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Monocrystalline Diamond
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HEtEIFInT (heik) B2
High polish turning
HEELEIFMT (751X)

High polish milling B20
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Monocrystalline Diamond
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Top-class tool cutting edges

In addition to the high level of hardness demonstrated by monocrystalline diamonds, the amorphous structure in
particular is a basic requirement for ultra-precision and high-precision machining with geometrically determined
cutting edges. The extremely sharp and flawless cutting edges allow for surface accuracies of < Rz 0.02 um.
The quality of the cutting edge perfectly reflects the surface quality that can be achieved.

When it comes to manufacturing tools, particular attention is paid to the crystal-system-based, direction-
dependent hardness values of monocrystalline diamonds. This is the only way of ensuring that the maximum tool life is
achieved. The geometric design of the cutting edge is optimised for the materials to be machined.

MCD tools are ideally suited to finishing processes for non-ferrous metals and their alloys, precious metals
such as gold and platinum or transparent plastics such as PMMA and PC.

Ferrous metals and fibre-reinforced plastics are generally not suitable for machining with monocrystalline
diamond.

An extensive standard range of MCD tools for turning and milling are available from stock.
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BE&IIVEVER (ph HORN pii1)

Monocrystalline Diamond

12—k

Insert

CCGWI/CCT/ DCGW/
DCGT/NVCGW/VCGT/
S117/105/108/114

W= L)L —
Toolholder
H117.MD/HC105/
B105.MD

htv bk
Cassette

NH105

B4
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BERIIVEVER

Monocrystalline Diamond

(ph HORN fil)

RET EIFIT (hekd)
High polish turning

BHERIAIVEVRESE High polish turning
FwmEEEIFmT (hEsg) with MCD
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SEf LT (hEs8) (ph HORN piir)

High Polish Turning

14—t CCGW
Insert CCGT

FEHINNT / Wi T

Side turning / Profiling

A ISOY —LRILA —
for Toolholder ISO
247 EANINL/Grooving

| Type
B r d d, s I, A7 L — 71— | Geometries for
Part number o
&8 / metal B REIRE / synthetic a
WD T| BWIO KT | B@EAKEE | ZS5HVEM | 2
long chipping short chipping transparent soft
CCGW060202.MD.A0 | 0,2 6,35 2,8 2,38 2 J A
CCGW060202.MD.KO | 0,2 6,35 2,8 2,38 2 J A
CCGW060202.MD.M0 | 0,2 6,35 2,8 2,38 2 J A
CCGT060202.MD.W0 0,2 6,35 2,8 2,38 2 J A
CCGW060208.MD.A0 | 0,8 6,35 2,8 2,38 2 J A
CCGW060208.MD.KO | 0,8 6,35 2,8 2,38 2 J A
CCGW060208.MD.M0 | 0,8 6,35 2,8 2,38 2 J A
CCGT060208.MD.W0 0,8 6,35 2,8 2,38 2 J A

A TEES [ onstock A 4B [ 4weeks x BEVVEDHE <72 L) [ upon request

mm3Rac

Dimensions in mm

SBIFERICATEES. ELWMIBICEDE TTFIV,. HEAEIIHFRE TERETI L,
Centre height must be measured and adjusted to the correct position. Cutting edges must be measured optically!
HESA A VEY FEREIECERICEDED £,

MCD - Regrind upon request

MOTEEEBEVEDE TSI L,

Further sizes upon request
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SRETLIFINT (heik)
High Polish Turning

(ph HORN i)

19—+

Insert

FEHINNT / Wi T

Side turning / Profiling

DCGW
DCGT

Bt

Part number

DCGW11T302.MD.A0
DCGW11T302.MD.K0
DCGW11T302.MD.MO
DCGT11T302.MD.W0

DCGW11T308.MD.A0
DCGW11T308.MD.K0
DCGW11T308.MD.MO0
DCGT11T308.MD.W0

0,2
0,2
0,2
0,2
0,8
0,8
0,8
0,8

9,525
9,625
8525
9,625
9,625
9,625
9,525
9,625

4.4
4,4
4.4
4,4
4.4
4.4
4.4
4.4

3197
3,97
3597
3,97
3,97
3,97
3,97
3,97

N NNNDNDNDDN

2

&

HWA I1SOY —ILRILA —

for Toolholder ISO

AT #EANNL/Grooving
Type

JBF 7 L — 71— | Geometries for

28 [ metal

ELWIO <9
long chipping
J

A TEES /onstock A 48R [ 4weeks x BB VG HE <72 LY/ upon request

mmzk52
Dimensions in mm

BBIFIERICAIE

EWID <Y
short chipping

BEE. ELWMIBICEDETHIEW. ALAEIRNFAETER NI L,

A ARG/ synthetic
BIAGHERE | RODVEM
transparent soft
J
J
J
J

Centre height must be measured and adjusted to the correct position. Cutting edges must be measured optically!

BRSZ1VEY FBMEIEZIERICLDED 9,

MCD - Regrind upon request
tOTERFSENEDE T,

Further sizes upon request

MD10

> > > > > > > >
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SEf LT (hEs8) (ph HORN piir)

High Polish Turning

1o¥=F VCGW . .
Insert VCGT

FEHINDT / iDL
Side turning / Profiling )

WA I1SOY —ILRILA —
for Toolholder ISO

BT EANNI/Grooving

Type
-l
i
VCGW
B3 r d d, s l, JEF 7 L — 71— | Geometries for
Part number 28 / metal B EERS / synthetic g
ELWID T | BWID S| ERAKE | RS5HVEM | =
long chipping | short chipping transparent soft
VCGW160410.MD.A0 1 9525 | 44 | 476 | 2,5 J A
VCGW160410.MD.KO 1 9525 | 44 | 476 | 2,5 J A
VCGW160410.MD.M0 1 9,525 | 44 | 4,76 | 2,5 J A
VCGT160410.MD.W0 1 9525 | 44 | 476 | 2,5 J A
A TEEM /onstock A 4B [ 4weeks x B WVVEHE < 72T LY/ upon request
mmzRad

