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New catalogues from HORN - benchmarks for productivity

From single part to series production, for standard or special applications: our tools offer you fast,
economical and high quality solutions.

The current HORN catalogues are divided into the following sections:

« Grooving ¢ Drilling / Reaming

e Supermini & Mini Internal Machining « Solid Carbide Mills

o Modular Holder Systems ¢ Milling Catalogue Boehlerit
o Ultra Hard Cutting Materials e Turning Catalogue Boehlerit

e Milling Systems

To assist you when choosing cutting parameters, our tables provide proven empirical values. Take advantage
of the expertise of our office staff and sales engineers, because we know the market well and have the right
solutions for your applications and challenges.
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System ISO PCD/CVD-D Grooving tools
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System Supermini® PCD/CVD-D Grooving tools
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System Mini PCD/CVD-D Grooving tools
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System DA32 PCD/CVD-D tipped
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System DS CVD End milling tools
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System DDHM/DSFF CVD Boring tools
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Monocrystalline Diamond
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High polish turning
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Definition ultra hard cutting materials

The term ultra hard cutting materials describes all cutting materials that are classified above
carbides, cermets and cutting ceramics on the hardness scale. Within this definition, it is possible to
differentiate between two groups:

Diamond cutting materials

Diamond cutting materials can be split into two main groups, monocrystalline and polycrystalline,
whereby polycrystalline is then split into a further two subgroups.

1. Monocrystalline diamonds are used in finishing and superfinishing processes. Optimum surfaces
and maximum geometric accuracies for the components are the focus here. High chip volume is
secondary to these criteria.

2. Polycrystalline diamond cutting materials, PCD and CVD-D differ primarily in terms of how they
are manufactured and their structure.

PCD describes a cutting material group in which the diamonds are sintered as grains in a
metal matrix. Each individual grain is itself monocrystalline. Different properties are produced
due to the variation of the grains.

CVD-D (chemical vapour deposition) is deposited from the gas phase. The suffix "D" stands
for thick film and is used to differentiate it from conventional diamond coating. Thick film

describes the thickness (0.3 - 1 mm) of the cutting material that is soldered to the carbide
toolholder for further processing.

PCBN substrates

PCBN (polycrystalline cubic boron nitride) substrates have different properties due to their composition.
These are configured specifically for the application

ultra hard cutting materials
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Application of ultra hard cutting materials
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Choosing the right application is crucial when it comes to maximising the huge potential of PCBN and diamond cutting
materials in manufacturing.

The high level of hardness of diamond in its various forms such as PCD, MCD, CVD-D or natural diamond and the
resulting cutting edge sharpness may mean that a different approach to the one taken with conventional cutting materials
may be required depending on the machining task in question.

Its high heat resistance combined with the high level of hardness, which is second only to diamond, makes PCBN
(polycrystalline cubic boron nitride) the ideal cutting material for machining hardened steels. The different PCBN substrate
s

vary in terms of their composition and the resulting mechanical and chemical properties. In addition to the machining of
hardened steels (45-70 HRC), this cutting material group is also highly suited to the machining of cast materials and
special alloys — an application where carbides and cutting ceramics often reach their limits.

The composition and/or structure of the various ultra-hard cutting materials are optimised for different tasks. Therefore, it i
s
extremely important that the right type of cutting material in combination with the right cutting geometry is selected.

The recommended cutting parameters are the key data that enable an efficient result and/or chip break to be achieved. In
each case, it is necessary to adapt the parameters to the machining situation as a whole.

In order to achieve the best results possible, the entire machine environment must be taken into account and brought to
the highest level of stability possible. The structure of the machine, guides, spindles and the clamping systems for the
workpiece and tools play a key role with respect to the result.
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PCD is a compound cutting material. Diamond grains, each one of a monocrystalline nature, are sintered to
each other in a metal matrix, generally cobalt. During the sintering process, the grains grow within the crystals
and the individual grains grow together to a limited extent, thereby affecting the wear properties during subse-
quent use.

In addition to the sintering technology, the size and quality of the grains used are an indicator of wear resi-
stance. It is possible to derive the following theoretical principle: "the larger the grain, the better the abrasion
resistance". However, this compromises the cutting edge quality, chipping and sharpness that can be achie-
ved, irrespective of the manufacturing technology used to produce the cutting edges. The percentage volume
fraction of the metallic binding phase also increases and has a negative effect.

HORN high-performance PCD is comprised of a sophisticated mixture of different diamond grain sizes. The
volume fraction of diamond increases, as do effective hardness, toughness and cutting quality. It goes without
saying that strict quality standards are observed and monitored and ensure maximum performance.
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CVD-D, maximum strength
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The wear resistance of CVD-D significantly exceeds that of PCD. The reason for this is that it does not have a
metallic binding chamfer and the fact that it has a resulting diamond component of almost 100 per cent.
Individual, monocrystalline diamond grains are deposited from gas and grow together so that they cannot be
separated to form a solid, polymeric diamond layer.

The process is similar to the diamond coating of carbide tools but the layer thickness is just a few ym thick and
is therefore worn away after a relatively short time in use.

In addition to maximum hardness, other positive properties of diamond also benefit the machining process. Its
special heat conductivity ensures cool cutting. The low coefficient of friction and a low adhesive tendency re-
liably prevent build-up edges from forming. Reliable machining processes can be performed even with critical
aluminium wrought alloys without using cooling lubricant.

Laser technology is indispensable when it comes to manufacturing CVD-D cutting edges. It would simply be
impossible to achieve the high cutting quality and apply chip shape geometries without this technology. The
surface qualities that can be achieved are significantly better than those of cutting edges produced from PCD.
Only its lower fracture toughness, which is due to its physical properties, limits the use of the material to some
extent.

The achievable tool life is double or several times that of tools manufactured from PCD.
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HORN 3D chip breaker
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Specification ~ HORN 3D chip breaker Chipangle  Properties
o Geometry for machining of bors,
7 norml 25-30 Recommendation: Bore diameter 50% greater than tool diameter
Hs finishing Edge tipped 25 30° Fine to medium mgchlnlng, absolute sharp cutting edge, positive cut, lowest cutting
force on most fragile components
normal/ o Medium machining for all purpose, strongest cutting edge, for high depth of cut and
HN . 15-25
roughing feed rates
G.HS finishing PCD along the 25 30° Fine to medium mgchlnlng, absolute sharp cutting edge, positive cut, lowest cutting
whole cutting force on most fragile components
G.HN normal/ edge of the solid Ty Medium machining for all purpose, strongest cutting edge, for high depth of cut and
: roughing carbide insert feed rates
FHS finishing 25 30° Fine to medium mgchlnlng, absolute sharp cutting edge, positive cut, lowest cutting
=l force on most fragile components
ull face
normal/ 3 Medium machining for all purpose, strongest cutting edge, for high depth of cut and
F.HN ) 15-25
roughing feed rates
W.HS finishing 25-30° 2 - 4 times higher feed rate, see page D5
Wiper Geometries
normal/ o - ;
W.HN ) 15-25 2 - 4 times higher feed rate, see page D5
roughing
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When using inserts with HORN 3D chip breaker please observe the following:

- Find the right combination of depth of cut and feed rate in order to obtain perfect chip control.

- When turning internal, you should use only neutral tool holder (radial angle of the insert 0°). In particular with the chip breaker HS in
some cases it can come to a mechanical overstress of the cutting edge because of the design of the chip breaker.

- For relief grooves and undercuts, where both of the cutting edges are in cut at the same time, you should not use HS. The reason
is in the geometrical design of the chip breaker for lowest depth of cuts. Chips may build up, this can lead to mechanical overstress and
breakage of the cutting edge.
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7L—7H—.HN JL—H—.Hs L —7—HF
Geometry Geometry Geometry

EmT ftEiF R

roughing finishing bore machining

Cutting material in conjunction with chip shape geometry, the key to success

CVD-D and PCD are the materials of choice for machining aluminium and magnesium alloys, other non-ferrous metals, all plastic
composite materials and abrasive special materials, such as carbides, both pre-sintered and final-sintered.

The economical tool lives of diamond cutting edges are combined with the .HF, .HN and .HS HORN chip shape geometries to form an
optimum cutting system.

This development opens up additional areas of application and improves the machining of aluminium wrought alloys with respect to
process reliability, speed and precision, thereby significantly increasing manufacturing efficiency. Even when burr formation is the main
criteria for changing a tool, the sharp cutting edges of the .HS geometry enable the tool life to be increased by between 2.5 and 4 times.

Notes:
The length |, specified in the catalogue is the effective length of the chip shape geometry. The description of the different diamond cutting
materials can be found on page D6 for cutting data please see pages A50-A51.
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Polycrystalline Diamond
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ISO A2
Supermini® A48
Mini A58
DTM A78
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Insert
CCGT/CCGW/CPGT/
CPGW/DCGT/DCGW/
RCGT/RCGW/RPGT/
RPGW/SCGT/SCGW/
TCGT/TCGW/VBGT/
VBGW/VCGT/NCGW
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R—[Page
AG-A17
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A18-A23
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R—Page
A28-A32
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A33-A40
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CVD-D and PCD tipped
with HORN 3D geometries

For Holders please see our

catalogue ISO tool holder
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Clearance

ISO HUES
ISO-Designation-Code

1 RS

Shape
A
©® @ ® M= :
o m= :

70

N
e R
ke :
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X

4 - A=
Insert type

A
s
7N

V4

55k

Special

5 YINAREES LREMRES

Length of cutting edge/insert size

3 fBERE

Tolerance grade

’?>

'I

A
@:
m—

|‘

fene
A
A

m S
A 40,005 10,025 10,025
E 10,025 0,025 +0,025
F 10,005 10,025 10,013
G 10,025 10,013 10,025 ICBEARIFHROT & CHRETE
H i0,01 3 10,025 10,01 3 IC "d" see order description
J 10,005 10,025 +0,05-0,15
K 0,013 10,025 +0,05-0,15
L 0,025 +0,025 +0,05-0,15
M | £0,08-0,20 | #0,05-0,13 | +0,05-0,15
N +0,08-0,20 10,025 +0,05-0,15
U +0,13-0,38 0,13 +0,08-0,25
NE T mmiRsE

Tolerance in mm

P ERANEEA VY- A XL TERDET,

* Exact tolerance is determinded by size of insert
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6 TY—FESEKS

Thickness in mm

S
01 1,59
T1 1,98
02 | 2,38
03 | 3,18
T3 | 3,97
04 | 4,76
05 | 5,56
06 | 6,35

EEROEETDI0FREDEEDHICODMT S
NS OB DFETLTRRLT
WE9,

If less than 10 use 0 in first place

(Example: 3,18 mm = 03)

9 HALVE2ALTES

Tipping type

mL Foim O — 17

without Edge tipped
Full face

G —A0—fFF
Whole cutting edge

w 7 JN—FK
Wiper Geometries

11 131&E

Cutting materials

MD10 | E#&E& / McD

HDO08 | CVDIE/cvb-D
PDO02
PD70 @ Zi&& /PCD
PD75

BHBIE DER— U BRI T L

Details see page D6

9 10 11

N_I G_I ﬂl HDO8

7 A—F—&s g HFENIBES
Corner configuration Feed direction
J—7—R
Radius
Sharp corner
01 0,1 mm L R
02 0,2mm -
04 0,4 mm A
08 08mm I,
12 | 1,2mm N
16 1,6 mm
00 A1 > — b (1> F)
Round insert (inch)
A >t =k (SV)
MO Round insert (metr.)

10 Fyv7IL—h—is
Chipbreaker

HN HORN3D7 L —A—. @A STIMT
HORN 3D Geometry, medium up to roughing

HORN3DT L—H—. fHEIF BAPTVI—IT
HS | XD&% LiTniWEs

HORN 3D Geometry, finishing, low a, for fragile parts

Ho 5‘:‘\/7%00\ :J_FEM/

Version neutral 0° Chip angle

H6 9:“/7% 60\ /—_'—:\\/\\7__’( 7\_:1—%3)I/

Version positive-neutral 6° Chip angle

FHHIZAL6-AATR—D K THBEEE 0
Details see page A46-A47

AAR L&

Universal screw counterbore

HORN ISO-f > — MMIAABR LEREFTDcHETD
ISOY — LRIV — ICHIRIRE T Jo

HORN ISO Inserts can be clamped in all standard holder systems
thanks to the special screw counterbore design.

A5
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Insert

FimO—f[F 3DF Y FTL—A—fFE

Diamond tipped, with HORN 3D chip breaker k J
WRY—ILRILAE—
for Toolholder ISO
o> s 84T 18OV — )Lk R—
&® Type
< |1
d)Oo
B d d, s I, r ® | o
Part number 8 E
HDO8 / PD70 T | o

CCGT060201N.HS 6,350 2,8 2,38 25/27 0,1 A | A
CCGT060202N.HN 6,350 2,8 2,38 2,5/3,0 0,2 A | A
CCGT060202N.HS 6,350 2,8 2,38 25/3,0 0,2 A | A
CCGT060204N.HN 6,350 2,8 2,38 2,5/3,0 0,4 A | A
CCGT060204N.HS 6,350 2,8 2,38 25/3,0 0,4 A | 4
CCGT060208N.HN 6,350 2,8 2,38 25/3,0 0,8 A | A
CCGT060208N.HS 6,350 2,8 2,38 2,5/3,0 0,8 A | A
CCGTO09T301N.HS 9,525 4,4 3,97 4,0/3,5 0,1 A | A
CCGT09T302N.HN 9,625 4,4 3,97 4,0/3,5 0,2 A | A
CCGTO09T302N.HS 9,525 4.4 3,97 4,0/3,5 0,2 A | A
CCGTO09T304N.HN 9,525 4,4 3,97 4,0/3,5 0,4 A | A
CCGTO09T304N.HS 9,625 4,4 3,97 4,0/3,5 0,4 A | A
CCGTO09T308N.HN 9,525 4,4 3,97 4,0/3,5 0,8 A | 4
CCGTO09T308N.HS 9,525 4,4 3,97 4,0/3,5 0,8 A | A
CCGT120402N.HN 12,700 6.5 4,76 4,0/3,5 0,2 A | A
CCGT120402N.HS 12,700 515 4,76 4,0/3,5 0,2 A | A
CCGT120404N.HN 12,700 oI5 4,76 4,0/3,5 0,4 A | A
CCGT120404N.HS 12,700 15 4,76 4,0/3,5 0,4 A | A
CCGT120408N.HN 12,700 515 4,76 4,0/3,5 0,8 A A
CCGT120408N.HS 12,700 515 4,76 4,0/3,5 0,8 A | A

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

NINEE FFREISHFRE TR 2T Lo

Dimensions in mm Cutting edges must be measured optically!

A6
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Insert

Diamond tipped, Version ,positive-neutral® k J

BRY—ILERILA—
for Toolholder ISO

S 24T 1SOY —=ILRILA—
— Type
o
N
60
B d d, s I, r ® | o
Part number 8 B
HDO08 / PD70 T | o
CCGT060201N.H6 6,350 2,8 2,38 3,0/3.2 0,1 A | A
CCGT060202N.H6 6,350 2,8 2,38 3,0/3,5 0,2 A | A
CCGT060204N.H6 6,350 2,8 2,38 3,0/35 0,4 A A
CCGTO060208N.H6 6,350 2,8 2,38 3,0/3,5 0,8 A | A
CCGTO09T301N.H6 9,525 4.4 3,97 45/ - 0,1 A
CCGTO09T302N.H6 9,525 4,4 3,97 45/4,0 0,2 A | A
CCGTO09T304N.H6 9,525 4,4 3,97 45/4,0 0,4 A | A
CCGTO09T308N.H6 9,525 4,4 3,97 45/4,0 0,8 A A
CCGTO09T312N.H6 9,525 4,4 3,97 4,5/ - 1,2 A
CCGT120402N.H6 12,700 BF 4,76 45/4,0 0,2 A | A
CCGT120404N.H6 12,700 585 4,76 4,5/4,0 0,4 A | A
CCGT120408N.H6 12,700 515 4,76 45/4,0 0,8 A | A
A TEES /onstock A 4BRT [ 4weeks x HELVEHE <72 F L) / upon request
mmRac FFREISHFRE TEMLS 2T Lo
Dimensions in mm Cutting edges must be measured optically!

A7



ISO 1 >H—F
ISO Inseﬁs (I]h HORN I]ID

sl CCGT 4 \
-

Insert

FHO—fHF. TAN—FBR. 3DFv T TL—H—(E
Diamond tipped, Wiper geometry with HORN 3D chip breaker k

BRY—ILERILA—
for Toolholder ISO

KA T ISOYV—ILRILE—

S Type
o
N
7 7O—FAIEDAR—T %
CERZTV
Please note the approach
angle! See page D4
B d d, s I, r ® | o
Part number 8 B
HDO08 / PD70 I | a
CCGT060202N.W.HN 6,350 2,8 2,38 2,5/3,0 0,2 A A
CCGT060202N.W.HS 6,350 2,8 2,38 2,5/3,0 0,2 A A
CCGT060204N.W.HN 6,350 2,8 2,38 2,5/3,0 0,4 A A
CCGT060204N.W.HS 6,350 2,8 2,38 2,5/3,0 0,4 A A
CCGTO09T302N.W.HN 9,525 4.4 3,97 4,0/3,5 0,2 A A
CCGTO09T302N.W.HS 9,525 4,4 3,97 4,0/3,5 0,2 A A
CCGTO09T304N.W.HN 9,525 4,4 3,97 4,0/3,5 0,4 A A
CCGTO09T304N.W.HS 9,525 4,4 3,97 4,0/3,5 0,4 A A
CCGT120402N.W.HN 12,700 /3 4,76 4,0/ - 0,2 A
CCGT120402N.W.HS 12,700 15 4,76 4,0/ - 0,2 A
CCGT120404N.W.HN 12,700 585 4,76 4,0/ - 0,4 A
CCGT120404N.W.HS 12,700 515 4,76 4,0/ - 0,4 A
A TEE /onstock A 48RS/ 4weeks x HELVEHE <72 L) / upon request
mm3ksc FAREISHFRE TEmLS T Vo
Dimensions in mm Cutting edges must be measured optically!

A8



ISO 1 >H—F
ISO Inseﬁs (I]h HORN I]ID

sl CCGT 4 \
-

Insert

FIRO—FF. TAN=FR R T4 T—=a—-r3) ~

Diamond tipped, Wiper geometry, Version ,positive-neutral” k

BRY—ILERILA—
for Toolholder ISO

KA T ISOYV—ILRILE—

S Type
o
N
60
7 7O—FAIEDAR—T %
CERZTV
Please note the approach
angle! See page D4
B d d, s I, r o
~
Part number o
o
CCGT060201N.W.H6 6,350 2,8 2,38 3,0 0,1 A
CCGT060202N.W.H6 6,350 2,8 2,38 3,5 0,2 A
CCGT060204N.W.H6 6,350 2,8 2,38 3,5 0,4 A
CCGTO09T301N.W.H6 9,525 4,4 3,97 3,7 0,1 A
CCGT09T302N.W.H6 91525 4,4 3,97 4,0 0,2 A
CCGTO09T304N.W.H6 9,525 4,4 3,97 4,0 0,4 A
CCGT120402N.W.H6 12,700 5,5 4,76 4,0 0,2 A
CCGT120404N.W.H6 12,700 55 4,76 4,0 0,4 A
A TEESL /onstock A 4B/ 4weeks x HRAVVEDHE < 72T L)/ upon request
mmz&52 FITAEIFNHFRAETEESZET L,
Dimensions in mm Cutting edges must be measured optically!

A9



ISO 1 >H—F
ISO Inseﬁs (I]h HORN I]ID

sl CCGT 4 \

Insert

—A0—HF. 3DFv T I L—H—f&
Diamond tipped, complete edge with HORN 3D chip breaker

- J

BRY—ILERILA—
for Toolholder ISO

KA T ISOYV—ILRILE—

S Type
I
. —
N~ {g
R=HABFN—2 3 VRIR L = Linksausfiihrung
R = right hand version shown L = left hand version
B d d, s I, r o
N~
Part number o
o
CCGT09T304L.G.HN 9,625 4,4 3,97 9,6 0,4 A
CCGTO09T304R.G.HN 9,525 4.4 3,97 9,6 0,4 A
CCGT09T308L.G.HN 9,625 4.4 3,97 9,5 0,8 A
CCGTO09T308R.G.HN 9,625 4,4 3,97 9,5 0,8 A
CCGT120404L.G.HN 12,700 5,5 4,76 12,8 0,4 A
CCGT120404R.G.HN 12,700 5,5 4,76 12,8 0,4 A
CCGT120408L.G.HN 12,700 55 4,76 12,7 0,8 A
CCGT120408R.G.HN 12,700 55 4,76 12,7 0,8 A
A TEES [ onstock A 4B / 4weeks x HRAVVEDHE <72 L)/ upon request
mmIRad HFTAEIINFRAETEESZET L,
Dimensions in mm Cutting edges must be measured optically!

A10



ISO 1 >H—F
ISO Inseﬁs (I]h HORN I]ID

sl CCGT 4 \
-

Insert

—0O0—ffF. RIPT17

Diamond tipped, complete edge, Version ,positive” k J
WRY—ILRILAE—
for Toolholder ISO
s 24T 1SOY —=ILRILA—
Type
| —
o
N
60
R=HAEFN—3 YRR L=EEFN -3
R = right hand version shown L = left hand version
B d d, s I, r o
~
Part number o
o
CCGT060204L.G.H6 6,350 2,8 2,38 6,4 0,4 A
CCGT060204R.G.H6 6,350 2,8 2,38 6,4 0,4 A
CCGT060208L.G.H6 6,350 2,8 2,38 6,3 0,8 A
CCGT060208R.G.H6 6,350 2,8 2,38 6,3 0,8 A
CCGT09T308L.G.H6 9,625 4,4 3,97 9,6 0,8 A
CCGTO09T308R.G.H6 9,525 4,4 3,97 9,6 0,8 A
CCGTO09T312L.G.H6 9,525 4,4 3,97 9,6 1,2 A
CCGTO09T312R.G.H6 9,525 4,4 3,97 9,6 1,2 A
CCGT120412L.G.H6 12,700 515 4,76 12,6 1,2 A
CCGT120412R.G.H6 12,700 515 4,76 12,6 1,2 A
A TEE /onstock A 4RI/ 4weeks x HELVEHE <72 F L) / upon request
mmzk3c FFREISHFRE TEMLS 2T Vo
Dimensions in mm Cutting edges must be measured optically!

A1



ISO 1 >H—F
ISO Inseﬁs (I]h HORN I]ID

14—t CCGW - ~
-

Insert

FeimO—{Fif. Za— K3

Diamond tipped, Version ,neutral”
- J
WRY—ILRILAE—
for Toolholder ISO
S BAT 1SOY—ILARILE —
Type
o
N
B d d, s I, r 9| o
Part number Ol a
HDO8 / PD70 T | o
CCGWO060202N.HO 6,350 2,8 2,38 3,0/3,5 0,2 A | A
CCGWO060204N.HO 6,350 2,8 2,38 3,0/3,5 0,4 A | A
CCGWO060208N.HO 6,350 2,8 2,38 3,0/35 0,8 A | A
CCGWO09T301N.HO 9,625 4,4 3,97 45/4,0 0,1 A | A
CCGWO09T302N.HO0 9,525 4,4 3,97 4,5/4,0 0,2 A | 4
CCGWO09T304N.HO 9,525 4,4 3,97 45/4,0 0,4 A | A
CCGWO09T308N.HO 9,525 4,4 3,97 45/4,0 0,8 A | A
CCGWO09T312N.HO 9,525 4,4 3,97 45/ - 1,2 A
CCGW120402N.HO 12,700 oI5 4,76 4,5/4,0 0,2 A | A
CCGW120404N.HO 12,700 15 4,76 45/4,0 0,4 A | A
CCGW120408N.HO 12,700 oI5 4,76 4,5/4,0 0,8 A | A
CCGW120412N.HO 12,700 515 4,76 45/ - 1,2 A
A TEE /onstock A 4RI/ 4weeks x HELVEHHE <72 L) / upon request
mmiRaa FFREISNHFRE TEMS 72T W
Dimensions in mm Cutting edges must be measured optically!

A12



ISO 1 >H—F
ISO Inseﬁs (I]h HORN I]ID

19—k CCGW 2 \
-

Insert

FImO—Fi. 90N —FER. Za—-Fr3L
Diamond tipped, Wiper geometry, Version ,neutral” k J

BRY—ILERILA—
for Toolholder ISO

S XA T ISOY —IILRILA —
Type

o
N
7 7O—FAIEDAR—D %
CERZTV
Please note the approach
angle! See page D4
B d d, s I, r o
~
Part number o
o
CCGWO060202N.W.HO 6,350 2,8 2,38 3,5 0,2 A
CCGW060204N.W.HO 6,350 2,8 2,38 3,5 0,4 A
CCGWO09T301N.W.HO 9,525 4,4 3,97 3,7 0,1 A
CCGWO09T302N.W.HO 9,525 4,4 3,97 4,0 0,2 A
CCGWO09T304N.W.HO 9,525 4,4 3,97 4,0 0,4 A
CCGW120402N.W.HO 12,700 55 4,76 4,0 0,2 A
CCGW120404N.W.HO 12,700 5,5 4,76 4,0 0,4 A
A TEES [ onstock A 4B / 4weeks x BRAVVEDHE <72 L) / upon request
NINEE FFREISHFRE TEmLS 2T Vo
Dimensions in mm Cutting edges must be measured optically!

A13



ISO 1 >H—F
ISO Inseﬁs (I]h HORN I]ID

14—t CCGW - \

Insert
—AO— T
Diamond tipped, complete edge
- J
WRY—ILRILAE—
for Toolholder ISO
24T 1SOY —=ILRILA—
Type
R=HABFN—2 3 VRIR L = Linksausfiihrung
R = right hand version shown L = left hand version
B d d, s I, r o
Part number o
o
CCGWO060204L.G.HO 6,350 2,8 2,38 6,4 0,4 A
CCGW060204R.G.HO 6,350 2,8 2,38 6,4 0,4 A
CCGWO060208L.G.HO 6,350 2,8 2,38 6,3 0,8 A
CCGW060208R.G.HO 6,350 2,8 2,38 6,3 0,8 A
CCGWO09T304L.G.HO 9,625 4,4 3,97 9,6 0,4 A
CCGWO09T304R.G.HO 9,525 4,4 3,97 9,6 0,4 A
CCGWO09T308L.G.HO 9,525 4,4 3,97 S 0,8 A
CCGWO09T308R.G.HO 9,525 4,4 3,97 9,5 0,8 A
CCGWO09T312L.G.HO 9,625 4,4 3,97 9,4 1,2 A
CCGWO09T312R.G.HO 9,525 4.4 3,97 9,4 1,2 A
CCGW120404L.G.HO 12,700 5,5 4,76 12,8 0,4 A
CCGW120404R.G.HO 12,700 515 4,76 12,8 0,4 A
CCGW120408L.G.HO 12,700 5,5 4,76 12,7 0,8 A
CCGW120408R.G.HO 12,700 55 4,76 12,7 0,8 A
A TTES /onstock A 4B/ 4weeks x BB LVE DT < 72U\ / upon request
mm3k3c FAREISHFRE TEmLS T Vo
Dimensions in mm Cutting edges must be measured optically!

