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5802 HA 2/DORMER

2-Flute Solid Carbide Slot End Mill, DIN 6535 HA Shank
Extra short cut length, 2-flute design provides high rigidity for milling shallow slots to a P9 tolerance and ramping operation. AICrN coating
improves performance and extends the tool life.
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Workpiece material group suitability, starting values for cutting speed (m/min) and Alpha Code. Tables with feed per tooth and correction factors can be found starting from page 112.
P1.1 P1.2 P1.3 P2.1 P2.2 P2.3 P3.1 P3.2 P3.3 P4.1 P4.2 P4.3 M1.1 M1.2
206K HW230K 238K 176K 155K m137) W143K H114) m97) W84) m72) W58) H121K W102K

M21 M22 M23 M31 M32 M33 M4l M42 K K2 KRB EBE B2 e

W107K m39) Z75) m99) ms5) Z76) Z75) Z63) W205K W152K 114K H210K E171K  W137)

Gl B2 55 K K2 @5 8 K5 KD K2 K88 n~i1 N12 o N3

W186K H143K H115) m173) m131) o) W32 Wo63) W1%) W147) W114) Z408K  P1307K 206K

N2.1 N2.2 N2.3 N3.1 N3.2 N3.3 N4.1 N4.2 S1.1 $1.2 S2.1 S3.1 $4.1
M206K W184K W132K W215K 125K Pe4K  PI215K PI83K 7i81) Z71) Zi55) 7i41) 7i32)

DCON MS tolerance h6; DC<7.75 mm: CHW + 0.03X45° mm; DC>7.75 mm: CHW + 0.05X45° mm.

DC CHW DCON MS APMX OAL NOF
Product
[mm] [mm] [mm] [mm] [mm]

$802HA1.0 1.00 - 3.00 3.00 38.0 2
$802HA1.5 1.50 - 3.00 3.00 38.0 2
S802HA2.0 2.00 - 6.00 3.00 50.0 2
S802HA2.5 2.50 0.08 6.00 3.00 50.0 2
$802HA3.0 3.00 0.08 6.00 4.00 50.0 2
$802HA3.5 3.50 0.08 6.00 4.00 50.0 2
S802HA4.0 4.00 0.13 6.00 5.00 54.0 2
S802HA4.5 4.50 0.13 6.00 5.00 54.0 2
S802HA5.0 5.00 0.13 6.00 6.00 54.0 2
$802HA6.0 6.00 0.13 6.00 7.00 54.0 2
S802HA7.0 7.00 0.13 8.00 8.00 58.0 2
S802HA8.0 8.00 0.20 8.00 9.00 58.0 2
$802HA9.0 9.00 0.20 10.00 10.00 66.0 2
$802HA10.0 10.00 0.20 10.00 11.00 66.0 2
S802HA12.0 12.00 0.20 12.00 12.00 73.0 2
$802HA14.0 14.00 0.20 14.00 14.00 75.0 2
$802HA16.0 16.00 0.20 16.00 16.00 82.0 2
$802HA18.0 18.00 0.20 18.00 18.00 84.0 2
$802HA20.0 20.00 0.30 20.00 20.00 92.0 2
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SSOZH B /DORMER

2-Flute Solid Carbide Slot End Mill, DIN 6535 HB Shank
Extra short cut length, 2-flute design provides high rigidity for milling shallow slots to a P9 tolerance and ramping operation. The Weldon shank
prevents the end mill from slipping in the toolholder. AICrN coating improves performance and extends the tool life.
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Workpiece material group suitability, starting values for cutting speed (m/min) and Alpha Code. Tables with feed per tooth and correction factors can be found starting from page 112.
P1.1 P1.2 P1.3 P2.1 P2.2 P2.3 P3.1 P3.2 P3.3 P4.1 P4.2 P4.3 M1.1 M1.2
206K 230K 238K 176K 155K m137) W143K H114) m97) W34 m72) W58) W121K W102K

M21 M22 M23 M31 M32 M33 M4l M42 [ K2 KB EBE B2 28

W107K m39) Z75) m99) ms5) Z76) Z75) Zi63) H205K W152K W114K 210K 171K W137)

i B2 55 K K2 @5 8 K5 KD K2 K88 n~i1 N12 o N3

186K W143K m115) m173) m131) W95) W82 W68 H1%) W147) H114) »1408 K ?1307 K 206K
N2.1 N2.2 N2.3 N3.1 N3.2 N3.3 N4.1 N4.2 S1.1 $1.2 S2.1 S3.1 S$4.1
206K E184K 132K H215K 125K 64K 215K 733K 81 771 »55) v41) »32)

DCON MS tolerance h6; DC<7.75 mm: CHW + 0.03X45° mm; DC>7.75 mm: CHW + 0.05X45° mm.

