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Overview

(ph HORN pi»)

DR small

HARNDOA Y — bR ) —VIERICELD. aE) —VIE 7 RTIC

HELE LTS

High-performance reaming has entered new dimensions with the world's smallest

replaceable insert reaming system.

DR medium

14X Ds_. Ds__

size

DR08 7,600 8,1

DR10 8,101 9,6

DR11 9,601 11,1

DR13 11,101 13,1
H1X Ds_. Ds__
size
016 11,900 15,6
019 15,601 18,6
024 18,601 23,6
029 23,601 28,6
036 28,601 35,6
044 35,601 43,6
052 43,601 51,6
061 51,601 60,6
081 60,601 80,6
101 80,601 100,6
121 100,601 120,6
141 120,601 140,6

SEEMZERTT SO, FICEESNLY —YIETY,

COBRBEA VY — XA ) -IYIERE. REOMIZERZRIEVLLE T,

Reaming newly innovated and defined by a unique design, engineered for high productivity.

This high-precision replaceable insert reaming system is the guarantee for best process reliability.
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BIE (ph HORN ph)

Overview
DR large

VP Ds_. Ds__
size
150 139,801 149,8

\. 160 149,801 159,8

~ 170 159,801 169,8
180 169,801 179,8
190 179,801 189,8
200 189,801 200,2

RERNTZIL) —IT URMA OSHRATRERD U — Y — A\ v FEITO 2 T ORI R Z A
BhE. BEFNTILF S IILAY—IMITETY,

Powerful reaming for large diameters. The innovative, flexible reaming system that combines all the
advantages of URMA's replaceable reaming head technologies.
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High-Performance Reaming

*E&E R— ‘)“/Page
Overview 118-119

19—k | |
Insert - | - |
DR small ! !

0° 14°-20°

R—/Page R—/Page
120 121

1) = RILA —

Reaming insert holder |

MDR small Y/ T
NR— [Page R—/Page
122 123

ERNFAET+ XU R—2[Page

Runout Control Disc 124

DR small

AR R—=2/page

Technical Instructions 125

116



=V —-VIMIIAIA (ﬁh HORN |]|'D

High-Performance Reaming

DR small

EDa5—AU—VYIMIAIE  Modular Reaming System

@76-13,1mm @76-13,1mm
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BE > X7 Lt X DR08-DR13 (small)
Summary System Size DR08-DR13 (small) Cﬁh HORN I]h)

ROZVJEVEHE hedg A
for rotating use for use on lathes
HEFRRTILA — JO0—T1 VI RILE—
Chapter Hydraulic Expansion Chapter Floating holder
Toolholder

HDR ‘ i 74
RSB | IO-F1 VI FIE—
EILEERAILAE — | Floating holder

Runout
adjustable hydraulic
expansion toolholder

>  ER
|I } I Ii - I/ b I\
,'J.Ij_ e Collet
HDZB - = == >=I
[ Seal

=1 AR
Intermediumate sleeves
Wy b

Chucking nut

MDR small

)= RILE—

Reaming insert holder

|
| DRsmall
‘ 18—k
| Insert
ﬂ fal
Screw
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DR small B il E

Ordering example of reaming inserts DR small

(ph HORN pi»)

ISOREDIHE
Ordering example wit ISO tolerance

DR.13.12000.H7.A1 HL3H

DRsmall ¥ X T .Ln

DR DR small system designation
: L e 4
13 e
eating size
A&E (mm)
12'000 Diameter in mm
nE
H7 Tolerance
AFERR
A1 Cutting geometry
BEmE
HL3H Carbide grade
BE

TREOREREED B BHE l_étthORNEi%‘C
REDET, A IEREIIGL T, EHDE
EZHEDOLRE3I DD 1EEICHED XY,

EEEA > — R
DR.13.12000.H7.A1 HL3H
®4 >H— % @12,014 £ 0.003 mm (CEFEE

QA U —HrEEIF. FEDA Y — FTEICKHLT
BERENE T, TRREZEECTBIRE Y-
CIFEBD. Q12U — MIBELAKLE HULHE)
HYER

FHRELXT, Q1 >H— kI, EENEEH
TERVEBLRARICEEINE I,

Qa1 >H— KAl

DR.13.12005.Q3. A1 HL3H 1 > — +%Z @ 12,005 =
0.003 mm |CHEE

1JHAn BVRZDHRS (QTY—1F)

Ordering example with target size (Q insert)

DR.13.12005.03.A1 HL3H

DRsmall > X T L

DR DR small system designation
:' {5 e 07 4
13 .
eating size
F%EFE HLME (mm)
12'005 Target size diameter in mm
Q=HuwaE
Q Code for target size insert
§~ﬂ:l\§ +/ I-‘-m
3 Manufacturing tolerance +/- pm
HAFRRAR
A1 Cutting geometry
e
HL3H

Carbide grade

Explanation of insert size order example

For orders with specifications of the bore tolerrance, the diameter is
defined by HORN standard. Depending on the size and tolerance, the
finished diameter is approximately in the upper third of the tolerance
range.

Example standard insert designation:
DR.13.12000.H7.A1 HL3H
insert ground to @ 12,014 0.003 mm

A Q-insert designation is selected for a specific insert dimension. In
contrary to standard inserts where all tolerances refer to the bore
tolerance, Q-inserts indicates the required insert diameter [(target
size). Q-inserts are recommended for special applications where
standard tolerance ranges are not applicable.

Example Q-insert designation:
DR.13.12005.Q3.A1 HL3H
insert ground to @ 12,005 +0.003 mm
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o1 »H—F DR small (ph HoRN D)

Insert

X

N || z4 || z6

0°

aDs

TEREMTE
NN Carbide grades
M=BBFA-T3> A EES A 43RS
Picture = right hand cutting version on stock 4 weeks
B Ds NE 14X m, a L Z = | =
Part number Tolerance Size I
o| T
DR.08.08000.H7.A1 8 H7 08 0,25 45 4,5 4
DR.08.08000.H7.A7 8 H7 08 0,25 45 4,5 4
DR.08.08000.H7.A7 8 H7 08 0,25 45 4,5 4
DR.10.09000.H7.A1 9 H7 10 0,25 45 4,5 6
DR.10.09000.H7.A7 9 H7 10 0,25 45 4,5 6
DR.10.09000.H7.A7 9 H7 10 0,25 45 4,5 6
DR.11.10000.H7.A1 10 H7 " 0,25 45 4,5 6
DR.11.10000.H7.A7 10 H7 " 0,25 45 4,5 6
DR.11.10000.H7.A7 10 H7 1" 0,25 45 4,5 6
DR.11.11000.H7.A1 1N H7 " 0,25 45 4,5 6
DR.11.11000.H7.A7 1" H7 1 0,25 45 4,5 6
DR.11.11000.H7.A7 11 H7 " 0,25 45 4,5 6
DR.13.12000.H7.A1 12 H7 13 0,25 45 4,5 6
DR.13.12000.H7.A7 12 H7 13 0,25 45 4,5 6
DR.13.12000.H7.A7 12 H7 13 0,25 45 4,5 6
DR.13.13000.H7.A1 13 H7 13 0,25 45 4,5 6
DR.13.13000.H7.A7 13 H7 13 0,25 45 4,5 6
DR.13.13000.H7.A7 13 H7 13 0,25 45 4,5 6

WRFA SRS S UBEMEIC DV TIE, &ifffERe CBE LT,

For recommendations of cutting geometry and carbide grade please see technical intrusctions

120



o1 »H—F DR small (ph HoRN D)

Insert

o
L | z4 || z6
14°-20°
wDs

BRI

NN Carbide grades

AT A EES A 4B

Picture = right hand cutting version on stock 4 weeks

B Ds NE 14X m, a L, Z = | =

Part number Tolerance Size I

o T
DR.08.08000.H7.B1 8 H7 08 0,54 25° 4,5 4
DR.08.08000.H7.B7 8 H7 08 0,54 25° 4,5 4
DR.08.08000.H7.B7 8 H7 08 0,54 25° 4,5 4
DR.10.09000.H7.B1 9 H7 10 0,54 25° 4,5 6
DR.10.09000.H7.B7 9 H7 10 0,54 25° 4,5 6
DR.10.09000.H7.B7 9 H7 10 0,54 25° 4,5 6
DR.11.10000.H7.B1 10 H7 11 0,54 25° 4,5 6
DR.11.10000.H7.B7 10 H7 11 0,54 25° 4,5 6
DR.11.10000.H7.B7 10 H7 1" 0,54 25° 4,5 6
DR.11.11000.H7.B1 " H7 I 0,54 25° 4,5 6
DR.11.11000.H7.B7 1 H7 X 0,54 25° 4,5 6
DR.11.11000.H7.B7 11 H7 11 0,54 25° 4,5 6
DR.13.12000.H7.B1 12 H7 13 0,54 25° 4,5 6
DR.13.12000.H7.B7 12 H7 13 0,54 25° 4,5 6
DR.13.12000.H7.B7 12 H7 13 0,54 25° 4,5 6
DR.13.13000.H7.B1 13 H7 13 0,54 25° 4,5 6
DR.13.13000.H7.B7 13 H7 13 0,54 25° 4,5 6
DR.13.13000.H7.B7 13 H7 13 0,54 25° 4,5 6

WRFA SRS S UBEMEIC DV TIE, &ifffERe CBE LT,

For recommendations of cutting geometry and carbide grade please see technical intrusctions
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FILS — MDRsmall  (fliHORN pl)

Reaming insert holder

DIN 1835-A HA ghb
W= —
T T
DIN1835-A
ol d T i
- oy
o e —
i _"_':i. =
RIBRHE M
nbarnal coclan
] E - S=LlEFEDONRAE. EYE—
= Blind hole, central
: H L=k E0RA. YA R
Blird hole, lateral

B Ds Ds ) d H—5vk H1Z
Part number Coolant Size
MDR.08.5T06.086.A.S 7,6 8,1 86 6 L 08
MDR.08.HM06.102.A.S 7,6 8,1 102 6 L 08
MDR.10.5T06.096.A.S 8,101 9,6 96 6 L 10
MDR.10.HM06.116.A.S 8,101 9,6 116 6 L 10
MDR.11.5T08.106.A.S 9,601 11,1 106 8 S 11
MDR.11.HM08.126.A.S 9,601 1.1 126 8 S 11
MDR.13.ST08.120.A.S 11,101 13,1 120 8 S 13
MDR.13.HM08.150.A.S 11,101 13,1 150 8 S 13

Sy UME I HM=EBE ST=
Material of shank: HM = Carbide ST = Steel

RLIR. MLIZXLYFUERFILA—ICRHBLTWVWE Y, AEFEIFTFETY,

1 Set of screws, 1 Torx wrench - no separate order required!

FimaBan

Spare Parts
Y—HIE— FLOZLYF
Reaming insert holder Torx Wrench
MDR.08... C009051
MDR.10... C009052
MDR.11... C009053B
MDR.13... C009054B
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RIS — MDRsmall  (pliHORN )

Reaming insert holder

DIN 1835-A HA gh5
4 4

T T
DIN1835-A
oy r I |.
T 1_._._._._._._._._._._._|]L¥ a
= —& =
RIBRHE M
nbarnal coclan
i D=EENA
= = through hale
B Ds,, Ds,,, ! d J—3k B X
Part number Coolant Size
MDR.08.5T06.086.A.D 7,6 8,1 86 6 D 08
MDR.08.HM06.102.A.D 7,6 8,1 102 6 D 08
MDR.10.5T06.096.A.D 8,101 9,6 96 6 D 10
MDR.10.HM06.116.A.D 8,101 9,6 116 6 D 10
MDR.11.5T08.106.A.D 9,601 11,1 106 8 D 11
MDR.11.HM08.126.A.D 9,601 1.1 126 8 D 1"
MDR.13.5T08.120.A.D 11,101 13,1 120 8 D 13
MDR.13.HM08.150.A.D 11,101 13,1 150 8 D 13

Sy UME I HM=EBE ST=
Material of shank: HM = Carbide ST = Steel

RLIR. MLIZXLYFUERFILA—ICRHBLTWVWE Y, AEFEIFTFETY,

1 Set of screws, 1 Torx wrench - no separate order required!

Fimabam

Spare Parts
=R — FLOZLVF
Reaming insert holder Torx Wrench
MDR.08... C009051
MDR.10... C009052
MDR.11... C009053
MDR.13... C009054
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IRNAERT Y —F DR small (ph HORN pi»)

Runout Control Disc

/1)

B H1X

Part number Size
DR.08.ROCD 08
DR.10.ROCD 10
DR.11.ROCD 11
DR.13.ROCD 13
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DR small2—¥—hH1 K
User guide DR small (ﬁh HORN I]h)

IEhDIEE
BRO—IYNIHERZ=EBZHICIE. IR EFODOITE##EEL TVWET, V—IKILA—PIEVRILD
RNICKZBEEMBET OIS, BERILE—. JO—FTa VI Fvv o8O LET, NEIY—T
Horn DRDIERNIZ. HRABAETRAE TR N TEET

Runout adjustment

To achieve the best reaming results a tool with zero runout is desirable. In order to compensate for any errors due to runout from
the toolholders or the machine spindle, we recommend a compensation holder or floating chuck. The runout of HORN DR small
reamers can be measured with different methods:

1.1 —FoE 2. fRlER Y —F
Horn DRO/NEIT BIIIERICIERICRETNT wnsR Y — b EXIE RN ZHAET S
WET, IRNAIE/RAEIE. FvTONEZE DO SICHEICRD X

LTREEICITS e TEET,

2. Through runout indicating insert
1. On the external diameter of the insert With the runout indicating insert it's even easier to adjust
HORN DR small tools are manufactured very accurately. the runout.
Runout measuring/adjustment can be done easily through
the outside diameter of the insert.

14— b3

RaDOURZERET ZOICIF. 27— 7 T —AOBEYRBERLIEESNIHOMIF MILIZERATSC
EAFAIRTY,

Insert change
For optimal performance proper cleaning of the interface and using the defined tightening torque is imperative.

1. 2.

1. 422 —7 21 ADEH 2.1 25— b

AR —=T =R NyT—JROMET Ao —hZERISERLICA Y2 -7 —X
ENWICTBENTETET, ICRA L. BEDOHDMIT ML THRDMITE
1. Cleaning of the interface ED

The interface can be cleaned most effectly with the 2. Insert change

contained modelling clay in the insert packaging. The insert is placed on the previously cleaned interface and

tightened through the required tightening torque.
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High-Performance Reaming

*E&E /\°—¢/“/Page
Overview 128-129,143-144

19—k | |
Insert - | - |
DR medium ! !

