CUCTEMbI DDHM / DSFF

MHCprMeHT oA CBeplieHnd ,u,eTaneIZ M3 TBEpPAOoro criylaBa

SYSTEMS DDHM / DSFF

Tools for drilling carbide and core drilling







OT/IUYME:

BOJIbLLUE BO3MO)XHOCTEM
THE DIFFERENCE:

MORE POSSIBILITIES

e JKOHOMMYHaA o6paboTKa
CneYeHHbIX TBEpPAbIX CNJIaBOB
Economical machining of
sintered carbides

e CBepneHue oTBEepCTUM rNy6UHOM,
npesbiWwawowyo amameTp o 10 pas,
a TalOKe CBep/ieHMe OTBEpCTUM noA
pe3bby
Drilling into solid up to 10 x diameter
and core drilling of threads

e 0TKa3 OT ANINTENbHBIX 3PO3NOHHBIX
npoLeccos
Avoids the need for long eroding
processes



CBepneHue
Drilling (i HORN i)

KoHueBas ¢dpesa DDHM 4 )
End Mill C BHYTpeHH1M nogesogom COX
I g

with through coolant supply

@ oTBEpPCTUS OT Bore @ from 2 mm
my6uHa cBeprieHns Drilling depth 5/10xd \ )
BcraBkn ns CVD
CVD tipped
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[MokasaHo npaBoe UCMonHeHne

Picture = right hand cutting version
O603HaueHue d, d, I, I r Z ® | 1
Part number 8 8

I I

DDHM.020.011.04.02 2 4 63 1" 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 &3 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 58 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 co Cknapa/ coCknaga A4 Hepenu / 4 Hegenn X Mo 3anpocy / Mo sanpocy
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

Opyrve pasmepsbl - No 3anpocy.
Further sizes upon request



CBepro ¢ pexyLwmum LeHTPOM
Center Cutting Dril (P HORN fil)

KoHueBas ¢ppesa DDHM 4 )
End Mill C BHYTpeHHUM nogsogom COX
I g

with through coolant supply

@ oTBEpPCTUS OT Bore @ from 3,4 mm
nybuHa cBepneHus Drilling depth 2xd1

- J

BcraBkn ns CVD
CVD tipped
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3
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[NokasaHo npasoe uUcnosriHeHune
Picture = right hand cutting version

O603HaueHue d, d, I, I, r VA ® | 10
Part number 8 8
I I
DDHM.M4.008.04.02 3,4 4 63 8 0,2 2 A
DDHM.M5.011.06.03 43 6 72 1 0,5 2 A
DDHM.M6.013.06.03 52 6 72 13 0,3 2 A
DDHM.M8.018.08.05 7,0 8 92 18 0,5 2 A
DDHM.M10.022.10.05 8,7 10 92 22 0,5 2 A

A co Cknaga/ coCknaga A4 Hepenu /4 Hegenn X o 3anpocy / Mo sanpocy
Pasmepbl ykasaHbl B MM.
Dimensions in mm

[Opyrve pa3mepsbl - No 3anpocy.
Further sizes upon request



CHAaTue dpacok u 3eHKepoBaHue
Chamfering and Sinking (I]h HORN I]ID

KoHueBas cpesa DSFF.HM ~ ~N

End Mill

i1
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[nsa o6paboTkm TBEPAOro crnnasa
Machining of sintered carbide
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O603HaueHue d, Ds a l, I, d, d, to I, Z e}
Part number 8
T
DSFF.HM.05.03.06.30 3 6 15° 6,5 15 5 6 5,6 55 5 A
DSFF.HM.05.03.06.60 3 6 30° 3,5 15 5 6 2,6 55 5 A
DSFF.HM.05.03.06.90 3 6 45° 2,5 15 5 6 1,5 55 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 52 90 10 A
DSFF.HM.10.06.12.90 6 12 45° 4,5 40 1 12 3,0 90 10 A

A co Cknaga/ coCknaga A4 Hepenu /4 Hegenn X o 3anpocy / Mo sanpocy
Pasmepbl ykaszaHbl B MM.
Dimensions in mm