Dimensions in mm

BBIFERICATEES. ELWMIBICEDE TSIV ALAEIEEFAETEET I L,
Centre height must be measured and adjusted to the correct position. Cutting edges must be measured optically!
BRI T VEY FEREIZICERICEDED £,

MCD - Regrind upon request

HOTEFBBVELET T,

Further sizes upon request

B8



SmETLIFINT (heik)
High Polish Turning

(ph HORN i)

s —
1o%—Fh 108 fer——=m ™
Insert
=NV Bore @ from 7,8 mm L‘_/;:_ld
o /
WA — LRI —
for Toolholder
217 B108
Type
= a -
12
=
. i1
i (7))
Jrﬁr !
B s f a r d |t |D.. JEF 7 L — 71— | Geometries for
Part number o
&8 / metal BB / synthetic é
EWIOCT | Bugb<d FERR7 AR
long chipping short chipping transparent
R108.MD.A0.02 3,4 |4,65|765| 0,2 6 10378 J A
R108.MD.K0.02 34 465|765 0,2 6 10378 J A
R108.MD.M0.02 3,4 |4,65|765| 0,2 6 0378 g A
R108.MD.A0.08 34 465|765 0,8 6 10378 J A
R108.MD.K0.08 3,4 |4,65|765| 0,8 6 0378 J A
R108.MD.M0.08 34 |465|765| 0,8 6 [ 03|78 J A
A TEES [ onstock A 4B [ 4weeks x BEVVEDHE <72 L)/ upon request

mmzR52

Dimensions in mm

SEIFERICHEIES. ELWMIBICEDLETTT W, ALAEIFEFRE CTER I L,
Centre height must be measured and adjusted to the correct position. Cutting edges must be measured optically!
BRI I VEY FBHEIECERICEDEAD £7,

MCD - Regrind upon request

tOTEFBENEDE T T,

Further sizes upon request
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SRETLIFINT (heik)
High Polish Turning

(ph HORN i)

s —
1= 114 = ~
Insert
= NIVANES Bore @ from 13,8 mm L‘_/;:_ld
o /
BAY —IILRILA —
for Toolholder
217 B114
1 Type BA114
|
LO-
+] \A D
- — — ! I
' J ! !
tr‘nax \ i w
i -— & > |
9 |
22 [ — '
\ibiEa e
B s f a r d |t | D, T 7 L — 71— | Geometries for
Part number o
28 / metal B EERS / synthetic é
EWIO T | BLugb < g FERR7 AR
long chipping short chipping transparent
R114.MD.A0.02 | 53 | 87 |135| 02 | 9 | 0,3 | 13,8 J A
R114.MD.K0.02 | 53 | 8,7 | 135 0,2 | 9 | 0,3 | 13,8 J A
R114.MD.M0.02 | 53 | 87 |135| 0,2 | 9 | 0,3 | 13,8 J A
R114.MD.A0.08 | 53 | 8,7 |135| 0,8 | 9 | 0,3 | 13,8 J A
R114.MD.K0.08 | 53 | 87 | 135 08 | 9 | 0,3 | 13,8 J A
R114.MD.M0.08 | 53 | 87 | 135 0,8 | 9 | 0,3 | 13,8 J A
A TEESR [ onstock A 4B [ 4weeks x BEILVEDOH <72 L) [ upon request

mmikac

Dimensions in mm

SRIFERICHEIES. ELWMIBICEDE TTIFT W, ALAEIFEFRE CTER F I L.
Centre height must be measured and adjusted to the correct position. Cutting edges must be measured optically!
BRI 1 VEY FBEHEIEICERICEDEAD £,

MCD - Regrind upon request

tOTERFBENEDE T,

Further sizes upon request

B10



HEtEIFInT (k)
High Polish Turning

(ph HORN fil)

edinddn H117.MD

Toolholder

- 7

BAAC Y-

for Insert

2147 8117..10

Type
Fig.B  Fig.C
R=AFN—3 VIR L=EBFN—->3>
R = right hand version shown L = left hand version
st h b |1 h1 @ Iz
Part number figure
H117.MD10.00.5.10 10 10 100 10,4 & A -
R/LH117.MD10.45.5.10 10 11 100 10,4 5 C 17,0
R/LH117.MD10.90.5.10 10 10 100 10,4 & D 17,5
REBBF LEBFZIELET, mmzRad
State Ror L version Dimensions in mm

OTE N—=T 3 VIFEBVEHDETI L,

Further sizes and versions upon request

1o L OMEIER b IL MBI Bk 2 CHEE TS L.

For torque specification of the screw, please see Technical Instructions.

BRRERILA—ICDOTH LTI BAN/RYIDMIANZOY OKSTECHI00DEZ ZERB T T LY,
For standard holder please see our catalog Grooving KSTECH100DE.

Fimtbam

Spare Parts
V=LKL — RBL FLOZRLOF
Toolholder Clamping Screw TORX PLUS® Wrench
H117... 030.400P.0227 T15PQ

B11



SWETLIFINT (heig)
High Polish Turning

(ph HORN i)

19—+

Insert

FEHINDT / W an T

Side turning / Profiling

*A fTV'IKD

§ MCD

L
0

0,1x45°

R=ABFN—2 3 VR

R = right hand version shown

B R

Part number

R/LS117.300.00.A0.10 300
R/LS117.300.00.K0.10 300
R/LS117.300.00.M0.10 300

S117

3,5
3,5
88

WAY — LRI —

for Toolholder

217 HU1T

Type SH117

L=EKBEFN -3y

L = left hand version

JEF 7 L — 71— | Geometries for
WD/ | MWD KT/ | BRAES/EE

long chipping metals | short chipping metals | transparent synthetics

J

A TEEM /onstock A 48R/ 4weeks x BEWVVEHE <723 L)/ upon request

mm3<ad

Dimensions in mm

RAEEF LEBFZIELET,
State Ror L version

SIS ERICAERS .