0° 14°-20°

R—/Page R—/Page
130, 132, 134, 131, 133, 135,
136, 145, 147, 137, 146, 148,

149 150

)—<RILA—

Reaming insert holder

MDR = 3\ — ._|.
R— [Page R— [Page R— [Page
138, 151 139, 141, 152 140, 153

?ETLEE%?{ & R—2/Page

Runout Control Disc 142

DR medium

D i i

Shank Beta- DIN 1835i DIN 1835JB_

VDR MOdUl. ——— 1'- ——— 1'-

T T

R— [Page R— [Page R— [Page
154 155 156

7=\~

Direct mounting

pirec SK-AB|  HSK-Al  |JIS-BT
R— [Page R— [Page NR—[Page
157 158 159

B AfTiER R—/Page

Technical Instructions 160-163
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=) —YIMIAIA (ph HORN pi»)

High-Performance Reaming

DR medium

EDa5—AU—VYIMIAIE  Modular Reaming System

11,9 - 356 mm @11,9- 356 mm
@ 35,6 - 140,6 mm @ 35,6 - 140,6 mm
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< A7 Lt X DR016 - DR036
System Size DR0O16 - DR036 Cﬁh HORN I]h)

M@ v > 011,900 - 35,600 mm
with zylindrical shank for @ 11,900 - 35,600 mm

B2k %] hede A
for rotating use for use on lathes
HEILRRILE — 707+« VI RILE—
Chapter Hydraulic Expansion Chapter Floating holder
Toolholder
PZ
HDR
JO0—T4 I RILA—
[— Y= =
%’%’QT;% Floating holder
Al TE /| e
ILRFILA — :
run out - i =
adjustable hydraulic J
expansion toolholder =
o ER
1l m A
— ,’{k 4 Collet
HDZB e = =)L
FRERU—T h' a Seal
Intermediumate sleeves - |
ey k
l'" "1 Chucking nut
| |}
—_—
MDR MDR...Z
)= RILA — )= RILA—
BEAVZ—TI—2X =R >2—-71—2X
Reaming insert holder with Reaming insert holder
standard interface with reinforced interface
—

B
-4

DR
a1 >o%—*r
Insert

Al . .
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PBE

Ordering example of reaming inserts

(ph HORN pi»)

ISOREDIZE
Ordering example wit ISO tolerance

DR.016.01200.H7.A1 HL3H

DR DR AT L
DR System designation
i {6 e 4
016 .
eating size

F%EFE (mm)

12’00 Diameter in mm
N
H7 Tolerance
FHFERAR
A1 Cutting geometry
BEMTE
HL3H Carbide grade
BiE

THREOREEENHB5E. BEREIE HORN BETRED XY,
A ZLREIG LT, FENDRIIRELEFDLIRE 3 5D 1
BEICEDFEY,

1A o —
DR.016.01200.H7.A1 HL3H
A Y% — % @12,014 £0.003 mm |ZFHEE

QT >H—MEEIR. BEDA VT — bAICH L TEIREh &
Yo TRREZBEETEFEA DY —PLRERD. Q1T —
MMIBELFERE HVWTHE) Z8ELE T, Q1r¥— b 5%
NEGEIEATETRVEREARICHEINE T,

QHKICIIDRSHEZ 1T 2HEDHD 7. CDHE. HIET
BIFEERTUN—RBERATE A NMIEUTIONUE, &
7lFISOT— FICER L BVWAEDBEIE. MET2RENED
DRSU =1 > — rZBIRTBBENHD T,

Explanation of insert size order example

For orders with specifications of the bore tolerrance, the diameter is
defined by HORN standard. Depending on the size and tolerance,
the finished diameter is approximately in the upper third of the
tolerance range.

Examples standard insert designation:
DR.016.01200.H7.A1 HL3H
insert ground to & 12,014 +0.003 mm

A Q-insert designation is selected for a specific insert dimension. In
contrary to standard inserts where all tolerances refer to the bore
tolerance, Q-inserts indicates the required insert diameter (target
size). Q-inserts are recommended for special applications where
standard tolerance ranges are not applicable.

A “DRS” drawing must be created for Q cutting edges. The corre-
sponding standard designation number cannot be used here. A
DRS reaming insert with a corresponding drawing must also be
selected for nominal diameters with 3 decimal places or tolerances
which do not comply with the ISO code.
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1 24—k DR medium  (pliHORN ph)

Insert

-~ -
HBEEr1E
N Carbide grades
B=fFF -Da> A EES A4 3BR
Picture = right hand cutting version on stock 4 weeks
B Ds NE Y1 X m, a L, Z rlzl|o
Part number Tolerance Size 23| g
(m] e
DR.016.01200.H7.A1 12 H7 016 0,25 45° 4,3 6
DR.016.01200.H7.A6 12 H7 016 0,25 45° 4,3 6
DR.016.01200.H7.A7 12 H7 016 0,25 45° 4,3 6
DR.016.01300.H7.A1 13 H7 016 0,25 45° 4,3 6
DR.016.01300.H7.Aé 13 H7 016 0,25 45° 4,3 6
DR.016.01300.H7.A7 13 H7 016 0,25 45° 4,3 6
DR.016.01400.H7.A1 14 H7 016 0,25 45° 4,3 6
DR.016.01400.H7.A6 14 H7 016 0,25 45° 4,3 6
DR.016.01400.H7.A7 14 H7 016 0,25 45° 4,3 6
DR.016.01500.H7.A1 15 H7 016 0,25 45° 4,3 6
DR.016.01500.H7.Aé 15 H7 016 0,25 45° 4,3 6
DR.016.01500.H7.A7 15 H7 016 0,25 45° 4,3 6
DR.019.01600.H7.A1 16 H7 019 0,25 45° 4,3 6
DR.019.01600.H7.A6 16 H7 019 0,25 45° 4,3 6
DR.019.01600.H7.A7 16 H7 019 0,25 45° 4,3 6
DR.019.01700.H7.A1 17 H7 019 0,25 45° 4,3 6
DR.019.01700.H7.Aé6 17 H7 019 0,25 45° 4,3 6
DR.019.01700.H7.A7 17 H7 019 0,25 45° 4,3 6

HERA RIS L CBEMEICOVTIE, Kififfike CBESIEEL,

For recommendations of cutting geometry and carbide grade please see technical intrusctions
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1 24—k DR medium  (pliHORN ph)

Insert

14°-20°

HBEEr1E

N Carbide grades

B=fFF -Da> A EES A4 3BR

Picture = right hand cutting version on stock 4 weeks

B Ds NE Y1 X m, a L, Z rlzl|o
Part number Tolerance Size 23| g
(m] e

DR.016.01200.H7.B1 12 H7 016 0,54 25° 4,3 6
DR.016.01200.H7.B6 12 H7 016 0,54 25° 4,3 6
DR.016.01200.H7.B7 12 H7 016 0,54 25° 4,3 6
DR.016.01300.H7.B1 13 H7 016 0,54 25° 4,3 6
DR.016.01300.H7.B6 13 H7 016 0,54 25° 4,3 6
DR.016.01300.H7.B7 13 H7 016 0,54 25° 4,3 6
DR.016.01400.H7.B1 14 H7 016 0,54 25° 4,3 6
DR.016.01400.H7.B6 14 H7 016 0,54 25° 4,3 6
DR.016.01400.H7.B7 14 H7 016 0,54 25° 4,3 6
DR.016.01500.H7.B1 15 H7 016 0,54 25° 4,3 6
DR.016.01500.H7.B6 15 H7 016 0,54 25° 4,3 6
DR.016.01500.H7.B7 15 H7 016 0,54 25° 4,3 6
DR.019.01600.H7.B1 16 H7 019 0,54 25° 4,3 6
DR.019.01600.H7.B6 16 H7 019 0,54 25° 4,3 6
DR.019.01600.H7.B7 16 H7 019 0,54 25° 4,3 6
DR.019.01700.H7.B1 17 H7 019 0,54 25° 4,3 6
DR.019.01700.H7.B6 17 H7 019 0,54 25° 4,3 6
DR.019.01700.H7.B7 17 H7 019 0,54 25° 4,3 6

WRF) LIRS LS BEMEICOWVWTIE, Bz CBESETL,

For recommendations of cutting geometry and carbide grade please see technical intrusctions
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1 24—k DR medium  (pliHORN ph)

Insert

-~ -
HBEEr1E
N Carbide grades
B=fFF -Da> A EES A4 3BR
Picture = right hand cutting version on stock 4 weeks
B Ds NE Y1 X m, a L, Z rlzl|o
Part number Tolerance Size 23| g
(m] e
DR.019.01800.H7.A1 18 H7 019 0,25 45° 4,3 6
DR.019.01800.H7.A6 18 H7 019 0,25 45° 4,3 6
DR.019.01800.H7.A7 18 H7 019 0,25 45° 4,3 6
DR.024.01900.H7.A1 19 H7 024 0,25 45° 4,3 6
DR.024.01900.H7.A6 19 H7 024 0,25 45° 4,3 6
DR.024.01900.H7.A7 19 H7 024 0,25 45° 4,3 6
DR.024.02000.H7.A1 20 H7 024 0,25 45° 4,3 6
DR.024.02000.H7.A6 20 H7 024 0,25 45° 4,3 6
DR.024.02000.H7.A7 20 H7 024 0,25 45° 4,3 6
DR.024.02100.H7.A1 21 H7 024 0,25 45° 4,3 6
DR.024.02100.H7.Aé 21 H7 024 0,25 45° 4,3 6
DR.024.02100.H7.A7 21 H7 024 0,25 45° 4,3 6
DR.024.02200.H7.A1 22 H7 024 0,25 45° 4,3 6
DR.024.02200.H7.A6 22 H7 024 0,25 45° 4,3 6
DR.024.02200.H7.A7 22 H7 024 0,25 45° 4,3 6
DR.024.02300.H7.A1 23 H7 024 0,25 45° 4,3 6
DR.024.02300.H7.A6 23 H7 024 0,25 45° 4,3 6
DR.024.02300.H7.A7 23 H7 024 0,25 45° 4,3 6

BT LIRS L BEMEIC DOV TIE, FififEHRe CBESRTEL,

For recommendations of cutting geometry and carbide grade please see technical intrusctions
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1 24—k DR medium  (pliHORN ph)

Insert

14°-20°

HBEEr1E

N Carbide grades

B=fFF -Da> A EES A4 3BR

Picture = right hand cutting version on stock 4 weeks

B Ds NE Y1 X m, a L, Z rlzl|o
Part number Tolerance Size 23| g
(m] e

DR.019.01800.H7.B1 18 H7 019 0,54 25° 4,3 6
DR.019.01800.H7.B6 18 H7 019 0,54 25° 4,3 6
DR.019.01800.H7.B7 18 H7 019 0,54 25° 4,3 6
DR.024.01900.H7.B1 19 H7 024 0,54 25° 4,3 6
DR.024.01900.H7.B6 19 H7 024 0,54 25° 4,3 6
DR.024.01900.H7.B7 19 H7 024 0,54 25° 4,3 6
DR.024.02000.H7.B1 20 H7 024 0,54 25° 4,3 6
DR.024.02000.H7.B6 20 H7 024 0,54 25° 4,3 6
DR.024.02000.H7.B7 20 H7 024 0,54 25° 4,3 6
DR.024.02100.H7.B1 21 H7 024 0,54 25° 4,3 6
DR.024.02100.H7.B6 21 H7 024 0,54 25° 4,3 6
DR.024.02100.H7.B7 21 H7 024 0,54 25° 4,3 6
DR.024.02200.H7.B1 22 H7 024 0,54 25° 4,3 6
DR.024.02200.H7.B6 22 H7 024 0,54 25° 4,3 6
DR.024.02200.H7.B7 22 H7 024 0,54 25° 4,3 6
DR.024.02300.H7.B1 23 H7 024 0,54 25° 4,3 6
DR.024.02300.H7.B6 23 H7 024 0,54 25° 4,3 6
DR.024.02300.H7.B7 23 H7 024 0,54 25° 4,3 6

BT LIRS L BEMEIC DOV TIE, FififEHRe CBESRTEL,

For recommendations of cutting geometry and carbide grade please see technical intrusctions
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1 24—k DR medium  (pliHORN ph)

Insert

A
L) || z8
0°
IE
— o
» o Ds - L
&
HBEEr1E
N Carbide grades
H=BBFA-Ta> A TR 0 458R8
Picture = right hand cutting version on stock 4 weeks
B Ds NE Y1 X m, a L, Z rlzl|o
Part number Tolerance Size 23| g
(m] e
DR.029.02400.H7.A1 24 H7 029 0,3 45° 4,3 8
DR.029.02400.H7.A6 24 H7 029 0,3 45° 4,3 8
DR.029.02400.H7.A7 24 H7 029 0,3 45° 4,3 8
DR.029.02500.H7.A1 25 H7 029 0,3 45° 4,3 8
DR.029.02500.H7.A6 25 H7 029 0,3 45° 4,3 8
DR.029.02500.H7.A7 25 H7 029 0,3 45° 4,3 8
DR.029.02600.H7.A1 26 H7 029 0,3 45° 4,3 8
DR.029.02600.H7.A6 26 H7 029 0,3 45° 4,3 8
DR.029.02600.H7.A7 26 H7 029 0,3 45° 4,3 8
DR.029.02700.H7.A1 27 H7 029 0,3 45° 4,3 8
DR.029.02700.H7.Aé 27 H7 029 0,3 45° 4,3 8
DR.029.02700.H7.A7 27 H7 029 0,3 45° 4,3 8
DR.029.02800.H7.A1 28 H7 029 0,3 45° 4,3 8
DR.029.02800.H7.A6 28 H7 029 0,3 45° 4,3 8
DR.029.02800.H7.A7 28 H7 029 0,3 45° 4,3 8
DR.036.02900.H7.A1 29 H7 036 0,3 45° 4,3 8
DR.036.02900.H7.A6 29 H7 036 0,3 45° 4,3 8
DR.036.02900.H7.A7 29 H7 036 0,3 45° 4,3 8

BT ERE L CBEMEIC OV TIE, BffifElRe CEETL,

For recommendations of cutting geometry and carbide grade please see technical intrusctions
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1 24—k DR medium  (pliHORN ph)

Insert

A
L || z8
14°-20°
IE
— o
» o Ds - L
&
Mg
N Carbide grades
R=aBFN-Ta> A TEES A 4B
Picture = right hand cutting version on stock 4 weeks
B Ds NE Y1 X m, a L, Z rlzl|o
Part number Tolerance Size 23| g
(m] e
DR.029.02400.H7.B1 24 H7 029 0,64 25° 4,3 8
DR.029.02400.H7.B6 24 H7 029 0,64 25° 4,3 8
DR.029.02400.H7.B7 24 H7 029 0,64 25° 4,3 8
DR.029.02500.H7.B1 25 H7 029 0,64 25° 4,3 8
DR.029.02500.H7.B6 25 H7 029 0,64 25° 4,3 8
DR.029.02500.H7.B7 25 H7 029 0,64 25° 4,3 8
DR.029.02600.H7.B1 26 H7 029 0,64 25° 4,3 8
DR.029.02600.H7.B6 26 H7 029 0,64 25° 4,3 8
DR.029.02600.H7.B7 26 H7 029 0,64 25° 4,3 8
DR.029.02700.H7.B1 27 H7 029 0,64 25° 4,3 8
DR.029.02700.H7.B6 27 H7 029 0,64 25° 4,3 8
DR.029.02700.H7.B7 27 H7 029 0,64 25° 4,3 8
DR.029.02800.H7.B1 28 H7 029 0,64 25° 4,3 8
DR.029.02800.H7.B6 28 H7 029 0,64 25° 4,3 8
DR.029.02800.H7.B7 28 H7 029 0,64 25° 4,3 8
DR.036.02900.H7.B1 29 H7 036 0,64 25° 4,3 8
DR.036.02900.H7.B6 29 H7 036 0,64 25° 4,3 8
DR.036.02900.H7.B7 29 H7 036 0,64 25° 4,3 8

