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GEAR MACHINING

Expanded tool range for the economical production of gears
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Over the last few years HORN has continuously expanded its tool portfolio for the economical production
of gears. Which tool solution is used depends on various factors:

Module size, batch sizes and the available machine technology are the essential factors that decide

on the production technology to be selected. HORN has developed a productive tool solution for some
applications. In particular, new machine tools with synchronised axes now offer possibilities for gear
manufacturing that were previously reserved for special machines.

HORN presents itself not only as a tool supplier, but also as a partner in the development of new manu-
facturing strategies. The design of a tool also includes determination of the machining parameters and
the settings on the machine tool and are supplied by us when the tool is delivered. The preparation of
the gear cutting tools is a fundamental point when considering cost-per-part. HORN has in-house control
over all production processes for regrinding and guarantees the quality of a new tool in a delivery time of
less than five weeks.
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Medium batch sizes
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Gear milling (external)
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Gear shaping (external and internal)
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Gear Milling (I]h HORN I]ID

4 )

AN—FV / XV 7 MNMIAZ-VT19—F

Milling inserts for spur gears and gear shafts

AN=FV/INVZ v T FYIw TR Tw T AR Ds
JN—DIN 3972E % B2 1 NTtL—>3> Insert type [mm]
M dB=B.C.D

DIN 5480 / ANSI B92.1 740
Cylindrical gears / Tooth bars
Basic profile 1 according to Gear shafts / Shaft-hub /
DIN 3972 Serration
DIN 5480 / ANSI B92.1
m <0,8 m <1/d;240 606 11,7
m <1 m <1,5/d;240 608 U, 1/
m <1,25 m <2/d;240 611 17,7
m <15 m <3/d;222 613 21,7
m <2 m <2,5/d;240 628 27,7
m <25/Nr.5-8
m <2,25/Nr.2-8 m <2,5/d;230 632 31,7
m <2Nr.1-8
m <3 m <3/d;250 635 34,7
m <15 m <2/d;260 636 35,7
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GEAR MILLING

Module sizes from 05 up to 4mm







o

THE DIFFERENCE:
MORE POSSIBILITIES

* m0.5~m4.0 ¥ TIEREEERE

Module sizes 0.5 mm to 4 mm from stock

* ZHABRTHERMIZXIR
High number of cutting edges for short
machining times

« &RAM6.0 F TOHFFkan %z FEIWEA TH IS AT §E

Further module sizes up to module
6 mm available for short term delivery
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Gear Milling

A —h
Schneidplatte
613/628/632/635
R—7 [page
12-18
- >t — kNo. *2 (RIN—% T %K)
Milling cutter N° *z (N° of teeth cylindrical gear)
1 12-13 E 1R 613.3972.100.8
2 14 - 16 Ordering example: I_
3 17 - 20 - >4 — ~No. / Milling cutter N° 8
4 21-25
5 26 - 34 EPa—JL 1 /Module1
6 35-54 DIN 3972
7 55-134 A > — R / Milling cutter type 613
8 2 135...7 v 77 /\—/Tooth bar

10
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613/628/632/635

6MH1 2 —F
SRES 2—)L 1 m0.5-m3.0
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Gear Milling (P HORN i)

19—t 613 - g

Insert

DIN 867#H#L 1 7R 2 — b X/N=F FINITHT > H—k
DIN 3972 £ 18U tfiztt £ F 1T $fiuE 0
Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867 k

Basic profile 1 according to DIN 3972 for finishing, addendum shift 0

BRI-VUYITOv>Y
for Milling shank

ﬁ 2147 M313
(72} Type
o -
Q
Messflache
/ Measuring surface
w | = n
e . A8 20°
Pressure angle 20°
B o=/ z. Z. E, s t Ds ©
Part number Module e —