DC CHW DCON MS APMX OAL NOF
Product
[mm] [mm] [mm] [mm] [mm]

$802HB2.0 2.00 - 6.00 3.00 50.0 2
$802HB2.5 2.50 0.08 6.00 3.00 50.0 2
$802HB3.0 3.00 0.08 6.00 4.00 50.0 2
$802HB3.5 3.50 0.08 6.00 4.00 50.0 2
$802HB4.0 4.00 0.13 6.00 5.00 54.0 2
$802HB4.5 450 0.13 6.00 5.00 54.0 2
S802HB5.0 5.00 0.13 6.00 6.00 54.0 2
$802HB6.0 6.00 0.13 6.00 7.00 54.0 2
$802HB7.0 7.00 0.13 8.00 8.00 58.0 2
$802HB8.0 8.00 0.20 8.00 9.00 58.0 2
$802HBY.0 9.00 0.20 10.00 10.00 66.0 2
$802HB10.0 10.00 0.20 10.00 11.00 66.0 2
$802HB12.0 12.00 0.20 12.00 12.00 73.0 2
$802HB14.0 14.00 0.20 14.00 14.00 75.0 2
$802HB16.0 16.00 0.20 16.00 16.00 82.0 2
$802HB18.0 18.00 0.20 18.00 18.00 84.0 2
$802HB20.0 20.00 0.30 20.00 20.00 92.0 2
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SS].ZHA 2/DORMER

2-Flute Solid Carbide Slot End Mill, DIN 6535 HA Shank
Short cut length, 2-flute design provides high rigidity for milling standard slots to a P9 tolerance and ramping operation. AICrN coating improves
performance and extends the tool life.
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Workpiece material group suitability, starting values for cutting speed (m/min) and Alpha Code. Tables with feed per tooth and correction factors can be found starting from page 112.

P1.1 P1.2 P1.3 P2.1 P2.2 P2.3 P3.1 P3.2 P3.3 P4.1 P4.2 P4.3 M1.1 M1.2
H166K H186K H192K H142K W15k H111)  E115K mo3J m78) W68 m59) m47) W97 K W31K

M21 M22 M31 M32 M33 M4l Kl KB KOE N B2 BB EBE E©2

W35K m71) m79) W) mo1) W60) W166K WI123K W92K W170K W138K W10 W150K  H115K

G5 8 2 5 K4 K5 K58 K52 K8 N1 Ni2 NL3 N2l N22

m9%3) W140) m105) m77) Wo66) W) m159) 118 m92) Z330K #247K  H166K E166K  E148K

N2.3 N3.1 N3.2 N3.3 N4.1 N4.2 S1.1 $1.2 S2.1 S3.1 S4.1
W107K W173K W101K  »52K  ®173K PZ67K u72) Wo64) m49) m33) m30J

DCON MS tolerance h6; DC<7.00 mm: CHW + 0.03X45° mm; DC>7.00 mm: CHW + 0.05X45° mm.

DC CHW DCON MS APMX OAL NOF
Product
[mm] [mm] [mm] [mm] [mm]

S812HA2.0 2.00 - 6.00 6.00 57.0 2
$812HA2.5 2.50 0.08 6.00 7.00 57.0 2
S812HA3.0 3.00 0.08 6.00 7.00 57.0 2
S812HA3.5 3.50 0.08 6.00 7.00 57.0 2
$812HA4.0 4.00 0.13 6.00 8.00 57.0 2
$812HA4.5 450 0.13 6.00 8.00 57.0 2
S812HAS.0 5.00 0.13 6.00 10.00 57.0 2
S812HA6.0 6.00 0.13 6.00 10.00 57.0 2
S812HA7.0 7.00 0.13 8.00 13.00 63.0 2
$812HA8.0 8.00 0.20 8.00 16.00 63.0 2
$S812HA9.0 9.00 0.20 10.00 16.00 72.0 2
$812HA10.0 10.00 0.20 10.00 19.00 72.0 2
$812HA12.0 12.00 0.20 12.00 22.00 83.0 2
$812HA14.0 14.00 0.20 14.00 22.00 83.0 2
$812HA16.0 16.00 0.20 16.00 26.00 92.0 2
$812HA18.0 18.00 0.20 18.00 26.00 92.0 2
$812HA20.0 20.00 0.30 20.00 32.00 104.0 2
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SS].ZHB /DORMER

2-Flute Solid Carbide Slot End Mill, DIN 6535 HB Shank
Short cut length, 2-flute design provides high rigidity for milling standard slots to a P9 tolerance and ramping operation. The Weldon shank
prevents the end mill from slipping in the toolholder. AICrN coating improves performance and extends the tool life.
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Workpiece material group suitability, starting values for cutting speed (m/min) and Alpha Code. Tables with feed per tooth and correction factors can be found starting from page 112.
P1.1 P1.2 P1.3 P2.1 P2.2 P2.3 P3.1 P3.2 P3.3 P4.1 P4.2 P4.3 M1.1 M1.2
166K 186K W192K W142K W125K m111) H115K W93) H78) W68 H59) W47) WI7K 31K

M21 M22 M31 M32 M33 M4l KD KEE KR BN B2 BB EBE E©2

W35K m71) m79) W6s) mo1) Wo60) W166K WI123K WI2K H170K W138K W110) W150K E115K

G5 8 @2 5 Ka s K8 K2 K8 n~N11 N2 NL3 O N21 N22

m93) W140) m105) m77) Wo66) W) 159 118 m92) Z330K 2247K  H166K E166K  E148K
N2.3 N3.1 N3.2 N3.3 N4.1 N4.2 S1.1 $1.2 S2.1 S3.1 S4.1
W107K W173K  H101K Z52K Z173K Zi67K m72) Wo64) m49) m38) m30J

DCON MS tolerance h6; DC<7.00 mm: CHW + 0.03X45° mm; DC>7.00 mm: CHW + 0.05X45° mm.

