «
Part number 7
'_
DSTM.2.120.000.030 1.2 0 2.4 3.6 1.15 4 50 2 20° - A
DSTM.2.120.000.070 1.2 0 2.4 8.4 1.15 4 50 2 40° 20° A
DSTM.2.120.010.030 1.2 0.1 2.4 3.6 1.15 4 50 2 20° - A
DSTM.2.120.010.050 1.2 0.1 2.4 6 1.15 4 50 2 40° 20° A
DSTM.2.120.010.070 1.2 0.1 2.4 8.4 1.15 4 50 2 40° 20° A
DSTM.2.120.020.030 1.2 0.2 2.4 3.6 1.15 4 50 2 20° - A
DSTM.2.120.020.050 1.2 0.2 2.4 6 1.15 4 50 2 40° 20° A
DSTM.2.120.020.070 1.2 0.2 2.4 8.4 1.15 4 50 2 40° 20° A
DSTM.2.150.000.030 1.5 0 3 4.5 1.45 4 50 2 20° - A
DSTM.2.150.000.070 1.5 0 3 10.5 1.45 4 50 2 40° 20° A
DSTM.2.150.010.030 1.5 0.1 3 4.5 1.45 4 50 2 20° - A
DSTM.2.150.010.050 1.5 0.1 3 7.5 1.45 4 50 2 40° 20° A
DSTM.2.150.010.070 1.5 0.1 3 10.5 1.45 4 50 2 40° 20° A
DSTM.2.150.020.030 1.5 0.2 3 4.5 1.45 4 50 2 20° - A
DSTM.2.150.050.030 1.5 0.5 3 4.5 1.45 4 50 2 20° - A
DSTM.2.150.050.070 1.5 0.5 3 10.5 1.45 4 50 2 40° 20° A
M| o
N| -
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YIHIEBH DSTM B 1.2-1.5mm
Cutting Data DSTM @ 1.2 - 1.5 mm (ﬁh HORN I]h)

-~ ~~
- -
vc=m/min vc=m/min vc=m/min vc=m/min

140 170 130 160

140 170 130 160

140 170 120 150

140 170 110 140

140 170 110 140

140 170 110 140

140 170 100 130

140 170 100 130

140 170 100 130

140 170 S1.1 80 110

130 160 Sl 70 100

130 160 S2.1 60 90

130 160 S2.2 50 80

130 160 S3.1 90 120

110 140 S3.2 100 130
M1.1 100 130 S3.3 80 110
M1.2 90 120 H1l.1 110 140
M1.3 80 110

N
-

d, 0° 0.5° 1° 2° 3° f a, a, f a, a,
12 5° 36 37 3.9 4.4 51 | 0.011 0.12 0.24 0.015 0.06 0.12
12 3 8.4 8.6 8.8 9.2 10 0.008 0.12 0.12 0.012 0.06 0.07
12 5° 3.6 3.7 3.9 4.4 5 0.011 0.12 0.24 0.015 0.06 0.12
12 5° 6.0 6.1 6.3 6.6 69 | 0.010 0.12 0.18 0.013 0.06 0.10
12 3 8.4 8.6 8.8 9.2 10 0.008 0.12 0.12 0.012 0.06 0.07
12 5° 36 3.7 3.9 4.4 5 0.011 0.12 0.24 0.015 0.06 0.12
12 5° 6.0 6.1 6.2 6.6 69 | 0.010 0.12 0.18 0.013 0.06 0.10
12 3 8.4 8.5 8.8 9.2 10 0.008 0.12 0.12 0.012 0.06 0.07
15 5° 45 4.7 4.9 55 63 | 0.012 0.15 0.30 0.018 0.08 0.15
15 3 105 | 107 11 116 | 126 | 0.010 0.15 0.15 0.014 0.08 0.09
1.5 5° 45 4.7 49 55 63 | 0012 0.15 0.30 0.018 0.08 0.15
15 5° 75 7.6 7.8 8.2 8.7 | 0.011 0.15 0.23 0.016 0.08 0.12
15 3 105 | 107 11 116 | 126 | 0.010 0.15 0.15 0.014 0.08 0.09
15 5° 45 4.7 4.9 5.5 63 | 0.012 0.15 0.30 0.018 0.08 0.15
15 5° 45 4.7 4.9 5.4 62 | 0012 0.15 0.30 0.018 0.08 0.15
15 3 105 | 10.7 11 115 | 124 | 0.010 0.15 0.15 0.014 0.08 0.09
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Bl A A YT 7] DSTM (ph HORN ph)

Torus End Mill Micro
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Carbide grades
A EF A4
on stock 4 weeks
s d, r L, L, d, d, l, z vl V2 -
Part number 7
el
DSTM.2.200.000.030 2 0 4 6 1.9 4 50 2 20° - A
DSTM.2.200.000.050 2 0 4 10 1.9 4 50 2 40° 20° A
DSTM.2.200.000.070 2 0 4 14 1.9 4 50 2 40° 20° A
DSTM.2.200.010.030 2 0.1 4 6 1.9 4 50 2 20° - A
DSTM.2.200.010.050 2 0.1 4 10 1.9 4 50 2 40° 20° A
DSTM.2.200.010.070 2 0.1 4 14 1.9 4 50 2 40° 20° A
DSTM.2.200.020.030 2 0.2 4 6 1.9 4 50 2 20° - A
DSTM.2.200.020.050 2 0.2 4 10 1.9 4 50 2 40° 20° A
DSTM.2.200.020.070 2 0.2 4 14 1.9 4 50 2 40° 20° A
DSTM.2.200.050.030 2 0.5 4 6 1.9 4 50 2 20° - A
DSTM.2.200.050.050 2 0.5 4 10 1.9 4 50 2 40° 20° A
DSTM.2.200.050.070 2 0.5 4 14 1.9 4 50 2 40° 20° A
DSTM.2.250.000.030 2.5 0 5 7.5 2.4 4 50 2 20° - A
DSTM.2.250.000.050 2.5 0 5 12.5 2.4 4 50 2 40° 20° A
DSTM.2.250.000.070 2.5 0 5 17.5 2.4 4 60 2 40° 20° A
DSTM.2.250.010.030 2.5 0.1 5 7.5 2.4 4 50 2 20° - A
DSTM.2.250.010.050 2.5 0.1 5 12.5 2.4 4 50 2 40° 20° A
DSTM.2.250.010.070 2.5 0.1 5 17.5 2.4 4 60 2 40° 20° A
DSTM.2.250.020.030 2.5 0.2 5 7.5 2.4 4 50 2 20° - A
M|o
N| -
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YPIHIEH DSTM G 2 - 2.5 mm
Cutting Data DSTM @2 -2.5mm (ﬁh HORN I]h)

-~ ~~
s s
vc=m/min vc =m/min vc=m/min vc =m/min

140 170 130 160

140 170 130 160

140 170 120 150

140 170 110 140

140 170 110 140

140 170 110 140

140 170 100 130

140 170 100 130

140 170 100 130

140 170 S1.1 80 110

130 160 Sl 70 100

130 160 S2.1 60 90

130 160 S2.2 50 80

130 160 S3.1 90 120

110 140 S3.2 100 130
M1.1 100 130 S3.3 80 110
M1.2 90 120 H1.1 110 140
M1.3 80 110

N
-

d, 0° 0.5° 1° 2° 3° f a, a, f a, a,
2.0 5° 6.0 6.3 6.6 7.4 85 | 0016 | 0.0 040 | 0022 | 0.10 0.20
2.0 5° 100 | 102 | 105 11 119 | 0.014 | 0.0 030 | 0020 | 0.10 0.16
2.0 3 140 | 143 | 147 | 154 | 176 | 0.013 0.20 020 | 0018 | 0.10 0.12
2.0 5° 6.0 6.3 6.6 7.4 85 | 0016 | 020 040 | 0022 | 0.0 0.20
2.0 5° 100 | 102 | 105 11 11.9 | 0014 | 020 030 | 0020 | 0.10 0.16
2.0 3° 140 | 143 | 147 | 154 | 176 | 0.013 0.20 020 | 0018 | 0.10 0.12
2.0 5° 6.0 6.3 6.6 7.4 84 | 0016 | 0.20 040 | 0022 | 0.10 0.20
2.0 5° 100 | 102 | 104 | 11 11.8 | 0.014 | 0.0 030 | 0020 | 0.10 0.16
2.0 3 140 | 143 | 147 | 154 | 175 | 0.013 0.20 020 | 0018 | 0.10 0.12
2.0 5° 6.0 6.2 6.6 7.3 83 | 0016 | 020 040 | 0022 | 0.0 0.20
2.0 5° 100 | 117 11 104 | 102 | 0014 | 020 030 | 0020 | 0.10 0.16
2.0 3° 140 | 143 | 146 | 154 | 174 | 0.013 0.20 020 | 0018 | 0.10 0.12
25 5° 7.5 7.8 8.3 93 | 106 | 0.019 0.25 050 | 0027 | 0.13 0.25
2.5 5° 125 | 128 | 131 | 138 oo 0017 | 0.25 038 | 0024 | 013 0.20
2.5 3 175 | 179 | 183 | 19.8 oo 0.015 0.25 025 | 0.021 0.13 0.15
2.5 5° 7.5 7.8 8.3 93 | 106 | 0.019 0.25 050 | 0.027 | 0.13 0.25
25 5° 125 | 128 | 131 | 138 o 0017 | 025 038 | 0.024 | 013 0.20
2.5 3 175 | 179 | 183 | 19.8 oo 0.015 0.25 025 | 0.021 0.13 0.15
25 5° 75 7.8 8.3 93 | 105 | 0.019 0.25 050 | 0027 | 0.13 0.25
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Bl A BT EET] DSTM (ph HORN i)

Torus End Mill Micro

z2 :l] % wo OD/OE, %

T 30° 4 oh7 e \
l‘l
|3
- - ]._
_DN
Q
BRASIS
Carbide grades
A EF A 4R
on stock 4 weeks
ERES d, r L, L, d, d, L, z yl V2 «
Part number A
'_
DSTM.2.300.000.030 3 0 6 9 2.9 4 50 2 20° - A
DSTM.2.300.000.050 3 0 6 15 2.9 4 50 2 40° 20° A
DSTM.2.300.000.070 3 0] 6 21 2.9 4 60 2 40° 20° A
DSTM.2.300.010.030 3 0.1 6 9 2.9 4 50 2 20° - A
DSTM.2.300.010.050 3 0.1 6 15 2.9 4 50 2 40° 20° A
DSTM.2.300.010.070 3 0.1 6 21 2.9 4 60 2 40° 20° A
DSTM.2.300.020.030 3 0.2 6 9 2.9 4 50 2 20° - A
DSTM.2.300.100.030 3 1 6 9 2.9 4 50 2 20° - A
M| o
N | -
S| o
H| o
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T2 DSTM @ 3 mm
Cutting Data DSTM @ 3 mm (ﬁh HORN I]h)

-~ ~~
s s
vc=m/min vc =m/min vc=m/min vc =m/min

140 170 130 160

140 170 130 160

140 170 120 150

140 170 110 140

140 170 110 140

140 170 110 140

140 170 100 130

140 170 100 130

140 170 100 130

140 170 S1.1 80 110

130 160 Sl 70 100

130 160 S2.1 60 90

130 160 S2.2 50 80

130 160 S3.1 90 120

110 140 S3.2 100 130
M1.1 100 130 S3.3 80 110
M1.2 90 120 H1.1 110 140
M1.3 80 110

N
-

d, 0° 0.5° 1° 2° 3° f a, a, f a, a,
3 5° 9.0 9.4 99 | 112 | 127 | 0022 | 030 060 | 0.031 0.15 0.30
3 5° 150 | 153 | 15.7 oo oo 0020 | 030 045 | 0028 | 0.5 0.24
3 3 210 | 215 | 223 oo oo 0018 | 0.30 030 | 0.025 0.15 0.18
3 5° 9.0 9.4 99 | 112 | 127 | 0.022 0.30 060 | 0.031 0.15 0.30
3 5° 150 | 153 | 15.7 oo oo 0020 | 0.30 045 | 0028 | 0.15 0.24
3 3° 210 | 215 | 223 oo oo 0.018 0.30 030 | 0.025 0.15 0.18
3 5° 9.0 9.4 99 | 111 oo 0.022 0.30 060 | 0.031 0.15 0.30
3 5° 9.0 9.4 9.8 | 109 oo 0.022 0.30 060 | 0.031 0.15 0.30
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Bl A A YT 7] DSTM (ph HORN ph)

Torus End Mill Micro

HAGhS | \% P “ 1/
z4 || == || K 0.015 | 0005 2

_.Irah7|'_

- _ —
J
~J
©
Q

ERagEs

Carbide grades

A EF A4

on stock 4 weeks
FmES d, r L, L, d, d, l, V4 vl ¥2 2
Part number 7
2
DSTM.4.020.000.030 0.2 0 0.4 0.6 0.18 4 50 4 20° - A
DSTM.4.020.000.050 0.2 0 0.4 1 0.18 4 50 4 40° 20° A
DSTM.4.020.000.070 0.2 0 0.4 14 0.18 4 50 4 40° 20° A
DSTM.4.030.000.030 0.3 0 0.6 0.9 0.28 4 50 4 20° - A
DSTM.4.030.000.070 0.3 0 0.6 2.1 0.28 4 50 4 40° 20° A
DSTM.4.040.000.030 0.4 0 0.7 1.2 0.38 4 50 4 20° - A
DSTM.4.040.000.050 0.4 0 0.7 2 0.38 4 50 4 40° 20° A
DSTM.4.040.000.070 0.4 0 0.7 2.8 0.38 4 50 4 40° 20° A
DSTM.4.050.000.030 0.5 0 1 1.5 0.47 4 50 4 20° - A
DSTM.4.050.000.050 0.5 0 1 2.5 0.47 4 50 4 40° 20° A
DSTM.4.050.000.070 0.5 0 1 3.5 0.47 4 50 4 40° 20° A
DSTM.4.050.010.030 0.5 0.1 1 1.5 0.47 4 50 4 20° - A
DSTM.4.050.010.050 0.5 0.1 1 2.5 0.47 4 50 4 40° 20° A
DSTM.4.050.010.070 0.5 0.1 1 3.5 0.47 4 50 4 40° 20° A
DSTM.4.060.000.030 0.6 0 1.2 1.8 0.6 4 50 4 20° - A
DSTM.4.060.000.050 0.6 0 1.2 3 0.55 4 50 4 40° 20° A
DSTM.4.060.000.070 0.6 0 1.2 4.2 0.55 4 50 4 40° 20° A
DSTM.4.060.010.030 0.6 0.1 1.2 1.8 0.55 4 50 4 20° - A
DSTM.4.060.010.050 0.6 0.1 1.2 3 0.55 4 50 4 40° 20° A
DSTM.4.060.010.070 0.6 0.1 1.2 4.2 0.55 4 50 4 40° 20° A
M| o
N| -
S| o
H| o
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YIEIEH DSTM 3 0.2-0.6 mm
Cutting Data DSTM @ 0.2 - 0.6 mm (ﬁh HORN I]h)

-~ ~~
s s
vc=m/min vc =m/min vc=m/min vc =m/min

140 170 130 160

140 170 130 160

140 170 120 150

140 170 110 140

140 170 110 140

140 170 110 140

140 170 100 130

140 170 100 130

140 170 100 130

140 170 S1.1 80 110

130 160 Sl 70 100

130 160 S2.1 60 90

130 160 S2.2 50 80

130 160 S3.1 90 120

110 140 S3.2 100 130
M1.1 100 130 S3.3 80 110
M1.2 90 120 H1.1 110 140
M1.3 80 110

N
o

d, 0° 0.5° 1° 2° 3° f a, a, f a, a,
0.2 4 0.6 0.6 0.6 0.7 08 | 0004 | 002 004 | 0006 | 0.01 0.02
0.2 4° 1.0 1 1 11 11 | 0004 | 0.02 003 | 0.005 0.01 0.02
0.2 3 1.4 1.4 1.4 15 16 | 0.003 0.02 002 | 0004 | 0.01 0.01
0.3 4° 0.9 0.9 0.9 11 12 | 0.005 0.03 006 | 0006 | 0.02 0.03
03 3 2.1 2.1 22 23 24 | 0004 | 003 0.03 | 0.005 0.02 0.02
0.4 4 12 1.2 1.2 1.4 15 | 0.005 0.04 008 | 0007 | 0.02 0.04
0.4 4 2.0 2 2 2.1 22 | 0.005 0.04 006 | 0007 | 0.02 0.03
0.4 3 2.8 2.8 2.9 3 31 | 0004 | 004 004 | 0006 | 0.02 0.02
0.5 4° 1.5 15 16 1.8 21 | 0006 | 0.05 010 | 0008 | 0.03 0.05
0.5 4 2.5 25 26 2.7 29 | 0.005 0.05 008 | 0007 | 0.03 0.04
0.5 3° 35 35 36 38 4 0.005 0.05 005 | 0007 | 003 0.03
0.5 4 1.5 15 16 1.8 2 0.006 | 0.05 010 | 0.008 | 0.03 0.05
0.5 4 25 25 26 2.7 29 | 0.005 0.05 008 | 0007 | 003 0.04
0.5 3° 35 35 36 38 4 0.005 0.05 005 | 0007 | 0.03 0.03
0.6 4 1.8 1.8 1.9 22 25 | 0006 | 0.6 012 | 0.009 0.03 0.06
0.6 4° 3.0 3 3.1 33 35 | 0006 | 0.06 009 | 0008 | 0.03 0.05
0.6 3 4.2 42 4.4 4.6 49 | 0.005 0.06 006 | 0007 | 0.03 0.04
0.6 4° 1.8 1.8 1.9 2.2 25 | 0006 | 0.06 012 | 0.009 0.03 0.06
0.6 4 3.0 3 31 33 34 | 0006 | 0.06 009 | 0008 | 0.03 0.05
0.6 3° 4.2 4.2 4.4 46 48 | 0.005 0.06 006 | 0.007 | 0.03 0.04
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Bl A BT EET] DSTM (ph HORN i)

Torus End Mill Micro
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ERagEs

Carbide grades

A EF A4

on stock 4 weeks
FmES d, r L, L, d, d, l, V4 vl ¥2 2
Part number 7
2
DSTM.4.070.000.030 0.7 0 14 2.1 0.65 4 50 4 20° - A
DSTM.4.070.000.050 0.7 0 14 3.5 0.65 4 50 4 40° 20° A
DSTM.4.070.010.030 0.7 0.1 14 2.1 0.65 4 50 4 20° - A
DSTM.4.070.010.050 0.7 0.1 14 3.5 0.65 4 50 4 40° 20° A
DSTM.4.070.010.070 0.7 0.1 1.4 4.9 0.65 4 50 4 40° 20° A
DSTM.4.080.000.030 0.8 0 1.6 2.4 0.75 4 50 4 20° - A
DSTM.4.080.000.050 0.8 0 1.6 4 0.75 4 50 4 40° 20° A
DSTM.4.080.000.070 0.8 0 1.6 5.6 0.75 4 50 4 40° 20° A
DSTM.4.080.010.030 0.8 0.1 1.6 2.4 0.75 4 50 4 20° - A
DSTM.4.080.010.050 0.8 0.1 1.6 4 0.75 4 50 4 40° 20° A
DSTM.4.080.010.070 0.8 0.1 1.6 5.6 0.75 4 50 4 40° 20° A
DSTM.4.090.000.030 0.9 0 1.8 2.7 0.85 4 50 4 20° - A
DSTM.4.090.000.070 0.9 0 1.8 6.3 0.85 4 50 4 40° 20° A
DSTM.4.090.010.030 0.9 0.1 1.8 2.7 0.85 4 50 4 20° - A
DSTM.4.100.000.030 1 0 2 3 0.95 4 50 4 20° - A
DSTM.4.100.000.050 1 0 2 5 0.95 4 50 4 40° 20° A
DSTM.4.100.000.070 1 0 2 7 0.95 4 50 4 40° 20° A
DSTM.4.100.010.030 1 0.1 2 3 0.95 4 50 4 20° - A
DSTM.4.100.010.050 1 0.1 2 5 0.95 4 50 4 40° 20° A
DSTM.4.100.010.070 1 0.1 2 7 0.95 4 50 4 40° 20° A
DSTM.4.100.020.030 1 0.2 2 3 0.95 4 50 4 20° - A
DSTM.4.100.020.050 1 0.2 2 5 0.95 4 50 4 40° 20° A
DSTM.4.100.020.070 1 0.2 2 T 0.95 4 50 4 40° 20° A
M|o
N| -
S| o
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YIEIEH DSTM B 0.7-1 mm
Cutting Data DSTM @ 0.7 - 1 mm (ﬁh HORN I]h)

-~ ~~
s s
vc=m/min vc =m/min vc=m/min vc =m/min

140 170 130 160

140 170 130 160

140 170 120 150

140 170 110 140

140 170 110 140

140 170 110 140

140 170 100 130

140 170 100 130

140 170 100 130

140 170 S1.1 80 110

130 160 Sl 70 100

130 160 S2.1 60 90

130 160 S2.2 50 80

130 160 S3.1 90 120

110 140 S3.2 100 130
M1.1 100 130 S3.3 80 110
M1.2 90 120 H1.1 110 140
M1.3 80 110

N
-

d, 0° 0.5° 1° 2° 3° f a, a, f a, a,
0.7 4 2.1 2.1 22 25 28 | 0007 | 0.07 0.14 | 0010 | 004 0.07
0.7 4° 35 35 3.6 3.8 39 | 0006 | 007 0.11 0.009 0.04 0.06
0.7 4 2.1 2.1 22 25 28 | 0007 | 007 014 | 0010 | 0.04 0.07
0.7 4° 35 35 36 38 39 | 0006 | 007 0.11 0.009 0.04 0.06
0.7 3 4.9 4.9 5.1 53 55 | 0006 | 0.07 007 | 0.008 | 0.4 0.04
0.8 4 24 25 26 2.9 33 | 0008 | 0.8 016 | 0.011 0.04 0.08
0.8 4 4.0 4 42 4.4 46 | 0007 | 0.08 012 | 0010 | 004 0.06
0.8 3 5.6 5.7 5.8 6.1 65 | 0.06 | 0.08 0.08 | 0.009 0.04 0.05
0.8 4 2.4 25 26 2.9 33 | 0008 | 0.08 016 | 0.011 0.04 0.08
0.8 4 4.0 4 4.2 4.4 46 | 0.007 | 0.08 012 | 0010 | 0.04 0.06
0.8 3° 5.6 5.7 5.8 6.1 65 | 0006 | 0.08 0.08 | 0.009 0.04 0.05
0.9 4° 2.7 2.8 2.9 3.2 36 | 0008 | 0.09 018 | 0012 | 0.05 0.09
0.9 3 6.3 6.4 6.5 6.8 72 | 0007 | 0.09 0.09 | 0.009 0.05 0.05
0.9 4° 2.7 2.8 2.9 3.2 36 | 0008 | 0.09 018 | 0012 | 0.5 0.09
1.0 4 3.0 3.1 33 37 42 | 0.009 0.10 020 | 0.013 0.05 0.10
1.0 4° 5.0 5.1 5.2 55 58 | 0008 | 0.10 015 | 0.011 0.05 0.08
1.0 3 7.0 7.1 7.3 7.7 81 | 0007 | 0.10 010 | 0010 | 005 0.06
1.0 4° 3.0 3.1 33 37 42 | 0.009 0.10 020 | 0.013 0.05 0.10
1.0 4 5.0 5.1 5.2 55 58 | 0.008 | 0.10 015 | 0.011 0.05 0.08
1.0 3 7.0 7.1 73 7.7 81 | 0007 | 0.10 010 | 0010 | 0.05 0.06
1.0 4 3.0 3.1 33 37 42 | 0.009 0.10 020 | 0.013 0.05 0.10
1.0 4° 5.0 5.1 52 55 58 | 0.008 | 0.10 015 | 0.011 0.05 0.08
1.0 3 7.0 7.1 7.3 7.7 81 | 0007 | 0.0 010 | 0010 | 0.05 0.06
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Bl A A YT 7] DSTM (ph HORN ph)

Torus End Mill Micro
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Carbide grades
A EF A4
on stock 4 weeks
FEmES d, r L, l, d, d, L, V4 vl ¥2 2
Part number 7
2
DSTM.4.120.000.030 1.2 0 2.4 3.6 1.15 4 50 4 20° - A
DSTM.4.120.000.050 1.2 0 2.4 6 1.15 4 50 4 40° 20° A
DSTM.4.120.010.030 1.2 0.1 2.4 3.6 1.15 4 50 4 20° - A
DSTM.4.120.010.050 1.2 0.1 2.4 6 1.15 4 50 4 40° 20° A
DSTM.4.120.020.030 1.2 0.2 2.4 3.6 1.15 4 50 4 20° - A
DSTM.4.120.020.050 1.2 0.2 2.4 6 1.15 4 50 4 40° 20° A
DSTM.4.150.000.030 15 0 3 4.5 1.45 4 50 4 20° - A
DSTM.4.150.000.050 1.5 0 3 7.5 1.45 4 50 4 40° 20° A
DSTM.4.150.000.070 1.5 0 3 10.5 1.45 4 50 4 40° 20° A
DSTM.4.150.010.030 15 0.1 3 4.5 1.45 4 50 4 20° - A
DSTM.4.150.010.050 15 0.1 3 7.5 1.45 4 50 4 40° 20° A
DSTM.4.150.010.070 15 0.1 3 10.5 1.45 4 50 4 40° 20° A
DSTM.4.150.020.030 1.5 0.2 3 4.5 1.45 4 50 4 20° - A
DSTM.4.150.020.050 1.5 0.2 3 7.5 1.45 4 50 4 40° 20° A
DSTM.4.150.020.070 15 0.2 3 10.5 1.45 4 50 4 40° 20° A
DSTM.4.150.050.030 15 0.5 3 4.5 1.45 4 50 4 20° - A
M| o
N| -
S| o
H| o
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YIHIEBH DSTM B 1.2-1.5mm
Cutting Data DSTM @ 1.2 - 1.5 mm (ﬁh HORN I]h)

-~ ~~
- -
vc=m/min vc=m/min vc=m/min vc=m/min

140 170 130 160

140 170 130 160

140 170 120 150

140 170 110 140

140 170 110 140

140 170 110 140

140 170 100 130

140 170 100 130

140 170 100 130

140 170 S1.1 80 110

130 160 Sl 70 100

130 160 S2.1 60 90

130 160 S2.2 50 80

130 160 S3.1 90 120

110 140 S3.2 100 130
M1.1 100 130 S3.3 80 110
M1.2 90 120 H1l.1 110 140
M1.3 80 110

N
-

d, 0° 0.5° 1° 2° 3° f a, a, f a, a,
12 4° 36 37 3.9 4.4 51 | 0.010 0.12 0.24 0.014 0.06 0.12
12 4 6.0 6.1 6.3 6.6 7 0.009 0.12 0.18 0.013 0.06 0.10
12 4 3.6 3.7 3.9 4.4 5 0.010 0.12 0.24 0.014 0.06 0.12
12 4° 6.0 6.1 6.3 6.6 69 | 0.009 0.12 0.18 0.013 0.06 0.10
12 4° 36 37 3.9 4.4 5 0.010 0.12 0.24 0.014 0.06 0.12
12 4° 6.0 6.1 6.2 6.6 69 | 0.009 0.12 0.18 0.013 0.06 0.10
15 4° 45 4.7 49 55 63 | 0.012 0.15 0.30 0.017 0.08 0.15
15 4 75 7.6 7.8 8.2 8.7 | 0.011 0.15 0.23 0.015 0.08 0.12
15 3 105 | 107 11 116 | 126 | 0.010 0.15 0.15 0.014 0.08 0.09
15 4° 45 4.7 4.9 55 63 | 0.012 0.15 0.30 0.017 0.08 0.15
1.5 4° 75 76 7.8 8.2 87 | 0.011 0.15 0.23 0.015 0.08 0.12
15 3 105 | 10.7 11 116 | 12,6 | 0.010 0.15 0.15 0.014 0.08 0.09
15 4 4.5 4.7 4.9 5.5 63 | 0.012 0.15 0.30 0.017 0.08 0.15
15 4° 75 76 7.8 8.2 87 | 0.011 0.15 0.23 0.015 0.08 0.12
15 3 105 | 107 11 115 | 125 | 0.010 0.15 0.15 0.014 0.08 0.09
15 4° 45 4.7 4.9 5.4 62 | 0.012 0.15 0.30 0.017 0.08 0.15
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Bl A BT EET] DSTM (ph HORN i)

Torus End Mill Micro
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Carbide grades

A EF A4

on stock 4 weeks
s d, r L, L, d, d, l, z vl V2 -
Part number 7
el
DSTM.4.200.000.030 2 0 4 6 1.9 4 50 4 20° - A
DSTM.4.200.000.050 2 0 4 10 1.9 4 50 4 40° 20° A
DSTM.4.200.000.070 2 0 4 14 1.9 4 50 4 40° 20° A
DSTM.4.200.010.030 2 0.1 4 6 1.9 4 50 4 20° - A
DSTM.4.200.010.050 2 0.1 4 10 1.9 4 50 4 40° 20° A
DSTM.4.200.010.070 2 0.1 4 14 1.9 4 50 4 40° 20° A
DSTM.4.200.020.030 2 0.2 4 6 1.9 4 50 4 20° - A
DSTM.4.200.020.050 2 0.2 4 10 1.9 4 50 4 40° 20° A
DSTM.4.200.020.070 2 0.2 4 14 1.9 4 50 4 40° 20° A
DSTM.4.200.050.030 2 0.5 4 6 1.9 4 50 4 20° - A
DSTM.4.200.050.050 2 0.5 4 10 1.9 4 50 4 40° 20° A
DSTM.4.200.050.070 2 0.5 4 14 1.9 4 50 4 40° 20° A
DSTM.4.250.000.030 2.5 0 5 7.5 2.4 4 50 4 20° - A
DSTM.4.250.000.050 2.5 0 5 12.5 2.4 4 50 4 40° 20° A
DSTM.4.250.000.070 2.5 0 5 17.5 2.4 4 60 4 40° 20° A
DSTM.4.250.010.030 2.5 0.1 5 7.5 2.4 4 50 4 20° - A
DSTM.4.250.010.050 2.5 0.1 5 12.5 2.4 4 50 4 40° 20° A
DSTM.4.250.010.070 2.5 0.1 5 17.5 2.4 4 60 4 40° 20° A
DSTM.4.250.020.030 2.5 0.2 5 7.5 2.4 4 50 4 20° - A
DSTM.4.250.020.050 2.5 0.2 5 12.5 2.4 4 50 4 40° 20° A
DSTM.4.250.020.070 2.5 0.2 5 17.5 2.4 4 60 4 40° 20° A
DSTM.4.250.050.030 2.5 0.5 5 7.5 2.4 4 50 4 20° - A
DSTM.4.250.050.050 2.5 0.5 5 12.5 2.4 4 50 4 40° 20° A
M|o
N| -
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YPIHIEH DSTM G 2 - 2.5 mm
Cutting Data DSTM @2 -2.5mm (ﬁh HORN I]h)

-~ ~~
s s
vc=m/min vc =m/min vc=m/min vc =m/min

140 170 130 160

140 170 130 160

140 170 120 150

140 170 110 140

140 170 110 140

140 170 110 140

140 170 100 130

140 170 100 130

140 170 100 130

140 170 S1.1 80 110

130 160 Sl 70 100

130 160 S2.1 60 90

130 160 S2.2 50 80

130 160 S3.1 90 120

110 140 S3.2 100 130
M1.1 100 130 S3.3 80 110
M1.2 90 120 H1.1 110 140
M1.3 80 110

N
-

d, 0° 0.5° 1° 2° 3° f a, a, f a, a,
2.0 4 6.0 6.3 6.6 7.4 85 | 0.015 0.20 040 | 0022 | 0.10 0.20
2.0 4° 100 | 102 | 105 11 119 | 0.014 | 0.0 030 | 0.019 0.10 0.16
2.0 3 140 | 143 | 147 | 154 | 176 | 0012 | 020 020 | 0017 | 0.10 0.12
2.0 4° 6.0 6.3 6.6 7.4 85 | 0.015 0.20 040 | 0022 | 0.0 0.20
2.0 4° 100 | 102 | 105 11 11.9 | 0014 | 020 030 | 0.019 0.10 0.16
2.0 3° 140 | 143 | 147 | 154 | 176 | 0.012 0.20 020 | 0017 | 0.10 0.12
2.0 4° 6.0 6.3 6.6 7.4 84 | 0.015 0.20 040 | 0022 | 0.10 0.20
2.0 4° 100 | 102 | 104 | 11 11.8 | 0.014 | 0.0 030 | 0.019 0.10 0.16
2.0 3 140 | 143 | 147 | 154 | 175 | 0.012 0.20 020 | 0017 | 0.10 0.12
2.0 4 6.0 6.2 6.6 7.3 83 | 0.015 0.20 040 | 0022 | 0.0 0.20
2.0 4° 100 | 117 11 104 | 102 | 0014 | 020 030 | 0.019 0.10 0.16
2.0 3° 140 | 143 | 146 | 154 | 174 | 0012 0.20 020 | 0017 | 0.10 0.12
25 4 7.5 7.8 8.3 93 | 106 | 0018 | 025 050 | 0026 | 0.3 0.25
2.5 4° 125 | 128 | 131 | 138 oo 0017 | 0.25 038 | 0.023 0.13 0.20
2.5 3 175 | 179 | 183 | 19.8 oo 0.015 0.25 025 | 0.021 0.13 0.15
2.5 4° 7.5 7.8 8.3 93 | 106 | 0.018 | 025 050 | 0026 | 0.3 0.25
25 4° 125 | 128 | 131 | 138 o 0017 | 025 038 | 0.023 0.13 0.20
2.5 3 175 | 179 | 183 | 19.8 oo 0.015 0.25 025 | 0.021 0.13 0.15
25 4 75 7.8 8.3 93 | 105 | 0018 | 025 050 | 0026 | 0.3 0.25
25 4° 125 | 128 | 131 | 138 oo 0017 | 0.25 038 | 0.023 0.13 0.20
25 3° 175 | 179 | 183 | 19.7 oo 0.015 0.25 025 | 0.021 0.13 0.15
2.5 4° 75 7.8 8.2 92 | 104 | 0018 | 025 050 | 0026 | 0.13 0.25
2.5 4 125 | 127 | 131 | 137 oo 0017 | 025 038 | 0.023 0.13 0.20
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Bl A A YT 7] DSTM (ph HORN ph)

Torus End Mill Micro

4 —
z4 | \J% 0.015 | 0,005

- o gh7 - N
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_ i} _ I
) |
~J
©
Q

ERagEs

Carbide grades

A EF A4

on stock 4 weeks
ERES d, r L, L, d, d, L, z yl v2 «
Part number 7
2
DSTM.4.300.000.030 3 0 6 9 2.9 4 50 4 20° - A
DSTM.4.300.000.050 3 0 6 15 2.9 4 50 4 40° 20° A
DSTM.4.300.000.070 3 0 6 21 2.9 4 60 4 40° 20° A
DSTM.4.300.010.030 3 0.1 6 9 2.9 4 50 4 20° - A
DSTM.4.300.010.050 3 0.1 6 15 2.9 4 50 4 40° 20° A
DSTM.4.300.010.070 3 0.1 6 21 2.9 4 60 4 40° 20° A
DSTM.4.300.020.030 3 0.2 6 9 2.9 4 50 4 20° - A
DSTM.4.300.020.050 3 0.2 6 15 2.9 4 50 4 40° 20° A
DSTM.4.300.020.070 3 0.2 6 21 2.9 4 60 4 40° 20° A
DSTM.4.300.050.030 3 0.5 6 9 2.9 4 50 4 20° - A
DSTM.4.300.050.050 3 0.5 6 15 2.9 4 50 4 40° 20° A
DSTM.4.300.050.070 3 0.5 6 21 2.9 4 60 4 40° 20° A
DSTM.4.300.100.030 3 1 6 9 2.9 4 50 4 20° - A
DSTM.4.300.100.050 3 1 6 15 2.9 4 50 4 40° 20° A
DSTM.4.300.100.070 3 1 6 21 2.9 4 60 4 40° 20° A
M|o
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T2 DSTM @ 3 mm
Cutting Data DSTM @ 3 mm (ﬁh HORN I]h)

-~ ~~
s s
vc=m/min vc =m/min vc=m/min vc =m/min

140 170 130 160

140 170 130 160

140 170 120 150

140 170 110 140

140 170 110 140

140 170 110 140

140 170 100 130

140 170 100 130

140 170 100 130

140 170 S1.1 80 110

130 160 Sl 70 100

130 160 S2.1 60 90

130 160 S2.2 50 80

130 160 S3.1 90 120

110 140 S3.2 100 130
M1.1 100 130 S3.3 80 110
M1.2 90 120 H1.1 110 140
M1.3 80 110

N
-

d, 0° 0.5° 1° 2° 3° f a, a, f a, a,
3 4° 9.0 9.4 99 | 112 | 127 | 0022 | 030 060 | 0.031 0.15 0.30
3 4° 150 | 153 | 15.7 oo 0.019 0.30 045 | 0028 | 0.5 0.24
3 3 210 | 215 | 223 oo 0017 | 0.30 030 | 0024 | 0.15 0.18
3 4° 9.0 9.4 99 | 112 | 127 | 0.022 0.30 060 | 0.031 0.15 0.30
3 4 150 | 153 | 15.7 oo 0.019 0.30 045 | 0028 | 0.15 0.24
3 3° 210 | 215 | 223 oo 0.017 0.30 030 | 0.024 | 0.15 0.18
3 4 9.0 9.4 9.9 | 111 oo 0.022 0.30 060 | 0.031 0.15 0.30
3 4° 150 | 153 | 15.7 oo 0.019 0.30 045 | 0.028 0.15 0.24
3 3 210 | 215 | 223 oo 0.017 0.30 030 | 0024 | 015 0.18
3 4 9.0 9.4 99 | 111 oo 0.022 0.30 060 | 0.031 0.15 0.30
3 4° 150 | 153 | 157 oo 0.019 0.30 045 | 0028 | 0.15 0.24
3 3° 210 | 215 | 222 oo 0017 | 0.30 030 | 0.024 | 0.15 0.18
3 4° 9.0 9.4 98 | 109 oo 0.022 0.30 060 | 0.031 0.15 0.30
3 4° 150 | 153 | 15.7 oo 0.019 0.30 045 | 0028 | 0.5 0.24
3 3° 210 | 214 | 222 oo oo 0.017 | 0.30 030 | 0.024 | 0.15 0.18
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8% 7] DSK (plr HORN il)

End Mill

9 ji \% < || & 2| |~ | Y
- 30° -~ 0.01 0,005 _.|ﬂeg|._
|1
|3
]2
4 | 1 i
IS H
r

ERagEs

Carbide grades

A EF A4

on stock 4 weeks
FEmES d, r L l, d, d, [, yA Y Egil) ~
Part number Type A
2
DSK.2.035.030 3.5 1.75 7 10.5 3.4 6 64 2 40° HA A
DSK.2.035.050 3.5 1.75 7 17.5 3.4 6 64 2 40° HA A
DSK.2.040.030 4 2 8 12 3.8 6 64 2 40° HA A
DSK.2.040.050 4 2 8 20 3.8 6 64 2 40° HA A
DSK.2.040.070 4 2 8 28 3.8 6 78 2 40° HA A
DSK.2.050.050 5 2.5 10 25 4.7 6 64 2 40° HA A
DSK.2.050.070 5 2.5 10 35 4.7 6 78 2 40° HA A
DSK.2.060.030 6 3 12 18 5.7 6 64 2 - HA A
DSK.2.060.050 6 3 12 30 5.7 6 78 2 - HA A
DSK.2.060.070 6 3 12 42 5.7 6 100 2 - HA A
DSK.2.080.030 8 4 16 24 7.6 8 64 2 - HA A
DSK.2.080.050 8 4 16 40 7.6 8 100 2 - HA A
DSK.2.080.070 8 4 16 56 7.6 8 100 2 - HA A
DSK.2.100.030 10 5 20 30 9.6 10 78 2 - HA A
DSK.2.100.050 10 5 20 50 9.6 10 100 2 - HA A
DSK.2.100.070 10 5 20 70 9.6 10 120 2 - HA A
DSK.2.120.030 12 6 24 36 11.6 12 100 2 - HA A
DSK.2.120.050 12 6 24 60 11.6 12 120 2 - HA A
DSK.2.160.050 16 8 32 80 15.4 16 140 2 - HA A
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YIHIEB$ DSK @ 3.5-16 mm
Cutting Data DSK@ 3.5- 16 mm (ﬁh HORN I]h)

-~ ~~
s s
vc=m/min vc =m/min vc=m/min vc =m/min
140 170 130 160
140 170 130 160
140 170 120 150
140 170 110 140
140 170 110 140
140 170 110 140
140 170 100 130
140 170 100 130
140 170 100 130
140 170 S1.1 90 120
130 160 Sl 80 110
130 160 S2.1 70 100
130 160 S2.2 60 90
130 160 S3.1 100 130
110 140 S3.2 100 130
M1.1 100 130 S3.3 80 110
M1.2 90 120 H1.1 110 140
M1.3 80 110
-~
o
d, f, a, a, f, a, a,
35 5° 0.03 0.35 0.70 0.04 0.18 0.35
35 5° 0.03 0.35 0.70 0.04 0.18 0.35
4.0 5° 0.03 0.40 0.80 0.04 0.20 0.40
4.0 5° 0.03 0.40 0.80 0.04 0.20 0.40
4.0 5° 0.03 0.50 1.00 0.05 0.25 0.50
5.0 5° 0.03 0.50 1.00 0.05 0.25 0.50
5.0 5° 0.03 0.50 1.00 0.05 0.25 0.50
6.0 5° 0.04 0.60 1.20 0.06 0.30 0.60
6.0 5° 0.04 0.60 1.20 0.06 0.30 0.60
6.0 5° 0.05 0.80 1.60 0.08 0.40 0.80
8.0 5° 0.05 0.80 1.60 0.08 0.40 0.80
8.0 5° 0.05 0.80 1.60 0.08 0.40 0.80
8.0 5° 0.05 0.80 1.60 0.08 0.40 0.80
10.0 5° 0.07 1.00 2.00 0.09 0.50 1.00
10.0 5° 0.07 1.00 2.00 0.09 0.50 1.00
10.0 5° 0.08 1.20 2.40 0.11 0.60 1.20
12.0 5° 0.08 1.20 2.40 0.11 0.60 1.20
12.0 5° 0.08 1.20 2.40 0.11 0.60 1.20
16.0 5° 0.10 1.60 3.20 0.15 0.80 1.60
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BEfAIIEt] DST (ph HORN i)

Torus End Mill

HA gh5
oh5 P A = 7\ /
z2 | 1> le 0,015
+| | 30° 7 ' 0,005
4 ge8 - X
— 1 -—
Ia
|
2
[
HESCES —J ¥
2 2
l S
.'/ o
/B
BRA SIS
Carbide grades
A EF A 4R
on stock 4 weeks
Fmils d, r L, l, d, d, L, YA Y i «
Part number Type A
'_
DST.2.035.020.050 3.5 0.2 T 17.5 3.4 6 64 2 40° HA A
DST.2.035.020.070 3.5 0.2 T 24.5 34 6 64 2 40° HA A
DST.2.035.050.030 3.5 0.5 T 10.5 3.4 6 64 2 40° HA A
DST.2.035.050.050 3.5 0.5 7 175 3.4 6 64 2 40° HA A
DST.2.035.050.070 3.5 0.5 7 24.5 3.4 6 64 2 40° HA A
DST.2.035.100.070 3.5 1 7 24.5 3.4 6 64 2 40° HA A
DST.2.040.020.030 4 0.2 8 12 3.8 6 64 2 40° HA A
DST.2.040.020.050 4 0.2 8 20 3.8 6 64 2 40° HA A
DST.2.040.020.070 4 0.2 8 28 3.8 6 78 2 40° HA A
DST.2.040.050.030 4 0.5 8 12 3.8 6 64 2 40° HA A
DST.2.040.100.050 4 1 8 20 3.8 6 64 2 40° HA A
DST.2.050.020.030 5 0.2 10 15 4.7 6 64 2 40° HA A
DST.2.050.020.050 5 0.2 10 25 4.7 6 64 2 40° HA A
DST.2.050.020.070 5 0.2 10 35 4.7 6 78 2 40° HA A
DST.2.050.050.050 5 0.5 10 25 4.7 6 64 2 40° HA A
DST.2.050.050.070 5 0.5 10 35 4.7 6 78 2 40° HA A
DST.2.050.100.050 5 1 10 25 4.7 6 64 2 40° HA A
DST.2.050.100.070 5 1 10 35 4.7 6 78 2 40° HA A
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YIS DST @ 3.5-5mm
Cutting Data DST @ 3.5-5mm (ﬁh HORN I]h)

