EANIT /R LYDmT (phiHornpl) A

Groove milling and thread milling

DC

BEY )y Fhys— Solid Carbide End Mills
AT LDC System DC

-RhLtyibh T5VWHAEL - Thread milling partial profile
-RAlyh TS5VHAE - Thread milling full profile
-BANNI - Groove milling

-EEO T - Chamfer milling
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EANMI / ALYIDNT (ph HORN i)

Groove milling and thread milling

Ry HysR—
Thread Milling Cutter /\‘\ /\'\ U N BSW
DCG BSF
R— [Page NR— [Page R— [Page R— [Page R— [Page
13-14 15 16 17
BANAYE—
Groove milling cutter
DCR/DCN/DCX »
NR— [Page NR— [Page
19 20-21
EED DY —
Chamfer Milling Cutter
DCF
R— [Page
22
IRt e

Cutting data
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BLYID By 2— DCG (phrornpl) A
Thread Milling Cutter

N~ z3 |160°

g TR

Carbide grades

A TES A 4R

on stock 4 weeks
by fal D, z P d, d, d, L, L L, o
Part number Thread 5
DCG.3.M1.025.2.1.03 M1 0.75 3 0.25 0.7 3 0.33 34 3 22 A
DCG.3.M11.025.2.1.03 M1,1 0.8 3 0.25 0.75 3 0.4 34 2.75 22 A
DCG.3.M12.025.2.1.03 M1,2 0.9 3 0.25 0.8 3 0.43 34 3 22 A
DCG.3.M14.030.2.1.03 M1,4 1.1 3 0.3 1 3 0.43 34 4 22 A
DCG.3.M16.035.2.1.03 M1,6 1.2 3 0.35 1.1 3 0.53 34 4 22 A
DCG.3.M2.040.2.1.03 M2 1.7 3 0.4 15 3 0.93 34 6 22 A
DCG.3.M22.045.2.1.03 M2,2 1.9 3 0.45 1.7 3 1.13 34 6 22 A
DCG.3.M25.045.2.1.03 M2,5 2.2 3 0.45 2 3 1.3 34 8 22 A
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A  RLYIbHyE—
Thread Milling Cutter

DCG

(ph HORN i)

z3

60°

z4

B

Part number

DCG.3.M3.025.2.1.04
DCG.3.M3.035.2.1.04
DCG.3.M3.050.2.1.04
DCG.3.M35.050.2.1.04
DCG.3.M4.070.3.1.06
DCG.3.M5.050.3.1.06
DCG.3.M5.080.3.1.06
DCG.4.M6.100.3.1.06
DCG.4.M6.100.5.1.06
DCG.4.M8.075.5.1.08
DCG.4.M8.075.6.1.08
DCG.4.M8.075.7.1.08
DCG.4.M8.125.6.1.08
DCG.4.M8.125.8.1.08
DCG.4.M10.150.6.1.08
DCG.4.M10.150.8.1.08

14

£
ke
(]
RBL D, z P
Thread

M3 2.4 3 0.25
M3 2.4 3 0.25
M3 2.4 3 0.5
M3,5 2.7 3 0.5
M4 33 3 0.7
M5 4.2 3 0.5
M5 4.2 3 0.8

M6 5 4 1

M6 5 4 1
M8-M10 6.5 4 0.75
M8-M10 6.5 4 0.75
M8-M10 6.5 4 0.75
M8-M10 6.5 4 1.25
M8-M10 6.5 4 1.25
M10-M12 8 4 1.5
M10-M12 8 4 1.5

0.35
0.35
0.5
0.6
0.75
0.75

1.25
1.25

1.5
13
1.75
1.75

2.3
2.8
3.6
3.6
4.3
4.3
55
5.5
55
5.5
55
6.8
6.8

O 0 O W W W owWOo 6O o o & b b b

1.45
1.35
1.2
1.35
1.7
225)
2.2
24
2.4
3.85
3.85
3.85
34
34
4.1
4.1

A EEm
on stock
L L,
39 8
39 8
39 8
39 8
50 10
50 10
50 10
63 10
63 16
63 16
63 20
7 25
63 20
e 30
63 20
7 30