DC CHW DCON MS APMX OAL NOF
Product
[mm] [mm] [mm] [mm] [mm]

$812HB2.0 2.00 0.00 6.00 6.00 57.0 2
$812HB2.5 2.50 0.08 6.00 7.00 57.0 2
$812HB3.0 3.00 0.08 6.00 7.00 57.0 2
S812HB3.5 3.50 0.08 6.00 7.00 57.0 2
$812HB4.0 4.00 0.13 6.00 8.00 57.0 2
$812HB4.5 450 0.13 6.00 8.00 57.0 2
S812HB5.0 5.00 0.13 6.00 10.00 57.0 2
$812HB6.0 6.00 0.13 6.00 10.00 57.0 2
$812HB7.0 7.00 0.13 8.00 13.00 63.0 2
$812HB8.0 8.00 0.20 8.00 16.00 63.0 2
$S812HB9.0 9.00 0.20 10.00 16.00 720 2
$812HB10.0 10.00 0.20 10.00 19.00 720 2
$812HB12.0 12.00 0.20 12.00 22.00 83.0 2
$812HB14.0 14.00 0.20 14.00 22.00 83.0 2
$812HB16.0 16.00 0.20 16.00 26.00 92.0 2
$812HB18.0 18.00 0.20 18.00 26.00 92.0 2
$812HB20.0 20.00 0.30 20.00 32.00 104.0 2
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DDORMER

2-Flute Solid Carbide Slot End Mill
Medium cut length, 2-flute design provides high rigidity for milling standard slots to a P9 tolerance and ramping operation. AICrN coating
improves performance and extends the tool life.
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Workpiece material group suitability, starting values for cutting speed (m/min) and Alpha Code. Tables with feed per tooth and correction factors can be found starting from page 112.
P1.1 P1.2 P1.3 P2.1 P2.2 P2.3 P3.1 P3.2 P3.3 P4.1 P4.2 P4.3 M1.1 M1.2
W146K 164K 169K W125K H110K W) HW101K 82 H69)J W61 W52) W41) W35K W72K

M21 M22 M31 M32 M33 M4l Kl KB KOE N B2 BB EBE E©2

W76K m62) m70) Wo60) W54) m53) W145K  W108K W81K W150K  W122K moy7) W133K  W102K

G5 8 (2 5 K4 K5 K58 K82 K8 N1 N12 NL3 O N21 N22

W32 123 m93)J W63 m59) m48) m139) m105) W31 Z287K  P216K  E144K  E144K  E129K
N2.3 N3.1 N3.2 N3.3 N4.1 N4.2 S1.1 $1.2 S2.1 S3.1 S4.1
WI3K W152K W33K 745K 152K 759K m58) m51) m39) m29) m23)

DCON MS tolerance h6; DC<7.00 mm: CHW + 0.03X45° mm; DC>7.00 mm: CHW + 0.05X45° mm.

DC CHW DCON MS APMX OAL NOF
Product

[mm] [mm] [mm] [mm] [mm]
$8222.0 2.00 - 6.00 8.00 57.0 2
$8222.5 2.50 0.08 6.00 12.00 57.0 2
$8223.0 3.00 0.08 6.00 12.00 57.0 2
$8224.0 4.00 0.13 6.00 14.00 57.0 2
$8225.0 5.00 0.13 6.00 16.00 57.0 2
$8226.0 6.00 0.13 6.00 19.00 57.0 2
$8227.0 7.00 0.13 8.00 19.00 63.0 2
$8228.0 8.00 0.20 8.00 19.00 63.0 2
$8229.0 9.00 0.20 10.00 21.00 72.0 2
$82210.0 10.00 0.20 10.00 22.00 72.0 2
$82212.0 12.00 0.20 12.00 25.00 83.0 2
$82214.0 14.00 0.20 14.00 30.00 83.0 2
$82216.0 16.00 0.20 16.00 32.00 92.0 2
$82218.0 18.00 0.20 18.00 32.00 92.0 2
$82220.0 20.00 0.30 20.00 38.00 104.0 2
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5803 HA /DORMER

3-Flute Solid Carbide Slot End Mill, DIN 6535 HA Shank
Extra short cut length, 3-flute design provides high rigidity for milling shallow slots to a P9 tolerance. AICrN coating increases service life and
improves performance. Also suited for plunging and ramping milling.
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Workpiece material group suitability, starting values for cutting speed (m/min) and Alpha Code. Tables with feed per tooth and correction factors can be found starting from page 112.
P1.1 P1.2 P1.3 P2.1 P2.2 P2.3 P3.1 P3.2 P3.3 P4.1 P4.2 P4.3 M1.1 M1.2
H206) H230) H238) m176) H155) 1371 W143) W14 W7l W84l 72l 581 m121) H102)