ELWIBICEDLETTII V. HEAEISHFRETEM TS Lo

Centre height must be measured and adjusted to the correct position. Cutting edges must be measured optically!

BRI 1 VEY FBHEIIECERICEDEAD £7,
MCD - Regrind upon request
tOTERFBENEDE T T L,

Further sizes upon request

B12
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SRETLIFINT (heik)
High Polish Turning

(ph HORN i)

V=R — HC105.MD

Toolholder

T
X

BT

S

\E Bore @ from 13,5 mm

§ . 2

0
B h b I
Part number
RHC105.MD1414.2.10 13,8 13,8 42

tOTEFBENEDE T TV,
Further sizes upon request
fa U OBEMN bIL 7 EIFRAMTERZ TR T T L.

For torque specification of the screw, please see Technical Instructions.

F{imaEB an

Spare Parts
| % % BLYIDEY | Amisx/NT
Toolholder Threaded Pin Allen Wrench
RHC105.MD1414.2.10 4.05.913 SW2,0 DIN911

BAA Y-

for Insert

217 105.2020.MD10
Type Rk /special

f D

8 18,5
mmz<52

Dimensions in mm

B13



JECLFNT (5e82) (ph HORN piD

High Polish Turning

19—k 105 s ~

Insert
=1y
Side Turning \ _/
BAY —IILRILA —
10,5 MKD for Toolholder
MCD
, 217 RHC105.MD1414.2.10
T \ = / Type
~
B R w JE@A 7 L — 71— | Geometries for
Part number _ . X =)
EWID /2R | RWID /28 | BHAEHER | 5
long chipping metals | short chipping metals | transparent synthetics | =
105.2020.MD.10 2 2 J A
A TEES [ onstock A 43EE [ 4weeks x BEWEHE 72T L)/ upon request
mmzRad

Dimensions in mm

SBIFERICATEES. ELWMIBICEDE TRI V. FALATIEEFATETEET I L,
Centre height must be measured and adjusted to the correct position. Cutting edges must be measured optically!
BRI T VEY REREIZCERICEDED £7,

MCD - Regrind upon request

DT EFBENELET I,

Further sizes upon request

B14



REfE EFIT (hesk)
High Polish Turning

(ph HORN i)

YV—=ILERILA —

Toolholder

T
X

BT

S
P
H.

Bore & from

B105.MD

R=&GBFN—23 YRR

R = right hand version shown

B3

Part number
R/LB105.MD12.2.13
R/LB105.MD12.4.13
R/LB105.MD12.6.13
R/LB105.MD12.8.13

L=EKBEFN—a>

L = left hand version

12
12
12
12

RAEBF LEBFZELET,

State Ror L version

MOTEIFEBVEDETI L,

Further sizes upon request

42
72
90
125

1 L OISR b IL OB &Rz TS TS L.

For torque specification of the screw, please see Technical Instructions.

F{iwgRan

Spare Parts
Y=ILRILE —
Toolholder
R/LB105...

NAEZINT
Allen Wrench

SW2,5 DIN911

13,5 mm

6,4
6,4
6,4
6,4

BHA>T— &
for Insert
24147
Dmin SW
18 10
13,5 10
183 10
13,5 10
mmiRad

Dimensions in mm

B15



REELIFMT (v>=>%)
High Polish Machining (I]h HORN I]ID

ek NH105 ~ R

Cassette
P
for universal use
\ /
BHAC >T— b
|1 for Insert

217 105...D.06
Type

NH105...4.01 C-C 210,3

C— H7

C—

B b h h, 1, h, )

Part number

NH105.MD06.3.01 6 12 6 17,9 6 239

NH105.MD06.4.01 6 12 6 17,9 6 24,8

NH105.MD06.5.01 6 12 6 19,4 6 23,9
MOTEEEBEVEDE TSI L, mmzRE2
Further sizes upon request Dimensions in mm

1o L OEIER b IL O EI3RM Bz CHEEE TS L,

For torque specification of the screw, please see Technical Instructions.

Fwshan

Spare Parts
hty bk RBLUDEY | K@z
Cassette Threaded Pin Allen Wrench
NH105.MD06.3.01 4.05.913 SW2,0 DIN911
NH105.MDO06... SW2,0 DIN911

B16



REfE EFIT (hesk)
High Polish Turning

(ph HORN i)

19 —F

Insert

BRI T

Side Turning

105

A 13 _ MKD
MCD \
R N |
\ /
' =
o
N
+ A
Z5%
g@# _______________________________________
B3 R w
Part number
105.300.AD.06 300 3,5
105.300.KD.06 300 3,5
105.300.MD.06 300 3,5

A TEES [ onstock A 43EE / 4weeks x BB WG 72T L)/ upon request

mm3<&e

Dimensions in mm

VIO <F/ERE | VWD <3/EB

long chipping metals | short chipping metals | transparent synthetics

o

WRDLEY

for Cassette

217 NH105.MD...
Type

JEF 7 L — 71— | Geometries for
BEAL S RS

SRIFERICHEIRES. ELWMIBICEDE TTIFT W, ALAEIFEFRE CTER I L.
Centre height must be measured and adjusted to the correct position. Cutting edges must be measured optically!