[Opyrve pa3mepsbl - No 3anpocy.
Further sizes upon request







PeXXumbl pe3aHusa
Cutting data @h HORN I]ID

CVD CsepneHue

CVD Dirilling
Ceprno PexuMbl pe3aHus pekomeHayemoe MunotHoe
Drilling Cutting data oxnaxpaeHue oTBepcTne
tool recommended cooling ~ Pilot bore
t=2xr
v, (M/M1H) f, (MM/06)(mmirev) PacraunBaHve
(m/min) Boring
%) - Crapt OcHoBHas o eHmas l,;=5x@ |,=10x@
min max Start nopaqa reduced V., f.
main feed rate
Bosgyx/air (6Bar)
0, 0,
2 85 40 0,001 0,0015 0,0005 40 % 40 % Macriofoil (10Bar) HalYes HalYes
Bosagyx/air (6Bar)
0, 0,
3 35 40 0,001 0,0015 0,0005 40% 40 % Macriofoil (10Bar) HalYes HalYes
Boagyx/air (6Bar)
0, 0,
4 40 45 0,0015 0,002 0,001 40 % 40 % Macno/oil (10Bar) Het/No  [HalYes
Bosagyx/air (6Bar)
0, 0,
5) 40 45 0,0015 0,002 0,001 40% 40 % Macno/oil (10Bar) HeT/No [alYes
Bo3apgyx/air (6Bar)
0, 0,
6 40 45 0,0015 0,002 0,001 40 % 40 % Macno/oil (10Bar) Het/No  [HalYes
Boszpgyx/air (6Bar)
0, V)
7 40 50 0,0015 0,002 0,001 40% 40 % Macno/oil (10Bar) [alYes [alYes
Bospyx/air (6Bar)
0, 0,
8 45 55 0,0015 0,002 0,001 40% 40 % Macriofoil (10Bar) OalYes HalYes
Bosagyx/air (6Bar)
0, [v)
9 45 59 0,0015 0,002 0,001 40 % 40 % Macno/oil (10Bar) [alYes [alYes
Bospyx/air (6Bar)
0, 0,
10 45 85 0,0015 0,002 0,001 40% 40 % Macriofoil (10Bar) [HalYes HalYes
- OencTBuTenbHO ANd BCe TUMOB TBEPAbIX CMaBoB, CBEPrEHNS B - Valid for all carbide substrates, drilling into the solid, pilot hole
maTepuarn, CBeprieH!st MUMOTHBIX OTBEPCTUIN KOHLEBBIMU dpe3amm drilling with end mill DST.... HD (see catalogue ULTRA HARD

DST...HD (cmoTpu kaTanor ,,BbicokonpoyHble MaTepuarns CUTTING MATERIALS), cutting data as for drilling
- Concentricity testing of the entire system is recommended, < 5um

PekomeHayeTca TecT BCe CUCTEMbI HAa KOHLEHTPUYHOCTb, CKOPOCTb : ) . )
~ etraction 3x main feed rate, but max retraction feed rate 100 mm/min

BblBOAA CBepna B Tpu pa3a 6orblue OCHOBHOW Nofayu, Ho He Gonee - Reduce fz (see table) approx. t = 0.8 mm before breakthrough

100 MM/MUH

- YmeHbluuTe nopavy fz (cm. Tabnuuy) 3a t = 0,8 MM nepep BbIXOAOM

cBepna u3 getanu

G98 CtapTtoBasi NNIOCKOCTb A1 LMKia cBepneHus/

Cseprno !
DriIIir?g tool : starting plane for drilling cycles

i G99 lNnockocTb OTCKOKa AN LuKna ceeprieHns/

! retraction plane for drilling cycle

: G98+G99 onpepnensoTcsa ANs Kax[4oro 0TBepCTUst UHANBMUAYyanbHo/

i| can be redefined for each individual drilling point

1
L@ """ e 4 1. CrtapTtoBasi TouKka/start point
Hertanb 1.-2. GO MosnumoHnpoBaHue Ha onpeaeneHHbIX NII0CKOCTSX/
Component 2 . B e e e G99/G98 positioning on defined plane
70 2.-3. G01 fz =0,0005/0,001 mm/06 - cTapToBasi nogaya/start feed rate
! 3.-4. GO01 fz = 0,002/0,004 mm/06 - rnaBHas nogadva/main feed rate
t=2xr 4.-5. GO01 fz =0,002/0,004 Mmm/06 - ymeHbLLEHHasi nogava/

reduced feed rate

KoHeuHas Toukal/end point

.-7. BosBpaTt ¢ makcumanbHoin nogadern 100 mm/muH k G99
CTapTOBOW TOYKe/retraction with max feed rate 100 mm/min
to G99 start point