-~ ~~
s s
vc=m/min vc =m/min vc=m/min vc =m/min

140 170 130 160
140 170 130 160
140 170 120 150
140 170 110 140
140 170 110 140
140 170 110 140
140 170 100 130
140 170 100 130
140 170 100 130
140 170 S1.1 90 120
130 160 Sl 80 110
130 160 S2.1 70 100
130 160 S2.2 60 90
130 160 S3.1 100 130
110 140 S3.2 100 130

M1.1 100 130 S3.3 80 110

M1.2 90 120 H1.1 110 140

M1.3 80 110

-~
o

d, f, a, a, f, a, a,

35 5° 0.025 0.35 0.70 0.036 0.18 0.35

35 5° 0.025 0.35 0.70 0.036 0.18 0.35

35 5° 0.025 0.35 0.70 0.036 0.18 0.35

35 5° 0.025 0.35 0.70 0.036 0.18 0.35

35 5° 0.025 0.35 0.70 0.036 0.18 0.35

35 5° 0.025 0.35 0.70 0.036 0.18 0.35

4.0 5° 0.028 0.40 0.80 0.040 0.20 0.40

4.0 5° 0.028 0.40 0.80 0.040 0.20 0.40

4.0 5° 0.028 0.40 0.80 0.040 0.20 0.40

4.0 5° 0.028 0.40 0.80 0.040 0.20 0.40

4.0 5° 0.028 0.40 0.80 0.040 0.20 0.40

4.0 5° 0.028 0.40 0.80 0.040 0.20 0.40

5.0 5° 0.035 0.50 1.00 0.049 0.25 0.50

5.0 5° 0.035 0.50 1.00 0.049 0.25 0.50

5.0 5° 0.035 0.50 1.00 0.049 0.25 0.50

5.0 5° 0.035 0.50 1.00 0.049 0.25 0.50

5.0 5° 0.035 0.50 1.00 0.049 0.25 0.50

5.0 5° 0.035 0.50 1.00 0.049 0.25 0.50
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BEfAIIEt] DST (ph HORN i)

Torus End Mill

HAGhS | 3 VR /'
e i=x=all" " 0015 | 75,005
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BRASIS
Carbide grades
A EF A4TE
on stock 4 weeks
PR d, r ! 3 d, d, , z R -
Part number Type A
'_
DST.2.060.020.030 6 0.2 12 18 5.7 6 64 2 HA A
DST.2.060.020.070 6 0.2 12 42 5.7 6 100 2 HA A
DST.2.060.050.050 6 0.5 12 30 5.7 6 78 2 HA A
DST.2.060.100.070 6 1 12 42 5.7 6 100 2 HA A
DST.2.060.200.030 6 12 18 5.7 6 64 2 HA A
DST.2.060.200.070 6 2 12 42 5.7 6 100 2 HA A
DST.2.080.020.070 8 0.2 16 56 7.6 8 100 2 HA A
DST.2.080.050.030 8 0.5 16 24 7.6 8 64 2 HA A
DST.2.080.050.050 8 0.5 16 40 7.6 8 100 2 HA A
DST.2.080.050.070 8 0.5 16 56 7.6 8 100 2 HA A
DST.2.080.100.070 8 1 16 56 7.6 8 100 2 HA A
DST.2.080.200.050 8 2 16 40 7.6 8 100 2 HA A
DST.2.080.200.070 8 2 16 56 7.6 8 100 2 HA A
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YIHIZB M DSTB 6 -8 mm
Cutting Data DST @6 - 8 mm (ﬁh HORN I]h)

-~ ~~
s s
vc=m/min vc =m/min vc=m/min vc =m/min

140 170 130 160
140 170 130 160
140 170 120 150
140 170 110 140
140 170 110 140
140 170 110 140
140 170 100 130
140 170 100 130
140 170 100 130
140 170 S1.1 90 120
130 160 S1.2 80 110
130 160 S2.1 70 100
130 160 S2.2 60 90
130 160 SSH! 100 130
110 140 S3.2 100 130

M1.1 100 130 $3.3 80 110

M1.2 90 120 H1.1 110 140

M1.3 80 110

-~
o

d, f, a, a, f, a, a,

6 5° 0.041 0.60 1.20 0.058 0.30 0.60

6 5° 0.041 0.60 1.20 0.058 0.30 0.60

6 5° 0.041 0.60 1.20 0.058 0.30 0.60

6 5° 0.041 0.60 1.20 0.058 0.30 0.60

6 5° 0.041 0.60 1.20 0.058 0.30 0.60

6 5° 0.041 0.60 1.20 0.058 0.30 0.60

8 5° 0.054 0.80 1.60 0.076 0.40 0.80

8 5° 0.054 0.80 1.60 0.076 0.40 0.80

8 5° 0.054 0.80 1.60 0.076 0.40 0.80

8 5° 0.054 0.80 1.60 0.076 0.40 0.80

8 5° 0.054 0.80 1.60 0.076 0.40 0.80

8 5° 0.054 0.80 1.60 0.076 0.40 0.80

8 5° 0.054 0.80 1.60 0.076 0.40 0.80

73



Bl I$t7] DST (ph HoRN ph)

Torus End Mill

HAGhS | 3 VR /'
e i=x=all" " 0015 | 75,005

7
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WREaehEs
Carbide grades
A EE A 4R
on stock 4 weeks
PR d, r , 3 d, d L z sem -
Part number Type A
'_
DST.2.100.020.030 10 0.2 20 30 9.6 10 78 2 HA A
DST.2.100.020.070 10 0.2 20 70 9.6 10 120 2 HA A
DST.2.120.020.030 12 0.2 24 36 11.6 12 100 2 HA A
DST.2.120.020.070 12 0.2 24 84 11.6 12 140 2 HA A
DST.2.120.050.050 12 0.5 24 60 11.6 12 120 2 HA A
DST.2.120.200.050 12 2 24 60 11.6 12 120 2 HA A
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YIS DST @ 10-12 mm
Cutting Data DST @ 10- 12 mm (ﬁh HORN I]h)

~ - ~ -
P P
vc = m/min vc = m/min vc = m/min vc = m/min

140 170 130 160
140 170 130 160
140 170 120 150
140 170 110 140
140 170 110 140
140 170 110 140
140 170 100 130
140 170 100 130
140 170 100 130
140 170 S1.1 90 120
130 160 S1.2 80 110
130 160 S2.1 70 100
130 160 S2.2 60 90
130 160 S3.1 100 130
110 140 S3.2 100 130

M1.1 100 130 S3.3 80 110

M1.2 90 120 H1.1 110 140

M1.3 80 110

-~ -
4

d, f, a, a, f, a, a,

10 5° 0.066 1.00 2.00 0.094 0.50 1.00

10 5° 0.066 1.00 2.00 0.094 0.50 1.00

12 5° 0.079 1.20 2.40 0.112 0.60 1.20

12 5° 0.079 1.20 2.40 0.112 0.60 1.20

12 5° 0.079 1.20 2.40 0.112 0.60 1.20

12 5° 0.079 1.20 2.40 0.112 0.60 1.20
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Bl I$t7] DST (ph HoRN ph)

Torus End Mill

HA oh5 . ‘ = \ /
22 _._,_Hlf \% » = 0,015 0.005

+| | 30°

ARl

)){ o
rf
WREaehEs
Carbide grades
A EF A 4R
on stock 4 weeks
PR d, r L 3 d, d, L z e -
Part number Type A
'_
DST.2.160.020.070 16 0.2 32 112 154 16 163 2 HA A
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tIEIE$ DST @ 16 mm
Cutting Data DST @ 16 mm (ph HORN D

-~ ~~
s s
vc=m/min vc =m/min vc=m/min vc =m/min
140 170 130 160
140 170 130 160
140 170 120 150
140 170 110 140
140 170 110 140
140 170 110 140
140 170 100 130
140 170 100 130
140 170 100 130
140 170 S1.1 90 120
130 160 Sl 80 110
130 160 S2.1 70 100
130 160 S2.2 60 90
130 160 S3.1 100 130
110 140 S3.2 100 130
M1.1 100 130 S3.3 80 110
M1.2 90 120 H1.1 110 140
M1.3 80 110
-~
7
d, f, a, a, f, a, a,
16 5° 0.104 1.60 3.20 0.147 0.80 1.60
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BEfAIIEt] DST (ph HORN i)

Torus End Mill

HABS | \% P - c, S Yy Va
z4 — - 0075 110,005

7

4 ge8 - X
- I1 _
—l—ls—l—i
L, ‘
1
=] L=
v/ i
./ L]
/ o
r 8

BRA SIS

Carbide grades

A EF A 4R

on stock 4 weeks
RS d, r L, L, d, d, L, z y el <
Part number Type A
'_
DST.4.035.020.030 3.5 0.2 T 10.5 3.4 6 64 4 40° HA A
DST.4.035.020.050 3.5 0.2 T 17.5 3.4 6 64 4 40° HA A
DST.4.035.020.070 3.5 0.2 T 24.5 3.4 6 64 4 40° HA A
DST.4.035.050.030 3.5 0.5 1 10.5 3.4 6 64 4 40° HA A
DST.4.035.050.050 3.5 0.5 T 17.5 3.4 6 64 4 40° HA A
DST.4.035.050.070 3.5 0.5 T 24.5 3.4 6 64 4 40° HA A
DST.4.035.100.030 3.5 1 T 10.5 3.4 6 64 4 40° HA A
DST.4.035.100.070 3.5 1 7 24.5 3.4 6 64 4 40° HA A
DST.4.040.020.030 4 0.2 8 12 3.8 6 64 4 40° HA A
DST.4.040.020.050 4 0.2 8 20 3.8 6 64 4 40° HA A
DST.4.040.020.070 4 0.2 8 28 3.8 6 78 4 40° HA A
DST.4.040.050.030 4 0.5 8 12 3.8 6 64 4 40° HA A
DST.4.040.050.050 4 0.5 8 20 3.8 6 64 4 40° HA A
DST.4.040.050.070 4 0.5 8 28 3.8 6 78 4 40° HA A
DST.4.040.100.030 4 1 8 12 3.8 6 64 4 40° HA A
DST.4.040.100.050 4 1 8 20 3.8 6 64 4 40° HA A
DST.4.040.100.070 4 1 8 28 3.8 6 78 4 40° HA A
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YIHIBHM DSTB 3.5-4mm
Cutting Data DST @ 3.5-4 mm (ﬁh HORN I]h)

-~ ~~
s s
vc=m/min vc =m/min vc=m/min vc =m/min

140 170 130 160
140 170 130 160
140 170 120 150
140 170 110 140
140 170 110 140
140 170 110 140
140 170 100 130
140 170 100 130
140 170 100 130
140 170 S1.1 90 120
130 160 Sl 80 110
130 160 S2.1 70 100
130 160 S2.2 60 90
130 160 S3.1 100 130
110 140 S3.2 100 130

M1.1 100 130 S3.3 80 110

M1.2 90 120 H1.1 110 140

M1.3 80 110

-~
o

d, f, a, a, f, a, a,

35 4 0.025 0.35 0.70 0.035 0.18 0.35

35 4 0.025 0.35 0.70 0.035 0.18 0.35

35 4 0.025 0.35 0.70 0.035 0.18 0.35

35 4 0.025 0.35 0.70 0.035 0.18 0.35

35 4 0.025 0.35 0.70 0.035 0.18 0.35

35 4 0.025 0.35 0.70 0.035 0.18 0.35

35 4 0.025 0.35 0.70 0.035 0.18 0.35

35 4 0.025 0.35 0.70 0.035 0.18 0.35

4.0 4 0.025 0.35 0.70 0.035 0.18 0.35

4.0 4 0.028 0.40 0.80 0.040 0.20 0.40

4.0 4 0.028 0.40 0.80 0.040 0.20 0.40

4.0 4 0.028 0.40 0.80 0.040 0.20 0.40

4.0 4 0.028 0.40 0.80 0.040 0.20 0.40

4.0 4 0.028 0.40 0.80 0.040 0.20 0.40

4.0 4 0.028 0.40 0.80 0.040 0.20 0.40

4.0 4 0.028 0.40 0.80 0.040 0.20 0.40

4.0 4 0.028 0.40 0.80 0.040 0.20 0.40
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BEfAIIEt] DST (ph HORN i)

Torus End Mill

HABS | \% P - c, S Yy Va
z4 | 1]; o~ P 0,015 | [g.005

7

tzse8|__

a N
- I1 _
|=! M
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o |
=] L=
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./ L]
/ °
r 8

BRA SIS

Carbide grades

A EF A 4R

on stock 4 weeks
ERRs d, r L L, d, d, L, z y eS| x
Part number Type A
'_
DST.4.050.020.030 5 0.2 10 15 4.7 6 64 4 40° HA A
DST.4.050.020.050 5 0.2 10 25 4.7 6 64 4 40° HA A
DST.4.050.020.070 5 0.2 10 35 4.7 6 78 4 40° HA A
DST.4.050.050.050 5 0.5 10 25 4.7 6 64 4 40° HA A
DST.4.050.050.070 5 0.5 10 35 4.7 6 78 4 40° HA A
DST.4.050.100.030 5 1 10 15 4.7 6 64 4 40° HA A
DST.4.050.100.050 5 1 10 25 4.7 6 64 4 40° HA A
DST.4.050.100.070 5 1 10 35 4.7 6 78 4 40° HA A
DST.4.060.020.030 6 0.2 12 18 5.7 6 64 4 - HA A
DST.4.060.020.050 6 0.2 12 30 5.7 6 78 4 - HA A
DST.4.060.020.070 6 0.2 12 42 5.7 6 100 4 - HA A
DST.4.060.050.030 6 0.5 12 18 5.7 6 64 4 - HA A
DST.4.060.050.050 6 0.5 12 30 5.7 6 78 4 - HA A
DST.4.060.050.070 6 0.5 12 42 5.7 6 100 4 - HA A
DST.4.060.100.030 6 1 12 18 5.7 6 64 4 - HA A
DST.4.060.100.050 6 1 12 30 5.7 6 78 4 - HA A
DST.4.060.200.030 6 2 12 18 5.7 6 64 4 - HA A
DST.4.060.200.050 6 2 12 30 5.7 6 78 4 - HA A
M| o
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YIHIB M DSTB 5 -6 mm
Cutting DataDST @ 5-6 mm (ﬁh HORN I]h)

~ - ~ -
7 7
vc = m/min vc = m/min vc = m/min vc = m/min

140 170 130 160
140 170 130 160
140 170 120 150
140 170 110 140
140 170 110 140
140 170 110 140
140 170 100 130
140 170 100 130
140 170 100 130
140 170 S1.1 90 120
130 160 S1.2 80 110
130 160 S2.1 70 100
130 160 S2.2 60 90
130 160 S3.1 100 130
110 140 S3.2 100 130

M1.1 100 130 S3.3 80 110

M1.2 90 120 H1.1 110 140

M1.3 80 110

-~ -
-

d, f, a, a, f, a, a,

5 4° 0.034 0.50 1.00 0.048 0.25 0.50

5 4° 0.034 0.50 1.00 0.048 0.25 0.50

5 4° 0.034 0.50 1.00 0.048 0.25 0.50

5 4° 0.034 0.50 1.00 0.048 0.25 0.50

5 4° 0.034 0.50 1.00 0.048 0.25 0.50

5 4° 0.034 0.50 1.00 0.048 0.25 0.50

5 4° 0.034 0.50 1.00 0.048 0.25 0.50

5 4° 0.034 0.50 1.00 0.048 0.25 0.50

6 4° 0.041 0.60 1.20 0.057 0.30 0.60

6 4° 0.041 0.60 1.20 0.057 0.30 0.60

6 4° 0.041 0.60 1.20 0.057 0.30 0.60

6 4° 0.041 0.60 1.20 0.057 0.30 0.60

6 4° 0.041 0.60 1.20 0.057 0.30 0.60

6 4° 0.041 0.60 1.20 0.057 0.30 0.60

6 4° 0.041 0.60 1.20 0.057 0.30 0.60

6 4° 0.041 0.60 1.20 0.057 0.30 0.60

6 4° 0.041 0.60 1.20 0.057 0.30 0.60

6 4° 0.041 0.60 1.20 0.057 0.30 0.60
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BEfAIIEt] DST (ph HORN i)

Torus End Mill

HAzh5_L \% N 7 ” X % g /
z4 13| % 0075 110,005

088, N | w29
L
L, ‘
- Nl
HESSES E
b/ I
/ =i
r S

ERagEs

Carbide grades

A EF A4

on stock 4 weeks
PR d r ! 0} d, d l z sem -
Part number Type A
2
DST.4.080.020.030 8 0.2 16 24 7.6 8 64 4 HA A
DST.4.080.020.050 8 0.2 16 40 7.6 8 100 4 HA A
DST.4.080.020.070 8 0.2 16 56 7.6 8 100 4 HA A
DST.4.080.050.030 8 0.5 16 24 7.6 8 64 4 HA A
DST.4.080.050.050 8 0.5 16 40 7.6 8 100 4 HA A
DST.4.080.050.070 8 0.5 16 56 7.6 8 100 4 HA A
DST.4.080.100.030 8 1 16 24 7.6 8 64 4 HA A
DST.4.080.100.050 8 1 16 40 7.6 8 100 4 HA A
DST.4.080.100.070 8 1 16 56 7.6 8 100 4 HA A
DST.4.080.200.030 8 2 16 24 7.6 8 64 4 HA A
DST.4.080.200.050 8 2 16 40 7.6 8 100 4 HA A
DST.4.100.020.030 10 0.2 20 30 9.6 10 78 4 HA A
DST.4.100.020.070 10 0.2 20 70 9.6 10 120 4 HA A
DST.4.100.050.030 10 0.5 20 30 9.6 10 78 4 HA A
DST.4.100.050.050 10 0.5 20 50 9.6 10 100 4 HA A
DST.4.100.050.070 10 0.5 20 70 9.6 10 120 4 HA A
DST.4.100.100.030 10 1 20 30 9.6 10 78 4 HA A
DST.4.100.100.050 10 1 20 50 9.6 10 100 4 HA A
DST.4.100.200.030 10 2 20 30 9.6 10 78 4 HA A
DST.4.100.200.050 10 2 20 50 9.6 10 100 4 HA A
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IS DSTG 8- 10 mm
Cutting Data DST @ 8 - 10 mm (ﬁh HORN I]h)

-~ ~~
s s
vc=m/min vc =m/min vc=m/min vc =m/min

140 170 130 160
140 170 130 160
140 170 120 150
140 170 110 140
140 170 110 140
140 170 110 140
140 170 100 130
140 170 100 130
140 170 100 130
140 170 S1.1 90 120
130 160 Sl 80 110
130 160 S2.1 70 100
130 160 S2.2 60 90
130 160 S3.1 100 130
110 140 S3.2 100 130

M1.1 100 130 S3.3 80 110

M1.2 90 120 H1.1 110 140

M1.3 80 110

N
o

d, f, a, a, f, a, a,

8 4 0.053 0.80 1.60 0.075 0.40 0.80

8 4 0.053 0.80 1.60 0.075 0.40 0.80

8 4 0.053 0.80 1.60 0.075 0.40 0.80

8 4 0.053 0.80 1.60 0.075 0.40 0.80

8 4 0.053 0.80 1.60 0.075 0.40 0.80

8 4 0.053 0.80 1.60 0.075 0.40 0.80

8 4 0.053 0.80 1.60 0.075 0.40 0.80

8 4 0.053 0.80 1.60 0.075 0.40 0.80

8 4 0.053 0.80 1.60 0.075 0.40 0.80

8 4 0.053 0.80 1.60 0.075 0.40 0.80

8 4 0.053 0.80 1.60 0.075 0.40 0.80

10 4 0.066 1.00 2.00 0.093 0.50 1.00

10 4 0.066 1.00 2.00 0.093 0.50 1.00

10 4° 0.066 1.00 2.00 0.093 0.50 1.00

10 4 0.066 1.00 2.00 0.093 0.50 1.00

10 4 0.066 1.00 2.00 0.093 0.50 1.00

10 4 0.066 1.00 2.00 0.093 0.50 1.00

10 4° 0.066 1.00 2.00 0.093 0.50 1.00

10 4 0.066 1.00 2.00 0.093 0.50 1.00

10 4 0.066 1.00 2.00 0.093 0.50 1.00
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BEfAIIEt] DST (ph HORN i)

Torus End Mill

24 5|2 || @ o i 4

+| | 30° 4297 N
I
L, ‘
= _I'\l’
S - ¥
b/ !
/ =i
r S
BRASIS
Carbide grades
A EF A4
on stock 4 weeks
PR d, r L 3 d, d, L z e -
Part number Type A
2
DST.4.120.020.030 12 0.2 24 36 11.6 12 100 4 HA A
DST.4.120.020.050 12 0.2 24 60 11.6 12 120 4 HA A
DST.4.120.020.070 12 0.2 24 84 11.6 12 140 4 HA A
DST.4.120.050.030 12 0.5 24 36 11.6 12 100 4 HA A
DST.4.120.050.050 12 0.5 24 60 11.6 12 120 4 HA A
DST.4.120.050.070 12 0.5 24 84 11.6 12 140 4 HA A
DST.4.120.200.030 12 2 24 36 11.6 12 100 4 HA A
DST.4.120.200.050 12 2 24 60 11.6 12 120 4 HA A
DST.4.160.020.030 16 0.2 32 48 15.4 16 100 4 HA A
DST.4.160.020.050 16 0.2 32 80 15.4 16 140 4 HA A
DST.4.160.020.070 16 0.2 32 112 15.4 16 163 4 HA A
DST.4.160.050.030 16 0.5 32 48 15.4 16 100 4 HA A
DST.4.160.050.050 16 0.5 32 80 154 16 140 4 HA A
DST.4.160.100.050 16 1 32 80 15.4 16 140 4 HA A
DST.4.160.200.030 16 2 32 48 15.4 16 100 4 HA A
M|o
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tIHIBH DST @ 12 - 16 mm
Cutting Data DST @ 12 - 16 mm (ﬁh HORN I]h)

-~ ~~
s s
vc=m/min vc =m/min vc=m/min vc =m/min

140 170 130 160
140 170 130 160
140 170 120 150
140 170 110 140
140 170 110 140
140 170 110 140
140 170 100 130
140 170 100 130
140 170 100 130
140 170 S1.1 90 120
130 160 Sl 80 110
130 160 S2.1 70 100
130 160 S2.2 60 90
130 160 S3.1 100 130
110 140 S3.2 100 130

M1.1 100 130 S3.3 80 110

M1.2 90 120 H1.1 110 140

M1.3 80 110

-~
o

d, f, a, a, f, a, a,

12 4 0.066 1.00 2.00 0.093 0.50 1.00

12 4° 0.079 1.20 2.40 0.111 0.60 1.20

12 4 0.079 1.20 2.40 0.111 0.60 1.20

12 4 0.079 1.20 2.40 0.111 0.60 1.20

12 4 0.079 1.20 2.40 0.111 0.60 1.20

12 4 0.079 1.20 2.40 0.111 0.60 1.20

12 4 0.079 1.20 2.40 0.111 0.60 1.20

12 4° 0.079 1.20 2.40 0.111 0.60 1.20

16 4 0.104 1.60 3.20 0.147 0.80 1.60

16 4 0.104 1.60 3.20 0.147 0.80 1.60

16 4 0.104 1.60 3.20 0.147 0.80 1.60

16 4° 0.104 1.60 3.20 0.147 0.80 1.60

16 4 0.104 1.60 3.20 0.147 0.80 1.60

16 4 0.104 1.60 3.20 0.147 0.80 1.60

16 4 0.104 1.60 3.20 0.147 0.80 1.60

85



e SIS DSM (plr HORN il)

End Mill multiple fluted

z6 :l] % - B L |

T 45° ~ 0,005 ..|¢g7|._

L
\
\
\
1

— _ |

ERagEs

Carbide grades

A EF A4

on stock 4 weeks
FREe d L d, } z v -
Part number 7
2
DSM.6.020.20 2 4 6 57 6 40° A
DSM.6.020.30 2 6 6 57 6 40° A
DSM.6.020.40 2 8 6 57 6 40° A
DSM.6.030.20 3 6 6 57 6 40° A
DSM.6.030.30 3 9 6 57 6 40° A
DSM.6.030.40 3 12 6 57 6 40° A
DSM.6.040.20 4 8 6 57 6 40° A
DSM.6.040.30 4 12 6 57 6 40° A
DSM.6.040.40 4 16 6 57 6 40° A
DSM.6.050.20 5 10 6 57 6 40° A
DSM.6.050.30 5 15 6 57 6 40° A
DSM.6.050.40 5 20 6 57 6 40° A
DSM.6.060.20 6 12 6 50 6 - A
DSM.6.060.30 6 18 6 57 6 - A
DSM.6.060.40 6 24 6 64 6 - A
M|o
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TIHIBH DSM G 2 -6 mm
Cutting DataDSM @2 - 6 mm

(ph HORN )

M1.1
M1.2
M1.3

o

iy

O oo U1 Ul U B DD W WwWwwNNN

vc=m/min

9
5
9
9
5
99
54
5
9
9
5
99
9
o
5

130
130
130
130
130
130
130
130
130
130
120
120
120
120
100
90

80

70

0.007
0.007
0.007
0.011
0.011
0.011
0.015
0.015
0.008
0.012
0.012
0.012
0.016
0.016
0.016

0.20
0.20
0.20
0.30
0.30
0.30
0.40
0.40
0.40
0.50
0.50
0.50
0.60
0.60
0.60

S1.1
S1.2
S2.1
S2.2
SEA)
S3.2
S3:3
H1.1

4.00
4.00
4.00
6.00
6.00
6.00
8.00
8.00
8.00
10.00
10.00
10.00
12.00
12.00
12.00

vc=m/min
120
120
110
100
100
100
90
90
90
80
70
60
50
90
80
70
90
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e SIS DSM (plr HORN il)

End Mill multiple fluted

27| 28 =5 & 905 2

+| | 45° -~

od,
2d,
———

ERagEs

Carbide grades

A EF A4

on stock 4 weeks
FRES d, L, d, L, z «
Part number 7
2
DSM.7.080.20 8 16 8 54 T A
DSM.7.080.30 8 24 8 64 7 A
DSM.7.080.40 8 32 8 78 T A
DSM.7.100.20 10 20 10 60 7 A
DSM.7.100.30 10 30 10 70 T A
DSM.7.100.40 10 40 10 89 7 A
DSM.7.120.20 12 24 12 78 1 A
DSM.7.120.30 12 36 12 83 7 A
DSM.7.120.40 12 48 12 100 T A
DSM.8.160.20 16 32 16 89 8 A
DSM.8.160.30 16 48 16 100 8 A
DSM.8.160.40 16 64 16 120 8 A
DSM.8.200.20 20 40 20 102 8 A
DSM.8.200.30 20 60 20 125 8 A
DSM.8.200.40 20 80 20 150 8 A
M|o
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tIHIE=$ DSM @ 8 - 20 mm
Cutting Data DSM @ 8 - 20 mm

(ph HORN i)

M1.1
M1.2
M1.3

vc=m/min

9
5
9
2
5
0
54
o1
9
5
5
50
9
50
59

130
130
130
130
130
130
130
130
130
130
120
120
120
120
100
90

80

70

0.019
0.019
0.019
0.027
0.027
0.027
0.035
0.035
0.035
0.047
0.047
0.047
0.062
0.062
0.062

0.80
0.80
0.80
1.00
1.00
1.00
1.20
1.20
1.20
1.60
1.60
1.60
2.00
2.00
2.00

S1.1
S1.2
S2.1
S2.2
SEA)
S3.2
S3:3
H1.1

16.00
16.00
16.00
20.00
20.00
20.00
24.00
24.00
24.00
32.00
32.00
32.00
40.00
40.00
40.00

vc=m/min
120
120
110
100
100
100
90
90
90
80
70
60
50
90
80
70
90
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2 H T DSMR (ph HoRN ph)

End Mill multiple fluted

z6 :l] % - B L |

- 45° ~ 0,005 _.|¢g7|._ LN

ad,
7

nghE

il

ERagEs

Carbide grades

A EF A4

on stock 4 weeks
PR d, r L d, l z v <
Part number 7
el
DSMR.6.020.020.20 2 0.2 4 6 57 6 40° A
DSMR.6.020.020.30 2 0.2 6 6 57 6 40° A
DSMR.6.020.020.40 2 0.2 8 6 57 6 40° A
DSMR.6.030.020.20 3 0.2 6 6 57 6 40° A
DSMR.6.030.020.30 3 0.2 9 6 57 6 40° A
DSMR.6.030.050.30 3 0.5 9 6 57 6 40° A
DSMR.6.040.020.20 4 0.2 8 6 57 6 40° A
DSMR.6.040.020.30 4 0.2 12 6 57 6 40° A
DSMR.6.040.020.40 4 0.2 16 6 57 6 40° A
DSMR.6.040.050.20 4 0.5 8 6 57 6 40° A
DSMR.6.040.050.40 4 0.5 16 6 57 6 40° A
DSMR.6.050.020.20 5 0.2 10 6 57 6 40° A
DSMR.6.050.020.40 5 0.2 20 6 57 6 40° A
DSMR.6.050.050.20 5 0.5 10 6 57 6 40° A
DSMR.6.050.050.40 5 0.5 20 6 57 6 40° A
M|o
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tIHISE DSMR@ 2 -5 mm
Cutting DataDSM @2 -5 mm

(ph HORN i)

M1.1
M1.2
M1.3

o

iy

o oo o b~ BB D DD WWwWwWNNDDN

vc=m/min

30
30
30
30
30
30
30
30
30
30
30
30
30
30
30

130
130
130
130
130
130
130
130
130
130
120
120
120
120
100
90

80

70

0.000
0.000
0.000
0.004
0.004
0.004
0.008
0.008
0.008
0.008
0.008
0.012
0.012
0.012
0.012

0.20
0.20
0.20
0.30
0.30
0.30
0.40
0.40
0.40
0.40
0.40
0.50
0.50
0.50
0.50

S1.1
S1.2
S2.1
S2.2
SEA)
S3.2
S3:3
H1.1

4.00
4.00
4.00
6.00
6.00
6.00
8.00
8.00
8.00
8.00
8.00
10.00
10.00
10.00
10.00

vc=m/min
120
120
110
100
100
100
90
90
90
80
70
60
50
90
80
70
90
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2 H T DSMR (ph HoRN ph)

End Mill multiple fluted

26| 27 =3 & 905 2

+| | 45° -~

o | . ) o
S} J &
r

BRETES

Carbide grades

A EF A4

on stock 4 weeks
RS d, r N d, , z <
Part number A
2
DSMR.6.060.020.20 6 0.2 12 6 50 6 A
DSMR.6.060.020.30 6 0.2 18 6 57 6 A
DSMR.6.060.020.40 6 0.2 24 6 64 6 A
DSMR.6.060.050.30 6 0.5 18 6 57 6 A
DSMR.6.060.050.40 6 0.5 24 6 64 6 A
DSMR.6.060.100.30 6 18 6 57 6 A
DSMR.6.060.100.40 6 24 6 64 6 A
DSMR.7.080.020.20 8 0.2 16 8 54 7 A
DSMR.7.080.020.30 8 0.2 24 8 64 4 A
DSMR.7.080.020.40 8 0.2 32 8 78 T A
DSMR.7.080.050.20 8 0.5 16 8 54 T A
DSMR.7.080.050.30 8 0.5 24 8 64 7 A
DSMR.7.080.050.40 8 0.5 32 8 78 6 A
DSMR.7.080.100.20 8 1 16 8 54 7 A
M| o
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tIHIEE DSMR@ 6 - 8 mm
Cutting Data DSMR@ 6 - 8 mm

(ph HORN )

M1.1
M1.2
M1.3

o

iy

00 0 W W W o O O O O O

vc=m/min

30
30
30
30
30
30
30
30
30
30
30
30
30

130
130
130
130
130
130
130
130
130
130
120
120
120
120
100
90

80

70

0.016
0.016
0.016
0.016
0.016
0.016
0.019
0.019
0.019
0.019
0.019
0.019
0.019

0.60
0.60
0.60
0.60
0.60
0.60
0.80
0.80
0.80
0.80
0.80
0.80
0.80

S1.1
S1.2
S2.1
S2.2
SEA)
S3.2
S3:3
H1.1

12.00
12.00
12.00
12.00
12.00
12.00
16.00
16.00
16.00
16.00
16.00
16.00
16.00

vc=m/min
120
120
110
100
100
100
90
90
90
80
70
60
50
90
80
70
90
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2 H T DSMR (ph HoRN ph)

End Mill multiple fluted

z7 :l] % - |l

- 45° ~ 0,005 _.|¢g7|._ LN

o | . ) o
S} J &
r

ERagEs

Carbide grades

A EF A4

on stock 4 weeks
RS d, r L d, ) z <
Part number A
2
DSMR.7.100.020.20 10 0.2 20 10 60 T A
DSMR.7.100.020.40 10 0.2 40 10 89 7 A
DSMR.7.100.050.20 10 0.5 20 10 60 7 A
DSMR.7.100.050.30 10 0.5 30 10 70 7 A
DSMR.7.100.050.40 10 0.5 40 10 89 7 A
DSMR.7.100.100.20 10 1 20 10 60 7 A
DSMR.7.120.020.20 12 0.2 24 12 70 T A
DSMR.7.120.020.30 12 0.2 36 12 83 7 A
DSMR.7.120.020.40 12 0.2 48 12 100 6 A
DSMR.7.120.050.20 12 0.5 24 12 70 7 A
DSMR.7.120.050.30 12 0.5 36 12 83 T A
DSMR.7.120.050.40 12 0.5 48 12 100 7 A
DSMR.7.120.100.20 12 1 24 12 70 7 A
DSMR.7.120.100.40 12 1 48 12 100 7 A
M| o
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12 DSMR @10 - 12 mm
Cutting Data DSMR@ 10 - 12 mm

(ph HORN i)

M1.1
M1.2
M1.3

10
10
10
10
10
10
12
12
12
12
12
12
12
12

vc=m/min

30
30
30
30
30
30
30
30
30
30
30
30
30
30

130
130
130
130
130
130
130
130
130
130
120
120
120
120
100

90

80

70

0.027
0.027
0.027
0.027
0.027
0.027
0.035
0.035
0.035
0.035
0.035
0.035
0.035
0.035

1.00
1.00
1.00
1.00
1.00
1.00
1.20
1.20
1.20
1.20
1.20
1.20
1.20
1.20

S1.1
S1.2
S2.1
S2.2
SEA)
S3.2
S3:3
H1.1

20.00
20.00
20.00
20.00
20.00
20.00
24.00
36.00
48.00
24.00
36.00
48.00
24.00
48.00

vc=m/min
120
120
110
100
100
100
90
90
90
80
70
60
50
90
80
70
90
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2 H T DSMR (ph HoRN ph)

End Mill multiple fluted

Z8 :l] % - B L |

- 45° ~ 0,005 _.|¢g7|._ LN

o | . ) o
S} J &
r

BRETES

Carbide grades

A EF A4

on stock 4 weeks
RS d, r L d, ) z <
Part number A
2
DSMR.8.160.020.30 16 0.2 48 16 100 8 A
DSMR.8.160.020.40 16 0.2 64 16 120 8 A
DSMR.8.160.050.20 16 0.5 32 16 89 8 A
DSMR.8.160.050.30 16 0.5 48 16 100 8 A
DSMR.8.160.100.30 16 1 48 16 100 8 A
DSMR.8.160.100.40 16 1 64 16 120 8 A
DSMR.8.200.020.20 20 0.2 40 20 102 8 A
DSMR.8.200.020.30 20 0.2 60 20 125 8 A
DSMR.8.200.050.20 20 0.5 40 20 102 8 A
DSMR.8.200.050.30 20 0.5 60 20 125 8 A
DSMR.8.200.100.20 20 1 40 20 102 8 A
DSMR.8.200.100.30 20 1 60 20 125 8 A
DSMR.8.200.100.40 20 1 80 20 150 8 A
M| o
N| -
S| o
H| o
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tIHI2 % DSMR @ 16 - 20 mm
Cutting Data DSMR @ 16 - 20 mm

(ph HORN i)

M1.1
M1.2
M1.3

16
16
16
16
16
16
20
20
20
20
20
20
20

vc=m/min

30
30
30
30
30
30
30
30
30
30
30
3¢
30

130
130
130
130
130
130
130
130
130
130
120
120
120
120
100
90
80
70

0.047
0.047
0.047
0.047
0.047
0.047
0.062
0.062
0.062
0.062
0.062
0.062
0.062

1.60
1.60
1.60
1.60
1.60
1.60
2.00
2.00
2.00
2.00
2.00
2.00
2.00

S1.1
S1.2
S2.1
S2.2
SEA)
S3.2
S3:3
H1.1

48.00
64.00
32.00
48.00
48.00
64.00
40.00
60.00
40.00
60.00
40.00
60.00
80.00

vc=m/min
120
120
110
100
100
100
90
90
90
80
70
60
50
90
80
70
90
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3 $tJ] HPC

DSHPC

(ph HORN i)

End Mill HPC
HA gh5 3 /
N - X
24 Zﬂ; 36-40° - 0,01
% o

__Irah‘?l‘_

FRRS

Part number

DSHPC.4.020.008.25
DSHPC.4.030.010.23
DSHPC.4.040.010.22
DSHPC.4.050.010.22
DSHPC.4.060.015.21
DSHPC.4.080.015.21
DSHPC.4.100.020.21
DSHPC.4.120.030.21
DSHPC.4.160.050.21
DSHPC.4.200.050.21
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Lo

S|
b L d,
0.07 5 6
0.1 7 6
0.1 9 6
0.1 11 6
0.15 13 6
0.15 17 8
0.2 21 10
0.3 26 12
0.5 34 16
0.5 ) 20

50
50
50
54
54
63
66
83
92
104

B T S - S

A EE

on stock

EREeTHsS
Carbide grades

A4R

4 weeks

> > > > > > > > > b ES3P




YIE&%% DSHPC G2 - 20 mm
Cutting Data DSHPC @2 -20 mm (ﬁh HORN I]h)

vc=m/min | v¢ =m/min | vc¢ = m/min vc=m/min | vc = m/min | vc = m/min
130 160 180 130 160 170
130 160 180 130 160 170
130 160 180 120 150 160
130 160 180 110 140 150
130 160 180 110 140 150
130 160 180 110 140 150
130 160 180 100 130 140
130 160 180 100 130 140
130 160 180 100 130 140
130 160 180
120 150 170
120 150 170
120 150 170
120 150 170
100 130 140
M1.1 90 120 130
M1.2 80 110 120
M1.3 70 100 110
e s =
d, fz ae ap fz ae ap fz ae ap
2 3 0010 | 2 2 | 0013 | 050 | 4 | 0019 | 026 | 5
3 3° 0016 | 3 3 ]002| 075 6 003 | 039 | 7
4 3 0022 | 4 4 | 0030 | 1.00 | 8 | 0041 | 052 | 9
5 4 0029 | 5 5 | 0038 | 125 | 10 | 0.053 | 065 | 11
6 4 0035 | 6 6 | 0047 | 150 | 12 | 0065 | 0.78 | 13
8 5° 0047 | 8 8 | 0063 | 2.00 | 16 | 0.088 | 1.04 | 17
10 5° 0.060 | 10 10 | 0080 | 250 | 20 | 0111 | 130 | 21
12 5° 0070 | 12 12 | 0093 | 3.00 | 24 | 0129 | 1.56 | 26
16 5° 0.095 | 16 16 | 0.126 | 400 | 32 | 0.175 | 2.08 | 34
20 5° 0120 | 20 20 | 0.160 | 5.00 | 40 | 0222 | 260 | 42
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AN T II8ET] DSR (ph HORN i)

Roughing End Mill

HA gh5
23 \% g NI ]| =R
j - 45° / /' 0 , 0 1 4 oh9 e
\
|1
|
!
N
J
_DN
=]
BRASIS
Carbide grades
A EF A 4R
on stock 4 weeks
mis d1 r lz l3 da dz l1 z x
Part number A
'_
DSR.3.020.38.03 2 0.2 3 10.5 1.8 3 38 3 A
DSR.3.030.38.03 3 0.2 4 10.5 2.9 3 38 3 A
DSR.3.040.50.06 4 0.2 5 12.5 3.8 6 50 3 A
DSR.3.050.50.06 5 0.2 6 14.5 4.7 6 50 3 A
DSR.3.050.63.06 5 0.2 6 14.5 4.7 6 63 3 A
DSR.3.060.63.06 6 0.3 7 16.5 5.6 6 63 3 A
DSR.3.080.63.08 8 0.5 9 20.5 1.4 8 63 3 A
DSR.3.100.69.10 10 0.5 12 25.5 9.4 10 69 3 A
M| o
N | -
S| o
H| o
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IS DSR@2-10 mm
Cutting Data DSR@ 2 - 10 mm (ﬁh HORN I]h)

7 7 rd b
vc=m/min vc =m/min vc=m/min vc =m/min
120 140 120 140
120 140 120 140
120 140 110 130
120 140 100 120
120 140 100 120
120 140 100 120
120 140 90 110
120 140 90 110
120 140 90 110
120 140
110 130
110 130
110 130
110 130
80 100
90 120
- 7

d, f, a, a, f, a, a,

2 5° 0.007 2 2 0.014 0.50 2.00

3 5° 0.011 3 3 0.022 0.75 3.00

4 5° 0.015 4 4 0.030 1.00 4.00

5 5° 0.019 5 5 0.038 1.25 5.00

5 5° 0.019 5 5 0.038 1.25 5.00

6 5° 0.023 6 6 0.046 1.50 6.00

8 5° 0.031 8 8 0.062 2.00 8.00

10 5° 0.039 10 10 0.078 2.50 10.00
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AT II$ET] DSF (ph HORN pi»)

Roughing End Mill

HAohS - /
z3 | \% 0,005 2

T 45° o oh9 e X
II
=
) 8
'}
BRASIS
Carbide grades
A EE A 4R
on stock 4 weeks
PR d, b ) d, l z <
Part number o
'_
DSF.3.020.38.03 2 0.1 8 3 38 3 A
DSF.3.030.38.03 3 0.1 10 3 38 3 A
DSF.3.040.50.04 4 0.1 12 4 50 3 A
DSF.3.050.50.05 5 0.15 14 5 50 3 A
DSF.3.060.63.06 6 0.15 16 6 63 3 A
DSF.3.080.63.08 8 0.2 20 8 63 3 A
DSF.3.100.69.10 10 0.2 22 10 69 3 A
DSF.3.120.77.12 12 0.25 25 12 7 3 A
DSF.3.160.88.16 16 = 35 16 88 3 A
M| o
N | -
S| o
H| o
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YIS DSF@2-16 mm
Cutting Data DSF @2 - 16 mm (ﬁh HORN I]h)

7 7 rd b
vc=m/min vc =m/min vc=m/min vc =m/min
120 140 120 140
120 140 120 140
120 140 110 130
120 140 100 120
120 140 100 120
120 140 100 120
120 140 90 110
120 140 90 110
120 140 90 110
120 140
110 130
110 130
110 130
110 130
80 100
- 7

d, f, a, a, f, a, a,

2 5° 0.008 2 2 0.016 0.50 4.00

3 5° 0.012 3 3 0.024 0.75 6.00

4 5° 0.016 4 4 0.032 1.00 8.00

5 5° 0.020 5 5 0.040 1.25 10.00

6 5° 0.024 6 6 0.048 1.50 12.00

8 5° 0.032 8 8 0.064 2.00 16.00

10 5° 0.040 10 10 0.080 2.50 20.00

12 5° 0.048 12 12 0.096 3.00 24.00

16 5° 0.064 16 16 0.128 4.00 32.00
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JBAPEITEE T DSFT (ph HORN i)

