LYo (pl HORN i)

Thread Milling
XS X7 L /System ~R—/Page
M304 276
M306 284
M308 296
M311 306
M313 316
M328 326
M332 336
M275 342

380 348
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R_LYID (HRL)
Thread Milling (internal) Cﬁh SICH I]h)

i R— [Page
Overview 278

D2 A2 24
Milling shank
M304 -
R—2 [Page
279
o=k
Insert
304 2 §
R— [Page
280-282
AR ‘
MUORIEBICRC LORAREDITY, RAILLT, EEIFRBLOTAIITEDIWVT
THNET,

Bl - M12 X 1—>MEr1R12

TIBEDEHDHERRELD/NTIWVWFEICRLCYIDAYEZ—TBYHIZ{TO2 74— LA
I 3_%E: L/ij—o

Attention:
The nominal diameter is always the largest @ on the thread. As a rule, the designation is

based on the size of the thread.
Example: M12 x 1 -> nominal diameter 12

Recutting of the milling tool will create profile errors if the nominal diameter of the component
will be smaller than recommended.
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RLCYID (HHL)
Thread Milling (internal)

(ph HORrN i)

M304

RLEYID (F5HR)
SNHEE @7.7mm

Thread Milling Cutter

(by circular interpolation)

from Cutting edge @ 7,7 mm

277



= (ph HORN pl»)

Overview

I5VWHEL X—KLRLE %17 304
Partial profile, metric type 304

R LEMETE / Nominal diameter

304.0515.01 =9 =29 =29 =210 =10

I5VWANMEF X—HMLRAL 217304
Full profile, metric type 304

REMHEUER
Nominal diameter
304.0815.02 =12

IOVHAME TUrvbRLE 217304
Full profile, Whitworth type 304

13 L / Thread

304.05519.02 G4
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S—yToxey M304 (ph HorN ph)

Milling shank

HA ghé HB ghé
4 4
W E ==

=HABFN—-3>

Picture = right hand cutting version

B3 d [, L d, AR HWS
Part number Form
M304.0508.02A 8 63 20 5.4 A 304044R
M304.0508.03A 8 70 27 5.4 A 304044R
M304.0508.02B 8 63 20 5.4 B 304044R
M304.0508.03B 8 70 27 5.4 B 304044R
Ds I& 1> —hBER
Ds see inserts
Fimabam
Spare Parts
Sl 2/ D2 72/ Rl FMLOZLF
Milling shank Clamping Screw TORX PLUS® Wrench
M304... 1.8.4TGEP T6PL
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19 —F 304 (ph HORN i)

Insert

slf || z3 || A\~|60°

SEUM 27572 9274

B E
Carbide grades
- SRS TN .
BE=BBFN-Tay A TEER A438R9
Picture = right hand cutting version
on stock 4 weeks

Ll P P ook E S Ds HIS
Part number
304.0515.01 0.5 1.5 1.9 2.75 1.7 304044R
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19—k

Insert

304

(ph HORN i)

58 || Z3 ||/

60°

=HABFN—-3>

Picture = right hand cutting version

B

Part number

304.0815.02

15

2.75

g TR
Carbide grades
A TES A 4R
on stock 4 weeks
Ds HIS
1.7 304044R
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19—k

Insert

304

(ph HORN i)

=HABFN—-3>

Picture = right hand cutting version

B TPI
Part number
304.5519.02 19

282

13

2.75

g TR
Carbide grades
A TES A 4R
on stock 4 weeks
Ds HIS
1.7 304044R




(ph HORN pill)
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R_LYID (HRL)
Thread Milling (internal) Cﬁh SICH I]h)

e R—2 [Page
Overview 286

S M 2r0% %74
Milling shank
M306 2 §
R—2 [Page
287
1% —h f :
Insert
108/306/606 W = §
~R—/Page R—[page
288 289-294
R ‘
FUORIEEICRCLORAREDI TY, RAJELT EERFBRLOYAIICEDINT
ThnEd,

Bl M12 X 1—>MEr1R12

TIBEDEHDHERRELD/NTIWVWFEICRLCYIDAYEZ—TBYHIZ{TO2 74— LA
I 5_%E: L/ij—o

Attention:
The nominal diameter is always the largest @ on the thread. As a rule, the designation is

based on the size of the thread.
Example: M12 x 1 -> nominal diameter 12

Recutting of the milling tool will create profile errors if the nominal diameter of the component
will be smaller than recommended.
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RLCYID (HHL)
Thread Milling (internal)