BRESL1VEY FBMEIECERICEDED 9,

MCD - Regrind upon request
tOTERFBENEDE T,

Further sizes upon request

MD10

B17



SRETLIFINT (heik)
High Polish Turning

(ph HOR

N )

il 105

Insert

BRI T

Side Turning

14,6 MKD
3 MCD

WRDLEY

for Cassette

217 NH105.MD...
Type

B R w JE@A 7 L — 71— | Geometries for
Part number EVGID < T/RRE B0 < T/RE | BELAMEE | o
long chipping metals | short chipping metals | transparent synthetics | =
105.3030.MDO06 B3 3,05 J J J A
A TEEM /onstock A 4B/ 4weeks x BEWLVEHE <72 L)/ upon request
mmzRad

Dimensions in mm

SEIFIERICAERES. ELWMIBICAEDE TR Ve HLREIFHFRETER NI L,

Centre height must be measured and adjusted to the correct position. Cutting edges must be measured optically!

HESRA A VEY REBREIFCERICEDED £9,
MCD - Regrind upon request
HOTEIFEEVNEDET T L,

Further sizes upon request

B18



YIRS HF/SRmEE M (hedg) (ph HORN pi»)

Cutting Data High Polish Turning

e v, L1, 2, TL—h—  Es—5>h
Material (mm/U) (mm) Geometry Recommended Coolant
min max (mmirev)
Ag 50 300 0.010-0,06 0,005 - 0,05 M tﬂgi'lmﬂ
Al/Mg 100 2500  0005-0.15 0,005 - 0,05 A TINLYay
Au 50 300 0,005 - 0,06 0,005 - 0,05 M o) %HE
Cu 50 500 0,005 - 0,08 0,005 - 0,04 A tﬂg:m
-
CuNi 40 250 0.010-0,06 0,005 - 0,04 M/A ? e
mulsion
Cusn 50 300 0,005 - 0,08 0,005 - 0,04 A tﬂf"'mﬂ
CuW 40 250 0,010 - 0,07 0,005 - 0,04 A tﬂf"”ﬂ
Cuzn 50 450 0,005 - 0,10 0,005 - 0,05 M tﬂcﬁlm
CuZn TS
J—RBLAEU—F 50 350 0,005 - 0,10 0,005 - 0,05 A tﬂcﬁw
lead-free/low-lead '
T R N
Ir/ Pd /Pt 30 100 0,005 - 0,05 0,005 - 0,03 A ? b=rs
mulsion
T S ~
Mo 35 120 0,010- 0,05 0,005 - 0,03 A ? Ve
mulsion
I Sy N
Ni 40 200 0,010 - 0,06 0,005 - 0,03 M/A ? ba
mulsion
T
T 40 200 0,010 - 0,06 0,005 - 0,03 K Z —3~
mulsion
T R N
Zn 80 350 0,005 - 0,12 0,005 - 0,05 A ? h=s
mulsion
T S ~
PA 60 220 0,010-0,25 0,010 - 0,10 w ?b./a -
mulsion
PC 50 200 0,005 - 0,20 0,010-0,10 K TRND3 [T =
Emulsion / Air
PE 80 350 0,010 - 0,25 0,010 - 0,10 w IEW L3>
mulsion
T o ~
PEEK 60 250 0,010-0,25 0,010 - 0,10 w N
Emulsion
PMMA 80 300 0,005 - 0,20 0,010 - 0,10 K Txlora > /ITor=
Emulsion / Air
POM 80 350 0,010- 0,25 0,010 - 0,10 K IEV)P‘\/“ 3~
mulsion
T
PTFE 70 300 0,01-0,25 0,010 - 0,10 W Z —37
mulsion
I 32
PVC 60 250 0,01-0,25 0,010 - 0,10 W ? =
mulsion

B19



BERAAIVYEVER (ph HORN pil)

Monocrystalline Diamond

HED 751 XAy —
Chamfer Milling Cutter
DSFF.MD

R—[Page
B22 B31

B/NR—)LTYRI)L
Micro End Mill Ball Nose
DSK.MD

A—=IJLTVRI)L
Ball Nose End Mill

DSK.MD
R—2/Page R—/Page
B24 B34
L
Milling shank
M117K/M117P/
M117U/M117
R—[Page N—2[Page

= /Page
B28

ROIT7IVRII)
Torus End Mill
DST.MD

R—[Page
B29

T—N\N—ETE8 Sy 42—
Arbor Mounted Cutter

DTM
R—[Page
B35 B30
A = I~ Htw k
Insert Cassette
S117/DTS/105 NH105
R—[Page R —/Page
B26 B37

B20



BiE@Ad1VEVER

Monocrystalline Diamond

(ph HORN i)

RETLEIFIMT (7351X)
High polish milling

T U PEE AL High polish milling
SBEMEFINT (751 R) with MCD

B21



HETEFMI (751X)

High polish milling (I]h alo L I]ID

mmb 751 XAhyv4— DSFF.MD a )

Chamfer Milling Cutter

GH, BRI VEY RESTE Nl
single fluted, MCD tipped

X 4
A '1 :
1 2o
. T O
VA '1 _
p— ke
& i
A s
o /
El o 1 A e - -
dw Ve + =
Q / _
b \/o;
— /
m

iit d1 d1max v el |3 d3 d2 tmax I1 Y g T 7 9
Part number Type [a)

=
DSFF.MD.30.38.3 0,3 2,0 0,05 30° 5,5 2,8 3 1,50 38 - 1 A
DSFF.MD.30.66.6 0,3 2,0 0,05 30° 55 2,8 6 1,50 66 4° 2 A
DSFF.MD.45.38.3 0,3 2,8 0,05 45° 5,5 2,8 3 1,25 38 - 1 A
DSFF.MD.45.66.6 0,3 2,8 0,05 45° 55 2,8 6 1,25 66 4° 2 A
DSFF.MD.60.38.3 0,3 2,8 0,05 60° 6515 2,8 8 0,72 38 - 1 A
DSFF.MD.60.66.6 0,3 2,8 0,05 60° 5,5 2,8 6 0,72 66 4° 2 A

A TEESR /onstock A 4B [ 4weeks x BEIVVEHOH <72 L)/ upon request
mm3iRad

Dimensions in mm

FFAE FHFRETER TS Lo
Cutting edges must be measured optically!
tOTERBENEDE T L,

Further sizes upon request

B22



HRETETFINT (7351X)

High polish milling (I]h HONN I]ID

@hr—-ILr>rz)l DSK.MD 4 )

Micro End Mill Ball Nose .

