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Lothar Horn Markus Horn
CEO CEO

Paul Horn GmbH Paul Horn GmbH

Dear Customer,

This year we are participating at JIMTOF for the third time. We are happy to be part
of this important event in Japan, which is one of the most advanced markets for
cutting tools and machine-tools in the world.

This year we show a lot of new products, representing state of the art tooling with
highest performance. Our tools make your production more effective, secure your
machining processes and guarantee best qualities. We are always working for your
better results, technically as well as commercially.

In this brochure you find some of our new products as well as extensions of product
ranges. Have a look and you will realize that you can make use of our know-how
to make your production better. With all applications of grooving, parting off, groove
milling, high feed milling as well as with special purpose tools or with newest
technologies like broaching, skiving or whirling we are on your side, no matter
where you are.

We are looking forward to fulfil your machining requirements.

Best Regards

@ar /4“1/ %&u /é/ “
Lothar Horn Markus Horn
Managing Director Managing Director

Paul Horn GmbH Paul Horn GmbH
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FYANAMED Tool systems for gear
MIAY - skiving
NRE- RS54 REOMER High-productivity manufacturing

of internal gear teeth and splines
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Tool systems for gear
skiving

For the high-productivity manufacturing of internal gear teeth,
splines and other internal profiles, HORN is introducing tools
for gear skiving. This machining method has a number of
advantages:

- Considerably shorter processing times in comparison to
gear tooth broaching

- Can be used on optimised milling centres

- No undercut necessary at the end of the gear tooth

- Turning and gear cutting possible in a single
clamping

Depending on the number of gear teeth and the size of the
module, a number of different tool interfaces are used. Each
tool is designed specifically for the intended application and
adapted for the material. Gear skiving tools are therefore used
for medium and large batch sizes. On the tooth flanks, typical
surfaces are created which differ from the flanks created by
broaching. Depending on the geometry of the component, gear
skiving may also be a useful alternative to hobbing or broaching
for external gear teeth as well.
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Solid carbide tools

For tools with a diameter of less than 20 mm or of a slim design.

When modules and component dimensions are small, tools made out of solid carbide are used.
Optimised cutting materials and coatings help to achieve the ideal surface quality on the workpiece.
Solid carbide tools enable machining with the appropriate axis intersection angle and large tooth widths
where a narrow tip is required due to the risk of collision.
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Tools with exchangeable head

From a diameter of 20 mm and above, gear skiving tools from HORN have been designed to include an
exchangeable head system. The highly precise interface enables the cutting head to be replaced easily
in the machine without the need to remove the holder. The holder is made from solid carbide in order to
ensure high rigidity, good wear resistance and optimum precision. Special mounting methods combine
the holder with the solid carbide cutter, which has been selected specifically for the application.
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Toothing Parameters
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Information required (with tolerances)

e 5
Number of teeth

| |EEYFEEEYF) EVI-L
Flanck pitch/ Module

, |BEMEE g

Pitch diameter

p/m.

s |EnA

Pressure angle

RUNA B
Helix angle

lUnFm RH /LH

Helix direction

, |EEREE ]

Tip circle a

5 |EEREE d

Root circle

s |EEEE

Root radius e

THIV AR GRINT)

Grinding stock (roughing) q
F—-—N—E> (E) T&

7 Diametral 2-roll dimension / 2-ball dimension MdR/ M

g | BERER 5

@ Metering roller / @ Measuring ball M
=L EHE

9 Tooth width Wk

10 | EEEEK K

Measuring teeth
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S64T S64T

BniFyv7IL—H—FRD Precision sintered insert
BEBEA T — b with chipbreaker geometry
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S64T

The S64T insert with chipbreaker geometry is an evolution of the
S64T insert that was unveiled at AMB 2016. In addition to the
more extensive working range it offers, this precision tool with
six cutting edges features a range of chipbreaker geometries
and the new EG5 coating. Thanks to this coating, as well as the
carbide substrate, the new insert is able to machine any kind
of steel.

The new series of precision-sintered six-edged tools with
ground inserts comprises a number of variants with different
cutting widths. The S64T type enables groove depths of up
to 5.5 mm. Four tools with the .1A geometry are designed
for grooving and parting off, while four with the .DL geometry
are designed for grooving, parting off and simple longitudinal
turning operations. The excellent chip control demonstrated
by the chipbreaker geometries ensures outstanding surface
quality on the groove flanks and the straight main cutting edge
creates a clean groove base. Designed as neutral inserts, they
can be clamped on either a left or a right hand square holder
with internal cooling. Holder dimensions of 16 mm x 16 mm,
20 mm x 20 mm and 25 mm x 25 mm are available. A single
clamping screw fastens the insert precisely and securely in
place in the central pocket.
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V=IRILT—

Toolholder

RABRE

Depth of groove up to

H64T

M EB A AT

with through coolant supply

5,5 mm

9,5

0 ﬂ Y—
}

L=EBFN—Da>ERT R=ABF/N—Da>

L = left hand version shown R = right hand version

N—h&ES f, f L | h | 4X | h | b
Part number Size
R/LH64T.1616.4.10.IK 13,8 | f+w+a, | 125 | 21 01 16 | 16
R/LH64T.1616.4.20.IK 13,3 | f+w+a, | 125 | 21 02 16 | 16
R/LH64T.2020.4.10.IK 17,8 | f+w+a, | 125 | 25 01 20 | 20
R/ILH64T.2020.4.20.I1K 17,3 | f+w+a, 125 | 25 02 20 | 20
R/ILH64T.2525.4.10.1K 22,8 | f+w+a, 125 | 30 01 25 | 25
R/ILH64T.2525.4.20.1K 22,3 | f+w+a, 125 | 30 02 25 | 25
R/LH64T.1212.6.10.1K 9,8 f1+w+a1 125 | 19 01 12 | 12
R/LH64T.1212.6.20.1K 9,3 f1+w+a1 125 | 19 02 12 | 12
R/LH64T.1616.6.10.1K 13,8 fl+w+a1 125 | 21 01 16 | 16
R/LH64T.1616.6.20.1K 13,3 f1+w+a1 125 | 21 02 16 | 16
R/LH64T.2020.6.10.1K 17,8 fl+w+a1 125 | 25 01 20 | 20
R/LH64T.2020.6.20.1K 17,3 f1+w+a1 125 | 25 02 20 | 20
R/LH64T.2525.6.10.1K 22,8 fl+w+a1 125 | 25 01 25 | 25
R/LH64T.2525.6.20.1K 22,3 fl+w+a1 125 | 25 02 25 | 25

TR RELLELN=D3Y wikA > —rSR

State R or L version w see indexable inserts

Y —IJLARILA— ..10.1K =4 Nmf030.4010.T15PRa LU ® ~IL 7 1%

Y—J)LRILA— 20K =5NmMA030.4010.T15PRa U ® KL T L

Torque specification of the screw 030.4010.T15P for toolholder ...10.1IK = 4 Nm

Torque specification of the screw 030.4010.T15P for toolholder ...20.1IK = 5 Nm

ARTN=Y

Spare Parts
V—=ILRILE— Bl MNLOL>F mElimdtia
Toolholder Screw TORX PLUS® Wrench | Coolant supply
R/LHG4T... 030.4010 T15P T15PQ -
R/LH64T.1212.6... 030.4010 T15P T15PQ 004.00.61
R/LHGA4T... 030.4010 T15P T15PQ SBD 6 LR - G1/8“
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BAA>T—H
for Indexable Insert
247 S64T
type
Ein-und Abstechen von Wellen
Grooving and parting off
Dmax lmax
40 5,5
45 50 |
s i o |
65 35 L mex |
70 3.5
80 30
100 Al
Lo, |, mE R
Coolant Supply
245 | 25 | 1 VDI
245 | 25 | 1 VDI
245 | 25 | 1 VDI
245 | 25 | 1 VDI
245 | 25 | 1 VDI
245 | 25 | 1 VDI
245 | 25 | 1 G1/8
245 | 25 | 1 G1/8
245 | 25 | 1 G1/8
245 | 25 | 1 G1/8
245 | 25 | 1 G1/8
245 | 25 | 1 G1/8
245 | 25 | 1 G1/8
245 | 25 | 1 G1/8
mmTO &
Dimensions in mm
2| A
Sealing plug
004.00.26
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VLRI — H64T