(ph HORN i)

M306

RLEYID (F5HR)
SNHEE 09.6mm

Thread Milling Cutter

(by circular interpolation)

from Cutting edge @ 9,6 mm

285



BE (ph HORN pih)

Overview

I5VWHELX—FLRAL #-17 108,306,606
Partial profile, metric type 108, 306, 606

A LCMETE / Nominal diameter

R/L108.0205.01 =12 =12

R/L108.0510.01 =14 =14

R/L108.0815.01 =16 =16

306.0515.01 =12 =212 =213 =213 =14

306.1020.01 =16

306.0815.01 =18

306.0720.01 =16 =216 =16 =16 =16

306.2530.01 =20 =20
606.0515.01 =12 =12 =13 =13 =14

606.0720.01 =16 =16 =16 =16 =16

I5VWHREX—FILRAL 217 306,606
Full profile, metric type 306

REMUER REMUER
Nominal diameter Nominal diameter
306.0815.02 606.0815.02
306.1020.02 =24

I5VWHARE Tyl 21T 306,606
Full profile, Whitworth type 306, 606

13 / Thread
306.5519.10.02 GVa"
306.5519.02 G¥%"
306.5514.02 G'2"
306.5511.02 G1"
606.5519.10.02 GVa"
606.5519.02 G¥%"
606.5514.02 GL"
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S—=UYGovy

Milling shank

M306

(ph HORN i)

HA oh6 HB @g6 HE ag6
4 4 4
=l | :% [ s e
T T T
=EBFN-Uar
Picture = right hand cutting version
B d [, L
Part number
M306.0712.02A 12 90 30
M306.0716.01A 16 100 25
M306.0716.02A 16 110 35
M306.0712.02B 12 90 30
M306.0716.01B 16 100 25
M306.0716.02B 16 110 35
M306.0712.02E 12 90 30
M306.0716.01E 16 100 25
M306.0716.02E 16 110 35
Ds l& 1> — B8
Ds see inserts
FisBan
Spare Parts
Sl 2/ D2 72/ Rl FMLOZXLF
Milling shank Clamping Screw TORX PLUS® Wrench
M306... 2.6.5T8EP T8PL

7.3
7.3
73
[23
7.3
7.3
7.3
7.3
7.3

AR

Form

>

mmmm ©m © > >

HWS

306060R « 306060L
306060R « 306060L
306060R « 306060L
306060R « 306060L
306060R « 306060L
306060R « 306060L
306060R « 306060L
306060R « 306060L
306060R « 306060L
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1Y%=+ 108 (ph HORN i)

Insert

60°

B E

o aw — N Carbide grades

R_— ﬁ%%/\—/.zum L_— EH%%/\—/H/ AGES A4ERS

R =right hand version shown L = left hand version

on stock 4 weeks
B P P o E f a |d s D.. | Ds HIS Nl vl o
Part number 08|22
S| o | F|F
R108.0205.01 0.5 0.75 2.8 4.8 7.8 6 3.6 8 9.6 306060R A | A | A A
R108.0815.01 1.5 1.75 2.6 4.8 7.8 6 3.6 8 9.6 306060R A | A | A A
R108.0510.01 1 1.25 2.8 4.8 7.8 6 3.6 8 9.6 306060R A A | A | A A
L108.0205.01 0.5 0.75 2.8 4.8 7.8 6 3.6 8 9.6 306060L Al A|A A
L108.0815.01 1.5 1.75 2.6 4.8 7.8 6 3.6 8 9.6 306060L Al A|A A
L108.0510.01 1 1.25 2.8 4.8 7.8 6 3.6 8 9.6 306060L A A|A | A|A
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1=k 306 (ph HORN i)

Insert

slf || z3 || A\~|60°

B E
Carbide grades
X = \—32 .
BBFN-Ya> A EER A438R9
Picture = right hand cutting version
on stock 4 weeks
A P P E S Ds HIS W v w|w;m| W
Part number SIIIT|Io|2
<|F|F|F|F
306.0515.01 0.5 1.5 2.3 34 10 306060R A | A
306.0720.01 1 2 1.95 3.4 11.7 306060R A A | A | A
306.0815.01 1.5 1.5 2.25 3.4 11.7 306060R A A| A| A
306.1020.01 2 2 2.2 3.4 10 306060R A A
306.2530.01 2.5 3 1.7 3.4 11.7 306060R A A | A | A
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19 —F 306 (ph HORN i)