M21 M22 M23 M31 M32 M33 M4l M42 [ K2 KB EBE B2 28

m107) W39 7751 W W51 Z76| w751 7631 W205) W152) W114) m210) mi71) m1371

i B2 55 i K2 @5 8 K5 KS§ K2 K88 nNi1 N12 o N3

W186) Wm143) 1151 1731 1311 oI W32 W63 1%l W1471 W14  P408K  #1307K 206K
N2.1 N2.2 N2.3 N3.1 N3.2 N3.3 N4.1 N4.2 S1.1 $1.2 S2.1 S3.1 S4.1
m206) W184) m132) m215) m125) 7i64) 7i215) 7i83) 781l Z71l 7551 7411 7321

DCON MS tolerance h6; DC<7.75 mm: CHW + 0.03X45° mm; DC>7.75 mm: CHW + 0.05X45° mm.

DC CHW DCON MS APMX OAL NOF
Product
[mm] [mm] [mm] [mm] [mm]

S803HA1.0 1.00 - 3.00 3.00 38.0 3
S803HA1.5 1.50 - 3.00 3.00 38.0 3
S803HA2.0 2.00 - 6.00 3.00 50.0 3
S803HA2.5 2.50 0.08 6.00 3.00 50.0 3
S803HA2.8 2.80 0.08 6.00 4.00 50.0 3
S803HA3.0 3.00 0.08 6.00 4.00 50.0 3
S803HA3.5 3.50 0.08 6.00 4.00 50.0 3
S803HA3.8 3.80 0.08 6.00 5.00 54.0 3
S803HA4.0 4.00 0.13 6.00 5.00 54.0 3
S803HA4.5 450 0.13 6.00 5.00 54.0 3
S803HA4.8 4.80 0.13 6.00 6.00 54.0 3
S803HAS.0 5.00 0.13 6.00 6.00 54.0 3
S803HA6.0 6.00 0.13 6.00 7.00 54.0 3
S803HA7.0 7.00 0.13 8.00 8.00 58.0 3
S803HA8.0 8.00 0.20 8.00 9.00 58.0 3
S803HA9.0 9.00 0.20 10.00 10.00 66.0 3
S803HA10.0 10.00 0.20 10.00 11.00 66.0 3
S803HA12.0 12.00 0.20 12.00 12.00 73.0 3
S803HA14.0 14.00 0.20 14.00 14.00 75.0 3
S803HA16.0 16.00 0.20 16.00 16.00 82.0 3
S803HA18.0 18.00 0.20 18.00 18.00 84.0 3
S803HA20.0 20.00 0.30 20.00 20.00 92.0 3
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5803H B 2/DORMER

3-Flute Solid Carbide Slot End Mill, DIN 6535 HB Shank
Extra short cut length, 3-flute design provides high rigidity for milling shallow slots to a P9 tolerance. AICrN coating increases service life and
improves performance. Also suited for plunging and ramping milling.
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Workpiece material group suitability, starting values for cutting speed (m/min) and Alpha Code. Tables with feed per tooth and correction factors can be found starting from page 112.
P1.1 P1.2 P1.3 P2.1 P2.2 P2.3 P3.1 P3.2 P3.3 P4.1 P4.2 P4.3 M1.1 M1.2
H206) H230) H238) m176) m155) 1371 W143) H114| W7 W84l 72l W58 m121) Hm102)

M21 M22 M23 M31 M32 M33 M4l M42 K K2 KRB EBE B2 e

m107) W39 7751 W9 W35| 76l Z751 7631 W205) W152) H114) m210) m171) m1371

i B2 55 E K2 @5 8 K5 KS§ K2 K88 nNi1 N12 N3

W186) W143) 1151 1731 1311 oI W32 W63 1% W 1471 W41  P408K 307K 206K
N2.1 N2.2 N2.3 N3.1 N3.2 N3.3 N4.1 N4.2 S1.1 $1.2 S2.1 S3.1 $4.1
W 206) W184) m132) m215) m125) 7i64) Zi215) 7i83) 781l 71l 7551 7411 7321

DCON MS tolerance h6; DC<7.75 mm: CHW + 0.03X45° mm; DC>7.75 mm: CHW + 0.05X45° mm.

DC CHW DCON MS APMX OAL NOF
Product
[mm] [mm] [mm] [mm] [mm]