BT ERE L CBEMEIC OV TIE, BffifElRe CEETL,

For recommendations of cutting geometry and carbide grade please see technical intrusctions
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1 24—k DR medium  (pliHORN ph)

Insert

A
LJ || z8
0°
IE
— o
» o Ds - L
&
HBEEr1E
N Carbide grades
H=BBFA-Ta> A TR A438R
Picture = right hand cutting version on stock 4 weeks
B Ds NE H1X m, a L Z rlzl|o
Part number Tolerance Size 23| g
(m] e
DR.036.03000.H7.A1 30 H7 036 0,3 45° 4,3 8
DR.036.03000.H7.A6 30 H7 036 0,3 45° 4,3 8
DR.036.03000.H7.A7 30 H7 036 0,3 45° 4,3 8
DR.036.03100.H7.A1 31 H7 036 0,3 45° 4,3 8
DR.036.03100.H7.Aé6 31 H7 036 0,3 45° 4,3 8
DR.036.03100.H7.A7 31 H7 036 0,3 45° 4,3 8
DR.036.03200.H7.A1 32 H7 036 0,3 45° 4,3 8
DR.036.03200.H7.A6 32 H7 036 0,3 45° 4,3 8
DR.036.03200.H7.A7 32 H7 036 0,3 45° 4,3 8
DR.036.03300.H7.A1 33 H7 036 0,3 45° 4,3 8
DR.036.03400.H7.A1 34 H7 036 0,3 45° 4,3 8
DR.036.03400.H7.A6 34 H7 036 0,3 45° 4,3 8
DR.036.03400.H7.A7 34 H7 036 0,3 45° 4,3 8
DR.036.03500.H7.A1 35 H7 036 0,3 45° 4,3 8
DR.036.03500.H7.Aé6 35 H7 036 0,3 45° 4,3 8
DR.036.03500.H7.A7 35 H7 036 0,3 45° 4,3 8

BT FRIRE S UBEMEIC DV TIE, FifiiERe CBELEEL,

For recommendations of cutting geometry and carbide grade please see technical intrusctions
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1 24—k DR medium  (pliHORN ph)

Insert

A
M || 28
14°-20°
IE
D — —ﬂm
@ Us
- -l ——
&
HBEEr1E
. . Carbide grades
H=ABFN->a> A TER A 4B
Picture = right hand cutting version on stock 4 weeks
B Ds NE Y1 X m, a L, Z rlzl|o
Part number Tolerance Size 23| g
(m] e
DR.036.03000.H7.B1 30 H7 036 0,64 25° 4,3 8
DR.036.03000.H7.B6 30 H7 036 0,64 25° 4,3 8
DR.036.03000.H7.B7 30 H7 036 0,64 25° 4,3 8
DR.036.03100.H7.B1 31 H7 036 0,64 25° 4,3 8
DR.036.03100.H7.B7 31 H7 036 0,64 25° 4,3 8
DR.036.03200.H7.B1 32 H7 036 0,64 25° 4,3 8
DR.036.03200.H7.B6 32 H7 036 0,64 25° 4,3 8
DR.036.03200.H7.B7 32 H7 036 0,64 25° 4,3 8
DR.036.03300.H7.B1 88 H7 036 0,64 25° 4,3 8
DR.036.03400.H7.B1 34 H7 036 0,64 25° 4,3 8
DR.036.03400.H7.B6 34 H7 036 0,64 25° 4,3 8
DR.036.03400.H7.B7 34 H7 036 0,64 25° 4,3 8
DR.036.03500.H7.B1 35 H7 036 0,64 25° 4,3 8
DR.036.03500.H7.B6 35 H7 036 0,64 25° 4,3 8
DR.036.03500.H7.B7 85 H7 036 0,64 25° 4,3 8

HRF)FAIRE S CBEMEIC DOV TIE, FifiiERE CBELREIL,

For recommendations of cutting geometry and carbide grade please see technical intrusctions
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IS — MDR (ph HORN ph)

Reaming insert holder

DIN 1835-A HA ghb
| |==

T T

®-

MERHEHTL
Through coolant

E . S=LEFEOIRA

@ Ds

Blind haole

B Ds, ., Ds,, L d e REE
Part number

MDR.016.5T10.100.A.S 11,9 15,6 100 10 S 016
MDR.016.HM10.160.A.S 11,9 15,6 160 10 S 016
MDR.016.ST10.160.A.S 11,9 15,6 160 10 S 016
MDR.019.ST12.115.A.S 15,601 18,6 115 12 S 019
MDR.019.HM12.185.A.S 15,601 18,6 185 12 S 019
MDR.019.ST12.185.A.S 15,601 18,6 185 12 S 019
MDR.024.ST16.128.A.S 18,601 23,6 128 16 S 024
MDR.024.HM16.208.A.S 18,601 23,6 208 16 S 024
MDR.024.5T16.208.A.S 18,601 23,6 208 16 S 024
MDR.029.5T20.145.A.S 23,601 28,6 145 20 S 029
MDR.029.HM20.240.A.S 23,601 28,6 240 20 S 029
MDR.029.5T20.240.A.S 23,601 28,6 240 20 S 029
MDR.036.5T25.170.A.S 28,601 35,6 170 25 S 036
MDR.036.HM25.274.A.S 28,601 35,6 274 25 S 036
MDR.036.5T25.274.A.S 28,601 35,6 274 25 S 036

2y Y UME  HM=iERE  ST=3j
Material of shank: HM = Carbide ST = Steel

RLIR. MLIZALYFUERFILA—ICRHBLTWVWE Y, MBEFEIFTFETY,

1 Set of screws, 1 Torx wrench - no separate order required!

FimaBan

Spare Parts
FILE— Bl

Reaming insert holder Screw
MDR.016...-019... C009000
MDR. 024...-036... C009001
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IS — MDR (ph HORN pi»)

Reaming insert holder

DIN 1835-A HA gh5
4 4

_mdu-
===
@ Ds

ARG
Through coolant

D=E®\H

Through hole

B Ds,. Ds, ., L, d -5k REE
Part number

MDR.016.5T10.100.A.D 11,9 15,6 100 10 D 016
MDR.016.HM10.160.A.D 11,9 15,6 160 10 D 016
MDR.016.ST10.160.A.D 11,9 15,6 160 10 D 016
MDR.019.ST12.115.A.D 15,601 18,6 115 12 D 019
MDR.019.HM12.185.A.D 15,601 18,6 185 12 D 019
MDR.019.ST12.185.A.D 15,601 18,6 185 12 D 019
MDR.024.ST16.128.A.D 18,601 23,6 128 16 D 024
MDR.024.HM16.208.A.D 18,601 23,6 208 16 D 024
MDR.024.5T16.208.A.D 18,601 23,6 208 16 D 024
MDR.029.5T20.145.A.D 23,601 28,6 145 20 D 029
MDR.029.HM20.240.A.D 23,601 28,6 240 20 D 029
MDR.029.5T20.240.A.D 23,601 28,6 240 20 D 029
MDR.036.5T25.170.A.D 28,601 35,6 170 25 D 036
MDR.036.HM25.274.A.D 28,601 35,6 274 25 D 036
MDR.036.5T25.274.A.D 28,601 35,6 274 25 D 036

2y Y UME  HM=iERE  ST=3j
Material of shank: HM = Carbide ST = Steel

RLIR. MLIZALYFUERFILA—ICRHBLTWVWE Y, MBEFEIFTFETY,

1 Set of screws, 1 Torx wrench - no separate order required!

FimaBan

Spare Parts
FIL— Bl

Reaming insert holder Screw
MDR.016...-019... C009000
MDR. 024...-036... C009001
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RIS — MDR (ph HorN piD)

Reaming insert holder

HAohS | | | DIN 1835-A
_____ E._|. _______I]__ _____._H_.

T T
—
® = pe
@ =@
. ! I= 1
S 2
Through coolant
R=NvIUxvIaR
Backwash coaoling
B Ds_. Ds_, L L d d, 79— b REE
Part number Coolant Size
MDR.016.HM10.160.A.R 11,9 15,6 2 160 10 2,5 R 016
MDR.016.5T10.100.A.R 11,9 15,6 2 100 10 2,5 R 016
MDR.016.5T10.160.A.R 11,9 15,6 2 160 10 2,5 R 016
MDR.019.HM12.185.A.R 15,601 18,6 2,5 185 12 3,5 R 019
MDR.019.5T12.115.A.R 15,601 18,6 2,5 115 12 3,5 R 019
MDR.019.5T12.185.A.R 15,601 18,6 2,5 185 12 3,5 R 019
MDR.024.HM16.208.A.R 18,601 23,6 3 208 16 5 R 024
MDR.024.5T16.128.A.R 18,601 23,6 3 128 16 5 R 024
MDR.024.5T16.208.A.R 18,601 23,6 3 208 16 5 R 024
MDR.029.HM20.240.A.R 23,601 28,6 3,5 240 20 6 R 029
MDR.029.5T20.145.A.R 23,601 28,6 33 145 20 6 R 029
MDR.029.5T20.240.A.R 23,601 28,6 3,5 240 20 6 R 029
MDR.036.HM25.274.A.R 28,601 35,6 4 74 25 8 R 036
MDR.036.5T25.170.A.R 28,601 35,6 4 170 25 8 R 036
MDR.036.5T25.274.A.R 28,601 35,6 4 274 25 8 R 036

2y Y UME  HM=iERE  ST=3j
Material of shank: HM = Carbide ST = Steel

RLIR. MLIZALYFUERFILA—ICRHBLTWVWE Y, MBEFEIFTFETY,

1 Set of screws, 1 Torx wrench - no separate order required!

Fimabam

Spare Parts
RIS — [l FLOZXLVF
Reaming insert holder Screw Torx Wrench
MDR.016... C009022 T15Q
MDR.019... C009023 T20Q
MDR.024... C009024 T30Q
MDR.029...-036... C009025 T30Q
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RILS — MDR (pli HORN i)

Reaming insert holder

DIN 1835-A HA gh5
4 4

S b2
Through coolant
D=E@E"A
Through hole

B Ds_. Ds . L L d d, J—2>k REE
Part number
MDR.016.5T10.100.A.D.Z 11,9 15,6 2,5 100 10 9.8 D 016
MDR.016.HM10.160.A.D.Z 11,9 15,6 2,5 160 10 9,8 D 016
MDR.016.ST10.160.A.D.Z 11,9 15,6 2,5 160 10 9.8 D 016
MDR.019.ST12.115.A.D.Z 15,601 18,6 3 115 12 11,8 D 019
MDR.019.HM12.185.A.D.Z 15,601 18,6 3 185 12 11,8 D 019
MDR.019.5T12.185.A.D.Z 15,601 18,6 3 185 12 11,8 D 019
MDR.024.ST16.128.A.D.Z 18,601 23,6 4 128 16 15,8 D 024
MDR.024.HM16.208.A.D.Z 18,601 23,6 4 208 16 15,8 D 024
MDR.024.5T716.208.A.D.Z 18,601 23,6 4 208 16 15,8 D 024
MDR.029.5T20.145.A.D.Z 23,601 28,6 4 145 20 24,5 D 029
MDR.029.HM20.240.A.D.Z 23,601 28,6 4 240 20 24,5 D 029
MDR.029.5T20.240.A.D.Z 23,601 28,6 4 240 20 24,5 D 029
MDR.036.5T25.170.A.D.Z 28,601 35,6 4 170 25 24,5 D 036
MDR.036.HM25.274.A.D.Z 28,601 35,6 4 274 25 24,5 D 036
MDR.036.5T25.274.A.D.Z 28,601 35,6 4 274 25 24,5 D 036
RIS TRUEMSE

with central clamping screw

Sy UME I HM=EBE ST=il
Material of shank: HM = Carbide ST = Steel

RLIRX. FMLIZALYFUEIEFILA—ICAHBLTWE T, EFEIFTFETT,

1 Set of screws, 1 Torx wrench - no separate order required!

Fimabam

Spare Parts
RIS — [l FLOZXLVF
Reaming insert holder Screw Torx Wrench
MDR.016... C009022 T15Q
MDR.019... C009023 T20Q
MDR.024... C009024 T30Q
MDR.029...-036... C009025 T30Q
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IERNAERT > — bk DR medium (ph HORN i)

Runout Control Disc

B3 H12
Part number Size
DR.016.ROCD 016
DR.019.ROCD 019
DR.024.ROCD 024
DR.029.ROCD 029
DR.036.ROCD 036
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S AT LY X DR044 - DR141
System Size DR0O44 - DR141 (ﬁh HORN I]h)

TP ao5—>RXT7TL 035,601 -140,600 mm
Modular System for @ 35,601 - 140,600 mm

THATR— vy
System adapter Balancing shank
7572 —URMA
Chapter System Adaptor URMA VDR VDR
MHfEsv>o EfflF21~7

BD BH BT cylindrical direct

o

B13
HLaRAERE
Extension
Beta-Modul
VDR
D
I Balancing shank
: Beta-Modul
@®
MDR
RILE—
Reaming insert holder
DR
1Tk 12— kAR
Insert

Screws for insert

TILE—BRL

Screw for holder
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PBE

Ordering example of reaming inserts

(ph HORN pi»)

ISOREDIZE
Ordering example wit ISO tolerance

DR.044.03561.H7.A1 HL3H

DR RT L

DR o
DR System designation
i {6 e 4

044 _
Seating size

F5%E (mm)

35,61 .
Diameter in mm
l\%

H7 ©
Tolerance
HAFERAR

A1 .
Cutting geometry

HL3H =%0a
Carbide grade

BiE

THREORERENHB5E. BEIE HORN BEETRED XY,
A ZLREIG LT, FEMNDRIIRELEFDLIRE 3 5D 1
BEICEDFEY,

1ZHEEA U — Ll

DR.13.12000.H7.A1 HL3H

A % — k% 312,014 £ 0.003 mm |CHAEE

Q AVH—IMEEIX. FEDAT VY — M TEICH L TRIRESNE
To FRREZREL §HITES VT —FIXERD, Q1Y —
MIMBAILE BWTE) ZBELEFT. Q 1B — M 1Z
ENEDFEHVBERATEIRVVMSHLERICHEREINE S,
QAFKICIFDRSKE ZER T 2MELHD £9, CDHBE. XWIHT
BIERFTUN—IIMERATETE A NIEUTIHTOMRUE, £

7lFISOT— FICER L BVWAREDBEIE. MET2RENED
DRSU =1 25— rZBIRTBBENHD T,

144

Explanation of insert size order example

For orders with specifications of the bore tolerrance, the diameter is
defined by HORN standard. Depending on the size and tolerance,
the finished diameter is approximately in the upper third of the
tolerance range.