B E
Carbide grades
A 4B
4 weeks
L, 0
=
22 A
22 A
22 A
22 A
36 A
36 A
36 A
40 A
40 A
40 A
36 A
40 A
36 A
40 A
36 A
40 A
M| o
N
S o
HI| -



BLYID By 2— DCG (phrornpl) A
Thread Milling Cutter

M z3 || Z4

HErEriE

Carbide grades

AEESR A 48R

on stock 4 weeks
B al D, | Z P d, d, d, L, L, L, .
Part number Thread =
<
DCG.3.M3.035.2.2.04 M3 2.4 3 0.35 2 4 14 39 8 22 A
DCG.3.M3.050.2.2.04 M3 2.4 3 0.5 2 4 1.25 39 8 22 A
DCG.3.M4.070.3.2.06 M4 3.3 3 0.7 2.8 6 19 50 10 36 A
DCG.3.M5.050.3.2.06 M5 4.2 3 0.5 3.6 6 2.85 50 10 36 A
DCG.4.M6.075.5.2.06 M6 5 4 0.75 4.2 6 3.1 63 16 40 A
DCG.4.M6.100.5.2.06 M6 5 4 1 4.2 6 2.8 63 16 40 A
DCG.4.M8.125.5.2.08 M8 6.5 4 1.25 5.5 8 3.7 63 16 40 A
DCG.4.M10.100.6.2.08 M10 8 4 1 6.8 8 5.4 63 20 36 A
DCG.4.M10.100.7.2.08 M10 8 4 1 6.8 8 5.4 T 25 40 A
DCG.4.M10.150.6.2.08 M10 8 4 1.5 6.8 8 4.7 63 20 36 A
DCG.4.M12.100.6.2.10 M12 10 4 1 8 10 6.3 63 20 36 A
DCG.4.M12.125.8.2.10 M12 10 4 1.25 8 10 6.1 7 30 40 A
DCG.4.M12.175.6.2.10 M12 10 4 1.75 8 10 5.5 63 20 36 A
DCG.4.M12.175.8.2.10 M12 10 4 1.75 8 10 55 7 30 40 A
M|o
N| -
S | -
H| -
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A  RLYIbHyE—
Thread Milling Cutter

DCG

(ph HORN i)

UN| z3

74

B

Part number

DCG.3.60.540.2.04
DCG.3.60.632.2.04
DCG.4.60.1420.3.06
DCG.4.60.1428.3.06
DCG.4.60.51618.3.06
DCG.4.60.3816.7.08
DCG.4.60.71620.7.08
DCG.4.60.1213.7.08

16

R
Thread

#5 - 40 UNC
#6 - 32UNC #8 - 32UNC
1/4%-20 UNC
1/4% - 28 UNF
5/16 - 18 UNC
3/8%-16 UNC
7/16° - 20 UNF
1/2- 13 UNC

min

24
2.6
4.9
583
6.4
7.8
9.1
10.5

A D DA DDA DWW

0.635
0.794
1.27
0.907
1.411
1.588
1.27
1.953

2.2
3.5
815
4.2
5.5
7.2
7.9

oo oo DN

A EEm
on stock
L, L
39 8
39 8
63 10
63 10
63 10
T 25
T 30
7 30

HErEriE
Carbide grades
A4BRE
4 weeks
L, 0
Z
22 A
22 A
40 A
40 A
40 A
40 A
40 A
40 A
M| o
N
S| -
H| -