S803HB2.0 2.00 - 6.00 3.00 50.0 3
S803HB2.5 2.50 0.08 6.00 3.00 50.0 3
S803HB2.8 2.80 0.08 6.00 4.00 50.0 3
S803HB3.0 3.00 0.08 6.00 4.00 50.0 3
S803HB3.5 3.50 0.08 6.00 4.00 50.0 3
S803HB3.8 3.80 0.08 6.00 5.00 54.0 3
S803HB4.0 4.00 0.13 6.00 5.00 54.0 3
S803HB4.5 4.50 0.13 6.00 5.00 54.0 3
S803HB4.8 4.80 0.13 6.00 6.00 54.0 3
S803HB5.0 5.00 0.13 6.00 6.00 54.0 3
S803HB5.75 575 0.13 6.00 7.00 54.0 3
S803HB6.0 6.00 0.13 6.00 7.00 54.0 3
S803HB6.75 6.75 0.13 8.00 8.00 58.0 3
S803HB7.0 7.00 0.13 8.00 8.00 58.0 3
S803HB7.75 1.75 0.13 8.00 9.00 58.0 3
S803HBS.0 8.00 0.20 8.00 9.00 58.0 3
S803HBY.0 9.00 0.20 10.00 10.00 66.0 3
S803HBY.7 9.70 0.20 10.00 11.00 66.0 3
$803HB10.0 10.00 0.20 10.00 11.00 66.0 3
S803HB11.7 11.70 0.20 12.00 12.00 73.0 3
S803HB12.0 12.00 0.20 12.00 12.00 73.0 3
$S803HB14.0 14.00 0.20 14.00 14.00 75.0 3
$803HB16.0 16.00 0.20 16.00 16.00 82.0 3
S803HB18.0 18.00 0.20 18.00 18.00 84.0 3
$803HB20.0 20.00 0.30 20.00 20.00 92.0 3
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5813HA /DORMER

3-Flute Solid Carbide Slot End Mill, DIN 6535 HA Shank
Short cut length, 3-flute design provides high rigidity for milling standard slots to a P9 tolerance. AICrN coating increases service life and improves
performance. Also suited for plunging and ramping milling.

__CHWx45°

DCON MS

[E— ¢ u»

DIN 6535HA ACN (A

S 9 4 9 2] & 9] 9 )

Workpiece material group suitability, starting values for cutting speed (m/min) and Alpha Code. Tables with feed per tooth and correction factors can be found starting from page 112.
P1.1 P1.2 P1.3 P2.1 P2.2 P2.3 P3.1 P3.2 P3.3 P4.1 P4.2 P4.3 M1.1 M1.2
W 166) H186) m192) H142) W125) H1111 H115) W93l L VEL W68 59| 471 m97) W31

M21 M22 M31 M32 M33 M4l KD KEE KR BN B2 BB EBE E©2

ma5) 71l Z791 4[4 L4 60| W166) W123) mo2) m170) W138) m1101 m150) m115)

G5 5 2 5 Ka @5 K8 K2 K8 N1 N2 NL3 O N21 N22

W93l 1401 1051 w77l Moo LB 1591 W18l W2l Z330K 2247K  H166K  H166) m148)

N2.3 N3.1 N3.2 N3.3 N4.1 N4.2 S1.1 $1.2 S2.1 S3.1 S4.1
m107) W173) W101) 7i52) Zi173) ?i67) 7721 Zi641 7491 7381 7301

DCON MS tolerance h6; DC<7.00 mm: CHW + 0.03X45° mm; DC>7.00 mm: CHW + 0.05X45° mm.

DC CHW DCON MS APMX OAL NOF
Product
[mm] [mm] [mm] [mm] [mm]

S813HA2.0 2.00 0.00 6.00 6.00 57.0 3
S813HA2.5 2.50 0.08 6.00 7.00 57.0 3
S813HA3.0 3.00 0.08 6.00 7.00 57.0 3
S813HA3.5 3.50 0.08 6.00 7.00 57.0 3
S813HA4.0 4.00 0.13 6.00 8.00 57.0 3
S813HA4.5 450 0.13 6.00 8.00 57.0 3
S813HA5.0 5.00 0.13 6.00 10.00 57.0 3
S813HA6.0 6.00 0.13 6.00 10.00 57.0 3
S813HA7.0 7.00 0.13 8.00 13.00 63.0 3
S813HA8.0 8.00 0.20 8.00 16.00 63.0 3
S813HA9.0 9.00 0.20 10.00 16.00 720 3
S813HA10.0 10.00 0.20 10.00 19.00 720 3
S813HA12.0 12.00 0.20 12.00 22.00 83.0 3
S813HA14.0 14.00 0.20 14.00 22.00 83.0 3
$813HA16.0 16.00 0.20 16.00 26.00 92.0 3
S813HA18.0 18.00 0.20 18.00 26.00 92.0 3
S813HA20.0 20.00 0.30 20.00 32.00 104.0 3
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5813HB 2/DORMER

3-Flute Solid Carbide Slot End Mill, DIN 6535 HB Shank
Short cut length, 3-flute design provides high rigidity for milling standard slots to a P9 tolerance. The Weldon shank prevents the end mill from
slipping in the toolholder. AICrN coating improves performance and extends the tool life. Also suited for plunging and ramping milling.
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Workpiece material group suitability, starting values for cutting speed (m/min) and Alpha Code. Tables with feed per tooth and correction factors can be found starting from page 112.
P1.1 P1.2 P1.3 P2.1 P2.2 P2.3 P3.1 P3.2 P3.3 P4.1 P4.2 P4.3 M1.1 M1.2
H166) H186) m192) H142) m125) W11l H115) W3l L VEL W68 W59 471 m97) W31