@ L
i
BAA>T—K
for Indexable Insert
RAT S64T
type
Ein-und Abstechen von Wellen
Grooving and parting off
Dimax U max :
40 55
45 50 [
218 o
6 35 | —mex
70 35
80 3.0
100 25
h b I3 I2 | b
12 12 25,4 25 1
12 12 25,4 25 1
16 16 254 25 1
16 16 254 25 1
20 20 254 25 1
20 20 25,4 25 1
25 25 25,4 - 1
25 25 25,4 - 1
mmTO &
Dimensions in mm
Y—NTS5Y
Sealing plug

Toolholder
BRAEBRS Depth of groove up to 5,5 mm
1
|
3
J t
wn
[52]
EI <
o] 2|
]
}
L=EBFN—Da>ERT R=ABF/N—Da>
L = left hand version shown R = right hand version
N—hES f, f I, h, | #4X
Part number Size
R/LH64T.1212.10 9,8 ftw+a, 125 19 01
R/LH64T.1212.20 9,3 ftw+a, 125 19 02
R/LH64T.1616.10 13,8 ftw+a, 125 21 01
R/ILH64T.1616.20 13,3 f1+W+a1 125 21 02
R/LH64T.2020.10 17,8 f1+W+a1 125 25 01
R/LH64T.2020.20 17,3 f1+W+a1 125 25 02
R/LH64T.2525.10 22,8 fl+W+a1 125 25 01
R/LH64T.2525.20 22,3 1‘1+W+a1 125 25 02
TR RELLEFELN=D3Y wikM > —hSR
State R or L version w see indexable inserts
Y —)LARILA— .10 =4 Nmf030.4010.T15PR L O ~ L U L4k
Y —JLRILA— .20 =5 NmF030.4010.T15Pa UM ~)L 7 14k
Torque specification of the screw 030.4010.T15P for toolholder ...10.IK = 4 Nm
Torque specification of the screw 030.4010.T15P for toolholder ...20.1IK = 5 Nm
ART N=Y
Spare Parts
V=R — Bl MLOL>F mEmta
Toolholder Screw TORX PLUS® Wrench | Coolant supply
R/LHGA4T... 030.4010 T15P T15PQ -
R/LH64T.1212.6... 030.4010 T15P T15PQ 004.00.61
R/LHGA4T... 030.4010 T15P T15PQ SBD 6 LR - G1/8“

004.00.26
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Insert
BEig Width of groove 1,5-3 mm
@) i
Vs w
RN
2| TR T—TH

AN
N—bMES r w
Part number
S64T.0150.1A2 0,2 1,5
S64T.0200.1A2 0,2 2
S64T.0250.1A2 0,2 2,5
S64T.0300.1A2 0,2 &

A TEE /onstock A 48R /4weeks X BHRAVAEDE K7 E L) / upon request
® 32 / recommended
o X & M / alternative recommendation
- R#4 / not suitable
/> 21— N#'& / uncoated grades
I O— NHE / coated grades
m O/ —XY N/ brazed/Cermet
mmT O &
Dimensions in mm
A —NE ABFERCEBFOY—IFRILE—ICERATEET,

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

JL—H— J33BES
Geometry Applications

1A (1) R )

low feed rates

HAX

size

01
02
02
02

FYTHARVEMOBANMIPEOMLLTA

grooving, finishing of grooves, for long chipping materials,

l BAN

Grooving

16

BAKRILS—

for Toolholder

Typ H64T
type
S Yol
Yo}
O]
L
2,2 A
2,2 A
2,7 A
3,2 A
H| -
FERE A
Carbide grades
EV)EE f (mm/U)

Feed rate f (mm/rev)
l 0,03-0,12

#5| & heHl

Side turning
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~
12%—h S64T
Insert
BEig Width of groove 1,5-3 mm
(@)
~ n
2 " = e o e e o |
N—IES r w
Part number
S64T.0150.DL2 0,2 1,5
S64T.0150.DL4 0,4 1,5
S64T.0200.DL2 0,2 2
S64T.0200.DL4 0,4 2
S64T.0250.DL2 0,2 2,5
S64T.0250.DL4 0,4 2,5
S64T.0300.DL2 0,2 8
S64T.0300.DL4 0,4 B

A TEE /onstock A 48R /4weeks x BHEAVAEDE K7 E L)/ upon request
o HE4E / recommended
o & M / alternative recommendation
- REA / not suitable
/> 1— N#'& / uncoated grades
11— MM / coated grades
B O/ —XY N/ brazed/Cermet
mm<T®O &
Dimensions in mm
A= NE EBFBLCEBFOY—IILFILFT—ICEATEET,

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

JL—h— R
Geometry Applications

(R EE )

RPN

size

01
01
01
01
02
02
02
02

FYTHARVEMOBANMIPEOL LT A

grooving, side turning, finishing or profiling of grooves

l BAN

Grooving

( Fﬂ' N
Kl
I
X P
BWRARILE—
for Toolholder
Typ H64T
type
s 8
]
L
2,2 A
2,2 A
2,2 A
2,2 A
2,7 A
2,7 A
3,2 A
3,2 A
BEMTE
Carbide grades
EV)IRE f (mm/U)
Feed rate f (mm/rev)
l 0,05 - 0,15
<«— 0,05-0,20
s 1EBlEREN

Side turning
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PO T RR—XICRTE

GROOVING SYSTEM 32T

for limited space







THE DIFFERENCE:

R
THE DIFFERENCE:

MORE POSSIBILITIES

e AVNINETHFL DI . AITRE
RER G ERVINTANR—X [ICRE
Compact design for Swiss-type lathes
and restricted spaces

 BEEBA Y —F—FICED
SREEEIDH LH TEE
High accuracy indexability thanks
to precise insert seat

« IIY—=RIS T DBV
RIFLYIDSTHEH A AT 6E
Optimum chip flow due to absence
of an insert clamp
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Grooving and Parting off (external)

V=R — H32T 4 )
Toolholder SR

with through coolant supply

BRE Depth of groove 3,5mm
EAAY—K
for Indexable insert
1
O | lha 847 $32T
2 Type
| NG v ‘ ‘ i
.C‘_ - Lo
, | | :
|1
i | | i
N w— 1o 0
' : i g ! ! 1
2
R=ABFN—Y 3V ERR L=EBFN-D3>
R = right hand version shown L = left hand version
N—hrES h b I, h, f, i . PPN Vo7 EE
Part number Size Clamping range
R/LH32T.1010.6.10.1K 10 10 100 10 8,5 ]‘1+W-a1 35 01 2,00-2,00
R/LH32T.1010.6.20.1K 10 10 100 10 8,0 f1+W-a1 3,5 02 2,01-3,00
R/LH32T.1212.6.10.IK 12 12 100 12 10,5 ]‘1+W-a1 8.5 01 2,00-2,00
R/LH32T.1212.6.20.1K 12 12 100 12 10,0 f1+W-a1 3,5 02 2,01-3,00
ATERELLEFLN—>3 w143 —KN3H]g mm<T®O &
State R or L version w see indexable inserts Dimensions in mm
2L 030.2507.T7P @ ML 7 4E# & 1,5 Nm.
Torque specification of the screw 030.2507.T7P = 1,5 Nm.
ARTN=Y
Spare Parts
Y=L~ #Rilmie Bl NLOLYF
Toolholder Coolant supply Screw TORX PLUS® Wrench
R/LH32T... 004.00.22 030.2507.T7P T7PL

22
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Grooving and Parting off (external)

1ok S32T ~ N

Indexable insert

BiE Width of groove 2,5 mm

- J

BAKRILS—

for Toolholder

[ 247 H32T

L Type
N d
:;:- | i
1 _—!
o ) |
ki ©
N—h&ES w r a, R 8
Part number Size
$32T.0200.00 2,0 0,05 0,26 01
$32T.0250.00 2,5 0,05 0,26 02
A TEE /onstock A 4B/ 4weeks x BEVEDE K & L)/ upon request
o HE3E / recommended
o & m / alternative recommendation
- RB4 / not suitable
/> 11— N#E / uncoated grades
11— NME / coated grades
m OVf/HY—XY N [ brazed/Cermet HI| -
mmT O & HEREM
Dimensions in mm Carbide grades

Ao — Nt EBFELTEBFOY—IRILA—ICEATEET,

Indexable inserts can be used in right and left hand toolholders.
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Grooving and Parting off (external)
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19—k S32T

Indexable insert

1 Width of groove 2 mm

S 1
ol W
r # \60 m__i
R=AGBFN—232ZRR L=EBFN—23>
R = right hand version shown L = left hand version
N—hES w r
Part number
R/LS32T.1520.10 2 0,05