Insert

slf || z3 | /|60°

B E
Carbide grades
- SRS TN .
BE=BBFN-Tay A TEER A438R9
Picture = right hand cutting version
on stock 4 weeks

Ll P E S Ds HIS @
Part number H

<
306.0510.02 1 2.5 3.4 11.7 306060R A
306.0815.02 1.5 2.25 34 11.7 306060R A
306.1020.02 2 2.2 34 10 306060R A
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19—k

Insert

306

(ph HORN i)

a0 || z3

=HABFN—-3>

Picture = right hand cutting version

B

Part number

306.5511.02
306.5514.02
306.5519.02
306.5519.10.02

TPI

11
14
19
19

1.7

2.2
2.2

3.4
34
3.4
3.4

Ds

11.7
11.7
11.7
9.7

HIS

306060R
306060R
306060R
306060R

A EER

on stock

> > > > AS45

> > > > TA45

TF45

BIEME
Carbide grades

A 4B

4 weeks

> TI25

TN35

>
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19 —F 606 (ph HORN i)

Insert

slf || z6 || A\~|60°

V27 % 7
B E
Carbide grades
o = RSN .
BBFN-Ya> A EER A438R9
Picture = right hand cutting version
on stock 4 weeks
B P P o E S Ds HIS )
Part number 3| 3
< | F
606.0515.01 0.5 1.5 2.3 3.15 10 306060R A | A
606.0720.01 1 2 1.95 3.15 11.7 306060R A | A
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19 —F 606 (ph HORN i)

Insert

slf || z6 || /|60°

B E
Carbide grades
- SRS TN .
BE=BBFN-Tay A TEER A438R9
Picture = right hand cutting version
on stock 4 weeks

Ll P E S Ds HIS @
Part number H

<
606.0510.02 1 2.5 3.2 11.7 306060R A
606.0815.02 1.5 2.25 3.2 11.7 306060R A
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19 —F 606 (ph HORN i)

Insert

B E
Carbide grades
- SRS TN .
BE=BBFN-Tay A TEER A438R9
Picture = right hand cutting version
on stock 4 weeks

BIR TPI E s Ds HIS o | v
Part number ST

< | F
606.5519.10.02 19 2.1 3.3 9.7 306060R A | A
606.5514.02 14 2 3.3 11.7 306060R A | A
606.5519.02 19 2.1 3.3 11.7 306060R A | A
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(ph HORN pill)
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R_LYID (HRL)
Thread Milling (internal) Cﬁh SICH I]h)

i R— [Page
Overview 298

Sl D27 A% 2
Milling shank
M308 2 §
R—2 [Page
299
15—k f :
Insert
111/308/608 s|c
~R—/Page R—[page
300-301 302-305
AE: ‘
HORIFBICRAC LDHRARREO TY, RAE LT, EEEFRBLOTAXICEDWVT
Thnxd,

Bl M12 X 1—>MEr1R12

TIBEDEHDHERRELD/NTIWVWFEICRLCYIDAYEZ—TBYHIZ{TO2 74— LA
I 5_%E: L/ij—o

Attention:
The nominal diameter is always the largest @ on the thread. As a rule, the designation is

based on the size of the thread.
Example: M12 x 1 -> nominal diameter 12

Recutting of the milling tool will create profile errors if the nominal diameter of the component
will be smaller than recommended.
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RLCYID (HHL)
Thread Milling (internal)

(ph HORN i)

M308

R LD (FEn4ERT)
=/NALEFE @13.4mm

Thread Milling Cutter

(by circular interpolation)

from cutting edge @ 13,4 mm
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B= (nli HORN pih)

Overview

I5VWHEL X—FLRL #17111,308
Partial profile, metric type 111, 308

R LEMETE / Nominal diameter

R/L111.0205.01 =18 =16

R/L111.0510.01 =18 =18

R/L111.0815.01 =20 =20

R/L111.1020.01 =22
R/L111.1325.01 =24
308.1325.01 =18
308.0815.01 =22

308.0720.01 =20 =20 =20 =20 =20

308.2530.01 =24 =24

I5VWHEL X—KLBRLE #17608
Partial profile, metric type 608

R LCMETE / Nominal diameter

608.1325.01 =18
608.0720.01 =20 =20 =20 =20 =20
608.2530.01 >24 >24
I5VWHAME TrvbAL 217 111,608 X—KMILEFHRL 217608
Full profile, Whitworth type 111, 608 Trapezoidal thread, metric type 608
RUEER 608.1730.01  Tr24x3
Nominal diameter 608.2240.01  Tr24x4
111.5519.02 =18
111.5514.02 =>21
13 L/ Thread