R LCYIb Ay 72—
Thread Milling Cutter

DCG

(phiHornpl) A

BSW || 3 @ 4
BSF || £ z
5 Bl D
Part number Thread
DCG.3.55.1840.2.04 1/8“-40 BSW 2.3
DCG.3.55.53232.2.04 5/32-32 BSW 2.9
DCG.3.55.31632.3.06 3/16“ - 32 BSF 3.7
DCG.3.55.73224.3.06 7/32¢-24 BSW 4.2
DCG.3.55.73228.3.06 7/32% - 28 BSF 4.3
DCG.3.55.1420.5.06 1/4-20 BSW 4.7
DCG.3.55.1426.5.06 1/4¢ - 26 BSF 5
DCG.4.55.51618.5.06 5/16“ - 18 BSW 6.1
DCG.4.55.93226.5.06 9/32% - 26 BSF 5.8
DCG.4.55.3816.5.08 3/8“-16 BSW 7.4
DCG.4.55.3820.5.08 3/8“-20 BSF 7.8
DCG.4.55.71614.5.08 7/16“ - 14 BSW 8.7
DCG.4.55.71614.7.08 7/16“ - 14 BSW 8.7
DCG.4.55.71618.5.08 7/16“ - 18 BSF 9.3
DCG.4.55.71618.7.08 7/16“ - 18 BSF 9.3
DCG.4.55.1212.6.10 1/2“-12 BSW 9.9
DCG.4.55.1212.8.10 1/2¢-12 BSW 9.9
DCG.4.55.1216.6.10 1/2-16 BSF 10.6

A DDA DDA DDADDMDEDWOWOWWWWWW

0.635
0.794
0.794
1.058
0.907
1.27
0.977
1.411
0.977
1.588
1.27
1.814
1.814
1.411
1.411
2.117
2.117
1.588

2.3
2.8
3.6
3.6

4.2
5.2

6.3
6.5
7.2
1.2
[2S
1.5
8.5
8.5
9.5

N

© 00 00 W W W o OO0 O O O O O h b

== e
o O O

A

39
39
50
50
50
63
63
63
63
63
63
63
7
63
7
63
7
63

fEEE

on stock

|

3

10
10
10
16
16
16
16
16
16
16
25
16
25
20
30
20

BIEME
Carbide grades

A 4B

4 weeks

22
22
36
36
36
40
40
40
40
40
40
40
40
40
40
40
40
40

>pr > bbb b>> > b AN

(7]
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A RLyibhyia— DCG (ph HORN i)

Thread Milling Cutter

L z4

HErEriE

Carbide grades

A TEMR A 4R

on stock 4 weeks
B Rl D, z P d, d, d, L, L, L, e
Part number Thread =
<
DCG.4.55.G18.5.08 G1/8“ 8,5 4 0,91 6,6 8 5 63 16 40 A
DCG.4.55.G14.6.10 G 1/4“ 11,4 4 1,34 9,5 10 7,1 63 20 36 A
DCG.4.55.G38.8.10 G 3/8“ 14,9 4 1,34 9,8 10 7,4 7 30 40 A
M| o
N| -
S| -
H| -
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BANDY F— DCR (plinorngl) A

Groove milling cutter

z3 z4

HErEriE

Carbide grades

A TEMR A 4B

on stock 4 weeks
B z w t r d, d, d, L, L, L, -
Part number g
<
DCR.3.40.10.05.1.06 3 0.5 0.5 4 6 2.75 50 4 36 A
DCR.3.60.10.05.1.06 3 1 0.5 6 6 3.7 50 4 36 A
DCR.3.60.10.05.2.06 3 1 0.5 6 6 3.7 63 6 40 A
DCR.3.60.15.75.2.06 3 1.5 1 0.75 6 6 3.7 63 6 40 A
DCR.4.80.15.75.3.08 4 1.5 1.5 0.75 8 8 4.6 63 8 40 A
DCR.4.80.15.75.5.08 4 15 15 0.75 8 8 4.6 63 16 40 A
DCR.4.80.20.10.3.08 4 2 15 1 8 8 4.6 63 8 40 A
DCR.4.80.20.10.5.08 4 2 15 1 8 8 4.6 63 16 40 A
DCR.4.100.10.05.6.10 4 1 2 0.5 10 10 5.5 T 20 55 A
DCR.4.100.15.75.6.10 4 1.5 2 0.75 10 10 5.5 7 20 55 A
DCR.4.100.20.10.6.10 4 2 2 1 10 10 5.5 T 20 55 A
DCR.4.100.25.12.6.10 4 2.5 2 1.25 10 10 5.5 7 20 55 A
DCR.4.100.30.15.6.10 4 3 2 1.5 10 10 5.5 T 20 55 A
M| o