. . BN | RAHE 2
613.3972.050.1 0,5 12 13 1,1 57 1,1 21,7 A
613.3972.050.2 0,5 14 16 1,1 57 1,1 21,7 A
613.3972.050.3 0,5 17 20 1,1 57 1,1 21,7 A
613.3972.050.4 0,5 21 25 1,1 57 1,1 21,7 A
613.3972.050.5 0,5 26 34 1,1 57 1,1 21,7 A
613.3972.050.6 0,5 35 55 1,1 57 1,1 21,7 A
613.3972.050.7 0,5 55 134 1,1 5,7 1,1 21,7 A
613.3972.050.8 0,5 135 999 1,1 57 1,1 21,7 A
613.3972.070.1 0,7 12 13 1,6 5,7 1,6 21,7 A
613.3972.070.2 0,7 14 16 1,6 57 1,6 21,7 A
613.3972.070.3 0,7 17 20 1,6 5,7 1,6 21,7 A
613.3972.070.4 0,7 21 25 1,6 57 1,6 21,7 A
613.3972.070.5 0,7 26 34 1,6 5,7 1,6 21,7 A
613.3972.070.6 0,7 35 55 1,6 57 1,6 21,7 A
613.3972.070.7 0,7 55 134 1,6 57 1,6 21,7 A
613.3972.070.8 0,7 135 999 1,6 57 1,6 21,7 A

A TEES /onstock A48RT /4weeks x BEIWVVE L <FZT L)/ upon request
o HELE / recommended
0 TR / alternative recommendation
- JEHESE / not suitable
/ > J— b [ uncoated grades
d—7 « >%/ &k [ coated grades
B OUF =X w b /brazed/Cermet
mmae B

Dimensionsin mm Carbide grades

12
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Gear Milling (I]h HORN I]ID

19—t 613 - g

Insert

DIN 867#H#L 1 7R 2a— b X/N=F FINLTHT >H—k
DIN 3972 £ 18U tfiztt £ I M1 T $afiuE 0

Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867

Basic profile 1 according to DIN 3972 for finishing, addendum shift 0 k

BRI -U>ISv>y
for Milling shank

ﬁ 247 M313
(72} Type
o -
Q
Messflache
/ Measuring surface
w | = n
e . FH5E 20°
Pressure angle 20°
ik TIa=) z. Z. E, s t Ds ©
Part number Module e
. . B | RAHE 2
613.3972.080.1 0,8 12 13 1,6 57 1,6 21,7 A
613.3972.080.2 0,8 14 16 1,6 57 1,6 21,7 A
613.3972.080.3 0,8 17 20 1,6 57 1,6 21,7 A
613.3972.080.4 0,8 21 25 1,6 57 1,6 21,7 A
613.3972.080.5 0,8 26 34 1,6 57 1,6 21,7 A
613.3972.080.6 0,8 35 55 1,6 57 1,6 21,7 A
613.3972.080.7 0,8 55 134 1,6 5,7 1,6 21,7 A
613.3972.080.8 0,8 135 999 1,6 57 1,6 21,7 A
613.3972.090.1 0,9 12 13 2,5 5,7 2,5 21,7 A
613.3972.090.2 0,9 14 16 2,5 57 2,5 21,7 A
613.3972.090.3 0,9 17 20 2,5 57 2,5 21,7 A
613.3972.090.4 0,9 21 25 2,5 57 2,5 21,7 A
613.3972.090.5 0,9 26 34 2,5 57 2,5 21,7 A
613.3972.090.6 0,9 35 55 2,5 57 2,5 21,7 A
613.3972.090.7 0,9 55 134 2,5 5,7 2,5 21,7 A
613.3972.090.8 0,9 135 999 2,5 57 2,5 21,7 A

A TEEMR /onstock A45BMRE /4weeks x BEWVEHE <72 F L)/ upon request
o HEXE / recommended
0 FE LT / alternative recommendation
- JEHESE / not suitable
/ > J— b [uncoated grades
d—7 - >%/ &k [ coated grades
B U Y —X v~ /brazed/Cermet
mm&zg HM-Sorten