Examples standard insert designation:
DR.044.03561.H7.A1 HL3H
insert ground to @ 35,63 % 0.003 mm

A Q-insert designation is selected for a specific insert dimension. In
contrary to standard inserts where all tolerances refer to the bore
tolerance, Q-inserts indicates the required insert diameter (target
size). Q-inserts are recommended for special applications where
standard tolerance ranges are not applicable.

A “DRS” drawing must be created for Q cutting edges. The corre-
sponding standard designation number cannot be used here. A
DRS reaming insert with a corresponding drawing must also be
selected for nominal diameters with 3 decimal places or tolerances
which do not comply with the ISO code.



1 2=k DR medium  (pliHORN ph)

Insert

A
M || 28
00
IE
D — —ﬂm
@ Us
- -l ——
&
HBEEr1E
. . Carbide grades
H=ABFN->a> A TER A 4B
Picture = right hand cutting version on stock 4 weeks
B Ds NE Y1 X m, a L, Z rlzl|o
Part number Tolerance Size 23| g
(m] e
DR.044.03600.H7.A1 36 H7 044 0,35 45° 4,3 8
DR.044.03600.H7.A6 36 H7 044 0,35 45° 4,3 8
DR.044.03600.H7.A7 36 H7 044 0,35 45° 4,3 8
DR.044.03700.H7.A1 37 H7 044 0,35 45° 4,3 8
DR.044.03800.H7.A1 38 H7 044 0,35 45° 4,3 8
DR.044.03900.H7.A1 39 H7 044 0,35 45° 4,3 8
DR.044.04000.H7.A1 40 H7 044 0,35 45° 4,3 8
DR.044.04000.H7.A6 40 H7 044 0,35 45° 4,3 8
DR.044.04000.H7.A7 40 H7 044 0,35 45° 4,3 8
DR.044.04100.H7.A1 41 H7 044 0,35 45° 4,3 8
DR.044.04200.H7.A1 42 H7 044 0,35 45° 4,3 8
DR.044.04200.H7.A6 42 H7 044 0,35 45° 4,3 8
DR.044.04200.H7.A7 42 H7 044 0,35 45° 4,3 8
DR.044.04300.H7.A1 43 H7 044 0,35 45° 4,3 8

WRFFAIRE S UBEMEIC DV TIE, #&ifffERe CBELRLE W,

For recommendations of cutting geometry and carbide grade please see technical intrusctions
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1 2=k DR medium  (pliHORN ph)

Insert

A
M || 28
14°-20°
IE
D — —ﬂm
@ Us
- -l ——
&
HBEEr1E
. . Carbide grades
H=BBFN->a> A TER A 4B
Picture = right hand cutting version on stock 4 weeks
ke Ds NE H1X m, a L, Z rlzl|o
Part number Tolerance Size 23| g
(m] e
DR.044.03600.H7.B1 36 H7 044 0,75 25° 4,3 8
DR.044.03600.H7.B6 36 H7 044 0,75 25° 4,3 8
DR.044.03600.H7.B7 36 H7 044 0,75 25° 4,3 8
DR.044.03700.H7.B1 37 H7 044 0,75 25° 4,3 8
DR.044.03800.H7.B1 38 H7 044 0,75 25° 4,3 8
DR.044.03900.H7.B1 39 H7 044 0,75 25° 4,3 8
DR.044.04000.H7.B1 40 H7 044 0,75 25° 4,3 8
DR.044.04000.H7.B6 40 H7 044 0,75 25° 4,3 8
DR.044.04000.H7.B7 40 H7 044 0,75 25° 4,3 8
DR.044.04100.H7.B1 41 H7 044 0,75 25° 4,3 8
DR.044.04200.H7.B1 42 H7 044 0,75 25° 4,3 8
DR.044.04200.H7.B6 42 H7 044 0,75 25° 4,3 8
DR.044.04200.H7.B7 42 H7 044 0,75 25° 4,3 8
DR.044.04300.H7.B1 43 H7 044 0,75 25° 4,3 8

WRALETRE KCBBEMEICDOVWTIE. FEifTERE CBELIZTW,

For recommendations of cutting geometry and carbide grade please see technical intrusctions
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1 2=k DR medium  (pliHORN ph)

A
v (1210
00
IE
D — —ﬂm
@ Us
- -l ——
&
HBEEr1E
. . Carbide grades
H=BBFN->a> A TER A 4B
Picture = right hand cutting version on stock 4 weeks
ke Ds NE H1X m, a L Z rlzl|o
Part number Tolerance Size 23| E
(m] e
DR.052.04400.H7.A1 4b H7 052 0,35 45° 4,3 10
DR.052.04500.H7.A1 45 H7 052 0,35 45° 4,3 10
DR.052.04500.H7.A6 45 H7 052 0,35 45° 4,3 10
DR.052.04500.H7.A7 45 H7 052 0,35 45° 4,3 10
DR.052.04600.H7.A1 46 H7 052 0,35 45° 4,3 10
DR.052.04700.H7.A1 47 H7 052 0,35 45° 4,3 10
DR.052.04800.H7.A1 48 H7 052 0,35 45° 4,3 10
DR.052.04900.H7.A1 49 H7 052 0,35 45° 4,3 10
DR.052.05000.H7.A1 50 H7 052 0,35 45° 4,3 10
DR.052.05000.H7.A6 50 H7 052 0,35 45° 4,3 10
DR.052.05000.H7.A7 50 H7 052 0,35 45° 4,3 10
DR.061.05200.H7.A1 52 H7 061 0,35 45° 4,3 10
DR.061.05500.H7.A1 55 H7 061 0,35 45° 4,3 10
DR.061.06000.H7.A1 60 H7 061 0,35 45° 4,3 10

R SRS S BEMEIC DV TIE. FifffFRe BT W,

For recommendations of cutting geometry and carbide grade please see technical intrusctions
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1 2=k DR medium  (pliHORN ph)

Insert

A
v (1210
14°-20°
I2
@
— -— = !
&
HBEEr1E
. . Carbide grades
H=BBFN->a> A TER A 4B
Picture = right hand cutting version on stock 4 weeks
ke Ds NE H1X m, a L Z rlzl|o
Part number Tolerance Size 23| E
(m] ac
DR.052.04400.H7.B1 4b H7 052 0,75 25° 4,3 10
DR.052.04500.H7.B1 45 H7 052 0,75 25° 4,3 10
DR.052.04500.H7.B6 45 H7 052 0,75 25° 4,3 10
DR.052.04500.H7.B7 45 H7 052 0,75 25° 4,3 10
DR.052.04600.H7.B1 46 H7 052 0,75 25° 4,3 10
DR.052.04700.H7.B1 47 H7 052 0,75 25° 4,3 10
DR.052.04800.H7.B1 48 H7 052 0,75 25° 4,3 10
DR.052.04900.H7.B1 49 H7 052 0,75 25° 4,3 10
DR.052.05000.H7.B1 50 H7 052 0,75 25° 4,3 10
DR.052.05000.H7.B6 50 H7 052 0,75 25° 4,3 10
DR.052.05000.H7.B7 50 H7 052 0,75 25° 4,3 10
DR.061.05200.H7.B1 52 H7 061 0,75 25° 4,3 10
DR.061.05500.H7.B1 55 H7 061 0,75 25° 4,3 10
DR.061.06000.H7.B1 60 H7 061 0,75 25° 4,3 10

WRFSIIRE S BEMEICD VW TIE, FKiffFRe BT,

For recommendations of cutting geometry and carbide grade please see technical intrusctions
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1 2=k DR medium  (pliHORN ph)

Insert

A
J11z12
00
|2
Ds — r--m
@
| - — i |
&
HEEmTE
. . Carbide grades
B=apFA-Ta> A TER A 4B
Picture = right hand cutting version on stock 4 weeks
ke Ds NE 14X m, a L, V4 =
Part number Tolerance Size &
E=
DR.081.06500.H7.A1 65 H7 081 0,4 45° 4,3 12 A
DR.081.06800.H7.A1 68 H7 081 0,4 45° 4,3 12 A
DR.081.07000.H7.A1 70 H7 081 0,4 45° 4,3 12 A
DR.081.07500.H7.A1 75 H7 081 0,4 45° 4,3 12 A
DR.081.08000.H7.A1 80 H7 081 0,4 45° 4,3 12 A
DR.101.08500.H7.A1 85 H7 101 0,45 45° 4,3 12 A
DR.101.09000.H7.A1 90 H7 101 0,45 45° 4,3 12 A
DR.101.09500.H7.A1 95 H7 101 0,45 45° 4,3 12 A
DR.101.10000.H7.A1 100 H7 101 0,45 45° 4,3 12 A
DR.121.11000.H7.A1 110 H7 121 0,6 45° 58 12 A
DR.121.12000.H7.A1 120 H7 121 0,6 45° 5,3 12 A
DR.141.13000.H7.A1 130 H7 141 0,6 45° 53 12 A
DR.141.14000.H7.A1 140 H7 141 0,6 45° 5,8 12 A

R RE SCEBBEMEIC OV TIE, BffifElRe CEZTL,

For recommendations of cutting geometry and carbide grade please see technical intrusctions
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1 2=k DR medium  (pliHORN ph)

Insert

L z12
14°-20°
IZ
o DS oom,
(] —

&

HEEmTE

o NN Carbide grades

tuffﬁg?it/f}and/cu?ti; version A TEMG A 4 5B

on stock 4 weeks
B Ds NE 1 X m, a L, V4 =
Part number Tolerance Size a
T
DR.081.06500.H7.B1 65 H7 081 0,86 25° 4,3 12 A
DR.081.06800.H7.B1 68 H7 081 0,86 25° 4,3 12 A
DR.081.07000.H7.B1 70 H7 081 0,86 25° 4,3 12 A
DR.081.07500.H7.B1 75 H7 081 0,86 25° 4,3 12 A
DR.081.08000.H7.B1 80 H7 081 0,86 25° 4,3 12 A
DR.101.08500.H7.B1 85 H7 101 0,97 25° 4,3 12 A
DR.101.09000.H7.B1 90 H7 101 0,97 25° 4,3 12 A
DR.101.09500.H7.B1 95 H7 101 0,97 25° 4,3 12 A
DR.101.10000.H7.B1 100 H7 101 0,97 25° 4,3 12 A
DR.121.11000.H7.B1 110 H7 121 1,29 25° 53 12 A
DR.121.12000.H7.B1 120 H7 121 1,29 25° 53 12 A
DR.141.13000.H7.B1 130 H7 141 1,29 25° 53 12 A
DR.141.14000.H7.B1 140 H7 141 1,29 25° 53 12 A

HWRFLIIRE S BEMEIC DLW TR, FiffERe CELZT L,

For recommendations of cutting geometry and carbide grade please see technical intrusctions
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RILS — MDR (pli HORN i)

Reaming insert holder

F

i
oy
O
(=]
1
AERaH
Through coalant supply
E - S=1ExbRA
Blind hole
il Ds,.. Ds__, L, d, g—5>k 41X
Part number
MDR.044.32.30.V.S 35,601 43,6 30 32 S 044
MDR.052.39.35.V.S 43,601 51,6 35 39 S 052
MDR.061.46.40.V.S 51,601 60,6 40 46 S 061
MDR.081.56.50.V.S 60,601 80,6 50 56 S 081
MDR.101.76.60.V.S 80,601 100,6 60 76 S 101
MDR.121.76.60.V.S 100,601 120,6 60 76 S 121
MDR.141.76.60.V.S 120,601 140,6 60 76 S 141

RLIR. MLIZALYFUEEEFILA—ICRHBLTWVWE T, AEFEIFTFETY,

1 Set of screws, 1 Torx wrench - no separate order required!

FimaBan

Spare Parts
RILE— fal At
Reaming insert holder Screw Cylindrical screw
MDR.044.32.30.V.S C009002 C002623B
MDR.052.39.35.V.S C009002 C002638B
MDR.061.46.40.V.S C009002 C002426B
MDR.081.56.50.V.S C009004 C002637B
MDR.101-141...V.S C009004 C002431B

151



RILS — MDR (pli HORN i)

Reaming insert holder

/

VDR

]
fa

1
AERfE R
Through coolant supply
D=E&NA
: Through hole

B Ds, . Ds, . L d, I—32hk H12
Part number
MDR.044.32.30.V.D 35,601 43,6 30 32 D 044
MDR.052.39.35.V.D 43,601 51,6 35 39 D 052
MDR.061.46.40.V.D 51,601 60,6 40 46 D 061
MDR.081.56.50.V.D 60,601 80,6 50 56 D 081
MDR.101.76.60.V.D 80,601 100,6 60 76 D 101
MDR.121.76.60.V.D 100,601 120,6 60 76 D 121
MDR.141.76.60.V.D 120,601 140,6 60 76 D 141

RLIR. MLIZALYFUEEEFILA—ICRHBLTWVWE T, AEFEIFTFETY,

1 Set of screws, 1 Torx wrench - no separate order required!

FimaBan

Spare Parts
RILE— AREal [l
Reaming insert holder Cylindrical screw Screw
MDR.044.32.30.V.D C002623 C009002
MDR.052.39.35.V.D C002638 C009002
MDR.061.46.40.V.D C002426 C009002
MDR.081.56.50.V.D C002637 C009004
MDR.101-141...V.D C002431 C009004
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RILS — MDR (pli HORN i)

Reaming insert holder

/
ZK_| VDR

AEREH

Through coclant supply

A=1E£DNE
Step hole

B Ds, . Ds,. L, L, d, d, I—3>hk H12
Part number

MDR.044.32.30.V.A 35,601 43,6 8 30 32 13 A 044
MDR.052.39.35.V.A 43,601 51,6 8 33 39 13 A 052
MDR.061.46.40.V.A 51,601 60,6 10 40 46 16 A 061
MDR.081.56.50.V.A 60,601 80,6 12 50 56 18 A 081
MDR.101.76.60.V.A 80,601 100,6 14 60 76 24 A 101
MDR.121.76.60.V.A 100,601 120,6 14 60 76 24 A 121
MDR.141.76.60.V.A 120,601 140,6 14 60 76 24 A 141

RLIR. MLIZALYFUEEEFILA—ICRHBLTWVWE T, AEFEIFTFETY,

1 Set of screws, 1 Torx wrench - no separate order required!

FimaBan

Spare Parts
RILE— fal Rl
Reaming insert holder Screw Clamping Screw
MDR.044.32.30.V.A C009002 2900200
MDR.052.39.35.V.A C009002 2900201
MDR.061.46.40.V.A C009002 2900202
MDR.081.56.50.V.A C009004 2900203
MDR.101-141...V.A C009004 2900204
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vy VDR (ph HORN pi»)

