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CIRCULAR INTERPOLATION
GROOVE MILLING SYSTEM 304

With exchangeable insert from bore diameter 8 mm
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THE DIFFERENCE:
MORE POSSIBILITIES

e VHMBANT 51 XDy 2 —ICLEAN
L\ E R
High flexibility compared to VHM groove

milling cutters

e TR @ 8 mm~¥tis
Machining of bores from @ 8 mm

o 1 X2 B WEIMTERTEE

Different grades available



BANT 541 X(MilEEINTIA)

Groove Milling by circular interpolation

(ph HORN pi»)

E=D209%>0

Milling shank

FFEED

v OME g

Cutting edge @

M304

PERHEIHTL

with through coolant s

Material of shank: Carbide - Giving a good vibration resistance

_ b DIN6535 HA
=
Q) <
| et e — —— — —— — — — — — — —] _c“:
% <2l =
E = Q
LW
DING6535 HB
Eee=—=x g
Bz d I,
Part number
M304.0008.01A 8 60
M304.0008.02A 8 64
M304.0008.03A 8 68
M304.0008.01B 8 60
M304.0008.02B 8 64
M304.0008.03B 8 68

HOTEEEBVEDE T L,

Further sizes upon request

w, Ds, t__ see inserts

fa U OBIERN bIL 7B E R TR T L.

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

Fiimabam
Spare Parts

Sl P22 S 2
Milling shank
M304...

4

fal

Clamping Screw
1.8.4T6EP

FMILOZRLVF
TORX PLUS® Wrench

T6PL

upply

7.7 mm

@Ds

2

13
17
21
13
17
21

BRAT—b

for Insert

247 304
Type

d

1

4.4
4.4
4.4
4.4
4.4
4.4

w. Ds. t_ OFEEA Y — hR—DE BRIV,

20N

Form

A
A
A
B
B
B

mm3kac

Dimensions in mm



BANT 54 X(Mil#EMIA)

Groove Milling by circular interpolation

(ph HORN pi»)

S A M304
Milling shank PSR

with through coolant supply

PP ES Cutting edge @ 7.7 mm

v OME g

Material of shank: Carbide - Giving a good vibration resistance

BRA Y-k
for Insert
I1
Z17 304
l @Ds Type
~ 2 DIN6535 HE
©
Qy| <
—) ] _—_— - ¥ — — — — — _c-‘:
% <l =
LETF Q
W
ik d l 1, d, AR
Part number Form
M304.0008.01E 8 60 13 44 E
M304.0008.02E 8 64 17 4.4 E
M304.0008.03E 8 68 21 4.4 E
tOTEEBHVEDE LT L, w. Ds. t OFEEA Dt — b=V ETBBLET L, mmX5C
Further sizes upon request w, Ds, t_ see inserts Dimensions in mm

1o U OEIERT LBl &Rz CHEE TS L.

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

Fliwabaa

Spare Parts
Sl 2/ 2 2/ [l FLOZLOTF
Milling shank Clamping Screw TORX PLUS® Wrench
M304... 1.8.4T6EP T6PL



BANII (MR IA)

Groove Milling by circular interpolation

(ph HORN pi»)

S—UYGoeY M304.ST

Milling shank

dL vy ~EBEAm I 51 X2 v >y
Cylindrical steel milling shank for collets

CNChefERmE > v >
with cylindrical shank for CNC-lathes

_ b DIN1835 A
=
Qy | <
[ Eel
% L§
W
DIN1835 B
_o.C
Q
BIR d ,
Part number
M304.ST08.01A 8 60
M304.ST08.01B 8 60
HOTEIEBHVEDE T L. Wy Ds. t 13 YT — hR—U% TBRLT W,
Further sizes upon request w, Ds, t  see inserts
fa U OBIERRT b L VBT ERZ TR T L.
For torque specification of the screw, please see Technical Instructions.
FimaBan
Spare Parts
Sl 2/ 2 2/ [l FLOZLOTF
Milling shank Clamping Screw TORX PLUS® Wrench
M304... 1.8.4T6EP T6PL

6

BRAT—b

Dimensions in mm



BANITI (MR IA)

Groove Milling by circular interpolation

(ph HORN pi»)

1 oY=k 304

Insert

RABRS Depth of groove up to
AlE Width of groove
H SR Cutting edge @

W+O,02

GBEFN-T 3 YRR

Picture = right hand cutting version

Bz Ds w
Part number

304.0050.20 7.7 0.5
304.0100.20 7.7 1.0
304.0150.20 7.7 1.5
304.0200.20 7.7 2.0

A TEE /onstock A 48R/ 4weeks x BB WVVEHOE < 72T L)/ upon request

o H#£5Z / recommended
0 55 " HELE / alternative recommendation
- JEHEZE / not suitable
/ > J— b / uncoated grades
O—7 1 >/ &/ coated grades
Bl OJf[/Y—Xw b/ brazed/Cermet
mm3z<id

Dimensions in mm

2.6
2.6
2.9
2.9

aRAS A

1.3 mm
0.5-2 mm

7.7 mm \ j

BRI-U>TS vy
for Milling shank

2447 M304
Type M304.ST

r t o z 9 e
Q@

- 1.3 3 A | 4
= 1.3 3 A | A
0.1 1.3 3 A | A
0.2 1.3 3 A | A

B E

Carbide grades



BANTISAR (H#HEBRMIA)

Groove Milling by circular interpolation

(ph HORN pi»)

1Y —=F 304

Insert
BRRBARS Depth of groove up to 1.3 mm
IO A RNw Width of circlip Nw 0.8-1.3 mm
F 5 Cutting edge @ 7.7 mm

—20 1) v Fi&DIN 471 /47244
Widths for circlip grooves DIN 471/472

;,
(%)