I i
t=0,8

Vcnonb3ayiite LUMkN pa3BepTbiBaHUS UNW LMK ryBOKOro CBEpreHums.

He ucnonb3ynte knaccu4ecknii LUK CBEPIIEHNs (MOMaHne unm BbiBOS, CTPYXKN).
Use a reaming cycle or deep hole drilling cycle when programming.

Do not use a classic drilling cycle (chip breaking or chip removal).

MamepeHne ceepn:

YcTaHOBUTE TOYKY M3MepeHus ansa guameTpa npumepHo Ha 0,01 mm 3a npegenamu paguyca, Ytobbl onpegenvTe AuaMeTp UHCTPYMeEHTa.
Ecnn nsmepeHHoe 3HaveHune gnameTpa Ha 5 Mkm 60sblue HOMUHaNBLHOrO &, 3TO yKasblBAET Ha OLUMOKY KOHLIEHTPUYHOCTH.

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 um larger than the nominal @, this indicates concentricity error.
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PeXXumbl pe3aHusa
Cutting data

(ph HORN pih)

CVD CHsaTue chacok u TopueBoe ¢ppesepoBaHue
CVD Chamfering and Face Milling

®pesa TBepaocTb Pexxnmbl pesaHus

Miling  Hardness Cutting data
tool HV30
Vv, (M/M1H)
(m/min)
1%} min max
3-6 1350 - 1825 50 120
3-6 810 - 1275 50 220

MoaxoauT Anst Bce BUAOB TBEPAOIO Crnasa
BcTpeyHoe u nonyTHoe dpesepoBaHme

MoaxoamT ans Topuesoro dpesepoBaHus.

Valid for all carbide substrates.

Down milling, up milling with smooth circular chamfer.

Tool also suitable for face milling.

f, (Mm/06)

(mm/rev)
min max

0,003 0,01

0,003 0,01

a, (Mm/006)
(mm/rev)

0,1

0,1

pekomeHayemoe
oxnaxaeHue
recommended

cooling

Bospyx/Macno
air/oil
Bosgyx/Macno
air/oil



(ph HORN i)

[na nonyyeHns 4ONONHUTENBHOM MHOPMaLMU CMOTPU HaLL KaTanor
,CBEpXTBEpPAbIE pexyLme matepmanbsl®

Further information can be found in our catalogue
,2Ultra Hard Cutting Materials®.
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NPOTOYKA KAHABOK « OTPE3KA « ®PE3EPOBAHME KAHABOK » QONENEHKE NA3OB » ®PEIEPOBAHWE
CBEPNEHUE « PASBEPTLIBAHWE OTBEPCTUA

CeepxTBEepAable pexyLiue
Mmatepuansbl
Anma3s n Kybnuyeckmn HuTpua 6opa

Ultra Hard Cutting Materials

Diamond and Cubic Boron Nitride

2020 (ph HorN D)

GROOVING o PARTING OFF « GROOVE MILLING » BROACHING » PROFILE MILLING « DRILLING « REAMING
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NOABEPUTE BALU UAEAJIbHBIA
MHCTPYMEHT Y)KE CEWYAC.
FIND YOUR RIGHT

TOOLING SOLUTION NOW.

www.phorn.de

FEPMAHMS, FOJIOBHOW O®UC
GERMANY, HEADQUARTERS
Hartmetall Werkzeugfabrik

Paul Horn GmbH

Horn-Strafle 1

D-72072 Tibingen

Tel +49 7071/ 70040
Fax +49 7071/ 72893

info@phorn.de

www.phorn.de

Find your country:
www.phorn.com/countries

INFO9.20RE, 03/2021, Printed in Russia