Beta- /7 *
Modul —1

itk Ds,. Ds, ., L d d, R H1X
Part number Size
VDR.044.32.55.32.BM 35,601 43,6 55 32 32 BM 044
VDR.044.32.80.32.BM 35,601 43,6 80 32 32 BM 044
VDR.052.39.100.40.BM 43,601 51,6 100 40 39 BM 052
VDR.052.39.60.40.BM 43,601 51,6 60 40 39 BM 052
VDR.061.46.120.50.BM 51,601 60,6 120 50 46 BM 061
VDR.061.46.70.50.BM 51,601 60,6 70 50 46 BM 061
VDR.081.56.140.50.BM 60,601 80,6 140 50 56 BM 081
VDR.081.56.80.50.BM 60,601 80,6 80 50 56 BM 081
VDR.101.76.100.63.BM 80,601 200,2 100 63 76 BM 101-200
VDR.101.76.160.63.BM 80,601 200,2 160 63 76 BM 101-200
F{im B an
Spare Parts

Svvy L

Shank Screw

VDR.044... C009008

VDR.052...-061... C009010

VDR.081... C009012

VDR.101... C009016
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vy VDR (ph HORN pi»)

Shank

DIN 1835—i : i/
P — JI_ ) ﬁ ]

-

i _c_wl
() e S Sk
!
B Ds,. Ds, ., L d d, R H1X
Part number Size
VDR.044.32.55.20.A 35,601 43,6 55 20 32 A 044
VDR.044.32.80.20.A 35,601 43,6 80 20 32 A 044
VDR.052.39.100.25.A 43,601 51,6 100 25 39 A 052
VDR.052.39.60.25.A 43,601 51,6 60 25 39 A 052
VDR.061.46.120.32.A 51,601 60,6 120 32 46 A 061
VDR.061.46.70.32.A 51,601 60,6 70 32 46 A 061
VDR.081.56.140.40.A 60,601 80,6 140 40 56 A 081
VDR.081.56.80.40.A 60,601 80,6 80 40 56 A 081
VDR.101.76.100.40.A 80,601 200,2 100 40 76 A 101-200
VDR.101.76.160.40.A 80,601 200,2 160 40 76 A 101-200

Fimabam

Spare Parts
>4 24 al
Shank Screw
VDR.044... €009008
VDR.052...-061... C009010
VDR.081... €009012
VDR.101... C009016
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vy VDR (ph HORN pi»)

Shank
DIN 1835_E i/
— :]; ___ ké? e

itk Ds, . Ds,, L d d, FR H1X
Part number Size
VDR.044.32.55.20.B 35,601 43,6 55 20 32 B 044
VDR.044.32.80.20.B 35,601 43,6 80 20 32 B 044
VDR.052.39.60.25.B 43,601 51,6 60 25 39 B 052
VDR.052.39.100.25.B 43,601 51,6 100 25 39 B 052
VDR.061.46.70.32.B 51,601 60,6 70 32 46 B 061
VDR.061.46.120.32.B 51,601 60,6 120 32 46 B 061
VDR.081.56.80.40.B 60,601 80,6 80 40 56 B 081
VDR.081.56.140.40.B 60,601 80,6 140 40 56 B 081
VDR.101.76.100.40.B 80,601 200,2 100 40 76 B 101-200
VDR.101.76.160.40.B 80,601 200,2 160 40 76 B 101-200
F{im B an
Spare Parts
Svvy L
Shank Screw
VDR.044... C009008
VDR.052...-061... C009010
VDR.081... C009012
VDR.101... C009016
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7—I/\— VDR (ph HORN pi»)

Direct mounting

i/
SK-AB :é __

@d

B Ds, . Ds,.. L Lg d H1 2 SRT L EE kgl
Part number Size Weight [kg]
VDR.044.065.40AD 35,601 43,6 46 65 32 044 SK 40 1.1
VDR.052.065.40AD 43,601 51,6 46 65 39 052 SK 40 1,2
VDR.061.075.40AD 51,601 60,6 56 75 46 061 SK 40 1,4
VDR.081.080.40AD 60,601 80,6 61 80 56 081 SK 40 1,6
VDR.101.095.40AD 80,601 140,6 76 95 76 101 SK 40 2,2
VDR.044.065.50AD 35,601 43,6 46 65 32 044 SK 50 2,9
VDR.052.065.50AD 43,601 51,6 46 65 39 052 SK 50 g
VDR.061.075.50AD 51,601 60,6 56 75 46 061 SK 50 3,2
VDR.081.085.50AD 60,601 80,6 66 85 56 081 SK 50 3,6
VDR.101.095.50AD 80,601 200,2 76 95 76 101 SK 50 4,6
Fimabam
Spare Parts
Svvy L
Shank Screw
VDR.044... C009008
VDR.052...-061... C009010
VDR.081... C009012
VDR.101... C009016
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7—I/\— VDR (ph HORN pi»)

Direct mounting

HSK-A :é

L
— g —
|
— -—
LI
28
| |
: L O
| a S
| I ! rl"n
|
- 5 |
LT AL
B Ds,.. Ds,__, L Lg d 14X S RT I EE [kq]
Part number Size Weight [kg]
VDR.044.085.A063 35,601 43,6 59 85 32 044 HSKé3 1
VDR.052.090.A063 43,601 51,6 b4 90 39 052 HSKé63 1,2
VDR.061.100.A063 51,601 60,6 74 100 46 061 HSKé3 1,5
VDR.081.105.A063 60,601 80,6 79 105 56 081 HSKé63 1,8
VDR.101.120.A063 80,601 140,6 94 120 76 101 HSKé63 2,4
VDR.044.090.A100 35,601 43,6 61 90 32 044 HSK100 2,3
VDR.052.095.A100 43,601 51,6 66 95 39 052 HSK100 2,6
VDR.061.100.A100 51,601 60,6 71 100 46 061 HSK100 2,8
VDR.081.120.A100 60,601 80,6 91 120 56 081 HSK100 3,5
VDR.101.130.A100 80,601 200,2 101 130 76 101 HSK100 5

= b Fa—TIREBLTVWERA. AERITEXLSIEE L,

Coolant tube is not included - separate order required!

Fimabam

Spare Parts
>4 24 al
Shank Screw
VDR.044... €009008
VDR.052...-061... C009010
VDR.081... €009012
VDR.101... C009016
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7—I/\— VDR (ph HORN pi»)

Direct mounting

Lﬂ*
sis-81| JE | |* 2

A
!

M
B Ds,.. Ds, . L Lg d H12 SRT L EE [kq]
Part number Size Weight [kg]
VDR.044.060.40BT 35,601 43,6 33 60 32 044 JIS-BT 40 1.1
VDR.052.065.40BT 43,601 51,6 38 65 39 052 JIS-BT 40 1,3
VDR.061.070.40BT 51,601 60,6 43 70 46 061 JIS-BT 40 1.4
VDR.081.080.40BT 60,601 80,6 53 80 56 081 JIS-BT 40 1,7
VDR.101.095.40BT 80,601 140,6 = 95 76 101 JIS-BT 40 2,5
VDR.044.065.50BT 35,601 43,6 27 65 32 044 JIS-BT 50 3,7
VDR.052.065.50BT 43,601 51,6 27 65 39 052 JIS-BT 50 3,8
VDR.061.075.50BT 51,601 60,6 37 75 46 061 JIS-BT 50 4
VDR.081.085.50BT 60,601 80,6 47 85 56 081 JIS-BT 50 4,3
VDR.101.095.50BT 80,601 200,2 57 95 76 101 JIS-BT 50 51
Fimabam
Spare Parts
>4 24 al
Shank Screw
VDR.044... C009008
VDR.052...-061... C009010
VDR.081... C009012
VDR.101... C009016
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DR medium 2—H#—H 1 K (ﬁh HORN i)

User guide DR medium

LFoE®RTIE. V- ITEOBYILEDHFWCHEAILTICOWVWTHBWLW L E T,

The information below explains the proper handling and set up for reaming tools.

TEDOREEIZ. BVBEZFS1-OHIC. il THDOPT
BT TLIEL,

Tool adjustments should be performed directly in the machine/
’ spindle to achieve highest precision.

__a&\,/

=T 7 MESRERSEY — LR —E T E LT a1
AU =T ICEICRE LB ETHRALET,

Insert the reamer shaft into the Hydraulic Expansion Toolholder or
reducer sleeve until it bottoms out.

v : ;
w— Cy A

WAL YFTHERMEY — LRIV —Ofd R %
MO E I

Tighten the clamping screw of the Hydraulic Expansion
Toolholder with a hex wrench.
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DR medium I—H—HAF (ﬁh HORN [il1)

User guide DR medium

TORX-PLUS®L > FT15PQTAERDFAR L= H /=5 £ TlEIL.
7—=N\—ARDOumA > r—R2TITEZFTEILT

Nz LE T,

Turn the four adjusting screws with the TORX-PLUS® wrench T15PQ until

contact, and check the runout with a pm indicator inside the arbor by
hand rotating the tool.

[

-

o PO Py

AR L O#ZE L TRNZRAET %,

Adjust the runout by turning the adjustment screws on their axis.

IBRONDPESDEICKBESICAT— bz v T bIC
BT, RLZEIMDB,

Lay insert on shaft with positioning hole over the pin and tighten the
screws lightly.

MLIRER ZAN—THFICRLZHiD 5,

Tighten the screws with a torque setter screw driver in a crisscross
pattern.
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DR medium 2—H—H1 K (ﬁh HORN [ill)

User guide DR medium

RBFa) —IYNIERZR/BHICIF. IRNEOOIENHRTY, V—ILRILA—PETHDOIRNICEL SR
EEMETBOIC. MERILA— HEFvv I, BEREDRILA—ZE#8OLEI, DRU—TIE. TF
TEBHETHET BN TETET !

Adjusting

To achieve the best reaming results a tool with zero runout is desirable. In order to compensate for any errors due to runout from

the tool holders or the machine spindle, the following holders are recommendend: compensation holders, hydraulic chucks, or
shrink fit holders. DR reamers can be measured with different methods:

oa— b F=N=FKILH—

=z L. >a—bTF—N—FRILA—ICEEAELET, BEN
m<. OHMWDEE, RHEETHREINSAHETT,

Through insert holder short taper

With the reamer disassembled measure directly on the insert holders short taper. High
accuracy, simple handling. This is the most accurate and preferred method.

SZm e
Ao —hREOERDAEDOERSZAELET. HS5PDHRERE g
DERENE I IMEA Y — MIELICAIERETY, 3

Through circular land
Measuring directly behind chamfer angle on external insert diameter. All interface
errors are eliminated. This is the preferred method for small diameter inserts.

FIE—DAREIZOWVWT

DRARILA—IE. CABNRTHIERICERICHEINE T, KWL T
<. BYARAEERNMEOSNFT,

On the external diameter of the insert holder

DR tool holders are manufactured very accurately on all diameters. A method easy to
handle that offers reasonable measuring results.

HERE—FES vy ,
RMEEB—AES v U1d. ROLSH—IMIICERLET, ‘5
BEE35mmil i

Shanks with integrated compensation device
These shanks with integrated comp. must be used for reaming
diameters bigger than 35 mm
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DR medium 2—H—H1 K (ﬁh HORN [ill)

User guide DR medium

:E 7

. INZX—%2Md 1 2
FROFHRLEBEETS (BORDIES Darameter Md N el
| . RNEREL. 2% — FOAEER R oL s
bEWMIBICEY FLET, SABRLZES
T 2EORNOFENERET 5. IRNER DRto2 £ -
Rl BETHNIHABRZROERLET. & DR 061 95 -
DRD2IHE> T PRIBITLQLCZREET %o DR 081 60 85
Handling DR 101 60 120
Secure central locking screw (see value no 1). DR 121 60 120
Measure runout and set the cutting edge of the insert to
the highest point. Compensate half of the total runout DIR 1% 0 )20
by using the adjustment screws. Check runout and
repeat the adjust-ment if necessary. Secure central
locking srew according to value 2 in chart below.

15— DR
1 Sv O RT— =LA —DBRE BN, I5T NIA=IM | N | ko

BEEMERBRVWDATF T VI T B, DR 019 0,7
FLWA Y —rEREDMEICEY L (IBRD DR 024 15
EVISGEELTLRETIWY) L 5T LEDLET '

RUENL, EREADA > — FERDAT, . Parameter Md
2.2v I DRVWT—N—EZ ARICHER L. BEDH N DR 016 0,7
' 7
2

0O (00O |00 |00 |00 |O~ | O~

wHET, L o DR 029 1,5
4B LERTETHNUE. MILY - RSAN—ZFERL s P DR 036 1,5
T ETFICHOEST (MLIREBE) , o - DR 044 15
Changing inserts
1. Don't take the shank out of the taper holder. Remove 2 /“ ’ DR 052 =
clamping screws and used insert. DR 061 1,5 8
2. Clean short taper of the shank carefully and check for DR 081 35 15
possible damages. !
3. Set new insert on position (pay attention to the positioning DR 101 3,5 15
pin) and slightly tighten the clamping screws. DR121 35 15

4. If available, use the torxtorque screw driver to tighten the
screws crosswise (see torque chart) k DR141 3,5 15
]

19— FMEDOAIE

DRA Y —bhDE Y FIIFFEHRETY ., ERZAET BICIF. 220D g—
RO ENEIRELARET, 12— MITF——FEITh TV "‘@E ‘
&, HID SNAETEFEAEL TSI, i B -
Measuring of insert diameter

DR inserts have an unequally spaced pitch. To measure the diameter line up the ﬂ
two marked cutting edges. Measure directly on the chamfered angle because the (4

inserts are ground with taper.
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=) —YIMIAIA (ph HORN pi»)

High-Performance Reaming

EDa5—AU—VYIMIAIE  Modular Reaming System

@ 139,8 - 200,2 mm @ 139,8 - 200,2 mm
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< 27 L\ - X DR150 - DR200
System Size DR150 - DR200

(ph HORN pi»)

€25 — 2 RXTL0139,8-2002mm A
Modular System for @ 139.8 - 200.2 mm

TATa—

System adapter

7R 72— URMA
Chapter System adapter URMA

BD BH BT

B13
IERES 2 —)L
Extension
Beta-Modul
[t emyi) VDR
Svyy
b Balancing shank

Beta-Modul

@

DR

U=k BEEA R

Reaming head ﬂ

4

166

2 2/

Balancing shank

VDR VDR
Afsvy>o B2~
cylindrical direct

MDR
RILE—

Reaming insert holder

1o —rRAARL

Screws for insert

TILE—ARL

Screw for holder



YR EBIE

Explanation of the cutting diameter

(ph HORN pi»)

ARNEZIBET 3HE. V- Y FOERIE
HORNDIR TERINTUVE T, BERENEE
BlcbE D ETH. U—TAvY ROERIFHKARE
INED65%H 580%UREED FT,

HORNDRE THESN TV ERIIEICERHR
WMBE LTRENET,

5l 1:
ISORBRAZEIRLVE:
E1Z: 160H7

HORNODBIZICED < BERIBLVME:
BEf%: 160,033 mm

)=~y REIK:
DR.160033.A01.L.S HL3M

5l 2:
RBNZEIEME:
BE1%: 185+0,030 -0,015 mm

HORNDRIZICED < BERIBLME:
E1%: 185,021 mm

)—< Ay RER:
DR.185021.C01.G.S AN4M

51 3:
H A ZIBLE:
BE1%: 193,158 mm

HORNDEICED < ERHE L VE:
E%: 193,158 mm

U—T Ay R
DR.193158.B06.L.S HL3M

) =T DEENE I
I +/-0,003 mm

For requests with specifications of the bore
tolerance, the reaming head diameter is
defined by the HORN standard. Depending
on the diameter and the tolerance range, the
reaming head diameter will be within 65% to
80% of the total bore tolerance range.