A14



ISO 1 >H—F
ISO Inseﬁs (I]h HORN I]ID

14— CPGT e 2
‘-

Insert

FIHO—fFF. 3DF v I TL—A—TE ~

Diamond tipped, with HORN 3D chip breaker k J
WRY—ILRILAE—
for Toolholder ISO
(% \
) S S XA 1SOY —IILRILA —
o> N Type
< |1
%.
B d d, s I, r ® | o
Part number 8 B
HDO08 / PD70 T | o
CPGT060202N.HN 6,350 2,8 2,38 25/3,0 0,2 A | A
CPGT060202N.HS 6,350 2,8 2,38 2,5/3,0 0,2 A | A
CPGT060204N.HN 6,350 2,8 2,38 25/3,0 0,4 A | A
CPGT060204N.HS 6,350 2,8 2,38 2,5/3,0 0,4 A | A
CPGT060208N.HN 6,350 2,8 2,38 25/- 0,8 A
CPGT09T302N.HN 9,525 4.4 3,97 4,0/3,5 0,2 A A
CPGT09T302N.HS 9,525 4.4 3,97 4,0/3,5 0,2 A | A
CPGTO09T304N.HN 9,525 4.4 3,97 4,0/3,5 0,4 A A
CPGTO09T304N.HS 9,625 4,4 3,97 4,0/3,5 0,4 A | A
CPGTO09T308N.HN 9,525 4.4 3,97 4,0/3,5 0,8 A | A
CPGTO09T308N.HS 9,625 4,4 3,97 - /35 0,8 A
A TEE /onstock A 4RI/ 4weeks x HELVEHHE <72 L) / upon request
mmzk3c FAREISHFRE TEmLS T Vo
Dimensions in mm Cutting edges must be measured optically!

A15



ISO 1 >H—F
ISO Inseﬁs (I]h HORN I]ID

T>y=F CPGT 4 B

Insert
LEO— . AOF0T—=—a—rJ)L ~

Diamond tipped, complete edge, Version ,positive-neutral” k J

BRY—ILERILA—
for Toolholder ISO

S 24T 1SOY —ILRILE —
— Type
60
B d d, s I, r o
Part number 5
[a)
o
CPGT060202N.H6 6,35 2,8 2,38 3,5 0,2 A
CPGT060204N.H6 6,35 2,8 2,38 3,5 0,4 A
CPGT060208N.H6 6,35 2,8 2,38 3,5 0,8 A
A TEE /onstock A 4R/ 4weeks x HELVEHHE <72 E L) / upon request
NINEE FFREISHFRE TEmLS 2T Lo
Dimensions in mm Cutting edges must be measured optically!

A16



ISO 1 >H—F
ISO Inseﬁs (I]h HORN I]ID

T>y=F CPGT 4 B
-

Insert

FIHO— I, AN —FER. 3DFv T TL—D—[E
Diamond tipped, Wiper geometry with HORN 3D chip breaker k

BRY—ILERILA—
for Toolholder ISO

KA T ISOYV—ILRILE—

S Type
]
7 7O—FAIEDAR—D %
CERZTV
Please note the approach
angle! See page D4
B d d, s I, r o
~
Part number o
o
CPGT060202N.W.HN 6,350 2,8 2,38 3,0 0,2 A
CPGT060202N.W.HS 6,350 2,8 2,38 3,0 0,2 A
CPGT060204N.W.HN 6,350 2,8 2,38 3,0 0,4 A
CPGT060204N.W.HS 6,350 2,8 2,38 3,0 0,4 A
CPGT09T302N.W.HN 9,525 4.4 3,97 3,5 0,2 A
CPGT09T302N.W.HS 9,525 4,4 3,97 3,5 0,2 A
CPGT09T304N.W.HN 9,525 4,4 3,97 3,5 0,4 A
CPGTO09T304N.W.HS 9,525 4,4 3,97 3,5 0,4 A
A TEET /onstock A 4RI/ 4weeks x HELVEHHE <72 F L)/ upon request
mmz&52 FIFTAEIFNHFRETEESZET L
Dimensions in mm Cutting edges must be measured optically!

A17



ISO 1 >H—F
ISO Inseﬁs (I]h HORN I]ID

1=k DCGT - ~

Insert

FimO—f[F 3DF Y FTL—A—fFE

Diamond tipped, with HORN 3D chip breaker k J
WRY—ILRILAE—
for Toolholder ISO
24T 1SOY —=ILRILA—
S Type
I—
o
N
B d d, s I, r 9| o
Part number Ol a
HDO8 / PD70 T | o
DCGTO070201N.HS 6,350 2,8 2,38 25/3,0 0,1 A | A
DCGTO070202N.HN 6,350 2,8 2,38 2,5/3,0 0,2 A | A
DCGTO070202N.HS 6,350 2,8 2,38 25/3,0 0,2 A | A
DCGT070204N.HN 6,350 2,8 2,38 2,5/3,0 0,4 A | A
DCGT070204N.HS 6,350 2,8 2,38 25/3,0 0,4 A | 4
DCGTO070208N.HN 6,350 2,8 2,38 25/3,0 0,8 A | A
DCGTO070208N.HS 6,350 2,8 2,38 2,5/3,0 0,8 A | A
DCGT11T301N.HS 9,525 4,4 3,97 25 [ 8 0,1 A | A
DCGT11T302N.HN 9,625 4,4 3,97 25/35 0,2 A | A
DCGT11T302N.HS 9,525 4.4 3,97 25/35 0,2 A | A
DCGT11T304N.HN 9,525 4,4 3,97 25/35 0,4 A A
DCGT11T304N.HS 9,525 4,4 3,97 25/35 0,4 A | A
DCGT11T308N.HN 9,525 4.4 3,97 2.8 3B 0,8 A | A
DCGT11T308N.HS 9,525 4,4 3,97 25/35 0,8 A | A
DCGT11T312N.HN 9,525 4.4 3,97 25/35 1,2 A | A
DCGT11T312N.HS 9,525 4.4 3,97 2R | 85 1,2 A A
A TTES /onstock A 4B/ 4weeks x BB LVEDE < 72U\ / upon request
mmz%sc FFAEISHFRE TR IS W
Dimensions in mm Cutting edges must be measured optically!

A18



ISO1 > —F
ISO Inserts

(ph HORN i)

19—+

Insert

FwO—fHF. RPTT7—=abJ

Diamond tipped, Version ,positive-neutral®

DCGT

N\ J
WRY—ILRILAE—
for Toolholder ISO
00 84T 1SOY— LIS —
(Défz, S Type
/ —
!
1
|
|
3/ L 6
B d d, s I r 9| o
Part number ol a
HDO08 / PD70 I o
DCGTO070201N.H6 6,350 2,8 2,38 3/35 0,1 A A
DCGT070202N.H6 6,350 2,8 2,38 3/35 0,2 A A
DCGTO070204N.H6 6,350 2,8 2,38 3/35 0,4 A A
DCGT070208N.H6 6,350 2,8 2,38 3/3,5 0,8 A A
DCGT11T301N.H6 9,525 4,4 3,97 3/4,0 0,1 A A
DCGT11T302N.H6 9,525 4.4 3,97 3/4,0 0,2 A A
DCGT11T304N.H6 9,525 4.4 3,97 3/4,0 0,4 A A
DCGT11T308N.H6 9,525 4.4 3,97 3/4,0 0,8 A A
DCGT11T312N.H6 9,525 4.4 3,97 3/4,0 1,2 A A

-

-

~

A TE[EEfh /onstock A 4B /4 weeks x BEVVEHOHE <72 L) / upon request
mm3ssa FFREISHFRE TR 2T Lo

Dimensions in mm Cutting edges must be measured optically!

A19



ISO1 > —|
ISO Inserts

(ph HORN i)

19—+

Insert

DCGT ~ A

FimO— . TR 3DF v FTL—A—[&E

Diamond tipped, Wiper geometry with HORN 3D chip breaker k J

BRY—ILERILA—
for Toolholder ISO

0 \
8 s 247 1SOY —I)LRILA —
) 2 Type
/[ [

1

i

|

|

\

\

&/ |
9 - 7 7O—FAIEDAR—T %
I wiper CBREEL
R=ABFN—2 3 VR L = Linksausfiihrung Please note the approach
R = right hand version shown L = left hand version angle! See page D4

B d d, s I, r 9| o
Part number Ol a
HDO08 / PD70 T | o
DCGT070202L.W.HN 6,350 2,8 2,38 2,5/3,0 0,2 A A
DCGT070202L.W.HS 6,350 2,8 2,38 2,5/3,0 0,2 A A
DCGT070202R.W.HN 6,350 2,8 2,38 2,5/3,0 0,2 A A
DCGT070202R.W.HS 6,350 2,8 2,38 2,5/3,0 0,2 A A
DCGTO070204L.W.HN 6,350 2,8 2,38 2,5/3,0 0,4 A A
DCGT070204L.W.HS 6,350 2,8 2,38 2,5/3,0 0,4 A A
DCGT070204R.W.HN 6,350 2,8 2,38 2,5/3,0 0,4 A A
DCGTO070204R.W.HS 6,350 2,8 2,38 2,5/3,0 0,4 A A
DCGT11T302L.W.HN 9,525 4.4 3,97 240 1 88 0,2 A A
DCGT11T302L.W.HS 9,525 4.4 3,97 2P [ 85 0,2 A A
DCGT11T302R.W.HN 9,525 4,4 3,97 25/35 0,2 A A
DCGT11T302R.W.HS 9,525 4.4 3,97 28 [ 85 0,2 A A
DCGT11T304L.W.HN 9,525 4.4 3,97 25/35 0,4 A A
DCGT11T304L.W.HS 9,525 4,4 3,97 28 [ 85 0,4 A A
DCGT11T304R.W.HN 9,525 4.4 3,97 251 85 0,4 A A
DCGT11T304R.W.HS 9,525 4,4 3,97 2R | 85 0,4 A A

A TEESL /onstock A 4B/ 4weeks x HRAVVEDHE < 72T L)/ upon request

HFBIEIFAFRAE TR ZE L,

Cutting edges must be measured optically!

MmMREC

Dimensions in mm

A20



ISO 1 >H—F
ISO Inseﬁs (I]h HORN I]ID

1=k DCGT ~ N

Insert

FimO—[Fif. DA /=R, R T4 7
Diamond tipped, Wiper geometry, Version ,positive” k

BRY—ILERILA—
for Toolholder ISO

S XA 7 1ISOY = )LRILA —
Type
—
‘g”llll 6° . .
Wiper e T 7O—FAIEDAR—D%

CEREEV

R=ABFN—I 3 VER L=EBFEN—U3> Please note the approach
R = right hand version shown L = left hand version angle! See page D4
B d d, s I, r o
~
Part number o
o
DCGT11T302L.W.H6 9,625 4,4 3,97 4,0 0,2 A
DCGT11T302R.W.H6 9,525 4,4 3,97 4,0 0,2 A
DCGT11T304L.W.H6 9,525 4,4 3,97 3,8 0,4 A
DCGT11T304R.W.H6 9,525 4,4 3,97 3,8 0,4 A
A TEES [ onstock A 4B/ 4weeks x BRAVVEDHE <72 L) / upon request
mm3k3c FFEAEISHFRETEMSIEE W
Dimensions in mm Cutting edges must be measured optically!
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ISO 1 >H—F
ISO Inseﬁs (I]h HORN I]ID

1=t DCGW 4 p

Insert
EIHO—FIF. Za2—r3J)L

Diamond tipped, Version ,neutral” k J

BRY—ILERILA—
for Toolholder ISO

KA T ISOYV—ILRILE—

S Type
I—
o
N
B d d, s I r 9| o
Part number Al a
HDO08 / PD70 T | o
DCGWO070201N.HO 6,350 2,8 2,38 3,0/35 0,1 A | A
DCGW070202N.HO 6,350 2,8 2,38 3,0/3,5 0,2 A | A
DCGW070204N.HO 6,350 2,8 2,38 3,0/35 0,4 A | A
DCGW070208N.HO 6,350 2,8 2,38 3,0/3,5 0,8 A | A
DCGW11T301N.HO 9,525 4.4 3,97 3,0/4,0 0,1 A | A
DCGW11T302N.HO 9,525 4,4 3,97 3,0/4,0 0,2 A A
DCGW11T304N.HO 9,525 4,4 3,97 3,0/4,0 0,4 A | A
DCGW11T308N.HO 9,525 4,4 3,97 3,0/4,0 0,8 A | A
DCGW11T312N.HO 9,625 4,4 819 - 140 1,2 A
A TEE /onstock A 4RI/ 4weeks x HELVEHE <72 F L) / upon request
mm3k3ac FFREISHFRE TR 2T Lo
Dimensions in mm Cutting edges must be measured optically!

A22



ISO1 > —F
ISO Inserts

(ph HORN fil)

19—+

Insert

FoimO— . T /=R
Diamond tipped, Wiper geometry

DCGW

4 )

-

- J

BRY—ILERILA—
for Toolholder ISO

XA T ISOY —IILRILA —
Type

T7O—FAIEDAR—D %K
CERETV

Please note the approach
angle! See page D4

xe
q)dq, S
7= - — |

1

i

I

|

\

\

< T
RN L
Wiper
R=HAEFN—3 YRR L=EEFN -3
R = right hand version shown L = left hand version

B d d, s
Part number
DCGW11T302L.W.HO 9,625 4,4 3,97
DCGW11T302R.W.HO 9,525 4,4 3,97
DCGW11T304L.W.HO 9,525 4.4 3,97
DCGW11T304R.W.HO 9,525 4,4 3,97

A TEES /onstock A 4B / 4weeks x BB LG OH <72 L\ / upon request

mm3k3sc

Dimensions in mm

FFEAE ISHFRE TR IS W

Cutting edges must be measured optically!

, r o

~

[a]

o

4,0 0,2 A
4,0 0,2 A
4,0 0,4 A
4,0 0,4 A

A23



ISO1 > —|
ISO Inserts (I]h HORN I]ID

shedaly RCGT s ~

Insert

SEO—MF 3BDFYTITL—A—F(E

Diamond tipped, full face with HORN 3D chip breaker
N\ )
WRY—ILRILE—
for Toolholder ISO
S 24T 1SOY —=ILRILA—
Type
[
N~
B d d s o
Part number ? B
o
RCGT0602MO0.F.HN 6 2,8 2,38 A
RCGT0602M0.F.HS 6 2,8 2,38 A
RCGTO0803MO0.F.HN 8 3,4 3,18 A
RCGTO0803MO0.F.HS 8 3,4 3,18 A
RCGT1003MO0.F.HN 10 4,4 3,18 A
RCGT1003MO0.F.HS 10 4,4 3,18 A
RCGT10T3MO.F.HN 10 4,4 107 A
RCGT10T3MO.F.HS 10 4,4 3,97 A
RCGT1204MO0.F.HN 12 4,4 4,76 A
RCGT1204M0.F.HS 12 4.4 4,76 A
A TTES /onstock A 4B/ 4weeks x BFEVVEDLE <72 L) / upon request
mm&ER SR IR TR 2 Lo
Dimensions in mm Cutting edges must be measured optically!
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ISO1 > —|
ISO Inserts (I]h HORN I]ID

19—k RCGW e

Insert

~

SEO—TF
Diamond tipped, full face k

BRY—ILERILA—
for Toolholder ISO

S 24T 1SOY —=ILRILA—
Type
[
N~
B d d, s o
Part number B
o
RCGWO0602M0.F.HO 6 2,8 2,38 A
RCGW0803MO0.F.HO 8 3,4 3,18 A
RCGW1003MO0.F.HO 10 4.4 3,18 A
RCGW1204MO0.F.HO 12 4,4 4,76 A
A TET /onstock A 4B/ 4weeks x BEIVVEDLE <72 L) / upon request
mmiRad FFREISHFRE TR 2T Lo
Dimensions in mm Cutting edges must be measured optically!
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ISO1 > —|
ISO Inserts (I]h HORN I]ID

12— b RPGT e N

Insert

SEO—MF 3BDFYTITL—A—F(E

Diamond tipped, full face with HORN 3D chip breaker k )
WRY—ILRILE—
for Toolholder ISO
S 24T 1SOY —=ILRILA—
Type
o
=
B d d, s o
~
Part number o
o
RPGT0802MO0.F.HN 8,0 3,4 2,38 A
RPGT0802MO0.F.HS 8,0 3,4 2,38 A
RPGT1003MO0.F.HN 10,0 4.4 3,18 A
RPGT1003MO0.F.HS 10,0 4,4 3,18 A
RPGT120400.F.HN 12,7 5.5 4,76 A
RPGT120400.F.HS 12,7 oI5 4,76 A
RPGT1204MO0.F.HN 12,0 4,4 4,76 A
RPGT1204M0.F.HS 12,0 4.4 4,76 A
A TET /onstock A 4B/ 4weeks x BEIVVEDLE <72 L) / upon request
mmz&ksd FIFTAEIFNHFRETEESZET L
Dimensions in mm Cutting edges must be measured optically!
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ISO1 > —|
ISO Inserts (I]h HORN I]ID

14—t RPGW - \

Insert
SEmO—1Fr
Diamond tipped, full face k )
WRY—ILRILE—
for Toolholder ISO
S 24T 1SOY —=ILRILA—
Type
o
=
B d d, s o
~
Part number o
o
RPGW0802M0.F.HO 8,0 3,4 2,38 A
RPGW1003MO0.F.HO 10,0 4,4 3,18 A
RPGW120400.F.HO 12,7 585 4,76 A
RPGW1204M0.F.HO 12,0 4,4 4,76 A
A TEE /onstock A 4RI/ 4weeks x HELVEHE <72 L) / upon request
mmiKRao FARAEISHFRE TEmS ZT Lo
Dimensions in mm Cutting edges must be measured optically!
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ISO 1 >H—F
ISO Inseﬁs (I]h HORN I]ID

sl SCGT 4 \

-

Insert

Diamond tipped, Version ,positive-neutral” k J

BRY—ILERILA—
for Toolholder ISO

KA T ISOYV—ILRILE—

o>
¢ (Db’lz S Type
7 \\\\ —
// '\.\
/ \
\
[
|
/
/
/
//
/'/ o
—7 N~
< |1 6°
2.
B d d, s I, r o
~
Part number o
o
SCGT120408N.H6 12,700 515 4,76 4 0,8 A
SCGT120412N.H6 12,700 5 4,76 4 1,2 A
A TEES /onstock A 4B / 4weeks x BB LG OHE <72 L\ / upon request
mmz%sc FAREISHFRE TEmS ZE Vo
Dimensions in mm Cutting edges must be measured optically!
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ISO 1 >H—F
ISO Inseﬁs (I]h HORN I]ID

sl SCGT 4 \

Insert

—A0—ffF. IDFvFIL—A—fEA>T—F

Diamond tipped, complete edge with HORN 3D chip breaker k )
WRY—ILRILE—
for Toolholder ISO
24T 1SOY —=ILRILA—
S
Type
|
F
N~ ‘Eg
B d d, s I, r o
~
Part number o
o
SCGT120404N.G.HN 12,700 8.5 4,76 12,700 0,4 A
SCGT120408N.G.HN 12,700 15 4,76 12,700 0,8 A
SCGT120412N.G.HN 12,700 6,5 4,76 12,700 1,2 A
A TEES /onstock A 4B / 4weeks x BB LVEOHE <72 L\ / upon request
mmRao FHFRAEIFHZAETERS 2T W
Dimensions in mm Cutting edges must be measured optically!

A29



ISO 1 >H—F
ISO Inseﬁs (I]h HORN I]ID

sl SCGT 4 \

-

Insert

—A0—ffF RIPT1T—=—a—r3

Diamond tipped, complete edge, Version ,positive-neutral” k )
WRY—ILRILE—
for Toolholder ISO
s 24T 1SOY —=ILRILA—
Type
/4
o
N~
60
B d d, s I, r o
Part number 5
[a)
o
SCGTO09T308N.G.H6 9,625 4,4 3,97 9,625 0,8 A
SCGT09T312N.G.H6 9,525 4.4 3,97 9,525 1,2 A
SCGT120408N.G.H6 12,700 O85) 4,76 12,700 0,8 A
SCGT120412N.G.H6 12,700 515 4,76 12,700 1,2 A
A TEES /onstock A 4B / 4weeks x HRAVVEDHE <72 L)/ upon request
mm3k3c FARAEISHFRE TEmS ZT Lo
Dimensions in mm Cutting edges must be measured optically!
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ISO 1 >H—F
ISO Inseﬁs (I]h HORN I]ID

el SCGW 2 ~

-

Insert

SO 19, =2~ -

Diamond tipped, Version ,neutral” k J

BRY—ILERILA—
for Toolholder ISO

KA T ISOYV—ILRILE—

S Type
o
N~
B d d, s I, r o
~
Part number o
o
SCGWO09T304N.HO 9,525 4.4 3,97 4 0,4 A
SCGWO09T308N.HO 9,525 4,4 3,97 4 0,8 A
SCGWO09T312N.HO 9,525 4,4 3,97 4 1,2 A
A TEES [ onstock A 4B / 4weeks x BRAVVEDHE <72 L)/ upon request
mmRao FAREISHFRE TEmLS ZT Lo
Dimensions in mm Cutting edges must be measured optically!
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ISO 1 >H—F
ISO Inseﬁs (I]h HORN I]ID

14—t SCGW - ~

Insert

—A0—f$F. Za—kK3JL

Diamond tipped, complete edge, Version“neutral” k )
WRY—ILRILE—
for Toolholder ISO
24T 1SOY —=ILRILA—
S Type
|
F
N~ ‘Eg
B d d, s I, r o
Part number 5
[a)]
o
SCGW120404N.G.HO 12,700 8.5 4,76 12,700 0,4 A
SCGW120408N.G.HO 12,700 15 4,76 12,700 0,8 A
SCGW120412N.G.HO 12,700 515 4,76 12,700 1,2 A
A TEES /onstock A 4B / 4weeks x BB LVEOHE <72 L\ / upon request
mm3iRad FIFTAEIFNHFRETEESZET L
Dimensions in mm Cutting edges must be measured optically!
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ISO 1 >H—F
ISO Inseﬁs (I]h HORN I]ID

T>y=F TCGT 4 B

Insert
HEIHO—{FF. 3DF Yy ST L —HhH—fF=

Diamond tipped, with HORN 3D chip breaker k J

BRY—ILERILA—
for Toolholder ISO

S
T LA 7 IS0V —)LIKILE —
Type
.
|
B d d, s I, r o
Part number o
o

TCGT090202N.HN 5,560 2,5 2,38 3,0 0,2 A
TCGT090202N.HS 5,560 2,5 2,38 3,0 0,2 A
TCGT090204N.HN 5,560 2,5 2,38 3,0 0,4 A
TCGT090204N.HS 5,560 2,5 2,38 3,0 0,4 A
TCGT090208N.HN 5,560 25 2,38 3,0 0,8 A
TCGT090208N.HS 5,560 2,5 2,38 3,0 0,8 A
TCGT110202N.HN 6,350 2,8 2,38 3,5 0,2 A
TCGT110202N.HS 6,350 2,8 2,38 3,5 0,2 A
TCGT110204N.HN 6,350 2,8 2,38 3,5 0,4 A
TCGT110204N.HS 6,350 2,8 2,38 3,5 0,4 A
TCGT110208N.HN 6,350 2,8 2,38 3,5 0,8 A
TCGT110208N.HS 6,350 2,8 2,38 3,5 0,8 A
TCGT16T304N.HN 9,525 4.4 3,97 3,5 0,4 A
TCGT16T304N.HS 9,525 4,4 3,97 3,5 0,4 A
TCGT16T308N.HN 9,525 4,4 3,97 3,5 0,8 A
TCGT16T308N.HS 9,525 4,4 3,97 3,5 0,8 A
A TEE /onstock A 4RI/ 4weeks x HELVEHHE <72 L) / upon request

mm3k3c FAREISHFRE TEmS ZE Vo

Dimensions in mm Cutting edges must be measured optically!
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ISO 1 >H—F
ISO Inseﬁs (I]h HORN I]ID

1=t TCGT ~ N
-

Insert

FIHO— . RPTF+T7—=—a—r3JL
Diamond tipped, Version ,positive-neutral® k J

BRY—ILERILA—
for Toolholder ISO

S
T 2147 IS0V —LRILA—
Type
~~
A 6°
B d d, s I, r o
~
Part number o
o
TCGT090202N.H6 5,560 2,5 2,38 3,5 0,2 A
TCGT090204N.H6 5,560 2,5 2,38 3,5 0,4 A
TCGT090208N.H6 5,560 2,5 2,38 3,5 0,8 A
TCGT110202N.H6 6,350 2,8 2,38 4,0 0,2 A
TCGT110204N.H6 6,350 2,8 2,38 4,0 0,4 A
TCGT110208N.H6 6,350 2,8 2,38 4,0 0,8 A
TCGT16T304N.H6 9,525 4,4 3,97 4,0 0,4 A
TCGT16T308N.H6 9,525 4,4 3,97 4,0 0,8 A
A TEES /onstock A 4B / 4weeks x HRAVVEDHE <72 L)/ upon request
mmz&52 FFEAEISHFRETRES IS W,
Dimensions in mm Cutting edges must be measured optically!