Trochoidal End Mill

z4 253% - 06'1 %

+| | 36-40° 7 oe8,_

d]
Y
od,

bx45°

ERagEs

Carbide grades

A EF A4

on stock 4 weeks
ERRS d, b L d, L, z y e <
Part number Type A
2
DSFT.4.020.010.20 2 0.1 5 6 50 4 40° HA A
DSFT.4.020.010.30 2 0.1 7 6 50 4 40° HA A
DSFT.4.020.010.40 2 0.1 9 6 54 4 40° HA A
DSFT.4.030.010.20 3 0.1 I 6 50 4 40° HA A
DSFT.4.030.010.30 3 0.1 10 6 54 4 40° HA A
DSFT.4.030.010.40 3 0.1 13 6 57 4 40° HA A
DSFT.4.040.010.20 4 0.1 9 6 50 4 40° HA A
DSFT.4.040.010.30 4 0.1 13 6 57 4 40° HA A
DSFT.4.040.010.40 4 0.1 17 6 60 4 40° HA A
DSFT.4.050.010.20 5 0.1 11 6 50 4 40° HA A
DSFT.4.050.010.30 5 0.1 16 6 57 4 40° HA A
DSFT.4.050.010.40 5 0.1 21 6 64 4 40° HA A
DSFT.5.060.010.20 6 0.1 13 6 57 5 = HA A
DSFT.5.060.010.30 6 0.1 19 6 64 5 - HA A
DSFT.5.060.010.40 6 0.1 25 6 64 5 - HA A
DSFT.5.080.015.20 8 0.15 17 8 57 5 - HA A
DSFT.5.080.015.30 8 0.15 25 8 64 5 = HA A
DSFT.5.080.015.40 8 0.15 33 8 72 5 = HA A
DSFT.5.100.020.20 10 0.2 21 10 64 5 - HA A
DSFT.5.100.020.20B 10 0.2 21 10 64 5 - HB A
DSFT.5.100.020.30 10 0.2 31 10 78 5 - HA A
DSFT.5.100.020.30B 10 0.2 31 10 78 5 = HB A
DSFT.5.100.020.40 10 0.2 41 10 89 5 = HA A
DSFT.5.100.020.40B 10 0.2 41 10 89 5 - HB A
M|o
N| -
S| o
H| o
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YIS DSFT@2- 10 mm
Cutting Data DSF @2 - 10 mm (ﬁh HORN I]h)

l< = ~ =
vc = m/min vc = m/min vc = m/min vc = m/min

160 180 160 170
160 180 160 170
160 180 150 160
160 180 140 150
160 180 140 150
160 180 140 150
160 180 130 140
160 180 130 140
160 180 130 140
160 180
150 170
150 170
150 170
150 170
130 140

M1.1 120 130

M1.2 110 120

M1.3 100 110

» =

d, f, a, a, f, a, a,

2 3° 0.017 0.40 4.0 0.030 0.20 4.0

2 3° 0.016 0.36 6.0 0.029 0.18 6.0

2 3° 0.015 0.32 8.0 0.027 0.16 8.0

3 3° 0.029 0.60 6.0 0.048 0.30 6.0

3 3° 0.028 0.54 9.0 0.045 0.27 9.0

3 3° 0.026 0.48 12.0 0.043 0.24 12.0

4 3° 0.042 0.80 8.0 0.065 0.40 8.0

4 3° 0.040 0.72 12.0 0.062 0.36 12.0

4 3° 0.037 0.64 16.0 0.059 0.32 16.0

5 3° 0.054 1.00 10.0 0.083 0.50 10.0

5 3° 0.051 0.90 15.0 0.079 0.45 15.0

5 3° 0.048 0.80 20.0 0.074 0.40 20.0

6 3° 0.062 1.20 12.0 0.094 0.60 12.0

6 3° 0.059 1.08 18.0 0.089 0.54 18.0

6 3° 0.055 0.96 24.0 0.084 0.48 24.0

8 3° 0.087 1.60 16.0 0.129 0.80 16.0

8 3° 0.082 1.44 24.0 0.122 0.72 24.0

8 3° 0.078 1.28 32.0 0.115 0.64 32.0

10 3° 0.112 2.00 20.0 0.164 1.00 20.0

10 3° 0.106 1.80 30.0 0.156 0.90 30.0

10 3° 0.100 1.60 40.0 0.147 0.80 40.0

10 3° 0.112 2.00 20.0 0.164 1.00 20.0

10 3° 0.106 1.80 30.0 0.156 0.90 30.0

10 3° 0.100 1.60 40.0 0.147 0.80 40.0
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JBAPEITEE T DSFT (ph HORN i)

Trochoidal End Mill

262527% ’Oﬁ%

36-40° 7 oe8,_

0dl
|
79,

S
/
/
i

ox45 BREASMES

Carbide grades

A EF A4

on stock 4 weeks
FREe d b L d ! z sem <
Part number Type A
2
DSFT.6.120.020.20 12 0.2 26 12 78 6 HA A
DSFT.6.120.020.20B 12 0.2 26 12 78 6 HB A
DSFT.6.120.020.30 12 0.2 38 12 100 6 HA A
DSFT.6.120.020.30B 12 0.2 38 12 100 6 HB A
DSFT.5.120.020.40 12 0.2 50 12 110 5 HA A
DSFT.5.120.020.40B 12 0.2 50 12 110 5 HB A
DSFT.6.160.030.20 16 0.3 34 16 100 6 HA A
DSFT.6.160.030.20B 16 0.3 34 16 100 6 HB A
DSFT.6.160.030.30 16 0.3 50 16 120 6 HA A
DSFT.6.160.030.30B 16 0.3 50 16 120 6 HB A
DSFT.5.160.030.40 16 0.3 66 16 130 5 HA A
DSFT.5.160.030.40B 16 0.3 66 16 130 5 HB A
DSFT.7.200.040.20 20 0.4 42 20 100 1 HA A
DSFT.7.200.040.20B 20 0.4 42 20 100 T HB A
DSFT.7.200.040.30 20 0.4 62 20 120 7 HA A
DSFT.7.200.040.30B 20 0.4 62 20 120 7 HB A
DSFT.5.200.040.40 20 0.4 82 20 140 5 HA A
DSFT.5.200.040.40B 20 0.4 82 20 140 5 HB A
M| o
N| -
S| o
H| o
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tIHI2 DSFT @12 - 20 mm
Cutting Data DSF @ 12 - 20 mm (ﬁh HORN I]h)

/ = » =
vc=m/min vc =m/min vc=m/min vc =m/min

160 180 160 170
160 180 160 170
160 180 150 160
160 180 140 150
160 180 140 150
160 180 140 150
160 180 130 140
160 180 130 140
160 180 130 140
160 180
150 170
150 170
150 170
150 170
130 140

M1.1 120 130

M1.2 110 120

M1.3 100 110

~ =

d, f, a, a, f, a, a,

12 3° 0.133 2.40 24.0 0.195 1.20 24.0

12 3° 0.127 2.16 36.0 0.185 1.08 36.0

12 3 0.119 1.92 48.0 0.174 0.96 48.0

12 3° 0.133 2.40 24.0 0.195 1.20 24.0

12 3° 0.127 2.16 36.0 0.185 1.08 36.0

12 3° 0.119 1.92 48.0 0.174 0.96 48.0

16 3° 0.183 3.20 32.0 0.265 1.60 32.0

16 3° 0.174 2.88 48.0 0.252 1.44 48.0

16 3 0.164 2.56 64.0 0.237 1.28 64.0

16 3° 0.183 3.20 32.0 0.265 1.60 32.0

16 3° 0.174 2.88 48.0 0.252 1.44 48.0

16 3° 0.164 2.56 64.0 0.237 1.28 64.0

20 3° 0.231 4.00 40.0 0.332 2.00 40.0

20 3° 0.219 3.60 60.0 0315 1.80 60.0

20 3 0.206 3.20 80.0 0.297 1.60 80.0

20 3 0.231 4.00 40.0 0.332 2.00 40.0

20 3° 0.219 3.60 60.0 0315 1.80 60.0

20 3° 0.206 3.20 80.0 0.297 1.60 80.0
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=3t Ak ) DSH (ph HORN i)

High Feed Mill

74 %f \% -~ ~ - - X 3 %

+ 30° e "|Dh9|"
%

Itp !

ERagEs

Carbide grades

A EF A4

on stock 4 weeks
FREe d ) d, d ) z v -
Part number 7
2
DSH.4.020.035.020 2 4 1.8 6 50 4 40° A
DSH.4.020.035.030 2 6 1.8 6 50 4 40° A
DSH.4.030.050.020 3 6 2.7 6 50 4 40° A
DSH.4.030.050.030 3 9 2.7 6 50 4 40° A
DSH.4.040.070.020 4 8 3.6 6 50 4 40° A
DSH.4.040.070.030 4 12 3.6 6 57 4 40° A
DSH.4.050.080.020 5 10 4.5 6 50 4 40° A
DSH.4.060.080.020 6 12 5.4 6 50 4 40° A
DSH.4.060.080.030 6 18 5.4 6 64 4 40° A
DSH.4.080.140.020 8 16 7.2 8 60 4 40° A
DSH.4.080.140.030 8 24 7.2 8 63 4 40° A
DSH.4.100.200.020 10 20 9 10 70 4 40° A
DSH.4.100.200.030 10 30 9 10 78 4 40° A
DSH.4.120.210.020 12 24 10.8 12 78 4 40° A
DSH.4.120.210.030 12 36 10.8 12 89 4 40° A
DSH.4.160.280.020 16 32 - 16 89 4 40° A
DSH.4.160.280.030 16 48 - 16 100 4 40° A
M| o
N| -
S| o
H o
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IS DSHG 2 - 16 mm
Cutting DataDSH@ 2 -16 mm (ﬁh HORN I]h)

N N
s -
vc=m/min vc =m/min vc=m/min vc =m/min

170 200 160 180
170 200 160 180
160 190 150 170
160 190 140 160
160 190 140 160
160 190 140 160
160 190 130 150
160 190 130 150
160 190 130 150
160 190 S1.1 90 110
150 180 S1.2 80 100
150 180 S2.1 60 80
150 180 S2.2 50 70
150 180 S3.1 80 100
130 150 S3.2 80 100

M1.1 120 140 $3.3 80 100

M1.2 110 130

M1.3 100 120

N
s

d, f, a, a, f, a, a,

2 3° 0.070 2 0.15 0.081 1.50 0.17

2 3° 0.070 2 0.14 0.081 1.50 0.15

3 3 0.110 3 0.20 0.128 2.25 0.23

3 3° 0.110 3 0.20 0.128 2.25 0.23

4 3 0.150 4 0.24 0.174 3.00 0.27

4 3° 0.150 4 0.24 0.174 3.00 0.27

5 3 0.190 5 0.26 0.220 3.75 0.29

6 3 0.230 6 0.27 0.266 4.50 0.31

6 3 0.230 6 0.27 0.266 4.50 031

8 3° 0.310 8 0.34 0.359 6.00 0.38

8 3 0.310 8 0.34 0.359 6.00 0.38

10 3° 0.390 10 0.47 0.451 7.50 0.54

10 3° 0.390 10 0.47 0.451 7.50 0.54

12 3° 0.470 12 0.54 0.543 9.00 0.61

12 3 0.470 12 0.54 0.543 9.00 0.61

16 3 0.630 16 0.68 0.728 12.00 0.77

16 3° 0.630 16 0.68 0.728 12.00 0.77
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HEHIEIAT] DSFF (ph HoRN ph)

Chamfer Milling Cutter

z4 ﬁl \% N | Z

0,01

: | I
8 } | |
N/ -
(o]
WREaehEs
Carbide grades
A EF A 4R
on stock 4 weeks
FREe d L d, ! z -
Part number A
'_
DSFF.4.04.50.04.45 4 2 4 50 4 A
DSFF.4.06.63.06.45 6 3 6 63 4 A
DSFF.4.08.63.08.45 8 4 8 63 4 A
DSFF.4.10.69.10.45 10 5 10 69 4 A
DSFF.4.12.77.12.45 12 6 12 7 4 A
M| o
N
S| o
H| o
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YIEIE2% DSFF@4-12 mm
Cutting Data DSFF @4 - 12 mm (ﬁh HORN I]h)

- - -
vc=m/min vc=m/min vc =m/min

120 120 Sl 80
120 120 S1.2 70
120 120 S2.1 50
120 120 S2.2 40
120 120 S3.1 70
120 110 S8%! 70
120 110 S3.3 70
120 110
120 110
120 N1.1 180
110 N1.2 180
110 N2.1 160
110 N2.2 110
110 N3.1 160
80 N3.2 160

M1.1 120 N3.3 140

M1.2 110 N3.4 120

M1.3 100

e

d, f, a, a,

4 0.030 0.60 0.60

6 0.040 0.75 0.75

8 0.045 1.00 1.00

10 0.050 1.25 1.25

12 0.060 1.50 1.50
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BAEREEILIKT]
Solid Carbide Ead Milt (piT HORN fill)

€ DSKMH  BEIk#HAIT$£T] @02-@3 Z2 114 -117

Ball Nose End Mill Micro

DSKH.2 &Lk d4-012 Z2 118-119
Ball Nose End Mill

DSKH.4 [RkIr#t7] d4-012 Z4 120-121
Ball Nose End Mill

__E DSTMH EAMEIIFT] ?0.1-93 Z2 122 -129
Torus End Mill Micro

P DSTH2  EIfITHT] @4-210 zZ2  130-139
h Torus End Mill

= DSTH.4 [RAirskT] d4-012 Z4 140 - 149
- Torus End Mill

NN DSVH AT 03-016 Z6  150-151

End Mill multiple fluted

SRR OSMRH W] ©3-012 z6  152-153

End Mill multiple fluted
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%51 DS (ph HORN pil1)

System DS

DS

BFERS®IR Solid Carbide End Mills

LIt T designed for:
- BRI - hardened steels
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MBISTERT]
End Mill Micro

DSKMH

(ph HORN i)

HA ghb
4 N ” % _/-\ / %
ZL |[---) || 5 0.01 ;
- 30° 0,0 0 5 4297
_ ] <
o ta
Q

BRA SIS

Carbide grades

A EF A4TE

on stock 4 weeks
s d, r L, L, d, d, L, z vl V2 m
Part number @
'_
DSKMH.020.015 0.2 0.1 0.3 - - 4 50 2 20° -° A
DSKMH.020.030 0.2 0.1 0.3 0.6 0.18 4 50 2 40° 20° A
DSKMH.030.015 0.3 0.15 0.45 - - 4 50 2 20° -° A
DSKMH.030.030 0.3 0.15 0.45 0.9 0.28 4 50 2 40° 20° A
DSKMH.030.050 0.3 0.15 0.45 15 0.28 4 50 2 40° 20° A
DSKMH.040.015 0.4 0.2 0.6 - - 4 50 2 20° -° A
DSKMH.040.030 0.4 0.2 0.6 1.2 0.38 4 50 2 40° 20° A
DSKMH.040.050 0.4 0.2 0.6 2 0.38 4 50 2 40° 20° A
DSKMH.050.015 0.5 0.25 0.75 - - 4 50 2 20° -° A
DSKMH.050.030 0.5 0.25 0.75 15 0.47 4 50 2 40° 20° A
DSKMH.050.050 0.5 0.25 0.75 2.5 0.47 4 50 2 40° 20° A
DSKMH.050.070 0.5 0.25 0.75 3.5 0.47 4 50 2 40° 20° A
DSKMH.060.015 0.6 0.3 0.9 = = 4 50 2 20° -° A
DSKMH.060.030 0.6 0.3 0.9 1.8 0.56 4 50 2 40° 20° A
DSKMH.060.070 0.6 0.3 0.9 4.2 0.56 4 50 2 40° 20° A
DSKMH.080.015 0.8 0.4 - 1.2 - 4 50 2 20° -° A
DSKMH.080.030 0.8 0.4 1.2 2.4 0.75 4 50 2 40° 20° A
DSKMH.080.050 0.8 0.4 1.2 4 0.75 4 50 2 40° 20° A
DSKMH.080.070 0.8 0.4 1.2 5.6 0.75 4 50 2 40° 20° A
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tIHI2 % DSKMH @ 0.2 - 0.8 mm
Cutting Data DSKMH @ 0.2 - 0.8 mm

(ph HORN i)

H#$EH] / Conventional milling

H1.1
H1.2
H1.3
H1.4

0.2
0.2
0.3
0.3
0.3
0.4
0.4
0.4
0.5
0.5
0.5
0.5
0.6
0.6
0.6
0.8
0.8
0.8
0.8

vc=m/min

&
2
&5
4
39
5o
prm
30
cs
4
30
7
cs
4
29
5o
pre
30
20

130
120
90
70

0°
0.30
0.60
0.45
0.90
1.50
0.60
1.20
2.00
0.75
1.50
2.50
3.50
0.90
1.80
4.20
1.20
2.40
4.00
5.60

0.5°

0.50
0.70
1.10
1.30
1.50
1.70
1.90
2.10
2.30
2.50
2.70
2.90
3.10
3.30
3.70
3.90
4.10
4.30
4.50

N 7
vc =m/min
160
150
120
100
1 2°
0.50 | 0.60
0.70 | 0.80
110 | 120
130 | 140
150 | 1.60
170 | 180
190 | 2.00
210 | 2.20
230 | 240
250 | 2.60
270 | 2.80
290 | 3.00
310 | 3.20
330 | 3.40
370 | 3.80
390 | 4.00
410 | 4.20
430 | 4.40
450 | 4.60

HSC #t#ll / HSC milling

3°
0.60
0.90
1.50
1.80
2.10
2.40
2.70
3.00
3.30
3.60
3.90
4.20
4.50
4.80
5.40
5.70
6.00
6.30
6.60

H1.1
H1.2
H1.3
H1.4

0.004
0.004
0.005
0.005
0.005
0.007
0.007
0.006
0.008
0.008
0.007
0.006
0.009
0.009
0.007
0.011
0.011
0.010
0.009

7
vc =m/min

180

170

140

120

7

a, ap
0.04 0.03
0.04 0.03
0.06 0.05
0.06 0.04
0.06 0.03
0.08 0.06
0.08 0.05
0.08 0.04
0.10 0.08
0.10 0.07
0.10 0.06
0.10 0.05
0.12 0.09
0.12 0.08
0.12 0.05
0.16 0.12
0.16 0.10
0.16 0.09
0.16 0.07

N
vc=m/min

210

200

170

150
N

f, a,

0.008 | 0.01
0.008 | 0.01
0010 | 0.2
0.010 | 0.02
0.009 0.02
0.012 | 0.2
0012 | 0.02
0.011 0.02
0014 | 0.03
0.014 | 0.3
0.013 0.03
0.011 0.03
0016 | 0.03
0.016 | 0.3
0.013 0.03
0.020 | 0.04
0.020 | 0.04
0.018 | 0.04
0016 | 0.04

0.02
0.02
0.03
0.03
0.02
0.04
0.04
0.03
0.05
0.05
0.04
0.03
0.06
0.06
0.04
0.08
0.08
0.06
0.05
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MBISTERT]
End Mill Micro

DSKMH

(ph HORN i)

. 2 HAGNS | \% P - VR /' %
]T 30° 0.01 0,005 4297
1
§ |
Q

ERagEs

Carbide grades

A EF A4

on stock 4 weeks
mis d, r L L, d, d, L, z vl v2 w
Part number @
2
DSKMH.100.015 1 0.5 1.5 - - 4 50 2 20° -° A
DSKMH.100.030 1 0.5 15 3 0.95 4 50 2 40° 20° A
DSKMH.100.050 1 0.5 15 5 0.95 4 50 2 40° 20° A
DSKMH.100.070 1 0.5 15 I 0.95 4 50 2 40° 20° A
DSKMH.120.015 1.2 0.6 1.8 - - 4 50 2 20° -° A
DSKMH.120.030 1.2 0.6 1.8 3.6 1.15 4 50 2 40° 20° A
DSKMH.120.050 1.2 0.6 1.8 6 1.15 4 50 2 40° 20° A
DSKMH.120.070 1.2 0.6 1.8 8.4 1.15 4 50 2 40° 20° A
DSKMH.150.015 1.5 0.75 2.25 = - 4 50 2 20° -° A
DSKMH.150.030 15 0.75 2.25 4.5 1.45 4 50 2 40° 20° A
DSKMH.150.070 15 0.75 2.25 10.5 1.45 4 50 2 40° 20° A
DSKMH.200.015 2 1 3 - - 4 50 2 20° -° A
DSKMH.200.030 2 1 3 6 1.9 4 50 2 40° 20° A
DSKMH.200.050 2 1 3 10 1.9 4 50 2 40° 20° A
DSKMH.200.070 2 1 3 14 19 4 50 2 40° 20° A
DSKMH.250.015 2.5 1.25 3.75 - - 4 50 2 20° -° A
DSKMH.300.015 3 15 4.5 - - 4 50 2 20° -° A
DSKMH.300.030 3 1.5 4.5 9 2.9 4 50 2 40° 20° A
DSKMH.300.050 3 1.5 4.5 15 2.9 4 50 2 40° 20° A
DSKMH.300.070 3 15 4.5 21 2.9 4 60 2 40° 20° A
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tIHISE DSKMH@ 1 -3 mm
Cutting DataDST@ 1 -3 mm

(ph HORN i)

H#$EH] / Conventional milling

H1.1
H1.2
H1.3
H1.4

1.0
1.0
1.0
1.0
1.2
1.2
1.2
1.2
1.5
1.5
1.5
2.0
2.0
2.0
2.0
2.5
3.0
3.0
3.0
3.0

vc=m/min

&
2
30
20
&9
20
3
>
cs
4
20
50
4
30
29
5o
&
20
30
20

130
120
90
70

0°
1.50
3.00
5.00
7.00
1.80
3.60
6.00
8.40
2.25
4.50
10.50
3.00
6.00
10.00
14.00
3.75
4.50
9.00
15.00
21.00

0.5°

4.70
4.90
5.10
5.30
2.00
3.90
6.30
8.80
2.50
4.80
11.00
3.30
6.40
10.50
14.60
4.00
4.80
9.40
15.60
21.80

N
vc=m/min
160
150
120
100
i 7
470 | 4.80
490 | 5.00
510 | 5.20
530 | 5.40
210 | 2.30
400 | 4.20
650 | 6.80
9.00 | 9.50
2.60 | 2.80
490 | 5.10
11.20 | 11.80
340 | 3.70
650 | 6.80
10.70 | 11.30
14.90 | 14.70
420 | 4.60
500 | 5.50
9.70 | 10.30
16.00 | oo
2260 | oo

HSC #t#ll / HSC milling

3°
6.90
7.20
7.50
7.80
2.60
4.40
7.20
10.00
3.10
5.40
12.90
4.10
7.20
12.10
17.80
5.10
6.00

H1.1
H1.2
H1.3
H1.4

0.013
0.013
0.012
0.011
0.016
0.016
0.014
0.012
0.019
0.019
0.015
0.024
0.024
0.022
0.020
0.030
0.036
0.036
0.032
0.029

7
vc =m/min

180

170

140

120

7

a, a,
0.20 0.15
0.20 0.13
0.20 0.11
0.20 0.09
0.24 0.18
0.24 0.16
0.24 0.13
0.24 0.11
0.30 0.23
0.30 0.20
0.30 0.14
0.40 0.30
0.40 0.26
0.40 0.22
0.40 0.18
0.50 0.38
0.60 0.45
0.60 0.39
0.60 0.33
0.60 0.27

N 7
vc =m/min

210

200

170

150
N

f, a,

0.024 | 0.5
0.024 | 0.05
0.021 | 0.5
0.019 | 0.05
0.028 | 0.06
0.028 | 0.06
0.025 | 0.06
0.022 | 0.06
0.033 | 0.08
0.033 | 0.08
0.027 | 0.08
0.043 | 0.10
0.043 | 0.10
0.039 | 0.10
0.034 | 0.10
0.053 | 0.13
0.063 | 0.15
0.063 | 0.15
0.056 | 0.15
0.050 | 0.15

0.10
0.10
0.08
0.06
0.12
0.12
0.10
0.07
0.15
0.15
0.09
0.20
0.20
0.16
0.12
0.25
0.30
0.30
0.24
0.18
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BARER DSKH (ph HoRN ph)

End Mill

HA gh5 . ‘ = N\
z2 | Jlf \% = 0.01 %

T|| 30° ~ 4297,

1
Y| e ——— 3
r/ . f
8
r
ERagEs
Carbide grades
A EF A4
on stock 4 weeks
Fﬁﬂ% d1 r lz l3 d3 dz l1 Z Y Ll
Part number @
2
DSKH.2.040.015 4 2 6 6 = 6 64 2 20° A
DSKH.2.040.030 4 2 6 12 3.8 6 64 2 20° A
DSKH.2.040.050 4 2 6 20 3.8 6 64 2 20° A
DSKH.2.040.070 4 2 6 28 3.8 6 64 2 20° A
DSKH.2.050.015 5 2.5 7.5 7.5 = 6 64 2 20° A
DSKH.2.050.030 5 2.5 7.5 15 4.7 6 64 2 20° A
DSKH.2.050.050 5 2.5 7.5 25 4.7 6 64 2 20° A
DSKH.2.050.070 5 2.5 7.5 35 4.7 6 78 2 20° A
DSKH.2.060.015 6 3 9 9 = 6 64 2 -° A
DSKH.2.060.030 6 3 9 18 5.7 6 64 2 -° A
DSKH.2.060.050 6 3 9 30 5.7 6 78 2 -° A
DSKH.2.060.070 6 3 9 42 5.7 6 78 2 -° A
DSKH.2.080.015 8 4 12 12 - 8 64 2 -° A
DSKH.2.080.050 8 4 12 40 7.6 8 78 2 -° A
DSKH.2.080.070 8 4 12 56 7.6 8 100 2 -° A
DSKH.2.100.015 10 5 15 15 - 10 78 2 -° A
DSKH.2.100.030 10 5 15 30 9.6 10 78 2 -° A
DSKH.2.100.050 10 5 15 50 9.6 10 100 2 -° A
DSKH.2.100.070 10 5 15 70 9.6 10 120 2 -° A
DSKH.2.120.015 12 6 18 18 - 12 78 2 -° A
DSKH.2.120.050 12 6 18 60 11.6 12 120 2 -° A
DSKH.2.120.070 12 6 18 84 11.6 12 140 2 -° A

118



YIHIBM DSKH @ 4-12 mm
Cutting Data DST @4 - 12 mm (ﬁh HORN I]h)

HEHIEEE] / Conventional milling HSC %8l / HSC milling
N N

7 7

vc=m/min vc=m/min vc=m/min vc=m/min

H1l.1 130 160 H1.1 180 210
H1.2 120 150 H1.2 170 200
H1.3 90 120 H1.3 140 170
H1.4 70 100 H1.4 120 150

N
7

d, f, a, a, f a, a,

4 5° 0.013 0.20 0.15 0.024 0.05 0.10
4 4° 0.013 0.20 0.13 0.024 0.05 0.10
4 Sk 0.012 0.20 0.11 0.021 0.05 0.08
4 2° 0.011 0.20 0.09 0.019 0.05 0.06
5 5° 0.016 0.24 0.18 0.028 0.06 0.12
5 4° 0.016 0.24 0.16 0.028 0.06 0.12
5 3 0.014 0.24 0.13 0.025 0.06 0.10
5 2° 0.012 0.24 0.11 0.022 0.06 0.07
6 5° 0.019 0.30 0.23 0.033 0.08 0.15
6 4° 0.019 0.30 0.20 0.033 0.08 0.15
6 3 0.017 0.30 0.17 0.030 0.08 0.12
6 2° 0.015 0.30 0.14 0.027 0.08 0.09
8 5° 0.024 0.40 0.30 0.043 0.10 0.20
8 35 0.022 0.40 0.22 0.039 0.10 0.16
8 2° 0.020 0.40 0.18 0.034 0.10 0.12
10 o 0.030 0.50 0.38 0.053 0.13 0.25
10 4° 0.030 0.50 0.33 0.053 0.13 0.25
10 & 0.027 0.50 0.28 0.048 0.13 0.20
10 2° 0.024 0.50 0.23 0.042 0.13 0.15
12 5 0.036 0.60 0.45 0.063 0.15 0.30
12 3 0.032 0.60 0.33 0.056 0.15 0.24
12 2° 0.029 0.60 0.27 0.050 0.15 0.18
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BARER DSKH (ph HoRN ph)

End Mill

HA gh5 = N\
z4 | % = o0 7

T|| 30° ~ 4297,

BRaEES

Carbide grades

A EF A4

on stock 4 weeks
Fﬁﬂ% d1 r lz l3 d3 dz l1 Z Y Ll
Part number 7
2
DSKH.4.040.015 4 2 6 6 = 6 64 4 20° A
DSKH.4.040.030 4 2 6 12 3.8 6 64 4 20° A
DSKH.4.040.050 4 2 6 20 3.8 6 64 4 20° A
DSKH.4.050.015 5 2.5 7.5 7.5 = 6 64 4 20° A
DSKH.4.050.070 5 2.5 7.5 35 4.7 6 64 4 20° A
DSKH.4.060.015 6 3 9 9 - 6 64 4 -° A
DSKH.4.060.030 6 3 ) 18 5.7 6 64 4 -° A
DSKH.4.060.050 6 3 9 30 5.7 6 78 4 -° A
DSKH.4.060.070 6 3 9 42 5.7 6 78 4 -° A
DSKH.4.080.015 8 4 12 12 - 8 64 4 -° A
DSKH.4.080.030 8 4 12 24 7.6 8 64 4 -° A
DSKH.4.080.070 8 4 12 56 7.6 8 100 4 -° A
DSKH.4.100.015 10 5 15 15 = 10 78 4 -° A
DSKH.4.100.030 10 5 15 30 9.6 10 78 4 -° A
DSKH.4.120.015 12 6 18 18 - 12 78 4 -° A
DSKH.4.120.030 12 6 18 36 11.6 12 100 4 -° A
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YIHIBM DSKH @ 4-12 mm
Cutting Data DST @4 - 12 mm (ﬁh HORN I]h)

HEHIEEE] / Conventional milling HSC %8l / HSC milling
N N

7 7

vc=m/min vc=m/min vc=m/min vc=m/min

H1l.1 130 160 H1.1 180 210
H1.2 120 150 H1.2 170 200
H1.3 90 120 H1.3 140 170
H1.4 70 100 H1.4 120 150

N
7
d, f, a, a, f a, a,
4 5° 0.023 0.80 0.60 0.035 0.20 0.40
4 4° 0.023 0.80 0.52 0.035 0.20 0.40
4 Sk 0.021 0.80 0.44 0.032 0.20 0.32
5 oF 0.035 1.00 0.75 0.055 0.25 0.50
5 2° 0.028 1.00 0.45 0.044 0.25 0.30
6 o 0.046 1.20 0.90 0.074 0.30 0.60
6 4° 0.046 1.20 0.78 0.074 0.30 0.60
6 & 0.041 1.20 0.66 0.067 0.30 0.48
6 2° 0.037 1.20 0.54 0.059 0.30 0.36
8 oF 0.068 1.60 1.20 0.113 0.40 0.80
8 4° 0.068 1.60 1.04 0.113 0.40 0.80
8 2° 0.055 1.60 0.72 0.090 0.40 0.48
10 5° 0.090 2.00 1.50 0.152 0.50 1.00
10 4° 0.090 2.00 1.30 0.152 0.50 1.00
12 5° 0.113 2.40 1.80 0.191 0.60 1.20
12 4° 0.113 2.40 1.56 0.191 0.60 1.20
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)= kv s 98

Torus End Mill Micro

DSTMH

(ph HORN i)

. 2 HAGhS | . P - 3 VR /'
1]T o 0.015 | 0005
4997 N
B B i I
I
™~
-
Q
BRETES
Carbide grades
A EF A4
on stock 4 weeks
mis d, r L L d, d, L, z vl v2 w
Part number @
el
DSTMH.010.000.030 0.1 0 0.15 0.3 0.084 4 50 2 20° -° A
DSTMH.020.000.030 0.2 0 0.3 0.6 0.18 4 50 2 40° 20° A
DSTMH.020.000.050 0.2 0 0.3 1 0.18 4 50 2 40° 20° A
DSTMH.030.005.015 0.3 0.05 0.45 0.45 - 4 50 2 20° -° A
DSTMH.030.005.030 0.3 0.05 0.45 0.9 0.28 4 50 2 40° 20° A
DSTMH.030.005.050 0.3 0.05 0.45 15 0.28 4 50 2 40° 20° A
DSTMH.040.005.015 0.4 0.05 0.6 0.6 - 4 50 2 20° -° A
DSTMH.040.005.030 0.4 0.05 0.6 1.2 0.38 4 50 2 40° 20° A
DSTMH.040.005.050 0.4 0.05 0.6 2 0.38 4 50 2 40° 20° A
DSTMH.050.005.015 0.5 0.05 0.75 0.75 - 4 50 2 20° -° A
DSTMH.050.005.030 0.5 0.05 0.75 15 0.47 4 50 2 40° 20° A
DSTMH.050.005.050 0.5 0.05 0.75 2.5 0.47 4 50 2 40° 20° A
DSTMH.050.005.070 0.5 0.05 0.75 3.5 0.47 4 50 2 40° 20° A
DSTMH.050.010.015 0.5 0.1 0.75 0.75 - 4 50 2 20° -° A
DSTMH.050.010.030 0.5 0.1 0.75 15 0.47 4 50 2 40° 20° A
DSTMH.050.010.050 0.5 0.1 0.75 2.5 0.47 4 50 2 40° 20° A
DSTMH.050.010.070 0.5 0.1 0.75 3.5 0.47 4 50 2 40° 20° A
DSTMH.060.005.015 0.6 0.05 0.9 0.9 - 4 50 2 20° -° A
DSTMH.060.010.015 0.6 0.1 0.9 0.9 - 4 50 2 20° -° A
DSTMH.060.010.030 0.6 0.1 0.9 1.8 0.56 4 50 2 40° 20° A
DSTMH.060.010.050 0.6 0.1 0.9 3 0.56 4 50 2 40° 20° A
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Yl &% DSTMH @ 0.1 - 0.6 mm
Cutting Data DSTMH @ 0.1 - 0.6 mm (ﬁh HORN I]h)

HEHIEEE] / Conventional milling HSC %8l / HSC milling
N N
7 7
vc=m/min vc =m/min vc=m/min vc =m/min
H1l.1 110 140 H1.1 160 190
H1.2 100 130 H1.2 150 180
H1.3 70 100 H1.3 120 150
H1.4 50 80 H1.4 100 130
N
7

d, 0° 0.5° 1° 2° F f, a, a, f, a, a,
0.1 4 030 | 050 | 050 | 060 | 070 | 0.003 | 0.02 001 | 0.005 | 0.01 0.01
0.2 4° 060 | 070 | 070 | 0.80 | 0.90 | 0.004 | 0.04 0.03 | 0.007 | 0.02 0.02
02 3° 1.00 | 110 | 1.20 | 130 | 140 | 0.004 | 0.04 002 | 0.006 | 0.02 0.02
0.3 5° 045 | 0.60 | 070 | 0.80 | 0.90 | 0.005 | 0.06 0.05 | 0.008 | 0.02 0.03
0.3 4° 090 | 1.00 | 110 | 120 | 1.20 | 0.005 | 0.06 0.04 | 0.008 | 0.2 0.03
0.3 3° 150 | 1.60 | 170 | 1.80 | 1.90 | 0.005 | 0.06 0.03 | 0.007 | 0.2 0.02
0.4 5° 060 | 0.80 | 0.80 | 090 | 110 | 0.07 | 0.8 006 | 0.010 | 0.03 0.04
0.4 4° 120 | 140 | 140 | 150 | 1.60 | 0.007 | 0.08 005 | 0010 | 0.03 0.04
0.4 3° 200 | 220 | 230 | 240 | 250 | 0.006 | 0.8 0.04 | 0009 | 0.03 0.03
0.5 5° 075 | 1.00 | 1.00 | 1.10 | 1.30 | 0.008 | 0.10 008 | 0011 | 004 0.05
0.5 4° 150 | 170 | 170 | 1.90 | 2.00 | 0.008 | 0.10 007 | 0011 | 004 0.05
0.5 3° 250 | 270 | 2.80 | 3.00 | 3.0 | 0.007 | 0.10 006 | 0010 | 004 0.04
0.5 2° 350 | 3.70 | 390 | 410 | 430 | 0006 | 0.10 005 | 0.009 | 004 0.03
0.5 5° 075 | 1.00 | 1.00 | 1.10 | 1.30 | 0.008 | 0.10 008 | 0011 | 004 0.05
0.5 4° 150 | 170 | 170 | 1.90 | 2.00 | 0.008 | 0.10 007 | 0011 | 004 0.05
0.5 3° 250 | 270 | 2.80 | 3.00 | 3.0 | 0.007 | 0.10 006 | 0010 | 004 0.04
0.5 2° 350 | 3.70 | 390 | 410 | 430 | 0.06 | 0.10 005 | 0.009 | 004 0.03
0.6 5° 090 | 110 | 120 | 1.30 | 150 | 0.009 | 0.12 009 | 0013 | 0.5 0.06
0.6 5° 090 | 110 | 120 | 1.30 | 150 | 0.009 | 0.12 009 | 0013 | 0.5 0.06
0.6 4° 1.80 | 200 | 210 | 220 | 230 | 0009 | 0.12 008 | 0013 | 0.5 0.06
0.6 3° 300 | 330 | 330 | 350 | 3.70 | 0.008 | 0.12 007 | 0012 | 0.05 0.05
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BB MBI T]
Torus End Mill Micro

DSTMH

(ph HORN i)

Z 2 HAGhS | . P ‘ = /'
R iR 0.015 | 0,005
4997 N
] - - — 1
- I
Q ~
©
Q

BRETES

Carbide grades

A EF A4

on stock 4 weeks
ERES d, r L, L, d, d, L, z yl v2 o
Part number A
2
DSTMH.080.005.015 0.8 0.05 1.2 1.2 - 4 50 2 20° -° A
DSTMH.080.005.030 0.8 0.05 1.2 2.4 0.75 4 50 2 40° 20° A
DSTMH.080.005.050 0.8 0.05 1.2 4 0.75 4 50 2 40° 20° A
DSTMH.080.005.070 0.8 0.05 1.2 5.6 0.75 4 50 2 40° 20° A
DSTMH.080.010.050 0.8 0.1 1.2 4 0.75 4 50 2 40° 20° A
DSTMH.080.010.070 0.8 0.1 1.2 5.6 0.75 4 50 2 40° 20° A
DSTMH.100.005.015 1 0.05 1.5 1.5 - 4 50 2 20° -° A
DSTMH.100.005.030 1 0.05 1.5 3 0.95 4 50 2 40° 20° A
DSTMH.100.005.050 1 0.05 1.5 5 0.95 4 50 2 40° 20° A
DSTMH.100.005.070 1 0.05 1.5 7 0.95 4 50 2 40° 20° A
DSTMH.100.010.015 1 0.1 1.5 1.5 - 4 50 2 20° -° A
DSTMH.100.010.030 1 0.1 1.5 3 0.95 4 50 2 40° 20° A
DSTMH.100.010.050 1 0.1 1.5 5 0.95 4 50 2 40° 20° A
DSTMH.100.010.070 1 0.1 1.5 7 0.95 4 50 2 40° 20° A
DSTMH.120.010.015 1.2 0.1 1.8 1.8 - 4 50 2 20° -° A
DSTMH.120.010.030 1.2 0.1 1.8 3.6 1.15 4 50 2 40° 20° A
DSTMH.120.010.050 1.2 0.1 1.8 6 1.15 4 50 2 40° 20° A
DSTMH.120.010.070 1.2 0.1 1.8 8.4 1.15 4 50 2 40° 20° A
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Y2 DSTMHZ 0.8-1.2 mm

Cutting Data DSTMH @ 0.8 - 1.2 mm

(ph HORN i)

H#$EH] / Conventional milling

H1.1
H1.2
H1.3
H1.4

0.8
0.8
0.8
0.8
0.8
0.8
1.0
1.0
1.0
1.0
1.0
1.0
1.0
1.0
1.2
1.2
1.2
1.2

7
vc =m/min

110

100

70

50

0

5° 1.20
4 2.40
5° 4.00
4° 5.60
4° 4.00
3° 5.60
5° 1.50
4 3.00
3° 5.00
5° 7.00
4° 1.50
3° 3.00
2° 5.00
5° 7.00
4° 1.80
3° 3.60
2° 6.00
5° 8.40

0.5°

1.40
2.70
4.30
5.90
4.30
5.90
1.70
3.30
5.30
7.40
1.70
3.30
5.30
7.40
2.10
3.90
6.40
8.80

N 7
vc =m/min

140

130

100

80

1 2°

150 | 170
270 | 2.90
440 | 470
6.10 | 6.40
440 | 4.60
6.10 | 6.40
180 | 210
340 | 3.50
550 | 5.80
7.60 | 8.00
180 | 210
340 | 3.50
550 | 5.80
7.60 | 8.00
220 | 240
400 | 4.20
6.50 | 6.90
9.00 | 850

HSC #t#ll / HSC milling

3°
1.90
3.00
4.90
6.80
4.90
6.80
2.40
3.70
6.10
8.40
2.30
3.70
6.10
8.40
2.70
4.40
7.20
10.60

H1.1
H1.2
H1.3
H1.4

0.011
0.011
0.010
0.009
0.010
0.009
0.013
0.013
0.012
0.011
0.013
0.013
0.012
0.011
0.016
0.016
0.014
0.012

7
vc=m/min

160

150

120

100
7

a, a,
0.16 0.12
0.16 0.10
0.16 0.09
0.16 0.07
0.16 0.09
0.16 0.07
0.20 0.15
0.20 0.13
0.20 0.1
0.20 0.09
0.20 0.15
0.20 0.13
0.20 0.11
0.20 0.09
0.24 0.18
0.24 0.16
0.24 0.13
0.24 0.11

N
vc=m/min

190

180

150

130
N

f, a,

0016 | 0.6
0.016 | 0.6
0.015 0.06
0.013 0.06
0.015 0.06
0.013 0.06
0.019 0.08
0.019 0.08
0017 | 0.8
0.015 0.08
0.019 0.08
0.019 0.08
0017 | 0.8
0.015 0.08
0022 | 0.9
0022 | 0.9
0.020 | 0.9
0018 | 0.09

0.08
0.08
0.06
0.05
0.06
0.05
0.10
0.10
0.08
0.06
0.10
0.10
0.08
0.06
0.12
0.12
0.10
0.07
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)= kv s 98

Torus End Mill Micro

DSTMH

(ph HORN i)

. 2 HAGhS | . P - 3 VR /'
1]T o 0.015 | 0005
4997 N
B B i I
I
™~
-
Q
BRETES
Carbide grades
A EF A4
on stock 4 weeks
mis d, r L L, d, d, L, z 2 v2 w
Part number @
el
DSTMH.150.010.015 1.5 0.1 2.25 2.25 - 4 50 2 20° -° A
DSTMH.150.010.030 15 0.1 2.25 4.5 1.45 4 50 2 40° 20° A
DSTMH.150.010.050 15 0.1 2.25 7.5 1.45 4 50 2 40° 20° A
DSTMH.150.010.070 1.5 0.1 2.25 10.5 1.45 4 50 2 40° 20° A
DSTMH.150.020.015 1.5 0.2 2.25 2.25 - 4 50 2 20° -° A
DSTMH.150.020.050 1.5 0.2 2.25 7.5 1.45 4 50 2 40° 20° A
DSTMH.150.020.070 1.5 0.2 2.25 10.5 1.45 4 50 2 40° 20° A
DSTMH.150.050.015 1.5 0.5 2.25 2.25 - 4 50 2 20° -° A
DSTMH.150.050.030 1.5 0.5 2.25 4.5 1.45 4 50 2 40° 20° A
DSTMH.150.050.050 1.5 0.5 2.25 7.5 1.45 4 50 2 40° 20° A
DSTMH.200.010.015 2 0.1 3 3 - 4 50 2 20° -° A
DSTMH.200.010.030 2 0.1 3 6 1.9 4 50 2 40° 20° A
DSTMH.200.010.050 2 0.1 3 10 1.9 4 50 2 40° 20° A
DSTMH.200.010.070 2 0.1 3 14 1.9 4 50 2 40° 20° A
DSTMH.200.020.015 2 0.2 3 3 - 4 50 2 20° -° A
DSTMH.200.020.030 2 0.2 3 6 19 4 50 2 40° 20° A
DSTMH.200.020.050 2 0.2 3 10 19 4 50 2 40° 20° A
DSTMH.200.020.070 2 0.2 3 14 1.9 4 50 2 40° 20° A
DSTMH.200.050.015 2 0.5 3 3 - 4 50 2 20° -° A
DSTMH.200.050.050 2 0.5 3 10 19 4 50 2 40° 20° A
DSTMH.200.050.070 2 0.5 3 14 19 4 50 2 40° 20° A
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Y182 DSTMH @ 1.5 -2 mm
Cutting Data DSTMH@ 1.5-2 mm (ﬁh HORN I]h)