The diameter specified by the HORN standard
is always shown as a target size dimension.

Example 1:
Request with ISO bore tolerance
Diameter: 160H7

Target size diameter according to HORN
standard: Diameter: 160,033 mm

Reaming head part number:
DR.160033.A01.L.S HL3M

Example 2:
Request with bore tolerance
Diameter: 185 +0,030 -0,015 mm

Target size diameter according HORN
standard: Diameter: 185,021 mm

Reaming head part number:

DR.185021.C01.G.S AN4M

Example 3:
Request with reaming head target size
Diameter: 193,158 mm

Target size diameter according HORN-
standard: Diameter: 193,158 mm

Reaming head part number:
DR.193158.B06.L.S HL3M

The reaming head manufacturing tolerance
is always +/-0,003 mm
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)—T Ay RIS (ph HORN pi»)

Ordering example of reaming heads

REMDBS

Ordering example with fixed dimension

DR.150033.G16.L.2 HL3M (N)

DR RAT L
DR -
DR System designation
FA%E (mm)
150,033 ' _
lameter in mm
G16 HFERAR (EDDFARICOVTIE FE) =AY R ZTBRCLES V)
Cutting geometry (for more geometries see ,.Standard Reaming Heads")
L BLhAG=XAFL—F, L=ERLCN)
Helix angle (G = straight, L = left-hand helix]
2 FFENIE (ZDDN—2 a VIBUATECEEIEETW
Cutting edge preparation (for more versions see below])
HL3 A—FT1 V7 (EDMDIA—T 1 X TICOVTRIFEY —IAY R “Z2TBREILEIV)
Coating (for more coatings see ,.Standard Reaming Heads")
M BEME
Carbide substrate
FBEREE (N)
(N)

Left out for reprocessing

E D fthFFA0IE

More cutting edge preparations

S AR L L

without cutting edge preparation
2 P2 DHFTNIE

medium cutting edge preparation
3 P FFINIE

larger cutting edge preparation
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BEV—IAYF

Standard Reaming heads

(ph HORN pi»)

FERIFEAZHLRATEIE THRHICROBZ N TEX T,
CELICHLCTYHIT -2 2 CRHVWILET,

The cutting edge diameter can be freely determined by completing the part number.

Cutting data available upon request

AbL—=kAvYE -

LEE DR —ERE&EINA
straight fluted reaming heads -
for blind holes and partly for through holes

B

Part number

DR.

DR.

DR.

DR.

DR.

DR.

DR.

DR.

DR.

O FHELLBEIMETHNIE. BEBNUCHERTRETT,

. A06.G.S HL3M
.616.G.S HL3M
.C16.6.S HL3M
.A06.G.2 HL3M
.G16.6.2 HL3M
.C16.6.2 HL3M
.A01.G.3 AN4M
.C11.6.3 AN4M
.C16.6.S NP1M

Anschnittwinkel

Firstcut angle
45°
60°/43°
45°/20°
45°
60°/43°
45°/20°
45°
45°/20°
45°/20°

In short chipping material also suitable for through holes.

ElnAy k-

=BGVAN:E

left hand fluted reaming heads -

for through hole

B

Part number

DR.

DR.

DR.

DR.

DR.

DR.

S

.C16.L.SHL3M
.B06.L.S HL3M
.C16.L.2 HL3M
.B06.L.2 HL3M
.A06.L.S HL3M
.C16.L.SNP1M

Anschnittwinkel
Firstcut angle
45°/20°
25°
45°/20°
25°
45°
45°/20°

A3

Preparation

g

Preparation

2
2

Ny 7=\
Backtaper
X2
x2
X2
x2
X2
x2
x1
x1
X2

Ny I7—=N
Backtaper
X2
X2
X2
X2
x2
X2
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)—TAYE DR large (ph HORN pi»)

Reaming head

U lz12/ e

00
Ds

HErEfE

Carbide grades

A TEMm A45ER

on stock 4 weeks
25 Ds Ds,.. Ds, .. H1X m, a L, z s
Part number Size 0
T
DR.140033.A06.G.S 140,033 139,801 149,8 150 0,85 45° 15 12 A
DR.150033.A06.G.S 150,033 149,801 159,8 160 0,85 45° 15 12 A
DR.160033.A06.G.S 160,033 159,801 169,8 170 0,85 45° 15 12 A
DR.170033.A06.G.S 170,033 169,801 179.,8 180 0,85 45° 15 12 A
DR.180033.A06.G.S 180,033 179,801 189,8 190 0,85 45° 15 12 A
DR.190037.A06.G.S 190,037 189,801 200,2 200 0,85 45° 15 12 A
DR.200037.A06.G.S 200,037 189,801 200,2 200 0,85 45° 15 12 A
M| o
N =
S| o
H =
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)—3AYEK DR large (ph HORN pi»)

Reaming head

W lz12) e

14°-20°

Mg

Carbide grades

A TER A 4B

on stock 4 weeks
B Ds Ds,.. Ds, .. 1 X m, a L, VA =
Part number Size 0
T
DR.140033.B06.L.S 140,033 139,801 149,8 150 1,82 25° 15 12 A
DR.140033.B06.L.S 140,033 139,801 149,8 150 1,82 25° 15 12 A
DR.150033.B06.L.S 150,033 149,801 159,8 160 1,82 25° 15 12 A
DR.160033.B06.L.S 160,033 159,801 169,8 170 1,82 25° 15 12 A
DR.170033.B06.L.S 170,033 169,801 179,8 180 1,82 25° 15 12 A
DR.180033.B06.L.S 180,033 179,801 189,8 190 1,82 25° 15 12 A
DR.190037.B06.L.S 190,037 189,801 200,2 200 1,82 25° 15 12 A
DR.200037.B06.L.S 200,037 189,801 200,2 200 1,82 25° 15 12 A
M|o
N -
S| o
H -
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vy VDR (ph HORN pi»)

Beta- /7 *
Modul —1

B Ds,. Ds, . L d d, FiZ20N H1X
Part number Form Size
VDR.101.76.100.63.BM 80,601 200,2 100 63 76 BM 101-200
VDR.101.76.160.63.BM 80,601 200,2 160 63 76 BM 101-200
FwaBam
Spare Parts

D2 A2/ BL

Shank Screw

VDR... C009016

172



vy VDR (ph HORN pi»)

Shank

DIN 1835—i : i/
P — JI_ ) ﬁ ]

-

itk Ds,. Ds,. L d d, FIZ2IN H1X
Part number Form Size
VDR.101.76.100.40.A 80,601 200,2 100 40 76 A 101-200

VDR.101.76.160.40.A 80,601 200,2 160 40 76 A 101-200

FimaBan

Spare Parts

D2 A2/ BL
Shank Screw
VDR... C009016
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vy VDR (ph HORN pi»)

Shank

DIN 1835—JB_ : i/
P — JI_ ) ﬁ ]

-

B Ds,. Ds, . L d d, R H1X
Part number Form Size
VDR.101.76.100.40.B 80,601 200,2 100 40 76 B 101-200

VDR.101.76.160.40.B 80,601 200,2 160 40 76 B 101-200

FimaBan

Spare Parts

D2 A2/ BL
Shank Screw
VDR... C009016
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7—I/\— VDR (ph HORN pi»)

Direct mounting

HSK-A :é

B Ds,.. Ds,__, L Lg d 14X S RT I BE kgl
Part number Size System Weight [kg]
VDR.101.120.A063 80,601 140,6 94 120 76 101 - 200 HSKé63 2,4
VDR.101.130.A100 80,601 200,2 101 130 76 101 - 200 HSK100 5
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g;'-e-ctlr\;;nting VDR (ﬁh HORN I]ID

i/
sk-AB | JE ||+ %

—
®
@d

B Ds,.. Ds,__, L Lg d H1 X ST L BE [kqgl
Part number Size System Weight [kg]
VDR.101.095.40AD 80,601 140,6 76 95 76 101 - 200 SK 40 2,2
VDR.101.095.50AD 80,601 200,2 76 95 76 101 - 200 SK 50 4,6
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g;'-e-ctlr\;;nting VDR (ﬁh HORN I]ID

i/
us-BT| JE| 75

LQ
il —
o,
'_"‘-—"J_
l l s I
I| | | ™
[ 1 =
| 1|
Lty
[ | !
Tl
B Ds,.. Ds__, L Lg d 14X SRAT L FE [kl
Part number Size System Weight [kg]
VDR.101.095.40BT 80,601 140,6 - 95 76 101 - 200 JIS-BT 40 2,5
VDR.101.095.50BT 80,601 200,2 57 95 76 101 - 200 JIS-BT 50 5,1
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ERAE

Handling

(ph HORN ph)

178

. #BAILT

Assebmle the tool

RN OFEAE

Adjust run-out

. TE%={HHA
Tool in use
. TEHEMKETE.

FERAEADU—IANY RZERDHNT,

After tool life end disasemble used
reaming head.

CFHLWU =AY FOED FF

Assembly new reaming head

. TEZ=EA

Tool in use



B (ph HorN piD)

Reconditioning versions

1. TEERHR. TEEMKETE, U—<
A RIFHORNICZED . BIRETH L
MNHEEFT,

Tool in use. After tool life ends, the reaming head

can be returned to HORN for
reconditioning.

2.a) V—<AvRiF. BLY1XERRIC
BREEIZICHARETT,
b) =Y Aw R, DY A1 XPRRICER
BIBZCHARETT,

3. aJ Reaming head can be reconditioned to same size
and geometry.

b] Reaming head can be reconditioned to other size b)
and/or geometry.

3. a)l ACLAREDIEZER,

b) MORETIEZER,

3. a) Usetoolin the same bore.

b) Use tool in a different bore.
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IRINF—EEILEITZIEVWNT =TI Cﬁh HORN pih)

High-Performance in the energy industry

&% Requirements

« INITHEE e Precision

« INTOEFEM e Process reliability

o EHELIRIEY e Simple handling

o« HEM e Productivity

TI3xy bk v )TERG Example of a ,,Planet Carrier” Application
#H#4: EN-GJS 400 Material: EN-GJS 400

PILIESES

Cutting Data

v, 125 m/min

f 0,20 mm

z 12

v, 530 mm/min

. 0,15 mm

180 N6 mm
2x120 mm

XS 650 mm
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BRIZICEITAEVWNTI =TI Cﬁh HORN [il1)

High-Performance in mechanical engineering

&% Requirements

« INITHEE e Precision

« INTOEFEM e Process reliability
«EIX b e Low costs

o EHELIRME e Simple handling

RT - NOSTERK Example of a ,,Pump Housing™ Application
WHEIM: GG25 Material: GG25

YIHISRF

Cutting Data
v 100 m/min

f 0,15 mm

z 12

v 353 mm/min
0,15 mm
162 H8 mm
300 mm

Ra 1,2 ym

XS 350 mm
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B ftifeEk

Technical Instructions

(ph HORN pi»)

BEE/Summary
dA—7+4 VIBE

Coating Overview

FvTIL—Hh—

Geometries

P IESES

Cutting Data

AT iEHR

Technical Instructions

185

186 - 191

192 - 197
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A—T1 V7 HBE Cﬁh HORN fih)

Coating Overview

-7« Y8 [E HESEARHI M BSTE
Material group Coating structure Recommendation Application

FRED S R YIETA. BristUIRTIC
HRIE
M20 520

HL3_ AlCrN

For medium to high cutting speeds,
also suitable for interrupted cut

M30

IEmREN R . YIETRERD D73 W5
AICHBELTVET,

"AN2_

AN " ALCrSiN

For high cutting speed, also suitable for low
cutting interruptions

TILZIEEOREME, FED S ZH
PIHIE T, MEIHICHBEL TULE
N20 g
N30 First choice for Al-wrought alloys. For
medium to high cutting speeds, also suitable
for interrupted cut

DT2_ DLC

I Al (Si<5%) ROREMTHD. #i
N20 BB ICHBLTLE T,
NP1_ ta-C
First choice for Al (Si < 5%) also suitable
for interrupted cut

< 25 1, DR016 - DR101 O &. BAH
3&47 1200 N/mm2D$l (Ni<2%) D
RS =R YIEI A, HH%IFGCG40% H#HE
B, BETHEICITBEL XA

=Xy bk,
H20 />3a—Fk System DRO16 - DR101 only, for medium to
uncoated high cutting speed in steel (Ni< 2%), with
max. tensile strength of 1200 N/mm®. Cast
iron only GGG40 recommended. Not
suitable for interrupted cut

&A63HRCE TOBREANIMAE, K]
HIERE., EXDRE. EREET
AD3 _ H20  63HRCZ* TR
ADA_ TIAIN+ALCrN
- For hardened steels up to max. 63 HRC, at
low cutting speeds, feed rates and stock
removal

e EE DRk
b 05 05 05 05 05 05
. 2
7 10 10 10 10 10 10
z 7
o 3 20 20 20 20 20 20
< 3
= Z 30 | 30 | 30 | 30 | 30 | 30
#H i
=3 e 40 40 40 40
i
+ = 50 50
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2% F v 77 L —7— DR small, DR medium (pli HORN pilD)

Basic-Geometries DR small, DR medium

Gerade verzahnte Reibschneiden -
straight fluted reaming inserts -
for blind holes and partly for through holes

FyFITL—H—| 77—RAVLEE | Ny TT—/5— T<WVA M N | H
Geometry Firstcut angle Backtaper Rake angle

A1 45° x1 x1 o o

Ab 45° X2 x1 o o (]
A7 45° X2 x1,5 ° ° -

Linksschrag verzahnte Reibschneiden
-EENA

left hand fluted reaming inserts -

for through holes

FyFTL—h—| Tr—ztnvreE | NyIF—/N— ERQAY: M N|H
Geometry Firstcut angle Backtaper Rake angle

B1 25° x1 x1 o o | -
Bé6 25° x2 x1 o | -
B7 25° X2 x1,5 ° ° -
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Y1812 DR small, medium

