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PCD milling programme for machining
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Thanks to over 30 years of experience in the development and production of precision tools made from ultra-hard cutting materials,
HORN offers a comprehensive range of PCD milling cutters for productive machining of aluminium, non-ferrous metals and composite
materials. During this time, HORN has proven itself in numerous industries - and has thus become an important partner in the field of PCD
tools. Based on market experience and customer requirements, HORN has methodically developed a complete standard programme of
milling tools. The standard series range DM20 to DM90 enables reliable machining of aluminium, non-ferrous metals and technical
plastics. With a focus on resource conservation, customised cutting edge lengths and tool design, the tools are available from stock.

With this product programme, HORN offers a wide range of standard and special tools, from simple PCD end mills to complex and
modular combination tools. As a driving force, the focus is on economical, well thought out solutions with high productivity combined
with HORN technology, flexibility and reliability. The HORN high-performance PCD grade consists of a sophisticated mixture of
diamond grains of different sizes. As the volume percentage of diamond increases, so do the effective hardness, toughness
and cutting edge quality. Strict quality standards and their control are a matter of course and ensure strong performance.
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General Information

(ph HORN pl»)
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All dimensions in mm, unless otherwise noted
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Further dimensions and versions are available on request.
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For torque specification of the screw, please see "Technical Instructions”.
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All carbide milling shanks with damaged seating can be repaired by HORN.

o HHHA/ delivery times
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Overview Application
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Overview Application

(ph HORN pl»)
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Overview PCD Milling Systems
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Overview PCD Milling Systems
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Definition of ultra hard cutting materials Cﬁh HORN |]|])

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 prodced
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.

Ultra Hard Cutting Materials
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B4 3HEHSHEBPCD (ph HORN pl»)

Not all PCD is the same
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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 subsequent use.

In addition to the sintering technology, the size and quality of the grains used are an indicator of wear resistance. 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 achieved, 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 composed 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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IVEFZIL A
EndMill Cﬁh HORN [ii1)

DM20

RA2MAH Y 2 — double-edged for
universal use
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WALV RII DM20 (ph HORN D)

End Mill double-edged
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The PCD end mills in the DM20 series are universal all-rounders and are suitable for a wide range of applications. The double-edged
PCD-tipped milling tools with a central cutting edge cover almost the entire range of machining applications and are universally
suitable for non-ferrous metals and non-metallic materials such as engineering plastics. The series is rounded off by a specially
adapted body design for dry or wet machining. Different PCD substrates as well as modern and customised technologies for cutting
edge preparation ensure productive machining processes, as well as reliably high performance and a long tool life. With a semi-standard
tool, HORN also offers the fast and flexible option of customisation to meet specific customer requirements.

SHOEZERR TR L THRLBIFHRERZ ZAD DM TRIET 2N TEX T, PCOEEDRE
B, uEmpER. RFA. O—F—RIE. O—F—EWD TE. TERESFZFILFIGHATETT,
Thanks to our semi-standard tool, we can implement different special geometries flexibly and at short notice. Variants of PCD
substrates, face geometries, clearance angles, corner radii or corner chamfers as well as tolerances are possible.
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EndMilldouble-edged

DM20.C...

BEy )y RR—XKRTF+
Solid carbide base body

RERHE M L
HNEDOI) TSR without IC
clearance on the
circumference
2KH
double-edged
BEULWHIERS

short chip flute

toE—hv bk

centre cutting

d—+—meb

0,1X45° 1 x gd
corner champfer !

DM20.R...

BEY )y FR—RT ¢
Solid carbide body

ERHEIMI

with IC

21H
double-edged
ROWHBEBRS
longer chip flute
vrZ2—-hv b

centre cutting

BELTcEVZ—
NYTAVIITYD
stable centre cutting edge

J—7—Rr0,1-0,2 | 0510 x0d,

with corner radius l
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End Mill

/ PKD
0,01 |é PCD

o I B I
SE |
I
ol 2 ]
bx4577" 3 _
M I L —F
Cutting material grades
A TEMm A 4B
on stock 4 weeks
e d, b x 45° L L d, L VA
Part number
DM20.C03.01.2.03.0F & 0,1 8 7 6 55 2
DM20.C04.01.2.04.0F 4 0,1 4 10 6 57/ 2
DM20.C05.01.2.05.0F 5) 0,1 5 13 6 60 2
DM20.C06.01.2.06.0F [ 0,1 6 18 6 65 2
DM20.C08.01.2.08.0F 8 0,1 8 25 8 70 2
DM20.C10.01.2.10.0F 10 0,1 10 35 10 80 2
DM20.C12.01.2.12.0F 12 0,1 12 40 12 90 2
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End Mill

22 )@ 6| @@ @€
e || PKD

0,01 @ PCD N 0

= N!
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Ui L— R

Cutting material grades

A TEMm A 45ER

on stock 4 weeks
il d, r L L d, L YA

Part number

DM20.R04.01.2.04.4A 4 0,1 4 12 6 59 2
DM20.R05.01.2.05.4A 5 0,1 5 16 6 57 2
DM20.R06.01.2.06.4A 6 0,1 6 20 6 60 2
DM20.R08.01.2.08.4A 8 0,1 8 25 8 70 2
DM20.R08.01.2.12.4A 8 0,1 12 30 8 75 2
DM20.R10.02.2.10.4A 10 0,2 10 35 10 80 2
DM20.R10.02.2.14.4A 10 0,2 14 35 10 80 2
DM20.R12.02.2.12.4A 12 0,2 12 35 12 85 2
DM20.R12.02.2.16.4A 12 0,2 16 40 12 90 2
DM20.R16.02.2.08.4A 16 0,2 8 95) 16 150 2
DM20.R16.02.2.16.4A 16 0,2 16 45 16 100 2
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End Mill
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EndMill Cﬁh HORN [iil)

DM25

AR SLUVARTLEITFINIHE multi-edged for finishing
ZATIVEZIL external and internal
profiles
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EIIVEIN DM25 (ph HORN D)

End Mill multi edged

HAEDREH8mMA 518 mmDDM252 1) —XE. BUVWXDEENUBERIBRICHEE L UREBEHIIMT &£
FIFTISAAMIICRETH B, ZHTH A VIS IREZ KIBICHIRT %o REBIEHRMIGORS 1) — X
JERESBOMIICEL. REOITWVWAZEMLICY ) —XRHRERIN ST ST 74 b, RIS X
FyIETDESESLIEPTODDL S BREADEMOMIICEL TW3,

The DM25 product range with cutting edge lengths between 8 mm and 20 mm is particularly suitable for contour and finishing milling
operations on external and internal contours when high cutting feed rates are required. The multi-edge design significantly reduces
machining cycle times. While the R series with internal cooling is preferred for non-ferrous metals, the C series with an additional positive

rake angle is suitable for machining abrasive materials through to graphite and fibre-reinforced plastics.

SHOERERBIRE L TRABFRHRERZERAD DM TRIETZENTETE I, PCODELE.
VWERR. EiFA. I—F—RIE. I—F—EHIRD A TEREFRRLENICHAEETT,

Thanks to our semi-standard tool, we can implement different special geometries flexibly and at short notice. Variants of PCD
substrates, face geometries, clearance angles, corner radii or corner chamfers as well as tolerances are possible.
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IVEIIL DM25 (ph HORN D)

EndMill multi-edged

DM25.C...

BEY )y RRT ¢
Solid carbide body

MERFEIME L

without IC

ZHTIVRII
73-6

multi edged

T —FHEL

non-centre cutting

rﬂﬂﬂCEWD

,1x45°corner champfer

RIT VA

with axial and cutting angle

1x@d +2-4 mm

DM25.R... BEY Uy RRF 1
Solid carbide body

PIERHGIMI

with IC

ZATVRII
23-4

multi edged

TR -—HEL

non-centre cutting

d—+—Rr0,2

with corner radius

AR E

with axle angle 8-18 mm
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End Mill

DM25 (ph HORN pl»)

b |[3;

|/ PKD
q

0,01 Lﬁi PCD

-D P T

Q i F

bx457| |,

|3

Bz d,
Part number
DM25.C06.01.3.08.0F 6
DM25.C08.01.4.10.0F 8
DM25.C10.01.5.12.0F 10
DM25.C12.01.5.15.0F 12
DM25.C16.01.6.20.0F 16

24

b x 45°

0,1
0,1
0,1
0,1
0,1

o
-
Q |
1
Yo L — R
Cutting material grades
A TER A 4B
on stock 4 weeks
L L d, L z
8 20 6 60 3
10 25 8 65 4
12 30 10 75 5
15 35 12 85 5
20 45 16 100 6
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ed,

|

i%
)
od,

3
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Cutting material grades

A TEMm A 45ER

on stock 4 weeks
il d, r L L d, L YA

Part number

DM25.R08.02.3.10.2A 8 0,2 10 20 8 60 8
DM25.R10.02.3.12.2A 10 0,2 12 25 10 70 3
DM25.R12.02.4.08.2A 12 0,2 8 50 12 100 4
DM25.R12.02.4.14.2A 12 0,2 14 30 12 80 4
DM25.R16.02.4.10.2A 16 0,2 10 65 16 120 4
DM25.R16.02.4.18.2A 16 0,2 18 35 16 90 4
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End Mill
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EndMill Cﬁh HORN I]h)

DM27

YINARS - RABCE positive / negative
DOCFRP FEEXNN A adjusted, for universal
IR use for composite and

non-ferrous metals
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IVFRII R A
EndMillpositive/negative DM27 (ﬁh HORN I]h)

RAORBMERCEEMIE. IDE. DB IDRELTWVSTHTERBITORLBRAGHAL L
TEIFIEEILRO>TWVWD, THLEESTSLIEMBEZMITEBIERIANTLIAIE. MITh
TUMEOmER, MEDIEFON. BERE. FyE IEFOREZIET 37DICIIHREIM O T
BOBEFREDOEENEEL TLWBTLOYINHADTEREMEICHT T EIHELVWERE B D, & 5ICTERm
DIMIPNRIE S IV TIBBRICIIRBEED VX IF. RV AY MET Vv THY bDEB5%ZE
RTZDFLED. TELLZI -V VIMIZRETHLOOMDBRDLEZER LB TUIWITFERL, 1>
H—MINIZRY - RAICEKE. REI—F > MR EAZBAEHEDM27TY ) - 3—ii78 I —1)
UMIZTSDICTEDHONTTIES ) -XTH B,

Modern fibre-reinforced composites are lighter, stronger and more stable - which is why they are becoming increasingly important
for industrial applications. When machining these abrasive materials, the focus is on the quality of the component edges. Fraying,
delamination or chipping create a demanding requirement profile for tool geometry and grade in order to be able to control these
component-specific and wear-related conditions. The risk of vibration on thin-walled components or when trim cutting panels, taking
into account down or up milling options, represents an additional consideration for stable milling. With a positive-negative insert
arrangement, coupled with internal cooling and a centre cut, the tools in the DM27 series offer a coordinated overall package for

universal milling applications.

DM27.C...

HBEY )y RR—ZRT +
Solid carbide body

%% Z3

multi edged
RIERFEHIN o s .
Wi A0 EFH

positive pulling cut

SHNT A tr2—-hNv bk

centre cutting

sharp cutting edges

EFHNEICHEED
0,1x45°
with corner champfer

FHYTFLA

negative pushing cut
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IV K2 DM27 (ph HorN piD)

v

2 / PKD
. u 0,01 @lé PCD N

- o
o | o
o | o
| NS
bx45°| |
- 2
I, e
UM I L — R
Cutting material grades
A TEMm A 4B
on stock 4 weeks
e d, b x 45° L L d, L VA
Part number
DM27.C12.01.3.14.0F 12 0,1 14 30 12 80 &
DM27.C16.01.3.24.0F 16 0,1 24 40 16 95 3
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End Mill
DM30
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IVEFZIL A
EndMill Cﬁh HORN i)

DM30

Fv7RLnHNEE spiralised for peripheral
AYJAIVEFZL milling of components

with long cutting lengths
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ANALFILTIVEI) DM30
EndMill spiralised (ph HORN D

DM30Y U —XDZ—) VI ITEFEOEVWEROMIABICERICKT TN TWS, AT EIFPCDF v T%
RELNATHAVICLEIETERHIDINIZ RL —XIZiT5. T XY MROUINIIEYIEIEO &R &
BEZERT %, PCDA VY — bOEERMUBEBRO CEEICEDNVEDE ., 5UVWVINTREOSEZ R
T3, COTEIFFICABZT—UVIMI. FUIVIMI. AEIMNIICEL TE D Wh 5 HIEEDYHA
ARITHEHATEZRITITERL, YINMARTZERARIGEALAELEFNIICEHEFERATE S, IAIEE M
BTNUHABICKWESIZHR>TWS,

Milling tools in the DM30 series are specially designed for cutting tall components. The PCD-tipped milling tools in a spiral design
impress with their smooth, paring cutting action. The segmented design reduces cutting forces and machining noise. The precise
positioning and arrangement of the PCD inserts ensures high surface quality and milling results without burrs. The tools
are suitable for peripheral milling, trimming or circular milling operations and can be used at small to medium infeed depths as well as
for finishing operations with maximum utilisation of the cutting edge length. The cutting edges are high quality and burr-free.

Is/ v

EmMNT R T B AT EANIL
Peripheral Milling Trimming Full track Partial track
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IVEIIL DM30 (ph HORN D)

EndMill

DM30.R10.../R12...