A, BiERA T VEYRNEIE
single fluted, MCD tipped

\
tn‘lax @

ggit d1 r a |3 d3 d2 tmax I1 v 9’( 7 \9
Part number Type (o)

=
DSK.MD.020.38.3 0,2 0,10 20° 5,5 1,6 3 0,10 38 20,0° 1 A
DSK.MD.030.38.3 0,3 0,15 20° 55 1,6 3 0,15 38 20,0° 1 A
DSK.MD.040.38.3 0,4 0,20 15° 5,5 1,6 3 0,20 38 20,0° 1 A
DSK.MD.050.38.3 0,5 0,25 - 55 1,6 3 0,25 38 20,0° 2 A
DSK.MD.080.38.3 0,8 0,40 - 55 1,6 g 0,40 38 20,0° 2 A
DSK.MD.100.38.3 1,0 0,50 - 5,5 1,6 3 0,50 38 20,0° 2 A
DSK.MD.150.38.3 1,5 0,75 - 55 1,6 3 0,75 38 20,0° 2 A
DSK.MD.200.38.3 2,0 1,00 - 5,5 1,6 3 1,00 38 20,0° 3 A
DSK.MD.200.66.6 2,0 1,00 - 55 1,6 6 1,00 66 6,0° 8 A
DSK.MD.300.66.6 3,0 1,50 - - 2,6 6 1,50 66 4,5° 3 A
DSK.MD.400.66.6 4,0 2,00 - - 3,5 6 2,00 66 35" 8 A
DSK.MD.500.66.6 5,0 2,50 - - 4,5 6 2,50 66 2,0° 3 A
DSK.MD.600.66.6 6,0 3,00 - - 4,5 6 3,00 66 2,0° & A

A TEEMR /onstock A 4B [ 4weeks x BEIWVVEHOH 72T L)/ upon request
mmZRac

Dimensions in mm
FFAESAFRETER TS Lo
Cutting edges must be measured optically!
tOTERBENEDE T,

Further sizes upon request

B23



HRETETFINT (7351X)

High polish milling (I]h HONN I]ID

/:-')LJE:/I:EE)L [)ESP(.“A[) -

Ball Nose End Mill

A, BiERA T VEYRNEIE
single fluted, MCD tipped

VA
Eog
vYB
-
B d, r I, d, d, t I 817 o
Part number Type o
=
DSK.MD.800.80.8 8 4 35 7,5 8 4 80 1 A
DSK.MD.1000.90.10 10 5 45 9,5 10 5 90 1 A
DSK.MD.1200.90.10 12 6 - 11,5 10 6 90 2 A
DSK.MD.1600.90.10 16 8 - 15,5 10 8 90 2 A
A TEES /onstock A 48R/ 4weeks x LG HE <72 L) [ upon request
mmz<ac

Dimensions in mm
FFEREISHFRETERE T Lo
Cutting edges must be measured optically!
tOTERFSENEDE T,

Further sizes upon request

B24



R=ILIVF=E)
Ball Nose Milling

(ph HORN fil)

ES=UYTIwY

Milling shank
FfEgES v> o — B SO R
Cylindrical carbide shank - shrink fit

v v OME B

M117K

Material of shank: Carbide - Giving a good vibration resistance

X =AaBEFN—-> 3>

Picture = right hand cutting version

B Ds
Part number

M117K.MD06.06.5.05 6
M117K.MD08.08.5.07 8
M117K.MD10.10.5.09 10

tOTEFBENEDE T I L,

Further sizes upon request

1o U OBEIERR b L7 EIIEATER 2 TR TS L.

For torque specification of the screw, please see Technical Instructions.

Fiwsbam

Spare Parts
S=YYGovY eYM
Milling shank Clamping Screw
M117K.MD06.06.5.05 030.265P.0821
M117K.MD08.08.5.07 030.265P.0819
M117K.MD10.10.5.09 030.400P.0227

@ Ds*0?
d I I,
6 63 25
8 77 35
10 100 50
FILORLVF
TORX PLUS® Wrench
T8PL
T8PL
T15PQ

BAAC Y-

for Insert

2147 S117.MD...K.X0
Type

d, 14X
Size
5,6 05
7,6 07
9,6 09
mmikad

Dimensions in mm

B25



R=ILITVFI
Ball Nose Milling

(ph HORN i)

1Y —=F

Insert

BEALFNI (751X)
High polish milling

N

B

Part number

$117.MD06.05K.X0
$117.MD08.07K.X0
S$117.MD10.09K.X0

Ds

6
8
10

3
4
5

S117

+0,2

1 X
Size

05
07
09

AT L — 71— | Geometries for
o
RWID /2R | BWIDT/&E| FEBRAEMERE | o
long chipping metals | short chipping metals | transparent synthetics =
J J J A
J J J A
J J J A

BRI -UYISv>D
for Milling shank

217 M117K
Type

A TEER /onstock A 48[ [ 4weeks x BB WVVEHE <723 L)/ upon request

mmiRao

Dimensionsin mm
FITAEIFFRETRHEBE T
Cutting edges must be measured optically!
HOTERBEVEDE T,