HEHIEEE] / Conventional milling HSC %&Hl / HSC milling
N N
7 7
vc=m/min vc =m/min vc=m/min vc =m/min
H1l.1 110 140 H1.1 160 190
H1.2 100 130 H1.2 150 180
H1.3 70 100 H1.3 120 150
H1.4 50 80 H1.4 100 130
N
7

d, 0° 0.5° 1° 2° 3° f, a, a, f, a, a,
15 5° 225 | 250 | 270 | 3.00 | 340 | 0.019 | 0.30 023 | 0027 | o011 0.15
15 4° 450 | 480 | 490 | 520 | 550 | 0019 | 0.30 020 | 0027 | o0.11 0.15
15 3° 750 | 7.90 | 810 | 850 | 9.00 | 0.017 | 0.30 017 | 0025 | o0.11 0.12
15 2° 1050 | 11.00 | 11.20 | 11.80 | 13.10 | 0.015 | 0.30 014 | 0022 | o0.11 0.09
1.5 5° 225 | 250 | 270 | 3.00 | 340 | 0019 | 030 023 | 0027 | o0.11 0.15
15 3° 750 | 7.90 | 810 | 850 | 9.00 | 0.017 | 0.30 017 | 0025 | 0.11 0.12
1.5 o 10.50 | 11.00 | 11.20 | 11.80 | 13.10 | 0.015 | 0.30 0.14 | 0022 | o011 0.09
15 5° 225 | 250 | 260 | 290 | 320 | 0.019 | 0.30 023 | 0027 | o0.11 0.15
15 4° 450 | 480 | 490 | 520 | 540 | 0019 | 030 020 | 0027 | o0.11 0.15
15 3° 750 | 7.90 | 810 | 850 | 890 | 0.017 | 0.30 017 | 0025 | 0.1 0.12
2.0 5° 300 | 330 | 350 | 390 | 450 | 0.024 | 0.40 030 | 0035 | 0.15 0.20
2.0 4° 600 | 640 | 660 | 690 | 7.30 | 0.024 | 0.40 026 | 0035 | 0.15 0.20
2.0 3° 10.00 | 10.50 | 10.80 | 11.30 | 1250 | 0.022 | 0.40 022 | 0032 | 015 0.16
2.0 2° 14.00 | 14.60 | 15.00 | 16.00 | 1820 | 0.020 | 0.40 0.18 | 0.028 | 015 0.12
2.0 5° 300 | 330 | 350 | 390 | 440 | 0024 | 0.0 030 | 0035 | 0.15 0.20
2.0 4° 600 | 640 | 660 | 690 | 7.30 | 0.024 | 0.40 026 | 0035 | 0.15 0.20
2.0 3° 10.00 | 10.50 | 10.80 | 11.30 | 12.50 | 0.022 | 0.40 022 | 0032 | 015 0.16
2.0 2° 14.00 | 14.60 | 15.00 | 1590 | 18.20 | 0.020 | 0.40 018 | 0.028 | 0.15 0.12
2.0 5° 300 | 330 | 350 | 3.80 | 430 | 0.024 | 0.0 030 | 0035 | 0.15 0.20
2.0 3° 10.00 | 10.50 | 10.80 | 11.30 | 1230 | 0.022 | 0.40 022 | 0032 | 015 0.16
2.0 2° 14.00 | 14.60 | 15.00 | 15.90 | 18.00 | 0.020 | 0.40 0.18 | 0.028 | 0.15 0.12
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)= kv s 98

Torus End Mill Micro

DSTMH

(ph HORN i)

Z 2 HAGhS | . P ‘ = /'
R iR 0.015 | 0,005
4997 N
B B i I
I
™~
-
Q
BRETES
Carbide grades
A EF A4
on stock 4 weeks
ERES d, r L, L, d, d, L, z yl v2 o
Part number A
2
DSTMH.250.010.030 2.5 0.1 3.75 7.5 2.4 4 50 2 40° 20° A
DSTMH.250.010.050 2.5 0.1 3.75 12.5 2.4 4 50 2 40° 20° A
DSTMH.250.020.015 2.5 0.2 3.75 3.75 - 4 50 2 20° -° A
DSTMH.250.020.030 2.5 0.2 3.75 7.5 2.4 4 50 2 40° 20° A
DSTMH.250.020.070 2.5 0.2 3.75 17.5 2.4 4 50 2 40° 20° A
DSTMH.250.050.030 2.5 0.5 3.75 7.5 2.4 4 50 2 40° 20° A
DSTMH.300.010.015 3 0.1 4.5 4.5 - 4 50 2 20° -° A
DSTMH.300.010.030 3 0.1 4.5 9 2.9 4 50 2 40° 20° A
DSTMH.300.010.050 3 0.1 4.5 15 2.9 4 50 2 40° 20° A
DSTMH.300.010.070 3 0.1 4.5 21 2.9 4 60 2 40° 20° A
DSTMH.300.020.015 3 0.2 4.5 4.5 - 4 50 2 20° -° A
DSTMH.300.020.030 3 0.2 4.5 9 2.9 4 50 2 40° 20° A
DSTMH.300.020.050 3 0.2 4.5 15 2.9 4 50 2 40° 20° A
DSTMH.300.050.015 3 0.5 4.5 4.5 - 4 50 2 20° -° A
DSTMH.300.050.070 3 0.5 4.5 21 2.9 4 60 2 40° 20° A
DSTMH.300.100.030 3 1 4.5 9 2.9 4 50 2 40° 20° A
DSTMH.300.100.070 3 1 4.5 21 2.9 4 60 2 40° 20° A
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tIEI=# DSTMH @ 2.5-3 mm
Cutting Data DSTMH @ 2.5 -3 mm

(ph HORN i)

H#$EH] / Conventional milling

H1.1
H1.2
H1.3
H1.4

2.5
2.5
2.5
225
2.5
2.5
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0

7
vc =m/min

110

100

70

50

0

4° 7.50
3° 12.50
5° 3.75
4° 7.50
2° 17.50
4° 7.50
5° 4.50
4 9.00
3° 15.00
2° 21.00
5° 4.50
4° 9.00
3° 15.00
5° 4.50
2° 21.00
4° 9.00
2° 21.00

0.5°

8.00
13.10
4.10
8.00
18.20
8.00
4.90
9.50
15.70
21.80
4.90
9.50
15.60
4.90
21.80
9.50
21.80

N 7
vc =m/min
140
130
100
80
1° o
820 | 8.60
13.40 | 14.10
430 | 4.80
820 | 8.60
18.70 | 20.30
8.10 | 8.60
520 | 5.80
9.70 | 10.60
1610 | oo
2280 | oo
520 | 5.80
9.70 | 10.60
1610 | oo
510 | 5.70
280 | oo
9.70 | 10.40
270 | oo

HSC #t#ll / HSC milling

H1.1
H1.2
H1.3
H1.4

0.030
0.027
0.030
0.030
0.024
0.030
0.036
0.036
0.032
0.029
0.036
0.036
0.032
0.036
0.029
0.036
0.029

7
vc =m/min

160

150

120

100
7

a, a,
0.50 0.33
0.50 0.28
0.50 0.38
0.50 0.33
0.50 0.23
0.50 0.33
0.60 0.45
0.60 0.39
0.60 0.33
0.60 0.27
0.60 0.45
0.60 0.39
0.60 0.33
0.60 0.45
0.60 0.27
0.60 0.39
0.60 0.27

N 7
vc =m/min

190

180

150

130
N 7

f a,

0.043 | 0.19
0.039 | 0.19
0.043 | 0.19
0.043 | 0.19
0.035 | 0.19
0.043 | 0.19
0051 | 023
0051 | 023
0.046 | 023
0.041 | 0.23
0051 | 023
0051 | 023
0.046 | 023
0051 | 023
0.041 | 023
0051 | 023
0.041 | 023

0.25
0.20
0.25
0.25
0.15
0.25
0.30
0.30
0.24
0.18
0.30
0.30
0.24
0.30
0.18
0.30
0.18
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I EIIHT] DSTH (ph HoRN ph)

Torus End Mill

N

22 ||| 5" || ’ 0075 | 5005

297, N

HAGhS | % 2 3 VR /'

=3
r/ &

BRETES

Carbide grades

A EF A 4R

on stock 4 weeks
Fﬁﬂ% d1 r lz ls d3 dz l1 z Y Ll
Part number A
'_
DSTH.2.040.020.015 4 0.2 6 6 - 6 64 2 20° A
DSTH.2.040.020.030 4 0.2 6 12 3.8 6 64 2 20° A
DSTH.2.040.020.050 4 0.2 6 20 3.8 6 64 2 20° A
DSTH.2.040.020.070 4 0.2 6 28 3.8 6 78 2 20° A
DSTH.2.040.050.070 4 0.5 6 28 3.8 6 78 2 20° A
DSTH.2.040.100.015 4 1 6 6 - 6 64 2 20° A
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tNEIE% DSTH @ 4 mm
Cutting Data DSTH @ 4 mm (ﬁh HORN I]h)

B HEEHE] / Conventional milling HSC %8l / HSC milling
N 7 N

7 7

vc=m/min vc=m/min vc=m/min vc=m/min

H1l.1 110 140 H1.1 160 190
H1.2 100 130 H1.2 150 180
H1.3 70 100 H1.3 120 150
H1.4 50 80 H1.4 100 130

N
7
d, f, a, a, f, a, a,
4 5° 0.047 0.80 0.60 0.067 0.30 0.40
4 4° 0.047 0.80 0.52 0.067 0.30 0.40
4 3° 0.042 0.80 0.44 0.060 0.30 0.32
4 2° 0.037 0.80 0.36 0.054 0.30 0.24
4 2° 0.037 0.80 0.36 0.054 0.30 0.24
4 5° 0.047 0.80 0.60 0.067 0.30 0.40
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FEILHT] DSTH (ph HORN pl)

Torus End Mill

25 @)@ @@+
AV

297, N
|1
[3
|2 )
. | | *
8 1 ) lg{
f
/ -U""
r/ =
WREaehEs
Carbide grades
A EE A4
on stock 4 weeks
mis d1 r lz l3 d3 dz l1 Z Y
Part number
DSTH.2.050.020.015 5 0.2 7.5 7.5 - 6 64 2 20°
DSTH.2.050.020.050 5 0.2 7.5 25 4.7 6 64 2 20°
DSTH.2.050.020.070 5 0.2 7.5 35 4.7 6 78 2 20°
DSTH.2.050.050.015 5 0.5 7.5 7.5 - 6 64 2 20°
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tIHI2 % DSTH @ 5 mm
Cutting Data DSTH @ 5 mm (ﬁh HORN I]h)

B HEEHE] / Conventional milling HSC %8l / HSC milling
N 7 N

7 7

vc=m/min vc=m/min vc=m/min vc=m/min

H1l.1 110 140 H1.1 160 190
H1.2 100 130 H1.2 150 180
H1.3 70 100 H1.3 120 150
H1.4 50 80 H1.4 100 130

N
7
d, f, a, a, f, a, a,
5 5° 0.058 1.00 0.75 0.083 0.38 0.50
5 3° 0.052 1.00 0.55 0.075 0.38 0.40
5 2° 0.046 1.00 0.45 0.066 0.38 0.30
S 5° 0.058 1.00 0.75 0.083 0.38 0.50
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I EIIHT] DSTH (ph HoRN ph)

Torus End Mill

e ][~ - o[ [
=zl 0015 | 75,005

7

297, N

/ =3
r/ &

WREaehEs

Carbide grades

A EE A 4R

on stock 4 weeks
Fﬁﬂ% d1 r lz ls d3 dz ll Z L
Part number A
'_
DSTH.2.060.020.015 6 0.2 O o - 6 64 2 A
DSTH.2.060.020.030 6 0.2 9 18 5.7 6 64 2 A
DSTH.2.060.020.050 6 0.2 9 30 5.7 6 78 2 A
DSTH.2.060.050.015 6 0.5 9 9 = 6 64 2 A
DSTH.2.060.100.015 6 1 9 9 - 6 64 2 A
DSTH.2.060.100.030 6 1 9 18 5.7 6 64 2 A
DSTH.2.060.200.050 6 2 9 30 5.7 6 78 2 A
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tIHI2 % DSTH @ 6 mm
Cutting Data DSTH @ 6 mm (ﬁh HORN I]h)

B HEEHE] / Conventional milling HSC %8l / HSC milling
N 7 N

7 7

vc=m/min vc=m/min vc=m/min vc=m/min

H1l.1 110 140 H1.1 160 190
H1.2 100 130 H1.2 150 180
H1.3 70 100 H1.3 120 150
H1.4 50 80 H1.4 100 130

N
7
d, f, a, a, f, a, a,
6 5° 0.069 1.20 0.90 0.099 0.45 0.60
6 4° 0.069 1.20 0.78 0.099 0.45 0.60
6 3° 0.062 1.20 0.66 0.089 0.45 0.48
6 5° 0.069 1.20 0.90 0.099 0.45 0.60
6 5’ 0.069 1.20 0.90 0.099 0145 0.60
6 4° 0.069 1.20 0.78 0.099 0.45 0.60
6 3° 0.062 1.20 0.66 0.089 0.45 0.48
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IAEISLERT] DSTH

Torus End Mill

(ph HORN )

l mPIESIr T
22 | = ﬁ% = ||| || § .% 0015 | 0,005
4 || Y

4997 N
|1
[3
|2 )
. | | *
8 1 ) lg{
f
/ -U""
r/ =
WREaehEs
Carbide grades
A EE A4
on stock 4 weeks
Fmils d, r (8 l d, d, , YA
Part number
DSTH.2.080.050.070 8 0.5 12 56 7.6 8 100 2
DSTH.2.080.100.030 8 1 12 24 7.6 8 64 2
DSTH.2.080.100.070 8 1 12 56 7.6 8 100 2
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tNEIE%k DSTH @ 8 mm
Cutting Data DSTH @ 8 mm

(ph HORN i)

EHIPEH] / Conventional milling

H1.1
H1.2
H1.3
H1.4

o

iy

© 0

vc=m/min
110
100
70
50

fZ
2° 0.073
4° 0.092
2° 0.073

1.60
1.60
1.60

N
vc=m/min

140

130

100

80

a, f,

072 | 0.104

1.04 | 0.130

072 | 0.104

HSC $t#ll / HSC milling

H1.1
H1.2
H1.3
H1.4

0.60
0.60
0.60

vc=m/min
160
150
120
100

0.48
0.80
0.48

N

vc=m/min
190
180
150
130
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I EIIHT] DSTH (ph HoRN ph)

Torus End Mill

HAgh5_L N ~ 7 ” X % g /
=zl 0015 | 75,005

7

297, N

/ =3
r/ &

WREaehEs

Carbide grades

A EE A 4R

on stock 4 weeks
Fﬁﬂ% d1 r lz ls d3 dz l1 Z L
Part number A
'_
DSTH.2.100.020.015 10 0.2 15 15 - 10 78 2 A
DSTH.2.100.020.070 10 0.2 15 70 9.6 10 120 2 A
DSTH.2.100.050.015 10 0.5 15 15 - 10 78 2 A
DSTH.2.100.050.070 10 0.5 15 70 9.6 10 120 2 A
DSTH.2.100.100.015 10 1 15 15 - 10 78 2 A
DSTH.2.100.100.070 10 1 15 70 9.6 10 120 2 A
DSTH.2.100.200.015 10 2 15 15 - 10 78 2 A
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1128 DSTH @ 10 mm
Cutting Data DSTH @ 10 mm (ﬁh HORN I]h)

B HEEHE] / Conventional milling HSC %8l / HSC milling
N 7 N

7 7

vc=m/min vc=m/min vc=m/min vc=m/min

H1l.1 110 140 H1.1 160 190
H1.2 100 130 H1.2 150 180
H1.3 70 100 H1.3 120 150
H1.4 50 80 H1.4 100 130

N
7

d, f, a, a, f, a, a,

10 5° 0.114 2.00 1.50 0.162 0.75 1.00
10 2° 0.091 2.00 0.90 0.130 0.75 0.60
10 5° 0.114 2.00 1.50 0.162 0.75 1.00
10 2° 0.091 2.00 0.90 0.130 0.75 0.60
10 5° 0.114 2.00 1.50 0.162 0.75 1.00
10 2° 0.091 2.00 0.90 0.130 0.75 0.60
10 5° 0.114 2.00 1.50 0.162 0.75 1.00
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IAEIL$tT)

Torus End Mill

DSTH (ph HORN i)

Z 4 HA zh5_L N ~ 7 ” X % g /
)| - 001511 0,005
4997 N
— |1 —
I
| A i
HESSESSE — %
I N ; _il i
r/ s '

ERagEs

Carbide grades

A EF A4

on stock 4 weeks
Fﬁﬂ% d1 r lz ls d3 dz l1 Z Y Ll
Part number 7
2
DSTH.4.040.020.015 4 0.2 6 6 = 6 64 4 20° A
DSTH.4.040.020.030 4 0.2 6 12 3.8 6 64 4 20° A
DSTH.4.040.020.050 4 0.2 6 20 3.8 6 64 4 20° A
DSTH.4.040.020.070 4 0.2 6 28 3.8 6 78 4 20° A
DSTH.4.040.050.015 4 0.5 6 6 = 6 64 4 20° A
DSTH.4.040.050.050 4 0.5 6 20 3.8 6 64 4 20° A
DSTH.4.040.050.070 4 0.5 6 28 3.8 6 78 4 20° A
DSTH.4.040.100.030 4 1 6 12 3.8 6 64 4 20° A
DSTH.4.040.100.050 4 1 6 20 3.8 6 64 4 20° A
DSTH.4.040.100.070 4 1 6 28 3.8 6 78 4 20° A
DSTH.4.050.020.015 5 0.2 7.5 7.5 - 6 64 4 20° A
DSTH.4.050.020.030 5 0.2 7.5 15 4.7 6 64 4 20° A
DSTH.4.050.020.050 5 0.2 7.5 25 4.7 6 64 4 20° A
DSTH.4.050.020.070 5 0.2 7.5 35 4.7 6 78 4 20° A
DSTH.4.050.050.030 5 0.5 7.5 15 4.7 6 64 4 20° A
DSTH.4.050.050.050 5 0.5 7.5 25 4.7 6 64 4 20° A
DSTH.4.050.050.070 5 0.5 7.5 35 4.7 6 78 4 20° A
DSTH.4.050.100.030 5 1 7.5 15 4.7 6 64 4 20° A
DSTH.4.050.100.070 5 1 7.5 35 4.7 6 78 4 20° A
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YIHIBHM DSTHDG 4-5mm
Cutting Data DSTH@ 4 - 5 mm (ﬁh HORN I]h)

HEHIEEE] / Conventional milling HSC %8l / HSC milling
N N

7 7

vc=m/min vc=m/min vc=m/min vc=m/min

H1l.1 110 140 H1.1 160 190
H1.2 100 130 H1.2 150 180
H1.3 70 100 H1.3 120 150
H1.4 50 80 H1.4 100 130

N
7
d, f, a, a, f, a, a,
4 5° 0.019 0.80 0.60 0.022 0.30 0.40
4 4° 0.019 0.80 0.52 0.022 0.30 0.40
4 3° 0.017 0.80 0.44 0.020 0.30 0.32
4 2° 0.015 0.80 0.36 0.018 0.30 0.24
4 5° 0.019 0.80 0.60 0.022 0.30 0.40
4 3° 0.017 0.80 0.44 0.020 0.30 0.32
4 2° 0.015 0.80 0.36 0.018 0.30 0.24
4 4° 0.019 0.80 0.52 0.022 0.30 0.40
4 3° 0.017 0.80 0.44 0.020 0.30 0.32
4 2° 0.015 0.80 0.36 0.018 0.30 0.24
5 5° 0.030 1.00 0.75 0.038 0.38 0.50
5 4° 0.030 1.00 0.65 0.038 0.38 0.50
5 3° 0.027 1.00 0.55 0.034 0.38 0.40
5 2° 0.024 1.00 0.45 0.030 0.38 0.30
5 4° 0.030 1.00 0.65 0.038 0.38 0.50
5 3° 0.027 1.00 0.55 0.034 0.38 0.40
5 2° 0.024 1.00 0845 0.030 0.38 0.30
S 4° 0.030 1.00 0.65 0.038 0.38 0.50
5 2° 0.024 1.00 0.45 0.030 0.38 0.30
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I EIIHT] DSTH (ph HoRN ph)

Torus End Mill

HABS | \% P - c, S Yy Va
z4 )| || 0015 110,005

429, N @

n—— o
il —
P i _‘
r/ 3

WREaehEs

Carbide grades

A EF A 4R

on stock 4 weeks
ERRs d, r L L, d, d, L, z "
Part number @
'_
DSTH.4.060.020.015 6 0.2 O o - 6 64 4 A
DSTH.4.060.020.030 6 0.2 9 18 5.7 6 64 4 A
DSTH.4.060.020.050 6 0.2 9 30 5.7 6 78 4 A
DSTH.4.060.050.015 6 0.5 9 9 = 6 64 4 A
DSTH.4.060.050.030 6 0.5 9 18 5.7 6 64 4 A
DSTH.4.060.050.050 6 0.5 9 30 5.7 6 78 4 A
DSTH.4.060.050.070 6 0.5 9 42 5.7 6 78 4 A
DSTH.4.060.100.015 6 1 9 9 - 6 64 4 A
DSTH.4.060.100.030 6 1 9 18 5.7 6 64 4 A
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tIHI2 % DSTH @ 6 mm
Cutting Data DSTH @ 6 mm (ﬁh HORN I]h)

HEHIEEE] / Conventional milling HSC %8l / HSC milling
N N

7 7

vc=m/min vc=m/min vc=m/min vc=m/min

H1l.1 110 140 H1.1 160 190
H1.2 100 130 H1.2 150 180
H1.3 70 100 H1.3 120 150
H1.4 50 80 H1.4 100 130

N
7

d, f, a, a, f, a, a,

6 5° 0.040 1.20 0.90 0.053 0.45 0.60
6 4° 0.040 1.20 0.78 0.053 0.45 0.60
6 3° 0.036 1.20 0.66 0.048 0.45 0.48
6 5° 0.040 1.20 0.90 0.053 0.45 0.60
6 4° 0.040 1.20 0.78 0.053 0.45 0.60
6 3° 0.036 1.20 0.66 0.048 0.45 0.48
6 2° 0.032 1.20 0.54 0.042 0.45 0.36
6 5° 0.040 1.20 0.90 0.053 0.45 0.60
6 4° 0.040 1.20 0.78 0.053 0.45 0.60
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I EIIHT] DSTH (ph HoRN ph)

Torus End Mill

HABS | \% P - c, S Yy Va
Z4 |0 |5+ | |la 0015 | 0,005

429 N @

Bl ]
T B — E
+ - N i
r/ 3 '

WREaehEs

Carbide grades

A EF A 4R

on stock 4 weeks
Fﬁﬂ% d1 r lz l3 d3 dz l1 Z L
Part number A
2
DSTH.4.080.020.015 8 0.2 12 12 = 8 64 4 A
DSTH.4.080.020.030 8 0.2 12 24 7.6 8 64 4 A
DSTH.4.080.020.050 8 0.2 12 40 7.6 8 78 4 A
DSTH.4.080.050.015 8 0.5 12 12 - 8 64 4 A
DSTH.4.080.050.030 8 0.5 12 24 7.6 8 64 4 A
DSTH.4.080.050.050 8 0.5 12 40 7.6 8 78 4 A
DSTH.4.080.100.030 8 1 12 24 7.6 8 64 4 A
DSTH.4.080.100.050 8 1 12 40 7.6 8 78 4 A
DSTH.4.080.200.015 8 2 12 12 - 8 64 4 A
DSTH.4.080.200.030 8 2 12 24 7.6 8 64 4 A
DSTH.4.080.200.050 8 2 12 40 7.6 8 78 4 A
DSTH.4.080.200.070 8 2 12 56 7.6 8 100 4 A
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tIH)2 % DSTH @ 8 mm
Cutting Data DSTH @ 8 mm (ﬁh HORN I]h)

HEHIEEE] / Conventional milling HSC %8l / HSC milling
N N

7 7

vc=m/min vc=m/min vc=m/min vc=m/min

H1l.1 110 140 H1.1 160 190
H1.2 100 130 H1.2 150 180
H1.3 70 100 H1.3 120 150
H1.4 50 80 H1.4 100 130

N
7
d, f, a, a, f, a, a,
8 5° 0.060 1.60 1.20 0.083 0.60 0.80
8 4° 0.060 1.60 1.04 0.083 0.60 0.80
8 3° 0.054 1.60 0.88 0.075 0.60 0.64
8 5° 0.060 1.60 1.20 0.083 0.60 0.80
8 4° 0.060 1.60 1.04 0.083 0.60 0.80
8 3° 0.054 1.60 0.88 0.075 0.60 0.64
8 4 0.060 1.60 1.04 0.083 0.60 0.80
8 3° 0.054 1.60 0.88 0.075 0.60 0.64
8 5° 0.060 1.60 1.20 0.083 0.60 0.80
8 4° 0.060 1.60 1.04 0.083 0.60 0.80
8 3° 0.054 1.60 0.88 0.075 0.60 0.64
8 2° 0.048 1.60 0.72 0.067 0.60 0.48
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I EIIHT] DSTH (ph HoRN ph)

Torus End Mill

HABS | \% P - c, S Yy Va
Z4 |3 |5 || ke 0.015 | 0,005

429 N @

- o
8 E =] : 3|
F/ of f !
r/ 'g
WREaehEs
Carbide grades
A EF A 4R
on stock 4 weeks
Fﬁﬂ% d1 r lz ls d3 dz l1 Z L
Part number A
|_
DSTH.4.100.020.015 10 0.2 15 15 - 10 78 4 A
DSTH.4.100.020.030 10 0.2 15 30 9.6 10 78 4 A
DSTH.4.100.020.050 10 0.2 15 50 9.6 10 100 4 A
DSTH.4.100.050.015 10 0.5 15 15 = 10 78 4 A
DSTH.4.100.050.030 10 0.5 15 30 9.6 10 78 4 A
DSTH.4.100.050.050 10 0.5 15 50 9.6 10 100 4 A
DSTH.4.100.100.015 10 1 15 15 - 10 78 4 A
DSTH.4.100.100.030 10 1 15 30 9.6 10 78 4 A
DSTH.4.100.200.015 10 2 15 15 = 10 78 4 A
DSTH.4.100.200.030 10 2 15 30 9.6 10 78 4 A
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YI5=% DSTH @ 10 mm

Cutting Data DSTH @ 10 mm

(ph HORN i)

H#$EH] / Conventional milling

H1.1
H1.2
H1.3
H1.4

10
10
10
10
10
10
10
10
10
10

vc=m/min

&
2
30
£
%
30
&
2
6o
e

110
100
70
50

0.080
0.080
0.072
0.080
0.080
0.072
0.080
0.080
0.080
0.080

2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00

N
vc =m/min

140

130

100

80

a, f,
150 | 0.114
130 | 0.114
1.10 | 0.102
150 | 0.114
130 | 0.114
1.10 | 0.102
150 | 0.114
130 | 0.114
150 | 0.114
1.30 0.114

HSC #t#ll / HSC milling

H1.1
H1.2
H1.3
H1.4

0.75
0.75
0.75
0.75
0.75
0.75
0.75
0.75
0.75
0.75

vc=m/min

1.00
1.00
0.80
1.00
1.00
0.80
1.00
1.00
1.00
1.00

160
150
120
100

vc=m/min
190
180
150
130
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I EIIHT] DSTH (ph HoRN ph)

Torus End Mill

HABS | \% P - c, S Yy Va
Z4 |3 |5 || ke 0.015 | 0,005

429 N @

- o
8 E =] : 3|
r/ 'g

WREaehEs

Carbide grades

A EF A 4R

on stock 4 weeks
Fﬁﬂ% d1 r lz la d3 dz l1 z L
Part number A
'_
DSTH.4.120.020.015 12 0.2 18 18 - 12 78 4 A
DSTH.4.120.020.030 12 0.2 18 36 11.6 12 100 4 A
DSTH.4.120.050.015 12 0.5 18 18 - 12 78 4 A
DSTH.4.120.050.050 12 0.5 18 60 11.6 12 120 4 A
DSTH.4.120.050.070 12 0.5 18 84 11.6 12 140 4 A
DSTH.4.120.100.015 12 1 18 18 - 12 78 4 A
DSTH.4.120.100.030 12 1 18 36 11.6 12 100 4 A
DSTH.4.120.200.030 12 2 18 36 11.6 12 100 4 A
DSTH.4.120.200.050 12 2 18 60 11.6 12 120 4 A
DSTH.4.120.200.070 12 2 18 84 11.6 12 140 4 A
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YIHIZ2H DSTH @ 12 mm
Cutting Data DSTH @ 12 mm (ﬁh HORN I]h)

HEHIEEE] / Conventional milling HSC %8l / HSC milling
N N

7 7

vc=m/min vc=m/min vc=m/min vc=m/min

H1l.1 110 140 H1.1 160 190
H1.2 100 130 H1.2 150 180
H1.3 70 100 H1.3 120 150
H1.4 50 80 H1.4 100 130

N
7

d, f, a, a, f, a, a,

12 5° 0.101 2.40 1.80 0.144 0.90 1.20
12 4° 0.101 2.40 1.56 0.144 0.90 1.20
12 5’ 0.101 2.40 1.80 0.144 0.90 1.20
12 3° 0.091 2.40 1.32 0.130 0.90 0.96
12 2° 0.081 2.40 1.08 0.115 0.90 0.72
12 5° 0.101 2.40 1.80 0.144 0.90 1.20
12 4° 0.101 2.40 1.56 0.144 0.90 1.20
12 4° 0.101 2.40 1.56 0.144 0.90 1.20
12 E5 0.091 2.40 1.32 0.130 0.90 0.96
12 2° 0.081 2.40 1.08 0.115 0.90 0.72
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2 H T DSMH (ph HoRN ph)

End Mill multiple fluted

z6 :l] % - Z | 2

T 45° = ~ 0,005 ..|¢g7|._

m1
a%

——

-
[

WREaehEs

Carbide grades

A EF A 4R

on stock 4 weeks
RS d, L, L, d, d, L, z y w
Part number A
'_
DSMH.6.03.040 3 7.5 12 2.86 6 64 6 20° A
DSMH.6.04.040 4 10 16 3.8 6 64 6 20° A
DSMH.6.05.040 5 12.5 20 4.7 6 64 6 20° A
DSMH.6.06.040 6 15 24 5.7 6 64 6 -° A
DSMH.6.08.040 8 20 32 7.6 8 78 6 -° A
DSMH.6.10.040 10 25 40 9.4 10 78 6 -° A
DSMH.6.12.040 12 30 48 114 12 100 6 -° A
DSMH.6.16.040 16 40 64 154 16 120 6 -° A
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YIS DSMH @ 3 - 16 mm
Cutting Data DSMH @ 3 - 16 mm (ﬁh HORN I]h)

EHIPEH] / Conventional milling

7 7
vc=m/min vc =m/min

H1.1 110 130

H1.2 100 120

H1.3 70 90

H1.4 50 70

7 7

d, f, a, a, f, a, a,
3 2° 0009 | 030 | 600 | 0.009 | 0.06 | 6.00
4 2° 0016 | 040 | 800 | 0.019 | 0.08 | 800
5 2° 0022 | 050 | 10.00 | 0.029 | 0.10 | 10.00
6 2° 0028 | 060 | 1200 | 0.039 | 012 | 12.00
8 2° 0041 | 0.80 | 16.00 | 0.059 | 0.16 | 16.00
10 2° 0.054 | 1.00 | 20.00 | 0.080 | 020 | 20.00
12 2° 0.066 | 120 | 24.00 | 0.100 | 024 | 24.00
16 2° 0092 | 160 | 3200 | 0.140 | 032 | 32.00
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ZHiLtkT]

End Mill multiple fluted

DSMRH

(ph HORN i)

HA ghb
z6 |3 |>
T 45° e / 0,0 0 5 - 29 7|._ \
'UJ 1 J
[ —1 1
L]
kel
/ Q

BRETES

Carbide grades

A EF A4

on stock 4 weeks
RS d, r L L d, d, l z v r
Part number @
'_
DSMRH.6.03.020.040 3 0.2 7.5 12 2.86 6 64 6 20° A
DSMRH.6.03.100.040 3 1 7.5 12 2.86 6 64 6 20° A
DSMRH.6.04.020.040 4 0.2 10 16 3.8 6 64 6 20° A
DSMRH.6.04.100.040 4 1 10 16 3.8 6 64 6 20° A
DSMRH.6.05.020.040 5 0.2 12.5 20 4.7 6 64 6 20° A
DSMRH.6.05.050.040 5 0.5 12.5 20 4.7 6 64 6 20° A
DSMRH.6.05.100.040 5 1 12.5 20 4.7 6 64 6 20° A
DSMRH.6.06.020.040 6 0.2 15 24 5.7 6 64 6 -° A
DSMRH.6.06.050.040 6 0.5 15 24 5.7 6 64 6 -° A
DSMRH.6.06.100.040 6 1 15 24 5.7 6 64 6 -° A
DSMRH.6.08.020.040 8 0.2 20 32 7.6 8 78 6 -° A
DSMRH.6.08.050.040 8 0.5 20 32 7.6 8 78 6 -° A
DSMRH.6.08.100.040 8 1 20 32 7.6 8 78 6 -° A
DSMRH.6.10.020.040 10 0.2 25 40 9.4 10 78 6 -° A
DSMRH.6.10.050.040 10 0.5 25 40 9.4 10 78 6 -° A
DSMRH.6.10.100.040 10 1 25 40 9.4 10 78 6 -° A
DSMRH.6.12.020.040 12 0.2 30 48 114 12 100 6 -° A
DSMRH.6.12.050.040 12 0.5 30 48 114 12 100 6 -° A
DSMRH.6.12.100.040 12 1 30 48 114 12 100 6 -° A
DSMRH.6.12.200.040 12 2 30 48 114 12 100 6 -° A
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IS DSMRH @ 3 -12 mm
Cutting Data DSMH @ 3 - 12 mm

(ph HORN i)

H#$EH] / Conventional milling

H1.1
H1.2
H1.3
H1.4

o

© 0O U UU A DWW [

Sl ol ol el
NN NN O O O

vc=m/min

%
50
50
50
59
99
5
50
5
5
50
99
5
50
9
50
50
59
54
%

110
100
70
50

0.009
0.009
0.016
0.016
0.022
0.022
0.022
0.028
0.028
0.028
0.041
0.041
0.041
0.054
0.054
0.054
0.066
0.066
0.066
0.066

0.30
0.30
0.40
0.40
0.50
0.50
0.50
0.60
0.60
0.60
0.80
0.80
0.80
1.00
1.00
1.00
1.20
1.20
1.20
1.20

7
vc=m/min
130
120
90
70
a, f,
6.00 | 0.009
6.00 | 0.009
8.00 | 0.019
8.00 | 0.019
10.00 | 0.029
10.00 | 0.029
10.00 | 0.029
12.00 | 0.039
12.00 | 0.039
12.00 | 0.039
16.00 | 0.059
16.00 | 0.059
16.00 | 0.059
20.00 | 0.080
20.00 | 0.080
20.00 | 0.080
24.00 | 0.100
24.00 | 0.100
24.00 | 0.100
24.00 | 0.100

0.06
0.06
0.08
0.08
0.10
0.10
0.10
0.12
0.12
0.12
0.16
0.16
0.16
0.20
0.20
0.20
0.24
0.24
0.24
0.24

6.00
6.00
8.00
8.00
10.00
10.00
10.00
12.00
12.00
12.00
16.00
16.00
16.00
20.00
20.00
20.00
24.00
24.00
24.00
24.00
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BFERSEIU®T
Sclid Carbide End Mill (ph HoRrN piD)

$ DSKC EEAVEZ Y] Jd1-016 Z2-77 156 -157
- Ball Nose End Mill

E DSKC 220°Bk3K37 7] @3-012 72-Z7 158-159

Ball Nose End Mill 220°

$ DSTC B35 G15-012 72-75 160-161

Torus End Mill

S DSVRC  SWIHT) ?3-016 7275 162-163
= —

End Mill multiple fluted
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%51 DS (ph HORN pil1)

System DS

DS

BAERESRILINT] Solid Carbide End Mills

Rt T designed for:
- HISE W - Cobalt Chromium Steels
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BRI ITHET] DSKC (ph HORN i)

Ball Nose End Mill

HA :ah5_L <
z21z31||z4 | 25| z7 | |4 il
+| | 30° -
= Y %
0,005 || Lo97,
I‘I
L L
]2
AR | —d
IS —— ) €]
VAR |
r
BRETES
Carbide grades
A EF A 4R
on stock 4 weeks
FaRis d1 r lz l3 da dz l1 z Q
Part number 7
2
DSKC.2.010.063.06 1 0.5 2 3 0.9 6 63 2 A
DSKC.2.015.063.06 1.5 0.75 2 4.5 1.4 6 63 2 A
DSKC.2.020.063.06 2 1 3 5 1.9 6 63 2 A
DSKC.2.020.077.06 2 1 3 8 1.9 6 7 2 A
DSKC.2.030.063.06 3 1.5 4 7.5 2.9 6 63 2 A
DSKC.2.030.077.06 3 1.5 4 12 2.9 6 7 2 A
DSKC.3.040.063.06 4 2 5 10 3.8 6 63 3 A
DSKC.3.040.077.06 4 2 5 16 3.8 6 7 3 A
DSKC.4.050.063.06 5 2.5 5 12.5 4.7 6 63 4 A
DSKC.4.050.077.06 5 2.5 5 20 4.7 6 7 4 A
DSKC.4.060.063.06 6 3 6 15 5.6 6 63 4 A
DSKC.4.060.077.06 6 3 6 24 5.6 6 7 4 A
DSKC.4.060.099.08 6 3 6 36 5.6 8 99 4 A
DSKC.5.080.063.08 8 4 8 20 7.4 8 63 5 A
DSKC.5.080.077.08 8 4 8 32 7.4 8 7 5 A
DSKC.5.080.099.08 8 4 8 48 7.4 8 99 5 A
DSKC.5.100.077.10 10 5 10 25 9.4 10 7 5 A
DSKC.5.100.099.10 10 5 10 40 9.4 10 99 5 A
DSKC.7.120.077.12 12 6 12 30 11.4 12 7 7 A
DSKC.7.120.099.12 12 6 12 48 11.4 12 99 7 A
DSKC.7.160.099.16 16 8 20 50 15.4 16 99 7 A
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YIEIEBEH DSKCT 1-16 mm

Cutting Data DSKC@ 1 - 16 mm

(ph HORN i)

S1°1
S1.2
S2.1
S2.2
S3.1
S3.2
S3.3
H1.1
H1.2

1.0
13
2.0
2.0
3.0
3.0
4.0
4.0
5.0
5.0
6.0
6.0
6.0
8.0
8.0
8.0
10.0
10.0
12.0
12.0
16.0

-
vc=m/min

80

70

50

40

80

120

100

fZ

5° 0.011
5° 0.013
5° 0.015
5° 0.015
5° 0.020
5° 0.020
5° 0.018
5° 0.018
4° 0.020
4 0.020
4° 0.024
4 0.024
4° 0.024
3 0.032
3 0.032
3 0.032
3 0.041
3 0.041
3° 0.048
3 0.048
3° 0.065

vc=m/min

0.20
0.30
0.40
0.40
0.60
0.60
0.80
0.80
1.00
1.00
1.20
1.20
1.20
1.60
1.60
1.60
2.00
2.00
2.40
2.40
3.20

~ 7

100
90
70
60

100
150
130

0.50
0.75
1.00
1.00
1.50
1.50
2.00
2.00
2.50
2.50
3.00
3.00
3.00
4.00
4.00
4.00
5.00
5.00
6.00
6.00
8.00

0.017
0.022
0.026
0.026
0.035
0.035
0.032
0.032
0.035
0.035
0.044
0.044
0.044
0.059
0.059
0.059
0.077
0.077
0.091
0.091
0.126

0.05
0.08
0.10
0.10
0.15
0.15
0.20
0.20
0.25
0.25
0.30
0.30
0.30
0.40
0.40
0.40
0.50
0.50
0.60
0.60
0.80

0.10
0.15
0.20
0.20
0.30
0.30
0.40
0.40
0.50
0.50
0.60
0.60
0.60
0.80
0.80
0.80
1.00
1.00
1.20
1.20
1.60
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220°BK3KII 5k T]

Ball Nose End Mill 220°

(ph HORN i)

z2 || Z3

z4

Z5

+| | 30°

N

i

+297,

—

hdz

FRRS

Part number

DSKC.2.030.063.06.2
DSKC.3.040.063.06.2
DSKC.4.050.063.06.2
DSKC.4.060.063.06.2
DSKC.5.080.088.08.2
DSKC.5.100.101.10.2
DSKC.7.120.119.12.2

158

o U~ W

2.6
3.3

5.3
6.7

15
20
25
30
40
50
60

2.8
3,05
4.7
5.65
155
9.4
11.3

A EE

on stock

l

1

63
63
63
63
88
101
119

EREeTHsS
Carbide grades

~N o b~ D wWwN

A4R

4 weeks

> > > > > > > TSCC




YIEIBEH DSKCT 3-12 mm

Cutting Data DSKC @ 3 - 12 mm

(ph HORN i)

S1°1
S1.2
S2.1
S2.2
S3.1
S3.2
S3.3
H1.1
H1.2

-
vc=m/min
80
70
50
40
80
120
100
fZ
5° 0.015
5° 0.014
4° 0.015
4 0.020
3 0.027
3° 0.036
3 0.043

N
vc=m/min

100

90

70

60

100

150

130

a, ap

0.60 1.50
0.80 2.00
1.00 2.50
1.20 3.00
1.60 4.00
2.00 5.00
2.40 6.00

0.026
0.023
0.027
0.035
0.050
0.068
0.082

0.15
0.20
0.25
0.30
0.40
0.50
0.60

0.30
0.40
0.50
0.60
0.80
1.00
1.20
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IAEIL$tT)

Torus End Mill

(ph HORN i)

HA (ahE_L x
z2||z31/z4 | z5 —) | i
+| | 30° ~
2
0,005 .
|1
_IL_‘
53 p - - - o
(=] |
/4"
/ BERASES
Carbide grades
A EF A4
on stock 4 weeks
FaRis d1 r lz l3 d3 dz l1 7z Q
Part number 3
2
DSTC.2.15.01.055.06 1.5 0.1 2.5 5.5 1.4 6 55 2 A
DSTC.2.02.02.055.06 2 0.2 3 5.5 1.9 6 55 2 A
DSTC.2.03.02.055.06 3 0.2 4 7.5 2.9 6 55 2 A
DSTC.2.03.05.055.06 3 0.5 4 7.5 2.9 6 55 2 A
DSTC.3.04.02.055.06 4 0.2 5 8.5 3.8 6 55 3 A
DSTC.3.04.05.055.06 4 0.5 5 8.5 3.8 6 55 3 A
DSTC.4.05.02.055.06 5 0.2 6 12.5 4.7 6 55 4 A
DSTC.4.05.05.055.06 5 0.5 6 12.5 4.7 6 55 4 A
DSTC.4.06.02.055.06 6 0.2 6 15.5 5.6 6 55 4 A
DSTC.4.06.05.055.06 6 0.5 6 15.5 5.6 6 55 4 A
DSTC.4.06.10.055.06 6 1 6 15.5 5.6 6 55 4 A
DSTC.5.08.02.063.08 8 0.2 10 20.5 7.4 8 63 5 A
DSTC.5.08.05.063.08 8 0.5 10 20.5 7.4 8 63 5 A
DSTC.5.08.10.063.08 8 1 10 20.5 7.4 8 63 5 A
DSTC.5.08.15.063.08 8 1.5 10 20.5 7.4 8 63 5 A
DSTC.5.10.02.077.10 10 0.2 15 255 9.4 10 7 5 A
DSTC.5.10.05.077.10 10 0.5 15 25.5 9.4 10 7 5 A
DSTC.5.10.10.077.10 10 1 15 25.5 9.4 10 7 5 A
DSTC.5.10.15.077.10 10 1.5 15 25.5 9.4 10 7 5 A
DSTC.5.12.02.077.12 12 0.2 18 30.5 11.4 12 7 5 A
DSTC.5.12.05.077.12 12 0.5 18 30.5 11.4 12 7 5 A
DSTC.5.12.10.077.12 12 1 18 30.5 11.4 12 7 5 A
DSTC.5.12.15.077.12 12 1.5 18 30.5 11.4 12 7 5
DSTC.5.12.20.077.12 12 2 18 30.5 11.4 12 7 5 A
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YIEIE#H DSTCF 1.5-12 mm

Cutting Data DSTC @ 1.5- 12 mm

(ph HORN i)

S1°1
S1.2
S2.1
S2.2
S3.1
S3.2
S3.3
H1.1
H1.2

13
2.0
3.0
3.0
4.0
4.0
5.0
5.0
6.0
6.0
6.0
8.0
8.0
8.0
8.0
10.0
10.0
10.0
10.0
12.0
12.0
12.0
12.0
12.0

-
vc=m/min

80

70

50

40

80

110

90

fZ

5° 0.014
5° 0.017
5° 0.023
5° 0.023
5° 0.024
5° 0.024
4 0.027
4° 0.027
4° 0.034
4 0.034
4° 0.034
3° 0.045
3 0.045
3 0.045
3° 0.045
3 0.057
3° 0.057
3 0.057
3 0.057
3 0.070
3 0.070
3 0.070
3° 0.070
3 0.070

7
vc=m/min

100

90

70

60

100

140

120
7

ae ap

0.30 1.50
0.40 2.00
0.60 3.00
0.60 3.00
0.80 4.00
0.80 4.00
1.00 5.00
1.00 5.00
1.20 6.00
1.20 6.00
1.20 6.00
1.60 8.00
1.60 8.00
1.60 8.00
1.60 8.00
2.00 10.00
2.00 10.00
2.00 10.00
2.00 10.00
2.40 12.00
2.40 12.00
2.40 12.00
2.40 12.00
2.40 12.00