608.5514.02 GY2" /G34"
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S D 2 % M308 (pli HORN i)

Milling shank

HA(ahé_L HB(z;gé_L HE(agé_L
%§ ) ) )
- T

=HABFN—-3>

Picture = right hand cutting version

25 d [, L d, 27N HWS

Part number Form

M308.0012.07A 12 160 - 8 A 308080R « 308080L
M308.1012.02A 12 110 42 9.5 A 308080R « 308080L
M308.1016.01A 16 110 33 9.5 A 308080R « 308080L
M308.1016.02A 16 110 45 9.5 A 308080R « 308080L
M308.1016.03A 16 130 64 9.5 A 308080R « 308080L
M308.1012.02B 12 110 42 9.5 B 308080R « 308080L
M308.1016.01B 16 110 33 9.5 B 308080R - 308080L
M308.1016.02B 16 110 45 9.5 B 308080R « 308080L
M308.1016.03B 16 130 64 9.5 B 308080R « 308080L
M308.1012.02E 12 110 42 9.5 E 308080R « 308080L
M308.1016.01E 16 110 33 9.5 E 308080R - 308080L
M308.1016.02E 16 110 45 9.5 E 308080R - 308080L
M308.1016.03E 16 130 64 9.5 E 308080R « 308080L

Ds & 1> — &S8R

Ds see inserts

FisBan

Spare Parts
Sl 2/ D2 72/ ey FMLOZXLF
Milling shank Clamping Screw TORX PLUS® Wrench
M308... 3.5.12T10EP T10PL
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1 —F 111 (ph HoRrN piD)

Insert

N~ |60°

B E
Carbide grades
_ \— o T _ NS TN .:. A
R_ ﬁ%%/\ YaVEIR L_ EBFEN Yay AGES A4ERS
R =right hand version shown L = left hand version
on stock 4 weeks
B P P E S f a d Ds D HIS 0| 0| n
Part number S22
w = | -
R111.0205.01 0.5 0.75 3.5 4.15 6.7 10.7 8 13.4 11 308080R A | A | A
R111.0510.01 1 1.25 3.3 4.15 6.7 10.7 8 134 11 308080R A | A | A
R111.0815.01 1.5 1.75 3.3 4.15 6.7 10.7 8 13.4 11 308080R A | A | A
R111.1020.01 2 2 3 4.15 6.7 10.7 8 13.4 11 308080R A | A | A
L111.0205.01 0.5 0.75 3.5 4.15 6.7 10.7 8 13.4 11 308080L A|A| A
L111.0510.01 1 1.25 3.3 4.15 6.7 10.7 8 13.4 11 308080L A|A|A
L111.0815.01 1.5 1.75 3.3 4.15 6.7 10.7 8 134 11 308080L A|A|A
L111.1020.01 2 2 3 4.15 6.7 10.7 8 134 11 308080L Al A| A
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1 —F 111 (ph HoRrN piD)

Insert

B E
Carbide grades
_ \— o T _ NS TN .:. .
R_ ﬁ%%/\ YaVEIR L_ EBFEN Yay AGES A4ERS
R =right hand version shown L = left hand version
on stock 4 weeks
B3 TPI E S f a d Ds D, i HIS 0| ;| w
Part number s3I 2
w || -
R111.5514.02 14 2.5 4.15 6.7 10.7 8 13.4 11 308080R A A
R111.5519.02 19 2.9 4.15 6.7 10.7 8 13.4 11 308080R A | A|A
L111.5514.02 14 2.5 4.15 6.7 10.7 8 13.4 11 308080L A A
L111.5519.02 19 2.9 4.15 6.7 10.7 8 13.4 11 308080L A | A
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12—k 308 (ph HORN i)