Cutting Data DR small, medium

(ph HORN pi»)

il

Material

P

Carbon steel

B2M(<5%)
Alloyed steel

BEEH(>5%)
high alloyed steel

Cast steel

BEiEEn

Sintered steel

2T L X

Stainless steel

= e R

Hardened steels

186

~02%C

~0,4% C J3Efing
annealed

~0,4%C BEAM
quenched

~0,6% C JGEflidA

annealed

~0,6%C BEAM

quenched
TR
Free cutting steel
A4
annealed
BEAM
quenched

BEAR

quenched

BEAM
quenched
yei3 iy |
annealed

SN ]

hardened

FaE

unalloyed

a%
alloyed

V7 hk

soft

RILTFoOHA LR
751 +%

martensitic ferritic

FT—RTFFARRTISA LR
austenitic ferritic

F—RTFA LRI
A
austenitic ferritic

50-55 HRC
55-60 HRC
60-63 HRC

> 63HRC

mEIIL—TF

Material group

P1.1

P1.2

P1.3

P1.4

P1.5

P1.6

P2.1

P2.2

P2.3

P2.4

P3.1

P3.2

P41

P4.2

P5.1

H1.2

H1.3

H1.4

TURIIES
(HB) Hardness
Brinell

125

190

210

190

300

220

180

280

350

430

200

350

180

220

220

200

300

230

&7
R [IN/mm?]
Tensile Strength

430
610
640
610
1000
750
590
960
1250
1450
680
1200
590
750

570

680

1000

780

W5

Example Material

CK15

19Mn6

36Mn5

C55

CK60

9SMn28

100Cré6

14NiCr10

34CrMo4

55Cr3

X10CrAl18

X210Cr2

GE200

GX40CrSi28

Sint-D39

X16Cr13

X6CrNiMo-
Ti17-12-2

X2CrNi-
Mo-N17-13-3



YIEUZE{%F DR small, medium (ﬁh HORN [il1)

Cutting Data DR small, medium

tIEIEEve (m/min) / RERFGHEFFAE

Cutting speed vc (m/min) / Start values with IC

AN2H AD3H
MG10 HL3H AN4H AD4H DT2H NP1H H20
35-25 220-140 220-140 240-150
30-20 190-130 190-130 220-140
30-18 180-120 180-120 200-130
25-15 160-100 160-100 170-110
18-12 190-50 190-50 160-100
30-20 180-120 180-120 190-130
30-20 180-120 180-120 190-130
15-9 160-100 160-100 170-110
10-6 120-80 120-80
9-5 100-60 100-60
8-4 120-80 120-80
5-3 90-50 90-50
25-15 160-100 160-100 170-110
18-12 140-80 140-80 190-50
190-50 190-50
8-4 90-50 90-50
50-30
25-15 25-15
30-20
18-12
12-8
6-10
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tH12&{% DR small, medium (ﬁh HORN fil1)

Cutting Data DR small, medium

. . il
HEIL—7  Tuxigs 20 BRI
Material group (HB) Hardness m LN/MM
RH A4 Brinell Tensile Strength
Material
B3RS
R HiE low tensile strength K1.1 180 250 GG-25
Grey cast iron ZEH
high tensile strength K1.2 250 350 6G-40
sgoa11g%  JTITER K2.1 160 400 666-40
graphite ferritic
castiron S =
F’J;“tZ’r k% K2.1 260 700 666-60
7 1_34 % K3.1 200 400 GTW-45
ATEREE Sk ferritic
Malleable cast =
o ! il K3.2 260 700 GTS-55-04
BEA
F—XF7>/\— |/ quenched e 260 800
ADI )
Ausferritic kﬁéﬁfged K4.2 350 1050
spheroidal q
cast iron / ADI ﬁ%ﬁfﬁ‘w Ki3 450 1400
JEBULIEE &
FILZS=YLES not heat treatable N1.1 30 AlMg
Al-alloys HALIES S .
e el N1.2 100 340 AlMgSi1
< 6% Si N2.1 80 300 AlMgSié
HETILIZULEE
Legierung 6-10% Si N2.2 100 320 AlSi7Mg
Al-cast-alloy
10-15 % Si N2.3 130 450 AlSi12
#LEA N3.1 100 340 Cu
Pure copper
i
Brass N3.2 90 310 CuZn40Pb
HEd
© -all MEEEBRVER
ORRCpdSOVS Lead-free brass N3.3 110 430 CuZn40
=R Cuz-
high strength ks £ o n25A15-Mn4Fe3
2ih
Graphite hial
2 Jot#tAs S1.1 200 670
AL (Fe) annealed
Heat resistant allo |3
y f}ff:fed 51.2 275 930
JSERAA
HEA2(NI. Co) annealed S2.1 250 840 Inconel 600
Heat resistant alloy .
BEAM 52.2 350 1200 Inconel 713

hardened
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tH12&{% DR small, medium (ﬁh HORN fil1)

Cutting Data DR small, medium

EIHIERE ve (m/min) / RERHEHEFFLAME

Cutting speed vc (m/min) / Start values with IC

ANZ2H AD3H
MG10 HL3H AN4H AD4H DT2H NP1H H20
30-20 170-110 170-110
30-20 170-110 170-110
25-15 170-110 170-110 170-110
22-14 140-80 140-80
25-15 170-110 170-110
22-14 140-80 140-80
90-50 90-50
60-40 60-40
60-40 300-200
50-30 270-170
40-25 220-140 300-200
25-15 170-110 250-150
220-140
70-50
100-60 220-140 220-140 160-100 190-130
100-60 170-110 170-110 160-100 190-130
80-60
90-50
40-25
35-25
22-14
18-12
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tH12&{% DR small, medium Cﬁh HORN fil1)

Cutting Data DR small, medium

. o "|
MgI L —7 JIFIES gREj[jN/ 2] E%Eritz[e Material
Material group (HB) Hardness m /M
G l1Ev) Brinell Tensile Strength
Material
PN
S fﬁ./nﬁo 531 120 240
Titanium alloy a
= FRUEE a-8
FRUZIL Titaniors attoy a- 8 $3.2 360 1200
FRUAEB
Titanium alloy 8 S3.3 410 1400
0 HREUTISIFvY
. 01.1
Thermoplastics
IYIZFIVY
TSRFvY
Duro plaste 01.2
5 MR
TS2AFYY
Plastics glass fibre GFK 01.3
reinforced
RERMAERL
TS2AFYY
Plastics carbon fibre CKF 01.4
reinforced
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tH12& (% DR small, medium Cﬁh HORN fil1)

Cutting Data DR small, medium

tIEIEEve (m/min) / RERFGHEFFEA1E

Cutting speed vc (m/min) / Start values with IC

AN2H AD3H
MG10 HL3H AN4H AD4H DT2H NP1H H20
40-25
30-20
22-14
70-50 70-50 70-50
60-40 60-40 60-40

60-40

60-40
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#£4% DR small @ 7,6 - 13,1 mm (ph HorN piD)

Rekommandation DR small

REBEHES. YIHIMIZHEL LEVWT ST FRA

for blind holes without cutting interuption, used by IC

HmEJIIL—T gl FyIITL—h— Verzahnung

— Material group Cutting maerial Geometry Flutes
— G= gerade/straight

L=linksschrag/left helical

P1 HL3H A7 G
P2.1-P2.2 HL3H Al G
P2.3-P3.2 HL3H A6 G

P4 HL3H A1 G

P5 HL3H A7 G

M HL3H A7 G

K HL3H Al 6

N1 DT2H A7 G

N2 NPTH A7 G

N3 DT2H A7 G

N4 NP1TH A7 G

HL3H A7 G
AD3H A6 G
DT2H A7 G

PMEBIG MBS, YIRITFSH % VaE LA
for Throung Holes without Cutting Interuption, used by IC

mEIIL—-7 gl FyvIITL—h— Verzahnung

Material group Cutting maerial Geometry Flutes

L=linksschrag/left helical

P1 HL3H B7 L
P2.1-P2.2 HL3H B1 L
P2.3 - P3.2 HL3H B6 L

P4 HL3H B1 L

P5 HL3H B7 L

M HL3H B7 L

B A 6

N1 DT2H B7 L

N2 NP1H B7 L

N3 DT2H A7 G

N4 NP1H A7 G

HL3H A7 L
AD3H Ab G
DT2H A7 L
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XD ECHDH DR small

Feed rate and stock removal DR small

(ph HORN pi»)

DR08 DR10 DR11 DR13
@7,6 mm - 08,1 mm ?8,101 mm - 09,6 mm 09,601 mm - 211,71 mm ©@11,101 mm - 13,1 mm
ap fz ap fz ap fz ap fz
0,04 - 0,07 0,07-0,14 0,05 - 0,08 0,08-0,16 0,05-0,10 0,10-0,18 0,05-0,10 0,10 - 0,20
0,04 - 0,07 0,06 -0,12 0,05 - 0,08 0,07-0,14 0,05-0,10 0,08-0,16 0,05-0,10 0,09-0,18
0,03 - 0,06 0,05-0,08 0,04 - 0,08 0,06 - 0,10 0,05-0,10 0,08-0,12 0,05-0,10 0,08-0,14
0,04 - 0,07 0,07-0,14 0,05-0,08 0,08-0,16 0,05-0,10 0,10-0,18 0,05-0,10 0,10 - 0,20
0,04 - 0,07 0,07-0,14 0,05-0,08 0,08-0,16 0,05-0,10 0,10-0,18 0,05-0,10 0,10 - 0,20
0,04 - 0,07 0,06 - 0,08 0,05-0,08 0,07 - 0,09 0,05-0,08 0,08 -0,10 0,05-0,10 0,09 - 0,11
0,04 -0,10 0,07-0,18 0,05-0,10 0,08 - 0,20 0,05-0,15 0,10 - 0,22 0,05-0,15 0,12 - 0,25
0,05-0,10 0,06 - 0,15 0,05-0,12 0,08-0,18 0,08-0,15 0,1-0,22 0,10 - 0,20 0,12 - 0,25
0,05-0,10 0,05-0,12 0,05-0,12 0,06 - 0,14 0,06 - 0,15 0,08-0,18 0,06 - 0,15 0,1-0,20
0,04 -0,10 0,07-0,14 0,04 -0,10 0,08-0,18 0,05-0,10 0,08 - 0,20 0,05-0,10 0,1-0,20
0,06 - 0,08 0,08-0,12 0,08-0,10 0,10-0,16 0,08-0,10 0,14-0,18 0,08 -0,10 0,14-0,18
0,03 - 0,05 0,05 - 0,08 0,03 - 0,06 0,05-0,08 0,04 - 0,08 0,05-0,10 0,05-0,10 0,05-0,12
0,01 -0,03 0,02 - 0,06 0,01 - 0,04 0,02 - 0,06 0,01 - 0,05 0,02 - 0,08 0,01 - 0,05 0,02 - 0,08
0,05-0,08 0,06 - 0,12 0,05-0,08 0,06 - 0,12 0,08 -0,12 0,06 - 0,12 0,08 -0,12 0,06 - 0,12
DR08 DR10 DR11 DR13
@7,6 mm - 8,1 mm ?8,101 mm - #9,6 mm 09,601 mm - 211,71 mm ©@11,101 mm - 13,1 mm
ap fz ap fz ap fz ap fz

0,04 - 0,07 0,08-0,16 0,05-0,08 0,09-0,18 0,05-0,10 0,11 - 0,20 0,05-0,10 0,12 - 0,22
0,04 - 0,07 0,07-0,13 0,05-0,08 0,08-0,16 0,05-0,10 0,09-0,18 0,05-0,10 0,10 - 0,20
0,03 - 0,06 0,06 - 0,09 0,04 - 0,08 0,07 - 0,11 0,05-0,10 0,09-0,13 0,05-0,10 0,09-0,16
0,04 - 0,07 0,08-0,16 0,05-0,08 0,09-0,18 0,05-0,10 0,11-0,18 0,05-0,10 0,12 - 0,22
0,04 - 0,07 0,08 -0,16 0,05-0,08 0,09-0,18 0,05-0,10 0,11 - 0,20 0,05-0,10 0,11 -0,22
0,04 - 0,07 0,07 - 0,09 0,05 - 0,08 0,08 -0,10 0,05 - 0,08 0,09 -0,11 0,05-0,10 0,10-0,12
0,04 -0,10 0,07-0,18 0,05-0,10 0,08 - 0,20 0,05-0,15 0,10 - 0,22 0,05-0,15 0,12-0,25
0,05-0,10 0,07 -0,17 0,05-0,12 0,09 - 0,20 0,08 -0,15 0,11 -0,25 0,10 - 0,20 0,13-0,28
0,05-0,10 0,06 - 0,13 0,05-0,12 0,07 -0,16 0,06 - 0,15 0,09 - 0,20 0,06 - 0,15 0,11 -0,22
0,04 -0,10 0,08-0,16 0,04 -0,10 0,09 - 0,20 0,05-0,10 0,09 - 0,22 0,05-0,10 0,1-0,20
0,06 - 0,08 0,09-0,13 0,08 -0,10 0,11-0,18 0,08 -0,10 0,16 - 0,20 0,08 -0,10 0,16 - 0,20
0,03 - 0,05 0,06 - 0,09 0,03 - 0,06 0,05-0,08 0,04 - 0,08 0,05-0,10 0,05-0,10 0,05-0,12
0,01 -0,03 0,02 - 0,06 0,01 - 0,04 0,02 - 0,06 0,01 -0,05 0,02 - 0,08 0,01 -0,05 0,02 - 0,08
0,05 - 0,08 0,06 -0,12 0,05 -0,08 0,06 -0,12 0,08-0,12 0,06 -0,12 0,08-0,12 0,06 -0,12
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#EZZ DR medium 611,9 - 140,6 mm Cﬁl’l HORN fil1)

Rekommandation DR medium

REBEHES. YIHIMIZHEL LEVWT ST FRA

for blind holes without cutting interuption, used by IC

HmEJIIL—T gl FyvIITL—h— Verzahnung

Material group Cutting maerial Geometry Flutes

G= gerade/straight
L=linksschrag/left helical

P1 HL3H A7 G
P2.1-P2.2 HL3H Al G
P2.3-P3.2 HL3H A6 G

P4 HL3H A1 G

P5 HL3H A7 G

M HL3H A7 G

K HL3H Al 6

N1 DT2H A7 G

N2 NPTH A7 G

N3 DT2H A7 G

N4 NP1TH A7 G

HL3H A7 G
AD3H A6 G
DT2H A7 G

PMEBIG MBS, YIRITFSH % VaE LA
for Throung Holes without Cutting Interuption, used by IC

MEJIN—T gl FvIIL—N-— Verzahnung

Material group Cutting maerial Geometry Flutes

G= gerade/straight
L=linksschrag/left helical

P1 HL3H B7 L
P2.1-P2.2 HL3H B1 L
P2.3 - P3.2 HL3H B6 L

P4 HL3H B1 L

P5 HL3H B7 L

M HL3H B7 L

B A 6

N1 DT2H B7 L

N2 NP1H B7 L

N3 DT2H A7 G

N4 NP1H A7 G

HL3H A7 L
AD3H Ab G
DT2H A7 L
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XD & CHD X DR medium