M21 M22 M31 M32 M33 M4l Kl KB KOE N B2 BB EBE E©2

ma5) w71l Z791 43 L4 60| W166) W123) mo2) m170) m138) m1101 W150) m115)

G5 5 2 5 K4 K5 K58 K52 K8 N1 Ni2 NL3 O N21 N22

W3l 1401 1051 w77l Moo m5| 1591 m1181 W2l Z330K 2247K  H166K  E166) W148)
N2.3 N3.1 N3.2 N3.3 N4.1 N4.2 S1.1 $1.2 S2.1 S3.1 S4.1
m107) m173) m101) 7i52) Z173) ?i67) 7721 7641 7491 7381 7301

DCON MS tolerance h6; DC<7.00 mm: CHW + 0.03X45° mm; DC>7.00 mm: CHW + 0.05X45° mm.

DC CHW DCON MS APMX OAL NOF
Product
[mm] [mm] [mm] [mm] [mm]

S813HB2.0 2.00 0.00 6.00 6.00 57.0 3
S813HB2.5 2.50 0.08 6.00 7.00 57.0 3
S813HB3.0 3.00 0.08 6.00 7.00 57.0 3
S813HB3.5 3.50 0.08 6.00 7.00 57.0 3
S813HB4.0 4.00 0.13 6.00 8.00 57.0 3
S813HB4.5 450 0.13 6.00 8.00 57.0 3
S813HB5.0 5.00 0.13 6.00 10.00 57.0 3
$813HB6.0 6.00 0.13 6.00 10.00 57.0 3
S813HB7.0 7.00 0.13 8.00 13.00 63.0 3
$813HB8.0 8.00 0.20 8.00 16.00 63.0 3
$S813HB9.0 9.00 0.20 10.00 16.00 72.0 3
$813HB10.0 10.00 0.20 10.00 19.00 72.0 3
$813HB12.0 12.00 0.20 12.00 22.00 83.0 3
$813HB14.0 14.00 0.20 14.00 22.00 83.0 3
$S813HB16.0 16.00 0.20 16.00 26.00 92.0 3
$813HB18.0 18.00 0.20 18.00 26.00 92.0 3
$813HB20.0 20.00 0.30 20.00 32.00 104.0 3
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3-Flute Solid Carbide Slot End Mill
Medium cut length, 3-flute design provides high rigidity for milling standard slots to a P9 tolerance and ramping operation. AICrN coating
improves performance and extends the tool life.

CHWx45°

OAL

DCON MS

D/DORMER

2DORMER

9 4 2] |9 9] 4y )

&

Workpiece material group suitability, starting values for cutting speed (m/min) and Alpha Code. Tables with feed per tooth and correction factors can be found starting from page 112.

P1.1
W145)
M2.1
m75)
rm
N2.3
m92)

DCON MS tolerance h6; DC<7.00 mm: CHW + 0.03X45° mm; DC>7.00 mm: CHW + 0.05X45° mm.

Product

$8232.0
$8232.5
$8233.0
$8234.0
$8235.0
$8236.0
$8237.0
$8238.0
$8239.0
$82310.0
$82312.0
$82314.0
$82316.0
$82318.0
$82320.0

P1.2
W162)
M2.2

W6l
N3.1
m150)

P1.3
W167)
M3.1
Z69l
N3.2
m37)

DC

[mm]
2.00
2.50
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

P2.1
W124)
M3.2
7591
N3.3
Zi45)

P2.2
W109)
M3.3
2531
N4.1
71150)

CHW

[mm]
0.08
0.08
0.13
0.13
0.13
0.13
0.20
0.20
0.20
0.20
0.20
0.20
0.20
0.30

P2.3
97|
M4.1
w521
N4.2
Z158)

P3.1
m100)

W144)
1381
S1.1
71131

P3.2
W31l
m107)
1041
$1.2
1001

DCON MS

[mm]
6.00
6.00
6.00
6.00
6.00
6.00
8.00
8.00
10.00
10.00
12.00
14.00
16.00
18.00
20.00

P3.3 P4.1
mos| Mmool

W80,  WI149)
KE N1
W8OI 284K
s2.1  S3.1
w7l wssl

APMX

[mm]
8.00
12.00
12.00
14.00
16.00
19.00
19.00
19.00
21.00
22.00
25.00
30.00
32.00
32.00
38.00

P4.2
W51l

m121)
N1.2

P 214K

S4.1
7451

OAL

[mm]
57.0
57.0
57.0
57.0
57.0
57.0
63.0
63.0
72.0
72.0
83.0
83.0
92.0
92.0
104.0

P4.3
40|
%I

N1.3
W143K

M1.1
W34
m132)
N2.1
W143)

NOF

W W W wwwwwwwwwwww

M1.2
7
m101)
N2.2
m128)
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5804HA 2/DORMER

4-Flute Solid Carbide End Mill, DIN 6535 HA Shank
Extra short cut length, 4-flute design provides high rigidity for shallow profile and plunge milling applications. AICrN coating increases service
life and improves performance.