Insert

slf || z3 || A\~|60°

B E
Carbide grades
o = RSN .
BBFN-Ya> A EER A438R9
Picture = right hand cutting version
on stock 4 weeks
B P P o E S Ds HIS W o v W
Part number SIIIT|Io|2
<|F|F|F|F
308.1325.01 2.5 2.5 3.3 4.7 13.2 308080R A | A
308.0720.01 1 2 3.3 4.7 15.7 308080R A A A
308.0815.01 1.5 1.5 3.7 4.7 15.7 308080R A A
308.2530.01 2.5 3 2.7 4.7 15.7 308080R A A|A| A
ER:

2’30?.0815.01 Ig2=7 741 UNF7/8“-14 HXFIS
ote:
308.0815.01 also suitable for production of thread UNF 7/8%-14
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19 —F 608 (ph HORN i)

Insert

slf || z6 || A\~|60°

UM 2752 57274

B E
Carbide grades
- SRS TN .
BE=BBFN-Tay A TEER A438R9
Picture = right hand cutting version
on stock 4 weeks

Bz P P E s Ds HIS o

Part number 3

<

608.0720.01 1 2 33 4.55 15.7 308080R A

608.1325.01 2.5 2.5 3.3 4.55 13.2 308080R A

608.2530.01 2.5 3 2.9 4.55 15.7 308080R A
AR:

30t8.1325.01 Ig2Z=7 7L UNF7/8“-14 (B 3G
ote:
608.1325.01 also suitable for production of thread UNF 7/8“-14
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19 —F 608 (ph HORN i)

Insert

B E
Carbide grades
- SRS TN .
BE=BBFN-Tay A TEER A438R9
Picture = right hand cutting version
on stock 4 weeks

B TPI E s Ds HIS
Part number
608.5514.02 14 3.2 4.7 13.5 308080R
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19 —F 608 (ph HORN i)

Insert

B E
Carbide grades
o = RSN .
BBFN-Ya> A EER A438R9
Picture = right hand cutting version
on stock 4 weeks
B30 P s E Ds HIS 5
Part number )
w
608.1525.01 2.5 4.55 3.56 15.7 308080R A
608.1730.01 3 4.55 3.4 15.7 308080R A
608.2240.01 4 4.55 3.16 15.7 308080R A
M|o
N | -
S| -
H| -
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RLCYID (HHL)
Thread Milling (internal) Cﬁh HORN I]h)

e R—2 [Page
Overview 308

S M 2r0% %74
Milling shank
M311 3 §
R—2 [Page
309
1% —h
Insert
311/611 e §
R— [Page
310-314
EE:
HFURRBEBICRCLLORAEITY, RAELT, EERRBLOTIXICEDSV
TIHhNZFET,

Bl M12 X 1>IE T R12
THREDNRBEOHEERLDNIVBRICALYIDAYZ—TBYHIZITS 74— 1A
I 5_%E: Lij—o

Attention:

The nominal diameter is always the largest @ on the thread. As a rule, the designation is
based on the size of the thread.

Example: M12 x 1 -> nominal diameter 12

Recutting of the milling tool will create profile errors if the nominal diameter of the component
will be smaller than recommended.
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RLCYID (HHL)
Thread Milling (internal)

(ph HORrN i)

M311

R LD (FEn4ERT)
=/NFALEFE @17.7 mm

Thread Milling Cutter

(by circular interpolation)

from cutting edge @ 17,7 mm
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B= (nli HORN pih)

Overview

IOVWHEL. X—KMLRL #17311,611
Partial profile, metric type 311, 611

R EMETE / Nominal diameter

311.0515.01 =20 =20 =20 =20 =22

311.0510.01 =22

311.0720.01 =22 =222 =222 =222 =222

311.0815.01 =24

311.1020.01 =28

311.1325.01 =34

311.1630.01 = 34
311.1835.01 >34
311.2535.01 =28 =24 =126

611.0515.01 =20 =20 =20 =20 =22
611.0720.01 =22 =222 =222 =222 =122
611.2535.01 =28 =24 =126

IOVHMFE A—FILRLE %17311,611
Full profile, metric type 311, 611

1 CIETUME / Nominal diameter

311.0815.02 =123

311.0917.02 =245

311.1020.02 =255

311.1325.02 =28.5

311.1630.02 =32
311.1835.02 =35

611.0815 =23

IOVHME TrvbRLE 2177311
Full profile, Whitworth type 311

1L / Thread
311.5514.02 G34'"
311.5511.02 G1"
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S—yTowy M311 (ph HorN ph)