A TEE /onstock A 4B/ 4weeks x BEIVEDLE < EE L)/ upon request
® HE32 / recommended
o & m / alternative recommendation
- RNiBA / not suitable
/> 1— N#& / uncoated grades
11— N#E / coated grades
B O/ —XY N [ brazed/Cermet
mmTO Y&
Dimensions in mm
THERELLIFLN=23Y

State R or L version

EBFAT—NGEBTY—LAAA—T, EBFA G — NGEBTY—

Use right hand inserts in right hand toolholders and left hand inserts in left hand toolholders

24
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BAKRILS—

for Toolholder

247 H32T
Type
a, H4X
Size
0,25 01

H =

HBREA

Carbide grades

ILARILE—TERA
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Grooving (external)

1ok S32T ~ N

Indexable insert

-1 Width of groove 2 mm

7R Full radius 1 mm
e J

BAKRILS—

for Toolholder

XA 7 H3I2T
Type

N—h&ES w a, r RPN
Size

Part number

$32T.0200.10 2 0,25
A TEE /onstock A 4B/ 4weeks x BEVED K & L)/ upon request
® HE32 / recommended
o & m / alternative recommendation
- RNiBA / not suitable
/> 1— N#& / uncoated grades )
11— N#E / coated grades
B O/ —XY N [ brazed/Cermet H| -
mmT O & BN
Dimensions in mm Carbide grades
A —KNE ABFHRCEBFOY—IFRILA—ICEATEET,

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

Whirling with internal coolant delivery







THE DIFFERENCE:

R
THE DIFFERENCE:

MORE POSSIBILITIES

« HORNIBHDOREBRHERD
=297 =)
The only whirling tool to feature an
internal coolant supply

o YIRIY=2ICRhRBICHENZITITH
AEEntEIUVERELMImZHE
Long tool life and excellent surface
quality thanks to targeted cooling
of the cutting zone

o BRELHREHIEDT—UITAY FDITHEFIC
IEFE7 4% DR LIS R & fREIE
Accurate indexability when changing the
whirling head owing to the precise interface

29
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JET-Whirling
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D—U2TAY R
Whirling Head

NEEHEIWEF L= Y MO &TS

only for W&F unit with internal coolant supply

_h, _EgEED

" Centre of form

N—h&S
Part number
LM271.06.WF01.14.4.9.IK
LM271.09.WF01.14.4.9.IK
LM271.12.WF01.14.4.9.IK

ARTN=Y

Spare Parts

D—U2IAY R
Whirling Head
LM271...

30

Ds d
6 55
9 55
12 55
al
Screw

030.2609.T8P

LM271

M EB A AT

with through coolant supply

| @Ds
d, h
38,5 30,15
38,5 30,15
38,5 30,15
NMLOL>F
TORX PLUS® Wrench
T8PL

{025
[025]
71,25

- _/
BAAT—HN
for Insert
Typ S271
Type
h, z H14X
Size
9,4 9 04
9,4 9 04
9,4 9 04
mmTO &

Dimensions in mm



IV RNID—=YT

JET-Whirling

(ph HORN pl»)

D—U2TAY R
Whirling Head

NEEHEIWEF L= Y MO &TS

only for W&F unit with internal coolant supply

_rh:z e LT

Centre of form

e
Q
!
N— N ES Ds
Part number
LM302.06.WF01.10.5.6.1K 6
LM302.09.WF01.10.5.6.IK 9
LM302.12.WF01.10.5.6.IK 12

ARTN=Y

Spare Parts

D—U2IAY R Bl
Whirling Head Screw
LM302...

55
55
55

030.0412 T15P

LM302

M EB A AT

with through coolant supply

d, h
38,5 31,5
38,5 31,5
38,5 il
MLOL>F
TORX PLUS® Wrench
T15PQ

7,255
7,25
7,25

4 N

- /

BAA>T—HN

for Insert

Typ S302

Type

h, z RPN
Size
10,75 6 05
10,75 6 05
10,75 6 05
mmTO &

Dimensions in mm
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A= I—ADELMENEL, 41— FBEERTI LD,

TEHFGHNRENICETERT,

A Y — K~ 0ORH:

EVN S

RBEBFOKRYRLUBE:

B R E:

N EB%EH -

ST
HE5WBDIZEER A ABKEE (Z IS,

<1%

< 3p

< 2p

8.000 U/min
80 bar

+/- 25°

Due to the high concentricity of the interface and the even wear of the inserts,

a significant increase in tool life can be achieved.

Changing the insert:
Concentricity:
Repeatability of changes:
Rotation speed:

Internal coolant:
Adjustment range:

Available for all common Swiss type machines.

<1 min
<3y

<2u

8.000 U/min
80 bar

+/- 25°

ARFEONZT—ICHAEEZIEDIAALZZ LI
FBDHEEAICKY, BRERHRFZEREAL
Rll, T8I, A1 —MXHEZF, DITAH
BERNDRUTHEICITS CEANARETT,

Due to the interplay of conical face plant with cylindrical
collar, we achieve the highest accuracy in the interface
as well as user-friendly replacement of the inserts with
only three screws.
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RiiEHRICRATAE[VEbEER

Technical Enquiry

(ph HORN pl»)

LTz
ik e Tk e i Cutting position 1/2/3/4
s e — s |FTNT—UTTAZy bOREEHR
& oy f‘ r'e Turning dirction whirling tool 5/6
q L
Yhohe 77— QOEEAR
Turning direction of the bar 7/8
BEOA—H—: Machine manufacturer:
BHEoa4 7 : Type of machine:
FERY—ILDRA T Type of the driven tool:
YEh O FI A o x it S EOECE o/Yes x/No
Y-axis available? Yes No Coolant available £ J3/Pressure
= Material: 7} |
R Lot - Thread specification:
aLFarrqIL: Full profile: |O yes |X no
HORNEI7—1) vy HORN Whirling |O yes |X no
HORNE 2 —RD—1) V5 Turbo Whirling® |O yes |X no
EVaA5—VARTLA Modular System |O yes |X no
Sy hI—UvYy JET Whirling® o yes [x no
Y—ILEm Tool life |
HEMFAY—I Current Tool |
SER D L] HilE EE Cutting speed actual
Hy a2 —EEHK Rpm Cutter 1/min
A EY FILEERH Rpm Spindle 1/min
CEHDZE Y feed Caxe in ° */min
B1R Target RiryTF Sketch
Date Name Signature
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Bl iEk

Technical Informations

(ph HORN pl»)

AEORLESHEDE

Calculation of the centre height correction of the cutting edge

WEEAYDFE

Calculation of the correction value Ay

Ay = AL x sin a

AL AU —hORRBPOLED—VTIZY NOLEEEO B OB

Distance centre of form of the insert / sviwel-axis of the whirling unit

Ay HUOBEETHIEE

Correction value centre height

a Y= OiEE A E

Sviwel angle of the tool

S

o 8
=8 M3
e 8 'S
o H SR Rotationsachse Werkstlick: Spindel Drehmaschine
: 2 iﬂlig AA AREROP OB EHENSE

[S] 13 -
e 55 —~
{’ul@g " . 1 | a
8 3| _ L |2 .
SZ 1 1 s 1 \
2= ™. HEEBOEE O Ereal position of
B - S -\ svivel-axis ]
ﬁﬂ 8 ] NN e o—uvsAvkoEEl  BEREOHELO/ HEEI# O H LS
N 8 \ - ) rotation axis of whirling haed VE real position of svivel-axis
X ._% o position of svivel axis

Lage Schwenkachse fiir Berechnung
position of svivel-axis for calculation

£y FREOHE

Calculation of the pitch angle

P
mxd

tan a =

34

for calcualtion




CVDAH1VYEVEF 55117

BERUL/IZVRIIL

SYSTEMS DDHM / DSFF

Tools for drilling carbide







THE DIFFERENCE:

R
THE DIFFERENCE:

MORE POSSIBILITIES

o EBEDEANLINL
Economical machining of
sintered carbides

« FORALUEDINBHITINTH AT HE
Drilling into solid up to
10 x diameter

o I THFREDFESE
Saves the need for long
eroding processes

37



b TIMI (ﬁh HORN i)

