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SYSTEMS DDHM / DSFF

Tools for drilling carbide and core drilling
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THE DIFFERENCE:
MORE POSSIBILITIES

o BIERMOEFANLTMI

Economical machining of sintered
carbides

c ZD10fFE TDIRDITIIH ATHE
Drilling into solid up to 10 x
diameter and core drilling of
threads

o N TESFE DIEHE

Avoids the need for long
eroding processes
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Drilling Tool PIERAE T

with through coolant supply

=/ DT Bore @ from 2 mm
RUJLRS Drilling depth 5/10xD
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Picture = right hand cutting version
BE d, d, I, I, r Z 9|8
Part number [a RN
T I
DDHM.020.011.04.02 2 4 63 11 0,2 2 A
DDHM.030.017.04.02 3 4 63 17 0,2 2 A
DDHM.040.022.06.03 4 6 72 22 0,3 2 A
DDHM.050.028.06.03 5] 6 72 28 0,3 2 A
DDHM.060.033.06.03 6 6 72 58] 0,3 2 A
DDHM.070.040.08.05 7 8 92 40 0,5 2 A
DDHM.080.044.08.05 8 8 92 44 0,5 2 A
DDHM.090.050.10.05 9 10 103 50 0,5 2 A
DDHM.100.055.10.05 10 10 103 55 0,5 2 A
DDHM.020.021.04.02 2 4 63 21 0,2 2 A
DDHM.030.032.04.02 3 4 72 32 0,2 2
DDHM.040.042.06.03 4 6 92 42 0,3 2 A
DDHM.050.053.06.03 5) 6 102 53 0,3 2 A
DDHM.060.063.06.03 6 6 102 63 0,3 2 A
DDHM.070.075.08.05 7 8 122 75 0,5 2 A
DDHM.080.084.08.05 8 8 130 84 0,5 2 A
DDHM.090.100.10.05 9 10 152 100 0,5 2 A
DDHM.100.105.10.05 10 10 152 105 0,5 2 A
A 7B /onstock A48 / 4weeks x BREIVEHE <723 L) /up on request

mm3z<ad
Dimensions in mm

ZOMDOTEEEBVEHE TV,

Further sizes upon request
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Drilling Tool PIERAE T

with through coolant supply

=AVINTRER Bore & from 3,4 mm
RJLRS Drilling depth 2xd1
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Picture = right hand cutting version
BE d d d | | | r 4 ™ | ©
Part number ' ‘ ’ ' ’ ’ 8 8
T I
DDHM.M4.008.04.02 3,4 4 3,2 63 2,35 8 0,2 2 A
DDHM.M5.011.06.03 4,3 6 4,0 72 2,50 11 0,5 2 A
DDHM.M6.013.06.03 5,2 6 4,7 72 2,80 13 0,3 2 A
DDHM.M8.018.08.05 7,0 8 6,5 92 3,25 18 0,5 2 A
DDHM.M10.022.10.05 8,7 10 8,2 92 2,90 22 0,5 2 A
A TEES /onstock A4BRE [ 4weeks x BREIVEDE <72 L) / up onrequest
mmzRad

Dimensions in mm

ZOMOTERIEBVELE LT L,

Further sizes upon request
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Chamfering and Sinking (ﬁh HORN I]h)

cvod1vEVE 35irarrun DSFEHM )
End Mill
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Machining of sintered carbide
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Part number [a)]
I
DSFF.HM.05.03.06.30 & 6 15° 6,5 15 5 6 5,6 655 5 A
DSFF.HM.05.03.06.60 3 6 30° 3 15 5 6 2,6 55 5 A
DSFF.HM.05.03.06.90 3 6 45° 2,5 15 5 6 1,5 655 5 A
DSFF.HM.10.06.09.30 6 9 15° 7,5 40 8 12 5,6 90 10 A
DSFF.HM.10.06.12.60 6 12 30° 7,4 40 1 12 5,2 90 10 A
DSFF.HM.10.06.12.90 6 12 45° 4.5 40 11 12 3,0 90 10 A

A TESR onstock ALEME /4weeks x BRI VEDHE < 72T L) / up onrequest

mm3k52
Dimensions in mm

ZOMDOTEEBBVEDE 2TV,

Further sizes upon request
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Cutting data

(ph HORN pl»)

CVD RUJILD =X

CVD Dirilling

RUJL YIRS

Driling  Cutting data

tool

v, (m/min) f, (mm/U)(mm/rev)

) il max Fijzré mainifzegd rate fc%u\(je%
2 85 40 0,001 0,0015 0,0005
& 85 40 0,001 0,0015 0,0005
4 40 45 0,0015 0,002 0,001
5 40 45 0,0015 0,002 0,001
6 40 45 0,0015 0,002 0,001
7 40 50 0,0015 0,002 0,001
8 45 55 0,0015 0,002 0,001
9 45 55 0,0015 0,002 0,001
10 45 55 0,0015 0,002 0,001