A34



ISO 1 >H—F
ISO Inse:s (I]h HORN I]ID

T>y=F TCGT 4 B

Insert

EO—ffF. IDFVvTIL—HA—F[S

Diamond tipped, full face with HORN 3D chip breaker k )
BRY—ILERILA—
for Toolholder ISO
S \
XA 1SOY —IILRILA —
Type
~
B d d, s I, r o
Part number 5
[a)]
o
TCGT110202N.F.HN 6,35 2,8 2,38 10,71 0,2 A
TCGT110202N.F.HS 6,35 2,8 2,38 10,71 0,2 A
TCGT110204N.F.HN 6,35 2,8 2,38 10,41 0,4 A
TCGT110204N.F.HS 6,35 2,8 2,38 10,41 0,4 A
TCGT110208N.F.HN 6,35 2,8 2,38 9,83 0,8 A
TCGT110208N.F.HS 6,35 2,8 2,38 9,83 0,8 A
A TEE /onstock A 4RI/ 4weeks x HELVEHE <72 L) / upon request
mm3RaD FFEAEISHFRE TR IS W
Dimensions in mm Cutting edges must be measured optically!
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ISO 1 >H—F
ISO Inseﬁs (I]h HORN I]ID

1>9—=F TCGT - ™

Insert

—AO0—ffF. IDFvFIL—h—fF&

Diamond tipped, complete edge with HORN 3D chip breaker k )
Y —LRILE—
ad for Toolholder ISO
2d, - \
- = XA 1SOY —IILRILA —
Type
B d d, I, r o
~
Part number o
o
TCGT090204N.G.HN 5,560 2,5 9,0 0,4 A
TCGT090208N.G.HN 5,560 2,5 8,4 0,8 A
TCGT110204N.G.HN 6,350 2,8 10,4 0,4 A
TCGT110208N.G.HN 6,350 2,8 9,8 0,8 A
TCGT110212N.G.HN 6,350 2,8 9,2 1,2 A
TCGT16T304N.G.HN 9,525 4.4 15,9 0,4 A
TCGT16T308N.G.HN 9,525 44 15,3 0,8 A
TCGT16T312N.G.HN 9,525 4.4 14,7 1,2 A
A TEES /onstock A 4B / 4weeks x HRAVVEDHE <72 L)/ upon request
mm3iRad FFEAEISHFRETRES IS W,
Dimensions in mm Cutting edges must be measured optically!
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ISO 1 >H—F
ISO Inseﬁs (I]h HORN I]ID

T>y=F TCGT 4 B

Insert

—A0—ffF RIPT1T—=—a—r3

Diamond tipped, complete edge, Version ,positive-neutral” k )
WRY—ILRILE—
ad for Toolholder ISO
ad - \
2 S 247 1SOY —JLRILA —
— Type
[}
N~
60
B d d, s I, r o
~
Part number o
o
TCGT090204N.G.H6 5,560 2,5 2,38 9,0 0,4 A
TCGT090208N.G.H6 5,560 2,5 2,38 8,4 0,8 A
TCGT110204N.G.H6 6,350 2,8 2,38 10,4 0,4 A
TCGT110208N.G.H6 6,350 2,8 2,38 9,8 0,8 A
TCGT110212N.G.H6 6,350 2,8 2,38 9,2 1,2 A
TCGT16T304N.G.H6 9,525 4.4 3,97 15,9 0,4 A
TCGT16T308N.G.H6 9,625 4,4 3,97 15,3 0,8 A
TCGT16T312N.G.H6 9,525 4.4 3,97 14,7 1,2 A
A TEES /onstock A 4B / 4weeks x HRAVVEDHE <72 L)/ upon request
mmz&52 FITAEIFNHFRAETEESZET L,
Dimensions in mm Cutting edges must be measured optically!
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ISO 1 >H—F
ISO Inseﬁs (I]h HORN I]ID

19—k TCGW ~ A
Insert
RO —{FiF. Za—t3JL

Diamond tipped, Version ,neutral” k J

BRY—ILERILA—
for Toolholder ISO

S
T 817 IS0V —)LIKILE —
Type
.
|
B d d, s I, r o
Part number o
o
TCGW090202N.HO 5,560 2,5 2,38 3,5 0,2 A
TCGWO090204N.HO 5,560 2,5 2,38 3,5 0,4 A
TCGWO090208N.HO 5,560 2,5 2,38 3,5 0,8 A
TCGW110202N.HO 6,350 2,8 2,38 4,0 0,2 A
TCGW110204N.HO 6,350 2,8 2,38 4,0 0,4 A
TCGW110208N.HO 6,350 2,8 2,38 4,0 0,8 A
TCGW16T304N.HO 9,525 4,4 3,97 4,0 0,4 A
TCGW16T308N.HO 9,525 4,4 3,97 4,0 0,8 A
TCGW16T312N.HO 9,625 4,4 3,97 4,0 1,2 A
A TTES /onstock A 4B/ 4weeks x BB LVEDE < 72U\ / upon request
mmskiz ST EHERE TR 72 e
Dimensions in mm Cutting edges must be measured optically!
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ISO1 > —|
ISO Inserts (I]h HORN I]ID

19—t TCGW ~ N

Insert

2EO0—[{F. Za—~FJJL
Diamond tipped, full face, Version ,neutral” k

BRY—ILERILA—
for Toolholder ISO

S
24T 1SOY —ILRILA —
Type
~
B d d, s I, r o
~
Part number o
o
TCGW110202N.F.HO 6,35 2,8 2,38 10,71 0,2 A
TCGW110204N.F.HO 6,35 2,8 2,38 10,41 0,4 A
TCGW110208N.F.HO 6,35 2,8 2,38 9,83 0,8 A
A TET /onstock A 4B/ 4weeks x BEIVVEDLE <72 L) / upon request
mmzk3c FFREISHFRE TEmLS 2T Lo
Dimensions in mm Cutting edges must be measured optically!
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ISO 1 >H—F
ISO Inseﬁs (I]h HORN I]ID

1y=F TCGW ar p

Insert

—A0—f$F. Za—kK3JL

Diamond tipped, complete edge, Version“neutral” k )
WRY—ILRILAE—
o d for Toolholder ISO
od, <S5 \
- — XA 1SOY —IILRILA —
Type
B d d, s I, r o
~
Part number o
o
TCGW090204N.G.HO 5,560 2,5 2,38 9,0 0,4 A
TCGWO090208N.G.HO 5,560 2,5 2,38 8,4 0,8 A
TCGW110204N.G.HO 6,350 2,8 2,38 10,4 0,4 A
TCGW110208N.G.HO 6,350 2,8 2,38 9,8 0,8 A
TCGW16T304N.G.HO 9,525 4.4 3,97 15,9 0,4 A
TCGW16T308N.G.HO 9,525 4,4 3,97 15,3 0,8 A
A TEE /onstock A 4RI/ 4weeks x HELVEHE <72 L) / upon request
mm3Rad FFREISHFRE TEMLS 2T W
Dimensions in mm Cutting edges must be measured optically!
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ISO 1 >H—F
ISO Inseﬁs (I]h HORN I]ID

14—+ VBGT s N

Insert
FimO—If. 3DF v T TL—A— (S
Diamond tipped, with HORN 3D chip breaker k J

BRY—ILERILA—
for Toolholder ISO

00 847 IS0V —ILKRILZ—
Type

< S
) |1
%
B d d, s I, r o
Part number o
o

VBGT110202N.HN 6,350 2,8 2,38 3,2 0,2 A
VBGT110202N.HS 6,350 2,8 2,38 3,2 0,2 A
VBGT110204N.HN 6,350 2,8 2,38 3,2 0,4 A
VBGT110204N.HS 6,350 2,8 2,38 3,2 0,4 A
VBGT110208N.HN 6,350 2,8 2,38 82 0,8 A
VBGT110208N.HS 6,350 2,8 2,38 3,2 0,8 A
VBGT160402N.HN 9,625 4,4 4,76 4,0 0,2 A
VBGT160402N.HS 9,525 4,4 4,76 4,0 0,2 A
VBGT160404N.HN 9,625 4,4 4,76 4,0 0,4 A
VBGT160404N.HS 9,525 4.4 4,76 4,0 0,4 A
VBGT160408N.HN 9,525 4,4 4,76 4,0 0,8 A
VBGT160408N.HS 9,625 4,4 4,76 4,0 0,8 A
VBGT160412N.HN 9,525 4.4 4,76 4,0 1,2 A
VBGT160412N.HS 9,525 4,4 4,76 4,0 1,2 A
A TTES /onstock A 4B/ 4weeks x BB LVE DT < 72U\ / upon request

mm&ER R AR TR 25 Vo

Dimensions in mm Cutting edges must be measured optically!
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ISO1 > —F
ISO Inserts

(ph HORN i)

19—+

Insert

VBGW 4 A
-

\- J

HEFvI Za—rJ

Diamond tipped, Version ,neutral*

BRY—ILERILA—
for Toolholder ISO

¢d XA T ISOY —IILRILA —
Type

< N
(& .
()

B d d, s I, r o
Part number E

o
VBGW110202N.HO 6,350 2,8 2,38 3,7 0,2 A
VBGW110204N.HO 6,350 2,8 2,38 3,7 0,4 A
VBGW110208N.HO 6,350 2,8 2,38 3,7 0,8 A
VBGW160402N.HO 9,625 4,4 4,76 4,5 0,2 A
VBGW160404N.HO 91525 4,4 4,76 4,5 0,4 A
VBGW160408N.HO 9,625 4,4 4,76 4,5 0,8 A
VBGW160412N.HO 8525 4,4 4,76 4,5 1,2 A

A TEE /onstock A 4RI/ 4weeks x HELVEHHE <72 F L) / upon request

mmzR&2

Dimensions in mm

A42

HFTAEIINFRAETERSZET L,

Cutting edges must be measured optically!




ISO 1 >H— |
ISO Inserts

(ph HORN i)

19—+

Insert

4 )

VCGT
-

FRO—fHF. 3DF v FITL—H— (&
Diamond tipped, with HORN 3D chip breaker

N J
d BRAY —ILRILA—
? for Toolholder ISO
99, S
KA T ISOYV—ILRILE—
p Type
<
0> .
O

B d d, s I, r 9| o
Part number Ol a

HDO08 / PD70 I | o
VCGT070201N.HS 3,970 2,25 2,38 25/32 0,1 A | A
VCGT070202N.HN 3,970 2,25 2,38 25/3,2 0,2 A | A
VCGT070202N.HS 3,970 2,25 2,38 25/32 0,2 A | A
VCGT070204N.HN 3,970 2,25 2,38 2,5/3,2 0,4 A | A
VCGT070204N.HS 3,970 2,25 2,38 25/3,2 0,4 A | A
VCGT110301N.HS 6,350 2,80 3,18 25/32 0,1 A | A
VCGT110302N.HN 6,350 2,80 3,18 25/3,2 0,2 A | A
VCGT110302N.HS 6,350 2,80 3,18 25/32 0,2 A | A
VCGT110304N.HN 6,350 2,80 3,18 2,5/3,2 0,4 A | A
VCGT110304N.HS 6,350 2,80 3,18 251/3,2 0,4 A | A
VCGT110308N.HN 6,350 2,80 3,18 25/3,2 0,8 A | A
VCGT110308N.HS 6,350 2,80 3,18 2,5/3,2 0,8 A | A
VCGT130301N.HS 7,938 3,40 3,18 - 140 0,1 A
VCGT130302N.HN 7,938 3,40 3,18 - /40 0,2 A
VCGT130302N.HS 7,938 3,40 3,18 - 14,0 0,2 A
VCGT130304N.HN 7,938 3,40 3,18 - 14,0 0,4 A
VCGT130304N.HS 7,938 3,40 3,18 - 14,0 0,4 A
VCGT130308N.HN 7,938 3,40 3,18 - 14,0 0,8 A
VCGT130308N.HS 7,938 3,40 3,18 - /40 0,8 A
VCGT160401N.HS 9,525 4,40 4,76 2,5/4,0 0,1 A | A
VCGT160402N.HN 9,625 4,40 4,76 25/4,0 0,2 A | A
VCGT160402N.HS 9,525 4,40 4,76 2,5/4,0 0,2 A | A
VCGT160404N.HN 9,525 4,40 4,76 25/4,0 0,4 A | A
VCGT160404N.HS 9,625 4,40 4,76 25/4,0 0,4 A | A
VCGT160408N.HN 9,525 4,40 4,76 2,5/4,0 0,8 A | A
VCGT160408N.HS 9,625 4,40 4,76 25/4,0 0,8 A | A
VCGT160412N.HN 9,625 4,40 4,76 25/4,0 1,2 A | A
VCGT160412N.HS 9,525 4,40 4,76 25/4,0 1,2 A | A

A TEES /onstock A 4B / 4weeks x BB LVEOHE <72 L\ / upon request

mmzR&e

Dimensions in mm

HFTAEIINFRAETERSZET L,

Cutting edges must be measured optically!
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ISO 1 >H—F
ISO Inseﬁs (I]h HORN I]ID

T>9-F VCGT 4 A
-

imO—[Fif. RYPF74 J—=a—rFJ

Diamond tipped, Version ,positive-neutral®
- J
WRY—ILRILAE—
for Toolholder ISO
24T 1SOY —=ILRILA—
Type
S
60
B d d, s I, r © | o
Part number 8 E
HDO8 / PD70 T | o
VCGT070201N.H6 3,970 2,25 2,38 - /37 0,1 A
VCGT070202N.H6 3,970 2,25 2,38 - 13,7 0,2 A
VCGT070204N.H6 3,970 2,25 2,38 - /37 0,4 A
VCGT110301N.H6 6,350 2,80 3,18 3,0/3,7 0,1 A | A
VCGT110302N.H6 6,350 2,80 3,18 3,0/3,7 0,2 A | 4
VCGT110304N.H6 6,350 2,80 3,18 3,0/3,7 0,4 A | A
VCGT110308N.H6 6,350 2,80 3,18 3,0/3,7 0,8 A | A
VCGT130301N.H6 7,938 3,40 3,18 - 147 0,1 A
VCGT130302N.H6 7,938 3,40 3,18 - 147 0,2 A
VCGT130304N.H6 7,938 3,40 3,18 - 147 0,4 A
VCGT130308N.H6 7,938 3,40 3,18 - 147 0,8 A
VCGT160402N.H6 9,625 4,40 4,76 3,0/4,5 0,2 A | A
VCGT160404N.H6 9,525 4,40 4,76 3,0/4,5 0,4 A | A
VCGT160408N.H6 9,625 4,40 4,76 3,0/4,5 0,8 A | A
VCGT160412N.H6 9,525 4,40 4,76 3,0/4,5 1,2 A | A
A TEE /onstock A 4RI/ 4weeks x HELVEHHE <72 L) / upon request
mm&ER TSR IEAERE TR 725 Lo
Dimensions in mm Cutting edges must be measured optically!
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ISO1 > —|
ISO Inserts

(ph HORN i)

19—+

Insert

VCGW 4 N
-
HEA—{FHF. Za—r3)L

Diamond tipped, Version ,neutral” k J

BRY—ILERILA—
for Toolholder ISO

q)d XA T ISOY —IILRILA —
Type

< N
o> .
()

B d d, s I, r 9| o
Part number Al a

HDO08 / PD70 I o
VCGWO070201N.HO 3,970 2,25 2,38 - /37 0,1 A
VCGWO070202N.HO 3,970 2,25 2,38 - /3,7 0,2 A
VCGW070204N.HO 3,970 2,25 2,38 - /37 0,4 A
VCGW110301N.HO 6,350 2,80 3,18 3,0/3,7 0,1 A | A
VCGW110302N.HO 6,350 2,80 3,18 3,0/3,7 0,2 A | A
VCGW110304N.HO 6,350 2,80 3,18 3,0/3,7 0,4 A | A
VCGW110308N.HO 6,350 2,80 3,18 3,0/3,7 0,8 A | A
VCGW130301N.HO 7,938 3,40 3,18 3,0/45 0,1 A
VCGW130302N.HO 7,938 3,40 3,18 3,0/4,5 0,2 A
VCGW130304N.HO 7,938 3,40 3,18 3,0/4,5 0,4 A
VCGW130308N.HO 7,938 3,40 3,18 3,0/4,5 0,8 A
VCGW160402N.HO 9,525 4,40 4,76 3,0/4,5 0,2 A | A
VCGW160404N.HO 9,525 4,40 4,76 3,0/45 0,4 A | A
VCGW160408N.HO 9,525 4,40 4,76 3,0/4,5 0,8 A | A
VCGW160412N.HO 9,525 4,40 4,76 3,0/4,5 1,2 A | A

A TEEM /onstock A 4BRE [ 4weeks x BB LVEHHE <72 L) / upon request

mm3k3sc

Dimensions in mm

HFEAEIIAAFRAETHEESES L,

Cutting edges must be measured optically!

A45



1ISOr > — bk tIHISEH
Cutting data ISO Inserts

(ph HORN i)

A HEN—Ta MRS B — S
Material Version Cutting speed v,
. Recommended
min max Coolant
FETILEZYILES . 50 4500 .
Al-wrought alloys R Emulsion
SIBBERETOTILI =T LER IV 3y
Aluminium alloys up to 12% Si content HS./.HN 100 3500 Emulsion
SIEBEB1220%ETOTILIZILES T ar
Aluminium alloys with 12-20% Si content HN/.HO 80 1500 Emulsion
S IVILY 32

X7 AT HS. 1 AN 100 4000 o3

lagnesium Emulsion

- - - T
. . #hl XEE
Copper, Bronze, Brgss without lead HF1.HS %0 1600 Ol
BELRIA. ST RT Y A
OFHC Copper, Tungsten copper HB/.HS 50 800 Oil
men. Bk (MS58) TN
Zinc, Brass (MS58) HO/.HS 100 1800 Oil
R .= N IV 3y
A8, =y 7L ES HB/ HS 80 450 -

ickel silver, Copper-nickel-alloys Emulsion
FEY. EUTTY. TSFH AUDTL INL2a>
Titanium, Molybdenum, Platin, Iridium H6/.HS 40 250 Emulsion
Ein 7=
Graphite HO 50 1000 Air
BB - 5w U BHER T7—
Carbide and ceramik, sintered o 0 25 80 Air
B - €53 v o REHSR T
Carbide and ceramik, presintered HO 40 100 Air
Hifs - LTS R F v o T
Syntritics, Reinforced plastics 416 120 1700 Air
GFRP ' ' Air
REMHERL TSR F v T7—
CFRP .H6 / .HO 80 300 Al

A46



ISO 1 > — b+ tIHIEMG *
Cutting data ISO Inserts G]h HORN I]ID

FyvFITL—H— HS Fv 7T L—HA— HN
Geometry Geometry

T LEiFmnT wEmT
finishing roughing
0.1 007 04 001 005 - . . -
02 008 09 002 04 02 22 005 015
RTINSk 04 0412 14 004 02 04 27 0.1 03
Aluminium,
Wrought alloys 08 018 19 008 04 07 32 02 06
12 025 24 012 06 09 37 025 09

BLDYPAHE ap lFHRINA—DT TO—FAICED EFTDTIHRLIET L,
HS/HNF v 77 L —H—DLIEIFEABNBRALRSICAD £,

Please consider the a, in relation to the approach angle of the toolholder.
HS / HN =1, is according to the effective length of the geometry!
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e g (RY s (ph HORN ph)

Boring and Profiling

o=k
Insert
105
Seite/Page
A50-A52

Seite/Page
A53

So=w

Seite/Page
A54-A55

Seite/Page
A56-A57

A48



R=V27 /BwmnT
Boring and Profiling

(ph HORN fil)

Supermini

3DTL—Hh—{F&
CVD-D.“PCDIE&

W —)LARILA — I Supermini & Minih&2 074

= CERIEE W

CVD-D and PCD tipped
with HORN 3D geometries

For holder please see our catalog
Supermini & Mini

A49



e g (RY s (ph HORN pi»)

Boring and Profiling

12—+ 105 p .
Insert
=2 NIANES Bore @ from 1,5 mm
\\.

CVDRAVEVR

CVD tipped WY — LRI —

for Toolholder

247 B105
Type BKT105
H105
HC105
VDI
©
R=ABFN—2 3 v ERR
R = right hand version shown
B r f a d b L, I to D.. B
Part number o
I
R105.1001.0.15.H0.C 0,10 1,5 1,3 1,05 59 6 25 0,15 1,5 A
R105.1001.2.15.H0.C 0,10 1,5 1,3 1,05 59 12 30 0,15 1,5 A
R105.1001.0.2.H0.C 0,15 1,4 1,8 1,55 5,9 6 25 0,15 2,0 A
R105.1001.2.2.H0.C 0,15 1,4 1,8 1,55 59 12 30 0,15 2,0 A
R105.1002.1.3.H0.C 0,20 1,4 2,7 2,45 5,9 10 25 0,15 3,0 A
R105.1002.3.3.H0.C 0,20 1,4 2,7 2,45 59 20 35 0,15 3,0 A
R105.1002.1.4.H0.C 0,20 1,9 3,7 B85 6,4 10 25 0,15 4,0 A
R105.1002.3.4.H0.C 0,20 1,9 3,7 3835 6,4 20 35 0,15 4,0 A
R105.1002.1.5.H0.C 0,20 2,3 4,7 4,35 7,0 10 25 0,15 5,0 A
R105.1004.1.5.H0.C 0,40 2,3 4,7 4,35 7,0 10 25 0,15 50 A
R105.1002.4.5.H0.C 0,20 2,3 4,7 4,35 7,0 25 40 0,15 5,0 A
R105.1004.4.5.H0.C 0,40 2,3 4,7 4,35 7,0 25 40 0,15 5,0 A
A TEE /onstock A 4RI/ 4weeks x HELVEHHE <72 L) / upon request
mm3k3c

Dimensions in mm

MDOTEIEBEBVEHLE IS0,

Further sizes upon request

A50



e g (RY s (ph HORN pi»)

Boring and Profiling

129 —F 105 p N
Insert
=NIVANESO) Bore @ from 3 mm
L

PCORAVEVR

POD tipped ERY — LA —
[ for Toolholder
5
247 B105
o [ Type BKT105
W0y | = : H105
HC105
VDI
8
e
(“ —
-
< N N |
~ ©
‘._'E
|2
R=ABFN—2 3 v ERR
R = right hand version shown
B r f a d b I, I t D, ©
N~
Part number o
o
R105.1002.1.3.H5.P 0,2 1,4 2,7 2,45 59 10 25 0,15 8 A
R105.1002.3.3.H5.P 0,2 1,4 2,7 2,45 59 20 35 0,15 3 A
R105.1002.1.4.H5.P 0,2 1,9 3,7 BI85 6,4 10 25 0,15 4 A
R105.1002.3.4.H5.P 0,2 1,9 3,7 3,35 6,4 20 35 0,15 4 A
R105.1002.1.5.H5.P 0,2 2,3 4,7 4,35 7,0 10 25 0,15 5 A
R105.1004.1.5.H5.P 0,4 2,3 4,7 4,35 7,0 10 25 0,15 5 A
R105.1002.4.5.H5.P 0,2 2,3 4,7 4,35 7,0 25 40 0,15 5 A
R105.1004.4.5.H5.P 0,4 2,3 4,7 4,35 7,0 25 40 0,15 5 A
A TEES /onstock A 4B / 4weeks x BB LG OHE <72 L\ / upon request
mmzR5a

Dimensions in mm

OTEIEBEVEDE <TZE 0,

Further sizes upon request
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e g (RY s (ph HORN pi»)

Boring and Profiling

1o —F 105 M 3
Insert FyvFTL—h—(FE

with chip former X

= NDVANES)) Bore @ from 4 mm

PCDRAVEVFR

PCD tipped WY — LRI —

[ for Toolholder

12 247 B105
[ Type BKT105
! ; H105
HC105
VDI
: ©
\

R=ABFN—2 3 v ERR
R = right hand version shown

B r f a d b I, I t D, ©

N~
Part number o
o

R105.1002.1.4.HF.P 0,2 1,9 3,7 S5 6,4 10 25 0,15 4 A
R105.1002.3.4.HF.P 0,2 1,9 3,7 3,35 6,4 20 35 0,15 4 A
R105.1002.1.5.HF.P 0,2 2,3 4,7 4,35 7,0 10 25 0,15 5 A
R105.1004.1.5.HF.P 0,4 2,3 4,7 4,35 7,0 10 25 0,15 5 A
R105.1002.4.5.HF.P 0,2 2,3 4,7 4,35 7,0 25 40 0,15 5 A
R105.1004.4.5.HF.P 0,4 2,3 4,7 4,35 7,0 25 40 0,15 5 A
A TEE /onstock A 4RI/ 4weeks x HELVEHHE <72 L) / upon request
mm3Rac

Dimensions in mm

OTEIEBBVEDE {IZE 0,

Further sizes upon request

A52



e g (RY s (ph HORN pi»)

Boring and Profiling

19=F 105 M R

Insert
=NIVANESO) Bore @ from 4 mm 1
L& /

PCDAAVEVR
PCD tipped WY — LRI —

for Toolholder

247 B105
Type BKT105
H105
HC105
VDI
R=EBFN—2 3 2R
R = right hand version shown
B r f a d b 1, I t D, ©
Part number E
o
R105.4701.1.4.H5.P 0,15 1,9 3,7 2,85 6,4 10 25 0,6 4 A
R105.4701.3.4.H5.P 0,15 1,9 3,7 2,85 6,4 20 35 0,6 4 A
R105.4701.3.6.H5.P 0,15 3,3 5,7 4,85 7,0 20 $5 0,6 6 A
R105.4701.5.6.H5.P 0,15 3,3 5,7 4,85 7,0 30 45 0,6 6 A
A TEES [ onstock A 4B / 4weeks x HRAVVEDHE <72 L)/ upon request
mmzR52

Dimensions in mm

oTEIEBBVEHE CTEE L,

Further sizes upon request

A53



e g (RY s (ph HORN pi»)

Boring and Profiling

19—k 105 @ %

Insert

=NIVANEI)) Bore @ from 5 mm

7 LR Full radius 0,75 mm J
L=

CVDAAVEVR
CVD tipped WY — LRI —

| for Toolholder

12 247 B105
o Type BKT105
o«i— } % H105
HC105
VDI
©
7JLR
R=ABFN-—I3 > %KT Full radius
R = right hand version shown
B w r f a d b 1, I (I D, o
Part number 2
I
R105.VR07.1.5.H0.C. 1,5 0,75 2,3 4,7 3,4 7 10 25 1 5 A
A TEES /onstock A 4B / 4weeks x BB LVVEOHE <72 L\ / upon request
mmzR52

Dimensions in mm

OTEIEBBVEHE {IEE 0,

Further sizes upon request

A54



e g (RY s (ph HORN ph)

Boring and Profiling

19—k 105 @ %

Insert
=NIVANEI)) Bore @ from 5 mm 3
7 LR Full radius 0,75 mm
L=

PCDRAVEVFR

PCD tipped WY — LRI —

| for Toolholder

12 247 B105
o Type BKT105
C¥J 2 H105
HC105
VDI
©
7 JLR
R = BBFNA—U 3 Y ERF Full radius
R = right hand version shown
B w r f a d b 1, Iy twe | Do 0
Part number 5
o
R105.VR07.1.5.H5.P 1,5 0,75 2,3 47 3,4 7 10 25 1 5 A
A TEES /onstock A 4B / 4weeks x HELVVEOHE <72 L\ / upon request
mmzR52