Drilling

CVDAAYEV K B35 KU DDHM r A
Solid carbide drilling tools R4

with through coolant supply

BNMIE Bore @ from 2 mm
RUJLRE Drilling depth 5/10xD

CVDA A VEY RBS T
CVD tipped

o - 1
—. TER— 'g i ml %
H=8IN->3>
Picture = right hand cutting version
N—KES d, d, I, I, r z ™ | o
Part number 8 8
I I
DDHM.020.011.04.02 2 4 63 11 0,2 2 A
DDHM.030.017.04.02 3 4 63 17 0,2 2 A
DDHM.040.022.06.03 4 6 72 22 0,3 2 A
DDHM.050.028.06.03 5 6 72 28 0,3 2 A
DDHM.060.033.06.03 6 6 72 & 0,3 2 A
DDHM.070.040.08.05 7 8 92 40 0,5 2 A
DDHM.080.044.08.05 8 8 92 44 0,5 2 A
DDHM.090.050.10.05 9 10 103 50 0,5 2 A
DDHM.100.055.10.05 10 10 103 55) 0,5 2 A
DDHM.020.021.04.02 2 4 63 21 0,2 2
DDHM.030.032.04.02 3 4 72 32 0,2 2
DDHM.040.042.06.03 4 6 92 42 0,3 2 A
DDHM.050.053.06.03 5 6 102 53 0,3 2 A
DDHM.060.063.06.03 6 6 102 63 0,3 2 A
DDHM.070.075.08.05 7 8 122 5 0,5 2 A
DDHM.080.084.08.05 8 8 130 84 0,5 2 A
DDHM.090.100.10.05 9 10 152 100 0,5 2 A
DDHM.100.105.10.05 10 10 152 105 0,5 2 A

A TEE /onstock A 4B/ 4weeks x BRIVED B <X L) / upon request
mmT O~ &

Dimensions in mm
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HEHLY EERZ Y T
Chamfering and Sinking

(ph HORN pl»)

CVDAAYEVR B3FFIVRII DSFF.HM

End Mill

BeiE ALY O ¥ i T

Machining of sintered carbide

N—KES d,

Part number

DSFF.HM.05.03.06.30
DSFF.HM.05.03.06.60
DSFF.HM.05.03.06.90
DSFF.HM.10.06.12.30
DSFF.HM.10.06.12.60
DSFF.HM.10.06.12.90

A TEE /onstock A 438 / 4 weeks
mmT O E
Dimensions in mm

OTEFHEAVEDEILZWV

Further sizes upon request

D OO W W W

Ds

x BEWVWEDLE L/ upon request

15°
30°
45°
15°
30°
45°

2,5
315
6,5
4,5
7,0
13,5

15
15
15
40
40
40

- 4
to I, Z o)
o
o
I
1,5 55 5 A
2,6 55) 5 A
5,6 55 5 A
3,0 90 10 A
5,4 90 10 A
11,5 90 10 A

39
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CVD RUILZ ) —XYNHISKH

Cutting data CVD Drilling

BEME pIEIES
Material Solid Carbide Cutting data
wc Co HAE BE
Grain size  Hardness v (m/min)
% % pum HV
90 10 0,8 1825 30-50
90 10 25 1350 25-80
88 12 25 1275 50 - 120
85 15 55 1075 50 -120
80 20 25 1025 50 - 120
75 25 2,5 880 50-120
74 26 9,5 810 50 -120

fz (mm/U)

0,001-0,005

0,001-0,005

0,001-0,005

0,001-0,005

0,001-0,005

0,001-0,005

0,001-0,005

CVDTMEHRY) / BzV) hl T LIHIS 4

Cutting data CVD Chamfering and Sinking

BEME YIRS
Material Solid Carbide Cutting data
wc Co R EE
Grain size Hardness yc (m/min)
% % pm HV
90 10 0,8 1.825 50-120
90 10 215 1.350 50-140
88 12 28 1.275 50 - 220
85 15 53 1.075 50 - 220
80 20 25 1.025 50 - 220
75 25 25 880 50 - 220
74 26 9,5 810 50 - 220

40

fz (mm/U)

0,003-0,010

0,003-0,010

0,003-0,010
0,003-0,010
0,003-0,010
0,003-0,010

0,003-0,010

rRUILY—IL G5
Drilling tool recommended
cooling
BERICNT2RE
2 mm )
Diameter length
2-10 5xd
2-10 5xd
2-10 5xd
NAOY NRINIOKE,
2-10 5xd BAANMIREEO10E  IT7—/Air
10 x d with pilot drilling
2-10 5xd
2-10 5xd
2-10 5xd
I B HH
recommended
cooling
ap (mm)
0-1
0-1
0-1
o 1 AF
i I7—/Air
0-1
0-1
0-1
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SYSTEM MINI 108

L LCYIOmMIAY—IL

SYSTEM MINI 108

Tools for threadcutting by turning







THE DIFFERENCE:

R
THE DIFFERENCE:

MORE POSSIBILITIES

o M TH RIFLYIDSTUIED AT HE
Chip breaking even with
difficult-to-cut materials

¢ 0.5~1.25mm®AEYFT
RBELYID<SIHEH 23RN
Optimum chip control with
pitches from 0.5 to 1.25 mm

o (ERDIEERISystem Mini 108L
Hiff¥Hb
Compatible with existing standard
range System Mini 108
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RUTIWMIRF)ZIL7O0774)
Threading (internal) Full profile

(ph HORN pl»)

1% —h S108

Insert
BOMIE Bore @ from 8 mm
ey F Pitch 0,50-1,25 mm

FHHEX
Detail X
k. |
o
i 3|
i
L N
’ . ! _
V—IVRIVE—IEE &
Toolholder face ?
R=ABFN—3a zRTR
R = right hand version shown
N—hr&ES P P E f
Part number
RS108.0205.GM1 0,5 0,75 2,6 4.8
RS108.0510.GM1 1,0 1,25 2,6 4.8

A TEE /onstock A 4B/ 4weeks x BEVAED B K & L)/ upon request
® HE4E / recommended
o & M / alternative recommendation
- F3EE / not suitable
/> 21— N#'& / uncoated grades
11— N#E / coated grades
m O/ —XY N [ brazed/Cermet
mm<T®O &
Dimensions in mm
HOTEESEVEDESEE

Further sizes upon request

46

7,8
7,8

.

T,

BAKRILS—

for Toolholder

%47 B108

Type

XRMUYJI1SOtal
Metric 1ISO thread

S D . To}
min n
O]
(]
3,4 8 A
3,4 8 A
BmEME
Carbide grades



RUTYWIT(AR)BL7O07 74
Threading (internal) Partial profile

(ph HORN pl»)

1% —h S108

Insert
RANIMIE Bore @ from 8 mm
EYF Pitch 0,50-1,25 mm
i !
o] Y-
W ] ﬁ
QPN 1 5 FHAX
éfb/A Detail X

Y—IVRIVE—EE
Toolholder face
R=ABFN—3a ERTR

R = right hand version shown

N—hrES P E f a
Part number

RS108.0305.GM2 0,50 2,6 4.8 7,8
RS108.0510.GM2 1,00 2,6 4.8 7,8
RS108.0512.GM2 1,25 2,6 4.8 7,8

A TEE /onstock A 4B/ 4weeks x BEVED B K & L)/ upon request
® #£3E / recommended
o & M / alternative recommendation
- F3EE / not suitable
/> 21— N#'E / uncoated grades
11— NME / coated grades
B OV /Y —XY N/ brazed/Cermet
mm<T®O &
Dimensions in mm
HOTEEFSEAVEbESEE Y

Further sizes upon request

(o))

f ‘j N

N Y

BAKRILS—

for Toolholder

247 B108
Type

XRMUYJI1SOtal
Metric 1ISO thread

5 D . T}
min LD

Q

Ll

3,4 8 A
3,4 8 A
3,4 8 A

H -

B

Carbide grades
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R U1 T HifiEdR (ph HORN pl»)

Technical Information

HR/NA B

Recommended Number of Passes

dA—F4>29 8 (FRE N/mm?) _ ) 7=
Carbide grade Steel (N/mm? Tensile strength) ATVLA | v AhiFEk o
Stainless steel | Grey cast iron -
TN35 400-500 | 500-700 | 700-850 | 850-1150 | > 1150 Aluminium
V.. m/min 160 140 120 90 70 90 100 300
E Y F / pitch P X
o JNAEIE / Number of passes
mm tpi / tpi
0,8 32 5 5 5 5 5 5
1,0 24 6 6 6 6 6 6
1,25 20-19 7 7 7 7 7 7
15 16 8 8 8 8 10 10 8 8
1,75 14 10 10 10 10 12 12 10 10
2,0 12-11 12 12 12 12 14 14 12 12
25 10 13 13 13 13 15 15 13 13
3,0-35 8 15 15 16 16 18 18 16 15

ERORULIY GERIQOHER/NARBEBEHA RZA42TT,

EE
AEOXEZHL<SED, BHIONADTAKIENESLTLSEETL,
HEFNA(EOAY RN ) BEBRICEFNTVEEA,

The recommended number of passes in the above table are approxiamte figures.
Please note:

- to avoid breakages at the cuttinge edge, the depth of cut at the first pass should not be to deep
- finishing passes (with zero depth of cut) are not considered in the table
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R UV hNT HififEER (ph HORN pl»)

Technical Information

=W FE AERLULYMMT

Feed Direction internal threading

ABFRL EBFRL

Right hand thread Left hand thread

= L L] L]
EBFAT— K EBFAH— R EBFAH— K EBFAH— K

Insert right hand Insert left hand Insert left hand Insert right hand

ye.3))
IN-FEED

RA[OEY
A2 —bOHAITRABRICHHILRT, HE—RBERLULY
MIFETY,

RADIAL IN-FEED

Metal removed on both sides of the insert simultaneously. The most commonly
used method for thread production.