Further sizes upon request

B26



FEEELEIFNT (751X) (ph HORN i)
High polish milling

ZIIFIVERI) DST.MD

Torus End Mill

A BESRATVEYRESIE
single fluted, MCD tipped

_ 4
YA |
B 1
I T
o
yB I
;1m|
|
B d, r bx45° | I d, d, | t. | L 24T o
Part number Type o
=
DST.MD.600.66.6 6 50 0,10 25 585 6 2 66 1 A
DST.MD.800.80.8 8 50 0,15 35 7,5 8 3 80 1 A
DST.MD.1000.90.10 10 100 0,15 45 9,5 10 4 90 1 A
DST.MD.1200.90.10 12 100 0,15 - 11,5 10 4 90 2 A
DST.MD.1600.90.10 16 100 0,15 - 15,0 10 4 90 2 A
A TEES /onstock A 48R/ 4weeks x B LG HE <72 L) [ upon request
mmz<ac

Dimensions in mm
FFEREISHFRETERE T Lo
Cutting edges must be measured optically!
tOTERISENEDE T,

Further sizes upon request

B27



IE@m771X
Face Milling

(ph HORN fil)

Ll 2/ 757/
Milling shank

M117P

Mg v > 7 — g SO A
Cylindrical carbide shank - shrink fit

v v OME B

Material of shank: Carbide - Giving a good vibration resistance

= 1 -

DIN 6535-HA
Y
. -UE
& .
A
K=AEFN N—-a>
Picture = right hand cutting version
B Ds d
Part number
M117P.MD06.08.5.05 8 6
M117P.MD08.10.5.07 10 8

HOTEFRBBEVNEHET I L,
Further sizes upon request
1L OB SIL 7 EIFRMTERZ CHEET TV,

For torque specification of the screw, please see Technical Instructions.

F{imaB an

Spare Parts
U2/ B2 2274 EeYMs FLOZRLOF
Milling shank Clamping Screw TORX PLUS® Wrench
M117P.MD06.08.5.05 030.265P.0818 T8PL
M117P.MD08.10.5.07 2.6.5T8EP T8PL

B28

\—

BAAC Y-

for Insert

217 $117.MD08.05.P...
Type  S117.MD10.07.P...
~R—Ipage B31

) H 2
Size

63 05

77 07

mmik52

Dimensions in mm



EmmT
Peripheral Milling

(ph HORN fil)

E=VVTwY
Milling shank

Mg v > 7 — g SO A
Cylindrical carbide shank - shrink fit

v v OME B

Material of shank: Carbide - Giving a good vibration resistance

I

1

X =AaBEFN—-> 3>

Picture = right hand cutting version

B Ds
Part number

M117U.MD06.08.5.05 8
M117U.MD08.10.5.07 10

HOTEFRBBEVNEHET I L,

Further sizes upon request

1o U OMEIER b IL O BI3E M ER e CHEE TS L,

DIN 6535-HA

M117U

For torque specification of the screw, please see Technical Instructions.

F{imaB an

Spare Parts
U2/ B2 274 EeYMs
Milling shank Clamping Screw
M117U.MD06.08.5.05 030.265P.0818
M117U.MD08.10.5.07 2.6.5T8EP

FMILORLVF
TORX PLUS® Wrench

T8PL
T8PL

.8 5
WA Y —
for Insert
247 $117.MD08.4.05U...
Type S117.MD10.5.07U...
R —[page B32
I, CRP
Size
63 05
77 07
mm3z<ac

Dimensions in mm

B29



Em/Em7 51 AMI
Peripheral and Face Milling

(ph HORN fil)

SEal % 0% 474 M117

Milling shank ERA L

with through coolant supply

FEgES v> o — B SHOMA
Cylindrical carbide shank - shrink fit

v v OME B

Material of shank: Carbide - Giving a good vibration resistance

M =ABFEN-g>

Picture = right hand cutting version

Bz Ds d
Part number
M117.MD10.12.5.09 12 10

DT EIEEBNEHE T,
Further sizes upon request

1o U OMEIER b IL O EI3E M B Rz CHEEE TS L.

For torque specification of the screw, please see Technical Instructions.

F{imEB an

Spare Parts
SV 2/ B2 274 EeYMs FLORLVF
Milling shank Clamping Screw TORX PLUS® Wrench
M117.MD10.12.5.09 030.400P.0227 T15PQ

B30

BAAC Y-

for Insert

247 $117.MD12.09P...

Type ~R—Ipage B31
S117.MD12.5.09U...
R—page B32

| T4 X
Size
100 09
mmz<52

Dimensions in mm



IEm7512X

Face Milling

(ph HORN i)

19—+

Insert

EEmEEINT (73510 XR)

High polish milling

S117

oDs*02

R
= iR
B3 Ds
Part number
S117.MD08.05P.M0 8
S117.MD08.05P.X0 8
S$117.MD10.07P.M0 10
S$117.MD10.07P.X0 10
S117.MD12.09P.M0 12
S$117.MD12.09P.X0 12

50
50
100
100
100
100

3,2
3.2
St
3,7
4,0
4,0

H1X

Size
EWID /2R
long chipping metals

05

05 J

07

07 J

09

09 J

A TEEM /onstock A 48R [ 4weeks x BB VGO <72 L)/ upon request

mm3<ad
Dimensions in mm

HIRIEIFFRAETEE TSI L

Cutting edges must be measured optically!