0.019
0.025
0.038
0.038
0.039
0.039
0.046
0.046
0.058
0.058
0.058
0.080
0.080
0.080
0.080
0.106
0.106
0.106
0.106
0.132
0.132
0.132
0.132
0.132

0.08
0.10
0.15
0.15
0.20
0.20
0.25
0.25
0.30
0.30
0.30
0.40
0.40
0.40
0.40
0.50
0.50
0.50
0.50
0.60
0.60
0.60
0.60
0.60

0.15
0.20
0.30
0.30
0.40
0.40
0.50
0.50
0.60
0.60
0.60
0.80
0.80
0.80
0.80
1.00
1.00
1.00
1.00
1.20
1.20
1.20
1.20
1.20
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ZHiLtkT]

End Mill multiple fluted

DSMRC

(ph HORN i)

HA ghb
z4 | z5 | z7 | % - Z
Al e || =7 || 0,005
4997 N
N'F
=

ERagEs

Carbide grades

A EF A4

on stock 4 weeks
FaRis d1 r lz l3 da dz l1 z Q
Part number A
2
DSMRC.4.03.55.06.02 3 0.2 9.5 9.5 = 6 55 4 A
DSMRC.4.03.55.06.3S 3 0.3 3 9.5 2.9 6 55 4 A
DSMRC.4.04.55.06.02 4 0.2 12.5 12.5 - 6 55 4 A
DSMRC.4.04.55.06.3S 4 0.3 4 12.5 3.9 6 55 4 A
DSMRC.4.05.55.06.02 5 0.2 15.5 15.5 = 6 55 4 A
DSMRC.4.05.55.06.5S 5 0.5 5 15.5 4.8 6 55 4 A
DSMRC.5.06.63.06.02 6 0.2 18.5 18.5 - 6 63 5 A
DSMRC.5.06.63.06.5S 6 0.5 6 18.5 5.8 6 63 5 A
DSMRC.5.08.63.08.10 8 1 24.5 24.5 = 8 63 5 A
DSMRC.5.08.63.08.5S 8 0.5 8 24.5 7.8 8 63 5 A
DSMRC.5.10.77.10.10 10 1 30.5 30.5 - 10 T 5 A
DSMRC.5.10.77.10.5S 10 0.5 10 30.5 9.8 10 7 5 A
DSMRC.7.12.88.12.10 12 1 36.5 36.5 = 12 88 7 A
DSMRC.7.12.88.12.2S 12 0.2 12 36.5 11.8 12 88 7 A
DSMRC.7.16.99.16.05 16 0.5 48.5 48.5 - 16 99 T A
DSMRC.7.16.99.16.20 16 2 48.5 48.5 - 16 99 7 A
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tIEI2# DSMRC @ 3 -16 mm
Cutting Data DSTC @ 3-16 mm

(ph HORN i)

S1°1
S1.2
S2.1
S2.2
S3.1
S3.2
S3.3
H1.1
H1.2

o

© oo v U AW W S

[ o S S S ST S T
o oo NN O O

et
vc = m/min

70

60

40

35

70

110

90

fZ

3 0.010
3° 0.010
3° 0.015
3° 0.015
3° 0.020
3 0.020
3 0.024
3° 0.024
3° 0.034
3° 0.034
3° 0.044
3 0.044
3 0.052
3° 0.052
3° 0.073
3° 0.073

vc=m/min

0.45
0.45
0.60
0.60
0.75
0.75
0.90
0.90
1.20
1.20
1.50
1.50
1.80
1.80
2.40
2.40

90
80
60
55

90
140
120

9.00
3.00
12.00
4.00
15.00
5.00
18.00
6.00
24.00
8.00
30.00
10.00
36.00
12.00
48.00
48.00

0.013
0.013
0.022
0.022
0.031
0.031
0.036
0.036
0.054
0.054
0.072
0.072
0.086
0.086
0.122
0.122

0.15
0.15
0.20
0.20
0.25
0.25
0.30
0.30
0.40
0.40
0.50
0.50
0.60
0.60
0.80
0.80

0.30
0.30
0.40
0.40
0.50
0.50
0.60
0.60
0.80
0.80
1.00
1.00
1.20
1.20
1.60
1.60
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BFERSEIU®T
Sclid Carbide End Mill (ph HoRrN piD)

R /‘—- DSRV.4 VK @2-320 74 166 - 177
' End Mill

s DSRV.5 Y EET] @2-020 Z5 178 -189
' End Mill
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%31 DS (ph HoRrN piD)

System DS

DS

BAERESRILINT] Solid Carbide End Mills

®itAT: designed for:
-REE® - Titan
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RAER

DSRV

(ph HORN i)

End Mill
24 HAohS . - 2 = / %
:D 36-40° - 0,005 || o9,
=
\
| 3 )
L
N | Nl
3| e :
b/ I
Vi _Om
r (]

ERagEs

Carbide grades

A EF A4TE

on stock 4 weeks
FRils d, r L, L, d, d, L, Z Y R _
Part number Form 3
DSRV.4.020.010.20 2 0.1 3 4 1.9 6 50 4 40° HA A
DSRV.4.020.010.30 2 0.1 5 6 1.9 6 50 4 40° HA A
DSRV.4.020.020.20 2 0.2 3 4 1.9 6 50 4 40° HA A
DSRV.4.020.020.30 2 0.2 5 6 1.9 6 50 4 40° HA A
DSRV.4.030.010.20 3 0.1 5 6 2.85 6 50 4 40° HA A
DSRV.4.030.010.30 3 0.1 7 9 2.85 6 50 4 40° HA A
DSRV.4.030.020.20 3 0.2 5 6 2.85 6 50 4 40° HA A
DSRV.4.030.020.30 3 0.2 7 9 2.85 6 50 4 40° HA A
DSRV.4.030.050.20 3 0.5 5 6 2.85 6 50 4 40° HA A
DSRV.4.030.050.30 3 0.5 7 9 2.85 6 50 4 40° HA A
DSRV.4.040.010.20 4 0.1 6 8 3.8 6 50 4 40° HA A
DSRV.4.040.010.30 4 0.1 9 12 3.8 6 57 4 40° HA A
DSRV.4.040.020.20 4 0.2 6 8 3.8 6 50 4 40° HA A
DSRV.4.040.020.30 4 0.2 9 12 3.8 6 57 4 40° HA A
DSRV.4.040.050.20 4 0.5 6 8 3.8 6 50 4 40° HA A
DSRV.4.040.050.30 4 0.5 9 12 3.8 6 57 4 40° HA A
DSRV.4.050.010.20 5 0.1 8 10 4.75 6 50 4 40° HA A
DSRV.4.050.010.30 5 0.1 11 15 4.75 6 57 4 40° HA A
DSRV.4.050.020.20 5 0.2 8 10 4.75 6 50 4 40° HA A
DSRV.4.050.020.30 5 0.2 11 15 4.75 6 57 4 40° HA A
DSRV.4.050.050.20 5 0.5 8 10 4.75 6 50 4 40° HA A
DSRV.4.050.050.30 5 0.5 8 10 4.75 6 50 4 40° HA A
DSRV.4.050.100.20 5 1 8 10 4.75 6 50 4 40° HA A
DSRV.4.050.100.30 5 1 11 15 4.75 6 57 4 40° HA A
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IS8 DSRVG 2 -5 mm
Cutting Data DSRV@ 2 - 5 mm (ﬁh HORN I]h)

- - =
vc =m/min vc=m/min vc=m/min
M1.1 90 120 140
M1.2 80 110 130
M1.3 70 100 120
s1.1 60 80 100
s1.2 50 70 90
s2.1 40 60 80
$2.2 35 55 75
S3.1 70 90 110
$3.2 60 80 100
$3.3 50 70 90
- - =

d, f, a, a, f, a, a, f, a, a,
2 5° 0.008 2.00 2.00 0.009 0.40 3.00 0.038 0.10 3.00
2 5° 0.007 2.00 2.00 0.008 0.40 4.00 0.040 0.10 4.00
2 5° 0.008 2.00 2.00 0.009 0.40 3.00 0.045 0.10 3.00
2 5° 0.007 2.00 2.00 0.008 0.40 4.00 0.040 0.10 4.00
3 5° 0.012 3.00 3.00 0.016 0.60 4.50 0.066 0.15 4.50
3 5° 0.010 3.00 3.00 0.014 0.60 6.00 0.059 0.15 6.00
3 5° 0.012 3.00 3.00 0.016 0.60 4.50 0.066 0.15 4.50
3 5° 0.010 3.00 3.00 0.014 0.60 6.00 0.059 0.15 6.00
3 5° 0.012 3.00 3.00 0.016 0.60 4.50 0.066 0.15 4.50
3 5° 0.010 3.00 3.00 0.014 0.60 6.00 0.059 0.15 6.00
4 5° 0.016 4.00 4.00 0.022 0.80 6.00 0.087 0.20 6.00
4 5° 0.013 4.00 4.00 0.020 0.80 8.00 0.079 0.20 8.00
4 5° 0.016 4.00 4.00 0.022 0.80 6.00 0.087 0.20 6.00
4 5° 0.013 4.00 4.00 0.020 0.80 8.00 0.079 0.20 8.00
4 5° 0.016 4.00 4.00 0.022 0.80 6.00 0.087 0.20 6.00
4 5° 0.013 4.00 4.00 0.020 0.80 8.00 0.079 0.20 8.00
5 5° 0.020 5.00 5.00 0.029 1.00 7.50 0.109 0.25 7.50
5 5° 0.016 5.00 5.00 0.026 1.00 10.00 0.098 0.25 10.00
5 5° 0.020 5.00 5.00 0.029 1.00 7.50 0.109 0.25 7.50
5 5° 0.016 5.00 5.00 0.026 1.00 10.00 0.098 0.25 10.00
5 5° 0.020 5.00 5.00 0.029 1.00 7.50 0.109 0.25 7.50
5 5° 0.016 5.00 5.00 0.026 1.00 10.00 0.098 0.25 10.00
5 5° 0.020 5.00 5.00 0.029 1.00 7.50 0.109 0.25 7.50
5 5° 0.016 5.00 5.00 0.026 1.00 10.00 0.098 0.25 10.00
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RAER

DSRV

(ph HORN i)

End Mill
HA gh5
74 | =y > g 6 2| 4
j 36-40° e 0|005 _4069|‘_
=
\
| 3 )
L
!
il =
=] L=
v/ i
."/
r
BREASHS
Carbide grades
A EF A4
on stock 4 weeks
Fmils d, r L, l d, d, [, Z iy _
Part number Form 3
DSRV.4.060.010.20 6 0.1 5 12 5.7 6 50 4 HA A
DSRV.4.060.010.30 6 0.1 13 18 5.7 6 57 4 HA A
DSRV.4.060.020.20 6 0.2 9 12 5.7 6 50 4 HA A
DSRV.4.060.020.30 6 0.2 13 18 5.7 6 57 4 HA A
DSRV.4.060.050.20 6 0.5 9 12 5.7 6 50 4 HA A
DSRV.4.060.050.30 6 0.5 13 18 5.7 6 57 4 HA A
DSRV.4.060.100.20 6 1 9 12 5.7 6 50 4 HA A
DSRV.4.060.100.30 6 1 13 18 5.7 6 57 4 HA A
DSRV.4.080.010.20 8 0.1 12 16 7.6 8 58 4 HA A
DSRV.4.080.010.30 8 0.1 17 24 7.6 8 63 4 HA A
DSRV.4.080.020.20 8 0.2 12 16 7.6 8 58 4 HA A
DSRV.4.080.020.30 8 0.2 17 24 7.6 8 63 4 HA A
DSRV.4.080.050.20 8 0.5 12 16 7.6 8 58 4 HA A
DSRV.4.080.050.30 8 0.5 17 24 7.6 8 63 4 HA A
DSRV.4.080.100.20 8 1 12 16 7.6 8 58 4 HA A
DSRV.4.080.100.30 8 1 17 24 7.6 8 63 4 HA A
DSRV.4.080.150.20 8 1.5 12 16 7.6 8 58 4 HA A
DSRV.4.080.150.30 8 15 17 24 7.6 8 63 4 HA A
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4 E% DSRVJ 6 - 8 mm

Cutting Data DSRV @ 6 - 8 mm

(ph HORN i)

M1.1
M1.2
M1.3
Siloil
S1.2
S2.1
S2.2
S3.1
S3:2
S8

o

[y

© 0O 0 0 0 O W 0 0 o O O O O O O O

w
vc =m/min
90
80
70
60
50
40
35
70
60
50

fZ
5° 0.024
5° 0.020
5° 0.024
5° 0.020
5° 0.024
5° 0.020
5° 0.024
5° 0.020
5° 0.032
5° 0.026
5° 0.032
5° 0.026
5° 0.032
5° 0.026
5° 0.032
5° 0.026
5° 0.032
5° 0.026

7

vc=m/min

6.00
6.00
6.00
6.00
6.00
6.00
6.00
6.00
8.00
8.00
8.00
8.00
8.00
8.00
8.00
8.00
8.00
8.00

120
110
100
80
70
60
55
90
80
70

6.00
6.00
6.00
6.00
6.00
6.00
6.00
6.00
8.00
8.00
8.00
8.00
8.00
8.00
8.00
8.00
8.00
8.00

=
vc=m/min

140

130

120

100

90

80

75

110

100

90

-

f, a,
0.035 1.20
0.031 1.20
0.035 1.20
0.031 1.20
0.035 1.20
0.031 1.20
0.035 1.20
0.031 1.20
0.048 1.60
0.043 1.60
0.048 1.60
0.043 1.60
0.048 1.60
0.043 1.60
0.048 1.60
0.043 1.60
0.048 1.60
0.043 1.60

9.00
12.00
9.00
12.00
9.00
12.00
9.00
12.00
12.00
16.00
12.00
16.00
12.00
16.00
12.00
16.00
12.00
16.00

0.130
0.117
0.130
0.117
0.130
0.117
0.130
0.117
0.172
0.155
0.172
0.155
0.172
0.155
0.172
0.155
0.172
0.155

9.00
12.00
9.00
12.00
9.00
12.00
9.00
12.00
12.00
16.00
12.00
16.00
12.00
16.00
12.00
16.00
12.00
16.00
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RAER

DSRV

(ph HORN i)

End Mill
24 HAohS . - 2 = / %
:]T 36-40° 7 7 O|005 oe9,_
G 2 5 HB (Zih5_L
I
rom e JI_
N T
LS
L
. Nl
t o %
v i BREeES
o Carbide grades
. 8 A EE A4
on stock 4 weeks
FERae d, r L ) d d ! z oz _
Part number Form o
DSRV.4.100.010.20 10 0.1 15 20 9.5 10 66 4 HA A
DSRV.4.100.010.20B 10 0.1 15 20 9.5 10 66 4 HB A
DSRV.4.100.010.30 10 0.1 21 30 9.5 10 72 4 HA A
DSRV.4.100.010.30B 10 0.1 21 30 9.5 10 72 4 HB A
DSRV.4.100.020.20 10 0.2 15 20 9.5 10 66 4 HA A
DSRV.4.100.020.20B 10 0.2 15 20 9.5 10 66 4 HB A
DSRV.4.100.020.30 10 0.2 21 30 9.5 10 72 4 HA A
DSRV.4.100.020.30B 10 0.2 21 30 9.5 10 72 4 HB A
DSRV.4.100.050.20 10 0.5 15 20 9.5 10 66 4 HA A
DSRV.4.100.050.20B 10 0.5 15 20 9.5 10 66 4 HB A
DSRV.4.100.050.30 10 0.5 21 30 9.5 10 72 4 HA A
DSRV.4.100.050.30B 10 0.5 21 30 9.5 10 72 4 HB A
DSRV.4.100.100.20 10 1 15 20 9.5 10 66 4 HA A
DSRV.4.100.100.20B 10 1 15 20 9.5 10 66 4 HB A
DSRV.4.100.100.30 10 1 21 30 9.5 10 72 4 HA A
DSRV.4.100.100.30B 10 1 21 30 9.5 10 72 4 HB A
DSRV.4.100.150.20 10 1.5 15 20 9.5 10 66 4 HA A
DSRV.4.100.150.20B 10 15 15 20 9.5 10 66 4 HB A
DSRV.4.100.150.30 10 15 21 30 9.5 10 72 4 HA A
DSRV.4.100.150.30B 10 15 21 30 9.5 10 12 4 HB A
DSRV.4.100.200.20 10 2 15 20 9.5 10 66 4 HA A
DSRV.4.100.200.20B 10 2 15 20 9.5 10 66 4 HB A
DSRV.4.100.200.30 10 2 21 30 9.5 10 12 4 HA A
DSRV.4.100.200.30B 10 2 21 30 9.5 10 12 4 HB A
DSRV.4.100.250.20 10 2.5 15 20 9.5 10 66 4 HA A
DSRV.4.100.250.20B 10 2.5 15 20 9.5 10 66 4 HB A
DSRV.4.100.250.30 10 2.5 21 30 9.5 10 12 4 HA A
DSRV.4.100.250.30B 10 2.5 21 30 9.5 10 12 4 HB A
DSRV.4.100.300.20 10 3 15 20 9.5 10 66 4 HA A
DSRV.4.100.300.20B 10 3 15 20 9.5 10 66 4 HB A
DSRV.4.100.300.30 10 3 21 30 9.5 10 72 4 HA A
DSRV.4.100.300.30B 10 3 21 30 9.5 10 72 4 HB A
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tIEI24 DSRV @ 10 mm
Cutting Data DSRV @ 10 mm (ﬁh HORN I]h)

- - =
vc =m/min vc=m/min vc=m/min
M1.1 90 120 140
M1.2 80 110 130
M1.3 70 100 120
s1.1 60 80 100
s1.2 50 70 90
s2.1 40 60 80
$2.2 35 55 75
S3.1 70 90 110
$3.2 60 80 100
$3.3 50 70 90
/
rd 7 =

d, f, a, a, f a, a, f a, a,
10 5° 0.040 10.00 | 10.00 | 0.060 2.00 15.00 0.215 0.50 15.00
10 5° 0.040 10.00 | 10.00 | 0.060 2.00 15.00 0.215 0.50 15.00
10 5° 0.032 10.00 | 10.00 | 0.054 2.00 20.00 0.194 0.50 20.00
10 5° 0.032 10.00 10.00 | 0.054 2.00 20.00 0.194 0.50 20.00
10 5° 0.040 10.00 | 10.00 | 0.060 2.00 15.00 0.215 0.50 15.00
10 5° 0.040 10.00 10.00 | 0.060 2.00 15.00 0.215 0.50 15.00
10 5° 0.032 10.00 | 10.00 | 0.054 2.00 20.00 0.194 0.50 20.00
10 5° 0.032 10.00 | 10.00 | 0.054 2.00 20.00 0.194 0.50 20.00
10 5° 0.040 10.00 | 10.00 | 0.060 2.00 15.00 0.215 0.50 15.00
10 5° 0.040 10.00 | 10.00 | 0.060 2.00 15.00 0.215 0.50 15.00
10 5° 0.032 10.00 | 10.00 | 0.054 2.00 20.00 0.194 0.50 20.00
10 5° 0.032 10.00 | 10.00 | 0.054 2.00 20.00 0.194 0.50 20.00
10 5° 0.040 10.00 | 10.00 | 0.060 2.00 15.00 0.215 0.50 15.00
10 5° 0.040 10.00 10.00 | 0.060 2.00 15.00 0.215 0.50 15.00
10 5° 0.032 10.00 | 10.00 | 0.054 2.00 20.00 0.194 0.50 20.00
10 5° 0.032 10.00 10.00 | 0.054 2.00 20.00 0.194 0.50 20.00
10 5° 0.040 10.00 | 10.00 | 0.060 2.00 15.00 0.215 0.50 15.00
10 5° 0.040 10.00 | 10.00 | 0.060 2.00 15.00 0.215 0.50 15.00
10 5° 0.032 10.00 | 10.00 | 0.054 2.00 20.00 0.194 0.50 20.00
10 5° 0.032 10.00 | 10.00 | 0.054 2.00 20.00 0.194 0.50 20.00
10 5° 0.040 10.00 | 10.00 | 0.060 2.00 15.00 0.215 0.50 15.00
10 5° 0.040 10.00 | 10.00 | 0.060 2.00 15.00 0.215 0.50 15.00
10 5° 0.032 10.00 | 10.00 | 0.054 2.00 20.00 0.194 0.50 20.00
10 5° 0.032 10.00 | 10.00 | 0.054 2.00 20.00 0.194 0.50 20.00
10 5° 0.040 10.00 | 10.00 | 0.060 2.00 15.00 0.215 0.50 15.00
10 5° 0.040 10.00 10.00 | 0.060 2.00 15.00 0.215 0.50 15.00
10 5° 0.032 10.00 | 10.00 | 0.054 2.00 20.00 0.194 0.50 20.00
10 5° 0.032 10.00 10.00 | 0.054 2.00 20.00 0.194 0.50 20.00
10 5° 0.040 10.00 | 10.00 | 0.060 2.00 15.00 0.215 0.50 15.00
10 5° 0.040 10.00 | 10.00 | 0.060 2.00 15.00 0.215 0.50 15.00
10 5° 0.032 10.00 | 10.00 | 0.054 2.00 20.00 0.194 0.50 20.00
10 5° 0.032 10.00 | 10.00 | 0.054 2.00 20.00 0.194 0.50 20.00
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RAER

DSRV

(ph HORN i)

End Mill
24 HAohS . - 2 = / %
:]T 36-40° 7 7 O|005 oe9,_
G 2 5 HB (ahS_L
!
rp m —_——— JI_
N T
| 3 )
L
- Nl
Hll SCEES E
b/ i
g
r (]
BRA SIS
Carbide grades
A EF A4
on stock 4 weeks
FmES d, r L , d, d, [, VA iz _
Part number Form 3
DSRV.4.120.020.20 12 0.2 18 24 11.4 12 73 4 HA A
DSRV.4.120.020.20B 12 0.2 18 24 11.4 12 73 4 HB A
DSRV.4.120.020.30 12 0.2 26 36 11.4 12 83 4 HA A
DSRV.4.120.020.30B 12 0.2 26 36 11.4 12 83 4 HB A
DSRV.4.120.050.20 12 0.5 18 24 11.4 12 73 4 HA A
DSRV.4.120.050.20B 12 0.5 18 24 11.4 12 73 4 HB A
DSRV.4.120.050.30 12 0.5 26 36 11.4 12 83 4 HA
DSRV.4.120.050.30B 12 0.5 26 36 11.4 12 83 4 HB A
DSRV.4.120.100.20 12 1 18 24 11.4 12 73 4 HA A
DSRV.4.120.100.20B 12 1 18 24 11.4 12 73 4 HB A
DSRV.4.120.100.30 12 1 26 36 11.4 12 83 4 HA A
DSRV.4.120.100.30B 12 1 26 36 11.4 12 83 4 HB A
DSRV.4.120.150.20 12 1.5 18 24 11.4 12 73 4 HA A
DSRV.4.120.150.20B 12 1.5 18 24 11.4 12 73 4 HB A
DSRV.4.120.150.30 12 15 26 36 11.4 12 83 4 HA A
DSRV.4.120.150.30B 12 15 26 36 11.4 12 83 4 HB A
DSRV.4.120.200.20 12 2 18 24 11.4 12 73 4 HA A
DSRV.4.120.200.20B 12 2 18 24 114 12 73 4 HB A
DSRV.4.120.200.30 12 2 26 36 11.4 12 83 4 HA A
DSRV.4.120.200.30B 12 2 26 36 11.4 12 83 4 HB A
DSRV.4.120.250.20 12 2.5 18 24 11.4 12 73 4 HA A
DSRV.4.120.250.20B 12 2.5 18 24 11.4 12 73 4 HB A
DSRV.4.120.250.30 12 2.5 26 36 11.4 12 83 4 HA A
DSRV.4.120.250.30B 12 2.5 26 36 11.4 12 83 4 HB A
DSRV.4.120.300.20 12 3 18 24 11.4 12 73 4 HA A
DSRV.4.120.300.20B 12 3 18 24 11.4 12 73 4 HB A
DSRV.4.120.300.30 12 3 26 36 11.4 12 83 4 HA A
DSRV.4.120.300.30B 12 3 26 36 11.4 12 83 4 HB A
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tIHI2$ DSRV @ 12 mm
Cutting Data DSRV @ 12 mm (ﬁh HORN I]h)

- - =
vc =m/min vc=m/min vc=m/min
M1.1 90 120 140
M1.2 80 110 130
M1.3 70 100 120
s1.1 60 80 100
s1.2 50 70 90
s2.1 40 60 80
$2.2 35 55 75
S3.1 70 90 110
$3.2 60 80 100
$3.3 50 70 90
- - =

d, f, a, a, f, a, a, f, a, a,
12 5° 0.048 1200 | 1200 | 0.073 2.40 18.00 0.258 0.60 18.00
12 5° 0.048 1200 | 1200 | 0.073 2.40 18.00 0.258 0.60 18.00
12 5° 0.039 1200 | 12.00 | 0.066 2.40 24.00 0.232 0.60 24.00
12 5° 0.039 12.00 12.00 | 0.066 2.40 24.00 0.232 0.60 24.00
12 5° 0.048 1200 | 1200 | 0.073 2.40 18.00 0.258 0.60 18.00
12 5° 0.048 12.00 1200 | 0.073 2.40 18.00 0.258 0.60 18.00
12 5° 0.039 1200 | 1200 | 0.066 2.40 24.00 0.232 0.60 24.00
12 5° 0.039 1200 | 1200 | 0.066 2.40 24.00 0.232 0.60 24.00
12 5° 0.048 1200 | 1200 | 0.073 2.40 18.00 0.258 0.60 18.00
12 5° 0.048 1200 | 1200 | 0.073 2.40 18.00 0.258 0.60 18.00
12 5° 0.039 1200 | 12.00 | 0.066 2.40 24.00 0.232 0.60 24.00
12 5° 0.039 1200 | 12.00 | 0.066 2.40 24.00 0.232 0.60 24.00
12 5° 0.048 1200 | 1200 | 0.073 2.40 18.00 0.258 0.60 18.00
12 5° 0.048 12.00 12.00 | 0.073 2.40 18.00 0.258 0.60 18.00
12 5° 0.039 1200 | 12.00 | 0.066 2.40 24.00 0.232 0.60 24.00
12 5° 0.039 12.00 12.00 | 0.066 2.40 24.00 0.232 0.60 24.00
12 5° 0.048 1200 | 1200 | 0.073 2.40 18.00 0.258 0.60 18.00
12 5° 0.048 1200 | 1200 | 0.073 2.40 18.00 0.258 0.60 18.00
12 5° 0.039 1200 | 1200 | 0.066 2.40 24.00 0.232 0.60 24.00
12 5° 0.039 1200 | 12.00 | 0.066 2.40 24.00 0.232 0.60 24.00
12 5° 0.048 1200 | 1200 | 0.073 2.40 18.00 0.258 0.60 18.00
12 5° 0.048 1200 | 1200 | 0.073 2.40 18.00 0.258 0.60 18.00
12 5° 0.039 1200 | 1200 | 0.066 2.40 24.00 0.232 0.60 24.00
12 5° 0.039 1200 | 12.00 | 0.066 2.40 24.00 0.232 0.60 24.00
12 5° 0.048 1200 | 1200 | 0.073 2.40 18.00 0.258 0.60 18.00
12 5° 0.048 1200 | 1200 | 0.073 2.40 18.00 0.258 0.60 18.00
12 5° 0.039 1200 | 12.00 | 0.066 2.40 24.00 0.232 0.60 24.00
12 5° 0.039 12.00 12.00 | 0.066 2.40 24.00 0.232 0.60 24.00
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RAER

DSRV

(ph HORN i)

End Mill
24 HAGhS | . - : = t4s /'
:BT 36-40° e 0,005
% G 2 | 5 HB VJh5_L
20 || om =
L
L
- _\‘l
Hll SCEES E

®i i BRASMS

N Carbide grades

N = A EF A4E

on stock 4 weeks
FERae d, r L ) d d ! z ozt _
Part number Form o
DSRV.4.160.020.20 16 0.2 24 32 15.2 16 82 4 HA A
DSRV.4.160.020.20B 16 0.2 24 32 15.2 16 82 4 HB A
DSRV.4.160.020.30 16 0.2 34 48 15.2 16 100 4 HA A
DSRV.4.160.020.30B 16 0.2 34 48 15.2 16 100 4 HB A
DSRV.4.160.050.20 16 0.5 24 32 15.2 16 82 4 HA A
DSRV.4.160.050.20B 16 0.5 24 32 15.2 16 82 4 HB A
DSRV.4.160.050.30 16 0.5 34 48 15.2 16 100 4 HA A
DSRV.4.160.050.30B 16 0.5 34 48 15.2 16 100 4 HB A
DSRV.4.160.100.20 16 1 24 32 15.2 16 82 4 HA A
DSRV.4.160.100.20B 16 1 24 32 15.2 16 82 4 HB A
DSRV.4.160.100.30 16 1 34 48 15.2 16 100 4 HA A
DSRV.4.160.100.30B 16 1 34 48 15.2 16 100 4 HB A
DSRV.4.160.150.20 16 1.5 24 32 15.2 16 82 4 HA A
DSRV.4.160.150.20B 16 1.5 24 32 15.2 16 82 4 HB A
DSRV.4.160.150.30 16 1.5 34 48 15.2 16 100 4 HA A
DSRV.4.160.150.30B 16 1.5 34 48 15.2 16 100 4 HB A
DSRV.4.160.200.20 16 2 24 32 15.2 16 82 4 HA A
DSRV.4.160.200.20B 16 2 24 32 15.2 16 82 4 HB A
DSRV.4.160.200.30 16 2 34 48 15.2 16 100 4 HA A
DSRV.4.160.200.30B 16 2 34 48 15.2 16 100 4 HB A
DSRV.4.160.250.20 16 2.5 24 32 15.2 16 82 4 HA A
DSRV.4.160.250.20B 16 2.5 24 32 15.2 16 82 4 HB A
DSRV.4.160.250.30 16 2.5 34 48 15.2 16 100 4 HA A
DSRV.4.160.250.30B 16 2.5 34 48 15.2 16 100 4 HB A
DSRV.4.160.300.20 16 3 24 32 15.2 16 82 4 HA A
DSRV.4.160.300.20B 16 3 24 32 15.2 16 82 4 HB A
DSRV.4.160.300.30 16 3 34 48 15.2 16 100 4 HA A
DSRV.4.160.300.30B 16 3 34 48 15.2 16 100 4 HB A
DSRV.4.160.400.20 16 4 24 32 15.2 16 82 4 HA A
DSRV.4.160.400.20B 16 4 24 32 15.2 16 82 4 HB A
DSRV.4.160.400.30 16 4 34 48 15.2 16 100 4 HA A
DSRV.4.160.400.30B 16 4 34 48 15.2 16 100 4 HB A
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tIHI24 DSRV @ 16 mm
Cutting Data DSRV @ 16 mm (ﬁh HORN I]h)

- - =
vc =m/min vc=m/min vc=m/min
M1.1 90 120 140
M1.2 80 110 130
M1.3 70 100 120
s1.1 60 80 100
s1.2 50 70 90
s2.1 40 60 80
$2.2 35 55 75
S3.1 70 90 110
$3.2 60 80 100
$3.3 50 70 90
rd 7 =

d, f, a, a, f a, a, f a, a,
16 5° 0.064 16.00 | 16.00 | 0.099 3.20 24.00 0.343 0.80 24.00
16 5° 0.064 16.00 | 16.00 | 0.099 3.20 24.00 0.343 0.80 24.00
16 5° 0.052 1600 | 16.00 | 0.089 3.20 32.00 0.309 0.80 32.00
16 5° 0.052 16.00 16.00 | 0.089 3.20 32.00 0.309 0.80 32.00
16 5° 0.064 16.00 | 16.00 | 0.099 3.20 24.00 0.343 0.80 24.00
16 5° 0.064 16.00 16.00 | 0.099 3.20 24.00 0.343 0.80 24.00
16 5° 0.052 16.00 | 16.00 | 0.089 3.20 32.00 0.309 0.80 32.00
16 5° 0.052 16.00 | 16.00 | 0.089 3.20 32.00 0.309 0.80 32.00
16 5° 0.064 1600 | 16.00 | 0.099 3.20 24.00 0.343 0.80 24.00
16 5° 0.064 1600 | 16.00 | 0.099 3.20 24.00 0.343 0.80 24.00
16 5° 0.052 16.00 | 16.00 | 0.089 3.20 32.00 0.309 0.80 32.00
16 5° 0.052 16.00 | 16.00 | 0.089 3.20 32.00 0.309 0.80 32.00
16 5° 0.064 1600 | 16.00 | 0.099 3.20 24.00 0.343 0.80 24.00
16 5° 0.064 16.00 16.00 | 0.099 3.20 24.00 0.343 0.80 24.00
16 5° 0.052 1600 | 16.00 | 0.089 3.20 32.00 0.309 0.80 32.00
16 5° 0.052 16.00 16.00 | 0.089 3.20 32.00 0.309 0.80 32.00
16 5° 0.064 16.00 | 16.00 | 0.099 3.20 24.00 0.343 0.80 24.00
16 5° 0.064 16.00 | 16.00 | 0.099 3.20 24.00 0.343 0.80 24.00
16 5° 0.052 1600 | 16.00 | 0.089 3.20 32.00 0.309 0.80 32.00
16 5° 0.052 1600 | 16.00 | 0.089 3.20 32.00 0.309 0.80 32.00
16 5° 0.064 16.00 | 16.00 | 0.099 3.20 24.00 0.343 0.80 24.00
16 5° 0.064 16.00 | 16.00 | 0.099 3.20 24.00 0.343 0.80 24.00
16 5° 0.052 16.00 | 16.00 | 0.089 3.20 32.00 0.309 0.80 32.00
16 5° 0.052 16.00 | 16.00 | 0.089 3.20 32.00 0.309 0.80 32.00
16 5° 0.064 16.00 | 16.00 | 0.099 3.20 24.00 0.343 0.80 24.00
16 5° 0.064 16.00 | 16.00 | 0.099 3.20 24.00 0.343 0.80 24.00
16 5° 0.052 1600 | 16.00 | 0.089 3.20 32.00 0.309 0.80 32.00
16 5° 0.052 16.00 16.00 | 0.089 3.20 32.00 0.309 0.80 32.00
16 5° 0.064 16.00 | 16.00 | 0.099 3.20 24.00 0.343 0.80 24.00
16 5° 0.064 16.00 | 16.00 | 0.099 3.20 24.00 0.343 0.80 24.00
16 5° 0.052 1600 | 16.00 | 0.089 3.20 32.00 0.309 0.80 32.00
16 5° 0.052 1600 | 16.00 | 0.089 3.20 32.00 0.309 0.80 32.00
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RAER

DSRV

(ph HORN i)

End Mill
24 HAohS . - = / %
j 36-40° 7 0,005 _.|me9|._
G 2 5 HB (ahS_L
]
rpm e }I_
N 5l
L b
= _\‘l
Hll SCEES E
®i i BRASMS
N Carbide grades
N = A EF A4E
on stock 4 weeks
FRis d, r L, L, d, d, L, z 28 _
Part number Form o
DSRV.4.200.020.20 20 0.2 30 40 19 20 92 4 HA A
DSRV.4.200.020.20B 20 0.2 30 40 19 20 92 4 HB A
DSRV.4.200.020.30 20 0.2 42 60 19 20 120 4 HA A
DSRV.4.200.020.30B 20 0.2 42 60 19 20 120 4 HB A
DSRV.4.200.050.20 20 0.5 30 40 19 20 92 4 HA A
DSRV.4.200.050.20B 20 0.5 30 40 19 20 92 4 HB A
DSRV.4.200.050.30 20 0.5 42 60 19 20 120 4 HA A
DSRV.4.200.050.30B 20 0.5 42 60 19 20 120 4 HB A
DSRV.4.200.100.20 20 1 30 40 19 20 92 4 HA A
DSRV.4.200.100.20B 20 1 30 40 19 20 92 4 HB A
DSRV.4.200.100.30 20 1 42 60 19 20 120 4 HA A
DSRV.4.200.100.30B 20 1 42 60 19 20 120 4 HB A
DSRV.4.200.150.20 20 15 30 40 19 20 92 4 HA A
DSRV.4.200.150.20B 20 1.5 30 40 19 20 92 4 HB A
DSRV.4.200.150.30 20 1.5 42 60 19 20 120 4 HA A
DSRV.4.200.150.30B 20 1.5 42 60 19 20 120 4 HB A
DSRV.4.200.200.20 20 2 30 40 19 20 92 4 HA A
DSRV.4.200.200.20B 20 2 30 40 19 20 92 4 HB A
DSRV.4.200.200.30 20 2 42 60 19 20 120 4 HA A
DSRV.4.200.200.30B 20 2 42 60 19 20 120 4 HB A
DSRV.4.200.250.20 20 2.5 30 40 19 20 92 4 HA A
DSRV.4.200.250.20B 20 2.5 30 40 19 20 92 4 HB A
DSRV.4.200.250.30 20 2.5 42 60 19 20 120 4 HA A
DSRV.4.200.250.30B 20 2.5 42 60 19 20 120 4 HB A
DSRV.4.200.300.20 20 3 30 40 19 20 92 4 HA A
DSRV.4.200.300.20B 20 3 30 40 19 20 92 4 HB A
DSRV.4.200.300.30 20 3 42 60 19 20 120 4 HA A
DSRV.4.200.300.30B 20 3 42 60 19 20 120 4 HB A
DSRV.4.200.400.20 20 4 30 40 19 20 92 4 HB A
DSRV.4.200.400.20B 20 4 30 40 19 20 92 4 HB A
DSRV.4.200.400.30 20 4 42 60 19 20 120 4 HA A
DSRV.4.200.400.30B 20 4 42 60 19 20 120 4 HB A
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tIHIZ4 DSRV @ 20 mm
Cutting Data DSRV @ 20 mm (ﬁh HORN I]h)

- - =
vc =m/min vc=m/min vc=m/min
M1.1 90 120 140
M1.2 80 110 130
M1.3 70 100 120
s1.1 60 80 100
s1.2 50 70 90
s2.1 40 60 80
$2.2 35 55 75
S3.1 70 90 110
$3.2 60 80 100
$3.3 50 70 90
e % =

d, f, a, a, f a, a, f a, a,
20 5° 0.080 20.00 | 20.00 | 0.124 4.00 30.00 0.428 1.00 30.00
20 5° 0.080 20.00 | 20.00 | 0.124 4.00 30.00 0.428 1.00 30.00
20 5° 0.064 20.00 | 20.00 | 0.112 4.00 40.00 0.385 1.00 40.00
20 5° 0.064 20.00 | 20.00 | 0.112 4.00 40.00 0.385 1.00 40.00
20 5° 0.080 20.00 | 20.00 | 0.124 4.00 30.00 0.428 1.00 30.00
20 5° 0.080 20.00 | 20.00 | 0.124 4.00 30.00 0.428 1.00 30.00
20 5° 0.064 20.00 | 20.00 | 0.112 4.00 40.00 0.385 1.00 40.00
20 5° 0.064 20.00 | 20.00 | 0.112 4.00 40.00 0.385 1.00 40.00
20 5° 0.080 20.00 | 20.00 | 0.124 4.00 30.00 0.428 1.00 30.00
20 5° 0.080 20.00 | 20.00 | 0.124 4.00 30.00 0.428 1.00 30.00
20 5° 0.064 20.00 | 20.00 | 0.112 4.00 40.00 0.385 1.00 40.00
20 5° 0.064 20.00 | 20.00 | 0.112 4.00 40.00 0.385 1.00 40.00
20 5° 0.080 20.00 | 20.00 | 0.124 4.00 30.00 0.428 1.00 30.00
20 5° 0.080 20.00 | 20.00 | 0.124 4.00 30.00 0.428 1.00 30.00
20 5° 0.064 20.00 | 20.00 | 0.112 4.00 40.00 0.385 1.00 40.00
20 5° 0.064 20.00 | 20.00 | 0.112 4.00 40.00 0.385 1.00 40.00
20 5° 0.080 20.00 | 20.00 | 0.124 4.00 30.00 0.428 1.00 30.00
20 5° 0.080 20.00 | 20.00 | 0.124 4.00 30.00 0.428 1.00 30.00
20 5° 0.064 20.00 | 20.00 | 0.112 4.00 40.00 0.385 1.00 40.00
20 5° 0.064 20.00 | 20.00 | 0.112 4.00 40.00 0.385 1.00 40.00
20 5° 0.080 20.00 | 20.00 | 0.124 4.00 30.00 0.428 1.00 30.00
20 5° 0.080 20.00 | 20.00 | 0.124 4.00 30.00 0.428 1.00 30.00
20 5° 0.064 20.00 | 20.00 | 0.112 4.00 40.00 0.385 1.00 40.00
20 5° 0.064 20.00 | 20.00 | 0.112 4.00 40.00 0.385 1.00 40.00
20 5° 0.080 20.00 | 20.00 | 0.124 4.00 30.00 0.428 1.00 30.00
20 5° 0.080 20.00 | 20.00 | 0.124 4.00 30.00 0.428 1.00 30.00
20 5° 0.064 20.00 | 20.00 | 0.112 4.00 40.00 0.385 1.00 40.00
20 5° 0.064 20.00 | 20.00 | 0.112 4.00 40.00 0.385 1.00 40.00
20 5° 0.080 20.00 | 20.00 | 0.124 4.00 30.00 0.428 1.00 30.00
20 5° 0.080 20.00 | 20.00 | 0.124 4.00 30.00 0.428 1.00 30.00
20 5° 0.064 20.00 | 20.00 | 0.112 4.00 40.00 0.385 1.00 40.00
20 5° 0.064 20.00 | 20.00 | 0.112 4.00 40.00 0.404 1.00 40.00
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RAER

DSRV

(ph HORN i)

End Mill
5 5 HAGhS | . - = / %
j 36-4‘[; -~ 0,005 _.|ﬂe9|._ N
=
| 3 )
L
- . Ni
il == 3
b/ i
el
r (]
ERagEs
Carbide grades
A EF A4
on stock 4 weeks
FmES d, r L l3 d, d, l, yA % iz _
Part number Form 3
DSRV.5.020.010.20 2 0.1 3 4 1.9 6 50 5 40° HA A
DSRV.5.020.010.30 2 0.1 5 6 19 6 50 5 40° HA A
DSRV.5.020.020.20 2 0.2 3 4 19 6 50 5 40° HA A
DSRV.5.020.020.30 2 0.2 5 6 1.9 6 50 5 40° HA A
DSRV.5.030.010.20 3 0.1 5 6 2.85 6 50 5 40° HA A
DSRV.5.030.010.30 3 0.1 7 9 2.85 6 50 5 40° HA A
DSRV.5.030.020.20 3 0.2 5 6 2.85 6 50 5 40° HA A
DSRV.5.030.020.30 3 0.2 7 9 2.85 6 50 5 40° HA A
DSRV.5.030.050.20 3 0.5 5 6 2.85 6 50 O) 40° HA A
DSRV.5.030.050.30 3 0.5 T 9 2.85 6 50 5 40° HA A
DSRV.5.040.010.20 4 0.1 6 8 3.8 6 50 5 40° HA A
DSRV.5.040.010.30 4 0.1 9 12 3.8 6 57 5 40° HA A
DSRV.5.040.020.20 4 0.2 6 8 3.8 6 50 5 40° HA A
DSRV.5.040.020.30 4 0.2 9 12 3.8 6 57 5 40° HA A
DSRV.5.040.050.20 4 0.5 6 8 3.8 6 50 5 40° HA A
DSRV.5.040.050.30 4 0.5 9 12 3.8 6 57 5 40° HA A
DSRV.5.050.010.20 5 0.1 8 10 4.75 6 50 5 40° HA A
DSRV.5.050.010.30 5 0.1 11 15 4.75 6 57 5 40° HA A
DSRV.5.050.020.20 5 0.2 8 10 4.75 6 50 5 40° HA A
DSRV.5.050.020.30 5 0.2 11 15 4.75 6 57 5 40° HA A
DSRV.5.050.050.20 5 0.5 8 10 4.75 6 50 5 40° HA A
DSRV.5.050.050.30 5 0.5 11 15 4.75 6 57 5 40° HA A
DSRV.5.050.100.20 5 1 8 10 4.75 6 50 5 40° HA A
DSRV.5.050.100.30 5 1 11 15 4.75 6 57 5 40° HA A
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YIEIE2% DSRVG 2 - 5 mm

Cutting Data DSRV@ 2 -5 mm

(ph HORN i)