BETZ204>2T71—R >
NL—U2T IVvDOBREN DB, T2 UAEORE

REFBLELET, /
Ty

MODIFIED FLANK IN-FEED
Less wear of the trailing edge and better surface finish on corresponding flank.

XRETIZ2942T74—RK
MEDHENGZECERAENBI LKLY RFHERRALE
EE

ALTERNATING FLANK IN-FEED

Both edges are being fully utilised which means longer insert life.

7220904714 —R

EVYIHIETEN - &
FLANK IN-FEED // %

More easily formed chip and better heat dissipation.
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BAN YY) BANTZA4R ZO—-F>7 NG T V—-3>7

/ //M////I \\\\\}\\ \1

z 1

DCGRLYINT 51X DCG thread milling

(M1~M2.502LH) cutter for M1 to M2.5

HEMoR UL T Thread production in hard-to-cut
materials

HORN-HfliU —&A—> v 7 h HORN h
HORN - EXCELLENCE IN TECHNOLOGY ﬂ p

GROOVING e PARTING OFF ¢ GROOVE MILLING e BROACHING e PROFILE MILLING e DRILLING e REAMING
51
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DCGRLYIDTS1R
(M1~M2.502CH)

RFEDCCY)—XDBHERLYID TRIZM3~M120DEFEDE
FRLCZEBEALTEVWDE L. CODCCY ) —XBERLYID
TERIRABEYFICHET BN TES 4. SES IR
MIICEMLETDCCI ) —XDFHFEEMIE.EMOZ3—T
FERWLELIGLARBICEDNEDOY A IMI~M2.50R L
TIDINT (X— L1 LISORAE. DIN13~20) HABEIC A D.DCG
V)-AHRTEICZEIHTRRELRLCYIDMINRET
EFBLSICHBDELIco AN BD TH XlcI—Tr > JiE
SNTVWBI A S AANBRAEICHARETI. AETIILOR
EIATIE2XDDR TR (RE) EFTHIGH AT R, o AH M
DENTIAFHFERCENRMEIZ M, AT LM, 8 IE
HKEBOMIPFICERKMOFICEIT2HEMOMTIICE
WTEBNIHEZRIBLET,

DCG thread milling
cutter for M1 to M2.5

The solid carbide milling cutters from the DCG series have been
proving themselves in the production of threads sized from
M3 to M12 for many years. As the single-row milling cutters
can be used for different pitches, high operational flexibility is
guaranteed.

New developments for this series are being showcased at EMO.
With working ranges from M1 to M2.5 (metric ISO threads DIN
13-20), they enhance the possible applications of the DCG
series for the reliable milling of threads, have extremely sharp
cutting edges and are suitable for universal use thanks to their
coating. They are available as standard up to a thread length of
2 x D. They demonstrate their special capabilities and efficiency
when machining steels, stainless steels, cast iron, non-ferrous
metals, and in particular with the hard-to-cut materials that are
needed in the medical technology sector, for example.



DCRUTZAAAYR—8BH77O0774)
DC Thread Milling Cutter Partial Profile Cﬁh HORN I]h)

X MU v 21504 UDIN13-20 #8707 71 )L DCG
Metric ISO-thread DIN13-20 Partial profile

kU Thread M1 - M2,5

_Um
[
2
l, o
(]
XD. _____________________ T
N—hES d, fal d, I, VA l, D... P d, b o |~
Part number Thread o | O
= =
DCG.3.M1.025.2.1.03 0,7 M1 3 34 & 25 0,75 | 0,25 | 0,33 | 22 A
DCG.3.M11.025.2.1.03 0,75 M1,1 3 34 3 | 2,75 0,8 0,25 0,4 22 A
DCG.3.M12.025.2.1.03 0,8 M1,2 3 34 8 8 0,9 025 | 0,43 | 22 A
DCG.3.M14.030.2.1.03 1 M1,4 3 34 3 &5 1.1 0,3 0,43 | 22
DCG.3.M16.035.2.1.03 1,1 M1,6 3 34 8 4 1,2 0,35 | 0,53 | 22 A
DCG.3.M18.035.2.1.03 1,3 M1,8 3 34 3 4 1,5 0,35 | 0,73 | 22 A
DCG.3.M2.040.2.1.03 1,5 M2 3 34 8 6 1,7 0,4 0,93 | 22 A
DCG.3.M22.045.2.1.03 1,7 M2,2 3 34 3 6 1,9 0,45 1,13 | 22 A
DCG.3.M25.045.2.1.03 2 M2,5 3 34 8 8 2,2 0,45 1,3 22 A
A EE /onstock A 4B /4weeks x BEIVEDE K L) / upon request
o #£32 / recommended
o & @ / alternative recommendation
- T4 / not suitable
/> — NME / uncoated grades
B 30— MME / coated grades
Bl OJf/%—XY N/ brazed/Cermet H| o .
mmT O & BEME
Dimensions in mm Carbide grades

53



(ph HORN ph)

54



BAQ Ry BANT 4R JO0-F>7 R & V-7

Wi

25AB T ABANS AT A 25A axial grooving system

g 2 LN 0 T R 32 (2 3 s with extended working range
A FY THIRICK V), New applications thanks to increased
#h = AR (S XS diameter ranges

HORN-HfliU —&A—> v 7 h HORN h
HORN - EXCELLENCE IN TECHNOLOGY ﬂ p

GROOVING e PARTING OFF ¢ GROOVE MILLING e BROACHING e PROFILE MILLING e DRILLING e REAMING
55
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25AE A MBANS AT A
V&S LI & 12 X RS

THOFMABEV25AE A RIBANS AT LADOHBARER
&, h—RUYDEHBS YV ZBATHY, BEWNT
ARICRAITRCENTEFET, "THAL FEE "TWAL O
FAERBABEA Y — NERBALERRKR AT AT, BiF2
~4mm, BANREHEAR18mm, AR15mmA EE V> &
EOMIANAAETLE, — B, COA—KIYDEHBD
YOO BALFEREREGE, BIE3 mmELFE4InmTEA
& '50~65mm. & T65~80mmi DIMIAAREE &V F
T A—KRUYTEFE, HORNEK220BEH—NU YD ELH
BENBHD D, ZATLDHSWBEERINA—TER
FRENTEET, ABBEBICKYIRBICHEETVE
s, BEBEHNYBHEZITVET, YV=IKRILA—ICE,
BEMETHISOTIAINI—FT 1 > J B E hi=15A / 25A (
FA/mA) BB —rhZ2RYFEGAEeENTESR
T ., TUVBORVEMAD "107L—H—1 TR,
BANREORZEVMITEZRSICUYBEHETEET,
BAAY— R E2EZE,. MIOBTFERDWEICH -8B
ANETETHD 0, HLBARICHBELEST,. FH /@
AEEIPNIADORFTENRBETHD 0, FIMVY
—RNE2BAVATLADHSWBDRILE =AY FHNFTRET
3—0

25A axial grooving system
with extended working range

New products for the proven 25A axial grooving system with
cartridge design and round shanks enhance its possible
applications. Whereas the previous system with one-edged or
two-edged indexable inserts achieved cutting widths of 2 to 4
mm, and a grooving depth of up to 18 mm from an external
diameter of 15 mm, the further developed cartridge and round
shank versions now allow for grooving diameters of 50 to 65
mm and from 65 to 80 mm with cutting widths of 3 and 4 mm.
The cartridges are designed for HORN's K220 standard
cartridge interface and are therefore compatible with all basic
holders for this system. Its internal coolant supply ensures
efficient cooling that does not have a negative effect on chip
flow. The tool holders can be equipped with carbide inserts of
type 15A or 25A, with one or two cutting edges in carbide grade
TH35 and TiAIN-coated. The .10 geometric shape for long-
chipping materials also ensures safe chip flow, even with large
groove depths.