Milling shank

HA ohé6 HB og6 HE g6
L=t

T T T

=EBFN—-T3>

Picture = right hand cutting version
Bt d ! L d, FAAR HWS
Part number Form
M311.0012.05A 12 130 20 9 A 311090R
M311.1316.01A 16 110 32 13 A 311090R
M311.1316.02A 16 130 45 13 A 311090R
M311.1316.03A 16 145 64 13 A 311090R
M311.1316.01B 16 110 32 13 B 311090R
M311.1316.02B 16 130 45 13 B 311090R
M311.1316.03B 16 145 64 13 B 311090R
M311.1316.01E 16 110 32 13 E 311090R
M311.1316.02E 16 130 45 13 E 311090R
M311.1316.03E 16 145 64 13 E 311090R

Ds l& 1> — B8

Ds see inserts

FisBan

Spare Parts
Sl 2/ D2 72/ Rl FMLOZXLF
Milling shank Clamping Screw TORX PLUS® Wrench
M311... 4.14T15P T15PQ
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1 —F 311 (ph HoRrN piD)

Insert

slf || z3 || A\~|60°

B E
Carbide grades
o = RSN .
BBFN-Ya> A EER A438R9
Picture = right hand cutting version
on stock 4 weeks
B P P o E S Ds HIS v | o | n
Part number 3132
< |F|F
311.0515.01 0.5 1.5 4.8 5.95 17.7 311090R A | A
311.0510.01 1 1 5 5.95 17.7 311090R A A
311.0720.01 1 2 4.6 5.95 17.7 311090R A A
311.0815.01 1.5 1.5 4.8 5.95 17.7 311090R A A
311.1020.01 2 2 4.6 5.95 17.7 311090R A A
311.1325.01 2.5 2.5 4.4 5.95 17.7 311090R A A
311.2535.01 2.5 3.5 3.7 5.95 17.7 311090R A A
311.1630.01 3 3 4.3 5.95 17.7 311090R A A
311.1835.01 3.5 3.5 4.1 5.95 17.7 311090R A A
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1 —F 311 (ph HoRrN piD)

Insert

slf || z3 | /|60°

B E
Carbide grades
o = RSN .
EBFN-Tay A TEER A438R9
Picture = right hand cutting version
on stock 4 weeks
B P E S Ds HIS o | 10
Part number 3|2
< |
311.0815.02 1.5 4.8 5.95 17.7 311090R A | A
311.1020.02 2 4.6 5.95 17.7 311090R A | A
311.1325.02 2.5 4.4 5.95 17.7 311090R A | A
311.1630.02 3 4.3 5.95 17.7 311090R A | A
311.1835.02 3.5 4.1 5.95 17.7 311090R A | A
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1 —F 311 (ph HoRrN piD)

Insert

SN 2%
B E
Carbide grades
X = \—32 .
EBFN-Tay A TEER A438R9
Picture = right hand cutting version
on stock 4 weeks
B3 TPI E S Ds HIS W v n| Y
Part numb I <
art number 2 2| E E
311.5511.02 11 4 5.95 17.7 311090R A A A|A
311.5514.02 14 4.35 5.95 17.7 311090R A | A A A
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1 —F 611 (ph HoRrN piD)

Insert

slf || z6 || A\~|60°

B E
Carbide grades
- SRS TN .
BE=BBFN-Tay A TEER A438R9
Picture = right hand cutting version
on stock 4 weeks

Bz P P E s Ds HIS o

Part number 3

<

611.0515.01 0.5 15 4.8 5.75 17.7 311090R A

611.0720.01 1 2 4.6 5.75 17.7 311090R A

611.2535.01 2.5 3.5 3.7 5.75 17.7 311090R A
AR:

('\Slltl.2535.01 IF2=7 744 UNF11/4-12,11/8“-12 £15/8“-12 [CH XS
ote:
611.2535.01 also suitable for production of thread UNF 1 1/4“-12,11/8“-12 and 1 5/8“-12
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19—k

Insert

(ph HORN i)

60°

=HABFN—-3>

Picture = right hand cutting version

szt P
Part number
611.0815.02 1.5

314

4.8

g TR
Carbide grades
A TES A 4R
on stock 4 weeks
Ds HIS
17.7 311090R




(ph HORN pill)
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R_LYID (HRL)
Thread Milling (internal) Cﬁh SICH I]h)

= R— [Page
Overview 318

S M 2r0% %74

Milling shank

M313 2 §
R—2 [Page
319-320

1% —h

Insert

313/613 e §
R— [Page
321-325

AR

BFURRIBICBRCLOREAREGTY, EWELT, EERRBRLOTIXICEDWY

TITbhEd,

Bl © M12 X 1->IF T} %12 _
TRREDEBHOERRLD/NIVBEICRLCTIDhYZ—TBUHIZITS L 74— L
To—%ZEILET,

Attention:

The nominal diameter is always the largest @ on the thread. As a rule, the designation is
based on the size of the thread.