Dimensions in mm

OTEIEBBVEHE {IEE 0,

Further sizes upon request

A55




e g (RY s (ph HORN ph)

Boring and Profiling

1>U=F 105 ~ ~
Insert ]
RNTFIERD Bore @ from 5mm
RANER Width of groove up to 1 mm
\_ Y,

CVDAAVEVR
CVD tipped WY — LRI —

I for Toolholder

12
2147 B105
oo i Type BKT105
% ‘ H105
HC105
VDI
© \
Y ——\—— N‘ /
W+O,05 é' <
W g
s |2 )
R=ABFN—2 3 v ERR
R = right hand version shown
B w f a d b I, I t. D, o
X min o
Part number o
I
R105.0100.1.5.H0.C 1 2,3 4,7 &35 7 10 25 1 5 A
R105.0100.3.5.H0.C 1 2,3 4,7 315) 7 20 35) 1 5
R105.0100.5.5.H0.C 1 23 4,7 5 7 30 45 1 5
A TEES [ onstock A 4B / 4weeks x HRAVVEDHE <72 L)/ upon request
mm3REc

Dimensions in mm

OTEIESBVEDE 2T,

Further sizes upon request
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e g (RY s (ph HORN ph)

Boring and Profiling

s —
9=k 105 ~ N
Insert [ ]
RANTINED Bore @ from 5mm
RABERS Depth of groove up to 1 mm
_ Y

PCDRAVEVFR

PCD tipped WY — LRI —

| for Toolholder

12 247 B105
o | Type BKT105
O* ‘ H105
HC105
VDI
T
| <
©
\\ ]
(v
N I
W+0,05 3 <
~E | —
2 @
R=ABFN—2 3 v ERR
R = right hand version shown
B w f a d b I, I t D, ©
Part number E
o
R105.0100.1.5.H5.P 1 2,3 4,7 &35 7 10 25 1 5 A
R105.0100.3.5.H5.P 1 2,3 4,7 315) 7 20 35) 1 5 A
R105.0100.5.5.H5.P 1 2,3 4.7 815 7 30 45 1 5
A TEES [ onstock A 4B / 4weeks x HRAVVEDHE <72 L)/ upon request
mmzR5a

Dimensions in mm

OTEIESBVEDE 2T,

Further sizes upon request
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e g (RY s (ph HORN ph)

Boring and Profiling

A= |
Insert T
107/108/111/114
R—2/Page
AB0-A71

*

R—[Page
A72-A73

T

R—/Page
AT74-A75
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R=V27 /BwmnT
Boring and Profiling

(ph HORN fil)

Mini

3DTL—h—{¢&
CVD-D“PCDIE

Y —)LRIJLR — & Supermini & Mini
NROT%Z CERFEEV

CVD-D and PCD tipped
with HORN 3D geometries

For holder please see our catalog
Supermin & Mini

A59



R=V27 /BwmnT
Boring and Profiling

(ph HORN i)

Bore & from

CVDAAVEVR
CVD tipped

R=ABFN—-T 3 > 2R

R = right hand version shown

Bz s
Part number

R107.1002.1.H0.C 3,3
R107.1004.1.H0.C 383

107

6,8 mm
| -
f a r
3,7 6,3 0,2
3,7 6,3 0,4

A TF/ES /onstock A 4BRE / 4weeks x HEFLVEDTE <72 L) [ upon request

mmikag
Dimensions in mm

HOTEEFSBVEHEIZE L,

Further sizes upon request

AGO

BRY —ILRIILE—

for Toolholder

247 B107
Type

d t D I52)
max min o
a
T
5.2 0,3 6,8 A
52 0,3 6,8 A



R=U 25/ HumT (ph HORN pi»)

Boring and Profiling

19 —=F 107

( T — \
Insert i
! e - -
=2 NIANES Bore @ from 6,8 mm L—‘;:‘_ld
@ J

PCDAAMVEVR
PCD tipped WY — LRI —

for Toolholder

. - 2417 B107
Lo Type
_ jJ
n
PR
119 \i
R=AGBFN—-—Y a3 zRR
R = right hand version shown
B s f a r d t D, ©
Part number E
o
R107.1002.1.H5.P &3 3,7 6,3 0,2 52 0,3 6,8 A
R107.1004.1.H5.P 383 3,7 6,3 0,4 52 0,3 6,8 A
A TEEET /onstock A 4BRI/4weeks x BEVVEDE <72 E L)/ upon request
mmzRa2

Dimensions in mm

HOTEFSBNEHLE <IZE 0,

Further sizes upon request

AG1



e g (RY s (ph HORN pi»)

Boring and Profiling

19 —=F 107

( T — \
Insert FyTTL—h—ftE
with chip former = _]__ -]

=2 NIANES Bore @ from 6,8 mm L_‘;:‘_ld
o /

PCOAAVEVR
PCD tipped

BRY —ILRIILE—

for Toolholder

— 247 B107
J Type
1
(2]
tmax i
11° L
R=ABFN—2 3 v ERR
R = right hand version shown
B s f a r d t D, ©
Part number E
o
R107.1002.1.HF.P &3 3,7 6,3 0,2 5,2 0,3 6,8 A
R107.1004.1.HF.P 3,3 3,7 6,3 0,4 52 0,3 6,8 A
A TEER /onstock A 4B [ 4weeks x BEIVVEDH < 7ZT L)/ upon request
mm3Rac

Dimensions in mm

OTEESBNEDE <IZE L,

Further sizes upon request

AB2



e g (RY s (ph HORN pi»)

Boring and Profiling

1y=F 108 T N

Insert

=2 NIANES Bore @ from 7,8 mm L_‘;:‘_ld
o /)

CVDRAVEVR

CVD tipped 3 '
tippe BRY —IILRILA—
f for Toolholder
. 7 . 217 B108
o 7 S o Type
N S
O 7 -
) a
<
oI °
A ‘
i n
max ‘
1 1 o N\ / !

R=ABFN—-T 3 > 2R

R = right hand version shown

B s f a r d t D, o

Part number 2
I

R108.1002.H0.C 3,4 4,65 7,65 0,2 6 0,3 7.8 A

R108.1004.H0.C 3,4 4,65 7,65 0,4 6 0,3 7.8 A

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

mm3kac

Dimensions in mm

MOTEIFIBEVWEDLE T 0,

Further sizes upon request

AB3



e g (RY s (ph HORN pi»)

Boring and Profiling

1y=F 108 T N

Insert

=2 NIANES Bore @ from 7,8 mm L_‘;:‘_ld
o /)

PCOAAVEVR
PCD tipped

BRY —ILRIILE—

for Toolholder

247 B108
Type
! (]
b L1
11° /N
R=ABFN—2 3 v ERR
R = right hand version shown
B s f a r d t D, ©
Part number E
o
R108.1002.H5.P 3,4 4,65 7,65 0,2 6 0,3 7,8 A
R108.1004.H5.P 3,4 4,65 7,65 0,4 6 0,3 7,8 A
A TEE /onstock A 4B [ 4weeks x BEILVVE D < FET L)/ upon request
mm3Rac

Dimensions in mm

OTEEBBVEDE {IZE 0,

Further sizes upon request

A4



e g (RY s (ph HORN ph)

Boring and Profiling

1y=F 108 T N

Insert FyTTL—h—ftE
with chip former = _]__ -]

=2 NIANES Bore @ from 7,8 mm L_‘;:‘_ld
o /)

PCORAVEVR

PCD tipped Y — LRIl A —
for Toolholder
247 B108
Type
CDO @\0/2
)
\
()]
LS g | R
1L |
R=AMFN—I3 > 2RR
R = right hand version shown
B s f a r d t D, ©
Part number E
o
R108.1002.HF.P 3,4 4,65 7,65 0,2 6 0,3 7,8 A
R108.1004.HF.P 3,4 4,65 7,65 0,4 6 0,3 7,8 A
A TEES /onstock A 4B/ 4weeks x BRAVVEDHE <72 L) / upon request
mmiRao

Dimensions in mm

MOTEIFIBEVEDLE LT 0,

Further sizes upon request

ABS



R=V27 /BwmnT
Boring and Profiling

(ph HORN i)

19 —=F 111

Insert
= NDVANES)) Bore @ from
CVDAAVEVR
CVD tipped
f
o o J
©
- SR Q [}
S EE;
S
P

0,4

L S

R=ABFN—-T 3 > 2R

R = right hand version shown

Bi50 s f a

Part number

R111.1002.H0.C 3,95 6,7 10,7
R111.1004.H0.C 3,95 6,7 10,7

11 mm

0,2
0,4

A TEEM /onstock A 4B / 4weeks x BELVEHHE <72 L\ / upon request

mm3REc
Dimensions in mm

OTEESBNEDEEET L,

Further sizes upon request

AG6

8
8

BRY —ILRIILE—

for Toolholder

B4 7 125
Type B111

t D ™

max min o

a

I

0,4 11 A

0,4 11 A



e g (RY s (ph HORN ph)

Boring and Profiling

12— b 111 .

Insert

RNTIESD Bore @ from 11 mm L_;;:__}d
& o

PCDRAVEVFR

POD tipped Y — LRIl A —
f for Toolholder
2147 125
o Type B111
©
AN A [S]
S
$°6fi a
<.
o - o
(e0]
i »
Eax \ |
11° N ]
R=AMFN—I3 > 2RR
R = right hand version shown
B s f a r d t D, ©
Part number E
o
R111.1002.H5.P 3,95 6,7 10,7 0,2 8 0,4 11 A
R111.1004.H5.P 3,95 6,7 10,7 0,4 8 0,4 11 A
A TEE onstock A 4B/ 4weeks x BRAVVEDHE <72 L) / upon request
mm3kac

Dimensions in mm

tOTEESBNEDLETEE L,

Further sizes upon request

AG7



R=U 25/ HumT (ph HORN ph)

Boring and Profiling

il 111 P — ™
Insert FyTTL—h—ftE
with chip former } ) = _]__ -]

RNTIESD Bore @ from 11 mm L_;;:__}d
& o

PCDAAVEVR
PCD tipped WY — LRI —

for Toolholder

2147 125
Type B111
i n
t :
ax I
|\777 7;\777/<7 777)
11° : !
R=ABFN—2 3 v ERR
R = right hand version shown
B s f a r d t D, ©
Part number E
o
R111.1002.HF.P 3,95 6,7 10,7 0,2 8 0,4 11 A
R111.1004.HF.P 3,95 6,7 10,7 0,4 8 0,4 11 A
A TEES /onstock A 4B [ 4weeks x BEIVVE D <72 L)/ upon request
mm3k3ac

Dimensions in mm

tOTEFBBNEDLECTEE L,

Further sizes upon request

AG8



R=V27 /BwmnT
Boring and Profiling

(ph HORN i)

1 oH—=h 114

Insert

=2 NIANES Bore @ from 13,8 mm

CVDRAVEVR

CVD tipped
f
o <S>
SR~ ho]
A\ w} Q
RS
< .
ST
vn
° A~ o
(c0]
tmax U @
11° | i N

R=AMFN—I3 > 2RR

R = right hand version shown

B s f a r

Part number

R114.1002.H0.C 53 8,7 13,2 0,2

R114.1004.H0.C 53 8,7 13,2 0,4

R114.1008.H0.C 58 8,7 13,2 0,8
A TEES /onstock A 4B / 4weeks x HRAVVEDHE <72 L)/ upon request
mm3REc

Dimensions in mm

OTEIEBBVEDE <IZE 0,

Further sizes upon request

©

( T — \
L_‘;?:‘—lzl
o /
WY —IILRILA —
for Toolholder
247 B114
Type HC114
t D I52)
max min o
[a]
T
0,4 13,8 A
0,4 13,8 A
0,4 13,8 A

AG9




e g (RY s (ph HORN ph)

Boring and Profiling

A =t 114 -

Insert

= NDVANES)) Bore @ from 13,8 mm L_‘;:‘_ld
@ J

PCDRAVEVFR

POD tipped Y — LRIl A —
f for Toolholder
EO 247 B114
K2 o Type HC114
AN
_oa
<
o -~ =)
[ee]
tmax @
11° A

R=AMFN—I3 > 2RR
R = right hand version shown

B s f a r d t D, ©

Part number E

o

R114.1002.H5.P 588 8,7 13,2 0,2 9 0,4 13,8 A

R114.1004.H5.P 5,8 8,7 13,2 0,4 9 0,4 13,8 A

R114.1008.H5.P 58S 8,7 13,2 0,8 9 0,4 13,8

A TEES /onstock A 4B / 4weeks x HRAVVEDHE <72 L)/ upon request

mm3REc

Dimensions in mm

OTEIEBBVEDE <IZE 0,

Further sizes upon request

A70



e g (RY s (ph HORN ph)

Boring and Profiling

18—k 114 === ™
Insert FyTTL—h—ftE
with chip former } ) = _]__ -]

= NDVANES)) Bore @ from 13,8 mm L_‘;:‘_ld
@ J

PCDRAVEVFR

POD tipped Y — LRIl A —
f for Toolholder
247 B114
KI5 © Type HC114
\ w Q
Q S
® L‘a—,
<
o -~ o
o)
n
tm
ax
11° i\ JA VAEIAN \ /i

R=AMFN—I3 > 2RR
R = right hand version shown

B s f a r d t D, ©

Part number E

o

R114.1002.HF.P 53 8,7 13,2 0,2 9 0,4 13,8 A

R114.1004.HF.P 53 8,7 13,2 0,4 9 0,4 13,8 A

R114.1008.HF.P 58S 8,7 13,2 0,8 9 0,4 13,8
A TEES /onstock A 4B / 4weeks x HRAVVEDHE <72 L)/ upon request
mm3REc

Dimensions in mm

OTEIEBBVEDE <IZE 0,

Further sizes upon request

AT1



BANNMI (RE)

Grooving (internal)

(ph HORN i)

1 oH—=h 114

Insert
=NIVANEI)) Bore @ from 14 mm
7 JLR Full radius 1-1,5 mm

CVDRAVEVR

CVD tipped
f
2 (’Ojr
-2
L °
\ . —i
_a
v-\
8 < , o
= |
: ”
tmax
1’\' L AT\

R=ABFN—2 3 v ERR
R = right hand version shown

B w s f a r

Part number

R114.VR20.H0.C 2 5.3 9 13,5 1,0

R114.VR30.H0.C 3 53 9 13,5 1,5

A TFEMR /onstock A 4B/ 4weeks x BEIVEDE <72 L) [ upon request

mmzR&g

Dimensions in mm
OTEIFEBVWEDLE TZE 0,

Further sizes upon request

AT72

& 4

BRY —ILRIILE—

for Toolholder

247 B114
Type HC114
7 IJLR
Full radius
t D ™
max min o
a
I
4 14 A
4 14 A



BANMI (RE) (ph HORN pil)

Grooving (internal)

s —
% 114 - N
Insert
=NIVANEI)) Bore @ from 14 mm
7 JLR Full radius 1-1,5 mm
& L4
PCDAAVEVR
POD tipped ERY — LA —
f for Toolholder
% v 247 B114
NE L o Type HC114
& \\
Q)OV .
La
<.
- A~ o
% .
2
()]
tmax
A
! 7 IJLR
R = BBFNA—U 3 Y ERF Fullradius
R = right hand version shown
B w s f a r d t D, ©
Part number E
o
R114.VR20.H5.P 2 5,3 9 13,5 1,0 9 4 14 A
R114.VR30.H5.P 3 5,3 9 13,5 1,5 9 4 14 A
A TEEEM /onstock A 4BRI/4weeks x BELVVEDE <72 E L)/ upon request
mm3Rac

Dimensions in mm

HOTEFSBNEDE CIZE 0,

Further sizes upon request

AT73




BANMI (RE) (ph HORN pil)

Grooving (internal)

s —
1 35— b 114 - \
Insert
=NIVANES) Bore @ from 14 mm 0 i
BRS Depth of groove 4 mm
ENS Width of groove 1-3 mm \_ — _/

CVDRAVEVR

CVD tipped Y — LRIl A —
for Toolholder
o 247 B114
O& Type HC114
i >
=
<
o
8 !
g i
; (2]
tmax
WA /':
R=AMFN—I3 > 2RR
R = right hand version shown
B w s f a d to D, o
Part number 8
I
R114.0100.H0.C 1 6,3 9 13,5 9 4 14 A
R114.0200.H0.C 2 53 9 13,5 9 4 14 A
R114.0300.H0.C 3 6,3 9 13,5 9 4 14
A TEES [ onstock A 4B / 4weeks x HRAVVEDHE <72 L)/ upon request
mm3REc

Dimensions in mm

OTEIEBBVEDE <IZE 0,

Further sizes upon request

A74



BANMI (RE) (ph HORN pi)

Grooving (internal)

s —
19—k 114 P ~\
Insert
=NIVANES) Bore @ from 14 mm 0 i
BRS Depth of groove 4 mm
SEg Width of groove 1-3 mm \_ — _/
PCDAAVEVR
POD tipped Y — LRIl A —
f for Toolholder
o 247 B114
A © Type HC114
\ \Qﬂ' Q
P
_a
S,
o
8 1
g i
=
[2)
tmax
:'\ LA
R=AMFN—I3 > 2RR
R = right hand version shown
B w s f a d t D, ©
Part number E
o
R114.0100.H5.P 1 6,3 9 13,5 9 4 14 A
R114.0200.H5.P 2 53 9 13,5 9 4 14 A
R114.0300.H5.P S 585 9 13,5 9 4 14 A
A TEES [ onstock A 4B / 4weeks x HRAVVEDHE <72 L)/ upon request
mm3REc

Dimensions in mm

OTEIEBBVEDE <IZE 0,

Further sizes upon request

A75



Supermini®/ Mini

YIRS

Cutting data Supermini® / Mini

(ph HORN i)

WHIA

Material

ERETILE =T LB®
Al-wrought alloys

SIBBERWETOTILI =TI LER
Aluminium alloys up to 12% Si content

SIEBE12-20%F TDOT7ILI Z U LEE
Aluminium alloys with 12-20% Si content
RTXRT L
Magnesium

. Fi. fnl X =i

Copper, Bronze, Brass without lead

HEERIA. RAE T X T
OFHC Copper, Tungsten copper

fen. Bk (MS58)
Zinc, Brass (MS58)

8. H-Zv T ILaE

Nickel silver, Copper-nickel-alloys

FE2 BYITF% TS5 YT D4
Titanium, Molybdenum, Platin, Iridium

28
Graphite

B - €23 v U BEEm

Carbide and ceramik, sintered

B - 53 v U REESR
Carbide and ceramik, presintered

B - RIS RXF VD

Synthetics, Reinforced plastics

Ao AR TS RTF v T
GFRP

REAMAERIC TS X T v o
CFRP

A76

HgeN—2 3y

Version

HF

HF

HF

H5/ HF

H5/ .HF

H5

H5/ .HF

H5

H5

HO

HO

HO

H5

H5/ .HO

H5/.HO

min

150

100

80

100

90

50

100

80

40

50

25

40

120

100

80

YIHERE

Cutting speed v,

max

4500

3500

1500

4000

1600

800

1800

450

250

1000

80

100

1700

500

300

e — 5>

Recommended
Coolant

IXILY 3>
Emulsion

IVILYaY
Emulsion

IXILY 3>
Emulsion

IVILY3Y
Emulsion
1)L
Qil
T
Qil
T
Qil
IVILYay
Emulsion
IXILY 3>
Emulsion
77—
Air
77—
Air
77—
Air
77—
Air
77—
Air
77—
Air



Supermini®/ Mini Y& 4% (|]|] HORN [il1)

Cutting data Supermini® / Mini

FvFITL—h— HF
Geometry

RENMIRFYTIL—h—

bore machining

HORN3DF v FJL—h—

max
0,10

i'o;erjr;[;f HORN 3D chip breaker
HIM o3l
] Y13 % a [mm] XD f[mm/U]
[mm] Depth of cut a, [mm] Feed rate f [mm/rev]
min max min
0,2 0,05 1,1 0,05

FERETILE =T LEE

Aluminium,
Wrought alloys 04 0,07 1.2 0,06

AL 2 3 0,2 0,05 1,0 0,05

Brass without lead

04 0,1 1,2 0,08

BRDYPAHE ap lEFINA—DT7 TO—FAICED EFTO TR T L,

Please consider the a, in relation to the approach angle of the toolholder.

HhEOY <~ JRROD THIAREIME I B SN BIBANBHD £ T,

The specified D_ value may be affected by material properties.

0,15
0,10

0,15

ATT




EHRI7 51 RNy E—
Face Milling (I]h HORN I]ID

[
F=N=lE 50 v 5=
Arbor Mounted Cutter
DTM ~
Seite/Page
A80-A82
oA 2 — |
Insert Q
DTS
Seite/Page
A83

A78



IEEm7 51 AAyR—
Face Milling

(ph HORN pl)

DTM

PCD/CVD
IFEA721RXAhyR—
AT L DTM

BREE A Vo — MIBREEEICL B
B L EEE% 2R

PCD/CVD

Face milling tool
System DTM

Face milling with p-precise
adjustment for optimum

surface

AT79




ERI7S5A4MRAAhy 32—

(ph HORN i)

Face Milling
7—N—BfRh Y 2 — DTM

Arbor Mounted Cutter

&1

Cutting edge @

MERHEHETC

with through coolant supply

DIN 0830 ZE#L Y — N—EXff& A v &2 — B : XF—)L

Arbor mounted cutter as per DIN 8030, material: steel

40-125 mm

C
il [ ] oo
Q _% SRS
&
©
|2
h
M=aFN -3
Picture = right hand cutting version
B z Ds
Part number
DTM.CX09.040.A16.04 4 40
DTM.CX09.050.A22.05 5 50
DTM.CX09.063.A22.06 6 63
DTM.CX09.080.A27.06 6 80
DTM.CX09.100.A32.07 7 100
DTM.CX09.125.A40.08 8 125

B L OBIFASSR—V % TERIZT L,

For torque specifications of the screw, please see page A85.

Fimabam

Spare Parts
7—N—BftRh Y 2 —
Arbor Mounted Cutter
DTM.CX09.040.A16.04
DTM.CXO09....
DTM.CX09.080.A27.06
DTM.CX09.100.A32.07
DTM.CX09.125.A40.08

A80

RABLYTF
Allen Wrench
SW2,0 DIN911
SW2,0 DIN911
SW2,0 DIN911
SW12,0 DIN 911
SW14,0 DIN 911

40 13,5
40 18,5
40 18,5
50 22,0
63 33,0
63 39,0

FLOZRLVF

Torx Wrench
T15Q
T15Q
T15Q
T15Q
T15Q

32 16
40 22
40 22
48 27
58 32

70 40

Dyov—
Washer
020.0813.3438

13.0.433
17.0.433
21.0.433

WRA T —b

for Insert

2147 DTS

Type

15— MIE

SHENHAE

with plan setting

I2 b C r.‘max
31 8,4 5,6 26000
26 10,4 6,3 24000
26 10,4 6,3 20000
33 12,4 7,0 18000
48 14,4 8,0 15000
46 16,4 9,0 12000
mmz<ac
Dimensions in mm
RfiaC | 1ERL
Screw Cylindrical screw
10.25.912

12.30.7984



ERI7S5A4MRAAhy 32—

(ph HORN i)

Face Milling
7—N—BfRh Y 2 — DTM -

Arbor Mounted Cutter

&1

Cutting edge @

MERHEHETC

with through coolant supply

40-125 mm

DIN 0830 =MV 7 — N—EUIE Dy & —, M8

Arbor mounted cutter as per DIN 8030, material: high-strength aluminium, coated

M =ABFN-g >

Picture = right hand cutting version

\-

CEREVINEZUL =T > m

WRA T —b

for Insert

247 DTS
Type

BEE A U — MIEB
RS

with p-precise plan setting

B z Ds h d d, l, b @ L.
Part number
DTM.CX09.040.A16.04.AL.F 4 40 40 32 16 31 8,4 5,6 26000
DTM.CX09.050.A22.05.AL.F 5 50 40 40 22 26 10,4 6,3 24000
DTM.CX09.063.A22.06.AL.F 6 63 40 40 22 26 10,4 6,3 20000
DTM.CX09.080.A27.06.AL.F 6 80 50 48 27 33 12,4 7,0 18000
DTM.CX09.100.A32.07.AL.F 7 100 63 58 32 48 14,4 8,0 15000
DTM.CX09.125.A40.08.AL.F 8 125 63 70 40 46 16,4 9,0 12000
mmR52
Dimensions in mm
BIERET MLV BIFASSR—2 % THBRIEE L,
For torque specifications of the screw, please see page A85.
F{imaB an
Spare Parts
T-N-RARAv - | ABLVF FLOZLVF mfial
Arbor Mounted Cutter Allen Wrench TORX PLUS® Wrench Clamping Screw
DTM.CXO09.... SW2,5 DIN911 T15PQ
DTM.CX09.080.A27.06.AL.F | SW2,5 DIN911 T15PQ 030.3509.T15P
DTM.CX09.100.A32.07.AL.F | SW10,0 DIN 911 T15PQ 030.3509.T15P
DTM.CX09.125.A40.08.AL.F | SW12,0 DIN 911 T15PQ 030.3509.T15P

A81



EH7 351Ny E—
Face Miling (ph HORN pill)

T—N—B3E8Ahy & — DTM ~
Arbor Mounted Cutter ERAASHE

with through coolant supply

R —1F Cutting edge @ 40-125 mm

\-

DIN 0830 MY —N—Eff8 Ay 42— ME : FREVILI=ZTUL A—T«>Jm

Arbor mounted cutter as per DIN 8030, material: high-strength aluminum, coated WA VY —
for Insert
c 217 DTS
) | Type
i
= T
: [ -
s e |2
(Cis|®
L
h : _
« \/ﬁ%—jﬁl\ (A=E LS
. mL
SABFN-Yar without plan setting
Picture = right hand cutting version
B z Ds h d, d, l, b C N
Part number
DTM.CX09.040.A16.04.AL.R 4 40 40 32 16 31 8,4 5,6 26000
DTM.CX09.050.A22.05.AL.R 5) 50 40 40 22 26 10,4 6,3 24000
DTM.CX09.063.A22.06.AL.R 6 63 40 40 22 26 10,4 6,3 20000
DTM.CX09.080.A27.06.AL.R 6 80 50 48 27 33 12,4 7,0 18000
DTM.CX09.100.A32.07.AL.R 7 100 63 58 32 48 14,4 8,0 15000
DTM.CX09.125.A40.08.AL.R 8 125 63 70 40 46 16,4 9,0 12000
mmR52
Dimensions in mm
BIEFET MLV EIFASR—U % THBRIEE L,
For torque specifications of the screw, please see page A85.
F{imsB an
Spare Parts
F=N—BI®hy & — NALOF FLOZRL DT Bt
Arbor Mounted Cutter Allen Wrench TORX PLUS® Wrench Clamping Screw
DTM.CX09.040.A16.04.AL.R SWS5,0 DIN911 T15PQ
DTM.CXO089.... SW6,0 DIN911 T15PQ
DTM.CX09.080.A27.06.AL.R SW8,0 DIN 911 T15PQ 030.3509.T15P
DTM.CX09.100.A32.07.AL.R SW10,0 DIN 911 T15PQ 030.3509.T15P
DTM.CX09.125.A40.08.AL.R SW12,0 DIN 911 T15PQ 030.3509.T15P