HOTEIBEVEDLE TSIV,

Further sizes upon request

BRI -V v>D
for Milling shank

217 M117

Type

@A 7 L — 71— | Geometries for

BUWIb <3 /28

short chipping metals

J

bvil ANy Al
transparent synthetics

MD10

>» > > > > D>

B31



EEEMT (pliHORN i)

Peripheral Milling

1Y —=F S117

Insert

BERALSINT (T51X)
High Polish Milling

BRI -V v>D
for Milling shank

217 M1M7U...
Type  M117.MD10.12.5.09

Ry <
|1

B Ds R I, X A 7 L — 71— | Geometries for

Part number Size ) _ . N . =)
EWIDCT /R | BWIIDC /28| SBHLEMERE | A
long chipping metals | short chipping metals | transparent synthetics | =

S$117.MD08.4.05U.M0 8 100 4,2 05 J A

S$117.MD08.4.05U.X0 8 100 4,2 05 J J A

S$117.MD10.5.07U.M0 10 150 52 07 J A

$117.MD10.5.07U.X0 10 150 5,2 07 J J A

S$117.MD12.5.09U.M0 12 150 5,2 09 J A

S$117.MD12.5.09U.X0 12 150 52 09 J J A

A TEEESH /onstock A 4B/ 4weeks x BB WVEDLHE <723 L\ / upon request

mmzRad

Dimensionsin mm
HFAEISAFRETER T Lo
Cutting edges must be measured optically!
HOTERFSEVEDE T,

Further sizes upon request

B32



IE@m7 71X
Face Milling

(ph HORN i)

7—=N—B{38Hh vy L —
Arbor Mounted Cutter

HEZR-0 Cutting edge @

DIN 8030ZEH#L 77 — /N —EVfd B v 2 —
Arbor mounted cutter as per DIN 8030

DT

MERHEHTC

with through coolant supply

40-125 mm

M=FEFN—-"g>

Picture = right hand cutting version

B z
Part number

DTM.CX09.040.A16.04.AL.F
DTM.CX09.050.A22.05.AL.F
DTM.CX09.063.A22.06.AL.F
DTM.CX09.080.A27.06.AL.F
DTM.CX09.100.A32.07.AL.F
DTM.CX09.125.A40.08.AL.F

© N O o Ooh

HEIE:

Ds

40
50
63
80
100
125

40
40
40
50
63
63

32
40
40
48
58
70

16
22
22
27
32
40

BAA Y-

for Insert

247 DTS
Type

BEE T — MIE
SHEE

with p-precise plan setting

l, b C Mo

31 8,4 5,6 26000
26 10,4 6,3 24000
26 10,4 6,3 20000
33 12,4 7,0 18000
48 14,4 8,0 15000
46 16,4 9,0 12000

mm3kac

Dimensions in mm

AEFREDDTS.CX09.11L.H5 PD75ZEMIT AL L CIEADHZEIE. BENT Y RTEETI WL,

BHIAMDHZEIEETORT Y b — MIA VY — b EEBELTIET L,

Recommendation:

Use insert DTS.CX09.11.H5 PD75 (chapter A) as a pre-cutter. Pay attention to balance quality.

If the number of cutting edges is uneven, occupy all insert seats.

KIMBERHIAEZ CEIB T I,

Technical instructions see chapter A

FiEgbam

Spare Parts
T—N—BIEH Yy 2— NBEANT
Arbor Mounted Cutter Allen Wrench
DTM.CXO09.... SW2,5 DIN911
DTM.CX09.080.A27.06.AL.F | SW2,5 DIN911

DTM.CX09.100.A32.07.AL.F
DTM.CX09.125.A40.08.AL.F

SW10,0 DIN 911
SW12,0 DIN 911

~LO R

LoF

TORXPLUS® Wrench

T15PQ
T15PQ
T15PQ
T15PQ

al

Clamping Screw

030.3509.T15P
030.3509.T15P
030.3509.T15P

B33



IEH7 512X
Face Milling

(ph HORN i)

-~
11—k DTS d %
Insert ;
HAAVEY RS AT —h
Diamond tipped
X J
BRAAYZ—
for Arbor mounted cutter
(1))
247 DTM
Type
E
B d d, s t r bx45° 7 L — 75—/ Geometries for
Part number £E | metal ERiEAE/ synthetic g
EULWID KT VIO <9 BRAEE | ZS5DVEM S
long chipping | short chipping | transparent soft
DTS.CX09.MD.M0 | 9,525 | 4,4 3,97 | 3,8 | 100 0,2 J A
DTS.CX09.MD.WO | 9,525 | 44 | 3,97 | 3,8 | 100 0,2 J A
DTS.CX09.MD.X0 | 9,525 | 44 | 3,97 | 3,8 | 100 0,2 J J A

A TE[Ef /onstock A 4EfE/ 4 weeks
mm3<52
Dimensions in mm

B34

x BBVEHLE <723 L\ / upon request




IE@m7 71X
Face Milling

(ph HORN i)

S=UDT Yy M117P

Milling shank REBAGEHT

with through coolant supply

S—UVIU vV IBEBIZETA Y=~ - NSO —ZEDMIF TR,

Milling shank is fully assembled with insert and balanced

-t
Sy
\/
| -
@d,.s
=

0
]
2Ds+6
@Ds
M =FBEFN-Ta>
Picture = right hand cutting version

B Ds d l
Part number
M117P.MD050.D20.M0 50 20 102
M117P.MD050.D20.W0 50 20 102
M117P.MD050.D20.X0 50 20 102
M117P.MD100.D32.M0 100 32 112
M117P.MD100.D32.W0 100 32 112
M117P.MD100.D32.X0 100 32 112
M117P.MD150.D32.M0 150 32 112
M117P.MD150.D32.W0 150 32 112
M117P.MD150.D32.X0 150 32 112
M117P.MD200.D32.M0 200 32 112
M117P.MD200.D32.W0 200 32 112
M117P.MD200.D32.X0 200 32 112

DT EIEEBNEHDE T,

Further sizes upon request

ST BICIFEAMTITRABINBNINS VR ZWoTeA V= hHAEEINTUVET,

Milling shank contains inserts, mounted, balanced, adjusted.
L OBIEMM MLV EBIFEMERZ CHEER I L.

For torque specification of the screw, please see Technical Instructions.