HBEY Uy RRT
Solid carbide body

AEZ0Oy M

with cooling slots

3tH
3-edged

toR—Hv bk

centre cutting

EFINEr0,2

with corner radius ‘

20/ 26 mm

DM30.R16.../R20... I

Solid carbide body

RIERHGIHI

with IC

% H73-4

multi edged

toR—Hv b

centre cutting

EXNE ro,4

with corner radius

36/ 43 mm
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A IXEIN DM30 (phHoRrN i)

Cllz3|DeE 4 |G- 2o |Fn B8

od,

1

-—l-i

Ui L— R

Cutting material grades

A TEMm A 4B

on stock 4 weeks
B d, r L L L, d, L z

Part number

DM30.R10.02.3.20.0F 10 0,2 20 88 4 10 75 8
DM30.R12.02.3.26.0F 12 0,2 26 40 4 12 90 3
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I3 DM30 (phinornph) A

G De|E3 4 | G| 20 | BNY B

AN
&

Yo L — R
Cutting material grades
A TER A 4B
on stock 4 weeks
ks d r L L L d L VA

Part number

DM30.R16.04.3.36.2A 16 0,4 36 50 4 16 100 3
DM30.R20.04.4.43.2A 20 0,4 43 56 4 20 110 4
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IVFIIL
End Mill (it HORN pit)

IR
End Mill %
DM33
R—3/Page
39

36



IR A
EndMill Cﬁh HORN [ii1)

DM33

BRERETILE S-S Universal use for long-
MIARAIVEFII chipping aluminium

and non-ferrous metals
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#BBLAIYEIIL  DM33 (ph HORN D)

Helix End Mill

EEEDEET LI DESRIFIMINEL L. THITEICHELVERNEINS, EROTILZA1HZR
b EIFERIC. BHAEPERESNETILIED ) AVEEXROBE I EERINTEBEENRET.
MIFETID K THBUR T BB, TEICIFBREALENER T ARD L EHIC. MIFRICHHLBIEITD
BEIDRBEE RS, DM332 1) —X THORNIIFRIICE R SNI-Z—U VI MIOFERRMH TS, COT
BIFEEHID THSYEYITH, RERRT Y hEMIT 38, sillTELICEVEDDSHEAIR/IIX
TIT—ZIYIDATTEDICHFFINTWS, CDAETIN VIDREE. R7v MPHITHARITP12~
16, ZLC20mZEOITEXRMEL TEEEE<. BENIIMNITE S, COITEICIFHOHICAZLI—3
ERIRDBDOVNWTED, FWARTY MITTHEELIYIDLS T OHHZEIRT %, DGV ) —XTIELD
AEBINMIDIODICEDKEDRY ) a—1 VB TOITEAY RMRB-INBFLABRETIDRILE—L
HAEHE THEHRTIEETH S,

Components made from high-strength and forged aluminium are challenging to machine and place stringent demands on the tool.
In contrast to classic aluminium die casting, extruded and forged aluminium causes long chip formation due to the lack of silicon
and a compressed material structure. In addition, there are built-up edges and above-average stress on the tool. With the DM33
series, HORN offers a customised milling concept. Whether for face milling or ramping: the tools are designed to produce bores or
pockets by helical entry into solid material without pre-machining and with high infeed values. Holes, cut-outs, pockets or profiles can
be produced reliably and economically using tools of 12 mm to 16 mm and 20 mm diameter. The tools are designed with a central
coolant channel and offer reliable chip flow even during deep machining operations. For larger bores, larger screw-in diameters are
available in the DG-V series in conjunction with tool holders of various lengths.

DM33.V...

HBEY Uy RRT o
Solid carbide body

31 H
3-edged
74 e tY&E—-—hv bk
vl?/?tﬁlfiﬁlﬁa/\ centre cutting

EXNId—7F—r2-3mm

with corner radius

8-12 mm
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IV E2I DM33 (plinornph) A
% HA ghé

© | Z3

>/
‘. .x 0,01

Y|

Bz

Part number

DM33.V12.20.090.1A
DM33.V16.30.090.1A
DM33.V16.30.130.1A
DM33.V20.30.100.1A
DM33.V20.30.140.1A

12
16
16
20
20

W W W W N

10
10
12
12

42
40
80
47
87

12
16
16
20
20

Yo L — R
Cutting material grades
A TER A 4B
on stock 4 weeks
L z

90
90
130
100
140

W W W W w
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FSOCMIT -T2 AE
Plunge Milling - Plunge angle

(ph HORN pl»)

hy 2—RbRTOREBEEFED
=J—URE

Ds  =hHva—iHIE

. =AvE—FE

U =AY Z—H0OMFE

Calculation of cutter centre path

D = Bore diameter of workpiece

Ds = Cutting diameter

r, = Cutting radius

U, = Circumference of cutter centre path

Upe =T X (7 — T REZ-HIE)

(Bore diameter of workpiece - Cutting diameter)
U,z =mx (D - Ds)
Aya—oA—NRAZFET5E :
BEXIEA=AR
a=I>THE
b=1EERH7-D DYAHRE (EvF)
a= Ay X—rLOARRS

Calculation using cutter centre path:
The basis is the right-angled triangle

a =Ramp angle
b = Depth of cut per rotation (Pitch)
a = Circumference of cutter centre path

SUTHEDED WS
7—2JDOAED=32mm

Oa®

1ElERdp =D OYIHIRES b = 3mm
tIHIRER Ds =20 mm
Example of missing ramp angle = ?
Bore diameter of workpiece Depth D =32mm
of cut per rotation b = 3mm
Cutting diameter Ds =20 mm
132/ Opposite side b 3mm
tana = R tangzs ——8M8M—
[#532Z / Adjacent side a 37,7 mm
hyg—t>r82—N2R - B5HE
Cutter centre path - Theoretical values
4% DM33
DM33 Recommendation
AYT4>T @ @ Dmin AYT4>T @ t JRth
Cutting @ Cutting @
[mm] [mm] [mm] [mm]
12 15,0 12 1-3
16 19,5 16 1-6
20 25,0 20 3-6
25 30,0 25 3-4
32 37,5 32 2-4

40
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S—UYIAYE (pl HORN ilD)

Millinghead

DG

SfEEAYR—~AY R for universal milling
TABEI RS applications with

high-precision exchange
interface
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S=DyiAvy
Milling head

(ph HorN D)

S—ULIYeYY HA o6
+

Milling shank
MG R JI_
+

DIN 1835-B

s

R—/Page
45

S—YHAYR

Milling head
DG Lﬁ

/

K

3

N

~R— °/“/Page
47- 48

42

R—page
49-50

~R— ‘)“/Page

51

/\°—°/“/Page
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SR D2 72 B V¢ (pl HORN )

Milling shank

HA ghé
—
-
1
- <X
K )
- |
_ _GJ: L
Q
B § L, d d, SRT L
Part number
MG10.HA10.055.1 58 12 10 9.8 DG10
MG10.HA10.070.1 70 24 10 9.8 DG10
MG10.HA10.085.1 85 39 10 9.8 DG10
MG12.HA12.070.1 70 16 12 11,7 DG12
MG12.HA12.085.1 85 31 12 11,7 DG12
MG12.HA12.100.1 100 47 12 11,7 DG12
MG16.HA16.085.1 85 24 16 15,6 DG16
MG16.HA16.100.1 100 41 16 15,6 DG16
MG20.HA20.085.1 85 24 20 19,5 DG20
MG20.HA20.110.1 110 50 20 19,5 DG20
MG25.HA25.110.1 110 45 25 24,5 DG25
MG25.HA25.130.1 130 66 25 24,5 DG25
Fimeabim
LYFeATavRidI—) >0 v o OICBLTVE R A, BIERIEX SISV,
Spare Parts

renches and additional equipment are not combined with the milling shank. Separate order required!
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=-UvIovry MG (ph HoRrN i)

Milling shank

B L L d d, % AT L
Part number
MG10.HA12.100.1 100 31,5 12 9.8 2° DG10
MG12.HA16.120.1 120 61,57 16 11,7 2° DG12
MG12.HA16.145.1 145 90 16 11,7 1° DG12
MG16.HA20.120.1 120 63 20 15,6 2° DG16
MG16.HA20.165.1 165 110 20 15,6 1° DG16
MG20.HA25.140.1 140 78,75 25 20,5 2° DG20
MG20.HA25.185.1 185 120 185 20,5 1° DG20
FiEghs
é/:ea;azr:t:r#/ @I II vV IICRHBLTVWERA. AIRIEXCEEI L,

renches and additional equipment are not combined with the milling shank. Separate order required!

44



=-UvIovry MG (ph HoRrN i)

Milling shank

DIN 1835-B
4

>
S i
I2

Bz L L d d, y AT L
Part number
MG10.B012.070.1 70 5 12 9.8 5 DG10
MG12.B016.075.1 75 6 16 11,7 10° DG12
MG16.B020.085.1 85 8 20 15,6 10° DG16
MG20.B025.095.1 95 10 25 19,5 10° DG20
MG25.B032.105.1 105 12,5 87 24,5 10° DG25

Sy IMERF—I

Material of miller body: Steel

FiEaha

LYFeAToavmidIs—U>Idov D OICHBLTVWE R A AIERIEXS TV,

Spare Parts
Wrenches and additional equipment are not combined with the milling shank. Separate order required!
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S—=Yygny RilE

Overview Milling Heads

(ph HORN pl»)

BRARR

-ABIE. fI)L—%—mMmI. 3—F—MI. EE7>

A1 ZAMI RTZ 54 ZIMI. 754 XML
JmMT

ERHR MK RENS &

v E—F

Z72-73

Ef£10/12/16/20 mm

Suitable for universal use such as routing, corner milling,
facing, contour milling, circular milling, spot drilling

With internal cooling

Centre cutting

72 -173

Diameter 10/12/16 /20 mm

HOWBIEET T AMIICRE
REMEHIN. B/E

T R-HEL
Z3-176
BEf£10/12/16/20/25/32mm

Suitable for all face milling operations
With and without internal cooling

Not centre cutting

Z3-76

Diameter 10/12/16/20/25/32 mm

ANJALES LV TS IOMIICRE

[NRYRY %

TUED LTI, BAN. Ry b. SEVIMI
FE7S54XMIT
EZ?TZKWL\MILC%E*HZKBJ:UWL\DDIFH

Ef%20/25/32mm

Excellent for helical and plunge milling

- For milling larger holes, grooves and pockets from the solid, ramping

and face milling
Z3
Diameter 20/25/32 mm

FARS & UL TR
RERFRIMINT &

Z2-73
¥1%Er5/6/8/10 mm
Suitable for radius and copy milling
With internal cooling

72 -173

Radiusr5/6/8/10 mm



T—yvIAyR DG (ph HoRrN i)

Milling Head

|| 22

e |[ 7
0,01

ad,
pat

bx45°

o L — R

Cutting material grades

A EEm A 4 B

on stock 4 weeks

Bz d, b x 45° L d L Z SwW 22T s
Part number

DG10.C10.01.2.05.2A 10 0,1 5 9.8 18 2 8 DG10

DG12.C12.01.2.06.2A 12 0,1 6 11,7 22 2 10 DG12

DG16.C16.02.2.08.2A 16 0,2 8 15,6 30 2 13 DG16

DG20.C20.02.2.10.2A 20 0,2 10 19,5 30 2 17 DG20
BERT 1 —

Carbide base body
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S—YYHAYE DG (ph HORN ph)

Milling Head

| 23 || )&

e |[ 7 N

Q“ 0,01

"
]
</ 1, IS L — K
Cutting material grades
A TER A 4B
on stock 4 weeks
B d, r L d, L Z SwW SRT L
Part number
DG16.R16.02.3.12.2A 16 0,2 12 15,6 30 8 13 DG16
DG20.R20.02.3.14.2A 20 0,2 14 19,5 30 3 17 DG20

BEERT 1 —
Carbide base body
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S—YYHAYE DG (ph HORN ph)

Milling Head

/Y 1] PKD

18 \ﬁ% L .x 001 || || pep

o
=
- (]
o
(o]
bx45
M I L —F
Cutting material grades
A TER A 4B
on stock 4 weeks
il d, b x 45° L d, L VA SW AT L
Part number
DG10.M10.01.5.03.0F 10 0,1 8 9.8 12 5 8 DG10
DG12.M12.01.5.03.0F 12 0,1 3 11,7 14 5 10 DG12
DG16.M16.01.6.03.0F 16 0,1 3 15,6 19 6 13 DG16
BERT 1 —

Carbide base body

49



=-UyIAYE DG (ph HorN piD)

P DAY A A

N,
80
-
[
o L — R
Cutting material grades
A TEEm A 4B
on stock 4 weeks
B d, r L, d, L, z SwW SRT L

Part number

DG20.M20.02.6.06.2A 20 0,2 6 19,5 26 6 17 DG20
DG20.M25.02.6.06.2A 25 0,2 6 19,5 26 6 17 DG20
DG25.M32.02.8.06.2A 32 0,2 [} 24,5 32 8 21 DG25

ZF—IRT 4 —

Steel base body
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S=)>oAyFR

Milling Head

DG

(ph HORN pl»)

AR

¢

PKD
PCD N

=

Bz d,

Part number

DG20.V25.30.3.11.2A 20
DG25.V32.30.3.12.2A 25

AT A= )LRT 1 —
Steel base body

B ASBICOVWTIE, YT

For technical instructions see system DM

I:Jmin I lZ
32 3 "
40 3 12

@DM33%%E’% LTLEESE W,

19,5
24,5

Yo L — R
Cutting material grades
A TER A 4B
on stock 4 weeks
L z SW AT I
30 3 17 DG20
30 3 21 DG25
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S—YYYAYER DG (ph HORN pl»)

Milling Head

< \% PKD
&0 s 4 ko [N

I
i
=
(o]
<
Ui L— R
Cutting material grades
A TEMm A 4B
on stock 4 weeks
B d, r L, d, L z SW AT L
Part number
DG10.K10.05.2.07.2A 10 5 7 9.8 18 2 8 DG10
DG12.K12.06.2.08.2A 12 6 8 11,7 22 2 10 DG12
DG16.K16.08.3.10.2A 16 8 10 15,6 29 3 13 DG16
DG20.K20.10.3.12.2A 20 10 12 19,5 30 3 17 DG20

BT 1 —
Carbide base body
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KERAAY FIL
Exchangeable Head Mill

(ph HORN pl»)