A82



EHRI7 51 RNy E—
Face Milling (I]h HORN I]ID

1=k DTS - N

-

Insert

HAVEYRA VYT~
Diamond tipped

- J

WRYT —N—ERN Y 22—

for Arbor mounted cutter

~P
~ 24T DTM
Type
o
=
a
DTS.CX09.66.HO
B d d, a s t | rot—| (B) r, b x 45° © | o w
Part number 8 E B
T o o
DTS.CX09.11.HO 9,525 4,4 0° 3,97 7,0 12,5 0,9 0,4 - A
DTS.CX09.11.H5 9,525 4,4 &P 3,97 7,0 12,5 0,9 0,4 - A
DTS.CX09.11.HF 9,525 4.4 - 3,97 7,0 12,5 0,9 0,4 -
DTS.CX09.33.HO 9,525 4,4 0° 3,97 7,0 12,5 0,9 0,4 - A
DTS.CX09.33.H5 9,525 4.4 5° 3,97 7,0 12,5 0,9 0,4 -
DTS.CX09.66.H0 9,525 4,4 0° 3,97 515 100,0 1,7 - 0,45 A
A TEES /onstock A48/ 4weeks x HELVEHE <72 L)/ upon request
mm3kac
Dimensions in mm
AR :
DTS.CX09.MD... MD10 (FF ¥ 7R —BZ C&RfEE L
Note:

DTS.CX09.MD... MD10 see chapter B

A83



Cam
XK
=
B
=
-
a)

(ph HORN i)

Cutting data System DTM

HHIFA
Material
Si <12%
TIIZOLER
Al alloys
Si>12%
CuSn
fHe®
Copper alloys
Cuzn
i
Copper Cu
SRR TS ZF v o
Fiberglass GFRP

N—AR USRI TS RF v o
Carbon fiber CERP

PEIZIN

Geometry

H5
H5
H5
HF
Ho
H5
H5
Ho
H5
H5
HF
Ho
H5
H5
HF
Ho
H5
H5
HF
Ho

H5 / HO
Ho

H5 / HO

s

Cutting material

HDO08
PD70
PD75
PD75
HDO08
PD70
PD75
HDO08
PD70
PD75
PD75
HDO08
PD70
PD75
PD75
HDO08
PD70
PD75
PD75
HDO08
PD70
HDO08
PD70

YIHERE
Cutting speed
v_[m/min]

AT TEiF
roughing finishing
250 - 3500 250 - 5000
200 - 3000 200 - 4000
150 - 2500 150 - 3500
180 - 2500 180 - 3500
200 - 1200 200 - 2000
180 - 1000 180 - 1500
120 - 800 120 - 1000
200 - 1500 200 - 2000
150 - 1350 150 - 1800
150 - 1200 150 - 1750
150 - 1200 150 - 1750
200 - 1800 200 - 2200
175-1500 175 - 2000
150 - 1350 150 - 1850
150 - 1350 150 - 1850
200 - 1800 200 - 2200
175-1500 175 - 1800
150 - 1350 150 - 2000
150 - 1350 150 - 2000
100 - 500 100 - 800
100 - 400 100 - 700
100 - 400 100 - 600
80 - 300 80 - 500

%D

Feed rate

AL
roughing

0,05-0,25
0,05-0,25
0,05-0,25
0,10-0,50
0,03-0,20
0,03-0,20
0,03-0,20
0,03-0,20
0,03-0,20
0,03-0,20
0,05-0,30
0,05-0,25
0,05-0,25
0,05-0,30
0,03-0,16
0,03-0,16
0,03-0,16
0,03-0,25
0,07-0,30
0,07-0,30
0,07-0,30
0,05-0,25
0,05-0,25

f

z

TtEF
finishing

0,02-0,10
0,02-0,10
0,02-0,10
0,02-0,10
0,02-0,10
0,02-0,10
0,02-0,10
0,02-0,10
0,02-0,10
0,02-0,10
0,02-0,10
0,02-0,10
0,02-0,10
0,02-0,10
0,02-0,10
0,01-0,08
0,01-0,08
0,01-0,08
0,01-0,08
0,05-0,2
0,05-0,2
0,03-0,12
0,03-0,12

EIA A
Depth of cutt
&
AL TEF
roughing finishing
3,50 0,50
5,50 0,50
5,50 0,50
5,00 0,50
2,50 0,30
3,50 0,30
3,50 0,30
3,50 0,50
5,50 0,50
5,50 0,50
4,50 0,50
2,50 0,30
3,90 0,30
3,50 0,30
4,50 0,30
2,50 0,30
3,50 0,30
3,50 0,30
4,00 0,30
6,50 1,00
6,50 1,00
6,50 1,00
6,50 1,00

WEI—5> b
Recommended
Coolant

R PN
INILY 3.
MQL

Qil, Emulsion, MQS

INILY 3.
MQL

Emulsion, MQS

I
IXILY 3.
MQL

Oil, Emulsion, MQS

I7— (RZ1)

Air pressure (dry)

A84



DTMS X T LSS & (ph HORN pil)

Adjustment instruction System DTM

BEMI (RARFEEEERE+/- 0.05mm)

cBBEY (TATLD ZOBRUEBICEELET
>N —F 2 UERN 111K5t)

A Y —=FRDTS. E MLIRXDHEFALTA VY — o — MIWODMITET (74T L42)

SPEBEY (FAT7LL) #ZiICEIL. B NNLITA oY — b2 T — o — MNMIEBRLIAAE T,
L7t > T RAABRELEHHIREOND £,

— kLY 27 LTI5PQ%E3.5NMD b LY TR T F 0

IR TOHLEDOHBEDOIRN ZHER L THAEBLET

SBREOHLERELE T, ALY (714741 ZEEHEIDICO.0ImMMETEILEY (CNHRBEVHLIC
BBEIICLET)

—SNEBREAROIRNIZERIND EF T, BDOALETHELFT

—FE% : 10°=0.01 mm

ABEVZRTBVWTLETIWL, ARDFIBZRDRTBENHD £9,
IRTOHNFLOEBEDIRNEHER L £

PKEIZIGLC T M6=Y (74T LA3) ZERLTORTLDNT V REFHELE T,
AEPDFAA2 O THEm 7 21 A hv R — AT LDTM] BBV,

Precision machining face cutting edges
(Max. adjustment range +/- 0,05 mm)

e Move the adjusting pins (item 1) to the initial position
— Marking groove at approx. , 11 clock”

e Install the inserts DTS... in the insert seat using a Torx screw (item 2)
— Turn the adjusting pin (item 1) to and fro and synchronous press the insert with minimal
torque into the insert seat. So the maximum adjusting range will be found.
— Tighten the Torx screw T15PQ with torque of 3,5 Nm

e Check and adjust the axial runout of all cutting edges
— Determine the highest cutting edge. Turn the adjusting pin ( item1) clockwise up to 0,01mm ( so it is the highest cutting edge)
— Adjust the remaining cutting edges until the required axial runout is achieved
— Adjustment: 10° = 0,01 mm

o Don’t turn back the adjusting pins, it means the insert leave below the fixture, in the case maybe repeat the procedure of
adjustment

e Check the axial runout of all cutting edges

e If necessary, fine balance the system using the M6 screw (item3)
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251X NyR—
M""7ng (ph HORN ph)

A=K
Indexable insert q
DA32

Seite/Page
A89
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751 RANyR—
M""7ng (ph HORN ph) l

DA32

3IDIL—H—{F= CVD-D and PCD tipped

CVD-D“PCDIH with HORN 3D geometries

7Y E—NEBANT T4 RMTATRARAY Eor milling cutter please see our

Z CBRAETW catalog Milling Systems

A87



SATLDAR2AAVEVRA Y=}
DA32 insert with diamond tip (i HORN fi)

HORNDEIED 8 BDA32T T RS X7 LAld. HHA—{IFTRXAVEY R > — b L TRAICHEES
NELfe COMBEICED. TEIE. BHID. EB7 514X, o3>0V —-U>J BLPBANT AR
TEBNRBRZEBZ2 ENTEERT, 1 VY —bDIERBICRI T THALERICED . FICAL—X7%BY]
BIDMREESNE T, CNUCED. D=V T EICHD B EFaER/NRICIHIZZ N TETET, FOMER.
IO CTDBRUPTUWMENZEEL TE. RVWITEFEEKEBENICNYDBRWINIAMRIESNE T, [EW
EEIFFRIE. BLEDRETH., REORAMBEEAH L F LT, ASHEEBRICK 2 HAADIERER
=22 MHERICUNIDBENEITS & HICHID < THEHZFERICITWVWE 9, CFRP. GFRPEICERE N
TeRAEFIR . CVDEER A VEY RMOBE L MEFREDSMF T SMLIELARILOMENERINE
T ERATERARDARICHEFE IN/-HORNACVD-DIElF. RAcIHD L —H —:fiix BRE L TRIEI . FAEH
THRBIICHBET 2 RREEL £ 9, EECEMZ. BT ANRLZESND D TEREMEB ED/HTINI—
T4 VT EBINIEERBODY A=Y REEAEHE T, DAY X T LDOMEEIIRALLET, X T LA
DA32IE. 1w R —EP20 mm~. ¢63MMETD 2MANS 6 MHDZI—1) > I> v > RT)a—o
V. T=N—ERERE DY R =T TN TWED,

HORN's proven DA32 Milling system is extended for the first time with diamond-tipped inserts. This featu
re

allows the tools to achieve outstanding results during shoulder milling, face milling, plunge milling and
circular milling.

The highly positive geometry of the inserts ensures a particularly smooth cut. This keeps the stress
exerted on the workpiece and the tool to a minimum. As a result, a long tool life and virtually burr-free
machining are

guaranteed — particularly when it comes to long-chipping materials. The wide finishing radius creates the very

best standards of surface quality, even at high feed rates. The coolant supply reliably ensures targeted
cooling of the cutting edges as well as safe removal of the chips away from the working zone.

Thanks to the special geometry for fibre-reinforced plastics, combined with the hardness and wear resistance
of

the CVD thick-film diamond cutting material, outstanding levels of performance are achieved. Tried-and-teste
d

HORN diamond substrates guarantee that the cutting edges — produced using state-of-the-art laser
technology

— are able to work efficiently.

All this, combined with the exceptional rigidity of the quenched and tempered steel as well as the wear-
resistant

TiN coating of the various tool holders, is what really makes the benefits of the DA system come into their ow

n.
The cutter head, screwed end milling cutter and the end mill in the DA32 system are available in cutting

edge diameters from 20 mm to 63 mm and with between two and six DA32 inserts.
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M""7ng (ph HORN ph)

T>o=F DA32 d p

Indexable insert

RATHAFH RS Depth of cut up to 3,8 mm
, 19 /
HBAVEYRA Y —k
Diamond tipped BEDY 2 —
for Milling Cutter
Typ DAM32
Type
B Ds a, a h r, b x 45° g | o
Part number Aol a
I o
DA32.020.25.02.C 20 3,8 815 4,7 0,2 - A
DA32.020.25.02.P 20 3,8 315 4,7 0,2 - A
DA32.020.25.X2.C 20 3,8 Bi5) 4,7 = 0,2
DA32.025.25.02.C 25 3,8 315 4,7 0,2 - A
DA32.025.25.02.P 25 3,8 815 4,7 0,2 - A
DA32.025.25.X2.C 25 3,8 315 4,7 - 0,2 A
DA32.032.25.02.C 32 3,8 815 4,7 0,2 -
DA32.032.25.02.P 32 3,8 315, 4,7 0,2 = A
DA32.032.25.X2.C 32 3,8 815 4,7 - 0,2 A
A TFES /onstock A 4B/ 4weeks x BB LVE DT < 72U\ / upon request wBhEitE
HOTEEEEVEDE TV Carbide grades
Further sizes upon request
mm3kac

Dimensions in mm

3 .

AYvE—ZFBANT SAAAEOTETBRIFEETV

Note:

Further toolholder systems and extenstions see catalogue Milling Systems
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st 5z (ph HORN D)

Formulas

Z= HyZ—R
Number of teeth
d= HEREO
Cutting edge @
. v_+ 1000
n= [Ol#r%N n= d— [1/min]
Revolutions
. deten _
v_= YIHIRE V.= 7000 [m/min]
Cutting speed
. Vi
f= IHYUEDOEDE f,= o [mm]
Feed/tooth
v,= XDE/ 7N v,=f «Zen [mm/min]
Feed rate
- a, a Vi )
Q= BREE/ 79 Q —W (cm®min)

Material removal rate

UhA A (ae)EAVNE WBHIDMIDHZEDOH ST DIEDf 'z IS P BN THEL £ 95

ThAAE (ae) CHYF—RICE>TIIBEDOEDE LD IFD2NICEWMEICHDIHBED D
DEI,

Shoulder Milling with a small depth of cut requires a compensation of the feedrate f', according to the following formula.
This value is often much higher than the regular feedrate depending on the depth of cut and the cutter diameter.

= NTPAHEED 1 L7 D DD & a (bis 0,25 + d): =N 9 [mm]
effective for side Milling with small a_ (up to 0,25 « d): ae

ﬁ

f*

@d
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DA32-DIA KIS
Cutting Data System DA32-DIA

(ph HORN i)

SVTA/90°TIARANYR=ICEBTIOMT

Ramp angle and plunging with a 90° Milling cutter

@ (mm)

-« >t — A X | Insert size
77O—FA(°)

» |

EERFATPAAE (mm)

vertical full diving max. (mm)

A RRATIAHE(Mm)

vertical side diving a, max. (mm)

RA TSV URE D, (mm)
Predrilling D, min. (mm)

32 25 20
DA32 DA32 DA32
3,5° 35° 3,5°
08 04 03
38 38 38
22,8 15,8 10,8

SVTH AT SARANYR—ICEB TSI OMI

Ramp angle and plunging with a 45° Milling cutter

@ (mm)
A+ >t — A X | insert size
T 7O—FA(°)

Diving angle (°)
BERAYNAAE (mm)

vertical full diving max. (mm)

45°7 4 X hy 32—

17
DA32
11°

32

d—F—ReYHAHEIC &K D HHIE(E

Correction factor for reduced cutting depth in consideration to the corner radius when 45° Milling.

Jd—7—R r (mm)

Corner radius r, (mm)

0

0,2
0,4
0,8
1,0

A92

FBIEAE T, (mm)

Correction factor f, (mm)

0
0,078
0,17
0,33

0,41




(ph HORN i) l
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IVFZ
o il (ph HORN il»)

IVRI)

End Mill
DSKM/DSK/DSTM/
DST/DSTV/DSUD/
DSFN/DSFU/DSFD R — > page

A96, A98

R —[Page
A97

R—Page
A99-A101

A102

R—/Page
A103

R—= 9/Page
A104-A107

A94



IVEZI
End Mill

(ph HORN fil)

DS

CVD-D =—VUYJTH
FH#E 0.2-16.0 mm

V=2 JE RS RETL
- > a > %t (Schunk)

- b—R )Lt (Toodle)

CVD-D Milling tool

Diameter 0,2 - 16,0 mm

For Holders please see
- Schunk clamping systems

- Toodle high speed spindle
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IR
End/ Mill (jh HORN i)

SREEMIT DSKM.HM ' ~

Die and mould industry

BUNR—I)LZY RS 189 @0,2-1,5mm
Micro Ballnose End Mill, 1-fluted, @ 0,2 - 1,5 mm

- J

BWRY -1

for Clamping Systems

-7  Schunk
Type Toodle

o <
o :

Q %) ~

-O <

Q tol

Q

|
Bt d, d, d, I, 1, I, r z B
Part number o
T
DSKM.HM.020.03.100 0,20 4 0,20 45 0,20 0,3 0,100 1 A
DSKM.HM.025.04.125 0,25 4 0,25 45 0,35 0,4 0,125 1 A
DSKM.HM.030.04.150 0,30 4 0,30 45 0,30 0,4 0,150 1 A
DSKM.HM.050.06.250 0,50 4 0,50 45 0,50 0,6 0,250 1 A
DSKM.HM.080.09.400 0,80 4 0,80 45 0,80 0,9 0,400 1 A
DSKM.HM.100.25.500 1,00 4 0,80 45 1,50 2,5 0,500 1 A
DSKM.HM.100.35.500 1,00 4 0,80 45 1,50 &5 0,500 1 A
DSKM.HM.100.45.500 1,00 4 0,80 45 1,50 4.5 0,500 1 A
DSKM.HM.150.30.750 1,50 4 1,30 45 2,00 3,0 0,750 1 A
DSKM.HM.150.40.750 1,50 4 1,30 45 2,00 4,0 0,750 1 A
DSKM.HM.150.50.750 1,50 4 1,30 45 2,00 5,0 0,750 1 A
A TEEM /onstock A 4B [ 4weeks x HEIVVEDHE <72 E L)/ upon request
mmzRad

Dimensions in mm
ZOMOTEIFEEVWEHE TZT L,

Further sizes upon request
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IR
End/ Mill (i HORN i)

SREEMIT DSK . N

Die and mould industry

3

AR—=ILIZ> R I)b. 2K @ 2-12 mm
Ballnose End Mill, 2-fluted, @ 2-12 mm

- J

BWRY -1

for Clamping Systems

| 247 Schunk
— ! — Type Toodle
o |2 -
1 K| i
_gm
| &
k)
I Q
3
I
B d, r 1, I, d, d, I, z 2ls g
Part number alala
I T I
DSK.2.02.04.04.00 2 1,0 2,5 4 1,95 6 45 2 A
DSK.2.02.08.04.00 2 1,0 2,5 8 1,95 6 45 2 A
DSK.2.03.09.06.00 3 1,5 3,0 9 2,85 6 55 2 A
DSK.2.03.12.06.00 3 1,5 3,0 12 2,85 6 55 2 A
DSK.2.04.10.06.00 4 2,0 4,0 10 3,90 6 60 2 A
DSK.2.04.15.06.00 4 2,0 4,0 15 3,90 6 60 2 A
DSK.2.04.20.06.00 4 2,0 4,0 20 3,90 6 60 2 A
DSK.2.06.20.06.00 6 3,0 6,0 20 5,60 6 70 2 A
DSK.2.06.25.06.00 6 3,0 6,0 25 5,60 6 70 2 A
DSK.2.06.30.06.00 6 3,0 6,0 30 5,60 6 70 2 A
DSK.2.08.25.08.00 8 4,0 7,0 25 7,50 8 65 2 A
DSK.2.08.40.08.00 8 4,0 7,0 40 7,50 8 80 2 A
DSK.2.10.30.10.00 10 5,0 8,0 30 9,30 10 70 2 A
DSK.2.10.50.10.00 10 50 8,0 50 9,30 10 90 2 A
DSK.2.12.30.12.00 12 6,0 9,0 30 11,30 12 75 2 A
DSK.2.12.60.12.00 12 6,0 9,0 60 11,30 12 105 2 A
A TEES /onstock A 4B/ 4weeks x BREIVE D <72 L) [ upon request
mm¥&s2 FOMOTERBBLEHE S0,
Dimensions in mm Further sizes upon request
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IR
End/ Mill (jh HORN i)

SREEMIT DSTM.HM ' ~

Die and mould industry

IMETYRI)L. IMP. O—F—RIE @ 1-1,5mm

Microtorus End Mill, 1-fluted with corner radius, @ 1-1,5 mm

- J

BWRY -1

for Clamping Systems

| -7  Schunk
Type Toodle

o <
_c(\l
(o]
%) ~
-O <
Q tol
Q
|
Bt d, d, d, I 1, I, r z B
Part number o
T
DSTM.HM.100.25.005 1,0 4 0,8 45 1,5 2,5 0,05 1 A
DSTM.HM.100.25.010 1,0 4 0,8 45 1,5 2,5 0,10 1 A
DSTM.HM.100.35.005 1,0 4 0,8 45 1,5 815 0,05 1 A
DSTM.HM.100.35.010 1,0 4 0,8 45 1,5 315 0,10 1 A
DSTM.HM.100.45.005 1,0 4 0,8 45 1,5 4,5 0,05 1 A
DSTM.HM.100.45.010 1,0 4 0,8 45 1,5 4,5 0,10 1 A
DSTM.HM.150.30.005 1,5 4 1,3 45 2,0 3,0 0,05 1 A
DSTM.HM.150.30.010 1,5 4 1,3 45 2,0 3,0 0,10 1 A
DSTM.HM.150.40.005 1,5 4 1,3 45 2,0 4,0 0,05 1 A
DSTM.HM.150.40.010 1,5 4 1,3 45 2,0 4,0 0,10 1 A
DSTM.HM.150.50.005 1,5 4 1,3 45 2,0 5,0 0,05 1 A
DSTM.HM.150.50.010 1,5 4 1,3 45 2,0 5,0 0,10 1 A
A TEEG [ onstock A4/ 4weeks x HEILVEHE < 72T L)/ upon request
mmikao

Dimensions in mm
ZOMOTERIEBVEDE EE L,

Further sizes upon request
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IVFI
End Mill

(ph HORN i)

SHEZXMIT

Die and mould industry

DST.HM

IR, 288F. O—F—REE B 2-6 mm

Torus End Mill, 2-fluted with corner radius, @ 2-6 mm

. p
o i
Q
[3ed ~
'O =
Q Lol
Q
B d, d, d, I, L,
Part number
DST.HM.02.040.020 2 4 1,95 45 2,5
DST.HM.03.090.020 3 6 2,85 55 2,5
DST.HM.03.090.030 3 6 2,85 55 2,5
DST.HM.04.100.020 4 6 3,90 60 2,5
DST.HM.04.100.030 4 6 3,90 60 2,5
DST.HM.05.150.030 5 6 4,70 65 3,0
DST.HM.05.150.050 ® 6 4,70 65 3,0
DST.HM.06.200.020 6 6 5,60 65 6,0
DST.HM.06.200.030 6 6 5,60 65 6,0
DST.HM.06.200.050 6 6 5,60 65 6,0

A TFESR /onstock A 4B/ 4weeks x BREIVEDHE < 72U\ / upon request

mmz<ad
Dimensions in mm
ZOMOTEIFBEEVWEDE TZT L,

Further sizes upon request

10
10
15
S
20
20
20

[

N

~

BWRY -1

for Clamping Systems

217  Schunk
Toodle

Type

0,2
0,2
0,3
0,2
0,3
0,3
0,5
0,2
0,3
0,5

NDNDNDNDDNDNDNDNDNDDN

HDO03

> > >

HDO05

> > > >

HDO08
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IR
End/ Mill (i HORN i)

SREEMIT DST . N

Die and mould industry

TYRI)L, F. I—F—RFE @2-6 mm

Torus End Mill, 2-fluted with corner radius, @ 2-6 mm

- J

BWRY -1

for Clamping Systems

247 Schunk
— |1 o Type Toodle
r
; !
_ON
o) |
=
Q
B d, d, d, I, 1, I, r z o | 0| o
Part number 8 8 8
I T I
DST.2.02.0425.02.04 2 4 1,95 45 2,5 4 0,2 2 A
DST.2.02.0625.02.04 2 4 1,95 45 2,5 6 0,2 2 A
DST.2.02.0825.02.04 2 4 1,95 45 2,5 8 0,2 2 A
DST.2.03.0925.03.06 3 6 2,85 55 2,5 9 0,3 2 A
DST.2.03.0925.05.06 3 6 2,85 55 2,5 9 0,5 2 A
DST.2.03.1225.03.06 3 6 2,85 55 2,5 12 0,3 2 A
DST.2.03.1225.05.06 3 6 2,85 55 2,5 12 0,5 2 A
DST.2.03.1525.03.06 3 6 2,85 55 2,5 15 0,3 2 A
DST.2.03.1525.05.06 3 6 2,85 55 2,5 15 0,5 2 A
DST.2.04.1025.03.06 4 6 3,90 60 2,5 10 0,3 2 A
DST.2.04.1025.05.06 4 6 3,90 60 2,5 10 0,5 2 A
DST.2.04.1525.03.06 4 6 3,90 60 2,5 15 0,3 2 A
DST.2.04.1525.05.06 4 6 3,90 60 2,5 15 0,5 2 A
DST.2.04.2025.03.06 4 6 3,90 60 2,5 20 0,3 2 A
DST.2.04.2025.05.06 4 6 3,90 60 2,5 20 0,5 2 A
DST.2.06.2060.03.06 6 6 5,60 70 6,0 20 0,3 2 A
DST.2.06.2060.05.06 6 6 5,60 70 6,0 20 0,5 2 A
DST.2.06.2060.10.06 6 6 5,60 70 6,0 20 1,0 2 A
DST.2.06.2560.03.06 6 6 5,60 70 6,0 25 0,3 2 A
DST.2.06.2560.05.06 6 6 5,60 70 6,0 25 0,5 2 A
DST.2.06.2560.10.06 6 6 5,60 70 6,0 25 1,0 2 A
DST.2.06.3060.03.06 6 6 5,60 70 6,0 30 0,3 2 A
DST.2.06.3060.05.06 6 6 5,60 70 6,0 30 0,5 2 A
DST.2.06.3060.10.06 6 6 5,60 70 6,0 30 1,0 2 A
A TEES /onstock A 4B / 4weeks x PRAVVEDHE <72 L) / upon request
mmzksc ZOMDOTERIEBVEDE T,
Dimensions in mm Further sizes upon request
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IR
End/ Mill (jh HORN i)

SREEMIT DST . N

Die and mould industry

ITYRI)L 2MF. I—F—RIE @8-12mm
Torus End Mill, 2-fluted with corner radius, @ 8-12 mm