Example: M12 x 1 -> nominal diameter 12

Recutting of the milling tool will create profile errors if the nominal diameter of the component
will be smaller than recommended.

316



RLCYID (HHL)
Thread Milling (internal)

(ph HORN i)

M313

RLEYID (F5HR)
BOHEE 621.7mm

Thread Milling Cutter

(by circular interpolation)

from cutting edge @ 21,7 mm

317



B= (nli HORN pih)

Overview

I5VWHEL X—MLRL #17313,613
Partial profile, metric type 313, 613

B LCHEETUME / Nominal diameter

313.0720.01 =27 =226 =26 =26 =26

313.0815.01 = 30

313.1020.01 =32

313.1630.01 = 36

313.1835.01 =36

313.2140.01 = 36
313.2445.01 =38
313.2545.01 =33 =232 =230 =30 =30

613.0720.01 =27 =226 =26 =226 =26
613.2545.01 =33 =232 230 =230 =30

I5VWHAMEF X—MLRAL 217313
Full profile, metric type 313

R CMETE / Nominal diameter

313.0815.02 =27

313.1020.02 = 30

313.1630.02 =37

313.1835.02 =40

313.2140.02 =44
313.2445.02 =48

I5VWHAME TrvbAL 217 313,613
Full profile, Whitworth type 313, 613

™o o8 6
RLHUE

Nominal diameter

313.5508.02 > 40

313.5506.02 > 48
1L / Thread

313.5511.02 G1"

613.5511.02 G1"

318



S—=UYGovy

Milling shank

M313

(ph HORN i)

HA oh6 HB @g6 HE ag6
4 4 4
=l | :% [ s e
T T T
=EBFN—-T3>
Picture = right hand cutting version
B d l, L
Part number
M313.1620.01A 20 110 45
M313.1620.02A 20 130 65
M313.1620.03A 20 160 85
M313.1620.01B 20 110 45
M313.1620.02B 20 130 65
M313.1620.03B 20 160 85
M313.1620.01E 20 110 45
M313.1620.02E 20 130 65
M313.1620.03E 20 160 85
Ds I& 1 >t — N BB
Ds see inserts
FisBan
Spare Parts
Sl 2/ D2 72/ Rl FMLOZXLF
Milling shank Clamping Screw TORX PLUS® Wrench
M313... 5.14T20P T20PQ

16
16
16
16
16
16
16
16
16

20N

Form

b

mmm T W W™ > >

HWS

313113R-313113L
313113R-313113L
313113R313113L
313113R-313113L
313113R-313113L
313113R-313113L
313113R-313113L
313113R+313113L
313113R-313113L
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S=UXTowry
Milling shank

M313

(ph HORN i)

o

)=

=HABFN—-3>

Picture = right hand cutting version

B

Part number

M313.0016.07A

Ds & 12—

Ds see inserts

Fimabam
Spare Parts

B

S-UVTIeIY

Milling shank

M313.0016.07A

320

16

fal

Clamping Screw
5.14T20P

160

20

FLORLF
TORX PLUS® Wrench

T20PQ

d

12

20N

Form

HWS

313113R-313113L



1 —h 313 (pli HORN i)

Insert

slf || z3 || A\~|60°

B E
B Carbide grades
= \—32 .
BE=BBFN-Tay A TEER A 458R8
Picture = right hand cutting version
on stock 4 weeks
B P P E S Ds HIS Llw|;m|w
Part number 1832
<|W|F|F
313.0720.01 1 2 4.6 5.9 21.7 313113R A | A A
313.0815.01 1.5 1.5 4.8 5.9 21.7 313113R A | A A
313.1020.01 2 2 4.6 5.9 21.7 313113R A | A A
313.1630.01 g 3 4.3 5.9 21.7 313113R A | A A
313.1835.01 3.5 3.5 4.1 5.9 21.7 313113R A | A A
313.2140.01 4 4 3.9 5.9 21.7 313113R A A | A A
313.2445.01 4.5 4.5 3.7 5.9 21.7 313113R A | A A
313.2545.01 2.5 4.5 3.7 5.9 21.7 313113R A | A A
AR