Dimensions in mm Carbide grades

13
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Gear Milling (I]h HORN I]ID

19—t 613 - g

Insert

DIN 86T#H#L - 7R 2 — b X/S=F FINTHT > H—k
DIN 3972 £ 18U tfiztt £ (F M1 T $fiuE 0

Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867

Basic profile 1 according to DIN 3972 for finishing, addendum shift 0 k

BRI -U>ISv>y
for Milling shank

ﬁ 247 M313
[72] Type
() B
Q
Messflache
/ Measuring surface
w | = n
e . EHA 20°
Pressure angle 20°
ik o=/ z. Z. E, s t Ds ©
Part number Module e —

. . BN | BAER 2
613.3972.100.1 1,00 12 13 2,5 57 2,2 21,7 A
613.3972.100.2 1,00 14 16 2,5 5,7 2,2 21,7 A
613.3972.100.3 1,00 17 20 2,5 5,7 2,2 21,7 A
613.3972.100.4 1,00 21 25 2,5 57 2,2 21,7 A
613.3972.100.5 1,00 26 34 2,5 5,7 2,2 21,7 A
613.3972.100.6 1,00 35 54 2,5 57 2,3 21,7 A
613.3972.100.7 1,00 55 134 2,5 5,7 2,3 21,7 A
613.3972.100.8 1,00 135 999 2,5 57 2,4 21,7 A
613.3972.125.1 1,25 12 13 2,5 5,7 2,6 21,7 A
613.3972.125.2 1,25 14 16 2,5 5,7 2,7 21,7 A
613.3972.125.3 1,25 17 20 2,5 5,7 2,7 21,7 A
613.3972.125.4 1,25 21 25 2,5 5,7 2,7 21,7 A
613.3972.125.5 1,25 26 34 2,5 57 2,7 21,7 A
613.3972.125.6 1,25 35 54 2,5 5,7 2,7 21,7 A
613.3972.125.7 1,25 55 134 2,5 5,7 2,8 21,7 A
613.3972.125.8 1,25 135 999 2,5 57 2,8 21,7 A

A TEEMR /onstock A45BMRE /4weeks x BEWVEHE <72 F L)/ upon request
o HEXE / recommended
0 FE LT / alternative recommendation
- JEHESE / not suitable
/ > J— b [uncoated grades
d—7 - >%/ &k [ coated grades
B U Y —X v~ /brazed/Cermet
mmXac B

Dimensions in mm Carbide grades

14
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Gear Milling

(ph HORN i)

19 —=F

Insert

613

DIN 867ZEHL 7 > 7R 1) 2 — b R/N—F FITAT > H— b

DIN 3972 £ 18U tfiztt £ IF 1T $fiuE 0

Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867
Basic profile 1 according to DIN 3972 for finishing, addendum shift 0

» s B

o _

Q

Messflache
/ Measuring surface
w | = &
Bz Ea—Jl z, .. E,
Part number Module e
. . B | RAHE

613.3972.150.1 1,5 12 13 2,5
613.3972.150.2 1,5 14 16 2,5
613.3972.150.3 1,5 17 20 2,5
613.3972.150.4 1,5 21 25 2,5
613.3972.150.5 1,5 26 34 2,5
613.3972.150.6 1,5 35 54 2,5
613.3972.150.7 1,5 55 134 2,5
613.3972.150.8 1,5 135 999 2,5

A TEES /onstock A4 38R/ 4weeks x BEIVVE L <FZT L)/ upon request
o HEXE / recommended
0BT EE / alternative recommendation
- JEHESE / not suitable
/ > J— b [ uncoated grades
J—7 - >% &k [ coated grades
B OO T/ Y — X b/ brazed/Cermet
mmzxsc

Dimensions in mm

5,7
57
5,7
57
5,7
57
5,7
5,7

4 )