- J

BWRY -1

for Clamping Systems

247 Schunk
- |1 o Type Toodle
r
; V
'CN
| |
=
Q

B d, d, d, I, 1, I, r z S
Part number o

T
DST.2.08.2570.03.08 8 8 7,5 65 7 25 0,3 2 A
DST.2.08.2570.05.08 8 8 75 65 7 25 0,5 2 A
DST.2.08.2570.10.08 8 8 7,5 65 7 25 1,0 2 A
DST.2.08.4070.03.08 8 8 7,5 80 7 40 0,3 2 A
DST.2.08.4070.05.08 8 8 7,5 80 7 40 0,5 2 A
DST.2.08.4070.10.08 8 8 7,5 80 7 40 1,0 2 A
DST.2.10.3080.05.10 10 10 9,3 70 8 30 0,5 2 A
DST.2.10.3080.10.10 10 10 9,3 70 8 30 1,0 2 A
DST.2.10.5080.05.10 10 10 9,3 90 8 50 0,5 2 A
DST.2.10.5080.10.10 10 10 9,3 90 8 50 1,0 2 A
DST.2.12.3090.05.12 12 12 11,3 75 9 30 0,5 2 A
DST.2.12.3090.10.12 12 12 11,3 75 9 30 1,0 2 A
DST.2.12.6090.05.12 12 12 11,3 105 9 60 0,5 2 A
DST.2.12.6090.10.12 12 12 1,3 105 9 60 1,0 2 A

A TEE /onstock A48/ 4weeks x HRIVVEHE < 72T L)/ upon request

mm3<&

Dimensions in mm
ZOMOTEIFBEVEDLEIZET L,

Further sizes upon request
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IR
End/ Mill (jh HORN i)

EUERMIT DSTV.HM " h

Die and mould industry

ZHITYRI). I—F—RHE @3-10 mm
Multiple Flute End Mill with corner radius, @ 3-10mm

- J

BWRY -1

for Clamping Systems

-7  Schunk
Type Toodle

<
e
o -
Q L

%) ~

-O <

Q tol

Q
B d, r 1, 1, d, d, I, z s
Part number o
T
DSTV.HM.03.09.02.03 8 0,2 2,0 9 2,5 4 45 3 A
DSTV.HM.03.09.03.03 3 0,3 2,0 9 2,5 4 45 3 A
DSTV.HM.04.10.02.05 4 0,2 2,0 10 5 4 45 5 A
DSTV.HM.04.10.03.05 4 0,3 2,0 10 3,5 4 45 5 A
DSTV.HM.05.13.03.06 5 0,3 3,0 13 4.4 6 55 6 A
DSTV.HM.05.13.05.06 5 0,5 3,0 13 4.4 6 55 6 A
DSTV.HM.06.15.02.07 6 0,2 315 15 5,0 6 55 7 A
DSTV.HM.06.15.03.07 6 0,3 315, 15 5,0 6 55 7 A
DSTV.HM.06.15.05.07 6 0,5 BI5 15 5,0 6 55 7 A
DSTV.HM.08.20.03.11 8 0,3 3,0 20 7,0 8 60 1" A
DSTV.HM.08.20.05.11 8 0,5 3,0 20 7,0 8 60 1 A
DSTV.HM.10.25.03.15 10 0,3 3,0 25 9,0 10 70 15 A
DSTV.HM.10.25.05.15 10 0,5 3,0 25 9,0 10 70 15 A
DSTV.HM.10.25.10.15 10 1,0 315, 25 9,0 10 70 15 A

A TEES [ onstock A48 / 4weeks x HEIVVEHE < 72T L)/ upon request R i

mma=s FOMDTEIEEBNEHE LT,

Dimensions in mm Further sizes upon request
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IR
End/ Mill (jh HORN i)

SREEMIT DST . N

Die and mould industry

2F. EERDAE @ 4-16 mm

Mill, 2-fluted with corner chamfer, @ 4-16 mm

BWRY -1

for Clamping Systems

— L - 247 Schunk
[ o Type Toodle
2 W
© Qs
| ) |
< | - - - -
o, | ]
Sy l =

B d d d | I [ z
Part number ! : ’ ! : : § §

I T
DST.2.04.1008.03.06 4 6 3,9 60 8 10 2 A
DST.2.04.2015.03.06 4 6 3,9 60 10 20 2 A
DST.2.06.1510.04.06 6 6 5,8 60 15 15 2 A
DST.2.06.2015.04.06 6 6 5,8 60 15 20 2 A
DST.2.06.2520.04.06 6 6 5,8 65 20 25 2 A
DST.2.08.1510.06.08 8 8 7,8 60 10 15 2 A
DST.2.08.2015.06.08 8 8 7,8 60 15 20 2 A
DST.2.08.3020.06.08 8 8 7,8 70 20 30 2 A
DST.2.10.2010.08.10 10 10 9,8 70 10 20 2 A
DST.2.10.2515.08.10 10 10 9,8 70 15 25 2 A
DST.2.10.3020.08.10 10 10 9,8 80 20 30 2 A
DST.2.12.2010.10.12 12 12 1,7 70 10 20 2 A
DST.2.12.2515.10.12 12 12 1,7 70 15 25 2 A
DST.2.12.3020.10.12 12 12 1,7 80 20 30 2 A
DST.2.16.2510.20.16 16 16 15,6 80 10 25 2 A
DST.2.16.3015.20.16 16 16 15,6 80 15 30 2 A
DST.2.16.3520.20.16 16 16 15,6 90 20 35 2 A

A TEE /onstock A48/ 4weeks x HRIVEHE < 72T L)/ upon request
mm3<&

Dimensions in mm
ZOMOTEIFEEVEDLEIZET L,

Further sizes upon request
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I K3 EAEFIRTEER (ph HORN pii)

End Mill Up and Down

METE ABEEERT DSUD ~

Aerospace and Automotive industry

EEMEFIEER. 48H

Up and down End Mill, 4-fluted

BWRY -1

for Clamping Systems

247 Schunk
1 o Type Toodle
L ]
_om Q\
S}
g 3
I3
EaEREEER
pulling and pushing
]

Bt d, d, d, I, I, I, z s
Part number o

I
DSUD.4.08.15.44.08 8 8 7,5 70 15 30 4 A
DSUD.4.08.20.33.08 8 8 7,5 75 20 35 4 A
DSUD.4.08.24.22.08 8 8 7,5 80 24 40 4 A
DSUD.4.10.15.44.10 10 10 9,3 75 15 30 4 A
DSUD.4.10.20.33.10 10 10 9,3 80 20 35 4 A
DSUD.4.10.24.22.10 10 10 9,3 85 24 40 4 A
DSUD.4.12.15.44.12 12 12 11,3 80 15 30 4 A
DSUD.4.12.20.44.12 12 12 11,3 85 20 35 4 A
DSUD.4.12.24.33.12 12 12 11,3 90 24 40 4 A
DSUD.4.16.15.44.16 16 16 153 85 15 30 4 A
DSUD.4.16.20.44.16 16 16 18,3 90 20 85) 4 A
DSUD.4.16.24.44.16 16 16 15,3 95 24 40 4 A
A TEEESL [ onstock A 4B/ 4weeks x HRALVEHE <72 L)/ upon request
mm3kad

Dimensions in mm
ZOMDTEIFSEWEDE 2T,

Further sizes upon request
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IYRI)I (LT
End Mill Finishing (it HORN i)

MMZEFH  BEEEXRT DSFN - ~

Aerospace and Automotive industry

EXNTY RI)L. £ EFA 5-9%Hmultiple
fluted Finishing End Mill, 5-9-fluted

BWRY -1

for Clamping Systems

| 547  Schunk
B ! Type Toodle
S| )
Q
[EBY
neutral
1)

Bt d, d, d, I, l, I, z s
Part number o

T
DSFN.5.08.10.54.0.08 8 8 7,5 60 10 20 5 A
DSFN.5.08.20.64.0.08 8 8 7,5 70 20 30 5 A
DSFN.5.10.12.60.0.10 10 10 9,3 65 12 20 5 A
DSFN.5.10.22.70.0.10 10 10 9,3 75 22 30 5 A
DSFN.7.12.15.68.0.12 12 12 11,3 75 15 25 7 A
DSFN.7.12.24.77.0.12 12 12 11,3 85 24 35 7 A
DSFN.7.16.24.80.0.16 16 16 15,3 85 24 35 7 A
DSFN.9.16.24.80.0.16 16 16 18,38 85 24 35 9 A
A TFES /onstock A 4B/ 4weeks x BREIVEDE <72 L) [ upon request
mm3<ad

Dimensions in mm
ZTOMDTEIFSEWEDE 2T,

Further sizes upon request
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IYRI)I (LT
End Mill Finishing (it HORN i)

MMZEFH  BEEEXRT DSFU - ~

Aerospace and Automotive industry

AERIIT> FI )L, EEFA 5-98H
Multiple fluted Finishing End Mill, 5-9-fluted

BWRY -1

for Clamping Systems

| -7  Schunk
Type Toodle

5
Q
|3
atERA
pulling
1)

Bt d, d, d, I, l, I, z s
Part number o
T
DSFU.5.08.10.54.4.08 8 8 7,5 60 10 20 5 A
DSFU.5.08.20.64.3.08 8 8 7,5 70 20 30 5 A
DSFU.5.10.12.60.4.10 10 10 93 65 12 20 5) A
DSFU.5.10.22.70.3.10 10 10 9,3 75 22 30 5 A
DSFU.7.12.15.68.4.12 12 12 11,3 75 15 25 7 A
DSFU.7.12.24.77.3.12 12 12 11,3 85 24 35 7 A
DSFU.7.16.24.80.4.16 16 16 15,3 85 24 35 7 A
DSFU.9.16.24.80.4.16 16 16 5% 85 24 35 9 A

A TTESR /onstock A 4B/ 4weeks x PREIVEHHE < 72U\ / upon request
mmzRag

Dimensions in mm

ZOMOTAEIFBEVWEDLETZE 0,

Further sizes upon request
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IYRI)I (LT
End Mill Finishing (it HORN i)

MMZEFH  BEEEXRT DSFD - ~

Aerospace and Automotive industry

AERIIT> FI )L, EEFA 5-98H
Multiple fluted Finishing End Mill, 5-9-fluted

- J

BWRY -1

for Clamping Systems

-7  Schunk
— 1 — Type Toodle

ad, he
(7]

HIERIH
pushing

B d, d, d, I, l, I, z s
Part number o

T
DSFD.5.08.10.54.4.08 8 8 7,5 60 10 20 5 A
DSFD.5.08.20.64.3.08 8 8 7,5 70 20 30 5 A
DSFD.5.10.12.60.4.10 10 10 9,3 65 12 20 5 A
DSFD.5.10.22.70.3.10 10 10 9,3 75 22 30 5 A
DSFD.7.12.15.68.4.12 12 12 11,3 75 15 25 7 A
DSFD.7.12.24.77.3.12 12 12 11,3 85 24 35 7 A
DSFD.7.16.24.80.4.16 16 16 18,3 85 24 85 7 A
DSFD.9.16.24.80.4.16 16 16 15%3 85 24 35 9 A
A TEEESL /onstock A 48R/ 4weeks x HREALVEDE <72 L) / upon request
mmk3sc

Dimensions in mm
ZOMDTEIFSENEDE ZT L,

Further sizes upon request
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CVD KIS (pi HORN pil)

Cutting data CVD

BHID
Shoulder Milling
HHIAE PR 3£ D [ Feed rate MNIA=% RO —F >k
Material = E E f (mm) Feed rate direction recommended cooling
E & =®
=
-~ > >
T e = @2 93 04 96 ©8 Q10 G12 @16 G20
D 3000 065 040 002 002 003 005 010 010 012 015 020 &> ~/Clmbing ,
(<6 %) Emulsion
AISi . o MMS
o 1299 1800 00 030 001 002 002 004 010 008 010 013 018 K iy b /Cimong pe
R MM:
é‘?'z %) 800 050 025 001 001 002 003 0 006 008 010 015 4> k/Clmbing
(PJM% ) MO0 050 050 001 0015 002 003 085 007 009 012 015 &%y k/Gimbig
20 700 050 030 0008 001 0015 0,025 004 006 008 010 012 7 FHv k/Conventond
_ IviLyay
e 700 050 025 0007 0008 001 002 003 005 007 008 010 77y -/ comenions grypgor
L 800 050 050 0008 001 0015 0,025 004 006 008 010 012 7w 7% k/Conventon
e 700 050 030 001 0015 002 003 005 007 009 012 015 7w 75w -/ Convenion
GFK 50 050 030 001 0015 002 003 005 007 009 012 015 7w 7% -/ Convenionsl
RS
CFK 250 040 025 0008 001 0015 0025 004 006 008 010 012 7w FHw -/ comentona L7 — (10 <7
FRZs)
(S)EKE’A:FKR) 300 045 030 001 0015 002 003 005 007 009 012 014 77w b/ conventional dY/

Air pressure to remove
UJLA=mL 150 050 040 001 002 002 004 010 008 010 013 018 4=>Hw bk /Cimbing OP°

fRuInT
Copy Milling
HI P 3% D [ Feed rate NI A= WRI—F >~
Material = E E f, (mm) Feed rate direction recommended cooling
£ 8 8
-~ > >
- s = 02 ©3 04 06 ©8 10 @12 216 B2
e 3000 025 015 002 002 003 005 010 010 012 010 020 7w b/ Cimbing .
o Emulsion
AS “ o MMs
Mo.125) 1800 020 010 001 0002 0002 0004 010 008 010 013 018 X5yt /Cimbing po
AlSi MMS
Ae2%) 100 015 010 001 001 002 003 0 006 008 010 015 4> -/ Cimbing
(P)Mg’fj ) MO0 05 015 001 0015 002 003 005 007 009 012 05 K7y i ICimbig
PAG:s0 700 015 010 0008 001 0015 0025 004 006 008 010 012 75 7# K/ Conentona
- TIAYaY
e 700 015 010 0007 0008 001 002 003 005 007 008 010 77y b/ coneniona e
o 800 015 0015 0008 001 0015 0025 004 006 008 010 012 T 7%y b/ Comeniona
FiE, 700 015 010 0001 0015 002 003 005 007 009 012 015 775y b conenions
GFK 50 015 010 001 0015 002 003 005 007 009 012 045 7w F#v b/ Coneniona
CFK 250 015 010 0008 001 0015 0025 004 006 008 010 012 7w 7% k/conentonal =2 ! ‘
) ) ) ) ) ) ) ) ) , ) T7— (JG]JD <8
SFKIAFK - B®E)
D, 0 015 010 001 0015 002 003 005 007 089 012 014 FuThy b lomenion g rveccueio
remove chips

YILIa=YL 300 015 015 001 002 002 004 010 008 010 013 0118 &> k/Climbing
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IN®HITINI
Drilling

(ph HORN fil)

NHITTE
Drilling Tool

DDHM

HED TE
Countersink

DSFF.HM

A110

Seite/Page
A112-A113

Seite/Page
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NHITMI
E):illing (I]h HCHRN I]ID l

DDHM / DSFF

N&ITBEER DI Tools for drilling and
sinking carbide

A111



IN&dIFIT

(ph HORN i)

Drilling
ri=
NHITTE DDHM e ™
Drilling tool A HE
with through coolant supply
| q
RNVTE Bore @ from 2 mm
RS Drilling depth 5/10xd1 \ j
VDR A VEVR
CVD tipped
< I1
3
W | | 1
J
B &
=EBFN-Y 3>
Picture = right hand cutting version
Bt d, d, I, I, r z o | 0
Part number 8 8
T I
DDHM.020.011.04.02 2 4 63 1" 0,2 2 A
DDHM.020.021.04.02 2 4 63 21 0,2 2 A
DDHM.030.017.04.02 3 4 63 17 0,2 2 A
DDHM.030.032.04.02 3 4 72 32 0,2 2 A
DDHM.040.022.06.03 4 6 72 22 0,3 2 A
DDHM.040.042.06.03 4 6 92 42 0,3 2 A
DDHM.050.028.06.03 5 6 72 28 0,3 2 A
DDHM.050.053.06.03 5 6 102 53 0,3 2 A
DDHM.060.033.06.03 6 6 72 88 0,3 2 A
DDHM.060.063.06.03 6 6 102 63 0,3 2 A
DDHM.070.040.08.05 7 8 92 40 0,5 2 A
DDHM.070.075.08.05 7 8 122 75 0,5 2 A
DDHM.080.044.08.05 8 8 92 44 0,5 2 A
DDHM.080.084.08.05 8 8 130 84 0,5 2 A
DDHM.090.050.10.05 9 10 103 50 0,5 2 A
DDHM.090.100.10.05 9 10 152 100 0,5 2 A
DDHM.100.055.10.05 10 10 103 55 0,5 2 A
DDHM.100.105.10.05 10 10 152 105 0,5 2 A

A TTES /onstock A 4B/ 4weeks x BREIVEDE <72 L)/ upon request

mmz<ad
Dimensions in mm

HOTEESBLEHLE T L

Further sizes upon request
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aA7kFVIL
Core drilling (I]h HORN I]ID

NHIFTTE DDHM ~ N
Drilling Tool PIERIA T

with through coolant supply

§E§/J VRER Bore @ from 3,4 mm
RS Drilling depth 2xd1

CVDAAVEV R
CVD tipped

M =ABFN-g>

Picture = right hand cutting version

B d, d, l 1, r z 2|9

Part number ala
I I

DDHM.M4.008.04.02 3,4 4 63 8 0,2 2 A
DDHM.M5.011.06.03 4,3 6 72 11 0,5 2 A
DDHM.M6.013.06.03 5,2 6 72 13 0,3 2 A
DDHM.M8.018.08.05 7,0 8 92 18 0,5 2 A
DDHM.M10.022.10.05 8,7 10 92 22 0,5 2 A
A TEES /onstock A48/ 4weeks x HRAVEHE < 72T L)/ upon request

mmR5c

Dimensions in mm

OTEESEVEDE (2T

Further sizes upon request
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HED EREZDIT
Chamfering and Sinking (I]h HORN I]ID

ElhIE DSFF.HM 4 )

Countersink

HERE N A
Machining of sintered carbide k J
, |
1
tmax |
o 3
A ©
'O‘_ Q g j: =
- 8 3 §
— ©
o Q
1)
B d, Ds a 1, 1, d, d, to I z s
Part number o
I
DSFF.HM.05.03.06.30 3 6 15° 6,5 15 5) 6 5,6 55) 3 A
DSFF.HM.05.03.06.60 3 6 30° 315 15 5 6 2,6 55 5 A
DSFF.HM.05.03.06.90 3 6 45° 2,5 15 5) 6 1,5 55) ) A
DSFF.HM.10.06.09.30 6 9 15° 7,5 40 8 12 5,6 90 10 A
DSFF.HM.10.06.12.60 6 12 30° 7.4 40 11 12 5,2 90 10 A
DSFF.HM.10.06.12.90 6 12 45° 4,5 40 11 12 3,0 90 10 A
A TEES /onstock A 4B/ 4weeks x BREIVVEDHE <72 L) [ upon request

mm3<52
Dimensions in mm

ZOMOTERIBEVEDE LTV

Further sizes upon request
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YIRS (pliHoRN i)

Cutting data

CVD R"®HIFMT

CVD Dirilling
R YIRIRMG TIUNIES
Drilling  Cutting data WHEI— >~ Pilot bore
tool recommended t=oxr
v_(m/min) f, (mmirev) TN FIIT cooling -
Boring
: Es A A VED R D ¢
(%] L e start main feed rate reduced Ver & Is =5xJ Is = 10x0
o o 77 —/air (6Bar) Y, Ye
2 35 40 0,001 0,0015 0,0005 40 % 40 % % JLloil (10Bar) es es
o o I 77 —/air (6Bar) Y, Ye
& 65 40 0,001 0,0015 0,0005 40% 40 % “ JLloil (10Bar) es es
o o I 7 —/air (6Bar) N v
4 40 45 0,0015 0,002 0,001 40 % 40 % - L loil (10Bar) 0 es
o o T 77 —/air (6Bar) N Y,
5 40 45 0,0015 0,002 0,001 40% 40 % - Lol (10Bar) 0 es
o o T 7 —/air (6Bar)
6 40 45 0,0015 0,002 0,001 40 % 40 % 1 Lloil (10Bar) No Yes
o o T 77 —/air (6Bar)
7 40 50 0,0015 0,002 0,001 40% 40 % 1 Lloil (10Bar) Yes Yes
0 Q I 77 —/air (6Bar) Y, Y
8 45 55 0,0015 0,002 0,001 40% 40 % “ JLloil (10Bar) es es
o o I —/air (6Bar) Y, Y,
9 45 B9 0,0015 0,002 0,001 40 % 40 %  JLloil (10Bar) es es
o o I 7 —/air (6Bar) Y, Ye
10 45 55 0,0015 0,002 0,001 40% 40 % 1 JLloil (10Bar) €S eS
BEEMNHITHEIE Valid for all carbide substrates, drilling into the solid,
/XA O RRIT OBAIEDST. HDXI > K S L% SR 2 E L pilot hole driling with DTS.... HDxx milling cuter,
(A99. A101~_—JsRE) see page A99-A101, cutting data as for drilling
;ﬁ%%#ciizgggﬁﬁﬁg—c{%g f ;\0* Concentricity testing of the entire system is recommended, <5um
AT BANEx CHEERCTET L, Retraction 3x main feed rate,
IRNFBESUMUL T THUSTIHIEIED O 3B TS EIF5nEdhH\. but max retraction feed rate 100 mm/min

ZDHBETHLI00 mm/minA TE LTI L,
BBEOK0SMMFEF TEDAEZ Y LTLIEE L (RPOFREDEER) reduce fz (see table) approx. t = 0.8 mm before breakthrough

RUJL :
Drilling to i G98 & | T 1 U JLBEGANI B starting plane for drilling cycles
\ I G99 R\ U )LEL T LB retraction plane for drilling cycle

G98+G99 7\ H | TN E % F4FTE can be redefined for each individual drilling point

1. BH%4 = /start point
7= 1.-2. GO fiLi& & 1>t /positioning on defined plane
Component ~ ¢ Y 7 Geg/ges 2--3. G011z =0,0005/0,001 mm/U - BEIA XD / start feed rate
?- ) - 3.-4. GO01 fz =0,002/0,004 mm/U - X >3% D [ main feed rate
444444 L4 | 4.-5. G011z =0,002/0,004 mm/U - JE3R1% D /reduced feed rate
A t=2xr 6. #2717 m/end point
v 6.-7. mAXDE 100 mm/minTGIDH 1 VILIRTAIEICRES
| 1 A i retraction with max feed rate 100 mm/min to G99 start point
67y
¢ t=0,8

0

TOU LB U—HAOIELEINRBITTA I E TERCTIEE L,
BEONHITHAVILEFRALAEVTLLIETV. DL FRELIETD K FBREBY 1 IL)

Use a reaming cycle or deep hole drilling cycle when programming
Do not use a classic drilling cycle (chip breaking or chip removal)

RUJLZRDORESR -
RUNLEORHEREZ HFROK0.01I mmEBR lcmzRlRE LTAELE T,

AEERDPTEFVREL DS yumUERE VBB REISEFRRTY,
Measuring the drills:

Set the measuring point for the diameter approx. 0.01 mm beyond the radius in order to define the diameter of the tool.
If the measured & value is 5 pm larger than the nominal @, this indicates concentricity errors
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Cutting data

CVD EED /IEEE7 51 AMIT
CVD Chamfering and Face Milling

- 1350 - 1825 0,003 T7—/FAN
air/oil
3-6  810-1275 50 220 0,003 0,01 0,1 _aiﬁ)f”l’

TR TOBERMITICAZ T,

Ao hy b Ty Thy b TRELEERDININEEETY,

COIBIFERT 71 RMIICHHBRET,

Valid for all carbide substrates
Down milling, up milling with smooth circular chamfer

Tool also suitable for face milling
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BERAAIVYEVER (ph HORN pil)

Monocrystalline Diamond

> AT L\/System ~R—/Page

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

High polish milling B20

B1



HigmAdI1VYEVE (|]|'| HORN [il1)

Monocrystalline Diamond

by 7O 3 2ADYINHEE

BESAIVEYRNETIELNLOBEICNR. BEICHBEINLIERREFRL T,
BRER CTSREREBINTIOLOICIETEILY 7 2EE GEREHEE) NHICRBL HREBHTY,
IERE ICHF TRM I NI HERRIC L DRz 0.02 umDEMERDRIBABEE 20 £ 7
BERLGIEIEERANT —J7ICEE SN, affELEMERIERINE T,

TEQRIEICH > T, BERS 1 VEY ROABKEEREICRHIEENMAODNE T,
CNIIIEDORFMEZHEREICT 2H—DHETT,
HEFARISMI T 2HWEMICRBELINTVET,
BEELTVEYRY-ILFREBRRUZDEE - XTI F T RED

B2R - RUA—RX—® T VIIRREL & o cBRARMOME ENTICRBETY,

—FH. KREBEBPFRPEE STEEZMMIABICEEERS T VEYRFIEFEL TV EE Ao
Horn#t Tldfell - = — U Y/ RABERA T VEY FIEZRIAKEERE L TEELTVWET,

Top-class tool cutting edges

In addition to the high level of hardness demonstrated by monocrystalline diamonds, the amorphous structure in particular
is a basic requirement for ultra-precision and high-precision machining with geometrically determined

cutting edges. The extremely sharp and flawless cutting edges allow for surface accuracies of < Rz 0.02 uym.

The quality of the cutting edge perfectly reflects the surface quality that can be achieved.

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

MCD tools are ideally suited to finishing processes for non-ferrous metals and their alloys, precious metals

such as gold and platinum or transparent plastics such as PMMA and PC.

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

An extensive standard range of MCD tools for turning and milling are available from stock.