The single-edged insert also allows grooving along an interfering
contour, such as a collar, making it suitable for universal use. As
the dimensions of both cutting insert designs are identical, the
single-edged inserts also fit into all holders of the 25A system.
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WEEAN (ph HORN pl»)

Face Grooving

A\Y
A2 K25A N
Cassette PRSI
with through coolant supply
K23 from outer groove @ 15 mm -
BRERE Depth of groove up to 20 mm
BiE Width of groove 2-4 mm \| =— )
BAA>T—HK
. e for Insert
@ oOs 247 S15A
oy g Type S25A
& =
&
- = AV —NEEHROKY)
0.3mmEWIEICEY LT
T,
I V=5 o~ —  mR I Vo~ The cutting edge must be set
R'_EH%¥/\ _/E'/EE’T L= EBF/ _/3/ 0.3 mm above centre height
R = right hand version shown L = left hand version
N—h&ES f, b b, h f, HAX i | Do e t o
Part number Size
R/ILAK25A.1520.02.1K f2+W/2 15,7 21 38,6 15,4 02 15 20 34 12
R/ILAK25A.2025.02.1K f2+W/2 15,7 22 38,6 15,4 02 20 25 34 12
R/ILAK25A.2530.02.1K f2+W/2 15,7 23 38,6 15,4 02 25 30 34 13
R/ILAK25A.2025.03.1K f2+W/2 15,7 24 38,6 14,9 03 20 25 34 14
R/ILAK25A.2530.03.1K f2+W/2 15,7 25 38,6 14,9 03 25 30 34 15
R/ILAK25A.3040.03.1K f2+W/2 15,7 23 38,6 14,9 03 30 40 34 16
R/ILAK25A.4050.03.1K f2+W/2 15,7 24 38,6 14,9 03 40 50 34 18
R/ILAK25A.5065.03.1K f2+W/2 15,7 22 39 15,4 03 50 65 34 18
R/ILAK25A.6580.03.1K f2+W/2 15,7 21,5 39 15,4 03 65 80 34 18
R/ILAK25A.2025.04.1K f2+W/2 15,7 24 38,6 15,1 04 20 25 34 16
R/LAK25A.2530.04.1K f2+W/2 15,7 24 38,6 15,1 04 25 30 34 17
R/LAK25A.3040.04.1K f2+W/2 15,7 24 38,6 15,1 04 30 40 34 18
R/LAK25A.4050.04.1K f2+W/2 15,7 24 39,2 15,1 04 40 50 34 20
R/LAK25A.5065.04.1K f2+W/2 15,7 22 39 15,4 04 50 65 34 18
R/LAK25A.6580.04.1K f2+W/2 15,7 235 39 17,1 04 65 80 34 20
OTEFBEVEDELEE Y WA — SR mmT 0¥ %
Further sizes upon request w see indexable inserts Dimensions in mm

RUOKNILIAREEMERZEZBEEEZV,

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

Nty NES AT L2208

Note:

for use with pocket seat system 220!

ARTN=Y

Spare Parts
Aty b al cNOLL>TF
Cassette Screw TORX PLUS® Wrench
R/LAK25A... 5.13 T20P T20PQ
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WEEAN (ph HORN pl»)

Face Grooving

Y — LRI S — IB25A

Toolholder AR 4

with through coolant supply

EES from outer groove @ 20 mm

BABRS Depth of groove up to 20 mm

iR Width of groove 2-4 mm

H \ _/

BAAT—HN
for Insert
247 S15A
Type S25A

A —RNEEPOKY)
0.3mmEWIEICEY RLT

T,
. o _ 5 L The cutting edge must be set
L=EBFN-2 32 2RR R=HBBFN—23> 0.3 mm above centre height
L = left hand version shown R = right hand version
N—h&ES L, l, to d f, f, omin | Do |1 A&
Part number Width of groove
R/LIB25A.20.2025.02.1K 23 55 12 20 f,+w/2 9,5 20 25 120 2
R/LIB25A.20.2530.02.1K 23 55 13 20 f,+w/2 9,5 25 30 120 2
R/LIB25A.20.2025.03.1K 24 55 14 20 f,+w/2 9 20 25 120 8
R/LIB25A.20.2530.03.1K 25 55 15 20 f,+w/2 9 25 30 120 3
R/LIB25A.20.3040.03.1K 27 55 16 20 f,+w/2 9 30 40 120 3
R/LIB25A.20.4050.03.1K 30 55 18 20 f,+w/2 9 40 50 120 3
R/LIB25A.20.5065.03.1K 30 515 18 20 f,+w/2 9 50 65 120 3
R/LIB25A.20.6580.03.1K 30 55 18 20 f,+w/2 9 50 65 120 3
R/LIB25A.20.2025.04.1K 25 55 16 20 f,+w/2 9 20 25 120 4
R/LIB25A.20.2530.04.1K 26 55 17 20 f,+w/2 9 25 30 120 4
R/LIB25A.20.3040.04.1K 30 515 16 20 f,+w/2 9 30 40 120 4
R/LIB25A.20.4050.04.1K 30 55 20 20 f,+w/2 9 40 50 120 4
R/LIB25A.20.5065.04.1K 31 55 20 20 f,+w/2 8,5 50 65 120 4
R/LIB25A.20.6580.04.1K 31 55 20 20 f,+w/2 8,5 50 65 120 4
Lo ERFSEAVEDEEE L wikMAH—rSR mm7T® &
Further sizes upon request w see indexable inserts Dimensions in mm

RUORNLOHAREEMERZZBLEETV,

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

ARTN=Y

Spare Parts
Y=L LS — Rl ROLLYF
Toolholder Screw TORX PLUS® Wrench
R/LIB25A.20... 5.13T20EP T20PQ
R/LIB25A.20... 5.17T20P T20PQ
R/LIB25A.20... 5.13 T20P T20PQ

59



Schnittdaten Axialeinstechen
IR EEA N O EI 4

(ph HORN pl»)

&

Material

P nza=

Carbon steel

AN
Alloyed steel

Ba S

high alloyed steel

(>5%)
23

Cast steel

ATVLA

Stainless steel

R Y h K

Grey cast iron

BRR B dFK

Spheroidal graphite

cast iron

BIE €573

Malleable cast iron

N TILEZOLES

Al-alloys

TILEZZDLHEES

Al-cast-alloy

HE®
Copper-alloys

S mMEESE

Heat resistant alloy (Fe)

MEESE

Heat resistant alloy (Ni, Co)

RUDOBILY

0,2% C
0,4% C
0,6% C
BREBZEL
annealed
BE AN

quenched

BEBEL

annealed

ke

unalloyed

aE

alloyed
NILVTUHA KR
TJIZARR

martensitic, ferritic

F—ATFA4 KR
austenitic
3R

low tensile strength
B

high tensile strength
7IZ4 b
ferritic
N—=Z4 bk
perlitic
7IZ4 b
ferritic
N=Z4 bk
perlitic

HUE R
not heat treatable
I AT RE
heat treatable
BT
not heat treatable
E T2 AT RE
heat treatable
EIBARTH]
not heat treatable
T2 R RE
heat treatable
BREBZEL
annealed

BEA

hardened
BREBZEL
annealed

BEA

hardened

WE
Hardness
Brinell

(HB)

140
180
200

180

280
350

200

180

220

200

180
180
250
160
250
125
225
30-80
80-120
80
100
90
100
200
275
250

350

LA EE
Cutting speed
v, (m/min)

110 - 140
100 - 130
90-120

100 - 140

80-110
60 - 80

60 - 80

100 - 140

80- 110
50 -120

50 - 110
100 - 140
80-120
80 - 140
70-130
80 -100
60 - 80
100 - 600
100 - 600
100 - 600
100 - 600
110 - 190
80 - 140
30 - 40
20-35
15-75

18 -40

0 V) IA &
medium thickness of chip
h,, (mm)

TH35

0,02-0,1

0,02 - 0,08

0,02-0,08

0,02-0,08

0,02-0,08

0,01-0,08

0,01-0,15

0,01-0,05

RORNLIE, 4A2H—RORUELTHATETT, AIR—AMNPZNICELL BB HOFERGESBOLEEA,
BYBERNLILYFIEODVWTRAEROEZZBSEE W,

Torque of screws

Following torques are allowed for screws of inserts.