M1.1
M1.2
M1.3
S1.1
S1.2
S2.1
S2.2
S3.1
S3.2
S3.3

o

[y

oo~ D DD DNDWWWWWWNONNDNNDN

s
vc =m/min
120
110
100
80
70
60
55
90
80
70

fZ
3° 0.009
3° 0.004
3° 0.009
3° 0.004
3 0.016
3 0.010
3 0.016
3 0.010
3° 0.016
3° 0.010
3° 0.022
3 0.016
3 0.022
3° 0.016
3 0.022
3° 0.016
3 0.028
3 0.021
3 0.028
3 0.021
3° 0.028
3 0.021
3 0.028
3 0.021

=
vc=m/min
140
130
120
100
90
80
75
110
100
90
7
ae ap
0.40 3.00
0.40 4.00
0.40 3.00
0.40 4.00
0.60 4.50
0.60 6.00
0.60 4.50
0.60 6.00
0.60 4.50
0.60 6.00
0.80 6.00
0.80 8.00
0.80 6.00
0.80 8.00
0.80 6.00
0.80 8.00
1.00 7.50
1.00 10.00
1.00 7.50
1.00 10.00
1.00 7.50
1.00 10.00
1.00 7.50
1.00 10.00

0.035
0.032
0.035
0.032
0.057
0.051
0.057
0.051
0.057
0.051
0.078
0.070
0.078
0.070
0.078
0.070
0.099
0.089
0.099
0.089
0.099
0.089
0.099
0.089

3.00
4.00
3.00
4.00
4.50
6.00
4.50
6.00
4.50
6.00
6.00
8.00
6.00
8.00
6.00
8.00
7.50
10.00
7.50
10.00
7.50
10.00
7.50
10.00
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BARER DSRV (ph HoRN ph)

End Mill
Z 5 HA (ah5_L \% - % / %
j-r 36-40° 7 e 0,005 _.|ﬂe9|._ N
e
L
— - Nl
il == 3
b/ i
/ )
r (]

BREASHS

Carbide grades

A EF A4

on stock 4 weeks
FERES d1 I l2 l3 d3 dz l1 Z bizee _
Part number o) 3
DSRV.5.060.010.20 6 0.1 S 12 5.7 6 50 5 HA A
DSRV.5.060.010.30 6 0.1 13 18 5.7 6 57 5 HA A
DSRV.5.060.020.20 6 0.2 9 12 5.7 6 50 5 HA A
DSRV.5.060.020.30 6 0.2 13 18 5.7 6 57 5 HA A
DSRV.5.060.050.20 6 0.5 9 12 5.7 6 50 5 HA A
DSRV.5.060.050.30 6 0.5 13 18 5.7 6 57 5 HA A
DSRV.5.060.100.20 6 1 9 12 5.7 6 50 5 HA A
DSRV.5.060.100.30 6 1 13 18 5.7 6 57 5 HA A
DSRV.5.080.010.20 8 0.1 12 16 7.6 8 58 5 HA A
DSRV.5.080.010.30 8 0.1 17 24 7.6 8 63 5 HA A
DSRV.5.080.020.20 8 0.2 12 16 7.6 8 58 5 HA A
DSRV.5.080.020.30 8 0.2 17 24 7.6 8 63 5 HA A
DSRV.5.080.050.20 8 0.5 12 16 7.6 8 58 5 HA A
DSRV.5.080.050.30 8 0.5 17 24 7.6 8 63 5 HA A
DSRV.5.080.100.20 8 12 16 7.6 8 58 5 HA A
DSRV.5.080.100.30 8 1 17 24 7.6 8 63 5 HA A
DSRV.5.080.150.20 8 1.5 12 16 7.6 8 58 5 HA A
DSRV.5.080.150.30 8 1.5 17 24 7.6 8 63 5 HA A
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4 E% DSRVJ 6 - 8 mm

Cutting Data DSRV @ 6 - 8 mm

(ph HORN i)

M1.1
M1.2
M1.3
S1.1
S1.2
S2.1
S2.2
S3.1
S3.2
S3.3

o

[y

0 0O 0 0 0 O 0 O O o OO O OO O O O O O

s
vc =m/min
120
110
100
80
70
60
55
90
80
70

fZ
3° 0.035
3° 0.027
3 0.035
3 0.027
3 0.035
3 0.027
3 0.035
3° 0.027
3 0.047
3 0.039
3 0.047
3° 0.039
3° 0.047
3 0.039
3 0.047
3 0.039
3 0.047
3° 0.039

=
vc=m/min

140

130

120

100

90

80

75

110

100

90

7
ae ap

1.20 9.00
1.20 12.00
1.20 9.00
1.20 12.00
1.20 9.00
1.20 12.00
1.20 9.00
1.20 12.00
1.60 12.00
1.60 16.00
1.60 12.00
1.60 16.00
1.60 12.00
1.60 16.00
1.60 12.00
1.60 16.00
1.60 12.00
1.60 16.00

0.121
0.108
0.121
0.108
0.121
0.108
0.121
0.108
0.163
0.147
0.163
0.147
0.163
0.147
0.163
0.147
0.163
0.147

9.00
12.00
9.00
12.00
9.00
12.00
9.00
12.00
12.00
16.00
12.00
16.00
12.00
16.00
12.00
16.00
12.00
16.00
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RAER

DSRV

(ph HORN i)

End Mill
5 5 HAGhS | . - = / %
j-r 36-40° 7 e 0,005 _.|ﬂe9|._ N
G 2 | 5 HB (ahS_L
rpm = [
+
e 1,
LS
L
- _\‘1
HESSESE E
/ ! BRASES
/ - Carbide grades
r © A BETF A4F
on stock 4 weeks
FERae d, r L ) d d ! z oz _
Part number el 3
DSRV.5.100.010.20 10 0.1 15 20 9.5 10 66 5 HA A
DSRV.5.100.010.20B 10 0.1 15 20 9.5 10 66 5 HB A
DSRV.5.100.010.30 10 0.1 21 30 9.5 10 72 5 HA A
DSRV.5.100.010.30B 10 0.1 21 30 9.5 10 72 5 HB A
DSRV.5.100.020.20 10 0.2 15 20 9.5 10 66 5 HA A
DSRV.5.100.020.20B 10 0.2 15 20 9.5 10 66 5 HB A
DSRV.5.100.020.30 10 0.2 21 30 9.5 10 72 5 HA A
DSRV.5.100.020.30B 10 0.2 21 30 9.5 10 72 5 HB A
DSRV.5.100.050.20 10 0.5 15 20 9.5 10 66 5 HA A
DSRV.5.100.050.20B 10 0.5 15 20 9.5 10 66 5 HB A
DSRV.5.100.050.30 10 0.5 21 30 9.5 10 72 5 HA A
DSRV.5.100.050.30B 10 0.5 21 30 9.5 10 72 5 HB A
DSRV.5.100.100.20 10 1 15 20 9.5 10 66 5 HA A
DSRV.5.100.100.20B 10 1 15 20 9.5 10 66 5 HB A
DSRV.5.100.100.30 10 1 21 30 9.5 10 72 5 HA A
DSRV.5.100.100.30B 10 1 21 30 9.5 10 72 5) HB A
DSRV.5.100.150.20 10 1.5 15 20 9.5 10 66 5 HA A
DSRV.5.100.150.20B 10 15 15 20 9.5 10 66 5 HB A
DSRV.5.100.150.30 10 15 21 30 9.5 10 72 5 HA A
DSRV.5.100.150.30B 10 15 21 30 9.5 10 12 5 HB A
DSRV.5.100.200.20 10 2 15 20 9.5 10 66 5 HA A
DSRV.5.100.200.20B 10 2 15 20 9.5 10 66 5 HB A
DSRV.5.100.200.30 10 2 21 30 9.5 10 12 5 HA A
DSRV.5.100.200.30B 10 2 21 30 9.5 10 12 5 HB A
DSRV.5.100.250.20 10 2.5 15 20 9.5 10 66 5 HA A
DSRV.5.100.250.20B 10 2.5 15 20 9.5 10 66 5 HB A
DSRV.5.100.250.30 10 2.5 21 30 9.5 10 12 5 HA A
DSRV.5.100.250.30B 10 2.5 21 30 9.5 10 12 5 HB A
DSRV.5.100.300.20 10 3 15 20 9.5 10 66 5 HA A
DSRV.5.100.300.20B 10 3 15 20 9.5 10 66 5 HB A
DSRV.5.100.300.30 10 3 21 30 9.5 10 72 5 HA A
DSRV.5.100.300.30B 10 3 21 30 9.5 10 72 5 HB A
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YI§I=% DSRV @ 10 mm

Cutting Data DSRV @ 10 mm

(ph HORN i)

M1.1
M1.2
M1.3
S1.1
S1.2
S2.1
S2.2
S3.1
S3.2
S3.3

10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10

s
vc =m/min
120
110
100
80
70
60
55
90
80
70

fZ
3° 0.060
3 0.056
3° 0.054
3° 0.050
3° 0.060
3° 0.056
3° 0.054
3° 0.050
3° 0.060
3 0.056
3 0.054
3° 0.050
3° 0.060
3° 0.056
3 0.054
3° 0.050
3° 0.060
3° 0.056
3° 0.054
3 0.050
3° 0.060
3° 0.056
3° 0.054
3° 0.050
3° 0.060
3° 0.056
3 0.054
3° 0.050
3° 0.060
3 0.056
3° 0.054
3 0.050

=
vc=m/min
140
130
120
100
90
80
75
110
100
90
7
ae Z:\p
2.00 15.00
2.00 15.00
2.00 20.00
2.00 20.00
2.00 15.00
2.00 15.00
2.00 20.00
2.00 20.00
2.00 15.00
2.00 15.00
2.00 20.00
2.00 20.00
2.00 15.00
2.00 15.00
2.00 20.00
2.00 20.00
2.00 15.00
2.00 15.00
2.00 20.00
2.00 20.00
2.00 15.00
2.00 15.00
2.00 20.00
2.00 20.00
2.00 15.00
2.00 15.00
2.00 20.00
2.00 20.00
2.00 15.00
2.00 15.00
2.00 20.00
2.00 20.00

0.206
0.206
0.185
0.185
0.206
0.206
0.185
0.185
0.206
0.206
0.185
0.185
0.206
0.206
0.185
0.185
0.206
0.206
0.185
0.185
0.206
0.206
0.185
0.185
0.206
0.206
0.185
0.185
0.206
0.206
0.185
0.185

15.00
15.00
20.00
20.00
15.00
15.00
20.00
20.00
15.00
15.00
20.00
20.00
15.00
15.00
20.00
20.00
15.00
15.00
20.00
20.00
15.00
15.00
20.00
20.00
15.00
15.00
20.00
20.00
15.00
15.00
20.00
20.00
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RAER

DSRV

(ph HORN i)

End Mill
5 5 HAGhS | . ‘ = / %
j 36-4‘[; e -~ 0,005 _.|ﬂe9|._ N
G 2 5 HB (ah5_L
I
rom = [
+
. 3 .
L
j i
HE S 3
v/ I
3 BRASIES
r = ] =)
Carbide grades
A EfF A4
on stock 4 weeks
Fmis d, r L l d, d, , z i —
Part number Form 3
DSRV.5.120.020.20 12 0.2 18 24 11.4 12 73 5 HA A
DSRV.5.120.020.20B 12 0.2 18 24 11.4 12 73 5 HB A
DSRV.5.120.020.30 12 0.2 26 36 114 12 83 5 HA A
DSRV.5.120.020.30B 12 0.2 26 36 11.4 12 83 5 HB A
DSRV.5.120.050.20 12 0.5 18 24 11.4 12 73 5 HA A
DSRV.5.120.050.20B 12 0.5 18 24 11.4 12 73 5 HB A
DSRV.5.120.050.30 12 0.5 26 36 11.4 12 83 5 HA A
DSRV.5.120.050.30B 12 0.5 26 36 114 12 83 5 HB A
DSRV.5.120.100.20 12 1 18 24 11.4 12 73 5 HA A
DSRV.5.120.100.20B 12 1 18 24 11.4 12 73 5 HB A
DSRV.5.120.100.30 12 1 26 36 11.4 12 83 5 HA A
DSRV.5.120.100.30B 12 1 26 36 114 12 83 5 HB A
DSRV.5.120.150.20 12 1.5 18 24 11.4 12 73 5 HA A
DSRV.5.120.150.20B 12 15 18 24 11.4 12 73 5 HB A
DSRV.5.120.150.30 12 15 26 36 11.4 12 83 5 HA A
DSRV.5.120.150.30B 12 1.5 26 36 11.4 12 83 5 HB A
DSRV.5.120.200.20 12 2 18 24 114 12 73 5 HA A
DSRV.5.120.200.20B 12 2 18 24 11.4 12 73 5 HB A
DSRV.5.120.200.30 12 2 26 36 11.4 12 83 5 HA A
DSRV.5.120.200.30B 12 2 26 36 11.4 12 83 5 HB A
DSRV.5.120.250.20 12 2.5 18 24 114 12 73 5 HA A
DSRV.5.120.250.20B 12 2.5 18 24 11.4 12 73 5 HB A
DSRV.5.120.250.30 12 2.5 26 36 11.4 12 83 5 HA A
DSRV.5.120.250.30B 12 2.5 26 36 11.4 12 83 5 HB A
DSRV.5.120.300.20 12 3 18 24 11.4 12 73 5 HA A
DSRV.5.120.300.20B 12 3 18 24 11.4 12 73 5 HB A
DSRV.5.120.300.30 12 3 26 36 11.4 12 83 5 HA A
DSRV.5.120.300.30B 12 3 26 36 11.4 12 83 5 HB A
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Y§I=%¥ DSRV G 12 mm

Cutting Data DSRV @ 12 mm

(ph HORN i)

M1.1
M1.2
M1.3
S1.1
S1.2
S2.1
S2.2
S3.1
S3.2
S3.3

12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12

s
vc =m/min
120
110
100
80
70
60
55
90
80
70

fZ
3 0.073
3° 0.069
3° 0.066
3 0.062
3 0.073
3 0.069
3 0.066
3° 0.062
3 0.073
3° 0.069
3° 0.066
3 0.062
3 0.073
3° 0.069
3° 0.066
3° 0.062
3 0.073
3° 0.069
3° 0.066
3 0.062
3 0.073
3 0.069
3 0.066
3 0.062
3 0.073
3 0.069
3° 0.066
3° 0.062

=
vc=m/min
140
130
120
100
90
80
75
110
100
90
7
a, a,
2.40 18.00
2.40 18.00
2.40 24.00
2.40 24.00
2.40 18.00
2.40 18.00
2.40 24.00
2.40 24.00
2.40 18.00
2.40 18.00
2.40 24.00
2.40 24.00
2.40 18.00
2.40 18.00
2.40 24.00
2.40 24.00
2.40 18.00
2.40 18.00
2.40 24.00
2.40 24.00
2.40 18.00
2.40 18.00
2.40 24.00
2.40 24.00
2.40 18.00
2.40 18.00
2.40 24.00
2.40 24.00

0.248
0.248
0.223
0.223
0.248
0.248
0.223
0.223
0.248
0.248
0.223
0.223
0.248
0.248
0.223
0.223
0.248
0.248
0.223
0.223
0.248
0.248
0.223
0.223
0.248
0.248
0.223
0.223

18.00
18.00
24.00
24.00
18.00
18.00
24.00
24.00
18.00
18.00
24.00
24.00
18.00
18.00
24.00
24.00
18.00
18.00
24.00
24.00
18.00
18.00
24.00
24.00
18.00
18.00
24.00
24.00
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RAER

DSRV

(ph HORN i)

End Mill
5 5 HAGhS | . - = / %
j-r 36-40° 7 e 0,005 _.|ﬂe9|._ N
G 2 5 HB th_L
I
rpm = [
+
L
L
e Nl
3 e E
7 i BREeES
o Carbide grades
. 8 A EE A4
on stock 4 weeks
Fmis d, r L, L, d, d, , Z i _
Part number Form o
DSRV.5.160.020.20 16 0.2 24 32 15.2 16 82 5 HA A
DSRV.5.160.020.20B 16 0.2 24 32 15.2 16 82 5 HB A
DSRV.5.160.020.30 16 0.2 34 48 15.2 16 100 5 HA A
DSRV.5.160.020.30B 16 0.2 34 48 15.2 16 100 5 HB A
DSRV.5.160.050.20 16 0.5 24 32 15.2 16 82 5 HA A
DSRV.5.160.050.20B 16 0.5 24 32 15.2 16 82 5 HB A
DSRV.5.160.050.30 16 0.5 34 48 15.2 16 100 5 HA A
DSRV.5.160.050.30B 16 0.5 34 48 15.2 16 100 5 HB A
DSRV.5.160.100.20 16 1 24 32 15.2 16 82 5 HA A
DSRV.5.160.100.20B 16 1 24 32 15.2 16 82 5 HB A
DSRV.5.160.100.30 16 1 34 48 15.2 16 100 5 HA A
DSRV.5.160.100.30B 16 1 34 48 15.2 16 100 5 HB A
DSRV.5.160.150.20 16 1.5 24 32 15.2 16 82 5 HA A
DSRV.5.160.150.20B 16 15 24 32 15.2 16 82 5 HB A
DSRV.5.160.150.30 16 15 34 48 15.2 16 100 5 HA A
DSRV.5.160.150.30B 16 1.5 34 48 15.2 16 100 5 HB A
DSRV.5.160.200.20 16 2 24 32 15.2 16 82 5 HA A
DSRV.5.160.200.20B 16 2 24 32 15.2 16 82 5 HB A
DSRV.5.160.200.30 16 2 34 48 15.2 16 100 5 HA A
DSRV.5.160.200.30B 16 2 34 48 15.2 16 100 5 HB A
DSRV.5.160.250.20 16 2.5 24 32 15.2 16 82 5 HA A
DSRV.5.160.250.20B 16 2.5 24 32 15.2 16 82 5 HB A
DSRV.5.160.250.30 16 2.5 34 48 15.2 16 100 5 HA A
DSRV.5.160.250.30B 16 2.5 34 48 15.2 16 100 5 HB A
DSRV.5.160.300.20 16 B 24 32 15.2 16 82 5 HA A
DSRV.5.160.300.20B 16 3 24 32 15.2 16 82 5 HB A
DSRV.5.160.300.30 16 3 34 48 15.2 16 100 5 HB A
DSRV.5.160.300.30B 16 3 34 48 15.2 16 100 5 HB A
DSRV.5.160.400.20 16 4 24 32 15.2 16 82 5 HA A
DSRV.5.160.400.20B 16 4 24 32 15.2 16 82 5 HB A
DSRV.5.160.400.30 16 4 34 48 15.2 16 100 5 HA A
DSRV.5.160.400.30B 16 4 34 48 15.2 16 100 5 HB A
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YI§I=% DSRV @ 16 mm

Cutting Data DSRV @ 16 mm

(ph HORN i)

M1.1
M1.2
M1.3
S1.1
S1.2
S2.1
S2.2
S3.1
S3.2
S3.3

16
16
16
16
16
16
16
16
16
16
16
16
16
16
16
16
16
16
16
16
16
16
16
16
16
16
16
16
16
16
16
16

s
vc =m/min
120
110
100
80
70
60
55
90
80
70

fZ
3° 0.099
3 0.094
3° 0.089
3° 0.085
3° 0.099
3 0.094
3° 0.089
3° 0.085
3° 0.099
3 0.094
3 0.089
3° 0.085
3° 0.099
3 0.094
3° 0.089
3° 0.085
3° 0.099
3° 0.094
3° 0.089
3 0.085
3° 0.099
3 0.094
3° 0.089
3° 0.085
3° 0.099
3° 0.094
3° 0.089
3° 0.085
3° 0.099
3 0.094
3° 0.089
3 0.085

=
vc=m/min
140
130
120
100
90
80
75
110
100
90
7
ae Z:\p
3.20 24.00
3.20 24.00
3.20 32.00
3.20 32.00
3.20 24.00
3.20 24.00
3.20 32.00
3.20 32.00
3.20 24.00
3.20 24.00
3.20 32.00
3.20 32.00
3.20 24.00
3.20 24.00
3.20 32.00
3.20 32.00
3.20 24.00
3.20 24.00
3.20 32.00
3.20 32.00
3.20 24.00
3.20 24.00
3.20 32.00
3.20 32.00
3.20 24.00
3.20 24.00
3.20 32.00
3.20 32.00
3.20 24.00
3.20 24.00
3.20 32.00
3.20 32.00

0.333
0.333
0.300
0.300
0.333
0.333
0.300
0.300
0.333
0.333
0.300
0.300
0.333
0.333
0.300
0.300
0.333
0.333
0.300
0.300
0.333
0.333
0.300
0.300
0.333
0.333
0.300
0.300
0.333
0.333
0.300
0.300

24.00
24.00
32.00
32.00
24.00
24.00
32.00
32.00
24.00
24.00
32.00
32.00
24.00
24.00
32.00
32.00
24.00
24.00
32.00
32.00
24.00
24.00
32.00
32.00
24.00
24.00
32.00
32.00
24.00
24.00
32.00
32.00
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RAER

DSRV

(ph HORN i)

End Mill
5 5 HAGhS | . - / %
j 36-4‘[; e -~ 0,005 _.|ﬂe9|._ N
G 2 5 HB (ah5_L
]
rpm = [
+
L b
= Nl
Hll SCEES E
P/ i EREEES
N Carbide grades
N = A EF A4E
on stock 4 weeks
FRis d, r L, l, d, d, L, Z i _
Part number Form o
DSRV.5.200.020.20 20 0.2 30 40 19 20 92 5 HA A
DSRV.5.200.020.20B 20 0.2 30 40 19 20 92 5 HB A
DSRV.5.200.020.30 20 0.2 42 60 19 20 120 5 HA A
DSRV.5.200.020.30B 20 0.2 42 60 19 20 120 5 HB A
DSRV.5.200.050.20 20 0.5 30 40 19 20 92 5 HA A
DSRV.5.200.050.20B 20 0.5 30 40 19 20 92 5 HB A
DSRV.5.200.050.30 20 0.5 42 60 19 20 120 5 HA A
DSRV.5.200.050.30B 20 0.5 42 60 19 20 120 5 HB A
DSRV.5.200.100.20 20 1 30 40 19 20 92 5 HA A
DSRV.5.200.100.20B 20 1 30 40 19 20 92 5 HB A
DSRV.5.200.100.30 20 1 42 60 19 20 120 5 HA A
DSRV.5.200.100.30B 20 1 42 60 19 20 120 5 HB A
DSRV.5.200.150.20 20 15 30 40 19 20 92 5 HA A
DSRV.5.200.150.20B 20 1.5 30 40 19 20 92 5 HB A
DSRV.5.200.150.30 20 1.5 42 60 19 20 120 5 HA A
DSRV.5.200.150.30B 20 1.5 42 60 19 20 120 5 HB A
DSRV.5.200.200.20 20 2 30 40 19 20 92 5 HA A
DSRV.5.200.200.20B 20 2 30 40 19 20 92 5 HB A
DSRV.5.200.200.30 20 2 42 60 19 20 120 5 HA A
DSRV.5.200.200.30B 20 2 42 60 19 20 120 5 HB A
DSRV.5.200.250.20 20 2.5 30 40 19 20 92 5 HA A
DSRV.5.200.250.20B 20 2.5 30 40 19 20 92 5 HB A
DSRV.5.200.250.30 20 2.5 42 60 19 20 120 5 HA A
DSRV.5.200.250.30B 20 2.5 42 60 19 20 120 5 HB A
DSRV.5.200.300.20 20 3 30 40 19 20 92 5 HA A
DSRV.5.200.300.20B 20 3 30 40 19 20 92 5 HB A
DSRV.5.200.300.30 20 3 42 60 19 20 120 5 HA A
DSRV.5.200.300.30B 20 3 42 60 19 20 120 5 HB A
DSRV.5.200.400.20 20 4 30 40 19 20 92 5 HA A
DSRV.5.200.400.20B 20 4 30 40 19 20 92 5 HB A
DSRV.5.200.400.30 20 4 42 60 19 20 120 5 HA A
DSRV.5.200.400.30B 20 4 42 60 19 20 120 5 HB A
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YI§=% DSRV @ 20 mm

Cutting Data DSRV @ 20 mm

(ph HORN i)

M1.1
M1.2
M1.3
S1.1
S1.2
S2.1
S2.2
S3.1
S3.2
S3.3

20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20

s
vc =m/min
120
110
100
80
70
60
55
90
80
70

fZ
3 0.124
3 0.120
3 0.112
3° 0.108
3 0.124
3° 0.120
3 0.112
3° 0.108
3 0.124
3° 0.120
3 0.112
3° 0.108
3 0.124
3 0.120
3° 0.112
3 0.108
3 0.124
3 0.120
3 0.112
3° 0.108
3° 0.124
3 0.120
3° 0.112
3° 0.108
3 0.124
3 0.120
3 0.112
3 0.108
3 0.124
3 0.120
3 0.112
3° 0.108

=
vc=m/min
140
130
120
100
90
80
75
110
100
90
7
ae ap
4.00 30.00
4.00 30.00
4.00 40.00
4.00 40.00
4.00 30.00
4.00 30.00
4.00 40.00
4.00 40.00
4.00 30.00
4.00 30.00
4.00 40.00
4.00 40.00
4.00 30.00
4.00 30.00
4.00 40.00
4.00 40.00
4.00 30.00
4.00 30.00
4.00 40.00
4.00 40.00
4.00 30.00
4.00 30.00
4.00 40.00
4.00 40.00
4.00 30.00
4.00 30.00
4.00 40.00
4.00 40.00
4.00 30.00
4.00 30.00
4.00 40.00
4.00 40.00

0.419
0.419
0.377
0.377
0.419
0.419
0.377
0.377
0.419
0.419
0.377
0.377
0.419
0.419
0.377
0.377
0.419
0.419
0.377
0.377
0.419
0.419
0.377
0.377
0.419
0.419
0.377
0.377
0.419
0.419
0.377
0.377

30.00
30.00
40.00
40.00
30.00
30.00
40.00
40.00
30.00
30.00
40.00
40.00
30.00
30.00
40.00
40.00
30.00
30.00
40.00
40.00
30.00
30.00
40.00
40.00
30.00
30.00
40.00
40.00
30.00
30.00
40.00
40.00
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(ph'HOoRN ph)

T8 &R

Tool life test

ILHETD: DSRV

Milling Cutter: g12mm
Z4

M Ti6Al4V

Material:

PEBE: v .80 m/min

Cutting data: f 0.085 mm
a63nwn
ap24nﬂn

190

+73%

TSTK

BASH

- HOSEHIEIA

- IERIA

- KiElfR A

- THRERISIT

- BIRGIH (EEEEE

1G3I

Technical data

- polished edges

- positive rake angle

- large clearance angle

- variable angles of twist
and tooth pitch

- smooth cut and
low tendency to vibrate



(ph HORN )
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BFERSEIU®T
Sclid Carbide End Mill (ph HoRrN piD)

[_‘5 DSKMA  [REISLMEITEET] ©0,1-9@3 Z2 194 - 197
S— Ball Nose End Mill Micro

__{ DSMA  #HEIT#ET] 201-93 Z2  198-201
— End Mill Micro

,_E DSTMA [EHAMEIIEET] ©0,1-9@3 Z2 202 - 207
Torus End Mill Micro

EE—————— e BYITEET] @03-@12 Z1 208 - 211
End Mill single fluted

S DSKA  EXII%T] @4-020 Z2  212-213
o Ball Nose End Mill

ES—@hm== DSA3  EMNIIHT @4-220 Z3  214-215

Finishing End Mill

— End Mill
DSFA.3 HPCiz$t7l @6-a20 Z3 224 -225
End Mill HPC

SRS DSFRA3 NI 5] ?6-020 Z3  226-227

Roughing End Mill with
ripper profile
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%31 DS (ph HoRrN piD)

System DS

DS

BINERASEIINT] Solid Carbide End Mills
®itAT: designed for:
-fRE - Aluminium

i |
N T 1zt - Synthetics
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BT T] DSKMA (ph HoRN ph)

End Mill Micro

HA oh5 . 7\ /'
Z 2 :-‘D:L \%/ = 0.01 0.005 %

|| 30° ~ 297,
I‘l
‘ i
ol - ] J{
-Q

ERagEs

Carbide grades

A EF A4

on stock 4 weeks
s d, r L, L, d, d, l, z vl V2 x
Part number 3
=
DSKMA.020.030 0.2 0.1 0.5 0.6 0.18 4 50 2 20° -° A
DSKMA.020.070 0.2 0.1 0.5 14 0.18 4 50 2 40° 20° A
DSKMA.030.030 0.3 0.15 0.75 0.9 0.28 4 50 2 20° -° A
DSKMA.030.050 0.3 0.15 0.75 1.5 0.28 4 50 2 40° 20° A
DSKMA.030.070 0.3 0.15 0.75 2.1 0.28 4 50 2 40° 20° A
DSKMA.050.030 0.5 0.25 1.25 15 0.47 4 50 2 20° -° A
DSKMA.050.050 0.5 0.25 1.25 2.5 0.47 4 50 2 40° 20° A
DSKMA.050.070 0.5 0.25 1.25 3.5 0.47 4 50 2 40° 20° A
DSKMA.060.030 0.6 0.3 1.5 1.8 0.56 4 50 2 20° -° A
DSKMA.060.050 0.6 0.3 1.5 3 0.56 4 50 2 40° 20° A
DSKMA.060.070 0.6 0.3 1.5 4.2 0.56 4 50 2 40° 20° A
DSKMA.080.030 0.8 0.4 2 2.4 0.75 4 50 2 20° -° A
DSKMA.080.050 0.8 0.4 2 4 0.75 4 50 2 40° 20° A
DSKMA.080.070 0.8 0.4 2 5.6 0.75 4 50 2 40° 20° A
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YEI=#¥ DSKMA G 0.1 - 0.8 mm

Cutting Data DSKMA@ 0.1 - 0.8 mm

(ph HORN i)

N1.1
N1.2
N2.1
N2.2
N2.3
N3.1
N3.2
N3.3
N3.4

0.2
0.2
0.3
0.3
0.3
0.5
0.5
0.5
0.6
0.6
0.6
0.8
0.8
0.8

s
vc =m/min
450
450
350
350
200
250
300
200
200
0°
s 0.6
3° 1.4
7° 0.9
5° 15
3 2.1
7 15
5° 2.5
3° 35
7° 1.8
5° 3.0
3 4.2
7° 2.4
5° 4.0
3° 56

0.5°

0.6
1.4
0.9
1.5
21
15
2.5
315
1.8
3.0
4.3
2.5
4.0
SN

N
vc=m/min
480
480
380
380
230
280
330
230
230
1° 2°
0.6 0.7
1.4 15
0.9 1.0
15 1.6
22 23
16 1.8
26 2.7
36 38
1.9 2.1
3.1 3.2
4.4 46
26 2.9
41 43
5.8 6.1

3°
0.8
1.6
1.2
1.7
24
2.0
2.8
4.0
2.4
34
4.8
3.2
4.6
6.4

0.006
0.004
0.007
0.006
0.005
0.009
0.008
0.007
0.010
0.009
0.008
0.012
0.010
0.009

0.06
0.06
0.09
0.09
0.09
0.15
0.15
0.15
0.18
0.18
0.18
0.24
0.24
0.24

0.20
0.20
0.30
0.30
0.30
0.50
0.50
0.50
0.60
0.60
0.60
0.80
0.80
0.80

0.007
0.006
0.009
0.008
0.007
0.012
0.011
0.009
0.013
0.012
0.011
0.016
0.015
0.013

0.01
0.01
0.02
0.02
0.02
0.03
0.03
0.03
0.03
0.03
0.03
0.04
0.04
0.04

0.02
0.01
0.03
0.02
0.02
0.05
0.04
0.03
0.06
0.05
0.04
0.08
0.06
0.05
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BT T] DSKMA (ph HoRN ph)

End Mill Micro

22 |54 | Wl

- 30° e 0,0 0 5 4?9 7|._
I‘l
‘ 6
ol - ] J{
-Q

ERagEs

Carbide grades

A EF A4

on stock 4 weeks
s d, r L, L, d, d, L, z vl V2 x
Part number 3
=
DSKMA.100.030 1 0.5 2.5 3 0.95 4 50 2 20° -° A
DSKMA.100.050 1 0.5 2.5 5 0.95 4 50 2 40° 20° A
DSKMA.100.070 1 0.5 2.5 T 0.95 4 50 2 40° 20° A
DSKMA.120.030 1.2 0.6 3 3.6 1.15 4 50 2 20° -° A
DSKMA.120.050 1.2 0.6 3 6 1.15 4 50 2 40° 20° A
DSKMA.120.070 1.2 0.6 3 8.4 1.15 4 50 2 40° 20° A
DSKMA.150.030 15 0.75 3.75 4.5 1.45 4 50 2 20° -° A
DSKMA.150.050 1.5 0.75 3.75 7.5 1.45 4 50 2 40° 20° A
DSKMA.150.070 1.5 0.75 3.75 10.5 1.45 4 50 2 40° 20° A
DSKMA.200.030 2 1 5 6 19 4 50 2 20° -° A
DSKMA.200.050 2 1 5 10 19 4 50 2 40° 20° A
DSKMA.200.070 2 1 5 14 19 4 50 2 40° 20° A
DSKMA.250.030 2.5 1.25 6.25 7.5 2.4 4 50 2 20° -° A
DSKMA.250.050 2.5 1.25 6.25 12.5 2.4 4 50 2 40° 20° A
DSKMA.250.070 2.5 1.25 6.25 17.5 2.4 4 50 2 40° 20° A
DSKMA.300.030 3 15 7.5 9 2.9 4 50 2 20° -° A
DSKMA.300.050 3 1.5 7.5 15 2.9 4 50 2 40° 20° A
DSKMA.300.070 3 1.5 7.5 21 2.9 4 64 2 40° 20° A
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PIEIE#¥ DSKMAG 1 -3 mm

Cutting Data DSKMA@ 1 -3 mm

(ph HORN i)

N1.1
N1.2
N2.1
N2.2
N2.3
N3.1
N3.2
N3.3
N3.4

1.0
1.0
1.0
1.2
1.2
1.2
L3
1.5
1.5
2.0
2.0
2.0
2.5
25
2.5
3.0
3.0
3.0

s
vc =m/min
450
450
350
350
200
250
300
200
200
0°
s 3.0
5° 5.0
3° 7.0
7° 36
5° 6.0
3 8.4
= 45
5° 7.5
3° 10.5
7° 6.0
5° 10.0
3° 14.0
7° 75
5° 12.5
3 17.5
7° 9.0
5° 15.0
3 21.0

0.5°

31
Sodl,
7.1
BN
6.1
8.5
4.7
7.6
10.7
6.2
10.2
14.3
7.8
12.7
17.9
9.3
153
214

N
vc=m/min
480
480
380
380
230
280
330
230
230
1° 2°
3.2 36
5.2 5.4
73 7.6
3.9 43
6.2 6.5
8.7 9.2
49 5.4
7.8 8.2
109 | 115
6.5 7.2
104 | 109
146 | 153
8.1 9.0
13.0 | 137
183 | 195
98 | 108
15.6 oo
221 oo

3°
4.0
5.7
8.1
4.8
6.9
9.8
6.1
8.6
12.3
8.1
11.5
17.2
10.1

8

8 8 8 8

0.014
0.012
0.011
0.016
0.014
0.013
0.019
0.017
0.015
0.024
0.021
0.019
0.029
0.026
0.023
0.034
0.031
0.027

0.30
0.30
0.30
0.36
0.36
0.36
0.45
0.45
0.45
0.60
0.60
0.60
0.75
0.75
0.75
0.90
0.90
0.90

1.00
1.00
1.00
1.20
1.20
1.20
1.50
1.50
1.50
2.00
2.00
2.00
2.50
2.50
2.50
3.00
3.00
3.00

0.019
0.017
0.015
0.022
0.020
0.018
0.027
0.024
0.021
0.034
0.031
0.027
0.041
0.037
0.033
0.049
0.044
0.039

0.05
0.05
0.05
0.06
0.06
0.06
0.08
0.08
0.08
0.10
0.10
0.10
0.13
0.13
0.13
0.15
0.15
0.15

0.10
0.08
0.06
0.12
0.10
0.07
0.15
0.12
0.09
0.20
0.16
0.12
0.25
0.20
0.15
0.30
0.24
0.18
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BT T] DSMA (ph HoRN ph)

End Mill Micro

22 %f \% ~ -~ -~ X = Val %

- 30° -~ 0,005 _4097|._

\ !
o - -
| |
/ R
| kS
BRA SIS
Carbide grades
A EF A 4R
on stock 4 weeks
s d, L, L, d, d, L, z vl V2 x
Part number @
=
DSMA.010.030 0.1 0.25 0.3 0.084 4 50 2 20° -° A
DSMA.010.050 0.1 0.25 0.5 0.084 4 50 2 40° 20° A
DSMA.010.070 0.1 0.25 0.7 0.084 4 50 2 40° 20° A
DSMA.020.030 0.2 0.5 0.6 0.18 4 50 2 20° -° A
DSMA.020.050 0.2 0.5 1 0.18 4 50 2 40° 20° A
DSMA.020.070 0.2 0.5 1.4 0.18 4 50 2 40° 20° A
DSMA.030.030 0.3 0.75 0.9 0.28 4 50 2 20° -° A
DSMA.030.050 0.3 0.75 15 0.28 4 50 2 40° 20° A
DSMA.030.070 0.3 0.75 2.1 0.28 4 50 2 40° 20° A
DSMA.050.030 0.5 1.25 15 0.47 4 50 2 20° -° A
DSMA.050.050 0.5 1.25 2.5 0.47 4 50 2 40° 20° A
DSMA.050.070 0.5 1.25 3.5 0.47 4 50 2 40° 20° A
DSMA.060.030 0.6 1.5 1.8 0.56 4 50 2 20° -° A
DSMA.060.050 0.6 1.5 3 0.56 4 50 2 40° 20° A
DSMA.060.070 0.6 1.5 4.2 0.56 4 50 2 40° 20° A
DSMA.080.030 0.8 2 2.4 0.75 4 50 2 20° -° A
DSMA.080.050 0.8 2 4 0.75 4 50 2 40° 20° A
DSMA.080.070 0.8 2 5.6 0.75 4 50 2 40° 20° A
DSMA.100.030 1 2.5 3 0.95 4 50 2 20° -° A
DSMA.100.050 1 2.5 5 0.95 4 50 2 40° 20° A
DSMA.100.070 1 2.5 7 0.95 4 50 2 40° 20° A
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IS DSMA@ 0.1 -1 mm
Cutting Data DSMA@ 0.1 -1 mm (ﬁh HORN I]h)

N
-
vc =m/min vc=m/min
N1.1 450 480
N1.2 450 480
N2.1 350 380
N2.2 350 380
N2.3 200 230
N3.1 250 280
N3.2 300 330
N3.3 200 230
N3.4 200 230
N
-

d, 0° 0.5° 1° 2° 3° f, a, a, f, a, a,
0.1 7 03 03 03 0.3 04 | 0.005 0.03 0.10 0.006 0.01 0.01
0.1 5° 0.5 0.5 0.5 0.5 0.5 | 0.004 0.03 0.10 0.005 0.01 0.01
0.1 3 0.7 0.7 0.7 0.7 08 | 0.004 0.03 0.10 0.005 0.01 0.01
0.2 7° 0.6 0.6 0.6 0.7 08 | 0.006 0.06 0.20 0.007 0.01 0.02
0.2 5° 1.0 1.0 1.0 11 1.1 | 0.005 0.06 0.20 0.006 0.01 0.02
0.2 3° 1.4 1.4 1.4 15 16 | 0.004 0.06 0.20 0.006 0.01 0.01
03 7 0.9 0.9 1.0 12 12 | 0.007 0.09 0.30 0.009 0.02 0.03
03 5° 15 15 15 16 1.7 | 0.006 0.09 0.30 0.008 0.02 0.02
03 3 2.1 2.1 2.2 2.3 24 | 0.005 0.09 0.30 0.007 0.02 0.02
0.5 7° 15 15 16 1.8 21 | 0.009 0.15 0.50 0.012 0.03 0.05
0.5 5° 2.5 2.5 2.6 2.7 29 | 0.008 0.15 0.50 0.011 0.03 0.04
0.5 3° 35 35 36 3.8 40 | 0.007 0.15 0.50 0.009 0.03 0.03
0.6 7° 1.8 1.8 2.0 2.2 25 | 0.010 0.18 0.60 0.013 0.03 0.06
0.6 5° 3.0 3.0 3.1 33 3.5 | 0.009 0.18 0.60 0.012 0.03 0.05
0.6 3 4.2 43 4.4 4.6 49 | 0.008 0.18 0.60 0.011 0.03 0.04
0.8 7° 2.4 25 2.6 2.9 34 | 0.012 0.24 0.80 0.016 0.04 0.08
0.8 5° 4.0 4.1 4.2 4.4 46 | 0.010 0.24 0.80 0.015 0.04 0.06
0.8 3 5.6 5.7 5.8 6.1 6.5 | 0.009 0.24 0.80 0.013 0.04 0.05
1.0 7 3.0 3.1 33 3.7 42 | 0014 0.30 1.00 0.019 0.05 0.10
1.0 5° 5.0 5.1 5.2 5.5 58 | 0.012 0.30 1.00 0.017 0.05 0.08
1.0 3 7.0 7.1 73 7.7 81 | 0.011 0.30 1.00 0.015 0.05 0.06
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BT T] DSMA (ph HoRN ph)

End Mill Micro

HAohS P - = /
22 |3 \% i 0,005 /

T| | %0° - 4297,

\ !
Bl _ _ I
) 2
K

ERagEs

Carbide grades

A EF A4

on stock 4 weeks
s d, L, L, d, d, L, z vl V2 x
Part number 3
=
DSMA.120.030 1.2 3 3.6 1.15 4 50 2 20° -° A
DSMA.120.050 1.2 3 6 1.15 4 50 2 40° 20° A
DSMA.120.070 1.2 3 8.4 1.15 4 50 2 40° 20° A
DSMA.150.030 1.5 3.75 4.5 1.45 4 50 2 20° -° A
DSMA.150.050 1.5 3.75 7.5 1.45 4 50 2 40° 20° A
DSMA.150.070 1.5 3.75 10.5 1.45 4 50 2 40° 20° A
DSMA.200.030 2 5 6 19 4 50 2 20° -° A
DSMA.200.050 2 5 10 19 4 50 2 40° 20° A
DSMA.200.070 2 5 14 1.9 4 50 2 40° 20° A
DSMA.250.030 2.5 6.25 7.5 2.4 4 50 2 20° -° A
DSMA.250.050 2.5 6.25 12.5 2.4 4 50 2 40° 20° A
DSMA.250.070 2.5 6.25 17.5 2.4 4 50 2 40° 20° A
DSMA.300.030 3 7.5 9 2.9 4 50 2 20° -° A
DSMA.300.050 3 7.5 15 2.9 4 50 2 40° 20° A
DSMA.300.070 3 7.5 21 2.9 4 64 2 40° 20° A
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Y2 DSMAG 1.2-3 mm

Cutting Data DSMA@ 1.2 -3 mm

(ph HORN i)

N1.1
N1.2
N2.1
N2.2
N2.3
N3.1
N3.2
N3.3
N3.4

1.2
1.2
1.2
15
1.5
1.5
2.0
2.0
2.0
2.5
2.5
2.5
3.0
3.0
3.0

s
vc =m/min
450
450
350
350
200
250
300
200
200
0°
s 36
5° 6.0
3° 8.4
7° 45
5° 75
3° 10.5
i 6.0
5° 10.0
3° 14.0
7° 75
5° 12.5
3° 175
7° 9.0
5° 15.0
3 21.0

0.5°

3.7

6.1

8.6

4.7

7.6
10.7
6.3
10.2
14.3
7.8

12.8
17.9
9.4

1583
215

N
vc=m/min
480
480
380
380
230
280
330
230
230
1° 2°
3.9 4.4
6.3 6.6
8.8 9.2
49 56
7.8 8.2
11.0 | 116
6.6 7.4
105 | 11.0
147 | 154
8.3 9.3
131 | 138
183 | 19.8
99 | 112
15.7 oo
22.0 oo

3°
5.1
7.0
10.0
6.4
8.7
12.6
8.5
11.9
17.6
10.6

8

8 8 8 8

0.016
0.014
0.013
0.019
0.017
0.015
0.024
0.021
0.019
0.029
0.026
0.023
0.034
0.031
0.027

0.36
0.36
0.36
0.45
0.45
0.45
0.60
0.60
0.60
0.75
0.75
0.75
0.90
0.90
0.90

1.20
1.20
1.20
1.50
1.50
1.50
2.00
2.00
2.00
2.50
2.50
2.50
3.00
3.00
3.00

0.022
0.020
0.018
0.027
0.024
0.021
0.034
0.031
0.027
0.041
0.037
0.033
0.049
0.044
0.039