B2
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BE&IIVEVER (ph HORN pii1)

Monocrystalline Diamond

12—k

Insert

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

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

htv bk
Cassette

NH105

B4

R—/Page
B8

R —/Page
B14, B17-B18

R—/Page

R —/Page
B11 B13, B15

d0

R—Page
B16



BERIIVEVER

Monocrystalline Diamond

(ph HORN fil)

RET EIFIT (hekd)
High polish turning

BHERIAIVEVRESE High polish turning
FwmEEEIFmT (hEsg) with MCD

B5



SEf LT (hEs8) (ph HORN piir)

High Polish Turning

14—t CCGW
Insert CCGT

FEHINNT / Wi T

Side turning / Profiling

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

| Type
B r d d, s I, A7 L — 71— | Geometries for
Part number o
HWHEIF [ metal B REIRE / synthetic a
FNEY (S, aREgw | BELEE | RSHOVEM| 2
long chipping short chipping transparent soft
CCGW060202.MD.A0 0,2 6,35 2,8 2,38 2 J A
CCGW060202.MD.KO0 0,2 6,35 2,8 2,38 2 J A
CCGW060202.MD.M0 0,2 6,35 2,8 2,38 2 J A
CCGT060202.MD.W0 0,2 6,35 2,8 2,38 2 J A
CCGW060208.MD.A0 0,8 6,35 2,8 2,38 2 J A
CCGW060208.MD.K0 0,8 6,35 2,8 2,38 2 J A
CCGW060208.MD.MO0 0,8 6,35 2,8 2,38 2 J A
CCGT060208.MD.W0 0,8 6,35 2,8 2,38 2 J A

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

mm3Rac

Dimensions in mm

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

MCD - Regrind upon request

MOTEEEBEVEDE TSI L,

Further sizes upon request

B6



SRETLIFINT (heik)
High Polish Turning

(ph HORN i)

19—+

Insert

FEHINNT / Wi T

Side turning / Profiling

DCGW
DCGT

Bt

Part number

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

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

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

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

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

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

N NNNDNDNDDN

2

DCGT 5°_

&

HWA I1SOY —ILRILA —

for Toolholder ISO

AT #EANNL/Grooving
Type

JBF 7 L — 71— | Geometries for

WHIM | metal

MBS
long chipping

J

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

mmzk52
Dimensions in mm

BBIFIERICAIE

T, BRI
short chipping

BEE. ELWMIBICEDETHIEW. ALAEIRNFAETER NI L,

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

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

BRSZ1VEY FBMEIEZIERICLDED 9,

MCD - Regrind upon request
tOTERFSENEDE T,

Further sizes upon request

MD10

> > > > > > > >

B7



SEf LT (hEs8) (ph HORN piir)

High Polish Turning

1o¥=F VCGW . .
Insert VCGT

FEHINDT / iDL
Side turning / Profiling )

WA I1SOY —ILRILA —
for Toolholder ISO

BT EANNI/Grooving

Type
R
i
VCGW
B3 r d d, s l, JEF 7 L — 71— | Geometries for
Part number HHIH | meta SR ynnetc | S
TANELIK | wE. RREYY| BEAREE | RSDNVEM | =
long chipping | short chipping transparent soft
VCGW160410.MD.A0 1 9,625 | 44 4,76 | 2,5 J A
VCGW160410.MD.KO0 1 9,525 | 44 4,76 | 2,5 J A
VCGW160410.MD.M0 1 9,525 | 44 | 4,76 | 2,5 J A
VCGT160410.MD.W0 1 9,525 | 44 4,76 | 2,5 J A
A TEEM /onstock A 4B [ 4weeks x B WV\EHE < 72T LY/ upon request
mmzRad

Dimensions in mm

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

MCD - Regrind upon request

HOTEFBBVELET T,

Further sizes upon request

B8



SmETLIFINT (heik)
High Polish Turning

(ph HORN i)

s —
19—k 108 e——xu ™
Insert
=GNV Bore @ from 7,8 mm L‘_/;_‘_l—d
o /
WA — LRI —
for Toolholder
2147 B108
Type
= a -
12
=
. i1
i ")
B s f a r d |t |D.. BF 7 L — 71— | Geometries for
Part number o
\,l ~
#Hl# | meta B RS 1 synthetic o
NBLIRy (T, BRI SERR RS =
long chipping short chipping transparent
R108.MD.A0.02 34 (465|765 | 0,2 6 [ 03|78 J A
R108.MD.K0.02 34 (465|765 0,2 6 {0378 J A
R108.MD.MO0.02 34 (465|765 | 0,2 6 [ 03|78 g A
R108.MD.A0.08 34 465|765 0,8 6 [ 03|78 J A
R108.MD.K0.08 34 (465|765 | 0,8 6 [ 03|78 J A
R108.MD.MO0.08 34 (465|765 | 0,8 6 [ 03|78 J A
A TEES [ onstock A 4B [ 4weeks x BEVVEDHE < 72T L)/ upon request

mmzR52

Dimensions in mm

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

MCD - Regrind upon request

tOTEFBENEDE T T,

Further sizes upon request

B9



SRETLIFINT (heik)
High Polish Turning

(ph HORN i)

s —
1= 114 = =
Insert
= NIVANES Bore @ from 13,8 mm L‘_/;:_ld
o /
BAY —IILRILA —
for Toolholder
217 B114
1 Type BA114
[
Lo-
+] \A D
- — — ! I
' J ! !
tr‘nax \ i w
i -— & > |
9 |
22 [ — '
\ibiEa e
B s f a r d |t | D, T 7 L — 71— | Geometries for
Part number o
\,l ~
e AR/ synnetc | B
3 1) 4774 o 1 7L 4774
RNBIIR (. BREH B =
long chipping short chipping transparent
R114.MD.A0.02 | 53 | 87 |135| 02 | 9 | 0,3 | 13,8 J A
R114.MD.K0.02 | 53 | 8,7 |135| 0,2 | 9 | 0,3 | 13,8 J A
R114.MD.M0.02 | 53 | 87 |135| 0,2 | 9 | 0,3 | 13,8 J A
R114.MD.A0.08 | 53 | 8,7 |135| 0,8 | 9 | 0,3 | 13,8 J A
R114.MD.K0.08 | 53 | 87 | 135 08 | 9 | 0,3 | 13,8 J A
R114.MD.M0.08 | 53 | 87 | 135 0,8 | 9 | 0,3 | 13,8 J A
A TEESR [ onstock A 4B [ 4weeks x BEIVVEOHE <72 L) [ upon request

mmikac

Dimensions in mm

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

MCD - Regrind upon request

tOTERFBENEDE T,

Further sizes upon request

B10



SEf LT (hEs8) (ph HORN pir)

High Polish Turning

edinddn H117.MD

Toolholder

- 7

BAAC Y-

for Insert

2147 8117..10

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

OTE N—=T 3 VIFEBVEHDETI L,

Further sizes and versions upon request

R L OBERM SIL 7 MBI ERZ CHEEET T W,

For torque specification of the screw, please see Technical Instructions.
BRABPERILAZ—ICDOTE LTI BAN/EYIONMIAASOT 2 8RBTV,
For standard holder please see our catalog Grooving KSTECH100DE.

Fimtbam

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

B11



wmEEEFMT (heik)

High Polish Turning

(ph HORN i)

19—+

Insert

FEHINDT / W an T

Side turning / Profiling

*A fTV'IKD

§ MCD

L
0

0,1x45°

R=ABFN—2 3 VR

R = right hand version shown

B

Part number

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

300
300
300

S117

L=EKBEFN -3y

L = left hand version

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

mm3<ad

Dimensions in mm

RAEEF LEBFZIELET,
State Ror L version

SIS ERICAERS .

WAY — LRI —

for Toolholder

217 HU1T

Type SH117

w JE@A 7 L — 71— | Geometries for
o
ALY k. BEYK | BARAREE | o
long chipping metals | short chipping metals | transparent synthetics =
S5 J /N
315 J AIA
BE5) J Y/

ELWIBICEDLETTII V. HEAEISHFRETEM TS Lo

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

BRESZITVEY FBMEIIECERICEDED 9,

MCD - Regrind upon request
tOTERFBENEDE T T L,

Further sizes upon request

B12



SRETLIFINT (heik)
High Polish Turning

(ph HORN i)

V=R — HC105.MD

Toolholder

T
X

BT

S

\E Bore @ from 13,5 mm

§ . 2

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

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

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

F{imaEB an

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

BAA Y-

for Insert

217 105.2020.MD10
Type Rk /special

f D

8 18,5
mmz<52

Dimensions in mm

B13



JECLFNT (5e82) (ph HORN piD

High Polish Turning

19—k 105 s ~

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

Dimensions in mm

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

MCD - Regrind upon request

DT EFBENELET I,

Further sizes upon request

B14



REfE EFIT (hesk)
High Polish Turning

(ph HORN i)

YV—=ILERILA —

Toolholder

T
X

BT

S
P
H.

Bore & from

B105.MD

R=&GBFN—23 YRR

R = right hand version shown

B3

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

L=EKBEFN—a>

L = left hand version

12
12
12
12

RAEBF LEBFZELET,

State Ror L version

MOTEIFEBVEDETI L,

Further sizes upon request

42
72
90
125

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

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

F{iwgRan

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

NAEZINT
Allen Wrench

SW2,5 DIN911

13,5 mm

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

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

Dimensions in mm

B15



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

ek NH105 ~ R

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

217 105...D.06
Type

NH105...4.01 C-C 210,3

C— H7

C—

B b h h, 1, h, )

Part number

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

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

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

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

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

Fwshan

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

B16



REfE EFIT (hesk)
High Polish Turning

(ph HORN i)

19 —F

Insert

BRI T

Side Turning

105

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

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

mm3<&e

Dimensions in mm

VIO <F/ERE | VWD <3/EB

long chipping metals | short chipping metals | transparent synthetics

o

WRDLEY

for Cassette

217 NH105.MD...
Type

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

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

BRESL1VEY FBMEIECERICEDED 9,

MCD - Regrind upon request
tOTERFBENEDE T,

Further sizes upon request

MD10

B17



SRETLIFINT (heik)
High Polish Turning

(ph HOR

N )

il 105

Insert

BRI T

Side Turning

14,6 MKD
3 MCD

WRDLEY

for Cassette

217 NH105.MD...
Type

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

Dimensions in mm

SEIFIERICAERES. ELWMIBICAEDE TR Ve HLREIFHFRETER NI L,

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

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

Further sizes upon request

B18



YIRS HF/SRmEE M (hedg) (ph HORN pi»)

Cutting Data High Polish Turning

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

B19



BERAAIVYEVER (ph HORN pil)

Monocrystalline Diamond

HED 751 XAy —
Chamfer Milling Cutter
DSFF.MD

R—[Page
B22 B31

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

A—=IJLTVRI)L
Ball Nose End Mill

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

= /Page
B28

ROIT7IVRII)
Torus End Mill
DST.MD

R—[Page
B29

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

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

B20



BiE@Ad1VEVER

Monocrystalline Diamond

(ph HORN i)

RETLEIFIMT (7351X)
High polish milling

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

B21



HETEFMI (751X)

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

mmb 751 XAhyv4— DSFF.MD a )

Chamfer Milling Cutter

GH, BRI VEY RESTE Nl
single fluted, MCD tipped

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

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

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

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

Dimensions in mm

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

Further sizes upon request

B22



HRETETFINT (7351X)

High polish milling (I]h HONN I]ID

@hr—-ILr>rz)l DSK.MD 4 )

Micro End Mill Ball Nose .

A, BiERA T VEYRNEIE
single fluted, MCD tipped

\
tn‘lax @

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

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

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

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

Further sizes upon request

B23



HRETETFINT (7351X)

High polish milling (I]h HONN I]ID

/:-')LJE:/I:EE)L [)ESP(.“A[) -

Ball Nose End Mill

A, BiERA T VEYRNEIE
single fluted, MCD tipped

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

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

Further sizes upon request

B24



R=ILIVF=E)
Ball Nose Milling

(ph HORN fil)

ES=UYTIwY

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

v v OME B

M117K

Material of shank: Carbide - Giving a good vibration resistance

X =AaBEFN—-> 3>

Picture = right hand cutting version

B Ds
Part number

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

tOTEFBENEDE T I L,

Further sizes upon request

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

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

Fiwsbam

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

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

BAAC Y-

for Insert

2147 S117.MD...K.X0
Type

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

Dimensions in mm

B25



R=ILITVFI
Ball Nose Milling

(ph HORN i)

1Y —=F

Insert

BEALFNI (751X)
High polish milling

N

B

Part number

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

Ds

6
8
10

3
4
5

S117

+0,2

1 X
Size

05
07
09

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

BRI -UYISv>D
for Milling shank

217 M117K
Type

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

mmiRao

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

Further sizes upon request

B26



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

ZIIFIVERI) DST.MD

Torus End Mill

A BESRATVEYRESIE
single fluted, MCD tipped

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

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

Further sizes upon request

B27



IE@m771X
Face Milling

(ph HORN fil)

Ll 2/ 757/
Milling shank

M117P

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

v v OME B

Material of shank: Carbide - Giving a good vibration resistance

= 1 -

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

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

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

F{imaB an

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

B28

\—

BAAC Y-

for Insert

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

) H 2
Size

63 05

77 07

mmik52

Dimensions in mm



EmmT
Peripheral Milling

(ph HORN fil)

E=VVTwY
Milling shank

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

v v OME B

Material of shank: Carbide - Giving a good vibration resistance

I

1

X =AaBEFN—-> 3>

Picture = right hand cutting version

B Ds
Part number

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

HOTEFRBBEVNEHET I L,

Further sizes upon request

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

DIN 6535-HA

M117U

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

F{imaB an

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

FMILORLVF
TORX PLUS® Wrench

T8PL
T8PL

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

Dimensions in mm

B29



Em/Em7 51 AMI
Peripheral and Face Milling

(ph HORN fil)

SEal % 0% 474 M117

Milling shank ERA L

with through coolant supply

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

v v OME B

Material of shank: Carbide - Giving a good vibration resistance

M =ABFEN-g>

Picture = right hand cutting version

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

DT EIEEBNEHE T,
Further sizes upon request

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

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

F{imEB an

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

B30

BAAC Y-

for Insert

247 $117.MD12.09P...

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

| T4 X
Size
100 09
mmz<52

Dimensions in mm



IEm7512X

Face Milling

(ph HORN i)

19—+

Insert

EEmEEINT (73510 XR)

High polish milling

S117

oDs*02

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

50
50
100
100
100
100

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

H1X

Size
EWID /2R
long chipping metals

05

05 J

07

07 J

09

09 J

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

mm3<ad
Dimensions in mm

HIRIEIFFRAETEE TSI L

Cutting edges must be measured optically!

HOTEIBEVEDLE TSIV,

Further sizes upon request

BRI -V v>D
for Milling shank

217 M117

Type

@A 7 L — 71— | Geometries for

BUWIb <3 /28

short chipping metals

J

bvil ANy Al
transparent synthetics

MD10

>» > > > > D>

B31



EEEMT (pliHORN i)

Peripheral Milling

1Y —=F S117

Insert

BERALSINT (T51X)
High Polish Milling

BRI -V v>D
for Milling shank

217 M1M7U...
Type  M117.MD10.12.5.09

Ry <
|1

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

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

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

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

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

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

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

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

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

mmzRad

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

Further sizes upon request

B32



IE@m7 71X
Face Milling

(ph HORN i)

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

HEZR-0 Cutting edge @

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

DT

MERHEHTC

with through coolant supply

40-125 mm

M=FEFN—-"g>

Picture = right hand cutting version

B z
Part number

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

© N O o Ooh

HEIE:

Ds

40
50
63
80
100
125

40
40
40
50
63
63

32
40
40
48
58
70

16
22
22
27
32
40

BAA Y-

for Insert

247 DTS
Type

BEE T — MIE
SHEE

with p-precise plan setting

l, b C Mo

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

mm3kac

Dimensions in mm

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

BHIAMDHZEIEETORT Y b — MIA VY — b EEBELTIET L,

Recommendation:

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

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

KIMBERHIAEZ CEIB T I,

Technical instructions see chapter A

FiEgbam

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

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

SW10,0 DIN 911
SW12,0 DIN 911

~LO R

LoF

TORXPLUS® Wrench

T15PQ
T15PQ
T15PQ
T15PQ

al

Clamping Screw

030.3509.T15P
030.3509.T15P
030.3509.T15P

B33



IEH7 512X
Face Milling

(ph HORN i)

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

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

B34

x BBVEHLE <723 L\ / upon request




IE@m7 71X
Face Milling

(ph HORN i)

S=UDT Yy M117P

Milling shank REBAGEHT

with through coolant supply

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

Milling shank is fully assembled with insert and balanced

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

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

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

DT EIEEBNEHDE T,

Further sizes upon request

ST BICIFEAMTITRABINBNINS VR ZWoTeA V= hHAEEINTUVET,

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

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

FliatBan

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

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

12—k

Insert

217

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

d TR

Form

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

mmz<52

Dimensions in mm

B35



IE@m7 71X
Face Milling

(ph HORN i)

1Y —=F

Insert

BEALFNI (751X)
High polish milling

S$117P.MD10.300.M0

B

Part number

105.MDV05.03

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

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

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

mm3<ag
Dimensions in mm
Sl FERICAEIBS.

ELWIBICEDETTIE V. HEAEIFHFRETEE T L

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

BRESLIVEY FBMEIEIERICEDED 9,

MCD - Regrind upon request
HOTERFRBBVELET I,

Further sizes upon request

B36




FETLEITFINT (v>=>%)

High Polish Machining

(ph HORN i)

Aty bk

Cassette

N

for universal use

NH105

1
§

B3 b
Part number

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

P EIEEBMNEHDE TSI L,

Further sizes upon request

i om

h h,
12 6
12 6
12 6

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

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

F{imEBan

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

NBEINT

Allen Wrench
SW2,0 DIN911
SW2,0 DIN911

BAA Y-

for Insert

217 105...D.06
Type

NH105...3.01

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

mm3z<Ec

Dimensions in mm

B37



HRETETFINT (7351X)

High polish milling

(ph HORN i)

1o¥—=F

Insert

BERALSINT (T51X)
High polish milling

105

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

- J

WRDLEY

for Cassette

217 NH105
Type

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

long chipping metals | short chipping metals | transparent synthetics

J

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

mm3<52

Dimensions in mm

OBIEERICHTEES. ELWMIBICEDE TRI Ve ALATIFHFRAETEBFI L,

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

Further sizes upon request

B38

MD10



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

Cutting Data High polish milling

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

B39



CBNIE (I]h HORN I]ID

Application of cubic boron nitride

AAVEYRIRVWT2EBICEVWME THSCBN (BREBIIARENRTR) (&0 12
B, B, EERREORBEOHEAGHEZFHE L TLWER T, FICZOEWVINEME &
BRI, BAZHISRE SNICHEIRICEDBESANBHEOMIOESERCZERL &
¥o LH L. ZBCOENERIZ. EAVEY FPRIET AR EIITRBAIC. TEL T
WETo, CORFMICED. BANBAUND T XX BMEDLMITETET,

TOFER. PCBNIE. #F#k. B¥FK. BEaTOMI. &L UHEIMOBEMIICERT
ESRFNRTEIMB E RBREINTVE T,

CBNEM (. EETHID AT LE L THATNE T, TNoDFEDR. NFY1X &
FONAVE—DEBICELD., FEICERZFHEZDI5 L. MIOBEEICIHLC TIEREIC
BNCHERATEICNTEE T, CBNEMIE. —RICEBEDRICEDVWTRRIENE T,
CNIERHBERIBIETH D ISORMBSISICHEHINTVER T, CBNEME T DE
AIFMERET. BIEAYHIZAG. IEOEVWIES X T LAOHEBFERICE D EWVREIAM DR
AR BICHHINMNIELOD BV ITEMERESD FIEC D 7,

CLENIC, FRIBEMDREICRD £,

EM02021 C#47&H'CB10, CB35. CH1G %4> TWLE T,
RAEPDF L4202 TCBNIE S > v FHiFe) Z# TR E L,

CB07 SEEXF—J)L(45-T0HRC). X A—X F =3B Mrkein LA
CB10  Hard machining of steel (45-70 HRC) with a smooth and lightly interrupted cut

SEE X F—JL(45-70 HRC). sRETHTI0 LA
Hard machining of steel (45-70 HRC) with a heavily interrupted cut

CB35 #HikA
CB50 Cast iron machining

BEHEM . BETOREINILIA

Sintered materials, precision machining of superalloys

Polycristalline cubic boron nitride, the second hardest material after diamond, is characterised by a unique
combination of physical, mechanical and chemical properties. Its high thermal resistance and hardness in
particular enable maximum efficiency when machining hardened steel with geometrically determined cutting
edges. Yet its chemical interaction with metals is also influenced by passivity, which is in contrast to diamond or
silicon carbide. This property allows a wide range of materials other than hardened steel to also be machined.
As a result, PCBN is regarded as an economical cutting material that can successfully be used in machining
cast iron, white iron and sintered materials and in precision machining superalloys.

PCBN substrates are used as cutting material composite systems. The variation in their volume fraction, grain
size and binder system results in very different properties, which can be used to great advantage depending on
the application in question. PCBN substrates are generally differentiated based on their volume fraction. This
is the most important index and can also be found in ISO standard 513. The interaction of PCBN substrate,
geometric design of the cutting edge, optimum cutting values and a stabile tool system allow material removal
rates, accuracies and high surface qualities to be achieved that are superior to grinding technology. In very rare
cases, special machines will be required.



CBNI E
Cubic Boron Nitride (I]h HORN I]ID

AT L ~R—[Page
Supermini® C2
Mini C6
229 C14

315 C18

C1



BERHT— > UL (gl HORN pit)

Hard Boring

1 V4 —b
Insert

105

™

Seite/Page
C5

Cc2



=EEME—-Y>JmIT
Hard Boring

(ph HORN fil)

Supermini®

miEEMIMI CBN

RILA —IESupermini® & Mini
NEAT %2 TRV

Hard Boring
with PCBN

For toolholder please see our
catalogue Supermini® & Mini,
Chapter A

C3



(ph HORN ph)

C4



=EEMER-YJmIT

(ph HORN i)

Hard Boring
~ —_ -
£ 9—F 105 ( N
Insert
|
()
= ZNIANES Bore @ from 3 mm
L& S
CBN- >t — bk
PCBN tipped EEY — LRI —
for Toolholder
- I 5 QD min
247 H105
Type HC105
= = E | B105
VDI
B105C
B105TS
IR105
962
== AlH
q;| 963
R=BEBFEN— 3 VFRIR L=AEBFN->3>
R = right hand version shown L = left hand version
B r f a d b I, I toon D.. o
Part number o
O
R105.0513.0.3.B 0,15 1,3 2,7 2,5 7 7 25 0,10 3,0 A
R105.0519.1.4.B 0,20 1,5 3,7 34 7 10 25 0,10 4,0 A
R105.0523.2.5.B 0,20 23 4,7 4,4 7 15 30 0,10 5,0 A
R105.0533.2.6.B 0,20 3,3 57 53 7 15 30 0,15 6,0 A
R/L105.0533.3.6.B 0,20 8,3 57 53 7 20 85) 0,15 6,0 A/A
R105.0540.2.7.B 0,20 4,0 6,4 6,0 7 15 30 0,15 6,8 A

A TE[EM /onstock A 4E[E /4 weeks x BEWVEE < 72T L)/ upon request

mm3<&d
Dimensions in mm

R:EBF L EBF ZELITI.

State R or L version

ZOMOTEIEBEAVELELETL

Further sizes upon request

C5



BERHT— > UL (gl HORN pit)

Hard Boring
a4 —k
Insert
107/108/111/114/116
-
Seite/Page
C8-C12

C6



=EEME—-Y>JmIT
Hard Boring

(ph HORN pl)

Mini

=EEEMINT CBN

RILR —IESupermini® & Mini
NROT %% TSRSV

Hard Boring
with PCBN

For toolholder please see our
catalogue Supermini® & Mini,
Chapter B

Cc7



BERHT— > UL (it HORN i)

Hard Boring
IN
e ~
19—k 107 s \
Insert
= NIVANES Bore @ from 6,8 mm
\_ J
CBN-r > —+
POBN tpped B — LA —
for Toolholder
3 2147 B107
\ ! Type
- 1 p——
\ S g
Q7 =
r N
EO o
w
o i e s
50 !
R=EBBFN-—V 3 E2HR
R = right hand version shown
B s f a r d D, o
Part number o
(@]
R107.0537.02.B 3,3 3,7 6,3 0,2 5,2 6,8 A
A TEES /onstock A 48R/ 4weeks x HELVEHE <72 L)/ upon request
mmzRad

Dimensions in mm
HOTEIFEBVEDE TV

Further sizes upon request

C8



=EEMR—-) I MIT
Hard Boring

(ph HORN fil)

1o9—=F 108

Insert
= NIVANES Bore @ from
CBN- >t — bk
PCBN tipped
¢ VA
. © &
, . 5]
| |
@0«*"“ a
|--—-
~ oL
t A o)

| |

w

!

7,8 mm

5° I\‘,‘t/\_‘a—'ﬂx Klemmhalter Stirnseite

Toolholder face

R=BAEFN—Y 3 >%HT

R = right hand version shown

Bz S f
Part number
R108.0547.03.B 815 4,65

7,65

A TEES /onstock A 48R/ 4weeks x HELVEHE <72 L)/ upon request

mmi<ad
Dimensions in mm
HOTEIFEBVEDE TV

Further sizes upon request

4 )

- J

BRY —ILRIILE—

for Toolholder

217 B108
Type
d Dmin =]
m
O
6 7,8 A

C9



E%EEU?E*ZV :.-.szjfjﬁbﬂ:tl (]ﬂh|'i<>l2hllﬂt[)

Hard Boring
19—t 111 4 )\
Insert
=SZNDVANES Bore @ from 10 mm
\ J
CBN- >t — K
PCBN tipped WY —ILRILA—
f *A for Toolholder
_ 24147 B111
Type 125
. © 1] —
, . 5]
; 1
Q,Oy a
|--—-
~ A N
o : =1
| |
. »
|

5° I\_,‘t/\_‘a—/ﬁx Klemmbhalter Stirnseite

Toolholder face

R=BAEFN—Y 3 >%HTR

R = right hand version shown

B s f a r d D, =
Part number o
O
R111.0557.03.B 3,95 5,7 9,7 0,3 8 10 A
R111.0567.03.B 3,95 6,7 10,7 0,3 8 11 A
A TEER /onstock A 4EE [ 4weeks x BEIWVVEHHE <723 L)/ upon request
mmkae

Dimensions in mm
OTEEEEVWEDE (fZEn

Further sizes upon request

C10



Egﬁgyig*dy,:.-IJ:)rcfbﬂ:E: (:ﬂflli(iﬂili uli)

Hard Boring
18—t 114 - ~
Insert
= NIVANES Bore @ from 12,5 mm
. J
CBN-r > —+
PCBN tipped WY —ILRILA—
f * A for Toolholder
_ 247 B114
Type HC114
. o 1] —
, . S}
| |
Q,Oy a
|--—-
~ A N
) : |
| |
. 7]
|

5° I\‘,‘t/\_‘a—'ﬂx Klemmhalter Stirnseite

Toolholder face

R=FEFN—3 V%R

R = right hand version shown

B s f & r d D,
Part number

R114.0572.04.B 53 7,25 11,75 0,4 9 12,5
A TS /onstock A 4J8RE [ 4weeks x HREALVEHE <72 L)/ upon request
mmikad

Dimensions in mm
fDTEIEEBUOEHE < TZE L

Further sizes upon request

CB10

>

c1



]%55&”;%*27 —1) :/1§fhﬂ:]: (]ﬂtlli()mz"|uli)

Hard Boring
N —_ ~
1=k 116 - \
Insert
= NIVANES Bore @ from 14 mm
CBN- >t — bk
POBN tpped B — LA —
f * A for Toolholder
247 B116
Type 145
a . o 1] —
, . S}
| |
@0 « a
|--—-
~ oL
& A oy
| |
. »
|
| — =
o [ a 1 . .
S \‘,‘tf\a—'ﬂxmemmhalter Stirnseite
' ) Toolholder face
R=EBEFN—3 V&KX TR
R = right hand version shown
B s f & r d D, o
Part number o
O
R116.0582.04.B 5,8 8,2 13,7 0,4 11 14 A
A TF/ES onstock A 4B/ 4weeks x BB LVEDHE <72 L) / upon request
mmzx3sc

Dimensions in mm

fOTERIEEBVNEHLE ATV

Further sizes upon request

C12



(ph HORN pi)

C13



Hard Turning
A >t —
Insert Q
229
Seite/Page
C16

C14



Hard Turning

229

=EEMEEEIIT CBN Hard Turning with PCBN
RILA—=ITBEANZEYOMIAIE For holder please see our
HROT% BTV catalog Grooving, Chapter H

C15



Hard Turning

s —
' %l o 2 29 - ™~
Insert
RAERS Depth of groove up to 18 mm
AR Width of groove 3-6 mm k J
CBN-r > —+
POBN tipped BRY — LRI —
for Toolholder
304 30,6
247 210
Type 218
226
o o 219
= 2 213
\ 214
849
LA210
& -~ RA210
f Y LA226
g | | g - RA226
¥ pr————— % 225
2l < 3 1< 257
AVH—FIE: 3-5mm A2 — Mg 6mm
Width 3 - 5 mm Width 6 mm
Bz r w P o | o
Part number Size ol R
(@] O
229.0300.22.B 0,2 3 03 A | A
229.0300.24.B 0,4 3 03 A | A
229.0400.22.B 0,2 4 04 A A
229.0400.24.B 0,4 4 04 A | A
229.0500.22.B 0,2 5 04 A | A
229.0500.24.B 0,4 5 04 A A
229.0600.24.B 0,4 6 05 A | A
229.0600.26.B 0,6 6 05 A | A

A TEES /onstock A 4ER / 4weeks x PRAVVEDHE <72 L)/ upon request

mmRac
Dimensions in mm
A oY= MIBEEFERITEBFY —IILRILA —OHEBNIETY,

Indexable inserts can be used in right and left hand toolholders.