We recommend to use no additionel gliding means (such as copper paste) for screws.

w 2,0 mm =2,5Nm
w 3,0 mm = 3,0 Nm
w 4,0 mm =3,5Nm
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T I

EG3/EG5]—7 129 EG3/EG5 for Supermini,
Supermini - Mini - 312 Mini and 312

ITESwmERE HI—FT127 New coatings improve tool life

HORN-B i — 4 —3 v 7 ( h h)
HORN - EXCELLENCE IN TECHNOLOGY ﬂ HORN p

GROOVING e PARTING OFF o GROOVE MILLING  BROACHING  PROFILE MILLING e DRILLING o REAMING
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EG3/ EGS—T 1>
Supermini- Mini- 312H

BE. UHIETOHEMORRV (MR- HMETmo
BE) k., B BBEOMANSAELREEHAVET, C
SLUEAE, 2FVY), SuperminiE R V) —XICLDHNPER
02mmAONB FTMIDAEZREIZIHZD=H, HORNIFEG3
EEGSZERFLEL .

S22 4T TEM, & TEBOEE, M ThEThERY,
WFhORATEBODTBSNBBEERTDENTESE
T, BEAFECDHVESD, TE (BICHEBEK) ANDOR
FEENfERLET. EXVFOEREBEI—T 1 JREIC
KV, BREOBRABEINA MLELTVWET,

MEBEO—7 12 J0EE, Supermini / Mini / 312> AT A
AELTHBABARENEENDTT, SuperminilkEIC, B
0.2mmELEDORB - BANICEALET, MinivV—ILZ A
TAL, NEE.OMMIEORB T BACICHEALET,
FEINRZATLADIMAZRAT DA H—NEBANRRY]
VICERAEh, ESICARMIXPRNF46mmEL EDONRSD (F-
BANNMIICEFEATEERT,

EG3/EGS5 for Supermini,
Mini and 312

Materials that are extremely difficult to machine can pose a
significant manufacturing and financial challenge to cutting
tools — particularly when it comes to small and miniature
parts. To address the needs of these applications — in which
tools from the Supermini product series machine holes with
diameters from 0.2 mm — HORN has developed the EG3 and
EG5 coatings.

The distinction between the two types rests in their substrates
and layer thickness and they make it possible to achieve an
extremely smooth layer — reducing the amount of heat that is
transferred to the tool, and the cutting edge in particular, thanks
to significantly lower friction. A golden wear layer provides a
coating for improved wear detection.

The new coatings have been developed for the Supermini, Mini
and 312 tool systems. Supermini is primarily used for boring
and grooving of hole diameters = 0.2 mm. The Mini tool system
comes into play in similar processes, but for hole diameters
starting from 6.0 mm. The triple-edged inserts of the 312
system are also used for grooving and parting off, as well as for
external machining and similar machining processes involving
hole diameters from 46 mm.
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A—F4 VT OHA RS> (pli HORN ph)

Coating guideline

m EMIoN—7 BRI L— ROER

Supermini® EG.35 o
2=HELAM
5=BLUAM
Mini =G SO | - mEE. MR
e EG35 EG35 | &—T 12T, AXFTEBREATEY, 4
AEAHNT =) o 0 | SHOXTRBEOIL—KEELTLET,
BANDBA, MIRHPY —LFRCE>T
BRTNEBEHAKECREET.,
EG5_ EGS_ | ZMr®. d—7 1> CEL TE— R
= . o | mmmoazRALTOET.

HSWBRRATDMEFHM, 1L, A—ARTF A MNABERODATV L AEZR
< (#l : C45/1.0503, 100Cr6 /1.3505 )

F—ARTFARNRRATVL A, BH#, &8 (5 : X2CrNiMoCuWN25-7-4 /
1.4501, X6CrNiMoTi17-12-2 / 1.4571)

Gusseisen mit Lamellen- und Kugelgraphit, Temperguss
R hEEER, AU RAI)HEK, AAEEEEK (Bl - EN-GJIS-400-15/ GGG-40 )

M

o g TOMOBEIL—RIZOVTR, BEALVEDEEE L,
o KREmR
Product Material group Choice of carbide grade
Supermini® EG.35 2 = very high toughness
5 = high toughness
EG55 EG55 6 = high hardness, high heat resistance
Mini - o
Each grade is made up of four figures. The fourth
Sharp abrasive EG35 EG35 figure represents the carbide grade.
tools ® ©) In the case of grooving, the choice of carbide

is heavily dependent on the material being
machined and on the tool geometry. Therefore,

. EG5_ EG5_ only a general recommendation can be given for
el ® o the coating.

All types of steel and cast steel, excluding stainless steel with an austenitic structure
(e.g. C45/1.0503, 100Cr6 / 1.3505)

M Stainless austenitic and duplex steel, plus cast steel
(e.g. X2CrNiMoCuWN25-7-4 / 1.4501, X6CrNiMoTi17-12-2 / 1.4571)

Grey and ductile cast iron, malleable cast iron
(e.g. EN-GJS-400-15 / GGG-40)

® recommended Further carbide grades upon request
O alternative recommendation
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< AT A Supermini 105 & 110
System Supermini 105 & 110 (ph HorN piD)

BE1—571>%9 EG35

BEMEDEG3S5E. HS5WD2 AT OMIKPHFKRICHBEENE T, (FA—ATFTM N
BEROATVLAMEERL ). EG35Wk, R KEEEK /| & U XA )LEHEK | AEREHERD N0
TICEL, A—ATFARRAT VLA I F—ATTFARN 7ITA4ARRATULA /&
WOMIEAETT, —H, BEMBRTILIZVLAEGERIIEAVTHS T, RI-FkHKSE
BXMBESEICEEL TVWELEA,

RE, BYBEZAT7TORBTEGSHFFARETT,

Carbide grade EG35

Carbide grade EG35 is recommended for all types of steel and cast steel, with the exception
of stainless steel with an austenitic structure (often also referred to as Gamma iron, which
is only stable at room temperature when alloyed with nickel, manganese or nitrogen). EG35
is suitable for use to a limited extent with grey and ductile cast iron and malleable cast iron,
as well as for stainless austenitic steel and austenitic-ferritic steel and cast steel. EG35 is
not suitable for hard materials and aluminium alloys, nor is it suitable for non-ferrous metals
and heat-resistant alloys.

All product variants are now available in EG35.
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2 25 106/107/108/10P/111/11P/114/116/18P
System 106/107/108/10P/111/11P/114/116/18P Cﬁh HORN [il)

BEJ—51>%Y EG55

BEMEDEGS5E. HS5DD AT OMIKPHFKRICHEENE T, (F—ATFTA N
BEROATV L AMEBERL ). EG55W, R KEEEK /| & U XA )L&EK | AIEREHERD N
TICEL, A—ATFARRAT VLA I F—ATFAN 7ITA4RRATULA /&
HWOMIEAETT, —H, BEMBRTILIZVLAEGERIIEAVTHS T, RI-FHKSE
BXMBESEICEEL TVWEEA,

RE, BRYBRATORBTEGSSH FARETT,

Carbide grade EG55

Carbide grade EG55 is recommended for all types of steel and cast steel, with the exception
of stainless steel with an austenitic structure (often also referred to as Gamma iron, which
is only stable at room temperature when alloyed with nickel, manganese or nitrogen). EG55
is suitable for use to a limited extent with grey and ductile cast iron and malleable cast iron,
as well as for stainless austenitic steel and austenitic-ferritic steel and cast steel. EG55 is
not suitable for hard materials and aluminium alloys, nor is it suitable for non-ferrous metals
and heat-resistant alloys.

All product variants are now available in EG55.

66



AT A 312
System 312 Cﬁh HORN I]ID

dA—51 %8B EG52/ EG55/ EG56

HBEMEDEGS2/EG55MFE, H5W02 XA T OMEKXHRICHEENES, (FA—ATF
A MNEBEZFODAT UL AMIFIERL ), EG52/EG55IE., I &HEES /| AU XA )Lk /
ABFHOMITICEL, A—ATFARNRAT VLA F—ATFHA M 7ITT54R8KRA
TULA I FHWMOMIETETT, — A, BEMBRPTILZZVALAEGRICEEVTES
T, FLEIGKEEPHESSICEBELTVELR A,

BE, B2BE2ATORABTEGS2/EGSSH FATFRET T,

HBEMEDOEGS6E, HS50D2 XA TOMEKXHRICHREELES, (F—ATFANE
BEREODAT UL AMIEIRL ). EG56IE., T Ak / U2 )LEk | W& 0N
TIZBL, A—ATFARNRAT VLA A—ATFA N JISARMNRAT VLA &
HMOMITETRET T, —H, BEMERTILZIZVAEGEICEEVTHES T, FkEke
BYMHELICEBELTVERA.