2T OBEMTE. RET—IADONRBIF. DST.HDI > R I)LIC
&3/ 0Oy I TICERRDTIEIE G DB T,

22T LAEROEISEDSINAKEDIBE. 5| SHIRELXIEICT S
ZENMTEFET,
7e72 Lo EBRIZ100mm/min& &b £,

- BONRDIBE. BET308mmElicfzzBs LET. (REBR)
~UL i
Drilling tool |
i G98
\ ! G99
1.
=7 1.-2
Component P e G99/G9g  2.-3
; 20 3.-4
g 4.-5
t=2xr 6.
6.
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= A
ilot bore
recommended _
N cooling t=2xr
Boring

Vor f l=5x@ |=10x@

o 0 T 77— /air (6Bar) M A
40 % 40 % St /oil (10Bar) WNE Yes WE/Yes

o o T 77— /air (6Bar) M M
40% 40 % St /oil (10Bar) WE Yes WE/Yes

o 0 T 77 —/air(6Bar) — M
40 % 40 % /ol (10Bay) T B/No HEfYes

0 0 T 7 —/air (6Bar) — M
40% 40 % /ol (10Bay) /N0 BE/Yes

o o T 77 —/air (6Bar) — ”
40 % 40 % SEt /oil (10Bar) AE/No  wE/Yes

o o T 77 —/air(6Bar) M
40% 40 % SEt /oil (10Bar) WE/Nes WNE/Yes

0 0 T 7 —/air (6Bar) ™
40% 40 % SHit/oil (10Bar) WE/Nes W /Yes

o 0 T 7—/air(6Bar) . M
40 % 40 % S /oil (10Bar) WENes  wE/Yes
40% 40 % =77/ ain(eBan) W Yes WAE/Yes

S /oil (10Bar)

- Valid for all carbide substrates, drilling into the solid, pilot hole
drilling with end mill DST... HD (see catalogue ULTRA HARD
CUTTING MATERIALS), cutting data as for drilling

- Concentricity testing of the entire system is recommended, < 5um
etraction 3x main feed rate, but max retraction feed rate 100 mm/min

- Reduce fz (see table) approx. t = 0.8 mm before breakthrough

INB VA 2 )LD FAATE /starting plane for drilling cycles
NSV A U ILEB DT FIA A retraction plane for drilling cycle

GI8+GIVELZ DNBIFTRA >V b ICHERTI £d, /

can be redefined for each individual drilling point

4455 /start point

. GO i _EAIER & /positioning on defined plane

. G01fz=0,0005/0,001 mm/U - BW\WDIKHXD / start feed rate
. GO01fz=0,002/0,004 mm/U -3%D / main feed rate

. G01fz=0,002/0,004 mm/U - E3BKHX D /reduced feed rate

#& 53 /end point
GORtA R & THRIR (RAZDIREL100mm/min) /

retraction with max feed rate 100 mm/min to G99 start point

TOUZI VIR V=Y A TUDRRBITFA 7N ZERLTIIZT U,

TERONBITHAZILIFERLAEVTLZTW
Use a reaming cycle or deep hole drilling cycle when programming.
Do not use a classic drilling cycle (chip breaking or chip removal).

RUJLOAIE :

TERZEERT HHIC. FEEMNOOIMMBRATAERZREL 9o
AE LTCEREDNUELDSIMAZT VWSS, AEEIS—DHEELTULET,

Measuring the drills:

Set the measuring point for the diameter approx. 0.01 mm beyond the radius in order to define the diameter of the tool.
If the measured diameter value is 5 ym larger than the nominal &, this indicates concentricity error.
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Cutting data

(ph HORN i)

CVD HEXD /IEEHT7 51 R
CVD Chamfering and Face Milling

- 1350 - 1825 0,003

3-6 810 - 1275 50 220 0,003 0,01

LT OBEMREICER T,

Gleichlauffrasen, Gegenlauffrasen mit weichen Anschnitt im Kreis.
FE 7 o1 AMIHARET T,

Valid for all carbide substrates.
Down milling, up milling with smooth circular chamfer.

Tool also suitable for face milling.

/T —
air/oil
0.1 SR/ T —

air/oil
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FMICDOWVWTIE. A4 VEYR/CBNIE (DILEZN—R) AZO7% TERITZT LN,

\

Further information can be found in our catalogue
ULTRA HARD CUTTING MATERIALS.

HOCHHARTE SCHNEIDSTOFFE
ULTRA HARD CUTTING MATERIALS

2020/2021
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BANNMIDORZ MY Ya—->3>%
CRELET,

FIND YOUR RIGHT
TOOLING SOLUTION NOW.

www.phorn.de

HX&4tIZUSHI
T578-0965
BRAPRAEFE2 T H3%12

Tel 06-6747-6184
Fax 06-6744-1150

call@ztec-izushi.co.jp
www.phorn.jp

Find your country:
www.phorn.com/countries
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