Feed rate and stock removal DR medium

(ph HORN pi»)

DRO16 DRO019 - DR024 DR029 - DR036 DRO44 - DR141

?11,9 - 815,6 ?15,601- 023,6 (23,601 - 35,6 (35,601 - @140,6

ap fz ap fz ap fz ap fz
004-0,90 007-018 = 0,06-012 0,10-0,20 008-0,15 0,12-0,20 = 0,10-0,18 0,12-0,20
004 -0,10 006-014 = 006-012 009-018 008-0,5 011-0,18 = 0,10-0,18 0,11-0,18
0,03 - 0,08 0,05-0,12 0,04 -0,10 0,08-0,14 0,05-0,12 0,10-0,14 0,10-0,15 0,10-0,14
0,04-0,10 0,07-0,18 0,05-0,12 0,10 - 0,20 0,07 -0,15 0,12 -0,20 0,10-0,18 0,12-0,20
0,04-0,10 0,07-0,18 0,05-0,12 0,10 - 0,20 0,06 -0,13 0,12-0,20 0,07-0,15 0,12-0,20
0,03 -0,08 0,06 -0,14 0,04-0,10 0,08-0,16 0,05-0,12 0,10-0,16 0,06 -0,12 0,10-0,16
0,06 -0,15 0,10-0,25 0,10-0,20 0,12-0,25 0,10-0,25 0,12-0,25 0,12-0,25 0,12-0,25
0,06 -0,12 0,08 -0,22 0,1-0,15 0,12-0,25 0,12-0,18 0,14-0,25 0,12 - 0,20 0,14-0,25
006-0,12 0,07-0,18 0,1-0,15 0,10-0,20 = 0,12-0,18 0,12-0,20 0,12-0,20 0,12-0,20
0,03-0,10 0,10 - 0,20 0,04-0,12 0,10 - 0,20 0,05-0,15 0,12 -0,20 0,08-0,18 0,12 - 0,20
0,05-0,10 0,12-0,18 0,06 - 0,12 0,14-0,18 0,08-0,14 0,14-0,18 0,10-0,18 0,14-0,18
0,03-0,05 0,05-0,12 0,03 - 0,08 0,05-0,12 0,04-0,10 0,06 -0,12 0,05-0,12 0,06 -0,12
0,01-0,03 0,02 - 0,08 0,01 -0,04 0,02 -0,08 0,02 - 0,05 0,02 -0,08 0,02 - 0,05 0,02 - 0,08
0,05-0,08 0,05-0,12 0,06 -0,10 0,06 -0,12 0,08-0,12 0,06 -0,12 0,10-0,15 0,06 -0,12

DRO16 DRO019 - DR024 DR029 - DR036 DRO44 - DR141

?11,9 - 015,6 ?15,601- 023,6 (23,601 - B35,6 (35,601 - #140,6

ap fz ap fz ap fz ap fz
0,04 -0,10 0,08 - 0,20 0,06 -0,12 0,11 -0,22 0,08-0,15 0,14 - 0,22 0,10-0,18 0,14 - 0,22
0,04-0,10 0,07-0,18 0,06 - 0,12 0,10 - 0,20 0,08-0,15 0,12-0,20 0,10-0,18 0,12 -0,20
0,03 -0,08 0,06 - 0,14 0,04-0,10 0,09-0,16 0,05-0,12 0,11-0,16 0,10-0,15 0,11-0,16
0,04-0,10 0,08 -0,20 0,05-0,12 0,11 -0,22 0,07-0,15 0,14 -0,22 0,10-0,18 0,14 -0,22
0,04-0,10 0,08 -0,20 0,05-0,12 0,11 -0,22 0,06 -0,13 0,14 -0,22 0,07-0,15 0,14 -0,22
0,03 - 0,08 0,07-0,14 0,04-0,10 0,09-0,18 0,05-0,12 0,11-0,18 0,06 - 0,12 0,11-0,18
006-0,15 0,10-025 = 0,0-0,20 0,72-0,25 = 0,10-0,25 0,12-0,25 = 0,12-0,25 0,12-0,25
0,06 - 0,12 0,10 - 0,25 0,1-0,15 0,15-0,30 0,12-0,18 0,16 - 0,30 0,12 - 0,20 0,16 - 0,30
0,06 - 0,12 0,10 - 0,20 0,1-0,15 0,11 -0,22 0,12-0,18 0,14 - 0,22 0,12 - 0,20 0,14 - 0,22
0,03-0,10 0,10 - 0,20 0,04-0,12 0,10 - 0,20 0,05-0,15 0,12-0,20 0,08-0,18 0,12-0,20
0,05-0,10 0,12-0,18 0,06 -0,12 0,16 - 0,20 0,08-0,14 0,16 - 0,20 0,10-0,18 0,16 - 0,20
0,03-0,05 0,05-0,12 0,03 -0,08 0,06 -0,14 0,04-0,10 0,07-0,14 0,05-0,12 0,07-0,14
0,01-0,03 0,02-0,08 0,01 - 0,04 0,02 -0,08 0,02 - 0,05 0,02-0,08 0,02 - 0,05 0,02-0,08
005-008 005-012 = 0,06-010 006-0,12 = 008-0,12 006-0,12 ' 0,0-0,15 0,06-0,12
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MID kST EeHE (ph HORN pi»)

Troubleshooting Solutions

ST xR

Fault Remedy

MMIRBILK 1L AN ZEBINEL< T3, (ERMEEBMTRILAZRAET
Hole too large %)

2. YIHIEEZ T %,

3.1 XD % LI %,

4. YIHIREEZ £S5,

5. MORZRS T

6. AEHB MR T 5. (BHHAKXDEE)
1. HEZEET %,

1. Reduce runout error and use compensation holder
2. Reduce cutting speed
3. Increase feed rate, increase coolant mix
4. Reduce depth of cut
5. Check tool wear (especiall build-up edges)
6. Control reamer-g
T—N—KR—ILDHE 1L AN ZEBINE< T3, (EMERBATILAZRET
Tapered hole 3)
NAHEREZ T 5. YIHIREEE ZHES %,
AT ZREY %o

D—005FTERET B, ‘
T—0 55 TRBET DS TRORY 1 % BT B,
1D < T OB AAE TR LRET S

oOUA WN

. Reduce runout error and use compensation holder
. Reduce cutting speed and feed, check coolant mix

. Improve pre-machining

. Improve workpiece clamping

. Measure bore in clamped and unclamped condition
. Check chip flow

MIEICVUDORY—IHHD ARNZBHNE< T B, (BREERBHRILLZREY

Hole shows chatter marks %)

= o~ OO N —

2 AV —rHAXBVWOETAZEET 2,
3.39=005>T2HET 3,
- 4. GHEEE T3
WA 5. %0 % LT3,
A
IR |
AR Y 1. Reduce runout error and use compensation holder
‘::E‘» 2. Change chamfer angle
a— 3. Improve workpiece clamping
4. Reduce cutting speed
5. Increase feed rate
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MIDEZTILExE

Troubleshooting Solutions

(ph HORN pi»)

NS s
Fault Remedy
T ETEHEIHAEN 1. HFARBZ RS %o

Surface quality unsatisfactory

)

2. AENZEBINE<T B, (BRERBARILEZ
FAYT3)

3. AEMEHIVUCEE T B,

4. YIHImEEZ £S5,

1. Check insert wear

2. Reduce runout error and use compensation holder,
check cutting data

3. Use tool with internal coolant supply

4. Increase coolant mix

) 2= —ThE<

Retention marks in hole

£

'

1 AIRNZEB NS T3, (BEEMEMNRILAEZ
FAYT3)

2. AFEG R T 5. (BAHKLDOEE)

3O RZERS I

4. D2 v —TBIEFRDA U — MIEET B,

5. MTRDED (51E LIF)EDZTIF 3,

1. Reduce runout error and use compensation holder
2. Check insert wear (build-up edges)

3. Reduce depth of cut

4. Use a sharper geometry

5. Reduce pull back feed

VHIZEENT S

Reamer jams

1. UIHHEE%: T 3,

2. D RZEPT,

3. ALBEERERT %,

4. 14— FrHEBVWOEAZEFT 3,

1. Reduce coolant mix

2. Increase depth of cut
3. Check insert wear

4. Change chamfer angle

MIEHNEL RSB

Hole too small

1. ’r \/-'j-— I‘%zﬁfv"&?éo
2. THIREEZ T %,
3. ENORZE P T,

4 JHIEEZ LT 5.

5. %D ZTFF%,

1. Change insert

2. Reduce coolant mix

3. Increase depth of cut
4. Increase cutting speed
5. Reduce feed rate

197



(ph HORN pill)

198



System Adaptors URMA

URMA

74 742 — URMA System Adaptors URMA

T2 a7 —Him Modular Components
R=REJa—)l Beta-Modul
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74 T2 — URMA
System Adaptors URMA

(ph HORN pi»)

BE

Overview

7R T2 — URMA
System Adaptors URMA
BH/BD/BT

iR RE

Extension

B13

LFa—H—
Reducer

B12
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e

Overview

(ph HORN pi»)

TRATA—R—BZES 21—l

System adaptor Beta-Modul

i BH : BT
T 1
i ]
i :
: ! - I | I
— ; =
: = : =
I |
I I
12 13 [
LFa—H— YLEREEE
Reducer Extension
[ I
- I
- |
I :
I
=] Bl/e.q. 13 12
Y=L AR LFa—H—
1 Tool Extension Reducer
]
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74 74— URMA BH (ph HORN pi»)

System Adaptors URMA

Beta-
- URMA
HSK-A Modul
Lg
i —
: |
] i
E =
(]
10
25 Lg L d N—ZEZa—)l EE [kl PN
Part number Beta-Modul Weight [kg] System
BH10 63A 25 055 55 29 25 25 0,9 HSK-A 63
BH10 63A 32 060 60 34 32 32 1 HSK-A 63
BH10 63A 40 065 65 23 42 40 1,1 HSK-A 63
BH10 63A 50 070 70 28 50 50 1,5 HSK-A 63
BH10 63A 63 080 80 - 63 63 1,5 HSK-A 63
BH10 100A 32 060 60 31 32 32 2,3 HSK-A 100
BH10 100A 40 080 80 35 42 40 3,1 HSK-A 100
BH10 100A 50 080 80 35 50 50 3,2 HSK-A 100
BH10 100A 63 080 80 35 63 63 33 HSK-A 100
BH10 100A 80 090 90 45 80 80 4 HSK-A 100
BH10 100A 100 100 100 = 100 100 5 HSK-A 100
J—S 2, Fa—TIRFELTLWEEA. AETIEXSETV, BMRHEOF ¥ 72 —% BRIV,

Coolant tube is not included - separate order required! Chapter Additional Equipment
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74 74— URMA BD (ph HORN pi»)

System Adaptors URMA

Beta-
SK-A :é URMA | Modul

L,
—— ! —
— | —
] i
| o
: =
' !
JU

25 Lg L d N—ZEZa—)l &2 [kl SRT L
Part number Beta-Modul Weight [kg] System
BD10 40A 25 050 50 31 25 25 0,8 SK 40
BD10 40A 32 050 50 31 32 32 0,9 SK 40
BD10 40A 40 035 35 16 42 40 0,9 SK 40
BD10 40A 40 050 50 31 42 40 1.1 SK 40
BD10 40A 50 050 50 31 50 50 1,2 SK 40
BD10 40A 63 065 65 46 63 63 1,5 SK 40
BD10 40A 63 090 90 70 63 63 2 SK 40
BD10 50A 25 060 60 41 25 25 2,8 SK 50
BD10 50A 32 060 60 41 32 32 2,9 SK 50
BD10 50A 40 060 60 41 42 40 3 SK 50
BD10 50A 50 060 60 41 50 50 3,2 SK 50
BD10 50A 63 060 60 41 63 63 33 SK 50
BD10 50A 80 070 70 51 80 80 4 SK 50
BD10 50A 100 115 115 96 50 100 6,9 SK 50
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74 74— URMA BT (ph HORN pi»)

System Adaptors URMA

S-BT|| JE ||vRmal | poc

) I -
I
=
=2
|
25 Lg L d N—ZEZa—)l 2 [kl SRT L
Part number Beta-Modul Weight [kg] System
BT10 40A 25 060 60 33 25 25 0,8 JIS-BT 40
BT10 40A 32 060 60 33 32 32 0,9 JIS-BT 40
BT10 40A 40 028 28 1 42 40 0,9 JIS-BT 40
BT10 40A 40 060 60 33 42 40 1,2 JIS-BT 40
BT10 40A 50 060 60 88 50 50 1,3 JIS-BT 40
BT10 40A 63 055 59 28 63 63 1,4 JIS-BT 40
BT10 40A 63 070 70 43 63 63 1,7 JIS-BT 40
BT10 50A 32 070 70 32 32 32 3,7 JIS-BT 50
BT10 50A 40 070 70 32 42 40 3,9 JIS-BT 50
BT10 50A 50 070 70 32 50 50 4,1 JIS-BT 50
BT10 50A 63 080 80 42 63 63 4,3 JIS-BT 50
BT10 50A 80 100 100 62 80 80 5.5 JIS-BT 50
BT10 50A 100 100 110 72 100 100 7 JIS-BT 50
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HhERHEE B13 (ph HorN piD)

Extension

Beta-
Modul % URMA

I |
- -
(o) =
1 !
25 Lg d | d, N—ZES 2—)LMS N—ZES 2—JLWS &2 [kl
Part number Beta-Modul MS Beta-Modul WS Weight [kg]
B13 25 25 045 45 25 | 25 25 25 0,2
B13 2525070 70 25 | 25 25 25 0,3
B13 3232 035 85 32 | 32 32 32 0,2
B13 3232070 70 32 | 32 32 32 0,4
B13 40 40 045 45 42 | 42 40 40 0,4
B13 40 40 070 70 42 | 42 40 40 0,7
B13 50 50 065 65 50 | 50 50 50 1
B13 5050 100 100 | 50 | 50 50 50 1,5
B13 63 63 060 60 63 | 63 63 63 1,3
B13 6363 125 125 | 63 | 63 63 63 2,9
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L7 a—H— B12 (ph HorN ph)

Reducer

Beta-
Modul % URMA

— L('L —
L _
I
L8
o e
o |
o~ Lg l d 4, R—2EJ2-IMS R—2ES2—IWS| B kgl
Part number Beta-Modul MS Beta-Modul WS Weight [kg]
B12 32 25 040 40 25 25 32 32 25 0,2
B12 40 25 040 40 25 25 42 40 25 0,3
B12 40 32 045 45 30 32 42 40 32 0,3
B12 50 40 050 50 35 42 50 50 40 0,5
B12 63 25 045 45 25 25 63 63 25 0,7
B12 63 32 050 50 30 32 63 63 32 0,9
B12 63 40 055 59 35 42 63 63 40 1.1
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