BE, BYBERATOEBTEGS6H FIATREETT,

Carbide grade EG52 / EG55 / EG56

Carbide grade EG52 / EG55 is recommended for all types of steel and cast steel, with the
exception of stainless steel with an austenitic structure (often also referred to as Gamma
iron, which is only stable at room temperature when alloyed with nickel, manganese or
nitrogen). EG52 is suitable for use to a limited extent with grey and ductile cast iron and
malleable cast iron, as well as for stainless austenitic steel and austenitic-ferritic steel and
cast steel. EG52 / EG55 is not suitable for hard materials and aluminium alloys, nor is it
suitable for non-ferrous metals and heat-resistant alloys.

Carbide grade EG56 is recommended for grey and ductile cast iron, malleable cast iron
and all types of steel and cast steel, with the exception of stainless steel with an austenitic
structure (often also referred to as Gamma iron, which is only stable at room temperature
when alloyed with nickel, manganese or nitrogen). EG56 is suitable for use to a limited
extent for stainless austenitic steel and austenitic-ferritic steel and cast steel. EG56 is not
suitable for hard materials and aluminium alloys, nor is it suitable for non-ferrous metals and
heat-resistant alloys.

Depending on the product, all varieties are available now in EG52, EG55 and EG56.
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BT NNYR—RATL610

6d—F—fEVWTISTA BT —MMIE

TANGENTIAL MILLING SYSTEM 610

with six-edged milling insert







THE DIFFERENCE:

R
THE DIFFERENCE:

MORE POSSIBILITIES

« HORNMBE D61 —F—EWT Y~ %
BRALEAhYS—
The world's only disc milling cutter with
six-edged milling inserts

c SRETEMELINIEZ XM}

High precision and surface quality

o V—ILRILA—ICRENIEZHIET
IO IS RINF —DIEEETS
Toolholder protected by surface
treatment against chip impact
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ROTOIVVYINAYE
Tangential Milling

(ph HORN pl»)

TARITZAANY B—
Disc Milling Cutter

IR Cutting edge @

R610.099.U...

L610.099.U...

N—hr&ES zZ |z, | Ds

Part number

M610.0100.32.S.16 10 5 100

M610.0125.40.S.16 12 6 125
mmTO &

Dimensions in mm

ta L 030.3513.T15P @ hJL 7 4 (& 3,5 Nm.

Torque specification of the screw 030.3513.T15P = 3,5 Nm.

ARTN=Y

Spare Parts

TFARDTZAANYE— | BU
Disc Milling Cutter Screw
M610... 030.3513.T15P

72

M610

100-125 mm

t b d d

max 2 2 3

26,0 | 16,4 | 32 | 46
345 | 16,4 | 40 | 54

MLOL>F
TORX PLUS® Wrench

T15PQ

w

16
16

N

WY

-

i

. _4

AL —

for Indexable insert

X477 610
Type

EBFO9—~ | EBEFAOH—h

right hand insert left hand insert
5x R610.099.U.... | 5x L610.099.U....
6x R610.099.U.... | 6xL610.099.U....



RODIVINYIINAY Z—
Tangential Milling

(ph HORN pl»)

T—N—fhya— M610

Arbor Mounted Cutter

a UE{ A
u

R Cutting edge @ 100-125 mm
BAAT—HN
for Indexable insert
L610.099.U...

R610.099.U... == 247 610
Type
[ H Ni ™
......... T O
8 Q. Q
i !
J
£
=1
— w e
@Ds h
N—hr&ES Z | Z, Ds |t | h|d | d | w | EBFIOH-—~ | EBEFIOH—K
Part number right hand insert left hand insert
M610.0100.A27.S.16 10 5 100 25,0 50 48 27 16 5x R610.099.U.... 5x L610.099.U....
M610.0125.A32.5.16 12 6 125 32,5 50 58 32 16 6x R610.099.U.... 6x L610.099.U....
mm<T®O &
Dimensions in mm
@ U 030.3513.T15P @ KL 74k 3,5 Nm.
Torque specification of the screw 030.3513.T15P = 3,5 Nm.
ANRTN=Y
Spare Parts
T—N—FHv2— NALVF al MLOL>VF
Arbor Mounted Cutter Allen Wrench Screw TORX PLUS® Wrench
M610.0100.A27.S.16 SW10,0 DIN 911 | 030.3513.T15P T15PQ
M610.0125.A32.S.16 SW12,0 DIN 911 | 030.3513.T15P T15PQ
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BRI YILAY R— (]ﬁtlli()l!hllﬂt[)

Tangential Milling

129 —b 610 7 N

Insert

PV IAIRIRE Depth of cuta, 9,9 mm

- v

BAANY &—

for Milling tool

247 M610
Type

61— F—AERATAE

with 6 usable cutting edges

N—HrES a, h r m

Part number 3
<

R/L610.099.U.04 9,9 6,2 0,4

R/L610.099.U.08 9,9 6,2 0,8

A TEE /onstock A 4B/ 4weeks x BEVAED B K & L)/ upon request
® 38 / recommended
o & M / alternative recommendation
- REE / not suitable
/> 71— N#& / uncoated grades
B T— N#E / coated grades
B OJ/%—X Y N/ brazed/Cermet
mm<T®O & BEME

Dimensions in mm Carbide grades
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Cutting Data

(ph HORN pl»)

THIRHHETOT S L THCT, ICLBDEEYEIRE- XV - IVIAKT—HR,

Standard values for cutting speeds v, and medium thickness h,_ for calculating feed rates by calculating cutting programm »HCTx«.

ME

Material

P x=m

Carbon steel

e
Alloyed steel

BaeH
high alloyed steel
(>5%)

E2 ]

Cast steel

ATV LA
Stainless steel

R Y h R

Grey cast iron

BROIR B fndFEk
Spheroidal graphite
cast iron

ISR EE R

Malleable cast iron

N TILIZOLES
Al-alloys

TILIZOLGES

Al-cast-alloy

HEE
Copper-alloys

(e

Heat resistant alloy (Fe)

M E

Heat resistant alloy (Ni, Co)

0,2% C

0,4% C

0,6% C
mEBEL
annealed
BEAN
quenched
BREBZEL
annealed

El
unalloyed
=xa

alloyed
NIUToHA4 KR
7ISA MR

martensitic, ferritic

A—ATFA R

austenitic

R

low tensile strength
LEL

high tensile strength
7IZ4 b
ferritic
N=Z4 K
perlitic
JIZAK
ferritic
N=Z4 K
perlitic
BT

not heat treatable

A IE T RE

heat treatable

BB T]

not heat treatable

A T2 T RE

heat treatable

BB ]

not heat treatable

En B EE

heat treatable

BREBEL
annealed
BEA
hardened
BREBEL
annealed
BEA

hardened

BE
Hardness
Brinell
(HB)

140
180
200

180

280
350

200

180

220

200

180

180
250
160
250
125
225
30-80
80-120
80
100
90
100
200
275

250

350

LIHIEE
Cutting speed
vV, (m/min)

240
210
160

150

120
70

70

180

120

130

120

100
90
120
60
100

120

80

40

V) IA
medium thickness of chip
h, (mm)

AS4B

0,1

0,07

0,07

0,07

0,06

0,06

0,11

0,09

0,09

0,06

0,06
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REHIEARBREICH AR MY Ya—2a0%
CIRELZET,

FIND YOUR RIGHT

TOOLING SOLUTION NOW.

www.phorn.com

IZUSHI & CO., LTD.
2-3-12 Honjo-nishi, Higashiosaka
578-0965 Osaka

Tel.: +81667476184
Fax: +81667441150

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

Rt

GERMANY, HEADQUARTERS
Hartmetall Werkzeugfabrik
Paul Horn GmbH

Unter dem Holz 33-35
D-72072 Tubingen

Tel +49 7071/ 70040
Fax +49 7071/ 72893

info@phorn.de
www.phorn.de

Find your country:
www.phorn.com/countries

INFO1.18JE, 11/2018, Printed in Japan

(phHORN fill)

BLUACOMPETENCE

Alliance Member

Partner of the Engineering Industry
Sustainability Initiative
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