FliatBan

Spare Parts
Sl 2/ 2 2/ NEEINT FLOZRLOF
Milling shank Allen Wrench TORX PLUS® Wrench
M117P.M... SW2,0 DIN911 T15PQ

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

12—k

Insert

217

Type S117P.MD10...
105.MDV05.03

d TR

Form

o
(o]
>>>2>2>2>>>> ol

mmz<52

Dimensions in mm

B35



IE@m7 71X
Face Milling

(ph HORN i)

1Y —=F

Insert

BEALFNI (751X)
High polish milling

S$117P.MD10.300.M0

B

Part number

105.MDV05.03

S$117P.MD10.100.W0
S$117P.MD10.300.M0
S$117P.MD10.300.X0

105/S117 ¥ S
" ] @ s117
. 105
o P
BRI -V v>D
for Milling shank
PKD
13,6 b
‘T“ = 247 M117P.MD...
‘ \"\. /:; Type
—_r \ 4
50
Loy
105.MDV.05.03
R #H 7 L — 71— / Geometries for
%8 / metal & i g /synthetic 2| e
ELD<T | mugIn<y | Benmr | zepusi | S8
long chipping short chipping transparent soft
0,3 J J J A
100,0 J A
300,0 J A
300,0 J J A

A TEES [ onstock A 438 [ 4weeks x HEIVVEDE <723 L)/ upon request

mm3<ag
Dimensions in mm
Sl FERICAEIBS.

ELWIBICEDETTIE V. HEAEIFHFRETEE T L

Centre height must be measured and adjusted to the correct position. Cutting edges must be measured optically!

BRESLIVEY FBMEIEIERICEDED 9,

MCD - Regrind upon request
HOTERFRBBVELET I,

Further sizes upon request

B36




FETLEITFINT (v>=>%)

High Polish Machining

(ph HORN i)

Aty bk

Cassette

N

for universal use

NH105

1
§

B3 b
Part number

NH105.MD06.3.01 6
NH105.MD06.4.01 6
NH105.MD06.5.01 6

P EIEEBMNEHDE TSI L,

Further sizes upon request

i om

h h,
12 6
12 6
12 6

1o U OBIERM b IL I BIEEM &R Z CHEEE T T L.

For torque specification of the screw, please see Technical Instructions.

F{imEBan

Spare Parts
htey b RLCHIbE>
Cassette Threaded Pin
NH105.MD06.3.01 4.05.913
NH105.MDO06...

NBEINT

Allen Wrench
SW2,0 DIN911
SW2,0 DIN911

BAA Y-

for Insert

217 105...D.06
Type

NH105...3.01

|2 h1 I1
17,9 6 23,9
17,9 6 24,8
19,4 6 23,9

mm3z<Ec

Dimensions in mm

B37



HRETETFINT (7351X)

High polish milling

(ph HORN i)

1o¥—=F

Insert

BERALSINT (T51X)
High polish milling

105

A 13 _ MKD
MCD \
R N |
.
o
N
+ A
s,
= QA _______________________________________
B3 R w
Part number
105.300.AF.06 300 3,5
105.300.KF.06 300 35
105.300.MF.06 300 3,5

- J

WRDLEY

for Cassette

217 NH105
Type

JEF 7 L — 71— | Geometries for
EWID /28 | BWID K T/&E BEAA A HisE

long chipping metals | short chipping metals | transparent synthetics

J

A TEES /onstock A 48R [ 4weeks x BEIWEDHHE < 72T L)/ upon request

mm3<52

Dimensions in mm

OBIEERICHTEES. ELWMIBICEDE TRI Ve ALATIFHFRAETEBFI L,

Centre height must be measured and adjusted to the correct position. Cutting edges must be measured optically!
BRESA A VEY FEREIFSERICEDED £,
MCD - Regrind upon request
HOTEIFSENEDLET I L,

Further sizes upon request

B38
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EIMISR M /BE A L FIT (751 X) (ph HORN i)

Cutting Data High polish milling

HHIH v iy 2 R — 5>
Material (mm/U) (mm) Recommended Coolant
min max (mmirev)
Ag 50 300 0,010- 0,06 0,005 - 0,05 tﬂ?:ﬂﬁ
Al/ Mg 100 2.500 0,005-0,15 0,005 - 0,05 XY ay
Au 50 300 0,005 - 0,06 0,005- 0,05 tﬂg:m
Cu 50 500 0,005- 0,08 0,005 - 0,04 tﬂg:m
T
CuNi 40 250 0,010- 0,06 0,005 - 0,04 fm)uti; =
Cusn 50 300 0005-008  0,005-004 tﬂ(?”w
CuWw 40 250 0010-007  0,005-0,04 tﬂg:m
Cuzn 50 450 0005-010  0,005-0,05 tﬂ&:m
CuZn S
U R_ LAY — R 50 350 0005-010  0,005-0,05 tﬂcﬁ:J’EE
lead-free/low-lead
I3
Ir/Pd / Pt 30 100 0005-005  0,005-0,03 Em)ulsio/n 4
T SN ~
Mo 35 120 0010-005  0,005-0,03 Em)ul;i; =
TS
Ni 40 200 0010-006  0,005-0,03 Emulsi; 4
T
T 40 200 0010-006  0,005-0,03 Emulsio/n =4
I3
Zn 80 350 0,005 - 0,12 0,005 - 0,05 ?m)ulsio/n =
T K ~
PA 60 220 0010-025  0,010-0,10 Em)ul;i; =
PC 50 200 0005-020  0010-040 LT X/¥E¥ /T
Emulsion / Air
I \\\\ N
PE 80 350 0010-025  0,010-0,10 Em}utio/n =~
<)Ly 3as
PEEK 60 250 0010-025  0,010-0.10 Zn)msio/n =
I3 [ ITT7—
PMMA 80 300 0005-020  0,010-0,10 Loz
BN
POM 80 350 0,010- 0,25 0,010- 0,10 Zm)uti; 4
TS
PTFE 70 300 0,01-0,25 0,010-0,10 Emulsio/n =4
I3
PVC 60 250 0,01-0,25 0,010 - 0,10 ? i
mulsion

B39