FILEZOLRVIEHZER
MIBETF25—751X
AT

Modular face and circular
milling system for
aluminium, Al-alloys

and non-ferrous metal
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ZHRAY RS (pl HORN ilD)

Exchangeable Head Mill

A Y R

Exchangeable head
DMS50 i

57
) =T 3
Change sleeve
DM50 L
R— [Page
58
=27 —=N—
Milling arbour HSK A
DM50 3

R— [Page
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ZHRAY RS (pl HORN ilD)

Exchangeable Head Mill

HORN®DDM50 ) — X E—MRBIBMI R 7 THORBOMIFEAMRE L SNZBEICEITRET SN,

TEEMR. XELER. ERANMREOEANSZEIRIMIEIETH S, RDEENHELLABIANY REE
A —MIKIETES, THICHBIRA) —THRORRITZETNIRIZEETRZECHNTES, K
D)=XEZDESICLTMIRBICH L TIEZAREIAXATE., AFICTEIX MOERDRIET S
DTHD. COTEDOFVEHMOEMNFTYUYNARS., O—F—R. £FLOA—F—EBRODFEZLEICILL
TEETERUENTE S, FREAMEABBOA > — MI21DLEXRDEAEHEEH>THED., 4L
BMIBREFEVAICEDEERFTC B> TV, ANBIFICEN—YEOITNHHBRWVIERARMERD
BEDTS. BFBEOSVWINIERNMRISING. COTETHA VIZEHOAREDEEZERLTED. X

L—=XBMIEWVIIIEME%ZEEICT o

With the DM50 series, HORN offers a tool concept that is a well thought-out solution in terms of wear, flexibility and cost-
effectiveness, especially for universal applications and those that require optimal cycle times. The main wear zone of the head and
inserts can be repla-ced - including an individually replaceable change sleeve that enables different cutting heights. The system
therefore offers a tool solution that can be flexibly customised to any application, while at the same time focusing on operating costs and
service costs. Thanks to its high level of versatility, the tool system can be converted quickly to different corner radii and corner
chamfers with the desired cutting height . The combination of inserts on the face and periphery in a 2:1 ratio is tailored to different
application requirements and milling techniques. Precise positioning on changeover without any offset guarantees accurate milling
results. The design, with an emphasis on the axis angle, enables smooth cutting and high surface quality.

KENZVRE

3/439 pre-balanced
3/4-edged

6/8%H
6/8-edged

IVRTravk -EHD

Short and long extention

with IC

\ REBHGIHIN

AF—IR—ZKRT+«
Steel base body

Rh3yr
with Poka Yoke
<=7

Optical positioning fixation
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ZEAY I (ph HORN D)

Benefits Exchangeable Head Mill

R LCOEBICEZEVWI SV TH
ilzovy
-F—ERBOFBICEZ R Y T T TILDER
SEDTITRBOBWRLICL DB NEEERREAL

- Very high clamping force due to thread ratio

- Self-locking

- No risk of injury due to slipping of the key

- High force transmission due to maximum assembly tension

r/"

AN

- D= S IC AR RRAEA S DY T
FRBENAS TR RV HEH
-BER T v 2 —TARBR D AT B

FEBIEI= v bAHRATRE
-1z b RIABDTHEEEBNAIEE
-MIFAROEENEHE S

SRR —=TREETIVT Y PEETR ML UmED 6 -mWAREZ R
-EVAS-RETTEHEREZRR - 15FRN I D AT RE

Main wear zone can be replaced - Very high flexibility

Significant reduction in follow on costs - Simple conversion and handling
Quick conversion to other geometries - No unnecessary cutting edge
Double-edged head for intermediate sleeve - Universally applicable
Resource-saving - Customised solutions possible

SHOERERETE L L TRA BRHRERERUD DRMATRIT TS e TE X T, PCDDEL.
TVEMR RIFA. I—F—RITA I—F—EHROTE. TEREFRALHEHAIETI,

Thanks to our semi-standard tool, we can implement different special geometries flexibly and at short notice. Variants of PCD
substrates, face geometries, clearance angles, corner radii or corner chamfers as well as tolerances are possible.
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gﬁ%i}bﬁ head DM50 (ﬁh HORN I]h)

/2 || []ame | PKD
5 :%\5% oor [ ||| peD N

n=20.000

M I L —F

Cutting material grades

A TES A 4B

on stock 4 weeks

B d, r L L z B2

Part number Size
DM50.WK040.06.06 40 0,4 9 14,1 6 040
DM50.WK050.08.06 50 0,4 9 15,1 8 050
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X2 —7

Change sleeve

DM50

(ph HORN pl»)

L e

Ve

5o

PKD
PCD

B

Part number

DM50.WH040.03.18
DM50.WH040.03.29
DM50.WHO040.03.40
DM50.WH050.04.18
DM50.WH050.04.29
DM50.WH050.04.40
DM50.WH050.04.50

58

40
40
40
50
50
50
50

25
35
46
25
35
46
57

5189
53,5
53,9
53,5
63,5
63,5
63,5

NN NN W W W

o L — R

Cutting material grades

A EER

on stock

Y12

Size

040
040
040
050
050
050
050

A 45BRS

4 weeks




=—yvJ7—N—  DM50 (pl HORN )

Milling arbour

HSK-A

o
B L L d, H12 DZ. SN
Part number Size
DM50.GK040.HKé63.110 110 58 40 040 HSKA-63
DM50.GK040.HK63.150 150 98 40 040 HSK-A 63
DM50.GK050.HK63.115 115 67 50 050 HSK-A 63
DM50.GK050.HK63.150 160 112 50 050 HSK-A 63
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*HIERPAE

Assembly Instructions

(ph HORN ph)

ATv71:

o HEMZERTIZART—N—Z+R3ITHEELET,
o REDBHRRE,

Step 1:
e Thorough cleaning of the milling arbour using compressed
air.

e Visual inspection of the ground surfaces.

ATv T2
o R —=T%HIVIGT—N—IZHEALZX,

Step 2:

e Insert the change sleeve into the milling arbour.

AR

R —T2RDICKRET B A BRVESICLTLE
TV DO HFAZRISIEEDAH T,

Note:
Avoid positioning the change sleeve at an angle.
Installation only possible in one position.
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ABTHIEAE (ph HORN D)

Assembly Instructions

ATv 73
e EMIT7—ZFEALTEAY RE+2ICHFELET,
o NHEAAY RZXBARV—TIZHEALET,

Step 3:

e Thorough cleaning of the exchangeable head using
compressed air.
e Insert the exchangeable head into the change sleeve.

AR
THAY RICIIRAITHBLERTODBIN—IBBD ET.
COIR—TDABETLHIEDFIFoNFEA.

Note:

Exchangeable head has a Poka-Yoke assembly aid.

It can only be engaged in the positiondefined by both milled
recesses.

ATy 7 b

o XIMMTRV—TZLoHMDEHEFSL. K0.5~1mmiFL
RHETEZETHAIZMOET,

Step 1:

e Hold the threaded sleeve firmly and tighten the screw
until it protrudes by approx. 0.5 -1 mm.
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ABTHIEAE (ph HORN D)

Assembly Instructions

27w T b

. ZSARTYSr—LAVEFHTEEALEIETET.
EF3FTHRLRAD,

e NRULMRLRV—TLRLEIICHZczEREL. BET
HNITHART 3,

o F4TFLISwILALE3NMTHDMHTET,

Step 5:

e Manually turn the thrust washer and screw to approximately
the same level.
Screw in until it stops.

o Ensure that the screw is flush with the threaded sleeve and
readjust if necessary.

o Tighten the differential screw to 30 Nm.

AR

RBLIE. RERD—=THh5IFHAHLTED. EIILHMAATEDL
TIEWTEEA, X =TT CDEREIIRK
0.5mmTd,

Note:

The screw must neither protrude beyond the threaded sleeve
nor be sunk too deeply. Tolerance offset in both positions max.
0.5 mm to each other.
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> AT L\/System R—/Page
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JTARZ)N (ph HORN pi»)

Face Mill

1Az

Face Mill

DM70 i
R— [Page
68

S—UVILYYY

Milling Shank
NR— [Page
69
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TJT1A=)N
FacJe:Mill Cﬁh HORN [il)

DM70

SEEAARBRNIER T 5 High-precision change
ATAVAT L system for face milling

E1%30~50mm Diameter 30-50 mm
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JI1ZI DM?70 (ph HORN D)

FaceMill

HORNIZIEE 7 1 AMIAICDMT0 ) — X ZBFE LTz O —XIFEERDI—1) VI MITEELMN
ITHEFREZAEICT ZIVETIESR, EEHODORAME T—/N—HIFFEBICHERICTETED., #HAME
BRNIEZTI7O0VBICERENTWVWS, PCOFY TEEELILI UV T hy 2 —8%Z8ERT« ETEEHLD
ARSI TEIFZ2D T, WRMCEES AT LACEFEES AT LATOFERICEL TWS, BERT 1 IdEL
ZEMZIRML. PCOUNIH D OBEED IR TH. RUBEREZRILET %, D) —XIE—HRH%E
FEE7SAZAMIICHGET BRI THASIEZONI I -3 VDLTEEESHLRICEEON) I -2 3
OB BHSKEI-ARA TDTRATRA— L DIEABHEICED. FTOHZEERRDELLDLE LIMIH
ARETH D, THICCOIEEFERAD SR LAARDI—F Y FMEHLAY REEETEIETHRD
SVLWAEI—Z > MNIHAEETH B,

HORN developed the DM70 series especially for face milling. The system enables high efficiency milling and good surface quality in smal-
ler diameter ranges. The precise face and taper contact interface guarantees axial run-out in the p range. The simple and quick replace-
ment of the PCD-tipped milling cutter onto a carbide body is suitable for lean production processes and automated production systems.
The carbide body also offers high stability and guarantees a long service life, even when the inserts are re-tipped several times. The series
is designed for stable milling as well as face milling operations in deep structural components due to the availability of large and small
cutting diameter variants as well as a short and a long HSKé3-A holder. The system offers reliable cooling properties with a sophisticated,
screw-mounted coolant distribution system on the face.

AENS > RFAREE

pre-balanced

5-12H
5-12-edged

2F—LRF 4

=== Zx S —_
= St SREALERBEA >V EZ—T 1R Steel base body
7 _ 7/ I"f#\::‘fﬁmlﬁ Exchangeable interface,
Cooling distributor short cone with facing system

BEI—-U>JhyiR—
Solid carbide
milling cutter
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I ZAZIBE DM?70 (ph HORN D)

Overview Face Mill

F=SSLUh5DRE 2R
Cutting edge Total length

g 30 mm 140 mm
g 30 mm 90 mm
g 40 mm 150 mm
¢ 40 mm 100 mm
g 50 mm 160 mm
g 50 mm 100 mm
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PEN P DM?70 (ph HORN D)

T A1 [ilamax| | PKD
5 :% \ﬁ% 5 QL—JZ’O_OUO pcp || N

%

- od

: - 1 - S L — e

Cutting material grades

A TEMm A 4B
on stock 4 weeks

Bz d, L, r L z 22T s
Part number
DM70.R30.05.05.2A 30 8 0,4 5 5 MDRO024
DM70.R30.08.05.2A 30 8 0,4 5 8 MDRO024
DM70.R40.06.05.2A 40 10 0,4 5 6 MDRO036
DM70.R40.10.05.2A 40 10 0,4 5 10 MDRO036
DM70.R50.06.05.2A 50 10 0,4 5 6 MDRO044
DM70.R50.12.05.2A 50 10 0,4 5 12 MDRO044
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=-y>Jov¥>¥o  MDR (ph HORN D)

Milling Shank

HSK-A| | L3 ™

n=20.000

@
sy [
" e
@D
1
B d, L L d, SRT L
Part number
MDR.024.HSKA063.090.F 30 90 82 20 MDRO024
MDR.024.HSKA063.140.F 30 140 132 20 MDR024
MDR.036.HSKA063.100.F 40 100 90 29 MDRO036
MDR.036.HSKA063.150.F 40 150 140 29 MDRO036
MDR.044.HSKA063.100.F 50 100 90 38 MDRO44
MDR.044.HSKA063.160.F 50 160 150 38 MDRO44
Fimabam
Spare Parts
U2/ D2 27/ kel FLOZRLVF
Milling Shank Screw Torx Wrench
MDR.024/036... C009001 T8L
MDR.044... C009002 T8L
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Additional Equipment

(ph HORN pl»)

/=37 MERRE

Cooling distributor

>

ed,
)

B

Part number

020.1906.7253
020.2608.7564
020.3210.7565

D 1317 FBEkam

Mounting piece

19
26
32

B

Part number

020.0212.7453

70

20

020

L fal
Thread
20 Mé
25 M8
25 M10x1

020

SwW

20 17

SRAT L

MDR024
MDR036
MDRO44

S RAT A

MDRO024
MDRO036
MDRO44
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Assembly Instructions

ATw 7T
. ?ﬁIT—%ﬁ%L\WDﬁHWE+ﬁE%ﬁL§
L4 EYDﬁU’“W@’k (/ﬁn%‘)‘rip Db\@\/\ K%EEDIL\) o

Step 1:

e Thorough cleaning of the interface using compressed air.
e Visual inspection of the ground surfaces (free of dirt and
dust).

27—“)72:
« Z7TAZINBOHHEHOREE, I_‘HEI) F1lk -»v“-g_

o
Step 2:

e Thorough cleaning of the interface of the face milling
cutter using compressed air or a cleaning cloth.
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Assembly Instructions

ATwv /3

e USVTRLZE/AL. B<EEINSETRLAHZFTT,
. Eggﬁﬁﬁfi%lEL(EIE?%Tc&b\ HRBLRREICRLAATKL

Step 3:

e Insert the clamping screws and screw them in until
they are lightly seated.

e For optimum fixing of the interface, screw in the
screws alternately.