DT EIEEBVEHDE AT L

Further sizes upon request

C16



(ph HORN pi)

Cc17



Hard Turning

P N
Insert ||
=

Seite/Page
C20

Cc18



=R EMREEIINT (I]h HORN i)

Hard Turning

315

=EEMEEEIIT CBN Hard Turning with PCBN
RIA—IFBAN YO MIAILE For holder please see our
hROT% C2RBIET0 catalog Grooving, Chapter P

C19



=R EMREEIINT (ﬂh HORN i)

Hard Turning
s —
1=t 315 ~ D
Insert
N
E%jg,ﬁgﬁ & Depth of groove up to 5 mm ¢ *
SEIR Width of groove 1-3 mm k . Y
CBN- >t —1h
PCBN tipped EEY — LRI —
for Toolholder
217 356
Type 333
8
o
=
i
R=HEBF/N— 3V EER L= EBFN-U 3>
R = right hand version shown L = left hand version
Bzt r w b v s 2
Part number Size g
(@)
R/L315.1032.01.B 0,10 1,0 2 03 3,2 A/A
R/L315.1532.01.B 0,15 1,5 3 03 3,2 A/A
R/L315.2032.02.B 0,20 2,0 4 03 3,2 A/A
R/L315.2532.02.B 0,20 2,5 5 03 3,2 A/A
R/L315.3032.02.B 0,20 3,0 5 03 3,2 A/A
A TEET /onstock A 41BR [ 4weeks x HELVEHHE <72 L)/ upon request
mm3Ra2 HOTEEBHAVEDE LTV
Dimensions in mm Further sizes upon request

OTEIEBELEHDE T

Further sizes upon request

C20



EEEMIMI  tIHISEG

Cutting Data Hard Machining

(ph HORN i)

BANII 229 & & T 315/ Grooving System 229 and 315

A mME IIAE v, f, a, I—Z>k
Material Substrate  Application m/min  (mmlrev) (mm) Coolant
e 3 SEN a
=l BN 90-140  0,03-0,06 R
rooving in full material Emulsion/Air
2B H. hedmnT
Partial cut, Flanc machining IRYa>/T7—
p— CB10 ST 90-150  0,04-0,08 0,10-0,25 Emulsion/Air
I'-I?r den; Steel non interrupted cut
45-65 HR CB35 @3‘] 7\%7\*”][]1 i N IRILZay/TT—
EE3lalRO CB50  Grooving in full material 90-140  0,03-0,06 Emulsion/Air
cB35 oA HeHlnT .
Partial cut, Flanc machining ) ) ) 7=
CB50 M T 90-150  0,04-0,08 0,10-0,25 Al
interrupted cut
CB3® 23X EANIMNMI IYIY/IT—
e 37%%%(@\] L) CB50  Grooving ir/1 full material 500-1050 0,10-0,25 Emulsion/Air
Grey Cast Iron CB35 ¥, hediiiT TYATaV/TT—
CB50 Sartial cut, Flanc machining 500-1250 0,05-0,40 0,10-1,00 Emulsion/Air
GED e e 200650 0,07-0,15 D
24794 )I/%%E (GJS) CB50  Grooving in full material Emulsion/Air
Spheroidal graphite cast iron CB35 IR . HEYIINT TF—
CB50 Sartial cut, Flanc machining 200-650  0,05-0,10 0,10-0,70 Air
CB35 =X BANII LTIV /IT—
CB50  Grooving in full material 120-400  0,07-0,20 Emulsion/Air
Sinterstahl, nicht gehartet AT FEHIINT
Sintered Steel non hardened CB35  Partial cut, Flanc machining Ty —
CB50 Wi/ T e n T 140-450 0,05-0,10 0,10-0,70 Air

interrupted/non interrupted cut

R=U>ImIT Supermini© H LU Mini/ Boring and Profiling System Supermini® and Mini

WHIM ME I AE v, f a I—I>h
Material Substrate  Application m/min (mm/rev) (mm) Coolant
celg ML 70125  0,01-0,05 002008 “\T2/x7-
non interrupted cut Emulsion/Air
%E@,—g$7j )/} =+ 77 —
Hardened Stee GE(of == TmTEE 7030 001005 002008
45-65 HRC o P
CB35  EHT#HINT 7
CB50  heavy interrupted cut 75120 0,01-0,05 0,02-0,08 Air
129 HiFHk CB35  Wrigehn T /A& s T 7=
Grey Cast Iron CB50 interrupted/non interrupted cut 200-950  0,10-0,25 0,03-0,50 Air
2O 2A ) iEk CB35  Wrigen T /A& KT IVLTay /T~
Spheroidal graphite cast iron CB50 interrupted/non interrupted cut 100-350 0,02-0,15 0,03-0,25 Emulsion/Air
CB35 &#EithinLT YT EY/TT—
Sinterstahl, nicht gehartet CB50  noninterrupted cut 100-300  0,07-02 0,03-0,25 Emulsion/Air
Sintered Steel, non hardened CB35 &RirisinT —
CB50 lightinterrupted cut 110-350  0,05-0,10 0,03-0,25 Air
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Technical Instructions / Additional Equipment
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B>Xx/Summary

WA rILOE D2
Torque Specification

EiHE D3
Surface quality

74 IN—FR D4
Wiper Geometries

N2 D5
Balancing

HLVEY RHE D6-D7

Diamond cutting materials

FToarm D8-D11
Additional Equipment
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Torque of Screws

(ph HORN i)

TR MILVEIESZS ) —XOHRETT, IIR—X NOEBHOERIISEO LEFEA.
WAL YFIZDWTUEA T g v @R—I% CHEEE TR S L\,

Following torques are allowed for screws of inserts. We recommend to use no additional gliding means (such as copper paste)

for screws. For torque screw drivers please see chapter additional equipment.

217 Ll Lo LT JL—R
type Screw Md Nm Clamping wrench Blade
B105.MD... DIN913-M5x5 1,0 SW2,5DIN911 DSW25K
H117.1... 4.09T15P 50 T15PQ DT15PK
H117.MD... 030.400P.0227 50 T15PQ DT15PK
HC105.MD DIN913-M5x5 1,0 SW2,0DIN911 DSW20K
M117K...05 030.265P.0821 1,2 T8PL DT8PK
M117K...07 030.265P.0819 1,2 T8PL DT8PK
M117K...09 030.400P.0227 4,3 T15PQ DT15PK
M117.MD10... 030.400P.0227 4,3 T15PQ DT15PK
M117.MD...M0/...X0 4.09T15P 50 T15PQ DT15PK
M117P...05 030.265P.0818 1,2 T8PL DT8PK
M117P...07 2.6.5T8EP 1,2 T8PL DT8PK
M117U...05 030.265P.0818 1,2 T8PL DT8PK
M117U...07 2.6.5T8EP 1,2 T8PL DT8PK
NH105.MD... DIN913-M4x5 1,0 SW2,0DIN911 DSW20K
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Surface quality

(ph HORN i)

O—F—REEDREDOBRICH T S EREMER

SATLOREM. T—UC—20HR. BEUT v THEHEREBRAT y OREEERL
TLRE L,

Surface quality in relation between edge radius and feed rate.
Choose the maximal edge radius of which system stability, workpiece shape and chip control allows.

e — um#BUE
Data's in pm
- Y f f
\ ﬂ Rt 2 === f =V8xrxRt
—T 8xr 8 x Rt
HEERBVEAEE
theoretical surface quality
Ra (um)| 0,4-0,8 0,8-1,6 1,6-3,2 32-6,3 | 63-125 | 125-25
Rt (um) 1,6 4 10 16 28 40
J—7—R
T fn(mmi/rev)
0,1 0,04 0,05 0,07 0,10 0,12 0,18
0,2 0,05 0,07 0,10 0,14 0,18 0,45
0,4 0,07 0,09 0,15 0,22 0,25 0,35
0,8 0,10 0,17 0,22 0,27 0,35 0,50
1,2 0,12 0,20 0,25 0,34 0,43 0,60

74 IN—1 Y% — MMEBROEIEE

Surface quality with Wiper-Geometry

w
¢z

D3
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Wiper Geometries

FEEINI T 7 21 B TOSMETHIZBMIC. 71 N—FERO1 > — b Z22HERERLF LIS
N5OFIRNIE. O—F—REERIDOBICT A N—8%%T. 77O—FAEHNCOILD LS
u%%?5$9:§ﬁ*nTui?>%Dﬁfﬁ%4GE<T% HL%E%E%%ET*iﬁo
YA OIIEA LDERE. LDFVEDREG TOYID IO MO—ILBXUVITEFRDILERIC
D, SEM#ALESE3CFEEIC. OXMEHRBTEET,

TAN=IFA BV ZERTZESIE ROK[UTFRELTLILREW

SDREMBERFITCOICEZLVWITAN—WREZERTDICIF. 77 O—FAZEREISE
5%Eﬁﬁoi¢o

CCGW/T=95° DCGW/T=93°

PHEIFEICEFEL TLIEE V. TAN—DFRIEZ. BUIRBTID S TORNERERBEDZHIC. Y]
NADEAEIEDLDICERFTINTVED,

FEMIEIBICKEANSNMBAIAMIL T T W,

TAN—HAOZET, I—F—R. BEODER. T—N—TERICEADELZDHBEDHD T,

714 N—HRDOFIA :

-FICYHEINTA—=2—TDLDRVWEREMRE

- EDBVEDEE- 12D U — b TRMI A EIFAETEE
-EDBVWEDREICLSLDRVWIDCT I ~O—)L

-EDREZE LTS, D=0 E—XHTID OYRIREIEB I NS LD, BEFRETIMETL. T
BEMHAREICRSABD T,

For the purpose of high performance cutting in the fields turning and milling, we developed a large number of inserts with
WIPER geometry. Those geometries are designed with a trailing edge between edge radius and lateral cutting edge,
which works like a cutting edge with 0° approach angle. Even with 2 - 4 times higher feed rates you can achieve the same
surface qualities. Through reduction of cycle time, the optimal chip control with higher federates and the increase
of tool life, you can escalate your productivity while reducing costs at the same time.

Please keep in mind when using Wiper Geometries:

The approach
angle needs to be applied accurately, in order to achieve the desired wiper effect to get best surface qualities:

CCGW/T=95° DCGW/T =93°

Be aware of the cutting direction. Wiper geometries are designed to trail behind the cutting edge for proper chip flow and
surface quality.
Facing operations should always be performed form the larger to smaller diameter.

Because of the trailing edge, distortion can occur on radii, chamfers and tapers.

Advantages of Wiper Geometries:

Better surface qualities at the same cutting parameters

Higher feed rates - Roughing and finishing with one insert is possible
Better chip control through higher feed rates

Higher feed rates reduces the cutting time per workpiece and therefore the
wear characteristic and this leads to significantly longer tool life
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Balancing

BEEEED 7> NS Y Xt BEEHOE O OFRE—L B8RS T, =0 (B HLEHRLHNSTNT
WBEE. BEROT7 VNIV INE L £,
22 http://de.wikipedia.org/wiki/Unwucht

RAMOERALE Y RIILFERICIFRIS A O R— b Z2FRALENNT Y A ZREIBELHD £J,

NzR3 & EET*%%E%EKIE\ ICFHENHE T, CNUE FITRY v VI EmEE LR
L&_\ E%@%i%%%ﬁy/a_§ Eg—ca_o

BENKREWVEE b\j(j%\ Blid. EBRNERTEETZHETH. BINNT U XORZEZERICA
n%%ﬁb*‘a@@i@“o

BRI e XpEn. BT NS YR BEREOE LA EEHPOEANTVSHEICHEEL R

o

VY=L T BVWRILIDRELABVDOTENNS Y /B TS BB EI,

LDV —)LiE. CADEBBETNS VY IADEND LDICHREFINTUVET, EBICIE. Chidk. BELLCr 20
FT7tw FHIERRETERETERINS C t%,_\ﬂﬂibiﬁo CNUIFN =B DO MEBEESEAE T A EEETH D &4
BRHFWNT >V ZRDEEZ BIMOEEZTHITITSI A TEET, LHLALS. COEEIZ. T
V-2 NOVAS ‘/Z%Hyéq\é\%'léttzﬂyo?ﬁb%%@T IHO FHF A

[E1%5EH £

Axis of rotation Priority axis
Ed Ui
Priority axis o
’ (S of ot
L A D & BTN VR
Static unbalance Dynamic unbalance

Rotating Unbalance is the uneven distribution of mass around an axis of rotation. Unbalance is caused when the centre of mass (inertia
axis) is out of alignment with the centre of rotation (geometric axis)....
source: http://de.wikipedia.org/wiki/lUnwucht

The high speeds associated with state-of-the-art tool spindles mean that the tools used need to be balanced with their supports. Failure to
do this has an impact on the surface qualities that can be achieved as well as on tool life - this can be crucial when it comes to achieving
a perfect result, particularly with respect to polishing and brilliant finish machining. With large masses and/or large diameters, the effects
of any unbalance must be taken into account even when working at relatively low speeds.

A distinction is drawn between static unbalance and dynamic unbalance. Static unbalance occurs when the rotor's centre of gravity is
outside the rotary axis.

With short tools, high torque values cannot develop meaning that balancing in one plane is often sufficient here (static).
Our tools are designed to be balanced at the CAD stage. In practice, this means that the mass ratios and their offsets are considered

during the theoretical design phase. This is a feature that demonstrates our quality and is a way of achieving the required balance without
the need for additional work. Nevertheless, this measure does not replace the need to balance the system as a whole.
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Diamond cutting materials

(ph HORN i)

HORN
EE

MD10

HDO03
HDO05
HDO08

PD02

PD70

PD75

HORN-
Grades

D6

MD10

HDO03
HDO05
HDO08

PD02

PD70

PD75

BAVEVR
&

MCD

CVD-D

PCD

PCD

PCD

Cutting
material

MCD

CVD-D

PKD

PCD

PCD

BHERIIVEVF
Bt REEREEE.
TIBDRWS v — TR H

CVD IE (RHHEHAIVEVR)

INA DAL 2 DISHBRIA 1 7 £ RSHERIE
995%L 1YV EY R, BEDOBE & MEEFELE.
TRV v—TRYINH. S8 %E RIR

SRRIAIVEY R, HEHE
B, sMEEME

SHRBAMIVEV R, BESHE
R . Mlas Uy A X B
RHEDHE. MEFEE DR L

SRBATVEV R, HHHE
VI RA=NARNA 22— S8 St
EfFEMzE LY v—TRINnH e EIR

Properties

Solid Monocrystalline Diamond
without grain structure, highest hardness, absolutely sharp
cutting edge without micro fractures, low toughness

CVD Diamond

(Polycrystalline Diamond substrate)

without solid carbide material and without metallic binder.
99.5% Diamond, Highest hardness and wear resistance,
sharp cutting edge without micro fractures, improved
toughness

Polycrystalline Diamond, average grain size
maximum toughness with good wear resistance

Polycrystalline Diamond, mixed grain

solid carbide reinforced, fine grit size, good cutting edge
sharpness,

highest wear resistance and toughness

Polycrystalline Diamond, micro grain

solid carbide reinforced, fine grit size, very good cutting
edge sharpness,

improved wear resistance and toughness

BB INT

TNRTDIKERE. MEMDOBVNT TR
Fvo. BB, ERRBOMESL LUEH
T

IRNTOIFKESE. TILIZULER. H
B zER LTS AFv o, &
JJ%: BIEEM. €23 v U BHEmOEmIN

e ERIMIEMISER

L EFHh S BELE T, MR ET fE L 7o
IRTD TS RFvIELVIEHESEMNT
2%

R EBEMRE & ORMEER(E TS 2T v I
TAFRMIN 5 @Mt LTI

Recommended applications

Polish and high polish machining of all nonferrous metals,
plastics without abrassive reinforcements, precious metals
and precious alloys

Machining of all nonferrous metals, Aluminium alloys,
Plastics with abrassive reinforcements, precious alloys,
Solid Carbide, Ceramic green parts

Machining of all nonferrous metals, preferably used for
difficult operations

All purpose for all nonferrous metals and plastics with
abrassive reinforcements, from finishing to roughing

All purpose for all nonferrous metals and plastics with
abrassive reinforcements, ultra fine finishing and from
finishing to roughing
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Diamond cutting materials

(ph HORN fil)

DIN ISO 513 (2001) ##1
Description of cutting materials according DIN ISO 513 (2001)

A CVvD -D
CVDIE
Polycrystalline Diamond
[
(%]
=
©
-
0
0
e
)
©
2
~
=
=4
3539y
Ceramic
A-—F1 >
H—Xwy k - ~ coatet grades
Cermet L B
Micro grain carbid
JYa—F& HW
uncoated grades

78E | Toughness
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DO41VL

D 041 VL
0,4-1 Nm

D15SVL

D15VL
1-5Nm

(ph HoRrN piT)

D28 VL
2-TNm

(gh HORNjlT)

ED 28 VL

A / for
D041VL /D15VL/ D28VL

D8

BEMBRTTAATLAHGERLIR SN~
- MLOREZEEREE
- MLOBRTARATLAICRTR

ABIZERMRRICEDGERBICEF TREDDAVNT M
BETY,

BRENLIEICEIET B LHRTESLIICBROITVET,

(E-#: EN ISO 6798, BS EN 26789, ASME B107.14.M.)
(F5E: £ 6 %)

Torque screw driver with scale
- variable torque setting
- adjusted torque is shown on display

The Torque can be adjusted with a special torque setter (included).
Ergonomical form gives perfect handling abilities. Audible signal
when set torque is reached.

(Standard: EN ISO 6798, BS EN 26789, ASME B 107.14.M.)
(Precision: £ 6 %)

RLORZSAN—DFAEY—IL
NRIL HEEREOE/ILO—X 77—~
JL—R:8ETL—RFEAN. FR Xy

Device for setting the required torque.
Handle: Celluloseacetat with micro structured surface
Blade: Octogonal (8 flats) blade, hardened galvanized
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Additional Equipment
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—

DT6PK
DT7PK
DT8PK
DT9PK
DT10PK
DT15PK
DT20PK
DT25PK
DT27PK

B / for
D041VL /D15VL/ D28VL

T6PW
TTPW
T8PW
T9PW
T10PW
T15PW
T20PW
T25PW
T30PW

)

DSW15K
DSW20K
DSW25K
DSW30K
DSW40K

Ar / for
D041VL /D15VL / D28VL

L

Plus

L

Plus

L e—

2
I

MLOZRTSR* RUAREIL—F
JL—R:BREI7OL-NFPOL-FEVIT UM EAN.ZO
Ly

Wiha 7O0L7L—RIFERABRDBEZRIFLFT,
53:51‘@0)735—] - l‘“l:llzlélo

AR WihabLIRSAN—=N\VRILEDBAHEHE T,
RUHHEHZRE ML IZHIE

Blade for TORX PLUS® screws

Blade: High quality Chrome-Vanadium steel, through hardened,
chrome plated.
Wiha Chrome Blade guarantees maximum precison.
Colored code dark green

Utilization: Controlled screw setting with definite torque in
combination with Wiha torque screw driver handle.

MLORTZZBQCALYF®

TR MLIZXT SR R ERT 2D INTESE

AR MLIRTSRC-LVFIEMLIZRLICITES L&
Ao

Wrench for TORX PLUS® Screws
Utilization:  For all kind of using TORX PLUS’ Screws
Attention: TORX PLUS®*-Wrench does NOT fit for Torx-Screws

NATIRLCRZRTL—F

JL—R8REBIOL-NFIUL-FEVITT UM EA
n.oOLXyFx

Wiha 70L7 L —RIZRABRDOEEEZRIREL XTI,
5'1_'\0)7]5—3 - FEI:II:IO

TR WihabLIRSAN—N\YRILEDEAEHET.
RUHEOEFHRENLIICHIELE S

Blade for allen screws
Blade: High quality Chrome-Vanadium steel, through harde-
ned,
chrome plated.
Wiha Chrome Blade guarantees maximum precison.
Colored code red
Utilization:  Controlled screw setting with definite torque in
combination with Wiha torque screw driver handle

D9
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- _ — * C6,3 L E6,3 (1/4“) Ev FRAZN—=YILFILE—

D14ZBK

B/ for
D041VL /D15VL/ D28VL

D

NHOH L

Cl

D515QL
5-15Nm

w.

ED515QL

fur / for
D515QL

D10

JL—R:BREIOL-NFIOL-FIITT M. 5
AN.o0OL XvyF

=T ZFVL R

BE MLILUFICKBIRERLITDR UKD

Universal Bitholder
for C6,3 and E6,3 (1/4") Bits

Blade: High quality Chrome-Vanadium steel, through hardened,
chrome plated.
Collar: Stainless steel

Utilization: For controlled screw setting with definite torque in
combination with torque screw driver handle.

RATr=IFrILOLF
- FLOREZEE A HE
- FVOER T XA TLAICRTR

ABTEMNBRRICKDIEE ICERMTEEDN DI/ H
BIEETIHRENLIEICEET SRR TIBLIIC
HOTLET,

(BZE: EN ISO 6798, BS EN 26789, ASME B107.14.M.)
(f8FE: £ 6 %)

Torque screw driver with scale
- variable torque setting
- adjusted torque is shown on display

The Torque can be adjusted with a special torque setter (included).
Ergonomical form gives perfect handling abilities. Audible signal
when set torque is reached.

(Standard: EN ISO 6798, BS EN 26789, ASME B 107.14.M.)
(Precision: & 6 %)

NLOL>FOIREY—)L
NRIL B EREmo/ILO0—-X 77—k
JL—R:8EIL—RFEAN FHBAyF

Device for setting the required torque.
Handle: Celluloseacetat with micro structured surface
Blade: Octogonal (8 flats) blade, hardened galvanized
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Additional Equipment

MLOZ TSRO ARSI L— R
=3 _ TL— R BREIOLNF I L-EITFIABEA
' N oOLXYF

Wiha 7O0LT L —RIZEABROBEZRFEL X,

- 5%:%&@735—]—F|%0
DT15PQ - Tk Wihab LI RSAN—N\VRILEDEAEHE T,
DT20 PQ R U ZRE ML 2 I HIH
DT25PQ

Plus Blade for TORX PLUS® screws
DT27 PQ Blade: High quality Chrome-Vanadium steel, through hardened, D
DT30 PQ chrome plated.
Wiha Chrome Blade guarantees maximum precison.
£ / for Colored code dark green
Utilization: Controlled screw setting with definite torque in
D515QL combination with Wiha torque screw driver handle.

C6,3 X E6,3(1/4") Ev bAIAZN—HILFILS—

IL—RIEBREYOL-NF I L-EYTT V.55

AN 0L XyFk
A)—=T: AFLR
g/]f'4ZBQ BiE MLILOFICKBRERNL I TOR UMD
or
D515QL

Universal Bitholder
for C6,3 and E6,3 (1/4") Bits

Blade: High quality Chrome-Vanadium steel, through hardened,
chrome plated.
Collar: Stainless steel

Utilization: For controlled screw setting with definite torque in
combination with torque screw driver handle.

C6,3 &LV E6,3(1/4") BDT N\ RILEY S RILS—

JL—R:BREIZOL-NFIJIOL-EIITT UM BEAN.
0L Xy

=T 27X

B&E EvhENVERIL

Universal Bitholder with T-handle
for C6,3 and E6,3 (1/4") Bits

14ZQK
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BANNIORZRMYVa—av%
CREVLET,

FIND YOUR RIGHT

TOOLING SOLUTION NOW.

www.PHorn.de

DEUTSCHLAND, STAMMSITZ BIARMIELE
GERMANY, HEADQUARTERS

Hartmetall Werkzeugfabrik PRI+ 1IZUSH]

Paul Horn GmbH FRERIE XTI HhIL R —
Horn-StraBe 1 T448-0807 EHEXIAMERXAET T B Z&FH2

D-72072 Tubingen

Tel +49 7071/ 70040 Tel 0566-62-8075

Fax +49 7071/ 72893 Fax 0566-62-8084
info@PHorn.de horn@ztec-izushi.co.jp
www.PHorn.de www.phhorn.jp

Find your country:
www.phorn.com/countries