0.06
0.06
0.06
0.08
0.08
0.08
0.10
0.10
0.10
0.13
0.13
0.13
0.15
0.15
0.15

0.12
0.10
0.07
0.15
0.12
0.09
0.20
0.16
0.12
0.25
0.20
0.15
0.30
0.24
0.18
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FEILEET] micro DSTMA (ﬁh HORN i)

Torus End Mill Micro

HAzh5_L \% ~ 7 ” X % g /
22 | =3 o || 001511 0,005

297, N

1
- - - |
o o
Q o
Q
ERagEs
Carbide grades
A EF A4
on stock 4 weeks
s d, r L, L, d, d, L, z vl V2 x
Part number 3
=
DSTMA.010.003.070 0.1 0.03 0.25 0.7 0.084 4 50 2 40° 20° A
DSTMA.020.005.030 0.2 0.05 0.5 0.6 0.18 4 50 2 20° -° A
DSTMA.020.005.070 0.2 0.05 0.5 14 0.18 4 50 2 40° 20° A
DSTMA.030.005.030 0.3 0.05 0.75 0.9 0.28 4 50 2 20° -° A
DSTMA.030.005.050 0.3 0.05 0.75 1.5 0.28 4 50 2 40° 20° A
DSTMA.030.005.070 0.3 0.05 0.75 2.1 0.28 4 50 2 40° 20° A
DSTMA.050.005.030 0.5 0.05 1.25 15 0.47 4 50 2 20° -° A
DSTMA.050.005.050 0.5 0.05 1.25 2.5 0.47 4 50 2 40° 20° A
DSTMA.050.005.070 0.5 0.05 1.25 3.5 0.47 4 50 2 40° 20° A
DSTMA.050.010.050 0.5 0.1 1.25 2.5 0.47 4 50 2 40° 20° A
DSTMA.050.010.070 0.5 0.1 1.25 3.5 0.47 4 50 2 40° 20° A
DSTMA.060.005.050 0.6 0.05 15 3 0.56 4 50 2 40° 20° A
DSTMA.080.005.030 0.8 0.05 2 2.4 0.75 4 50 2 20° -° A
DSTMA.080.005.050 0.8 0.05 2 4 0.75 4 50 2 40° 20° A
DSTMA.080.010.030 0.8 0.1 2 2.4 0.75 4 50 2 20° -° A
DSTMA.080.010.070 0.8 0.1 2 5.6 0.75 4 50 2 40° 20° A
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Yl &%% DSTMA G 0.1 - 0.8 mm
Cutting Data DSTMA@ 0.1 - 0.8 mm (ﬁh HORN I]h)

N
-
vc =m/min vc=m/min
N1.1 450 480
N1.2 450 480
N2.1 350 380
N2.2 350 380
N2.3 200 230
N3.1 250 280
N3.2 300 330
N3.3 200 230
N3.4 200 230
N
-

d, 0° 0.5° 1° 2° 3° f a, a, f a, a,
0.1 3 0.7 0.7 0.7 0.8 09 | 0.004 0.03 0.10 0.005 0.01 0.01
0.2 7° 0.6 0.6 0.6 0.7 0.8 | 0.006 0.06 0.20 0.007 0.01 0.02
0.2 3 1.4 14 1.4 15 16 | 0.004 0.06 0.20 0.006 0.01 0.01
03 7° 0.9 0.9 0.9 11 12 | 0.007 0.09 0.30 0.009 0.02 0.03
03 5° 15 15 15 16 1.7 | 0.006 0.09 0.30 0.008 0.02 0.02
03 3° 2.1 2.1 22 2.3 24 | 0.005 0.09 0.30 0.007 0.02 0.02
0.5 7 15 15 16 1.8 21 | 0.009 0.15 0.50 0.012 0.03 0.05
0.5 5° 25 2.5 2.6 2.7 29 | 0.008 0.15 0.50 0.011 0.03 0.04
0.5 3 35 35 3.6 3.8 40 | 0.007 0.15 0.50 0.009 0.03 0.03
0.5 5° 25 25 2.6 2.7 29 | 0.008 0.15 0.50 0.011 0.03 0.04
0.5 3 35 35 3.6 3.8 40 | 0.007 0.15 0.50 0.009 0.03 0.03
0.6 5° 3.0 3.0 3.1 33 3.5 | 0.009 0.18 0.60 0.012 0.03 0.05
0.8 7° 2.4 2.5 2.6 2.9 33 | 0012 0.24 0.80 0.016 0.04 0.08
0.8 5° 4.0 4.0 4.2 4.4 46 | 0.010 0.24 0.80 0.015 0.04 0.06
0.8 7° 2.4 2.5 2.6 2.9 33 | 0012 0.24 0.80 0.016 0.04 0.08
0.8 3 5.6 5.7 5.8 6.1 65 | 0.009 0.24 0.80 0.013 0.04 0.05
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FEILEET] micro DSTMA (ﬁh HORN i)

Torus End Mill Micro

HABS | \% P - c, S Yy Va
22 ) || e 001511 0,005
297, N

- ] !
J
o o
Q o
Q

ERagEs

Carbide grades

A EF A4

on stock 4 weeks
s d, r L, L, d, d, L, z vl V2 x
Part number @
=
DSTMA.100.005.030 1 0.05 2.5 3 0.95 4 50 2 20° -° A
DSTMA.100.005.050 1 0.05 2.5 5 0.95 4 50 2 40° 20° A
DSTMA.100.010.030 1 0.1 2.5 3 0.95 4 50 2 20° -° A
DSTMA.100.010.050 1 0.1 2.5 5 0.95 4 50 2 40° 20° A
DSTMA.100.010.070 1 0.1 2.5 T 0.95 4 50 2 40° 20° A
DSTMA.120.005.030 1.2 0.05 3 3.6 1.15 4 50 2 20° -° A
DSTMA.120.005.070 1.2 0.05 3 8.4 1.15 4 50 2 40° 20° A
DSTMA.120.010.030 1.2 0.1 3 3.6 1.15 4 50 2 20° -° A
DSTMA.120.010.050 1.2 0.1 3 6 1.15 4 50 2 40° 20° A
DSTMA.120.010.070 1.2 0.1 3 8.4 1.15 4 50 2 40° 20° A
DSTMA.150.010.030 15 0.1 3.75 4.5 1.45 4 50 2 20° -° A
DSTMA.150.010.050 15 0.1 3.75 7.5 1.45 4 50 2 40° 20° A
DSTMA.150.010.070 1.5 0.1 3.75 10.5 1.45 4 50 2 40° 20° A
DSTMA.150.020.030 1.5 0.2 3.75 4.5 1.45 4 50 2 20° -° A
DSTMA.150.020.050 1.5 0.2 3.75 7.5 1.45 4 50 2 40° 20° A
DSTMA.150.020.070 15 0.2 3.75 10.5 1.45 4 50 2 40° 20° A
DSTMA.150.050.030 15 0.5 3.75 4.5 1.45 4 50 2 20° -° A
DSTMA.150.050.050 1.5 0.5 3.75 7.5 1.45 4 50 2 40° 20° A
DSTMA.150.050.070 1.5 0.5 3.75 10.5 1.45 4 50 2 40° 20° A
DSTMA.200.010.030 2 0.1 5 6 1.9 4 50 2 20° -° A
DSTMA.200.010.050 2 0.1 5 10 1.9 4 50 2 40° 20° A
DSTMA.200.010.070 2 0.1 5 14 19 4 50 2 40° 20° A
DSTMA.200.020.030 2 0.2 5 6 1.9 4 50 2 20° -° A
DSTMA.200.020.050 2 0.2 5 10 19 4 50 2 40° 20° A
DSTMA.200.020.070 2 0.2 5 14 19 4 50 2 40° 20° A
DSTMA.200.050.030 2 0.5 5 6 1.9 4 50 2 20° -° A
DSTMA.200.050.050 2 0.5 5 10 1.9 4 50 2 40° 20° A
DSTMA.200.050.070 2 0.5 5 14 1.9 4 50 2 40° 20° A
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PIEIE#¥ DSTMAG 1 -2 mm

Cutting Data DSTMA@ 1-2 mm

(ph HORN i)

N1.1
N1.2
N2.1
N2.2
N2.3
N3.1
N3.2
N3.3
N3.4

1.0
1.0
1.0
1.0
1.0
1.2
1.2
1.2
1.2
1.2
L3
1.5
1.5
15
1.5
3
L3
1.5
1.5
2.0
2.0
2.0
2.0
2.0
2.0
2.0
2.0
2.0

s
vc =m/min
450
450
350
350
200
250
300
200
200
0
s 3.0
5° 5.0
7° 3.0
5° 5.0
3 7.0
7° 36
3 8.4
7° 36
5° 6.0
3 8.4
= 45
5° 7.5
3° 10.5
7° 45
5° 75
3° 10.5
= 45
5° 7.5
3° 10.5
7° 6.0
5° 10.0
3 14.0
7° 6.0
5° 10.0
3 14.0
7° 6.0
5° 10.0
3 14.0

0.5°

31
Sodl,
3.
Sl
7.1
3.7
8.6
SN
6.1
8.6
4.7
7.6
10.7
4.7
7.6
10.7
4.7
7.6
10.7
6.3
10.2
14.3
6.3
10.2
14.3
6.2
11.7
14.3

N
vc=m/min

480

480

380

380

230

280

330

230

230
1° 2°
33 37
5.2 55
33 37
5.2 55
73 7.7
3.9 4.4
8.8 9.2
3.9 4.4
6.3 6.6
8.8 9.2
49 5.5
7.8 8.2
11.0 | 116
49 55
7.8 8.2
11.0 | 115
49 5.4
7.8 8.2
11.0 | 115
6.6 7.4
105 | 11.0
147 | 154
6.6 7.4
104 | 11.0
147 | 154
6.6 73
11.0 | 104
146 | 154

3°
4.2
5.8
4.2
5.8
8.1
5.1
10.0
5.0
6.9
10.0
6.3
8.7
12.6
6.3
8.7
12.5
6.2
8.6
124
8.5
11.9
17.6
8.4
11.8
17.5
8.3
10.2
17.4

0.014
0.012
0.014
0.012
0.011
0.016
0.013
0.016
0.014
0.013
0.019
0.017
0.015
0.019
0.017
0.015
0.019
0.017
0.015
0.024
0.021
0.019
0.024
0.021
0.019
0.024
0.021
0.019

0.30
0.30
0.30
0.30
0.30
0.36
0.36
0.36
0.36
0.36
0.45
0.45
0.45
0.45
0.45
0.45
0.45
0.45
0.45
0.60
0.60
0.60
0.60
0.60
0.60
0.60
0.60
0.60

1.00
1.00
1.00
1.00
1.00
1.20
1.20
1.20
1.20
1.20
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00

0.019
0.017
0.019
0.017
0.015
0.022
0.018
0.022
0.020
0.018
0.027
0.024
0.021
0.027
0.024
0.021
0.027
0.024
0.021
0.034
0.031
0.027
0.034
0.031
0.027
0.034
0.031
0.027

0.05
0.05
0.05
0.05
0.05
0.06
0.06
0.06
0.06
0.06
0.08
0.08
0.08
0.08
0.08
0.08
0.08
0.08
0.08
0.10
0.10
0.10
0.10
0.10
0.10
0.10
0.10
0.10

0.10
0.08
0.10
0.08
0.06
0.12
0.07
0.12
0.10
0.07
0.15
0.12
0.09
0.15
0.12
0.09
0.15
0.12
0.09
0.20
0.16
0.12
0.20
0.16
0.12
0.20
0.16
0.12
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FEILEET] micro DSTMA (ﬁh HORN i)

Torus End Mill Micro

HABS | \% P - c, S Yy Va
22 ) || e 001511 0,005
297, N

1
- - - |
o o
Q o
Q
ERagEs
Carbide grades
A EF A4
on stock 4 weeks
s d, r L, L, d, d, L, z vl V2 x
Part number @
=
DSTMA.250.010.030 2.5 0.1 6.25 7.5 2.4 4 50 2 20° -° A
DSTMA.250.010.050 2.5 0.1 6.25 12.5 2.4 4 50 2 40° 20° A
DSTMA.250.010.070 2.5 0.1 6.25 17.5 2.4 4 50 2 40° 20° A
DSTMA.250.020.030 2.5 0.2 6.25 7.5 2.4 4 50 2 20° -° A
DSTMA.250.020.050 2.5 0.2 6.25 12.5 2.4 4 50 2 40° 20° A
DSTMA.250.020.070 2.5 0.2 6.25 17.5 2.4 4 50 2 40° 20° A
DSTMA.250.050.030 2.5 0.5 6.25 7.5 2.4 4 50 2 20° -° A
DSTMA.250.050.050 2.5 0.5 6.25 12.5 2.4 4 50 2 40° 20° A
DSTMA.250.050.070 2.5 0.5 6.25 17.5 2.4 4 50 2 40° 20° A
DSTMA.300.010.030 3 0.1 7.5 9 2.9 4 50 2 20° -° A
DSTMA.300.010.050 3 0.1 7.5 15 2.9 4 50 2 40° 20° A
DSTMA.300.010.070 3 0.1 7.5 21 2.9 4 64 2 40° 20° A
DSTMA.300.020.030 3 0.2 7.5 9 2.9 4 50 2 20° -° A
DSTMA.300.020.050 3 0.2 7.5 15 2.9 4 50 2 40° 20° A
DSTMA.300.020.070 3 0.2 7.5 21 2.9 4 64 2 40° 20° A
DSTMA.300.050.030 3 0.5 7.5 9 2.9 4 50 2 20° -° A
DSTMA.300.050.050 3 0.5 7.5 15 2.9 4 50 2 40° 20° A
DSTMA.300.050.070 3 0.5 7.5 21 2.9 4 64 2 40° 20° A
DSTMA.300.100.030 3 7.5 9 2.9 4 50 2 20° -° A
DSTMA.300.100.050 3 7.5 15 2.9 4 50 2 40° 20° A
DSTMA.300.100.070 3 7.5 21 2.9 4 64 2 40° 20° A
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YIEIE%#% DSTMA G 2.5 -3 mm
Cutting Data DSTMA@2.5-3 mm (ﬁh HORN I]h)

N
-
vc =m/min vc=m/min
N1.1 450 480
N1.2 450 480
N2.1 350 380
N2.2 350 380
N2.3 200 230
N3.1 250 280
N3.2 300 330
N3.3 200 230
N3.4 200 230
N
-

d, 0° 0.5° 1° 2° 3° f, a, a, f, a, a,
25 7 75 7.8 8.3 93 | 106 | 0.029 0.75 2.50 0.041 0.13 0.25
25 5° 125 | 128 | 131 | 13.8 oo 0.026 0.75 2.50 0.037 0.13 0.20
2.5 3 175 | 179 | 183 | 19.8 oo 0.023 0.75 2.50 0.033 0.13 0.15
2.5 7° 7.5 78 8.3 93 | 105 | 0.029 0.75 2.50 0.041 0.13 0.25
2.5 5° 125 | 128 | 131 | 13.8 oo 0.026 0.75 2.50 0.037 0.13 0.20
2.5 3° 175 | 179 | 183 | 19.7 oo 0.023 0.75 2.50 0.033 0.13 0.15
2.5 7° 75 7.8 8.2 92 | 104 | 0.029 0.75 2.50 0.041 0.13 0.25
2.5 5° 125 | 127 | 131 | 13.7 oo 0.026 0.75 2.50 0.037 0.13 0.20
2.5 3 175 | 179 | 183 | 19.7 oo 0.023 0.75 2.50 0.033 0.13 0.15
3.0 7° 9.0 9.4 99 | 112 | 127 | 0.034 0.90 3.00 0.049 0.15 0.30
3.0 5° 150 | 153 | 157 oo oo 0.031 0.90 3.00 0.044 0.15 0.24
3.0 3 210 | 215 | 223 oo oo 0.027 0.90 3.00 0.039 0.15 0.18
3.0 7° 9.0 9.4 99 | 111 o0 0.034 0.90 3.00 0.049 0.15 0.30
3.0 5° 150 | 153 | 157 oo oo 0.031 0.90 3.00 0.044 0.15 0.24
3.0 3 210 | 215 | 223 oo oo 0.027 0.90 3.00 0.039 0.15 0.18
3.0 7° 9.0 9.4 99 | 111 oo 0.034 0.90 3.00 0.049 0.15 0.30
3.0 5° 150 | 153 | 157 oo 19.9 | 0.031 0.90 3.00 0.044 0.15 0.24
3.0 3 210 | 215 | 222 oo 284 | 0.027 0.90 3.00 0.039 0.15 0.18
3.0 7 9.0 9.4 9.8 | 109 oo 0.034 0.90 3.00 0.049 0.15 0.30
3.0 5° 150 | 153 | 157 oo oo 0.031 0.90 3.00 0.044 0.15 0.24
3.0 3 210 | 214 | 222 oo oo 0.027 0.90 3.00 0.039 0.15 0.18
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RAER

DSA (ph HORN i)

End Mill
HAhS | - : 3 11t / %
z1 =3 |5 || ks 001 || 4,
\

FRRS

Part number

DSA.1.003.050
DSA.1.004.030
DSA.1.005.050
DSA.1.005.053
DSA.1.006.053
DSA.1.008.030
DSA.1.008.053
DSA.1.010.030
DSA.1.010.050
DSA.1.010.053
DSA.1.012.030
DSA.1.012.050
DSA.1.012.053
DSA.1.015.030
DSA.1.015.050
DSA.1.015.053
DSA.1.018.030
DSA.1.018.050
DSA.1.018.053

208

0.3
0.4
0.5
0.5
0.6
0.8
0.8

1.2
1.2
1.2
1.5
1.5
1.5
1.8
1.8
1.8

= 'g::
= 1

ERagEs

Carbide grades

A EF A4

on stock 4 weeks
L l d, d, , Z vl y2 X
()
=
1.05 1.5 0.28 4 50 1 40° 20° A
1 1.2 0.38 4 50 1 20° -° A
1.75 2.5 0.47 4 50 1 40° 20° A
2.5 2.65 0.47 4 50 1 40° 20° A
3 3.18 0.56 4 50 1 40° 20° A
2 2.4 0.75 4 50 1 20° -° A
4 4.24 0.75 4 50 1 40° 20° A
2.5 3 0.95 4 50 1 20° -° A
3.5 5 0.95 4 50 1 40° 20° A
5 53 0.95 4 50 1 40° 20° A
3 3.6 1.15 4 50 1 20° -° A
4.2 6 1.15 4 50 1 40° 20° A
6 6.36 1.15 4 50 1 40° 20° A
3.75 4.5 1.45 4 50 1 20° -° A
5.25 7.5 1.45 4 50 1 40° 20° A
7.5 7.95 1.45 4 50 1 40° 20° A
4.5 5.4 1.75 4 50 1 20° -° A
6.3 9 1.75 4 50 1 40° 20° A
9 9.54 1.75 4 50 1 40° 20° A




YIEI=#¥ DSAG 0.3-1.8 mm

Cutting Data DSA@ 0.3 - 1.8 mm

(ph HORN i)

N1.1
N1.2
N2.1
N2.2
N2.3
N3.1
N3.2
N3.3
N3.4

0.3
0.4
0.5
0.5
0.6
0.8
0.8
1.0
1.0
1.0
1.2
1.2
1.2
1.5
15
1.5
1.8
1.8
1.8

»
vc =m/min
300
300
250
200
250
300

fZ
5° 0.016
7° 0.022
5° 0.016
3° 0.016
3° 0.016
7 0.023
3° 0.016
7 0.023
5° 0.016
3 0.016
7 0.023
5° 0.016
3° 0.016
7 0.024
5° 0.017
3 0.017
7 0.024
5° 0.017
3 0.017

s
vc=m/min
380
380
330
280
330
380
<
a, a,
0.30 0.45
0.40 0.60
0.50 0.75
0.50 0.75
0.60 0.90
0.80 1.20
0.80 1.20
1.00 1.50
1.00 1.50
1.00 1.50
1.20 1.80
1.20 1.80
1.20 1.80
1.50 2.25
1.50 2.25
1.50 2.25
1.80 2.70
1.80 2.70
1.80 2.70

0.031
0.045
0.032
0.032
0.032
0.046
0.032
0.046
0.032
0.032
0.047
0.033
0.033
0.048
0.033
0.033
0.048
0.034
0.034

0.08
0.10
0.13
0.13
0.15
0.20
0.20
0.25
0.25
0.25
0.30
0.30
0.30
0.38
0.38
0.38
0.45
0.45
0.45

0.75
1.00
1225
2.50
3.00
2.00
4.00
2.50
2.50
5.00
3.00
3.00
6.00
BN15
3.1/
7.50
4.50
4.50
9.00
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RAER

DSA

(ph HORN i)

End Mill
. 1 HA GRS . A 3 t1¢ /' %
j + 30° / 0 , 0 1 4 oh9 e
\
— |1
| I3
|
[ 3 d
I g
& / - [=]
i / =+ i
o5 BEA2IS
Carbide grades
A EF A AR
on stock 4 weeks
ERES d, b L, L, d, d, L, z yl V2 x
Part number @
=
DSA.1.020.030 2 - 5 6 1.9 4 50 1 20° -° A
DSA.1.020.050 2 - 7 10 1.9 4 50 1 40° 20° A
DSA.1.020.053 2 - 10 10.6 1.9 4 50 1 40° 20° A
DSA.1.025.030 2.5 = 6.25 7.5 2.4 4 50 1 20° -° A
DSA.1.025.050 2.5 - 8.75 12.5 2.4 4 50 1 40° 20° A
DSA.1.025.053 2.5 - 12.5 13.25 2.4 4 64 1 40° 20° A
DSA.1.030.030 3 0.1 7.5 ) 2.9 4 50 1 20° -° A
DSA.1.030.050 3 0.1 10.5 15 2.9 4 64 1 40° 20° A
DSA.1.030.053 3 0.1 15 15.9 2.9 4 64 1 40° 20° A
DSA.1.040.030 4 0.1 10 12 3.8 6 54 1 20° -° A
DSA.1.040.050 4 0.1 14 20 3.8 6 64 1 20° -° A
DSA.1.040.053 4 0.1 20 21.2 3.8 6 64 1 20° -° A
DSA.1.050.030 5 0.1 12.5 15 4.7 6 64 1 20° -° A
DSA.1.050.050 5 0.1 17.5 25 4.7 6 64 1 20° -° A
DSA.1.050.053 5 0.1 25 26.5 4.7 6 64 1 20° -° A
DSA.1.060.030 6 0.2 15 18 5.6 6 64 1 -° -° A
DSA.1.060.050 6 0.2 21 30 5.6 6 82 1 -° -° A
DSA.1.060.053 6 0.2 30 31.8 5.6 6 82 1 -° -° A
DSA.1.080.030 8 0.2 20 24 7.5 8 64 1 -° -° A
DSA.1.080.050 8 0.2 28 40 7.5 8 82 1 -° -° A
DSA.1.080.053 8 0.2 40 42.4 7.5 8 82 1 -° -° A
DSA.1.100.030 10 0.2 25 30 9.5 10 82 1 -° -° A
DSA.1.100.050 10 0.2 35 50 9.5 10 108 1 -° -° A
DSA.1.100.053 10 0.2 50 53 9.5 10 108 1 -° -° A
DSA.1.120.030 12 0.2 30 36 11.5 12 82 1 -° -° A
DSA.1.120.050 12 0.2 42 60 11.5 12 108 1 -° -° A
DSA.1.120.053 12 0.2 60 63.6 11.5 12 108 1 -° -° A
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YIEIEB%# DSAG 2-12 mm

Cutting Data DSA@ 2 -12 mm

(ph HORN i)

N1.1
N1.2
N2.1
N2.2
N2.3
N3.1
N3.2
N3.3
N3.4

2.0
2.0
2.0
25
2.5
2.5
3.0
3.0
3.0
4.0
4.0
4.0
5.0
5.0
5.0
6.0
6.0
6.0
8.0
8.0
8.0
10.0
10.0
10.0
12.0
12.0
12.0

»
vc =m/min
300
300
250
200
250
300

fZ
" 0.027
5° 0.019
3° 0.019
7 0.032
5° 0.022
3 0.022
" 0.037
5° 0.026
3 0.026
7 0.047
5° 0.033
3 0.033
7 0.057
5° 0.040
3 0.040
7 0.067
5° 0.047
3 0.047
7 0.087
5° 0.061
3° 0.061
7 0.107
5° 0.075
3 0.075
7 0.127
5° 0.089
3 0.089

s
vc=m/min
380
380
330
280
330
380
<
ae ap
2.00 3.00
2.00 3.00
2.00 3.00
2.50 3.75
2.50 3.75
2.50 3.75
3.00 4.50
3.00 4.50
3.00 4.50
4.00 6.00
4.00 6.00
4.00 6.00
5.00 7.50
5.00 7.50
5.00 7.50
6.00 9.00
6.00 9.00
6.00 9.00
8.00 12.00
8.00 12.00
8.00 12.00
10.00 | 15.00
10.00 | 15.00
10.00 | 15.00
12.00 | 18.00
12.00 | 18.00
12.00 | 18.00

0.045
0.031
0.031
0.052
0.037
0.037
0.060
0.042
0.042
0.075
0.053
0.053
0.091
0.063
0.063
0.106
0.074
0.074
0.137
0.096
0.096
0.168
0.117
0.117
0.198
0.139
0.139

0.50
0.50
0.50
0.63
0.63
0.63
0.75
0.75
0.75
1.00
1.00
1.00
1225
1.25
1.25
1.50
1.50
1.50
2.00
2.00
2.00
2.50
2.50
2.50
3.00
3.00
3.00

5.00
5.00
10.00
6.25
6.25
12.50
7.50
7.50
15.00
10.00
10.00
20.00
12.50
12.50
25.00
15.00
15.00
30.00
20.00
20.00
40.00
25.00
25.00
50.00
30.00
30.00
60.00
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BARER DSKA (ph HoRN ph)

End Mill

22 |54 505 2

- 30° 7 0,005 _4097|._

. od,
Ei

_. =3
r/ Q

BRA SIS

Carbide grades

A EF A4

on stock 4 weeks
PR d, r , ! d, d, L z Y <
Part number @
=
DSKA.2.040.030 4 2 10 12 3.8 6 64 2 20° A
DSKA.2.040.050 4 2 10 20 3.8 6 64 2 20° A
DSKA.2.040.070 4 2 10 28 3.8 6 70 2 20° A
DSKA.2.050.030 5 2.5 12.5 15 4.7 6 64 2 20° A
DSKA.2.050.050 5 2.5 12.5 25 4.7 6 64 2 20° A
DSKA.2.050.070 5 2.5 12.5 35 4.7 6 82 2 20° A
DSKA.2.060.030 6 3 15 18 5.6 6 64 2 -° A
DSKA.2.060.050 6 3 15 30 5.6 6 82 2 -° A
DSKA.2.060.070 6 3 15 42 5.6 6 82 2 -° A
DSKA.2.080.030 8 4 20 24 7.5 8 64 2 -° A
DSKA.2.080.050 8 4 20 40 7.5 8 82 2 -° A
DSKA.2.080.070 8 4 20 56 7.5 8 108 2 -° A
DSKA.2.100.030 10 5 25 30 9.5 10 82 2 -° A
DSKA.2.100.050 10 5 25 50 9.5 10 108 2 -° A
DSKA.2.100.070 10 5 25 70 9.5 10 120 2 -° A
DSKA.2.120.030 12 6 30 36 11.5 12 82 2 -° A
DSKA.2.120.050 12 6 30 60 11.5 12 108 2 -° A
DSKA.2.120.070 12 6 30 84 11.5 12 140 2 -° A
DSKA.2.160.030 16 8 40 48 15 16 108 2 -° A
DSKA.2.160.050 16 8 40 80 15 16 140 2 -° A
DSKA.2.200.030 20 10 50 60 19 20 120 2 -° A
DSKA.2.200.050 20 10 50 100 19 20 163 2 -° A
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YIEI=#¥ DSKAG 4 - 20 mm

Cutting Data DSKA@ 4 - 20 mm

(ph HORN i)

N1.1
N1.2
N2.1
N2.2
N2.3
N3.1
N3.2
N3.3
N3.4

o

C oo oo ottt b~ L

NN B e e e
O O oo NNNO OO

s
vc =m/min
450
450
350
350
200
250
300
200
200

fZ
15° 0.044
10° 0.040
5° 0.035
15° 0.054
10° 0.049
5° 0.043
15° 0.064
10° 0.058
5° 0.052
15° 0.085
10° 0.076
5° 0.068
15° 0.105
10° 0.094
5° 0.084
15° 0.125
10° 0.113
5° 0.100
15° 0.166
10° 0.149
15° 0.206
10° 0.186

vc=m/min

1.20
1.20
1.20
1.50
1.50
1.50
1.80
1.80
1.80
2.40
2.40
2.40
3.00
3.00
3.00
3.60
3.60
3.60
4.80
4.80
6.00
6.00

500
500
400
400
250
300
350
250
250

4.00
4.00
4.00
5.00
5.00
5.00
6.00
6.00
6.00
8.00
8.00
8.00
10.00
10.00
10.00
12.00
12.00
12.00
16.00
16.00
20.00
20.00

0.037
0.033
0.030
0.047
0.042
0.037
0.056
0.051
0.045
0.077
0.069
0.061
0.097
0.088
0.078
0.118
0.107
0.095
0.161
0.145
0.204
0.184

N

0.12
0.12
0.12
0.13
0.13
0.13
0.14
0.14
0.14
0.16
0.16
0.16
0.18
0.18
0.18
0.20
0.20
0.20
0.24
0.24
0.28
0.28

0.40
0.32
0.24
0.50
0.40
0.30
0.60
0.48
0.36
0.80
0.64
0.48
1.00
0.80
0.60
1.20
0.96
0.72
1.60
1.28
2.00
1.60
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fFRINTiLskT]

DSA

(ph HORN i)

Finishing End Mill
HA ghb %
z3 || 4 g
+| | 20° rd 7 407
|1
I2
P | |
S ——=s IE
_gﬂ

ERasEs

Carbide grades

A EE A 4R

on stock 4 weeks
FEmEs d, L, l, d, d, , VA \% N
Part number 3
=
DSA.3.040.030 4 10 12 3.8 6 64 3 20° A
DSA.3.040.050 4 10 20 3.8 6 64 3 20° A
DSA.3.040.053 4 20 21.2 3.8 6 64 3 20° A
DSA.3.040.070 4 20 28 3.8 6 70 3 20° A
DSA.3.050.030 5 12.5 15 4.7 6 64 3 20° A
DSA.3.050.050 5 12.5 25 4.7 6 64 3 20° A
DSA.3.050.053 5 25 26.5 4.7 6 64 3 20° A
DSA.3.050.070 5 25 35 4.7 6 82 3 20° A
DSA.3.060.030 6 15 18 5.6 6 64 3 -° A
DSA.3.060.050 6 15 30 5.6 6 82 3 -° A
DSA.3.060.053 6 30 31.8 5.6 6 82 3 -° A
DSA.3.060.070 6 30 42 5.6 6 82 3 -° A
DSA.3.080.030 8 20 24 7.5 8 64 3 -° A
DSA.3.080.050 8 20 40 7.5 8 82 3 -° A
DSA.3.080.053 8 40 42.4 7.5 8 82 3 -° A
DSA.3.080.070 8 40 56 7.5 8 108 3 -° A
DSA.3.100.030 10 25 30 9.5 10 82 3 -° A
DSA.3.100.050 10 25 50 9.5 10 108 3 -° A
DSA.3.100.053 10 50 53 9.5 10 108 3 -° A
DSA.3.100.070 10 50 70 9.5 10 120 3 -° A
DSA.3.120.030 12 30 36 11.5 12 82 3 -° A
DSA.3.120.050 12 30 60 11.5 12 108 3 -° A
DSA.3.120.053 12 60 63.6 11.5 12 108 3 -° A
DSA.3.120.070 12 60 84 11.5 12 140 3 -° A
DSA.3.160.030 16 40 48 15 16 108 3 -° A
DSA.3.160.050 16 40 80 15 16 140 3 -° A
DSA.3.160.053 16 80 84.8 15 16 140 3 -° A
DSA.3.200.027 20 50 54 19 20 108 3 -° A
DSA.3.200.050 20 50 100 19 20 163 3 -° A
DSA.3.200.053 20 100 106 19 20 163 3 -° A
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YIEIEB%# DSAG 4-20 mm

Cutting Data DSA @4 -20 mm

(ph HORN i)

N1.1
N1.2
N2.1
N2.2
N2.3
N3.1
N3.2
N3.3
N3.4

o

C 00 oo oo oo uu ot b b~ p 8

I N R N R e e S R R S S e = T e
O O O OO OO O N DNNDNO O O O

»
vc =m/min
400
400
350
350
200
250
300
200
200

fZ
" 0.020
5° 0.014
3° 0.014
3 0.008
7 0.028
5° 0.020
3 0.020
3° 0.011
7 0.036
5° 0.025
3 0.025
3 0.014
7 0.052
5° 0.036
3° 0.036
3 0.021
7 0.068
5° 0.048
3° 0.048
3° 0.027
7 0.084
5° 0.059
3° 0.059
3° 0.034
7° 0.116
5° 0.081
3° 0.081
7° 0.148
5° 0.104
3 0.104

s
vc=m/min
450
450
400
400
250
300
350
250
250
<
ae ap
1.00 10.00
1.00 10.00
1.00 20.00
1.00 20.00
1.25 12.50
1.25 12.50
1.25 25.00
1.25 25.00
1.50 15.00
1.50 15.00
1.50 30.00
1.50 30.00
2.00 20.00
2.00 20.00
2.00 40.00
2.00 40.00
2.50 25.00
2.50 25.00
2.50 50.00
2.50 50.00
3.00 30.00
3.00 30.00
3.00 60.00
3.00 60.00
4.00 40.00
4.00 40.00
4.00 80.00
5.00 50.00
5.00 50.00
500 | 100.00

0.018
0.012
0.012
0.007
0.027
0.019
0.019
0.011
0.036
0.025
0.025
0.014
0.053
0.037
0.037
0.021
0.071
0.050
0.050
0.029
0.089
0.062
0.062
0.036
0.125
0.088
0.088
0.161
0.113
0.113

0.20
0.20
0.20
0.20
0.25
0.25
0.25
0.25
0.30
0.30
0.30
0.30
0.40
0.40
0.40
0.40
0.50
0.50
0.50
0.50
0.60
0.60
0.60
0.60
0.80
0.80
0.80
1.00
1.00
1.00

10.00
10.00
20.00
20.00
12.50
12.50
25.00
25.00
15.00
15.00
30.00
30.00
20.00
20.00
40.00
40.00
25.00
25.00
50.00
50.00
30.00
30.00
60.00
60.00
40.00
40.00
80.00
50.00
50.00
100.00
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RAER

DSRA

(ph HORN i)

End Mill
Z 3 HA ghb N \% - » % / %
s P 001 || Lo,
\
A |
3 8
i

ERagEs

Carbide grades

A EF A4

on stock 4 weeks
PR d, r " ! d, d, ) z Y <
Part number @
=
DSRA.3.040.010.030 4 0.1 10 12 3.8 6 64 3 20° A
DSRA.3.040.010.050 4 0.1 10 20 3.8 6 64 3 20° A
DSRA.3.040.010.053 4 0.1 20 21.2 3.8 6 64 3 20° A
DSRA.3.040.010.070 4 0.1 20 28 3.8 6 70 3 20° A
DSRA.3.040.050.030 4 0.5 10 12 3.8 6 64 3 20° A
DSRA.3.040.050.050 4 0.5 10 20 3.8 6 64 3 20° A
DSRA.3.040.050.053 4 0.5 20 21.2 3.8 6 64 3 20° A
DSRA.3.040.050.070 4 0.5 20 28 3.8 6 70 3 20° A
DSRA.3.040.100.030 4 1 10 12 3.8 6 64 3 20° A
DSRA.3.040.100.050 4 1 10 20 3.8 6 64 3 20° A
DSRA.3.040.100.053 4 1 20 21.2 3.8 6 64 3 20° A
DSRA.3.040.100.070 4 1 20 28 3.8 6 70 3 20° A
DSRA.3.050.010.030 5 0.1 12.5 15 4.7 6 64 3 20° A
DSRA.3.050.010.050 5 0.1 12.5 25 4.7 6 64 3 20° A
DSRA.3.050.010.053 5 0.1 25 26.5 4.7 6 64 3 20° A
DSRA.3.050.010.070 5 0.1 25 35 4.7 6 82 3 20° A
DSRA.3.050.050.030 5 0.5 12.5 15 4.7 6 64 3 20° A
DSRA.3.050.050.050 5 0.5 12.5 25 4.7 6 64 3 20° A
DSRA.3.050.050.053 5 0.5 25 26.5 4.7 6 64 3 20° A
DSRA.3.050.050.070 5 0.5 25 35 4.7 6 82 3 20° A
DSRA.3.050.100.030 5 1 12.5 15 4.7 6 64 3 20° A
DSRA.3.050.100.050 5 1 12.5 25 4.7 6 64 3 20° A
DSRA.3.050.100.053 5 1 25 26.5 4.7 6 64 3 20° A
DSRA.3.050.100.070 5 1 25 35 4.7 6 82 3 20° A
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tIHIEE DSRAG 4 -5 mm
Cutting Data DSTMA@ 4 -5 mm

(ph HORN i)

N1.1
N1.2
N2.1
N2.2
N2.3
N3.1
N3.2
N3.3
N3.4

o

[y

o oo ouo oo oaoooougads~DdDDD DS DS DDSDDADSD

»
vc =m/min
400
400
350
350
200
250
300
200
200

fZ
" 0.014
5° 0.010
3 0.010
3 0.006
7° 0.014
5° 0.010
3 0.010
3 0.006
7° 0.014
5° 0.010
3 0.010
3° 0.006
7° 0.019
5° 0.013
3 0.013
3° 0.008
7 0.019
5° 0.013
3 0.013
3 0.008
7° 0.019
5° 0.013
3 0.013
3° 0.008

s
vc=m/min
450
450
400
400
250
300
350
250
250
<
ae ap
4.00 6.00
4.00 6.00
4.00 6.00
4.00 6.00
4.00 6.00
4.00 6.00
4.00 6.00
4.00 6.00
4.00 6.00
4.00 6.00
4.00 6.00
4.00 6.00
5.00 7.50
5.00 7.50
5.00 7.50
5.00 7.50
5.00 7.50
5.00 7.50
5.00 7.50
5.00 7.50
5.00 7.50
5.00 7.50
5.00 7.50
5.00 7.50

0.007
0.005
0.005
0.003
0.007
0.005
0.005
0.003
0.007
0.005
0.005
0.003
0.011
0.008
0.008
0.004
0.011
0.008
0.008
0.004
0.011
0.008
0.008
0.004

0.80
0.80
0.80
0.80
0.80
0.80
0.80
0.80
0.80
0.80
0.80
0.80
1.00
1.00
1.00
1.00
1.00
1.00
1.00
1.00
1.00
1.00
1.00
1.00

10.00
10.00
20.00
20.00
10.00
10.00
20.00
20.00
10.00
10.00
20.00
20.00
12.50
12.50
25.00
25.00
12.50
12.50
25.00
25.00
12.50
12.50
25.00
25.00
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RAER

DSRA

(ph HORN i)

End Mill
Z 3 HA gh5 N \% “ % / %
:DT 45° 7 7 0,01 oh?,_
\
|1
A |
: ) €

[y BEASIS

r Carbide grades

' A EE A 4R

on stock 4 weeks
Fmis d, r L l, d, d, , YA x
Part number 3
=
DSRA.3.060.010.030 6 0.1 15 18 5.6 6 64 3 A
DSRA.3.060.010.050 6 0.1 15 30 5.6 6 82 3 A
DSRA.3.060.010.053 6 0.1 30 31.8 5.6 6 82 3 A
DSRA.3.060.010.070 6 0.1 30 42 5.6 6 82 3 A
DSRA.3.060.050.030 6 0.5 15 18 5.6 6 64 3 A
DSRA.3.060.050.050 6 0.5 15 30 5.6 6 82 3 A
DSRA.3.060.050.053 6 0.5 30 31.8 5.6 6 82 3 A
DSRA.3.060.050.070 6 0.5 30 42 5.6 6 82 3 A
DSRA.3.060.100.030 6 1 15 18 5.6 6 64 3 A
DSRA.3.060.100.050 6 1 15 30 5.6 6 82 3 A
DSRA.3.060.100.053 6 1 30 31.8 5.6 6 82 3 A
DSRA.3.060.100.070 6 1 30 42 5.6 6 82 3 A
DSRA.3.060.250.030 6 2.5 15 18 5.6 6 64 3 A
DSRA.3.060.250.050 6 2.5 15 30 5.6 6 82 3 A
DSRA.3.060.250.053 6 2.5 30 31.8 5.6 6 82 3 A
DSRA.3.060.250.070 6 2.5 30 42 5.6 6 82 3 A
DSRA.3.080.010.030 8 0.1 20 24 7.5 8 64 3 A
DSRA.3.080.010.050 8 0.1 20 40 7.5 8 82 3 A
DSRA.3.080.010.053 8 0.1 40 42.4 7.5 8 82 3 A
DSRA.3.080.010.070 8 0.1 40 56 7.5 8 108 3 A
DSRA.3.080.050.030 8 0.5 20 24 7.5 8 64 3 A
DSRA.3.080.050.050 8 0.5 20 40 7.5 8 82 3 A
DSRA.3.080.050.053 8 0.5 40 42.4 7.5 8 82 3 A
DSRA.3.080.050.070 8 0.5 40 56 7.5 8 108 3 A
DSRA.3.080.100.030 8 1 20 24 7.5 8 64 3 A
DSRA.3.080.100.050 8 1 20 40 7.5 8 82 3 A
DSRA.3.080.100.053 8 1 40 42.4 7.5 8 82 3 A
DSRA.3.080.100.070 8 1 40 56 7.5 8 108 3 A
DSRA.3.080.250.030 8 2.5 20 24 7.5 8 64 3 A
DSRA.3.080.250.050 8 2.5 20 40 7.5 8 82 3 A
DSRA.3.080.250.053 8 2.5 40 42.4 7.5 8 82 3 A
DSRA.3.080.250.070 8 2.5 40 56 7.5 8 108 3 A
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Ik E% DSRAG 6 - 8 mm

Cutting Data DSRA@ 6 - 8 mm

(ph HORN i)

N1.1
N1.2
N2.1
N2.2
N2.3
N3.1
N3.2
N3.3
N3.4

o

i

O CO O 00O 00O 0O 0O O O O 0 0 O O 0 W O O OO & O OO O O O O O O O O O O

»
vc =m/min
400
400
350
350
200
250
300
200
200

fZ
7 0.024
5° 0.017
3 0.017
3° 0.010
7° 0.024
5° 0.017
3° 0.017
3° 0.010
7° 0.024
5° 0.017
3 0.017
3 0.010
7° 0.024
5° 0.017
3 0.017
3 0.010
7 0.034
5° 0.024
3 0.024
3 0.014
7 0.034
5° 0.024
3° 0.024
3 0.014
7 0.034
5° 0.024
3 0.024
3 0.014
7 0.034
5° 0.024
3° 0.024
3 0.014

s
vc=m/min
450
450
400
400
250
300
350
250
250
|
a, a,
6.00 9.00
6.00 9.00
6.00 9.00
6.00 9.00
6.00 9.00
6.00 9.00
6.00 9.00
6.00 9.00
6.00 9.00
6.00 9.00
6.00 9.00
6.00 9.00
6.00 9.00
6.00 9.00
6.00 9.00
6.00 9.00
8.00 12.00
8.00 12.00
8.00 12.00
8.00 12.00
8.00 12.00
8.00 12.00
8.00 12.00
8.00 12.00
8.00 12.00
8.00 12.00
8.00 12.00
8.00 12.00
8.00 12.00
8.00 12.00
8.00 12.00
8.00 12.00

0.016
0.011
0.011
0.006
0.016
0.011
0.011
0.006
0.016
0.011
0.011
0.006
0.016
0.011
0.011
0.006
0.025
0.017
0.017
0.010
0.025
0.017
0.017
0.010
0.025
0.017
0.017
0.010
0.025
0.017
0.017
0.010

1.20
1.20
1.20
1.20
1.20
1.20
1.20
1.20
1.20
1.20
1.20
1.20
1.20
1.20
1.20
1.20
1.60
1.60
1.60
1.60
1.60
1.60
1.60
1.60
1.60
1.60
1.60
1.60
1.60
1.60
1.60
1.60

15.00
15.00
30.00
30.00
15.00
15.00
30.00
30.00
15.00
15.00
30.00
30.00
15.00
15.00
30.00
30.00
20.00
20.00
40.00
40.00
20.00
20.00
40.00
40.00
20.00
20.00
40.00
40.00
20.00
20.00
40.00
40.00
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RAER