AR

FEH7SAAMIAYyEZ—ZRILE—ICty LT
B FSATEVDEMTZET. KEEDICELT
TSV,

Note:

After placing the face milling cutter on the holder, turn
it clockwise until the drive pinis in contact, without

any play.
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Assembly Instructions

AT L4
o UV TRLE2NMD MILYTHDE T,

Step 4:

e Tighten the clamping screws with a torque of 2 Nm.

ATy S5
o V—ZYMEREBEFH THLIAAET,
o FISUAVERDOIY VYT I E— %Y
R—MIEBRITZEHTEET,

Step 5:

e Screw in the coolant distributor manually.
e The mounting piece with plug-in connection can be
used for support.
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Assembly Instructions

ATvw e

o WOfIFRmZEERL. /-5 MEEREZ X
by ZICRLCRAHET,

Step 6:

e Screw in the coolant distributor to the stop using the
mounting piece.

ATYvTT:
o U—F  MUHAREER NLIANTTHOHITET,
o MHORTDEE. ANFTHBEBSHVWKLSICEET 0
o RLDKILY B330=15Nm,d40/50=25Nm

Step 7:

o Tighten the coolant distributor using a torque spanner.

e Hold the spanner in place when tightening to prevent it
from slipping.

e Torque of screws @ 30=15Nm, @ 40/50=25Nm
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Fac:elz:Mill (ﬁh HORN I]h)

Jx1RAXI)

Face Mill

DM90 i
NR—3/Page
79
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Z2x1AZ)
FacJe:Mill Cﬁh HORN I]h)

DIN-ISO7 —/\—HAE14$5E High-performance

FEISAAMIH Y R— face milling cutter for
o il v DIN-ISO arbour

E250~125mm
Diameter 50-125 mm
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JI1ZI DM90 (ph HORN D)

FaceMill

AALHZARBRDOEET S AMIRS IINA—MIH S, TUSURNTSVTRREOMIICES F T
THICHRARIERESBOER 7 S1 AMITH>TH. NUDEVWINTIZFEEICEETHS, LIch>T

PCDF v 7DA ot — b TlE. NUDRETIHENDNEIROBETH S, DM U —XIHFICZ DRERE
HRERT BT-OICKET TN, SVHREZRIBET %, ¢50~125mETHBORWVWZ A TLBEWR 1 7% EH
LTW3, HORNODITEIFCNSDMIICRBETHD . THICKBOID ST > — MAREEOHNENE
WEREHICAR 2 TW3, BOTRL—XABMI%ZAEZDIEIE. S /O0VEOHARIRNBEETH S, #
AETIDAHFREEE mDTEMIEISTELEFMITH>TH. COITEIZRz 4 pym U EDORET EIFEERIR
ER-

From face milling or shoulder milling of die-cast aluminium components to the machining of engine or housing components and even
the face milling of surfaces of various non-ferrous metals, burr-free machining is essential. Accordingly, PCD-tipped inserts are the
bench-mark. The DM90 series is specially designed to meet these requirements and deliver high performance. It is available with long
or short flutes in diameters from 50 mm to 125 mm. HORN offers the appropriate tool for these applications, without time-consuming
presetting of the inserts. The series is notable for its extremely smooth running and axial run-out accuracy in the p range. Whether for
roughing cuts up to ap = 4 mm or for finishing cuts, the system achieves surface finishes of better than Rz 5 ym.

/NS Y RAEEH

fine balanced

RAF=IRT«
Steel base body

BER T —F > Mia
optimumcooling distribution

6-20H
6-20-edged
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Face Mill

W e

Bz

Part number

DM90.R050.06.05.2A
DM90.R050.12.05.2A
DM90.R063.06.05.2A
DM90.R063.14.05.2A
DM90.R080.07.05.2A
DM90.R080.16.05.2A
DM90.R100.09.05.2A
DM90.R100.18.05.2A
DM90.R125.10.05.2A
DM90.R125.20.05.2A

50
50
63
63
80
80
100
100
125
125

22
22
22
22
27
27
32
32
40
40

0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4

o1l o1 o1 o1 o1 o1 o1 o1 o1 Ol

47
47
47
47
57
57
77
77
88
88

A EER

on stock

40
40
40
40
50
50
50
50
60
60

o L — R

Cutting material grades

A 4B

4 weeks
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Geometries

BESEBEOHATRNI T -3 VICED. EBFRETNTNOERTERICEL WL ETo HEMRN
UI—23vid. BRRERE. K32 bO-)L. RETVEIRS. BLOMRFEICEHOETTEET,
CDFEZFEICK D HORNISEAMIEF. RIS, BREAOEBNIMINY 7—IZ ML E I,

With a total of 5 geometry variants, we offer a broad spectrum for customer-specific requirement profiles. The geometry variance
is tailored to defined surface qualities, controlled chip breaking, required cutting depths and component properties.

With this semi-standard, HORN offers a comprehensive and powerful overall package in terms of technology transfer, flexibility and
short delivery times

FyITIL=n=5 Ik DI BN AR
Geometry

Chip forming geometry for controlled chip
breaking

FvIIL—H-B BHID ICREART A /N—F
Geometry
Wiper geometry with stable shoulder

TUTILTITE e VAN

Geometry
Version with corner bevel

FvIITL=h—P 70774 JmMIHE
Geometry

Profile geometry for defined
surfaces
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FacJe:Mill Cﬁh HORN I]h)

DTM

AT L/ ~R—/Page
System 82
DTM 90

DTM1710
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J2T1RAR=Z)I
Face Mill

(ph HORN pl»)

T—=N—BT 8 Hhy Z—
Arbour Mounted Cutter
DTM

1 oH—k
Insert

DTS

NZ B —
Balancing Insert

DTS

82

MKD
MCD

R—/Page

PKD
PCD

MKD
MCD

R— [Page

MKD
MCD

R— [Page

R— [Page



Z2x1AZ)
FacJe:Mill Cﬁh HORN I]h)

DTM \

fRmEt LIF eI ge R p B AEAEEMEHS Face milling with p-precise
EEMIFARARAT L adjustment for optimum
surface
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Arbour Mounted Cutter

MKD " || = || PKD
MCD :é |8 |=>|| pgp | VDD \74

C
o]
|- i
i
= | N
T apet| L] |
!‘u
LI [ 2s|® 5
| ]
Ll !
E_
L h J
H=aBFN\—-2a>
Picture = right hand cutting version
Bz z Ds h d, d, L, b c N
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 38 12,4 7 18000
DTM.CX09.100.A32.07.AL.F 7 100 63 58 32 48 14,4 8 15000
DTM.CX09.125.A40.08.AL.F 8 125 63 70 40 46 16,4 9 12000
BREERERENE 751 RV XT A
with p-precise plan setting
TILIRT 1
Aluminium base body
Fimabam
Spare Parts
T=N—BftFhys— Rt FLORLVF
Arbour Mounted Cutter Clamping Screw TORX PLUS® Wrench
DTM.CX09.040-063... 030.350P.0853 T15PQ
DTM.CX09.080-125... 030.3509.T15P T15PQ
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19—k

Insert

DTS

(ph HORN ph)

PKD
PCD

Bz

Part number

DTS.CX09.11.HO
DTS.CX09.11.H5
DTS.CX09.11.HF
DTS.CX09.33.HO
DTS.CX09.33.H5
DTS.CX09.66.HO

9,525
9,525
9,525
9,525
9,525
9,525

bl
bk
4k
4k
4k
44

UO
50

0°
5o
0°

DTS.CX09.66.H0

3,97
3,97
3,97
3,97
3,97
3,97

r Wiper

12,5
12,5
12,5
12,5
12,5
100

(B

0,9
0,9
0,9
0,9
0,9
1,7

0,4
0,4
0,4
0,4
0,4

o L — R
Cutting material grades
A TER A 4B
4 weeks
on stock b
x 45°
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Insert

DTS

(ph HORN pl»)

MKD

MCD ‘

X0

B

Part number
DTS.CX09.MD.M0

DTS.CX09.MD.WO0
DTS.CX09.MD.X0

86

9,525
029
9,525

A
b
A

o L — R

Cutting material grades

A TER A 4B

on stock 4 weeks

s r b x 45°

3,97 100 0,2
3,97 50 0,2
3,97 100 0,2




NS H— DTS

Balancing Insert

(ph HORN pl»)

MKD
MCD
\ o
s -::\\ o
R\
\/AE
==// /’l
T Ui L— R
Cutting material grades
A TEMm A 4B
on stock 4 weeks
B5E d d, s
Part number
DTS.CX09.AT.HM 9,525

4 3,97
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Adjustment instruction System DTM

tiny
(RAFHEMA£0.05mm]

o FAREV()ZEMHMUE (B> LEOBENIIEARICKSZAMAE) ICEBHLET,
o DTS... A H—hr%&ENMLIZRLQR)TRY v bo— MMIBDHTE S, )
o BEOHICHOMIFIA oY —rZ2ABRE Y1) ZRESE1 U — N RBHEHEEZRESEL
F94 00— FOHEEFKDHIT FILIIF2.5NM T,
o I UHY—FrOHAMIENEZ IANTFTvIL. AELET,
S EBOHLEDARE Y (1) ZEEI D IC0.01mmEIHT EFTE L. —FSLWIN
H=EED £,
SEOOEOEHAESTZHELE I,
S HAEBE > (1)10°0[EE T.0lmmOE A EBHE T,

o BHFTOREBEV(1)Z TF2ARADRARBIIE> DAY —bAD LI ZHRSZ L
ICBBTOMRLEEA. TOREDNHBZHE. —Er Y — bz L. FARF
Bz RADS5EORL TRV,

o MDYINFDHAEIRNZHERL TSIV,

o METHNIZB)DMERLZRHEL. BINFTURZL>TLREL,

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 2,5 Nm

o 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

e Don‘t turn back the adjusting pins, it means the insert leave below the fixture, in the case
maybe repeat the procedure of adjustment

o Check the axial runout of all cutting edges

e If necessary, fine balance the system using the Mé screw (item3)
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Fac:cle:Mill Cﬁh HORN I]h)

7—N—EfIFRAY Z—

Arbour Mounted Cutter
DTM i

R—/Page
92
A —
Insert PKD
oTs PCD
R— [Page
93

90



Z2x1AZ)
FacJe:Mill Cﬁh HORN I]h)

DTM1710

S ESEEEMIBIR/ERE Face milling with p-precise
BRI EIZIHER I ST R adjustment for optimum
surface
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Arbour Mounted Cutter

| =il
8|8]“ :
I?_
B5E z Ds h dy d, L, b c N oo HWS
Part number
DTM.1710.050.A22.10.AL.F 10 50 48 41 22 33,9 10,4 6,3 18000 171001
DTM.1710.063.A22.14.AL.F 14 63 48 49 22 33,9 10,4 6,3 16000 171001
DTM.1710.080.A27.18.AL.F 18 80 50 50 27 33,9 12,4 7 14200 171001
DTM.1710.100.A32.24.AL.F 24 100 50 80 32 30,9 14,4 8 12700 171001
DTM.1710.125.A40.30.AL.F 30 125 63 89 40 38,9 16,4 9 11300 171001

BRERRBRENE T I1 AT A

with p-precise plan setting

DIN 8030ZE#L 7 —N—EXD TR Ay & — ME:OD—T1 VI LG EREETILIZU LA
Arbour mounted cutter as per DIN 8030, material: high-strength aluminium, coated

LoD LY 4#k 030.3576.T10P = 3,0 Nm.
Torque specification of the screw 030.3576.T10P = 3,0 Nm.

FimaBan

Spare Parts
T=N—BftFhya— fal FLOZRLVF ffdRIL b vy IRE
Arbour Mounted Cutter Clamping Screw TORX PLUS® Wrench Tightening Bolt Adjusting wedge
DTM.1710.... 030.3576.T10P T10PL 030.1047.1254 070.5080.0180
DTM.1710.080.A27.18.AL.F 030.3576.T10P T10PL 030.1249.1256 070.5080.0180
DTM.1710.100.A32.24.AL.F 030.3576.T10P T10PL 030.1649.1257 070.5080.0180
DTM.1710.125.A40.30.AL.F 030.3576.T10P T10PL 030.2062.1258 070.5080.0180

92



19—k DTS (ph HORN D)

oo | 60| 69| HO

ol |
’19\0

_
[}
2
o
=1 3
| P
d_',_. E@
I
Yo L — R
Cutting material grades
A TER A 4B
on stock 4 weeks
B d, y s t r Wiper (B) r L HIS
Part number
DTS.1710.11.HO 4 8° 5,99 2 12,5 0,9 0,4 17 171001
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Instructions for use

ITEty T I DEKRBR:

FE7 A ZMITREGNIAZESICIE. INTOIEBIHHI > TV ENUETT, i
EFEEDHORNAE Y MY T v D% Y 3 L T, MARATRNZ BBELUMOEERICRE T S e’
TEFEY,

o COVRTLIE. BUVBELBHEBREEEZRRHBITVET,

o ME, WE. RO DEBBABOLDICIF. AERY—ILTUEyZ—DOERZHELE T,

o AIEREZBITDIH. PCDALY FOITRTOIALEABITERLTIIZETL,

Basic information on tool setting:

e Too achieve optimum surface qualities during face milling, it is essential that all cutting edges are axially
coordinated with each other.

e By using the high-precision HORN wedge adjustment, the axial run-out can be set in the required pm
range.

e The accuracy to be achieved in combination with the easy handling distinguishes this system.
e For easy, comfortable, quick and precise adjustment, the use of an adjuster is recommended.

e Clean all cutting edges of the PCD cassettes with cleaning compound to avoid measuring inaccuracies.
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Tool Setting

(ph HORN pl»)

AT
TORXPLUSL > F10IPCHREHFYT v
BRSO & REFEHEID (C1[EER S
tE 9,
Bk
ITARTOFEEY v oNEH
hyR—DRT1sONMAEEE L
FER—ICEBEIDICLTTFEL,

Step 1:

e Turn the differential pin with a
TORX PLUS wrench 10IP one
turn counterclockwise.

Hint:

Place all adjusting wedges face
to face with the outside diameter
of the milling body.