__CHWx45°

DCON MS

2 v - OAL o
34° 9°

E— ¢

DIN 6535HA AlCrN h10

e | an G M 9 2 2

Workpiece material group suitability, starting values for cutting speed (m/min) and Alpha Code. Tables with feed per tooth and correction factors can be found starting from page 112.
P1.1 P1.2 P1.3 P2.1 P2.2 P2.3 P3.1 P3.2 P3.3 P4.1 P4.2 P4.3 M1.1 M1.2
H206) H230) H238) m176) m155) 1371 W143) H114| W7 W84l 72l W58 m121) Hm102)

M21 M22 M23 M31 M32 M33 M4l M42 K K2 KRB EBE B2 e

m107) W39 7751 W9 W35| 76l Z751 7631 W205) W152) H114) m210) m171) m1371

i B2 55 i K2 @5 8 K5 K@ K2 K88 nNi1 N12 N3

W186) W143) 1151 1731 1311 oI W32 W63 1% W 1471 H1141 ?1408 ) ?1307) #1206

N2.1 N2.2 N2.3 N3.1 N3.2 N3.3 N4.1 N4.2 S1.1 $1.2 S2.1 S3.1 $4.1
Zi206) w184)  w132)  W215) M125) 7i64) Zi215) 7i83) 781l 71l 7551 7411 7321

DCON MS tolerance h6; DC<8.00 mm: CHW + 0.03X45° mm; DC>8.00 mm: CHW + 0.05X45° mm.

DC CHW DCON MS APMX OAL NOF
Product

[mm] [mm] [mm] [mm] [mm]
S804HA2.0 2.00 - 6.00 4.00 50.0 4
$804HA3.0 3.00 0.08 6.00 5.00 50.0 4
$804HA4.0 4.00 0.13 6.00 8.00 54.0 4
S804HA5.0 5.00 0.13 6.00 9.00 54.0 4
S804HA6.0 6.00 0.13 6.00 10.00 54.0 4
$804HA8.0 8.00 0.13 8.00 12.00 58.0 4
$804HA10.0 10.00 0.20 10.00 14.00 66.0 4
S804HA12.0 12.00 0.20 12.00 16.00 73.0 4
$804HA16.0 16.00 0.20 16.00 22.00 82.0 4
$804HA20.0 20.00 0.30 20.00 26.00 92.0 4
S804HA25.0 25.00 0.30 25.00 32.00 121.0 4
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4-Flute Solid Carbide End Mill, DIN 6535 HB Shank
Extra short cut length, 4-flute design provides high rigidity for shallow profile and plunge milling applications. The Weldon shank prevents the
end mill from slipping in the toolholder. AICrN coating increases service life and improves performance.

___CHWx45°

DCON MS

D/DORMER

HM N @ )
E Py y - OAL
by 34° 9°
=3 ¢
DIN 6535HB AICN h10
DIN J
Z:k: 6527K & / Z 24 g
Workpiece material group suitability, starting values for cutting speed (m/min) and Alpha Code. Tables with feed per tooth and correction factors can be found starting from page 112.
P1.1 P1.2 P1.3 P2.1 P2.2 P2.3 P3.1 P3.2 P3.3 P4.1 P4.2 P4.3 M1.1 M1.2
W 206) W230) W238) W176) W155) W1371 W143) W1141 97| W34l 721 W58 m121) m102)
M21 M22 M23 M31 M32 M33 M4l M42 [ K2 KB EBE B2 28
m107) 39| 751 H9I BB 761 751 631 W205) W152) H114) 210 m171) 1371
B B2 G5 i K2 8 K4 KI5 kS8 K52 K88 n~N11 N12 NL3
W186) W143) 1151 W1731 1311 W5 W32 W68 | W19 1471 W14 ?1408) »1307) 71206)
N2.1 N2.2 N2.3 N3.1 N3.2 N3.3 N4.1 N4.2 S1.1 $1.2 S2.1 S3.1 S4.1
»1206) »184) 132 m215) W125) Pi64) ?215) »83) 781l L4l 7551 40 »321
DCON MS tolerance h6; DC<8.00 mm: CHW =+ 0.03X45° mm; DC>8.00 mm: CHW + 0.05X45° mm.
DC CHW DCON MS APMX 0AL NOF
Product
[mm] [mm] [mm] [mm] [mm]
$804HB2.0 2.00 - 6.00 4.00 50.0 4
$804HB3.0 3.00 0.08 6.00 5.00 50.0 4
$804HB4.0 4.00 0.13 6.00 8.00 54.0 4
$804HB5.0 5.00 0.13 6.00 9.00 54.0 4
$804HB6.0 6.00 0.13 6.00 10.00 54.0 4
$804HB3.0 8.00 0.13 8.00 12.00 58.0 4
$804HB10.0 10.00 0.20 10.00 14.00 66.0 4
$804HB12.0 12.00 0.20 12.00 16.00 73.0 4
$804HB16.0 16.00 0.20 16.00 22.00 82.0 4
$804HB20.0 20.00 0.30 20.00 26.00 92.0 4
$804HB25.0 25.00 0.30 25.00 32.00 121.0 4