N

S| -
H| -
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A BAhhvE-— DCN (ph HORN i)

Groove milling cutter

11z3 | Z4

HErEriE

Carbide grades

AEESR A 48R

on stock 4 weeks
B z w t, r d, d, d, L, L, L, -
Part number g
<
DCN.3.30.05.00.1.06 3 0.5 0.4 = 3 6 2 50 3 36 A
DCN.3.30.05.00.2.06 3 0.5 0.4 - 3 6 2 50 5 36 A
DCN.3.30.10.00.1.06 3 1 0.4 - 3 6 2 50 3 36 A
DCN.3.30.10.00.2.06 3 0.4 = 3 6 2 50 5 36 A
DCN.3.40.05.00.1.06 3 0.5 0.5 = 4 6 2.8 50 4 36 A
DCN.3.40.10.00.1.06 3 1 0.5 - 4 6 2.8 50 4 36 A
DCN.3.60.10.00.1.06 3 1 1 - 6 6 3.7 50 4 36 A
DCN.3.60.10.00.2.06 3 1 1 - 6 6 3.7 63 6 40 A
DCN.3.60.15.15.2.06 3 1.5 1 0.15 6 6 3.7 63 6 40 A
DCN.4.80.15.15.3.08 4 15 15 0.15 8 8 4.6 63 8 40 A
DCN.4.80.15.15.5.08 4 1.5 1.5 0.15 8 8 4.6 63 16 40 A
DCN.4.80.20.15.3.08 4 2 15 0.15 8 8 4.6 63 8 40 A
DCN.4.80.20.15.5.08 4 2 1.5 0.15 8 8 4.6 63 16 40 A
DCN.4.100.10.00.6.10 4 1 2 = 10 10 5.5 7 20 50 A
DCN.4.100.15.00.6.10 4 1.5 2 - 10 10 5.5 T 20 50 A
DCN.4.100.20.15.6.10 4 2 2 0.15 10 10 5.5 7 20 50 A
DCN.4.100.25.15.6.10 4 2.5 2 0.15 10 10 5.5 7 20 50 A
DCN.4.100.30.15.6.10 4 3 2 0.15 10 10 5.5 7 20 50 A
M| o

N

S| -
H| -
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BANDYF— DCX (plinornph) A

Groove milling cutter

|| z6 || z8

HErEriE

Carbide grades

A TEMR A 4B

on stock 4 weeks
BIR z w t d, d, d, L, L, L, o
Part number 3
<
DCX.6.20.150.2.05.10 6 1.5 T 20 10 5 63 6 50 A
DCX.6.20.200.2.05.10 6 2 7 20 10 5 63 6 50 A
DCX.6.20.250.2.05.10 6 2.5 7 20 10 5 63 6 50 A
DCX.6.25.150.2.06.10 6 1.5 9 25 10 6 63 6 51 A
DCX.6.25.200.2.06.10 6 2 9 25 10 6 63 6 51 A
DCX.6.25.250.2.06.10 6 2.5 9 25 10 6 63 6 51 A
DCX.6.30.150.4.07.12 6 1.5 11 30 12 7 80 9 65 A
DCX.6.30.200.4.07.12 6 2 11 30 12 7 80 9 65 A
DCX.6.30.250.4.07.12 6 2.5 11 30 12 7 80 9 65 A
DCX.6.30.300.4.07.12 6 3 11 30 12 7 80 9 65 A
DCX.6.35.150.4.08.12 6 1.5 13 35 12 8 80 11 64 A
DCX.6.35.200.4.08.12 6 2 13 35 12 8 80 11 64 A
DCX.6.35.250.4.08.12 6 2.5 13 35 12 8 80 11 64 A
DCX.6.35.300.4.08.12 6 3 13 35 12 8 80 11 64 A
DCX.8.40.150.4.09.12 8 1.5 15 40 12 9 80 11 65 A
DCX.8.40.200.4.09.12 8 2 15 40 12 9 80 11 65 A
DCX.8.40.250.4.09.12 8 2.5 15 40 12 9 80 11 65 A
DCX.8.40.300.4.09.12 8 3 15 40 12 9 80 11 65 A
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A ERbhyE-— DCF (pli HORN ph)