ATv T 2:
° PCDAt v I\CDTAL,%%&)\
OO0y bS5 ERSICERDALET,

Step 2:

e Loosen the clamping screw of
the PCD cassette and remove it
upward out of the sleeve.
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Tool Setting

XTvw S 3:

e IF7JO-—THWOMFZROYME
BHRL. FLLPCDAEY b E X
=TI EDBEALET,

Step 3:

e Clean the cassette seat with
compressed air. Place the new
PCD cassette in the sleeve from

the top.

2Tw T b4

e PCDAtY DR LZHEAL. 1.5 NmTHE
DIFIFET,
E— N

wOMITDEE, PCDAE Y hEEIFL.
HEITYIICTa v bEEET,

Step 4:

e Insert the clamping screw of
the PCD cassette and tighten
itto 1.5 Nm.

Note:

When tightening, press the PCD
cassette lightly so that it fits on
the adjusting wedge.
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Tool Setting

ATvw S5

e TORXPLUSL >F10IPTHE
Ty IMNERD R EREED
ICHEETHE XY,

o d—JL:
DT B3BRIE. PCDAEY %
RIESHL. FAEITvIIZTr Y
F3BLSICT B,

Step 5:

e Turn the differential pin with a
TORX PLUS wrench 10IP a half
turn in a clockwise direction.

Goal:

When tightening, press the PCD
cassette lightly so that it fits on
the adjusting wedge.

AT T6:

o HERVY—-ILTVEYyE—ZFERAL
T. PCDAt Y b ERETEEMEK
D-0. 0l MMTICARLET, CNExiT
SicliE. FTHEEBELTEBLED
HEUBZXIEL. FNH5
EM-0.01lmmIZ#Ed % £ TTORX PLUS
L >F10IPTHRAG T = v PUBRD T
SHEBETEIDICEIL £,

e EVI:

WOMITBBIE. PCDAtL Y EHFEE
Ty IICREDRLSICECHELTL
230,

Step 6:

e Using the setting device, optically adjust
a PCD cassette -0.01 mm below setting
dimension EM. To do this, grasp the
cutting edge with the measuring device
and turn the differential set screw
clockwise with TORX PLUS wrench 10IP
until EM -0.01 mm is reached.

Hint:
When tightening, press the PCD cassette
lightly so that it fits on the adjusting wedge.
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Tool Setting

ATv ST
o KIZLYFTPCDALY FDRL%E
3.0NmTHEDFITE T,

Step 7:

e Tighten the clamping screw of
the PCD cassette with a torque
wrench to 3.0 Nm.

ATv S8

o REEBZXFEHLT. —BALMED
=SWPCDAE Y hEREL. BEZO
JoLEEOEYNLET, TRTD
PCOAty bZE—DEIICHAE :
TORX PLUSL > F10IPEfEB L T.
BTy SNBEBRDRSDUBEENT
OIC7 % £ THRETEIDICEIL £ 9
(AZEE2um)

Step 8:

e Use the setting device to optically
determine the PCD cassette with
the highest cutting edge and set the
measuring programme to zero.

Adjust all PCD cassettes to the highest
cutting edge:

To achieve this, turn the differential set
screw clockwise with the TORX PLUS
wrench 10IP until zero dimension is
reached (tolerance + 2pm).
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Face Mill URL‘A (ﬁh HORN I]h)

MX

A RiRN ARSI S F:Fe ft“i;lling V_Vi:h t
— — dadjustaptie axiat run-ou

IER7 1A AT LA

$w A2 —1F 63~125mm

Diameter 63-125 mm
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Xy

Your Advantages

FERIVb Key Points

- 1w A2 —1% 63mm/100mm/125mm - Diameter 63 mm/100 mm/125 mm

~-EREMOEVRXTI /O —ICL%E - High precision and easy handling
BE LB SRR based on the very reliable RX-

- S ULIHI 4 EE technology

-8V Uy Fo—@FEFHEA Y T+ - Significant savings thanks to
>JTL—F high-performance cutting

-BERICK DRABHNFE - Highest rigidity thanks to pcd tipped

solid carbide cutting ring
- No adjustment efforts for the customer
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E=UYIIRTL
Milling Cutter

hyTF42ITL—F

B
Milling Cutter
H12 TIRE d B z kg FvIIL—h— FL—F
MX063 MXF63 06-M01 PD06 63 6 12 0.091 MO1 PD06
MX100 MXF100 06-M01 PD06 100 6 18 0.210 MO1 PD06 =]
MX125 MXF125 06-M01 PD06 125 6 20 0.398 MO1 PDO06

hyBZ—K7+1
Cutter Body

AF=IHRT 1

Cutter Body Steel

#1412 ZIES L D d1 d2 kg

MX063 MXK63 22 045 45 22 48 62 0.601
FPILZRTF«
Cutter Body Aluminum

B2 ZEBS L D d1 d2 kg
MX100 MXKL100 27 050A 50 27 63 99 0.956
MX125 MXKL125 32 055A 55 32 78 124 1.527

102R— T FlHER &
Spare parts blade carrier on page 102

z STEABAL D mm

Number of teeth All dimensions in mm
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(ML

Accessories

[ A
Screw Driver

H1Z Rk 2154 RiEES
MX 063 T10 35Nm 600 40 18
MX 100 T15 3,5Nm 600 40 13
MX 125 T15 3,5Nm 600 40 13

NBEYNYTY R
Hex Bit Socket

P12 & cLY TAES
MX 063 - MX 125 SW8/SW10/SW14 40 -200 Nm G00 40 40
MX 063 SwW8 80 Nm G00 40 44
MX 100 SW10 85 Nm 600 40 43
MX 125 SW14 160 Nm G00 40 42
AER
Measuring Device W |
Type e ZEES GT 31
= =g 2T B ol
Twin T10 BFitE. Bitida, o 04430013
Electronic measuring instrument, batteries incl.
LRC 6, AA l\*‘yf u= (.31) 04768002
Batteries (3 pieces)
GT 31 LN—RER 03210802
Lever probe
MGA RT3y FRESRE T — L 01639022

Magnetic articulated arm

Twin T10 MGA

hy B2 —RT 1 BFiEBR
Spare Parts Cutter Body

s ® ® ® ®
|:\ &

MX063 C00 70 04 G00 20 07 C00 22 64 G00 02 08 790 1506

MX100 €00 70 05 600 20 03 C00 70 06 600 02 09 2901510

MX125 C00 7005 600 2003 C00 7007 6000216 7901512

S ® @ ®

BE=3 E %

MX063 C0022 30 G00 02 03 C00 2503 G00 02 04 ZA00 90 14 C00 7001 60002 25
MX100 C00 2230 600 02 03 C00 2504 600 02 04 ZAD0 90 13 €00 70 02 60002 26
MX125 C00 22 56 G00 02 03 C00 25 04 G00 02 04 ZA00 90 07 C00 70 03 G00 02 27
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#HAER RE
Initial Setup

0 Y= LOEHILT

Assemble the tool.

O rnmz

Run-out adjustment.

sxmotmosnzn €)
3

Clean the interface.

Q FLOWAY T YT TL—F

DELD
Assemble new cutting ring.
e
iy s-svisznemst @)

173

Assemble the coolant disk.

O nmx

Machining the component.
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hyT1 2T L—ROXH
Changing Cutting Ring

O 7 97L-rzm
DHT

Remove the cutting ring.

O smouvmonn
EW3

Clean the interface.

@ sLunyrTL-k
BT B

Assemble new cutting ring.

Machining the component.
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YIRS
Cutting Data

ISO uMCc JL—F vC fz
N1
= PDO06 2000-3500-5000 0.05-0.15-0.3
. N3
N4 PD0O6 1500-2500-3500 0.05-0.15-0.3
N5
N6 PDO06 1000-1800-2500 0.05-0.15-0.3
01
02 PDO06 500-800-1000 0.05-0.15-0.3
0
03
PDO6 300-600-800 0.05-0.15-0.3
04
ISO UMC MR Description Rm [N/mm?] HB Kc1.1 mc DINNr.
N1 | Si<2%D7ILs= Aluminum wrought alloy < 300 <150 600 0.23 | 3.3535 | AlMg3
LRE® with Si < 2%
N2 TILIZULER. Si<T7 Aluminum alloys, Si < 7% < 400 <120 700 0.25 3.2152 | AlSi6Cué4
N3 FILIZULE® Aluminum alloys < 400 <120 700 0.25 3.2163 | AlSi9Cu3
8%<Si<15% &L UEE | 8% < Si< 15% and alloys 3.2581 | AlSi12
N RTXT L Magnesium
N4 | 7ILE=ILESE. Si> Aluminum alloys, Si > 15% > 400 >120 800 0.25 | ADC14 | AlSi17Cu4Mg
15
N5 | SiE2. BNty Copper alloys, <700 <210 800 0.2 | C3602 | CuZn39Pb3
M good machinability C3604 | cusn7zn4Pb7-C
N6 |HES. HMITH Copper alloys, more > 500 > 150 1100 0.25 | C6301 | CuAl10Ni5Fe4
difficult machinability
PN
HaM
Composite Materials
ISO UMC [IEfR Description Rm [N/mm?] HB Kc1.1 mc DINNr.
01 |BABUTSIFvY Thermoplastic polymers 150 0.26 Polyamid 6
(PA 6)
Polyoxymethylen
(POM)
02 | BELETSRF VY Thermosetting plastics 150 0.26 Epoxydharze
0 (EP)
03 | 50%FKFBEDHZXZEE Reinforced plastics with 300 0.26 Polyamid 6 mit
TSRFY < 50% glass fibers 30% GF (PA 6
GF 30)
04 | HS RS A=K Glass fiber-, carbon fiber- 300 0.26 GFK
772 MR TS X and aramid reinforced CFK
Fvo plastics
[ -
B = (B8R3N
Maximum Revolution
14X D max. Vc max. rpm
MX063 63 4948 m/min 25000 1/min
MX100 100 4712 m/min 15000 1/min
MX125 125 4712 m/min 12000 1/min
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TETR— (plir HORN pilh)

Adaptor
e NTFOAFV¥YvYD - Hydraulic Expansion
e IR —T Toolholder
BEZIEDF v vy - Intermediate Sleeve
o 7 —/\— - Shrinking Chuck

- Arbor
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THTE—

Adaptor

(ph HORN pl»)

SHEHLAR

Y= I)LRILA —
A
Hydraulic Expansion
Toolhol-der classic

HDC

N ROFvYv I
2w [Ecompact
Hydraulic Expansion
Toolhol-der Ecompact

HDE

N ROFvvI R
1) Ly 4X

Hydraulic Expansion
Toolhol-der slim4X

HDS4X

N FOFvyvo€EO
Hydraulic Expansion
Toolhol-der zero

HDR

N ROFvwvo¥
OK

Hydraulic Expansion
Toolhol-der zero-K

HDRK

R —7
Intermediate Sleeve
HDZB

REEDF vy
Shrinking Chuck
SCB/SCC/SCS
7—N—

Arbor

MAC.HSK/MAC.SK
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HD#1E (ol HORN ph)

Overview HD

DINFEARICERL L o R ) LR TH A >

754 ZXMI. V—<MI. £<OMI. EmEOMI.
RLYIDMTI. SFMNIAEZERICERTTRE
-TBEVEEICXS T D8 L RA M
-IRNFBEE IR DR LFEE <0.003 mm

- BNIRERREM
-HBR)—=TJICLBERRT TV TEHEH
-EEH LR CHARMEGS

-BINT O RARE

HDC

"The original” in slim design according DIN.

Versatile use - wether milling, reaming, boring, chamfering, thread milling,
or high-speed machining.

- Offering exceptional versatility for a wide range of applications

- Runout and repeat accuracy < 0.003 mm

- Excellent vibration damping

- Versatile clamping range due to intermediate sleeves

- Axial length pre-adjustment

- Standard fine-balanced

BEMI. 754 MI. K—U>IMI. U—<MI.
RBLYIOMIzY. ABERERMRST- FS10507
ZHETDOB20 MMT&REIOONMD MLY ZXRIR, HER
DY =LY v > TIE520 Nm

SEBNfOXMNTA—T VR
-IRA - $& DR LEXD {317 #5E< 0.003 mm
-ZEEH LR IAREEGS

H D E Robust and short design for universal use in volume machining, milling, boring,
reaming, and thread-milling
- Highest torques, now up to 900 Nm on @ 20 mm under dry
clamping
conditions, 520 Nm on oily tool shanks
- Excellent price/performance ratio
- Constant runout and repeat accuracy < 0.003 mm
- Axial length pre-adjustment

AV LBTHA T, BIHLORWIITICHE, ARTE
|ZDIN 69882-8ICZEHL L == XD F v v I L E—
-BRERFODEREREDOFERTA

-RVLBTHA >
-O>J&ea—tN=arvESAVTYS
_ENiREREM

HDS4X -REHLROTHABKBNE

Slim design, recommended for axial machining. Outer dimensions are corresponding

to heat shrink chucks according to DIN 69882-8.
- Do not use in shrink machines

- Slim design

- Short and long version

- Excellent vibration damping
- Axial length pre-adjustment
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HD #12 (ol HORN ph)

Overview HD

SOV OKEE HDREUENARR/\1 ROF v v oidk. R—U>o%
D—VMIRE. RERRNBENBERINSIMIICEWVT. BLWL
RNEICRET 2 7OEHFEDY —IILKRILA—TT,

TE, REVRILYTV b, REY RILOESERE%
ERICHHET DD TEED,

-IRNIBE%Z 0 umIC AT RE
-BOIRVWHBES
- EERIREAE

Micron precise! The runout adjustable hydraulic expansion tool holder Type HDR
is the professional tool holder for tight tolerances for boring, reaming or wherever
perfect runout accuracy is a must. This enables even minimal concentricity errors
with tools, spindle mounts, and the spindles to be individually compensated.