%

BRI -U>ISv>y
for Milling shank

247 M313
Type

7158 20°

Pressure angle 20°

tmax DS )
<
o)
<
3,1 21,7 A
3,2 21,7 A
3,2 21,7 A
353 21,7 A
858 21,7 A
353 21,7 A
8.3 21,7 A
S 21,7 A
BRI
Carbide grades

15
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Gear Milling (P HORN i)

19—t 628 - g

Insert

DIN 86T#H#L - 7R 2 — b X/S=F FINTHT > H—k
DIN 3972 £ 18U tfiztt £ (F M1 T $fiuE 0

Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867

Basic profile 1 according to DIN 3972 for finishing, addendum shift 0 k

BRI -U>ISv>y
for Milling shank

ﬁ 217 M328

2] Type

o _

Q

Messflache
w | = &
e . FEHE 20°
Pressure angle 20°
Bi5C EVa-) z. Z . E, s t . Ds ©
Part number Module 2/t | Bk 2
628.3972.175.1 1,75 12 13 3,4 7,45 3,8 27,7 A
628.3972.175.2 1,75 14 16 3,4 7,45 3,8 27,7 A
628.3972.175.3 1,75 17 20 3,4 7,45 3,8 27,7 A
628.3972.175.4 1,75 21 25 3,4 7,45 3,9 27,7 A
628.3972.175.5 1,75 26 34 3,4 7,45 3,9 27,7 A
628.3972.175.6 1,75 35 54 3,4 7,45 3.9 27,7 A
628.3972.175.7 1,75 55 134 3,4 7,45 3,9 27,7 A
628.3972.175.8 1,75 135 999 3.4 7,45 3.9 27,7 A
628.3972.200.1 2,00 12 13 3,4 7,45 4,2 27,7 A
628.3972.200.2 2,00 14 16 3,4 7,45 4,2 27,7 A
628.3972.200.3 2,00 17 20 3,4 7,45 42 27,7 A
628.3972.200.4 2,00 21 25 3,4 7,45 4,3 27,7 A
628.3972.200.5 2,00 26 34 3,4 7,45 44 27,7 A
628.3972.200.6 2,00 35 54 3,4 7,45 4.4 27,7 A
628.3972.200.7 2,00 55 134 3,4 7,45 4.4 27,7 A
628.3972.200.8 2,00 135 999 3.4 7,45 45 27,7 A
A TEESR /onstock A4BRE /4weeks x BEIVVEHLHE < FET L)/ upon request
o HEXF / recommended
0 Z5 #EXE / alternative recommendation
- JEHESE / not suitable
/ > — b /uncoated grades
J—7  >7 &k [ coated grades

BN OJF =X v b/ brazed/Cermet
mmRao FBrEM TS
Dimensions in mm Carbide grades

16



$PS—YLY
Gear Milling (P HORN i)

19—t 632 - ~

Insert

DIN 867ZEHL 7 > 7R 1) 2 — b R/N—F FITAT > H— b
DIN 3972 £ 18U tfiztt £ IF 1T $fiuE 0
Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867 k

Basic profile 1 according to DIN 3972 for finishing, addendum shift 0

BARAI-U>ISv>y
for Milling shank

% 247 M332
[72] Type
() B
Q
Messflache
/ Measuring surface
w | = n
e . FH£E 20°
Pressure angle 20°
ik T a=/ z. Z. E, s t . Ds ©
Part number Module e
. . BN | BAER 2
632.3972.225.2 2,25 14 16 3,45 7,5 4,7 31,7 A
632.3972.225.3 2,25 17 20 3,45 7,5 4.8 31,7 A
632.3972.225.4 2,25 21 25 3,45 7,5 4.9 31,7 A
632.3972.225.5 2,25 26 34 3,45 7,5 49 31,7 A
632.3972.225.6 2,25 85 54 3,45 7,5 5,0 31,7 A
632.3972.225.7 2,25 55 134 3,45 7,5 5,0 31,7 A
632.3972.225.8 2,25 135 999 3,45 7,5 5,0 31,7 A