Chamfer Milling Cutter

z3 1~ || Z4

HErEriE

Carbide grades

A TEMR A 4B

on stock 4 weeks
B z w t, d, d, d, L, L, L, e
Part number 2
<
DCF.3.20.4545.1.04 3 0.2 0.3 2 4 1.25 39 4 22 A
DCF.3.30.4545.2.04 3 0.2 0.3 3 4 2.1 39 6 22 A
DCF.3.40.4545.3.06 3 0.2 0.75 4 6 2.2 50 8 36 A
DCF.3.50.4545.3.06 3 0.2 1 5 6 2.7 50 10 36 A
DCF.3.60.4545.5.06 3 0.2 1.25 6 6 3.15 63 16 40 A
DCF.3.60.4545.6.06 3 0.2 1.25 6 6 3.15 63 20 40 A
DCF.3.75.4545.6.08 3 0.2 15 7.5 8 4.1 63 20 40 A
DCF.3.75.4545.8.08 3 0.2 15 7.5 8 4.1 7 30 40 A
DCF.4.75.4545.8.08 4 0.2 15 7.5 8 4.1 7 30 40 A
M| o

N

S| -
H| -
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Cutting data

)

HIEIERE ve (m/min) /

T_ o BRE
NG 'I“J.?E) 25 Cutting speed vc (m/min) /
3 = W Start values
15 &2 R iymme) EERE
nE  Ng -Sr‘ternesrllleth Material ES1_
R B2 SF & AN2_
Material T= NT AS4 fz
P ~0,2%C P11 125 430 S15C 250-180  0,01-0,03
~0,4% gﬁ%ﬁ P12 190 610 SPV355 220-160  0,01-0,03
" ~0,4% C BEAM : -
o e A NLER 640 SCMn3A  200-140  0,01-0,03
Carbon steel ~06%CHEEM  prg 190 610 S55C 180-120  0,01-0,03
~ O,G%qg gnﬁcﬁjg P15 300 1000 S58C 150-90 0,01-0,03
’,';%i”fﬁtﬁng teel P16 220 750 SUM22L  250-180  0,01-0,03
éﬁnﬁ@e’gﬁ g P2.1 180 590 sUJ2 200-140  0,01-0,03
228 (<5%) ﬁg\n’f{]e g P22 280 960 SNC415 150-90  0,01-0,03
Alloyed steel ﬁéﬁe g P23 350 1250 SCM435 140-80 0,01-0,03
é%g}f{]e g P24 430 1450 SUP9A 140-80 0,01-0,03
ﬁﬁﬁuﬁm (35:/0)1 éﬁnﬁ@eﬁ? g P3.1 200 680 SUS430 180-120 0,01-0,03
Ig alloyed stee
ﬁ'ﬁfgéfﬁe g P32 350 1200 SKD1 140-80 0,01-0,03
Fee P41 180 590 250-180  0,01-0,03
- O e . SCH 2X2 ,01-0,
Cast steel A
e P42 220 750 SCH13 220-160  0,01-0,03
éﬁ{iﬂr@d steel s{)ftj ) P51 220 570 SMF5030 0,01-0,03
M INTIHA LR
157 % M1 200 630 SUS431 150-90 0,01-0,03
martensitic ferritic
2FULZE DT ATTIRR M1.2 300 1000 i
7 1 r% . SUS316T] 140-80 0,01-0,03
Stainless steel ;S{eﬁtic ferﬁic
% :3?7“4 b% M3 230 780 SUS316LN  120-60  0,01-0,03
austenitic
H 50-55 HRC HI1.1 ; -
e —— 55-60 HRC H1.2 - ;
Hardened steels
60-63 HRC H1.3 - ;
> 63HRC H1.4 : :
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FIESES
Cutting Data