- Constant runout accuracy can be adjusted to 0 ym

- Easy handling

- Perfect vibration damping

FAAERNBERENS IO NS 33—k
ROARZAER L. BRILEKE

HSK-C63% 7’%%\,th7&¥£%0 ISRV ZAR—ZPHR
FHRURBIHEICREBET

-IRNAEE Z0 pmICFAEE A AE

-OJWHBE S

- RELIREAR

-RELRTHABHBRL

Extra short with circular directional function of type HDR. Shorter design by omit-
ting the length adjustment. Type HSK-C63 also contributes to the length reduction.
An alternative, especially for tight spaces and unfavourable vibrations

- Constant runout accuracy can be adjusted to 0 pm

- Easy handling

- Perfect vibration damping

- Without length adjustment
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N EOFvy Y HDC  (phHORN o)

Hydraulic Expansion Toolholder classic

— 2 -_—

s d, d, d, d, L L, L I BT [kgl M_. [Nm] AT L
Part number Weight [kg]

HDC.HSKA050.06.070 6 26 40 22 70 37 28 A 0,7 16 HSK-A 50
HDC.HSKA050.08.070 8 28 40 24 70 37 28 A 0,7 23 HSK-A 50
HDC.HSKA050.10.075 10 30 40 26 75 41 34 49 0,7 45 HSK-A 50
HDC.HSKA050.12.085 12 32 40 28 85 46 44 59 0,8 90 HSK-A 50
HDC.HSKA050.16.090 16 38 53 34 90 49 30 b4 1,1 185 HSK-A 50
HDC.HSKA050.20.090 20 42 60 38 90 5]l 29 A 11 330 HSK-A 50
HDC.HSKA063.06.070 6 26 50 22 70 37 24 4k 1 16 HSK-A 63
HDC.HSKA063.08.070 8 28 50 24 70 37 25 A 1 23 HSK-A 63
HDC.HSKA063.10.080 10 30 50 26 80 41 35 54 1,1 45 HSK-A 63
HDC.HSKA063.12.085 12 32 50 28 85 46 40 59 1,1 90 HSK-A 63
HDC.HSKA063.16.090 16 38 50 34 90 49 46 A 1,2 185 HSK-A 63
HDC.HSKA063.20.090 20 42 50 38 90 51 48 (A 1,3 330 HSK-A 63
HDC.HSKA063.25.120 25 57 63 51 120 57 - 94 2,2 400 HSK-A 63
HDC.HSKA100.06.075 6 26 50 22 75 37 26 46 2,5 16 HSK-A 100
HDC.HSKA100.08.075 8 28 50 24 75 37 26 46 2,5 23 HSK-A 100
HDC.HSKA100.10.090 10 30 50 26 90 41 42 61 2,5 45 HSK-A 100
HDC.HSKA100.12.095 12 32 50 28 95 46 47 66 2,6 90 HSK-A 100
HDC.HSKA100.16.100 16 38 50 34 100 49 58 71 2,7 185 HSK-A 100
HDC.HSKA100.20.105 20 42 50 38 105 51 59 76 2,8 330 HSK-A 100
HDC.HSKA100.25.110 25 57 63 51 110 57 62,5 81 3,7 400 HSK-A 100

=SV Fa—TRMBLTEDFEA. ARIENCET WV, T3 V@mDF v FE2—ICTTVET,

Coolant tube is not included - separate order required! Chapter Additional Equipment
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N EOFvvo HDC  (pliHORN ph)

Hydraulic Expansion Toolholder classic

N :é SK-AB

d

s d, d, d, d, L L L, L BT [kl M [INm] | ¥ RXTL
Part number Weight [kg]

HDC.SK40.06.080 6 26 49,5 22 80,5 37 29,5 61,5 1,4 16 SK 40
HDC.SK40.08.080 8 28 49,5 24 80,5 37 30 61,5 1,4 23 SK 40
HDC.SK40.10.080 10 30 49,5 26 80,5 41 31 61,5 1,4 45 SK 40
HDC.SK40.12.080 12 32 49,5 28 80,5 46 31,5 61,5 1,4 90 SK 40
HDC.SK40.16.080 16 38 49,5 34 80,5 49 33 61,5 1,4 185 SK 40
HDC.SK40.20.080 20 42 49,5 38 80,5 51 34 61,5 1,4 330 SK 40
HDC.SK40.25.080 25 5 66 53 80,5 57 22 61,5 1,8 330 SK 40
HDC.SK50.20.080 20 42 49,5 38 80,5 51 34 61,5 3 330 SK 50
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N1 KOF v ¥ Ecompact HDE (ﬁh HORN [il1)

Hydraulic Expansion Toolholder Ecompact

s d, d, d, d, L L L, L, BT [kl M_. [Nm] SRT L

Part number Weight [kg]

HDE.HSKA063.12.080 12 42 52,3 32 80 46 | 34 54 1,25 110 HSK-A 63
HDE.HSKA063.16.080 16 53 - 38 80 51 - 54 1,3 350 HSK-A 63
HDE.HSKA063.20.080 20 | 52,5 - 38 80 51 - 54 1,32 520 HSK-A 63
HDE.HSKA100.20.090 20 | 525 - 38 90 51 - 54 2,8 520 HSK-A 100
HDE.HSKA100.32.100 32 72 - 58,5 | 100 | 61 - 71,05 3,8 900 HSK-A 100

=S bFa—TJIREBELTED EEA. FIRIESEE L,

Coolant tube is not included - separate order required!
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N1 FOF ¥ v ¥ Ecompact HDE Cﬁh HORN [il1)

Hydraulic Expansion Toolholder Ecompact

N :é SK-AB

—

"\-n__‘___-‘

‘-\-_____‘-‘

_.Gdt_
od,
zdz

> 1

s d, d, d, L L I8 E & lkgl M_. [Nm] AT L
Part number Weight [kg]

HDE.SK40.12.050 12 42 32 50 46 31 1,1 110 SK 40
HDE.SK40.16.064 16 49,25 38 64,5 51 45,45 1,2 350 SK 40
HDE.SK40.20.064 20 49,25 38 64,5 51 45,5 1.3 520 SK 40
HDE.SK50.12.050 12 42 32 50 46 31 2,8 110 SK 50
HDE.SK50.20.064 20 49,25 38 64,5 51 45,5 3,1 520 SK 50
HDE.SK50.32.081 32 72 58,5 81 61 62 4,1 900 SK 50

114



N1 FOF ¥ v ¥ Ecompact HDE Cﬁh HORN [il1)

Hydraulic Expansion Toolholder Ecompact

—!—;_;} :é Polygon

od

od,
od,
od,

7z
T /{L

(A '
by ///;///

s d, d, d, d, L L L, L BT [kl M INml | 2T L
Part number Weight [kg]

HDE.C4.12.065 12 39,5 39,5 32 65 46 - bt 0,65 110 Cé
HDE.C4.20.083 20 45,5 45,5 38 83 51 - 62,4 0,85 440 Cé
HDE.C5.12.070 12 42 49,5 32 70 46 88 50 0,9 110 @5
HDE.C5.20.075 20 49,5 49,5 38 75 51 - 54 1 440 €5
HDE.C6.12.075 12 42 62,5 32 75 46 33 53 1,5 110 Cé
HDE.C6.20.080 20 52,5 62,5 38 80 51 41 57,4 1,6 440 Cé
HDE.C6.32.090 32 62,5 62,5 58,5 90 61 - 67 1,95 800 Cé
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N EOF v % Ecompact HDS4X (pli HORN ph)

Hydraulic Expansion Toolholder Ecompact

:é HSK-A

Bz d, d, d, d, L, L L, BT [kl M_. [Nm] S RAT L
Part number Weight [kg]

HDS4X.HSKA063.06.080 6 27 27 21 80 38,2 54 0,9 16 HSK-A 63
HDS4X.HSKA063.06.120 6 27 27 21 120 38,2 94 1 16 HSK-A 63
HDS4X.HSKA063.08.080 8 27 27 21 80 38,2 54 0,9 23 HSK-A 63
HDS4X.HSKA063.08.120 8 27 27 21 120 38,2 94 1 23 HSK-A 63
HDS4X.HSKA063.10.085 10 32 32 24 85 42,7 59 0,9 45 HSK-A 63
HDS4X.HSKA063.10.120 10 32 32 24 120 43,2 94 1,1 45 HSK-A 63
HDS4X.HSKA063.12.090 12 32 32 24 90 47,7 A 0,9 90 HSK-A 63
HDS4X.HSKA063.12.120 12 32 32 24 120 47,7 94 1,1 90 HSK-A 63
HDS4X.HSKA063.14.090 14 34 34 27 90 48,7 b4 1 110 HSK-A 63
HDS4X.HSKA063.14.120 14 34 34 27 120 48,7 94 1,2 110 HSK-A 63
HDS4X.HSKA063.16.095 16 34 34 27 95 53,2 69 1 185 HSK-A 63
HDS4X.HSKA063.16.120 16 34 34 27 120 53,2 94 1,2 185 HSK-A 63
HDS4X.HSKA063.20.100 20 42 42 33 100 55,7 A 1,2 330 HSK-A 63
HDS4X.HSKA063.20.120 20 42 42 33 120 55,7 94 1,4 330 HSK-A 63

=SV hFa—TRABLTEDFEA, AIBRIENCIET V. A7 aVmDFv FE—ICTETVET,

Coolant tube is not included - separate order required! Chapter Additional Equipment
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N4 FOF vy 2 Ecompact
Hydraulic Expansion Toolholder Ecompact

HDS4X (pli HORN ph)

SK-AB

EiSka

Part number

HDS4X.SK40.06.080
HDS4X.SK40.06.120
HDS4X.SK40.08.080
HDS4X.SK40.08.120
HDS4X.SK40.12.080
HDS4X.SK40.12.120
HDS4X.SK40.20.080
HDS4X.SK40.20.120

w0 x]
-/ B8
[ TZZ7Z
\_\ U'_
]
d1 d2 dé lW I“2
b 27 21 80 36
b 27 21 120 36
8 27 21 80 36
8 27 21 120 36
12 32 24 80 47
12 32 24 120 47
20 42 33 80 52
20 42 33 120 52

61
101
61
101
61
101
61
101

BT [kl
Weight [kg]

1
1,2

1
1,2

1
1.3
1.2
1,3

M_. [Nm]

16
16
23
23
90
90
330
330

AT L

SK 40
SK 40
SK 40
SK 40
SK 40
SK 40
SK 40
SK 40
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N EOF vy €0 HDR  (ph HORN ph)

Hydraulic Expansion Toolholder zero

4xM6 | !

Einstellschrauben | 5
Adjusting screw |4

grri,
._1 [ [_. > [ [ [ [ ol ool
| ™ l / I ] SEESIESIRS,
s
Wz
|2
s d, d, d, d, L, L, L, (" BT [kgl AT LI
Part number Weight [kg]
HDR.HSKA040.12.080 12 32 33,5 28 80 46 48 60 0,5 HSK-A 40
HDR.HSKA040.20.100 20 42 53 38 100 51 47 - 1 HSK-A 40
HDR.HSKA050.12.085 12 32 40 28 85 46 4 59 0,8 HSK-A 50
HDR.HSKA063.12.085 12 32 50 28 85 46 40 59 11 HSK-A 63
HDR.HSKA063.20.090 20 42 50 38 90 51 48 b4 1,3 HSK-A 63
HDR.HSKA063.32.125 32 b4 75 60 125 61 63 99 2,7 HSK-A 63
HDR.HSKA100.12.095 12 32 50 28 95 46 47 66 2,6 HSK-A 100
HDR.HSKA100.20.105 20 42 50 38 105 51 59 76 2,8 HSK-A 100
HDR.HSKA100.32.110 32 A 75 60 110 61 62 81 3,8 HSK-A 100

T—=S52bFa—TREERELTED EFHA HIBIANKETETV, T2 aVmDF v F2—ICZEVET,

Coolant tube is not included - separate order required! Chapter Additional Equipment

FiwEhaa

Spare Parts

N EOFvys €0 al FLOZL>F
Hydraulic Expansion Toolholder | Clamping Screw TORX PLUS® Wrench
zero

HDR.HSK... 6.075T15P T15PQ
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N EOF vy €0 HDR  (ph HORN ph)

Hydraulic Expansion Toolholder zero

e SK-AB| |- =+
B

4xM6 I,

Einstellschrauben ‘ |
Adjusting screw

ra

B3y d, d, d, d, L L L, I B[kl AT L
Part number Weight [kg]
HDR.SK40.12.081 12 32 49,5 28 80,5 46 3.5 61,5 1,4 SK 40
HDR.SK40.20.081 20 42 49,5 38 80,5 51 34 61,5 1,4 SK 40
HDR.SK40.32.081 32 63 80 60 80,5 61 25,8 61,5 2 SK 40
HDR.SK50.20.081 20 42 49,5 38 80,5 51 34 61,5 35 SK 50
HDR.SK50.32.103 32 b4 70 60 103,2 - 61 81 4,4 SK 50
FiwEham
Spare Parts
N EOFvyo €0 Bl FILOZRLVF

Hydraulic Expansion Toolholder Clamping Screw TORX PLUS® Wrench
zero

HDR... 6.075T15P T15PQ

119



N EOF vy €0 HDR  (ph HORN ph)

Hydraulic Expansion Toolholder zero

e JIS-BT| |- =
- 9| Ye e g

4xM6 - !