A TEEM /onstock A45EMRE /4weeks x BEIWVEHE <7ZF LY / upon request
o HEXE / recommended
0BT / alternative recommendation
- JEHELE / not suitable
/ > J— b [ uncoated grades
J—7 - >% &k [ coated grades
B OoHF — X b/ brazed/Cermet
MmM3REC BrEr e

Dimensions in mm Carbide grades

17
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Gear Milling (P HORN i)

19—} 635 7 ™

Insert

DIN 86T#H#L - 7R 2 — b X/S=F FINTHT > H—k
DIN 3972 £ 18U tfiztt £ IF 1T $fiuE 0
Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867 k

Basic profile 1 according to DIN 3972 for finishing, addendum shift 0

ﬂ% NP
for Milling shank

[]

o -

= 247 M335

Type
Messflache
/ Measuring surface EH£ 20°
w |

! Pressure angle 20°
B EYa=) z z E, s t Ds 0
Part number Module %

RN | R <
635.3972.225.1 2,25 12 13 615 11,9 4,7 34,7 A
635.3972.250.1 2,50 12 13 515 11,9 54 34,7 A
635.3972.250.2 2,50 14 16 515 11,9 54 34,7 A
635.3972.250.3 2,50 17 20 515 11,9 54 34,7 A
635.3972.250.4 2,50 21 25 515 11,9 585 34,7 A
635.3972.250.5 2,50 26 34 515 11,9 15 34,7 A
635.3972.250.6 2,50 35 54 515 11,9 6585 34,7 A
635.3972.250.7 2,50 55 134 515 11,9 57 34,7 A
635.3972.250.8 2,50 186 999 5,5 11,9 5,7 34,7 A
635.3972.275.1 2,75 12 13 515 11,9 5,7 34,7 A
635.3972.275.2 2,75 14 16 515 11,9 5,8 34,7 A
635.3972.275.3 2,75 17 20 515 11,9 5,8 34,7 A
635.3972.275.4 2,75 21 25 515 11,9 5,9 34,7 A
635.3972.275.5 2,75 26 34 515 11,9 5,9 34,7 A
635.3972.275.6 2,75 35 54 515 11,9 6,0 34,7 A
635.3972.275.7 2,75 55 134 515 11,9 6,1 34,7 A
635.3972.275.8 2,75 135 999 615 11,9 6,1 34,7 A
635.3972.300.1 3,00 12 13 515 11,9 6,2 34,7 A
635.3972.300.2 3,00 14 16 515 11,9 6,4 34,7 A
635.3972.300.3 3,00 17 20 515 11,9 6,4 34,7 A
635.3972.300.4 3,00 21 25 585 11,9 6,4 34,7 A
635.3972.300.5 3,00 26 34 515 11,9 6,5 34,7 A
635.3972.300.6 3,00 35 54 515 11,9 6,5 34,7 A
635.3972.300.7 3,00 55 134 515 11,9 6,6 34,7 A
635.3972.300.8 3,00 135 999 585 11,9 6,6 34,7 A
A TEEMR /onstock A45BRE /4weeks x BEWVVEHE < 72F L)/ upon request
o HEHE / recommended
0 55— #E%Z / alternative recommendation
- JEHELE / not suitable

/ > J— b [uncoated grades
J—7  >%/ &k [ coated grades

B O/ —X v~/ brazed/Cermet
mm3RaC BEpiTE
Dimensions in mm Carbide grades

18
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Gear Milling

(ph HORN i)

T —N—EE Sy & —
Arbor Mounted Cutter
M279

12— b
Insert

RS279

20

R—/Page
H17-H18



Gear Milling

M279

{

7—N—H{38Hhy 2 — Arbor mounted cutter
with inserts

£ 3—J)L m3.25 ~ m4.0F THIS Module 3.25 mm up to 4 mm

21



e Sl 2/
Gear Milling (P HORN i)