ABEFN—Y 3 YRR

Picture = right hand cutting version
B Ds Nw w s
Part number
304.0080.20 7.7 0.8 0.87 2.6
304.0090.20 7.7 0.9 0.97 2.6
304.0110.20 7.7 1.1 1.21 2.9
304.0130.20 7.7 1.3 1.41 29

A TEE /onstock A4 B/ 4weeks x BB VVEHE <723 L)/ upon request
o H#E5Z / recommended
0 55 " HELE / alternative recommendation
- FEHELE / not suitable
/ > 2— b /uncoated grades
O—7 « >% &/ coated grades
B O/ —X v [ brazed/Cermet
mmzRs2

Dimensions in mm

(

N

BRAI-UYTI vy
for Milling shank

2447 M304
Type M304.ST
tmaX Z
1.3 8
1.3 3
1.3 3
1.3 3

> > » » EG55
IG35

> > > >

B 1E

Carbide grades



BANT SR (FIHRINIA) (ph HORN pi»

Groove Milling by circular interpolation

.~ = p—
1Y%=t 304 A D
Insert

— I
N
BRAERES Depth of groove up to 1.3 mm

ZJLR Full radius 0.4-0.8 mm -/

T E Cutting edge @ 7.7 mm \ )
BREI-UL IV vy
for Milling shank
24147 M304

2 - Type M304.ST
3
QP =y
; . — 2]
tmax
[l 4 4 JI \4/E
! [ 7JLR
BRFN-Y 3 YRR Full radius
Picture = right hand cutting version
ﬂiﬁ Ds w S r tmax z
Part number
304.0004.08 7.7 0.8 2.6 0.4 1.3 3
304.0006.12 7.7 1.2 2.9 0.6 1.3 3
304.0008.16 7.7 1.6 29 0.8 1.3 3

A TEE /onstock A4 JERE /4weeks x BB WVEHOHE <723 L\ [ upon request
o H#£5Z / recommended
0 55 " HEZE / alternative recommendation
- FEHELE / not suitable
/ > — b [ uncoated grades
O—7 « >% f/ coated grades
B O/ —X v [ brazed/Cermet
MMREC FBhEA TR

Dimensions in mm Carbide grades




EED T Cﬁh HORN i)

Chamfering
-~
4 o=k 304 s ™
Insert
HEEY D 18 Width of chamfer 1 mm
FHAR Cutting edge @ 7.7 mm
\_ J
BRI -UYISv>D
B for Milling shank
Y S47 M304
! \\ é % Type  M304.ST
Q
L
RERZI IO\
7]
a] PN W
tL ‘ 4 T _/IIA
S |

GBFN—T 3 VRN
Picture = right hand cutting version

Bi5C E Ds s w a b t . z

Part number

304.1515.20 1.4 7.7 2.75 0.2 15° 1 0.3 &

304.3030.20 1.4 7.7 2.75 0.2 30° 1 0.6 3

304.4545.20 1.4 7.7 2.75 0.2 45° 1 1.0 )

A TEE /onstock A4 B/ 4weeks x BREVVEHLE < 72T L)/ upon reques
o H#£5E / recommended
0 Z5 _#E%E / alternative recommendation
- JEHESE / not suitable
/ > — b /uncoated grades
B O—7 1 > 2/ coated grades
B OU/Y— X v & [ brazed/Cermet

mmzR&C

Dimensions in mm

10

B

Carbide grades



Bl (pl HORN i)

Technical Information

PEIESES
Cutting data
i TN 0 < FET (mm)
Insert type medium chip thickness
304 0.01 - 0.03
BIERT LS E
Torque of Screws
V—IRILE—21T  RU M,Nm L>F JTL—R
Toolholder type Screw Clamping wrench Blade
M304 1.8.4T6EP 0.9 T6PL DT6PK
F751MATEDREFZLRY

HEDERNEZINZ B 4I1C1F. BIHLESEZBOIMZ TEER B ITE

WHYZ—EZEL TR WV, P
EWA—N=N\2VT T, BLODEZNLYS 2HNELNHZH5E5E5TER
DIER%EB B4, THIEREREEZ BN LEEICH T TEEMI T :
BEDTRINMNEE HDET, : s —

Overhang of the milling cutter

Select the shortest possible clamping device and milling shank, to control the
runout tolerance of the tools.

Large cutting widths in combination with long overhangs require specific
manufacturing methods such as dividing the cutting width to achieve the best possible
cutting result due to reduced cutting forces.

L ofmsH

MLOZL>FZFERL. FIEDEDIIT ML IEZEFL TS
Vo SAR—Z FEDBMOEREEIL. 75> ThEZ S 83D, F
BLAEWTLIESI L, IRTOMOFITRACIFEHIEER cCO—FT o >
JINTUVWETY,

Clamping torque of the screws

We recommend to use a torque screw driver to achieve the indicated torque values
per insert and tool type. Additional additives such as copper paste are not permitted.
This will have a negative effect and change the clamping forces.

All clamping screws are already coated with additives.

IRIA =

HORNHE 7 S 1A X TEDZ IFABF R >THED . —RMICHEBEL
BOFERETHEINTWEALE T hy hTOFEREEEH L 9,

Milling direction

Most HORN milling tools are right handed, and it is re-commended to use them with the N
climb milling process as this is generally recommend for carbide tools.

1
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FIND YOUR RIGHT
TOOLING SOLUTION NOW.

www.phorn.jp

X &4t 1IZUSHI
T578-0965

RARHAEE2T B3%E125

Tel: 06-6747-6184
Fax: 06-6744-1150

call@ztec-izushi.co.jp
www.phorn.jp

Find your country:
ww.phorn.com/countries
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