Einstellschrauben '5
Adjusting screw |

~...4:____~
--.....E.____.
N

od,

od,

ad,

od,

B3y d, d, d, d, L L L, s BT [kl AT L
Part number Weight [kg]
HDR.BT30.20.090 20 42 44,5 37,5 90 51 47,5 67 1,5 JIS-BT 30
HDR.BT40.12.090 12 32 44,5 28 90 46 44,5 63 1,4 JIS-BT 40
HDR.BT40.20.090 20 42 44,5 38 90 51 47,5 63 1,5 JIS-BT 40
HDR.BT50.20.090 20 42 44,5 38 90 51 34 52 4 JIS-BT 50
HDR.BT50.32.120 32 b4 70,5 60 120 61 62,5 82 B JIS-BT 50
FiwEhaa
Spare Parts
N EOFvyo €0 Bl FILOZRLVF

Hydraulic Expansion Toolholder Clamping Screw TORX PLUS® Wrench
zero

HDR.B... 6.075T15P T15PQ
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N EOF vy €0 HDR  (ph HORN ph)

Hydraulic Expansion Toolholder zero

_i__’_____ % Polygon -!-;_;}

4xM6 =
Einstellschrauben

Adjusting screw l,
S
va

V%
T 1]

ad,
@ds
ad,
ad,

8z d, d, d, d, L L, L B [kl SRT L
Part number Weight [kg]
HDR.C4.12.081 12 32 32 28 81 46 47 0,7 Cé
HDR.C5.12.085 12 32 32 28 85 46 A 0,9 CB
HDR.C5.20.090 20 42 42 38 90 51 52 1,05 €5
HDR.C6.12.087 12 32 50 28 87 46 39 1,3 Cé
HDR.C6.20.097 20 42 42 38 97 51 55 1,6 Cé
HDR.C6.32.110 32 62,5 62,5 59 110 61 62 2,8 Cé
Fimaban
Spare Parts
N FOFvvs €0 Rt FMLOZRLVF

Hydraulic Expansion Toolholder | Clamping Screw TORX PLUS® Wrench
zero

HDR... 6.075T15P T15PQ
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N EOF vy £OK HDRK (pl HORN ph)

Hydraulic Expansion Toolholder zero-K

20| )| sk

o
-
Q
|2
B d, d, d, d, L L 8 B kgl M_. [Nm] S RT LA
Part number Weight [kg]
HDRK.HSKC063.20.073 20 52,5 52,5 38 72,5 51 42,5 1,25 82 HSK-C 63
Fiimtban
Spare Parts
N1 FOF vy £OK fal cLOZL VT
Hydraulic Expansion Toolholder | Clamping Screw TORX PLUS® Wrench
zero-K
HDRK.HSKC063.20.073 6.075T15P T15PQ
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gz ) —7 HDZB (ph HORN pl»)

Intermediate Sleeve

s i
o | JM—- :[ o o
e :I (S| Q
— B 1
B5E d, d, L, L d, BT [kl
Part number Weight [kg]
HDZB.1203.KD 3 12 45 2 16,5 0,1
HDZB.1204.KD 4 12 45 2 16,5 0,1
HDZB.1205.KD 5 12 45 2 16,5 0,1
HDZB.1206.KD 6 12 45 2 16,5 0,1
HDZB.1208.KD 8 12 45 2 16,5 0,1
HDZB.2003.KD 3 20 50,5 2 24 0,1
HDZB.2004.KD 4 20 50,5 2 24 0,1
HDZB.2005.KD 3 20 50,5 2 24 0,1
HDZB.2006.KD 6 20 50,5 2 24 0,1
HDZB.2007.KD 7 20 50,5 2 24 0,1
HDZB.2008.KD 8 20 50,5 2 24 0,1
HDZB.2009.KD 9 20 50,5 2 24 0,1
HDZB.2010.KD 10 20 50,5 2 24 0,1
HDZB.2011.KD 11 20 50,5 2 24 0,1
HDZB.2012.KD 12 20 50,5 2 24 0,1
HDZB.2013.KD 13 20 50,5 2 24 0,1
HDZB.2014.KD 14 20 50,5 2 24 0,1
HDZB.2015.KD 15 20 50,5 2 24 0,1
HDZB.2016.KD 16 20 50,5 2 24 0,1
HDZB.3206.KD 6 32 60,5 3 35,5 0,3
HDZB.3208.KD 8 32 60,5 3 35,5 0,3
HDZB.3210.KD 10 32 60,5 3 35,5 0,3
HDZB.3212.KD 12 32 60,5 3 35,5 0,3
HDZB.3214.KD 14 32 60,5 3 3585 0,3
HDZB.3216.KD 16 32 60,5 3 85,8 0,3
HDZB.3218.KD 18 32 60,5 3 35,5 0,3
HDZB.3220.KD 20 32 60,5 3 35,5 0,3
HDZB.3225.KD 25 32 60,5 3 3515 0,3

ZERB XY —7 d2 < 12mm AEOICIFFER LARWVWTIEEUL,

Standard intermediate sleeve d2 < 12 mm do not use for round-straightening
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gz ) —7 HDZB (ph HORN pl»)

Intermediate Sleeve

AN
¢
o — 0
3 g ¥
|1 | 2
Bz d, d, L, L d, BT [kl
Part number Weight [kg]
HDZB.1203.PK 3 12 45 2 16,5 0,1
HDZB.1204.PK 4 12 45 2 16,5 0,1
HDZB.1205.PK 5 12 45 2 16,5 0,1
HDZB.1206.PK 6 12 45 2 16,5 0,1
HDZB.1208.PK 8 12 45 2 16,5 0,1
HDZB.2003.PK 3 20 50,5 2 24 0,1
HDZB.2004.PK 4 20 50,5 2 24 0,1
HDZB.2005.PK 3 20 50,5 2 24 0,1
HDZB.2006.PK 6 20 50,5 2 24 0,1
HDZB.2007.PK 7 20 50,5 2 24 0,1
HDZB.2008.PK 8 20 50,5 2 24 0,1
HDZB.2009.PK 9 20 50,5 2 24 0,1
HDZB.2010.PK 10 20 50,5 2 24 0,1
HDZB.2011.PK 11 20 50,5 2 24 0,1
HDZB.2012.PK 12 20 50,5 2 24 0,1
HDZB.2013.PK 13 20 50,5 2 24 0,1
HDZB.2014.PK 14 20 50,5 2 24 0,1
HDZB.2015.PK 15 20 50,5 2 24 0,1
HDZB.2016.PK 16 20 50,5 2 24 0,1
HDZB.3206.PK 6 32 60,5 3 35,5 0,3
HDZB.3208.PK 8 32 60,5 3 35,5 0,3
HDZB.3210.PK 10 32 60,5 3 35,5 0,3
HDZB.3212.PK 12 32 60,5 3 35,5 0,3
HDZB.3214.PK 14 32 60,5 3 3585 0,3
HDZB.3216.PK 16 32 60,5 3 85,8 0,3
HDZB.3218.PK 18 32 60,5 3 35,5 0,3
HDZB.3220.PK 20 32 60,5 3 35,5 0,3
HDZB.3225.PK 25 32 60,5 3 3515 0,3

ZERRB XY —J d2 < 12mm AEDICIFFER LARWVWTIEEUL,

Standard intermediate sleeve d2 < 12 mm do not use for round-straightening
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SCHIE (ol HORN ph)

Overview SC

-BEAEY vy 7Y —ILA

- BEPETEL T B SmE

- BRI C ol

O -ARICHT B3 F— /N —B RS E=<

. 0.003mm
-EINT YV RABABRR S ELRAADFRICE
B

- REHLRETHRMEIBAL S
For clamping tools with cylindrical shank made of carbide
- Made of special, heat-resistant tool steel
SCB - Suitable for inductive shrinking
- Concentricity of the taper to D1 =< 0.003mm
- With 4 additional threads on the circumference for subsequent fine
balancing
- With built-in length adjustment screw

- NEMEHARMISTEMFAP. 1D K FTHEDEVWELZH T TOMIIC&E,
- BT ERE

- BENENTIIC&E

- RRICH T 37— /8—8BEE=<0.003mm

- NS VAR ELEADFRICEE

- EEFHLRIABRKRSEERV Y —Z > FHEHOREAM3 CEHR

- ldeally suited to the use of tools without internal coolant supply and to machining in
unfavourable conditions with poor chip removal
- Made from special, heat-resistant tool steel
- Suitable for inductive shrinking
- Concentricity deviation of the taper to D1 =< 0.003mm
Scc - With 4 additional threads on the circumference for subsequent fine balancing
- With built-in length adjustment screw and 2xM3 screws for blanking off the cooling
holes if required

- RULBRTHA >, 3 OK&mEED AR
- REHIESRFORFBINI. RVWESHL.
FHEBER I TERREF TEAAEE

- BT T S

- FEIRICRE

- WRICHT 57—/ \— BB EE=< 0.003mm
- NSV RBEMEL L

- EEHLURTHERIBME

- Slim design with 3° contoured bevelled edge
- Ideally suited to the use of tools with or without internal coolant supply to
SCS machining in unfavorable, deep, and collision-prone locations

- Made from special, heat-resistant tool steel

- Suitable for inductive shrinking

- Concentricity of the taper to D1 = < 0.003mm.

- Without balancing thread on the circumference
- With built-in length adjustment screw
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Shrinking Chuck

HSK-A
|1
|2

o

0

-

i Jr/ L
= 'cml‘c' ! { —

s d, d, d, L L B 2147 AT L
Part number Thread Type
SCB.HSKAO063.06.080 6 27 21 80 37 M5 %2 / short HSK-A 63
SCB.HSKA063.06.130 6 27 21 130 37 M5 £ /long HSK-A 63
SCB.HSKA063.08.080 8 27 21 80 37 Mé %2 / short HSK-A 63
SCB.HSKA063.08.130 8 27 21 130 37 Mé £ /long HSK-A 63
SCB.HSKA063.10.085 10 32 24 85 42 M8x1 g / short HSK-A 63
SCB.HSKA063.10.130 10 32 24 130 42 M8x1 £ /long HSK-A 63
SCB.HSKA063.12.090 12 32 24 90 48 M10x1 2 / short HSK-A 63
SCB.HSKA063.12.130 12 32 24 130 48 M10x1 £ /long HSK-A 63
SCB.HSKA063.14.090 14 34 27 90 48 M10x1 72 / short HSK-A 63
SCB.HSKA063.14.130 14 34 27 130 48 M10x1 £/ long HSK-A 63
SCB.HSKA063.16.095 16 34 27 95 51 M12x1 45 / short HSK-A 63
SCB.HSKA063.16.130 16 34 27 130 51 M12x1 £ /long HSK-A 63
SCB.HSKA063.18.095 18 42 88 95 51 M12x1 %2 / short HSK-A 63
SCB.HSKA063.18.130 18 42 38 130 51 M12x1 £ /long HSK-A 63
SCB.HSKA063.20.100 20 42 &3 100 58 M16x1 %2 / short HSK-A 63
SCB.HSKA063.20.130 20 42 33 120 53 M16x1 £ /long HSK-A 63
SCB.HSKA063.25.115 25 56 44 115 59 M16x1 %2 / short HSK-A 63
SCB.HSKA063.25.160 25 53 44 160 59 M16x1 £/ long HSK-A 63
SCB.HSKA063.32.120 32 56 44 120 63 M16x1 %2 / short HSK-A 63
SCB.HSKA063.32.160 32 53 44 160 63 M16x1 £ /long HSK-A 63
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Shrinking Chuck

(ph HORN pl»)

HSK-A
o
¥y
o | oo I

B d, d, d, L L B 2147 AT L
Part number Thread Type
SCC.HSKA063.06.080 6 27 21 80 37 M5 %2 / short HSK-A 63
SCC.HSKA063.06.130 6 27 21 130 37 M5 £ /long HSK-A 63
SCC.HSKA063.08.080 8 27 21 80 37 Mé %2 / short HSK-A 63
SCC.HSKA063.08.130 8 27 21 130 37 Mé £ /long HSK-A 63
SCC.HSKA063.10.085 10 32 24 85 42 M8x1 g / short HSK-A 63
SCC.HSKA063.10.130 10 32 24 130 42 M8x1 £ /long HSK-A 63
SCC.HSKA063.12.090 12 32 24 90 48 M10x1 2 / short HSK-A 63
SCC.HSKA063.12.130 12 32 24 130 48 M10x1 £ /long HSK-A 63
SCC.HSKA063.14.090 14 32 27 90 48 M10x1 45 / short HSK-A 63
SCC.HSKA063.14.130 14 34 27 130 48 M10x1 £/ long HSK-A 63
SCC.HSKA063.16.095 16 34 27 95 51 M12x1 45 / short HSK-A 63
SCC.HSKA063.16.130 16 34 27 130 51 M12x1 £ /long HSK-A 63
SCC.HSKA063.18.095 18 42 33 95 Sl M12x1 %2 / short HSK-A 63
SCC.HSKA063.18.130 18 42 33 130 51 M12x1 £ /long HSK-A 63
SCC.HSKA063.20.100 20 42 &3 100 58 M16x1 %2 / short HSK-A 63
SCC.HSKA063.20.130 20 42 33 130 53 M16x1 £ /long HSK-A 63
SCC.HSKA063.25.115 25 56 44 115 59 M16x1 %2 / short HSK-A 63
SCC.HSKA063.32.130 32 53 44 130 63 M16x1 £/ long HSK-A 63
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Shrinking Chuck

HSK-A

B d, d, d, L L B 2147 AT LI
Part number Thread Type

SCS.HSKA063.06.120 6 30 1% 120 37 M5 £ /long HSK-A 63
SCS.HSKA063.08.120 8 30 15 120 37 M6 K /long HSK-A 63
SCS.HSKA063.10.120 10 33 18 120 42 M8x1 K /long HSK-A 63
SCS.HSKA063.12.120 12 33 18 120 42 M10x1 £ /long HSK-A 63
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Arbour