7—=N—H{48Hhy 52— M279 4 )
Arbor Mounted Cutter oy

with through coolant supply

PAPFES Cutting edge @ 100 mm

%

7R - F—7& DIN 138 ZEHl

Cutterhole and cross keyway as per DIN 138

WARAT>T— K
for Insert
247 RS279
Type
h
) "
w0 L"-. I ’v.r[ (32 N 5]
o
g | Ip L €8
Q o ol
M279.0100.A32... ‘ oDs |  M279.0100.A32.2...
=ABFN—-Ya >
Picture = right hand cutting version
Bestellnummer Z Ds h d, d, d,
Part number
M279.0100.A32.10.10.I1K 10 100 50 17,5 79 32
M279.0100.A32.2.10.05.I1K 10 100 50 17,5 79 32
mmiRad
Dimensions in mm
L OBEIEMM MLV EIFRNTER Z CHEER T L,
For torque specification of the screw, please see Technical Instructions.
F{imaB an
Spare Parts
F—N—RftEhys2— | NEAEZXINT IEHRL MLOZRLVF 7y v— Tl
Arbor Mounted Cutter | Allen Wrench Clamping Screw TORX PLUS® Wrench Washer Cylindrical screw
M279... SW14,0 DIN 911 | 030.0516.T20P T20PQ 17.0.433 16.35.912

22



¥vr=—-y>J

(ph HORN i)

Gear Milling
1>Y=F RS279 4 )
Insert

DIN 867ZE#L 1 >R 1) 2 — b RN—F PIITH >H— b
DIN 3972 EZ& 13 izt EIF T &S 0

Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867

Basic profile 1 according to DIN 3972 for finishing, addendum shift 0

16
77N ©
\\ T\’ ol ML 7/: =) R
LA“ = einreihig ,B" = zweireihig
= single-row = two-row
9}
wl S L
N..
0
\ Anlageseite
Blockside
B EVa-I| z, z.. E,
Part number Module
RS279.3972.325.1 3,25 12 13 B,25
RS279.3972.325.2 3,25 14 16 5,25
RS279.3972.325.3 3,25 17 20 525
RS279.3972.325.4 3,25 21 25 5,25
RS279.3972.325.5 25 26 24 5,25
RS279.3972.325.6 3,25 35 54 D825
RS279.3972.325.7 3,25 55 134 5,25
RS279.3972.325.8 3925 135 999 D25
RS279.3972.350.1L 3,50 12 13 5,25
RS279.3972.350.1R 3,50 12 13 5,25
RS279.3972.350.2L 3,50 14 16 525
RS279.3972.350.2R 3,50 14 16 5,25
RS279.3972.350.3 3,50 17 20 525
RS279.3972.350.4 3,50 21 25 5,25
RS279.3972.350.5 3,50 26 34 5,25
RS279.3972.350.6 3,50 35 54 W25
RS279.3972.350.7 3,50 55 134 5,25
RS279.3972.350.8 3,50 135 999 5,25

A TEESR /onstock A4 BRI /4weeks x BREIVVEHHE < FZ T L)/ upon request

o HELE / recommended
0BT / alternative recommendation
- JEHEEE / not suitable
/> — bt [ uncoated grades
J—7 + >7 &k [ coated grades
B OUf[F S — Xy [ brazed/Cermet
mmi<ad

Dimensions in mm

10,5
10,5
10,5
10,5
10,5
10,5
10,5
10,5
10,5
10,5
10,5
10,5
10,5
10,5
10,5
10,5
10,5
10,5

%

WART —N—ERD Y 2 —

for Arbor mounted cutter

247 M279

Type

6,70
6,80
7,00
7,00
7,10
7,20
7,20
7,20
7,35
7,35
7,45
7,45
7,40
7,50
7,65
7,70
7,80
7,80