End Mill

DSRA

(ph HORN i)

z3 |

- 45° 0,01 _.|gh9|._ LN
1
A .
B - E
i
r/

FEmEs d, r L, L, d,
Part number

DSRA.3.100.010.030 10 0.1 25 30 9.5
DSRA.3.100.010.050 10 0.1 25 50 9.5
DSRA.3.100.010.053 10 0.1 50 53 9.5
DSRA.3.100.010.070 10 0.1 50 70 9.5
DSRA.3.100.050.030 10 0.5 25 30 9.5
DSRA.3.100.050.050 10 0.5 25 50 9.5
DSRA.3.100.050.053 10 0.5 50 53 9.5
DSRA.3.100.050.070 10 0.5 50 70 9.5
DSRA.3.100.100.030 10 1 25 30 9.5
DSRA.3.100.100.050 10 1 25 50 9.5
DSRA.3.100.100.053 10 1 50 53 9.5
DSRA.3.100.100.070 10 1 50 70 9.5
DSRA.3.100.250.030 10 2.5 25 30 9.5
DSRA.3.100.250.050 10 2.5 25 50 9.5
DSRA.3.100.250.053 10 2.5 50 53 9.5
DSRA.3.100.250.070 10 2.5 50 70 9.5
DSRA.3.120.010.030 12 0.1 30 36 11.5
DSRA.3.120.010.050 12 0.1 30 60 11.5
DSRA.3.120.010.053 12 0.1 60 63.6 11.5
DSRA.3.120.010.070 12 0.1 60 84 11.5
DSRA.3.120.050.030 12 0.5 30 36 11.5
DSRA.3.120.050.050 12 0.5 30 60 11.5
DSRA.3.120.050.053 12 0.5 60 63.6 11.5
DSRA.3.120.050.070 12 0.5 60 84 11.5
DSRA.3.120.100.030 12 1 30 36 11.5
DSRA.3.120.100.050 12 1 30 60 11.5
DSRA.3.120.100.053 12 1 60 63.6 11.5
DSRA.3.120.100.070 12 1 60 84 11.5
DSRA.3.120.250.030 12 2.5 30 36 11.5
DSRA.3.120.250.050 12 2.5 30 60 11.5
DSRA.3.120.250.053 12 2.5 60 63.6 11.5
DSRA.3.120.250.070 12 2.5 60 84 11.5
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10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12

A EF

on stock

[

1

82
108
108
120

82
108
108
120

82
108
108
120

82
108
108
120

82
108
108
140

82
108
108
140

82
108
108
140

82
108
108
140

ERasEs
Carbide grades

A4
4 weeks

> > > > > > > MGIK
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YIEIE2#H DSRAG 10-12 mm

Cutting Data DSRA@ 10-12 mm

(ph HORN i)

N1.1
N1.2
N2.1
N2.2
N2.3
N3.1
N3.2
N3.3
N3.4

10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12

»
vc =m/min
400
400
350
350
200
250
300
200
200

fZ
7 0.044
5° 0.031
3° 0.031
3 0.018
7 0.044
5° 0.031
3 0.031
3 0.018
7 0.044
5° 0.031
3 0.031
3 0.018
7 0.044
5° 0.031
3 0.031
3 0.018
7 0.054
5° 0.038
3° 0.038
3 0.022
7 0.054
5° 0.038
3° 0.038
3° 0.022
7 0.054
5° 0.038
3° 0.038
3 0.022
7 0.054
5° 0.038
3° 0.038
3° 0.022

s
vc=m/min

450

450

400

400

250

300

350

250

250
<

Z:\e ap

10.00 | 15.00
10.00 | 15.00
10.00 | 15.00
10.00 | 15.00
10.00 | 15.00
10.00 | 15.00
10.00 | 15.00
10.00 | 15.00
10.00 | 15.00
10.00 | 15.00
10.00 | 15.00
10.00 | 15.00
10.00 | 15.00
10.00 | 15.00
10.00 | 15.00
10.00 | 15.00
12.00 | 18.00
12.00 | 18.00
12.00 | 18.00
12.00 | 18.00
12.00 | 18.00
12.00 | 18.00
12.00 | 18.00
12.00 | 18.00
12.00 | 18.00
12.00 | 18.00
12.00 | 18.00
12.00 | 18.00
12.00 | 18.00
12.00 | 18.00
12.00 | 18.00
12.00 | 18.00

0.033
0.023
0.023
0.013
0.033
0.023
0.023
0.013
0.033
0.023
0.023
0.013
0.033
0.023
0.023
0.013
0.042
0.030
0.030
0.017
0.042
0.030
0.030
0.017
0.042
0.030
0.030
0.017
0.042
0.030
0.030
0.017

2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.40
2.40
2.40
2.40
2.40
2.40
2.40
2.40
2.40
2.40
2.40
2.40
2.40
2.40
2.40
2.40

25.00
25.00
50.00
50.00
25.00
25.00
50.00
50.00
25.00
25.00
50.00
50.00
25.00
25.00
50.00
50.00
30.00
30.00
60.00
60.00
30.00
30.00
60.00
60.00
30.00
30.00
60.00
60.00
30.00
30.00
60.00
60.00
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RAER

End Mill

DSRA

(ph HORN i)

Z 3 HAGhS | \% / %
:D 45° 0,01 LU
|1
A B
3 : E
i
r/

RS d, r L, L, d,
Part number

DSRA.3.160.010.030 16 0.1 40 48 15
DSRA.3.160.010.050 16 0.1 40 80 15
DSRA.3.160.010.053 16 0.1 80 84.8 15
DSRA.3.160.050.030 16 0.5 40 48 15
DSRA.3.160.050.050 16 0.5 40 80 15
DSRA.3.160.050.053 16 0.5 80 84.8 15
DSRA.3.160.100.030 16 1 40 48 15
DSRA.3.160.100.050 16 1 40 80 15
DSRA.3.160.100.053 16 1 80 84.8 15
DSRA.3.160.250.030 16 2.5 40 48 15
DSRA.3.160.250.050 16 2.5 40 80 15
DSRA.3.160.250.053 16 2.5 80 84.8 15
DSRA.3.160.400.030 16 4 40 48 15
DSRA.3.160.400.050 16 4 40 80 15
DSRA.3.160.400.053 16 4 80 84.8 15
DSRA.3.200.010.027 20 0.1 50 54 19
DSRA.3.200.010.050 20 0.1 50 100 19
DSRA.3.200.010.053 20 0.1 100 106 19
DSRA.3.200.050.027 20 0.5 50 54 19
DSRA.3.200.050.053 20 0.5 100 106 19
DSRA.3.200.100.027 20 1 50 54 19
DSRA.3.200.100.053 20 1 100 106 19
DSRA.3.200.250.027 20 2.5 50 54 19
DSRA.3.200.250.050 20 2.5 50 100 19
DSRA.3.200.250.053 20 2.5 100 106 19
DSRA.3.200.400.027 20 4 50 54 19
DSRA.3.200.400.050 20 4 50 100 19
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16
16
16
16
16
16
16
16
16
16
16
16
16
16
16
20
20
20
20
20
20
20
20
20
20
20
20

A EF

on stock

[

1

108
140
140
108
140
140
108
140
140
108
140
140
108
140
140
108
163
163
108
163
108
163
108
163
163
108
163

EREeTHsS
Carbide grades

A4

4 weeks

S>> P> MGIK
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Y= % DSRA G 16 - 20 mm

Cutting Data DSRA@ 16 - 20 mm

(ph HORN i)

N1.1
N1.2
N2.1
N2.2
N2.3
N3.1
N3.2
N3.3
N3.4

16
16
16
16
16
16
16
16
16
16
16
16
16
16
16
20
20
20
20
20
20
20
20
20
20
20
20

»
vc =m/min
400
400
350
350
200
250
300
200
200

fZ
7 0.074
5° 0.052
3° 0.052
3° 0.074
7 0.052
5° 0.052
3 0.074
3° 0.052
7 0.052
5° 0.074
3 0.052
3 0.052
7 0.074
5° 0.052
3 0.052
3 0.094
7 0.066
5° 0.066
3 0.094
7 0.066
5° 0.094
3° 0.066
7 0.094
5° 0.066
3 0.066
3 0.094
7 0.066

s
vc=m/min

450

450

400

400

250

300

350

250

250
<

ae ap

16.00 | 24.00
16.00 | 24.00
16.00 | 24.00
16.00 | 24.00
16.00 | 24.00
16.00 | 24.00
16.00 | 24.00
16.00 | 24.00
16.00 | 24.00
16.00 | 24.00
16.00 | 24.00
16.00 | 24.00
16.00 | 24.00
16.00 | 24.00
16.00 | 24.00
20.00 | 30.00
20.00 | 30.00
20.00 | 30.00
20.00 | 30.00
20.00 | 30.00
20.00 | 30.00
20.00 | 30.00
20.00 | 30.00
20.00 | 30.00
20.00 | 30.00
20.00 | 30.00
20.00 | 30.00

0.060
0.042
0.042
0.060
0.042
0.042
0.060
0.042
0.042
0.060
0.042
0.042
0.060
0.042
0.042
0.078
0.055
0.055
0.078
0.055
0.078
0.055
0.078
0.055
0.055
0.078
0.055

3.20
3.20
3.20
3.20
3.20
3.20
3.20
3.20
3.20
3.20
3.20
3.20
3.20
3.20
3.20
4.00
4.00
4.00
4.00
4.00
4.00
4.00
4.00
4.00
4.00
4.00
4.00

40.00
40.00
80.00
40.00
40.00
80.00
40.00
40.00
80.00
40.00
40.00
80.00
40.00
40.00
80.00
50.00
50.00
100.00
50.00
100.00
50.00
100.00
50.00
50.00
100.00
50.00
50.00
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7$%£7] HPC DSFA (ph HoRN ph)

End Mill HPC
HA gh5
L3 =) % : o (@[ 71
j-r 36-40° - -~ 0,01 _.|Eh9|._
G25
rmm
\
II
|3
|2
| | <
F——— <
=l
[
bx45°
BRA SIS
Carbide grades
A EF A4TE
on stock 4 weeks
FRES d, b L , d, d, ! z <
Part number o
=
DSFA.3.060.030 6 0.2 15 18 5.6 6 57 3 A
DSFA.3.060.050 6 0.2 15 30 5.6 6 70 3 A
DSFA.3.060.053 6 0.2 30 31.8 5.6 6 70 3 A
DSFA.3.060.070 6 0.2 30 42 5.6 6 80 3 A
DSFA.3.080.030 8 0.2 20 24 7.5 8 64 3 A
DSFA.3.080.050 8 0.2 20 40 7.5 8 80 3 A
DSFA.3.080.053 8 0.2 40 42.4 7.5 8 80 3 A
DSFA.3.080.070 8 0.2 40 56 7.5 8 100 3 A
DSFA.3.100.030 10 0.2 25 30 9.5 10 72 3 A
DSFA.3.100.050 10 0.2 25 50 9.5 10 100 3 A
DSFA.3.100.053 10 0.2 50 53 9.5 10 100 3 A
DSFA.3.100.070 10 0.2 50 70 9.5 10 115 3 A
DSFA.3.120.030 12 0.2 30 36 11.5 12 85 3 A
DSFA.3.120.050 12 0.2 30 60 11.5 12 108 3 A
DSFA.3.120.053 12 0.2 60 63.6 11.5 12 108 3 A
DSFA.3.120.070 12 0.2 60 84 11.5 12 140 3 A
DSFA.3.160.030 16 0.5 40 48 15 16 100 3 A
DSFA.3.160.050 16 0.5 40 80 15 16 140 3 A
DSFA.3.160.053 16 0.5 80 84.8 15 16 140 3 A
DSFA.3.200.027 20 0.5 50 54 19 20 108 3 A
DSFA.3.200.050 20 0.5 50 100 19 20 163 3 A
DSFA.3.200.053 20 0.5 100 106 19 20 163 3 A
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YI4E% DSFA @ 6 - 20 mm

Cutting Data DSFA@ 6 - 20 mm

(ph HORN i)

N1.1
N1.2
N2.1
N2.2
N2.3
N3.1
N3.2
N3.3
N3.4

o

[y

© O 0 0 OO O O O

N NN B P B B e e e
O O O OO OO O DM N NN OO O O

»
vc =m/min
450
450
400
400
250
300
350
200
200

fZ
20° 0.026
10° 0.018
3 0.018
3 0.010
20° 0.035
10° 0.025
3 0.025
3 0.014
20° 0.044
10° 0.031
3 0.031
3 0.018
20° 0.054
10° 0.037
3 0.037
3 0.021
20° 0.072
10° 0.050
3 0.050
20° 0.090
10° 0.063
3° 0.063

s
vc=m/min
500
500
450
450
300
350
400
250
250
<
ae ap
6.00 9.00
6.00 9.00
6.00 9.00
6.00 9.00
8.00 12.00
8.00 12.00
8.00 12.00
8.00 12.00
10.00 | 15.00
10.00 | 15.00
10.00 | 15.00
10.00 | 15.00
12.00 | 18.00
12.00 | 18.00
12.00 | 18.00
12.00 | 18.00
16.00 | 24.00
16.00 | 24.00
16.00 | 24.00
20.00 | 30.00
20.00 | 30.00
20.00 | 30.00

0.047
0.066
0.066
0.038
0.128
0.090
0.090
0.051
0.161
0.113
0.113
0.064
0.194
0.136
0.136
0.078
0.260
0.182
0.182
0.327
0.229
0.229

1.20
0.30
0.30
0.30
0.40
0.40
0.40
0.40
0.50
0.50
0.50
0.50
0.60
0.60
0.60
0.60
0.80
0.80
0.80
1.00
1.00
1.00

15.00
15.00
30.00
30.00
20.00
20.00
40.00
40.00
25.00
25.00
50.00
50.00
30.00
30.00
60.00
60.00
40.00
40.00
80.00
50.00
50.00
100.00
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AT II$ET] DSFRA (ph HORN pi»)

Roughing End Mill with rip-

per profile
HAhS | % - % 3 2% Va
23 ZD:,- 36-40° - e 0,01

% G2,5 HB ohS
om =

__Imh‘?l__

Lo i
T RS i
bx45°

BRA SIS

Carbide grades

A EF A4

on stock 4 weeks
PR d, b , 3 d, d, L z e <
Part number Type N
=
DSFRA.3.060.030 6 0.4 15 18 5.6 6 57 3 HA A
DSFRA.3.060.050 6 0.4 15 30 5.6 6 70 3 HA A
DSFRA.3.080.030 8 0.5 20 24 7.5 8 64 3 HA A
DSFRA.3.080.050 8 0.5 20 40 7.5 8 80 3 HA A
DSFRA.3.100.030 10 0.5 25 30 9.5 10 72 3 HA A
DSFRA.3.100.050 10 0.5 25 50 9.5 10 100 3 HA A
DSFRA.3.120.030 12 0.5 30 36 11.5 12 85 3 HA A
DSFRA.3.120.030.B 12 0.5 30 36 11.5 12 85 3 HB A
DSFRA.3.120.050 12 0.5 30 60 11.5 12 108 3 HA A
DSFRA.3.120.050.B 12 0.5 30 60 11.5 12 108 3 HB A
DSFRA.3.160.030 16 0.6 40 48 15 16 100 3 HA A
DSFRA.3.160.030.B 16 0.6 40 48 15 16 100 3 HB A
DSFRA.3.160.050 16 0.6 40 80 15 16 140 3 HA A
DSFRA.3.160.050.B 16 0.6 40 80 15 16 140 3 HB A
DSFRA.3.200.027 20 0.8 50 54 18.8 20 108 3 HA A
DSFRA.3.200.027.B 20 0.8 50 54 18.8 20 108 3 HB A
DSFRA.3.200.050 20 0.8 50 100 18.8 20 163 3 HA A
DSFRA.3.200.050.B 20 0.8 50 100 18.8 20 163 3 HB A
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Y12 DSFRAG 6 - 20 mm

Cutting Data DSFRA@ 6 - 20 mm

(ph HORN i)

N1.1
N1.2
N2.1
N2.2
N2.3
N3.1
N3.2
N3.3
N3.4

»
vc =m/min
450
450
400
400
250
300
350
200
200

fZ
20° 0.030
10° 0.021
20° 0.041
10° 0.029
20° 0.053
10° 0.037
20° 0.064
20° 0.064
10° 0.045
10° 0.045
20° 0.086
20° 0.086
10° 0.060
10° 0.060
20° 0.108
20° 0.108
10° 0.076
10° 0.076

7

vc=m/min

6.00
6.00
8.00
8.00
10.00
10.00
12.00
12.00
12.00
12.00
16.00
16.00
16.00
16.00
20.00
20.00
20.00
20.00

500
500
450
450
300
350
400
250
250

9.00
9.00
12.00
12.00
15.00
15.00
18.00
18.00
18.00
18.00
24.00
24.00
24.00
24.00
30.00
30.00
30.00
30.00

0.062
0.043
0.083
0.058
0.104
0.073
0.125
0.125
0.087
0.087
0.167
0.167
0.117
0.117
0.209
0.209
0.146
0.146

2.40
2.40
3.20
3.20
4.00
4.00
4.80
4.80
4.80
4.80
6.40
6.40
6.40
6.40
8.00
8.00
8.00
8.00

15.00
15.00
20.00
20.00
25.00
25.00
30.00
30.00
30.00
30.00
40.00
40.00
40.00
40.00
50.00
50.00
50.00
50.00
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(ph HORN )
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%% DG
System DG

(ph HORN )

DG

#tHIZR% DG

BT

-A OO YIRIFIERE!
Bl A SO

ARz A

- LA R E

- HEH!

Milling system DG

for

- Centre Cutting and Groove
Milling

- Chamfering and centering

- Copy milling
- High feed milling
- Gear Milling
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pIDG (ph HORN i)

System DG

BTN -
Milling shank HA‘Z’hé_L D|N1835i
MDG N 1' __ . ] __
i T

T1/Page D1/Page

231,233-234 232

VAl
Cutter Head - ~ 7
DGR/DGF/DGRR/DGH »” ~
DGM/DGK/DGVZ/DGV/
DGFF D1/Page D1/Page D1/Page 1/Page T1/Page
236, 238, 240, 244 246 248 250
242
/
D1/Page D1/Page
252 254
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ST

Milling shank

MDG

(ph HORN i)

e | —
<
S|
(=]
i
1
]
FRils d l,
Part number
MDG.10.0010.90.00.A 10 72.8
MDG.10.0010.90.01.A 10 101.8
MDG.12.0012.90.00.A 12 83.3
MDG.12.0012.90.01.A 12 114.3
MDG.16.0016.90.00.A 16 98.8
MDG.16.0016.90.01.A 16 129.8
MDG.20.0020.90.00.A 20 112.3
MDG.20.0020.90.01.A 20 150.3

FFTIMDGLO... HFRIRECR DR

For toolholders MDG10... Please note the threads are NOT segmented.

EefF
JRFNMINEERSLEEBEITIFH, FRITITH!

Spare Parts

Wrenches and additional equipment are not combined with the milling shank. Separate order required!

HORNTR] LURIEH IR B3 TIFF B R

Milling cutter shanks with damaged seating can be repaired by HORN.

Gdhﬁ

30
56.8
36
59.3
48
64.8
60
70.3

9.8
9.8
11.7
11.7
15.6
15.6
19.5
19.5

Xl
System

DG10
DG10
DG12
DG12
DG16
DG16
DG20
DG20

HMS

DGO0101
DGO0101
DG0121
DGO0121
DGO161
DGO161
DG0201
DG0201
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LTI MDG (ph HoRrN piD)

Milling shank

DIN 1835-A
4

- L - HEA1
bk |
NE ;
o
; 1
[ L —
Mg 2
FRES d L, L, d, i 78 HMS
Part number Form
MDG.10.ST10.90.01.A 10 91.8 36.8 9.8 1 DG0101
MDG.10.ST16.90.01.A 16 91.8 19.8 9.8 2 DG0101
MDG.12.ST12.90.01.A 12 109.3 443 11.7 1 DG0121
MDG.12.ST16.90.01.A 16 99.3 22.3 11.7 2 DGO0121
MDG.16.ST16.90.01.A 16 134.8 49.8 15.6 1 DGO0161
MDG.16.ST20.90.01.A 20 104.8 27.8 15.6 2 DGO0161
MDG.20.ST20.90.01.A 20 150.3 60.3 19.5 1 DG0201
MDG.20.ST25.90.01.A 25 110.3 333 19.5 2 DG0201

FFITIMDGLO... JEFEIRBKR T B0

For toolholders MDG10... Please note the threads are NOT segmented.
e

IRFAING S T D SEHEITIFR, BESTIN!

Spare Parts
Wrenches and additional equipment are not combined with the milling shank. Separate order required!

HORNETLURIEIRIF RIS TIFFEL
Milling cutter shanks with damaged seating can be repaired by HORN.
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LTI MDG (ph HoRrN piD)

Milling shank

- 2 —
</ 87°
R | J
-U =
go |8 8
I i i
— 3 — I1
— —
s d L, L, d, L, HMS
Part number
MDG.10.0012.87.01.A 12 85 19.7 9.8 22 DG0101
MDG.12.0016.87.01.A 16 100 23.1 11.7 42 DGO0121
MDG.16.0020.87.01.A 20 100 29.6 15.6 43 DG0161

FFTIMDGLO... HFRIRECR DR

For toolholders MDG10... Please note the threads are NOT segmented.

Fof
IRFMHINIGE T D ZEBHEITIAFH, FSTITE!
Spare Parts

Wrenches and additional equipment are not combined with the milling shank. Separate order required!

HORN BT LURIEIRIF RIS TIFFEL
Milling cutter shanks with damaged seating can be repaired by HORN.
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LTI MDG (ph HoRrN piD)

Milling shank

1
2
o
(S}
A
|3
e —
1
i} —
s d L, L, d, L, HMS
Part number
MDG.10.0012.89.01.A 12 115 23.5 9.8 50 DG0101
MDG.12.0016.89.01.A 16 140 28.8 11.7 75 DG0121
MDG.16.0020.89.01.A 20 160 37.2 15.6 75 DG0161

FFTIMDGILO... JEFERBKR T B0
For toolholders MDG10... Please note the threads are NOT segmented.

Fof
IRFMHINIGE T D ZEBHEITIAFH, FSTITE!
Spare Parts

Wrenches and additional equipment are not combined with the milling shank. Separate order required!

HORN BT LURIEIRIF RIS TIFFEL
Milling cutter shanks with damaged seating can be repaired by HORN.
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BiAR 588 (ph HoRrN piD)

Technical Instructions

REHRE
Torque for setting
R RERE WFRT X N F TR
System Torque forsetting  \wrench size Combination Torque wrench
D SW wrench iz BYEE  ATNRY
Application Effectiverange  for small series
DG10 10 8 D.DG1001
$.DG1012 DI
DG12 14 10 D.DG1201 5-25Nm D1050VK
DG16 25 13 D.DG1601 10-50 Nm
S.DG1620 D20100VK
DG20 35 17 D.DG2001  20-100Nm
RRWEA

L. BRRTI R AT FHEARE R IR L,
2. FIMEEEREE,
3. D RIFIREL, SEEAN ] EE(E A A 5o
4. FIIRREETINE, Fohii .
EF, NvDbli{%A
5. RS ERVRAER T, ERHEFRRAEMETI Ao

AR
ERIRET AT LUR D 7] 5 TIFT BV EEIR 11 N IRIEA R AN E R BT, S5MF4BIRRE (U AR AR E
EREFRENETIF, BERIETI A ERTE.

Assembly instruction

1. Remove any dirt from the interface and seating surface of the milling cutter shank and cutting insert.
2. Grip milling cutter shank in jig.
3. Apply lubricant sparingly to thread, taper and seat surface of cutting insert.
4. Insert cutting insert into shank and clamp it manually according to mark.
Attention: risk of injury!
5. Tighten cutting insert in milling cutter shank with a torque wrench, using the recommended torque.

Note:

The use of lubricant reduces friction between cutting insert and tool holder. For optimum radial and axial run-out
precision it is crucial that interfaces and seat surfaces are clean. Applying the recommended tightening torque for
gripping cutting inserts guarantees the correct insert fit.
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AL

DGR

(ph HORN i)

Cutter Head
X 3 SZQ
z3 % .
b 45° 7z / 4 Eh9|"
\
3
—
— o
© - O O
Q Q
Li— BRASMS
ER- R Carbide grades
&= ! =
Picture = right hand cutting version oAn i-iﬁ 4361}55
FmEs el SW VA d, d r L, L HIS o
Part number System g
<
DGR.3.10.1000.05.1K DG10 8 3 10 9.8 0.5 16.8 5.5 DG0101 A
DGR.3.10.1000.10.IK DG10 8 3 10 9.8 1 16.8 55 DG0101 A
DGR.4.10.1000.05.IK DG10 8 4 10 9.8 0.5 16.8 5.5 DGO0101 A
DGR.4.10.1000.10.IK DG10 8 4 10 9.8 1 16.8 5.5 DG0101 A
DGR.4.12.1200.05.1K DG12 10 4 12 11.7 0.5 19.3 6.5 DG0121 A
DGR.5.16.1600.10.1K DG16 13 5 16 15.6 1 24.8 8.5 DG0161 A
DGR.5.16.1600.20.IK DG16 13 5 16 15.6 2 24.8 8.5 DGO161 A
M| o
N| -
S | -
H| -
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{]4IB % DGR...IK (ph HORN piD)

Cutting Data DGR...IK

s s - s
vc =m/min vc =m/min vc =m/min vc=m/min
130 150 M1.1 90 110
130 150 M1.2 70 90
130 150 M1.3 60 80
130 150 130 150
130 150 130 150
140 160 120 140
130 150 110 130
130 150 110 130
130 150 110 130
130 150 100 120
120 140 90 110
110 130 90 110
120 140 S1.1 90 110
120 140 s1.2 80 100
110 130 S2.1 60 80
S2.2 50 70
e s
d, f, a, a, f, a, a,
10 5° 0.05 10 5 0.07 4 5
10 5° 0.05 10 5 0.07 4 5
10 4 0.05 10 5 0.06 4 5
10 4° 0.05 10 5 0.06 4 5
12 5° 0.06 12 6 0.09 5 6
16 3° 0.08 16 8 0.11 6 8
16 3° 0.08 16 8 0.11 6 8
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Al

Cutter Head

DGR

(ph HORN i)

z3 < :
- 45° ~ 7
\
3
._2_‘
/]
~ [ap,
© - O @]
Q Q
r BRASIS
) Carbide grades
] ~= !
czre%i%hand cutting version A T A47
on stock 4 weeks
mis el SW z d, d, r L, L, HIS a
Part number System =
<<
DGR.3.10.1000.05.00 DG10 8 3 10 9.8 0.5 16.8 5.5 DG0101 A
DGR.3.10.1000.10.00 DG10 8 3 10 9.8 1 16.8 5.5 DG0101 A
DGR.4.10.1000.05.00 DG10 8 4 10 9.8 0.5 16.8 5.5 DG0101 A
DGR.4.10.1000.10.00 DG10 8 4 10 9.8 1 16.8 55 DG0101 A
DGR.3.12.1200.05.00 DG12 10 3 12 11.7 0.5 19.3 6.5 DG0121 A
DGR.4.12.1200.05.00 DG12 10 4 12 11.7 0.5 19.3 6.5 DG0121 A
DGR.4.12.1200.10.00 DG12 10 4 12 11.7 1 19.3 6.5 DG0121 A
DGR.5.16.1600.05.00 DG16 13 ) 16 15.6 0.5 24.8 8.5 DG0161 A
DGR.5.16.1600.10.00 DG16 13 5 16 15.6 1 24.8 8.5 DGO0161 A
DGR.5.16.1600.15.00 DG16 13 5 16 15.6 1.5 24.8 8.5 DGO0161 A
DGR.5.16.1600.20.00 DG16 13 5 16 15.6 2 24.8 8.5 DG0161 A
DGR.5.20.2000.05.00 DG20 17 5 20 19.5 0.5 30.3 12 DG0201 A
DGR.5.20.2000.10.00 DG20 17 O) 20 19.5 1 30.3 12 DG0201 A
DGR.5.20.2000.15.00 DG20 17 5 20 19.5 1.5 30.3 12 DG0201 A
DGR.5.20.2000.20.00 DG20 17 5 20 19.5 2 30.3 12 DG0201 A
M| o
N| -
S| -
H| -
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t]HI5% DGR (ph HORN pi»)

Cutting Data DGR

e - e 7
vc =m/min vc =m/min vc =m/min vc=m/min
130 150 M1.1 90 110
130 150 M1.2 70 90
130 150 M1.3 60 80
130 150 130 150
130 150 130 150
140 160 120 140
130 150 110 130
130 150 110 130
130 150 110 130
130 150 100 120
120 140 90 110
110 130 90 110
120 140 S1.1 90 110
120 140 s1.2 80 100
110 130 S2.1 60 80

S2.2 50 70

e e
d, f, a, a, f, a, a,
10 5 0.04 10 5 0.07 4 5
10 5 0.04 10 5 0.07 4 5
10 4° 0.04 10 5 0.06 4 5
10 4° 0.04 10 3 0.06 4 5
12 5 0.05 12 6 0.09 5 6
12 4° 0.05 12 6 0.08 5 6
12 4 0.05 12 6 0.08 3 6
16 & 0.07 16 8 0.11 6 8
16 Sk 0.07 16 8 0.11 6 8
16 3° 0.07 16 8 0.11 6 8
16 3° 0.07 16 8 0.11 6 8
20 3° 0.09 20 10 0.14 8 10
20 3° 0.09 20 10 0.14 8 10
20 3° 0.09 20 10 0.14 8 10
20 3° 0.09 20 10 0.14 8 10
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AL

DGF

(ph HORN i)

Cutter Head
z3 < :
7 7 » rzah‘)l__
\
3
/] I
© - O .
Q
o
A 4[5
bx45 FE mmadil
_ Carbide grades
Er=-6F2
Picture = right hand cutting version on stock 4 weeks
RS el SW z d, d, L, L, b HIS o
Part number System =
<<
DGF.3.10.1000.02.00 DG10 8 3 10 9.8 16.8 5.5 0.2 DGO0101 A
DGF.3.12.1200.02.00 DG12 10 3 12 11.7 19.3 6.5 0.2 DG0121 A
DGF.4.16.1600.02.00 DG16 13 4 16 15.6 24.8 8.5 0.2 DG0161 A
DGF.4.20.2000.03.00 DG20 17 4 20 19.5 30.3 12 0.25 DG0201 A
M| o
N
S| -
H| -
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tIEI=& DGF (ﬁh HORN fil1)

Cutting Data DGF

s s - s
vc =m/min vc =m/min vc =m/min vc=m/min
130 150 M1.1 90 110
130 150 M1.2 70 90
130 150 M1.3 60 80
130 150 130 150
130 150 130 150
140 160 120 140
130 150 110 130
130 150 110 130
130 150 110 130
130 150 100 120
120 140 90 110
110 130 90 110
120 140 S1.1 90 110
120 140 s1.2 80 100
110 130 S2.1 60 80
S2.2 50 70
e s
d, f, a, a, f, a, a,
10 5° 0.04 10 5 0.07 4 5
12 5° 0.05 12 6 0.09 5 6
16 4 0.07 16 8 0.11 6 8
20 4 0.09 20 10 0.14 8 10
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Al DGRR (ph HORN i)

Cutter Head

1 z3 g

z4 || z5 5

 —
§e) =
(S Q
bx45° \SW
BRETES
) Carbide grades
=] ~= !
c—t-j;re%jafihand cutting version A EfF A4
& & on stock 4 weeks
FRES ] swo |z d, d, L, X b HIS o
Part number System =
<
DGRR.3.10.1000.00 DG10 8 3 10 9.8 16.8 5.5 0.3 DGO0101 A
DGRR.4.10.1000.00 DG10 8 4 10 9.8 16.8 5.5 0.3 DGO0101 A
DGRR.3.12.1200.00 DG12 10 3 12 11.7 19.3 6.5 0.5 DGO0121 A
DGRR.4.12.1200.00 DG12 10 4 12 11.7 19.3 6.5 0.5 DGO0121 A
DGRR.5.16.1600.00 DG16 13 5 16 15.6 24.8 8.5 0.5 DGO0161 A
DGRR.5.20.2000.00 DG20 17 5 20 19.5 30.3 12 0.5 DG0201 A
M| o
N| -
S | -
H| -
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t]HIE% DGRR (ph HORN pi»)

Cutting Data DGRR

s s - s
vc =m/min vc =m/min vc =m/min vc=m/min

120 140 M1.1 80 100

120 140 M1.2 60 80

120 140 M1.3 50 70

120 140 120 140

120 140 120 140

130 150 110 130

120 140 100 120

120 140 100 120

120 140 100 120

120 140 90 110

110 130 80 100

100 120 80 100

110 130 S1.1 80 100

110 130 s1.2 70 90

100 120 S2.1 50 70

S2.2 40 60

s -

d, f, a, a, f, a, a,
10 5° 0.06 10 5 0.07 8 5
10 4 0.05 10 5 0.06 8 5
12 3 0.06 12 6 0.07 9 6
12 3° 0.06 12 6 0.07 9 6
16 3 0.09 16 8 0.10 12 8
20 3° 0.11 20 10 0.13 15 10
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AL

DGH

(ph HORN i)

Cutter Head
=~ Z4 \% Y - s %
30° / 4 Eh?"'
%
Iy ! N
—-—1‘2
/]
o | o o
Q Q
| \—
/
rtheo
BRETES
. ) Carbide grades
Shrs :
c?tjreéj—:%hand cutting version A EfF A4
& & on stock 4 weeks
ERES el SW z d, d, L, L, Mieo HIS o
Part number System =
<
DGH.4.10.1000.00 DG10 8 4 10 9.8 16.8 0.7 1.07 DGO0101 A
DGH.4.12.1200.00 DG12 10 4 12 11.7 19.3 0.8 1.18 DGO0121 A
DGH.4.16.1600.00 DG16 13 4 16 15.6 24.8 1 1.38 DGO0161 A
DGH.4.20.2000.00 DG20 17 4 20 19.5 30.3 1.2 1.96 DG0201 A
M|o
N
S| -
H| -
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t]HI 2% DGH (ph HORN pi»)

Cutting Data DGH

N N
s -
vc =m/min vc =m/min vc =m/min vc=m/min
150 180 M1.1 100 130
150 180 M1.2 90 120
140 170 M1.3 80 110
140 170 140 170
140 170 140 170
140 170 130 160
140 170 120 150
140 170 120 150
140 170 120 150
140 170 110 140
130 160 110 140
130 160 110 140
130 160 S1.1 70 100
130 160 s1.2 60 90
110 140 S2.1 40 70
S2.2 30 60
N
»
d, f, a, a, f, a, a,
10 4 0.39 10 0.4 0.59 7 0.6
12 4 0.47 12 0.5 0.71 8 0.7
16 4 0.63 16 0.6 0.94 11 0.9
20 4 0.79 20 0.8 118 14 11
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R DGM (ph HORN ph)

Cutter Head

U‘-
Q

od,

EREeTHsS
Carbide grades

En=aFL A 7 A4

Picture = right hand cutting version

on stock 4 weeks

FRES %5 sw | oz | d d, r L L HIS o
Part number System =
<

DGM.7.10.1000.02.0 DG10 8 7 10 9.8 0.2 16.8 5.5 DG0101 A
DGM.7.10.1000.10.0 DG10 8 7 10 9.8 1 16.8 5.5 DGO0101 A
DGM.7.12.1200.02.0 DG12 10 7 12 11.7 0.2 19.3 6.5 DGO0121 A
DGM.7.12.1200.10.0 DG12 10 7 12 11.7 1 19.3 6.5 DGO0121 A
DGM.9.16.1600.02.0 DG16 13 9 16 15.6 0.2 24.8 9 DG0161 A
DGM.9.16.1600.10.0 DG16 13 9 16 15.6 1 24.8 9 DGO161 A
DGM.9.20.2000.02.0 DG20 17 9 20 19.5 0.2 30.3 11 DG0201 A
DGM.9.20.2000.10.0 DG20 17 9 20 19.5 1 30.3 11 DG0201 A
M|o

N| -

S| -

H| -
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t]HIB% DGM (ph HORN pi»)

Cutting Data DGM

< e < e
vc =m/min vc =m/min vc =m/min vc=m/min
120 140 M1.1 80 100
120 140 M1.2 60 80
120 140 M1.3 50 70
120 140 120 140
120 140 120 140
130 150 110 130
120 140 100 120
120 140 100 120
120 140 100 120
120 140 90 110
110 130 80 100
100 120 80 100
110 130 S1.1 80 100
110 130 s1.2 70 90
100 120 S2.1 50 70
S2.2 40 60
- 7
d, f, a, a, f, a, a,
10 2° 0.04 1.0 5.0 0.06 0.20 5.00
10 2° 0.04 1.0 5.0 0.06 0.20 5.00
12 2° 0.05 12 6.0 0.08 0.24 6.00
12 2° 0.05 12 6.0 0.08 0.24 6.00
16 2° 0.07 1.6 8.0 0.11 0.32 8.00
16 2° 0.07 1.6 8.0 0.11 0.32 8.00
20 2° 0.10 2.0 10.0 0.17 0.40 10.00
20 2° 0.10 2.0 10.0 0.17 0.40 10.00
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IR DGK (ph HORN ph)

Cutter Head

22%/ o Qs 4

o m
© ©
Q Q
BRA SIS
. ; Carbide grades
Z|/~=
czre%i%hand cutting version A A4H
on stock 4 weeks
RS 5 SW z d, d, r L, L, HIS o
Part number System =
<
DGK.2.10.1000.00 DG10 8 2 10 9.8 5 16.8 5.5 DG0101 A
DGK.4.10.1000.00 DG10 8 4 10 9.8 5 16.8 5.5 DG0101 A
DGK.2.12.1200.00 DG12 10 2 12 11.7 6 19.3 6.5 DG0121 A
DGK.4.12.1200.00 DG12 10 4 12 11.7 6 19.3 6.5 DG0121 A
DGK.2.16.1600.00 DG16 13 2 16 15.6 8 24.8 8.5 DGO0161 A
DGK.4.16.1600.00 DG16 13 4 16 15.6 8 24.8 8.5 DGO0161 A
DGK.4.20.2000.00 DG20 17 4 20 19.5 10 30.3 12 DG0201 A
M| o
N | -
S | -
H| -
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t]HIB % DGK (ph HORN pi»)

Cutting Data DGK

N N
s -
vc =m/min vc =m/min vc =m/min vc=m/min
140 160 M1.1 90 110
140 160 M1.2 80 100
130 150 M1.3 70 90
130 150 130 150
130 150 130 150
130 150 120 140
130 150 110 130
130 150 110 130
130 150 110 130
130 150 100 120
120 140 100 120
120 140 100 120
120 140 S1.1 60 80
120 140 s1.2 50 70
100 120 S2.1 30 50
S2.2 20 40
N
e
d, f, a, a, f, a, a,
10 5° 0.08 3 3 0.09 0.10 0.50
10 4 0.05 3 3 0.07 0.10 0.50
12 5° 0.09 4 4 0.10 0.12 0.60
12 4° 0.06 4 4 0.08 0.12 0.60
16 5° 0.11 5 5 0.13 0.16 0.80
16 4° 0.08 5 5 0.11 0.16 0.80
20 5° 0.13 6 6 0.15 0.20 1.00
20 4 0.10 6 6 0.13 0.20 1.00

249



Al DGVZ (ph HORN i)

Cutter Head
7\
~ ~ - 2 ~ -
74 || 0,02
30° - ~ 7 '
A%
g z6
—-|ﬂh9|-
|3
|2
— <]
A3 g
) Q
// BRASMES
) r Carbide grades
ER= :
c?tjreéj—:%hand cutting version A EfF A4
& & on stock 4 weeks
s el SW z Ds d r L, d, a, HIS o
Part number System =
<
DGVZ.4.10.35.15.00 DG10 8 4 10 9.8 1.5 21 2.86 12.3 DGO0101 A
DGVZ.4.12.35.20.00 DG12 10 4 12 11.7 2 24 3.82 14.3 DGO0121 A
DGVZ.6.16.35.30.00 DG16 13 6 16 15.6 3 32 5.72 184 DGO0161 A
DGVZ.6.20.35.50.00 DG20 17 6 20 19.5 5 37 9.54 20.09 DG0201 A
M|o
N| -
S| -
H| -
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IS DGVZ
Cutting Data DGVZ (ﬁh HORN I]h)

N N
s -
vc =m/min vc =m/min vc =m/min vc=m/min
140 160 M1.1 90 110
140 160 M1.2 80 100
130 150 M1.3 70 90
130 150 130 150
130 150 130 150
130 150 120 140
130 150 110 130
130 150 110 130
130 150 110 130
130 150 100 120
120 140 100 120
120 140 100 120
120 140 S1.1 60 80
120 140 s1.2 50 70
100 120 S2.1 30 50
S2.2 20 40
N
»
Ds f, a, a, f, a, a,
10 4 0.06 1.0 5.0 0.11 0.20 5.00
12 4 0.06 1.0 5.0 0.11 0.20 5.00
16 2° 0.05 12 6.0 0.09 0.24 6.00
20 2° 0.05 12 6.0 0.09 0.24 6.00
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AL

DGV

(ph HORN i)

Cutter Head
J%g ~
- || z4 b 0,02
|3
50

o T

@Ds
2d,

s

Br=HAF8

mn
o

Picture = right hand cutting version

FRRS

Part number

DGV.4.10.R020.00
DGV.4.10.R050.00
DGV.4.10.R100.00
DGV.4.10.R125.00
DGV.4.10.R150.00
DGV.4.10.R200.00
DGV.4.10.R250.00
DGV.4.10.R300.00
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System

DG10
DG10
DG10
DG10
DG10
DG10
DG10
DG10

SW

O O 0O 0 0 O O

SW

I S N O L I N N

Ds

10
10
10
10
10
10
10
10

od,

9.8
9.8
9.8
9.8
9.8
9.8
9.8
9.8

0.2
0.5

1.25
1.5

2.3

16.8
16.8
16.8
16.8
16.8
16.8
16.8
16.8

—~

w b 0o

EREeTHsS
Carbide grades

A EE

on stock

HIS

DGO0101
DG0101
DGO0101
DGO0101
DG0101
DG0101
DG0101
DGO0101

A4R

4 weeks

> > > > > > > > AN2P

<
o



t]HIS% DGV (ph HORN pi»)

Cutting Data DGV

/ /
vc =m/min vc=m/min
140 M1.1 90
140 M1.2 80
130 M1.3 70
130 130
130 130
130 120
130 110
130 110
130 110
130 100
120 100
120 100
120 s1.1 60
120 s1.2 50
100 S2.1 30
$2.2 20
-

Ds fz a, ap

10 0.08 0.20 0.20

10 0.07 0.50 0.50

10 0.06 1.00 1.00

10 0.05 1.25 1.25

10 0.05 1.50 1.50

10 0.04 2.00 2.00

10 0.04 2.50 2.50

10 0.04 3.00 3.00
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AL

Cutter Head

DGFF

(ph HORN i)

z3 | z4 | z6 ||~ 7
15° 0°
|2
/\ | -

7)) )

Ql o - saes s

Ql 8

SW

BR=-6F3
Picture = right hand cutting version
RS %51 sw | z | bs d, ,
Part number System
DGFF.3.10.45.00 DG10 8 3 10 9.8 16.8
DGFF.4.10.45.00 DG10 8 4 10 9.8 16.8
DGFF.3.12.45.00 DG12 10 3 12 11.7 19.3
DGFF.4.12.45.00 DG12 10 4 12 11.7 19.3
DGFF.3.16.45.00 DG16 13 3 16 15.6 24.8
DGFF.6.16.45.00 DG16 13 6 16 15.6 24.8
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4.5

55

[£S

N RN RN

BRA SIS
Carbide grades
A EF A 4R
on stock 4 weeks
HIS o
N
=
<
DG0101 A
DG0101 A
DG0121 A
DG0121 A
DGO0161 A
DG0161 A
M| o
N| -
S | -
H| -



tIEIE# DGFF (ﬁh HORN i)

Cutting Data DGFF

/ 7
vc =m/min vc =m/min

140 M1.1 90

140 M1.2 80

130 M1.3 70

130 130

130 130

130 120

130 110

130 110

130 110

130 100

120 100

120 100

120 s1.1 60

120 s1.2 50

100 S2.1 30

S2.2 20

-

Ds fz a, ap
10 0.05 2.5 2.5
10 0.04 2.5 2.5
12 0.05 3.0 3.0
12 0.04 3.0 3.0
16 0.06 4.0 4.0
16 0.04 4.0 4.0
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RIBSENTIARRRSE.
FIND YOUR RIGHT
TOOLING SOLUTION NOW.

horn-group.com

DEUTSCHLAND, STAMMSITZ
GERMANY, HEADQUARTERS
Hartmetall-Werkzeugfabrik
Paul Horn GmbH
Horn-Strafe 1

72072 Tibingen

Tel +49 7071 7004-0
Fax +49 7071 72893

info@de.horn-group.com
horn-group.com
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