G25 | /~

:% 'PM 110,005
A

L1

d |D

B d D A L, AT L
Part number

MAC.HSKA050.16.050 16 38 50 17 HSK-A 50
MAC.HSKA050.22.060 22 48 60 19 HSK-A 50
MAC.HSKA050.27.060 27 50 60 21 HSK-A 50
MAC.HSKA063.16.050 16 38 50 17 HSK-A 63
MAC.HSKA063.22.050 22 48 50 19 HSK-A 63
MAC.HSKA063.27.060 27 50 60 21 HSK-A 63
MAC.HSKA063.32.060 32 78 60 24 HSK-A 63
MAC.HSKA063.40.060 40 89 60 27 HSK-A 63
MAC.HSKA063.16.100 16 38 100 17 HSK-A 63
MAC.HSKA063.22.100 22 48 100 19 HSK-A 63
MAC.HSKA063.27.100 27 50 100 21 HSK-A 63
MAC.HSKA063.32.100 32 78 100 24 HSK-A 63
MAC.HSKA063.40.100 40 89 100 27 HSK-A 63
MAC.HSKA100.16.050 16 38 50 17 HSK-A 100
MAC.HSKA100.22.050 22 48 50 19 HSK-A 100
MAC.HSKA100.27.050 27 50 50 21 HSK-A 100
MAC.HSKA100.32.050 32 78 50 24 HSK-A 100
MAC.HSKA100.40.060 40 89 60 27 HSK-A 100
MAC.HSKA100.60.070 60 140 70 40 HSK-A 100
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Arbour

G25 | /~
:% 'PM 110,005

Lt

D I‘o£ 13
s /‘1;_
Fig (+)

B d D A L, AT L
Part number

MAC.SK40.16.035 16 38 35 17 SK 40
MAC.SK40.22.035 22 48 35 19 SK 40
MAC.SK40.27.040 27 50 89 21 SK 40
MAC.SK40.32.050 32 78 50 24 SK 40
MAC.SK40.40.050 40 89 50 27 SK 40
MAC.SK40.16.100 16 38 100 17 SK 40
MAC.SK40.22.100 22 48 100 19 SK 40
MAC.SK40.27.100 27 50 100 21 SK 40
MAC.SK40.32.100 32 78 100 24 SK 40
MAC.SK40.22.160 22 48 160 19 SK 40
MAC.SK40.27.160 27 50 160 21 SK 40
MAC.SK40.32.160 32 78 160 24 SK 40
MAC.SK50.22.044 22 48 85 19 SK 50
MAC.SK50.27.044 27 50 35 21 SK 50
MAC.SK50.32.040 32 78 85 24 SK 50
MAC.SK50.40.050 40 89 50 27 SK 50
MAC.SK50.22.100 22 48 100 19 SK 50
MAC.SK50.27.100 27 50 100 21 SK 50
MAC.SK50.32.100 32 78 100 24 SK 50
MAC.SK50.40.100 40 89 100 27 SK 50
MAC.SK50.22.160 22 48 160 19 SK 50
MAC.SK50.27.160 27 50 160 21 SK 50
MAC.SK50.32.160 32 78 160 24 SK 50
MAC.SK50.40.160 40 89 160 27 SK 50

130



27> 3> (ph HORN i)

Additional Equipment

BEZ/Summary ~R—/Page
IS4 PCD 192

Cutting Data PCD

F7 a3 134

AdditionalEquipment
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YIRS PCD (ﬁh HORN fih)

Cutting data PCD

1118 E v
Gh—7 BEHB) R jmma  BEHA g

. Hardness . Example :
Material : Tensile r Cutting speed
fﬁgfﬂ group Prnell " strengtn Material VE . (M/min)
N 4, N
LA 2Eth£f% e':'afble N1.1 30 A5005P 3000
TILEIZTOLAE
m AN
Al-alloys hegt&fi;'a%e N1.2 100 340 A6062 3000
< 6% Si N2.1 80 300 AC2A 4000
e
s= VS
TIEZDLBE 40y N2.2 100 320 AC4H 4000
Al-cast-alloy
10-15 % Si N2.3 130 450 AC3A 2500
ﬁf‘? T N3.1 100 340 R 1500
=K
,B-Ffﬂs%s N3.2 90 310 C3501 2000
HEd
MESFHRVES
Copper-alloys fg;%?ri ;:S;\ﬁ N3.3 110 430 C2800BE 1800
= =3
r'?ggf;ﬁ!t;rength N3.4 300 1000 HBsC4 1300
28
Graphite e e
0 mEBHSSIFvY 011 7% JJL. PEEK. 700
Thermoplastics ’ POM
EIT=T P27
Z-=’ RUDLE>. e
gtﬁ‘g(;?[-ajsg 01.2 hane, Resins 600
15 iR
TSRF YD
Plastics glass fibre GFK 01.3 500
reinforced
RER AR
TSRAFVY
Plastics carbon fibre CFK 01.4 400
reinforced
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@3

0,05

0,05

0,05

0,05

0,03

0,04

0,04

0,04

0,03

0,03

0,03

0,03

0,02

0,02

04 D6

0,05 0,06

0,05 0,06
0,05 0,06
0,05 0,06
0,04 0,05
0,04 0,05
0,04 0,05
0,04 0,05
0,03 0,04
0,03 0,05
0,03 0,06

0,03 0,06

0,02 0,03

0,02 0,03

78

0,08

0,08

0,08

0,08

0,05

0,08

0,08

0,05

0,05

0,05

0,08

0,08

0,04

0,04

?10

0,10

0,10

0,10

0,10

0,08

0,08

0,10

0,05

0,05

0,06

0,10

0,10

0,05

0,05

HERXDE

recommanded feef rate

@12 @16

0,10 0,10

0,10 0,10
0,10 0,10
0,10 0,10
0,08 0,10
0,10 0,10
0,10 0,10
0,05 0,08
0,05 0,08
0,06 0,08
0,10 0,10

0,10 0,10

0,05 0,05

0,05 0,06

fz (mm)

$20 @25 @32

0,10 0,170 0,12

0,10 0,170 0,12

0,10 0,10 0,12

0,10 0,170 0,12

0,10 0,170 0,10

0,10 0,10 0,10

0,10 0,10 0,12

0,08 0,10 0,10

0,08 0,08 0,10

0,08 0,08 0,08

0,10 0,170 0,10

0,10 0,170 0,10

0,07 0,07 0,07

0,07 0,07 0,07

P40

0,12

0,12

0,12

0,10

0,10

0,10

0,12

0,12

0,10

0,10

0,10

0,10

0,08

0,08

?50

0,15

0,15

0,15

0,15

0,10

0,10

0,15

0,12

0,10

0,10

0,12

0,12

0,08

0,08

763

0,15

0,15

0,15

0,15

0,12

0,12

0,15

0,15

0,10

0,10

0,12

0,12

0,08

0,08

?80

0,20

0,20

0,20

0,20

0,12

0,12

0,15

0,15

0,10

0,10

0,12

0,12

0,08

0,08

?100 @125

0,20 0,20
0,20
0,20

0,20

0,12

0,10

0,12

0,12

0,08

0,08

LR

WRI—Z2 b

Feed rate direction Recommended

AIVAY b
Climbing
AI>AY
Climbing
HAI>hy
Climbing
AIVAY b
Climbing
AIAY
Climbing

HAI>hy
Climbing
AI>Hhy b
Climbing
ATV AY b+
Climbing
A9>Ay b+
Climbing
HAI>hy
Climbing
ATV AY b+
Climbing

HAI>hy
Climbing

Ty Thyk

Conventional

T Thy bk

Conventional

Coolant
IVI/LY 3> MQL
Emulsion, MQL

IXI/LY 3> MQL
Emulsion, MQL

I3, MQL
Emulsion, MQL

IV 3> MQL
Emulsion, MQL

I3, MQL
Emulsion, MQL

. IXJLY 3> MQL
0il, Emulsion, MQL

M. TXILYa >, MQL
0il, Emulsion, MQL

. IXLY 3. MQL
0il, Emulsion, MQL

. IXLTY a3y MQL
0il, Emulsion, MQL

I7—
Air

I7—. IXILTa>

Air, Emulsion

I7—. INILP3>

Air, Emulsion

I7—. IXRILY3Y
Air, Emulsion

I7—. IXLZay
Air, Emulsion

133



FTarm
Additional Equipment

(ph HORN pl»)

DO41VL (jliHorn il

D 041 VL
0,4-1 Nm

D15 VL
1-5 Nm

(ph HORN piD)

D 28 VL
2-7 Nm

-————————————— 'I

ED 28 VL

A RS /\—/for
D041VL/D15VL / D28VL

134

BREERTT A ATLAAERMILIRSIN—
-MLOBREEZEENHE

-FILOEIRT 1 AT LA ICRT
ABIZERNERICE D, FEBICEFRTEENDOV/IND
RABIETY, RENIVEICEIET S CHERTES &
SICHE>TVWET,

(B#£: EN 1SO 6798, BS EN 26789, ASME B107.14.M.)
(FEE: % 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).
Ergonomic form gives perfect handling abilities. Audible signal when
set torque is reached.

(Standard: EN IS0 6798, BS EN 26789, ASME B 107.14.M.)
(Precision: % 6 %)

ML RS N—DAE Y-
NY BRI g sEREOE/ILIO0—X 77—k

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



FTarm
Additional Equipment

(ph HORN pl»)

DT6PK
DT7PK
DT8PK
DTI9PK
DT10PK
DT15PK
DT20PK
DT25PK
DT27PK

WA KRS /N\—/for

D041VL/ D15VL/ D28VL

T6PW
T7TPW
T8PW
T9PW
T10PW
T15PW
T20PW
T25PW

o= M

DSW15K
DSW20K
DSW25K
DSW30K
DSW40K

WA RS /N\—/for

D041VL/D15VL / D28VL

Plus

Plus

@

FLOZRTSZReRLAXKERIL—K

JL—R  BREIZOL-NFPIOL-EVTF UM, BEAN. 70
LXyF

Wiha 7AOL7 L —RIZRKEOHEZREL XTI,
FREOHNS—I1— R o

1% Wiha b ILTZ RSAN—N\Y RILEDEAEDE T,
RO ERE 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.

FLOZRFSZRBLERALF®

TR ML R TSR R L ZERT IR TEE
EE NLIRATZRO-LYFIE ML ZRLICIEE
aLEtA.

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

NANTRLAREBEIL—F

JL—R  BREZOL-NFPOL-EVITTF UM, BEAN. 704
Ayx

Wiha 7O0LT7 L —RIIRBAKROEEEZERRLET, m"OA>—I—
R o

8k Wiha b L RSAN—N\Y RILEDEAEDLE T, BLHED
EZERERILIICEELE I,

Blade for allen screws

Blade: High quality Chrome-Vanadium steel, through hardened,
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
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D14ZBK

BWA KRS /\—/for
D041VL/D15VL / D28VL

D515QL
5-15 Nm

—

ED515QL

WA K S /\—/for
D515QL

136

C6,3 L E6,3(1/4“) Ewy FRAZN—HILKRILS—
JL—R  E8REIZOL-NFTZITL-FYITTF UM, BEAN.
0L Xy

AY—T: XAFYLR

B&: MLOLYFICELBRERILI TOR LMD

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.

RTr=N\fFrLoLOTF

- FLOREZEEHE
- MLOERT 1 RTLAICRT

ABIZNERARICED . FBICEFTEEN DOV NY MBS
TYo REMIIEICEET S EHEBTIELIICHE>TVET,
(B#E: EN I1SO 6798, BS EN 26789, ASME B107.14.M.)

(f8EE:* 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 IS0 6798, BS EN 26789, ASME B 107.14.M.)

(Precision: 6 %)

FMLOLUFDREY—-IL
N R sEREOEILO0-X 77—
TL—R:8ETL—F, AN, EIAXvF

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

FLORTS R RLLAREZEIL—F

JL—R @mE70L-NFPOL-FUITT UM, BEA
Nn. ZJ0LXvF

Wiha 70OL7 L —RIFRAKBOBEZERRL XTI,
FRDAZ—— Ko

DT15PQ
DT20PQ

4% - Wihab LY RSAN—/N\Y RILEDEAEDHE T,
RUHHD % RTE ML IZHIH

Blade for TORX-Plus® screws

DT25PQ

DT27PQ Blade: High quality Chrome-Vanadium steel, through
hardened,

DT3OPQ chrome plated.

B K S+ /\N—/for Wiha Chrome Blade guarantees maximum precison.
D515QL Colored code dark green
515Q Utilization: Controlled screw setting with definite torque in
combination with Wiha torque screw driver handle.

C6,3 k% E6,3(1/4")Ewy FRAZN—HILKRILS—
JL—R  E8mBZ7OL-NFPIOL-EVITTF VM. BA
N, Z704L Xy

A)—=T:AFV LR

D14ZBQ B&: MLOLYFICEBRERILITORLERED

WA RS- /\—/for
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 B LTV EG,3(1/4") BOT N\ FIEY b RILE—
JL—R  @mB870L-NFPOL-F)ITT VM. BEAN.
0L Xy

2Y—=T: X7V L R

B&:EvhcBENYERIL

i)

jo

NYOH L

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

Yy

Blade: High quality Chrome-Vanadium steel, through
hardened,

chrome plated.
Collar: Stainless steel

1 4ZQK Utilization: For controlled opening
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(ph HORN pl»)

Sleeve Remover

A=) L—=/)\—

R —THES#EIE

NRd1 12 mmH 5332 mmET
(HDZB.12... »*5 HDZB.32...)

Disassembly tool for intermediate sleeves
outer diameter d, from @12 mm to @32 mm

HDZBZ (HDZB.12... to HDZB.32...)

HSK-ARIL A —F

020.4012.1306
020.5016.1307
020.6318.1308
020.0024.1310

138

Coolant tube for System Holer

HSK-A 40
HSK-A 50
HSK-A 63
HSK-A 100
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FIND YOUR RIGHT
TOOLING SOLUTION NOW.

horn-group.com

B AKSAERS

HXE1t1ZUSHI
AT E/NSTF I _hILtE 2 —

T 448-0807 ZREXIAHERXBE =T H —&/ith 2

Tel 0566-62-8075
Fax 0566-62-8084

horn@ztec-izushi.co.jp
www.phhorn.jp

(phHORN i)

DEUTSCHLAND, STAMMSITZ
GERMANY, HEADQUARTERS
Hartmetall-Werkzeugfabrik
Paul Horn GmbH
Horn-Strafle 1

72072 Tubingen

Tel +49 7071/ 7004-0
Fax +49 7071/ 72893

info@de.horn-group.com
horn-group.com
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