E7358 20°

Pressure angle 20°

z IZN
Form
2 A
2 A
2 A
2 A
2 A
2 A
2 A
2 A
2 B
2 B
2 B
2 B
2 A
2 A
2 A
2 A
2 A
2 A

> >>D>D>D>D>D>D>D>D>D>D>D>D>D> > > AS45

HBEErAE

Carbide grades

23



e Al 2/ (I]h HORN I]ID

Gear Milling
1>Y=F RS279 4 )
Insert

DIN 86T#H#L - 7R 2 — b X/S=F FINTHT > H—k
DIN 3972 £ 18U tfiztt £ IF 1T $fiuE 0
Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867 k

Basic profile 1 according to DIN 3972 for finishing, addendum shift 0

i AT — N BT y 2 —
= = for Arbor mounted cutter
WoARD ©
N\ = R 217 M279
‘\\ ~ 7 Type
LA“ = einreihig ,B" = zweireihig
= single-row = two-row
51 1o L A 20°
[V}
= Pressure angle 20°
\ Anlageseite
Blockside
BR EVa-IL| z, z.. E, s t z TR 10
Part number Module Form é
RS279.3972.375.1L BVS 12 13 5,25 10,5 7,80 2 B A
RS279.3972.375.1R 3,75 12 13 5,25 10,5 7,80 2 B A
RS279.3972.375.2L 13 14 16 525 10,5 7,85 2 B A
RS279.3972.375.2R 3W5 14 16 5,25 10,5 7,85 2 B A
RS279.3972.375.3L &5 17 20 528 10,5 8,00 2 B A
RS279.3972.375.3R W5 17 20 5,25 10,5 8,00 2 B A
RS279.3972.375.4L &5 21 25 5,25 10,5 8,10 2 B A
RS279.3972.375.4R W5 21 25 5825 10,5 8,10 2 B A
RS279.3972.375.5 BVS 26 34 5,25 10,5 8,10 2 A A
RS279.3972.375.6 W5 35 54 528 10,5 8,20 2 A A
RS279.3972.375.7 13 55 134 25 10,5 8,30 2 A A
RS279.3972.375.8 3W5 135 999 5,25 10,5 8,35 2 A A
RS279.3972.400.1L 4,00 12 13 B8 10,5 8,30 2 B A
RS279.3972.400.1R 4,00 2 13 5,25 10,5 8,30 2 B A
RS279.3972.400.2L 4,00 14 16 5,25 10,5 8,40 2 B A
RS279.3972.400.2R 4,00 14 16 D825 10,5 8,40 2 B A
RS279.3972.400.3L 4,00 17 20 5,25 10,5 8,55 2 B A
RS279.3972.400.3R 4,00 17 20 D25 10,5 8,55 2 B A
RS279.3972.400.4L 4,00 21 25 5,25 10,5 8,65 2 B A
RS279.3972.400.4R 4,00 21 25 5,25 10,5 8,65 2 B A
RS279.3972.400.5L 4,00 26 34 B8 10,5 8,75 2 B A
RS279.3972.400.5R 4,00 26 34 5,25 10,5 8,75 2 B A
RS279.3972.400.6L 4,00 55 54 5,25 10,5 8,80 2 B A
RS279.3972.400.6R 4,00 35 54 5,25 10,5 8,80 2 B A
RS279.3972.400.7 4,00 55 134 5,25 10,5 8,80 2 A A
RS279.3972.400.8 4,00 135 999 5825 10,5 8,90 2 A A

A TEER /onstock A43BRE /4weeks x BEWVVEHE <72 F L)/ upon request

o HEXE / recommended

0 55 _#ESE / alternative recommendation

- JEHESE / not suitable
/> — b /uncoated grades

J—7  >7 &k [ coated grades
B OURF =Xy [ brazed/Cermet

mm3<52

Dimensions in mm
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Carbide grades