(ph HORN i)

@_ BAsAE
o Cutting speed vc (m/min
TI\ %’ ?;i-é R o AR gS?art valués AL
RN f? $m [I.\{/mm ] Example
o xg o Ensne Material ES1_
” i & N5 Strength AND
I - g
Material T= Nt AS4_ fz
BRI . .
A lonensilestrength K11 180 250 FC250 230-190 0,01-0,03
Grey cast iron =EH
o silestrength K12 250 350 FC350 230-190 0,01-0,03
g;gf ES K2.1 160 400 FCD400-18  220-160  0,01-0,03
LY 821 V8% o
graphite ASEALIES K2.1 260 700 FCD600-3  220-160 0,01-0,03
castiron perlitic
771 R . B}
T e K3.1 200 400 FCMW45-07  220-160 0,01-0,03
Malleable cast L
iron é ;Etz'f NES K3.2 260 700 FCMP540 220-160 0,01-0,03
=<, ¢ BEAM
F—2FYN= o hed K4l 260 800
FCL; / ADI
Ausferritic 15t A4
spheroidal cast quenched Ka.2 350 1050
iron / ADI i
KEA K43 450 1400
quenched
N #ﬁwﬁﬁ% o N1 30 A5005P bis1000  0,02-0,04
.)_,)LE:'jA%% not heat treatable
Al-alloys HAES S
e e N1.2 100 340 A6062 600-200 0,02 - 0,04
<6% Si N2.1 80 300 AC2A 400-200 0,02 - 0,04
EETILI =T L
ad 6-10% Si N2.2 100 320 AC4H
Al-cast-alloy
10-15 % Si N2.3 130 450 AC3A
2R - . B
S copper N3.1 100 340 48R 400-200 0,02 - 0,04
EgFfﬁfs N3.2 90 310 3501 400-200  0,02-0,04
HEE
C -all o) —Ei&K i _
opper-alloys el N3.3 110 430 C2800BE 400-200 0,02 - 0,04
22 N3.4 300 1000 HBsC4 160-100  0,02-0,04
igh strength
2
Grthite N4.1
S pesint S1.1 200 670 120-60  0,02-0,04
THEAS € (Fe) anneate
Heat resistant 155 A M
alloy s s1.2 275 930 120-60 0,02 - 0,04
JFESAA < : B
A S 2l S2.1 250 840 4>3axJL600  90-30 0,02 - 0,04
(Ni, Co)
Heat resistant 13 A M .
oy Tt S22 350 1200 r>axL713 90-30 0,02 - 0,04

24
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l:IE-3E <]ﬁh|H<>le[“i) A

Cutting Data

HIEIERE ve (m/min) /

@_ BAsAE
= Cutting speed vc (m/min) /
NS pe "
| § S %Ej[jN/mmz] A5 Start values
= %0 29 1lile Example
R N2 S ! h Material ES1_
. 8l 8 05 trengt AN2
RHIA #E oF -
Material T= Nt AS4_ fz
S FRAVEEa ~
Titaniurﬁalloy a S3.1 120 240 Ti-5A12.5Sn 120-80 0,02-0,04
N, AN -
FRUZYL ?Ttiﬁnﬁ‘ ﬁo‘i E g S32 360 1200 Ti-6Al-4V 120-80 0,02 - 0,04
Titan
FTEUERB S3.3 410 1400  TisvaACr3sn  120-80 0,02 - 0,04
Titanium alloy ’ ’
O maBiETS2Fvo 01.1
Thermoplastics ’
TyU=FUYY
TSRF VY 01.2
Duro plaste
MR
TIRFYY
. GFK 01.3 GFRP
Plastics
glass fibre
reinforced
R AR
TISRAFYY
. CKF 01.4 CFRP
Plastics
carbon fibre
reinforced

25



(ph HORN i)
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