9
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5814HA 2/DORMER

4-Flute Solid Carbide End Mill, DIN 6535 HA Shank

Short cut length, 4-flute design provides high rigidity for general profile and plunge milling applications. AICrN coating improves performance
and extends the tool life.
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_ CHwx45° 5
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34° 9°
— A u >
DIN 6535HA AlCTN (A
DIN 1 2
6527 | h10 74 & & @,

Workpiece material group suitability, starting values for cutting speed (m/min) and Alpha Code. Tables with feed per tooth and correction factors can be found starting from page 112.
P1.1 P1.2 P1.3 P2.1 P2.2 P2.3 P3.1 P3.2 P3.3 P4.1 P4.2 P4.3 M1.1 M1.2
H166) H186) m192) H142) m125) W11l H115) W3l L VEL W68 W59 471 m97) W31

M21 M22 M31 M32 M33 M4l Kl KB KOE N B2 BB EBE E©2

ma5) w71l Z791 43 L4 60| W166) W123) mo2) m170) m138) m1101 W150) m115)

G5 5 2 5 K4 K5 K58 K2 K8 n~N11 0 N12 NL3 O N21 N22

W3l W1401 1051 W77l 66| 56| W1591 W18 W92l 21330 W1247) »1166) »1166) P1148)
N2.3 N3.1 N3.2 N3.3 N4.1 N4.2 S1.1 $1.2 S2.1 S3.1 S4.1
»1107) m173) m101)J »52) Z173) P67 7721 P641 49| »381 7301

DCON MS tolerance h6; DC<8.00 mm: CHW =+ 0.03X45° mm; DC>8.00 mm: CHW + 0.05X45° mm.

DC CHW DCON MS APMX OAL NOF
Product

[mm] [mm] [mm] [mm] [mm]
S814HA2.0 2.00 0.00 6.00 7.00 57.0 4
S814HA3.0 3.00 0.08 6.00 8.00 57.0 4
$814HA4.0 4.00 0.13 6.00 11.00 57.0 4
S814HA5.0 5.00 0.13 6.00 13.00 57.0 4
$814HA6.0 6.00 0.13 6.00 13.00 57.0 4
$814HA8.0 8.00 0.13 8.00 19.00 63.0 4
$814HA10.0 10.00 0.20 10.00 22.00 72.0 4
S814HA12.0 12.00 0.20 12.00 26.00 83.0 4
$814HA16.0 16.00 0.20 16.00 32.00 92.0 4
$814HA20.0 20.00 0.30 20.00 38.00 104.0 4
S814HA25.0 25.00 0.30 25.00 45.00 121.0 4

100



44

5814HB /DORMER

4-Flute Solid Carbide End Mill, DIN 6535 HB Shank
Short cut length, 4-flute design provides high rigidity for general profile and plunge milling applications. The Weldon shank prevents the end mill
from slipping in the toolholder. AICrN coating improves performance and extends the tool life.

__CHWx45°

DCON MS

DIN 6535HB AlCTN h10

fe | an g 4 € 2 2

Workpiece material group suitability, starting values for cutting speed (m/min) and Alpha Code. Tables with feed per tooth and correction factors can be found starting from page 112.
P1.1 P1.2 P1.3 P2.1 P2.2 P2.3 P3.1 P3.2 P3.3 P4.1 P4.2 P4.3 M1.1 M1.2
W166) W186) m192) W142) W125) W11 m115) 93| W8I W68 | 591 471 mo7) m31)

M21 M22 M31 M32 M33 M4l KD KEE KR BN B2 BB EBE E©2

ma5) 71l Z791 4[4 L4 60| W166) W123) mo2) m170) W138) m1101 m150) m115)

G5 5 2 5 Ka @5 K8 K2 K8 N1 N2 NL3 N21 N22

W3l W1401 1051 W77l 66| 5| W1591 W1181 W92l »1330) W1247) »1166) P1166) »1148)
N2.3 N3.1 N3.2 N3.3 N4.1 N4.2 S1.1 $1.2 S2.1 S3.1 S$4.1
»107) m173) m101)J »52) ?173) »167) 721 P641 49| »38l 7301

DCON MS tolerance h6; DC<8.00 mm: CHW =+ 0.03X45° mm; DC>8.00 mm: CHW + 0.05X45° mm.

DC CHW DCON MS APMX OAL NOF
Product

[mm] [mm] [mm] [mm] [mm]
$814HB2.0 2.00 0.00 6.00 7.00 57.0 4
$814HB3.0 3.00 0.08 6.00 8.00 57.0 4
$814HB4.0 4.00 0.13 6.00 11.00 57.0 4
$814HB5.0 5.00 0.13 6.00 13.00 57.0 4
$814HB6.0 6.00 0.13 6.00 13.00 57.0 4
$814HB8.0 8.00 0.13 8.00 19.00 63.0 4
$814HB10.0 10.00 0.20 10.00 22.00 72.0 4
$814HB12.0 12.00 0.20 12.00 26.00 83.0 4
$814HB16.0 16.00 0.20 16.00 32.00 92.0 4
$814HB20.0 20.00 0.30 20.00 38.00 104.0 4
$814HB25.0 25.00 0.30 25.00 45.00 121.0 4
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