313.1020.01 IF2=7 744 UNF11/4“-12,11/8“-12 £ 15/8“-12 ICH XTI
ote:
313.1020.01 also suitable for production of thread UNF 11/4-12,11/8“-12 and 1 5/8‘“-12
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1 —h 313 (pli HORN i)

Insert

slf || z3 | /|60°

B E
Carbide grades
X = \—32 .
BBFN-Ya> A EER A438R9
Picture = right hand cutting version
on stock 4 weeks
il P E s Ds HIS s | | w
Part number 362
< | W |
313.0815.02 1.5 4.8 5.9 21.7 313113R A | A A
313.1020.02 2 4.6 5.9 21.7 313113R A | A | A
313.1630.02 3 4.3 5.9 21.7 313113R A | A | A
313.1835.02 3.5 4.1 5.9 21.7 313113R A | A | A
313.2140.02 4 3.9 5.9 21.7 313113R A | A | A
313.2445.02 4.5 3.8 5.9 21.7 313113R A | A | A
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1 —h 313 (pli HORN i)

Insert

W) 3 ||~ [8

B E
Carbide grades
- SRS TN .
BE=BBFN-Tay A TEER A438R9
Picture = right hand cutting version
on stock 4 weeks

Ll TPI E s Ds HIS o v| w
Part number B 8|2

< | W|
313.5506.02 6 3 5.9 21.7 313113R A | A A
313.5508.02 8 3.6 5.9 21.7 313113R A | A | A
313.5511.02 11 4 5.9 21.7 313113R A | A | A

323



1 —h 613 (pli HORN i)

Insert

slf || z6 || A\~|60°

B E
Carbide grades
- SRS TN .
BE=BBFN-Tay A TEER A438R9
Picture = right hand cutting version
on stock 4 weeks

B P P . E s Ds HIS 9 | 19|

(o]
Part number 209 | F
613.0720.01 1 2 4.6 5.6 21.7 313113R A | A | A
613.2545.01 2.5 4.5 3.7 5.75 21.7 313113R A | A | A

324



1 —h 613 (pli HORN i)

Insert

WD) 26 |~ E

B E
Carbide grades
- SRS TN .
BE=BBFN-Tay A TEER A438R9
Picture = right hand cutting version
on stock 4 weeks

B TPI E s Ds HIS
Part number
613.5511.02 11 3.4 5.4 21.7 313113R

325



RLCYID (HHL)
Thread Milling (internal) Cﬁh alo L I]h)

BWE R—2 [Page
Overview 328

S M 2r0% %74
Milling shank
M328/SM328 3 §
R—2 [Page
329-330
1% —h
Insert
328/628 e §
R— [Page
331-334
EE:
HORIFEICRCLEORAEDITY, RA LT, EERIBLOY A XIZEDV
TiIThbnxd,

Bl M12 X 1>IE T R12
TREDNRBEOHEERLDNIVBEICALYIDAYZ—TBYHIZITS 74— 1A
I 5_%E: Lij—o

Attention:

The nominal diameter is always the largest @ on the thread. As a rule, the designation is
based on the size of the thread.

Example: M12 x 1 -> nominal diameter 12

Recutting of the milling tool will create profile errors if the nominal diameter of the component
will be smaller than recommended.
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RLCYID (HHL)
Thread Milling (internal)

(ph HORrN i)

M328

RLEYID (F5HR)
BOHEE 627.7mm

Thread Milling Cutter

(by circular interpolation)

from cutting edge @ 27,7 mm

327



Bz (nh HOoRrN i)

Overview

I5VWHELX—NLRBLE #17328,628
Partial profile, metric type 328, 628

A LCMEUME / Nominal diameter

328.0720.01 =32 =232 =232 =232 =32

328.1525.01 =34 =234 =234 =34
628.1525.01 =34 =234 =234 =34

B LEMHETUME / Nominal diameter

328.3050.01 =40 >38 =38 =38 > 38
328.5060.01 >48 >46 >44

628.3050.01 >40 =38 =38 =38 =38
628.5060.01 >48 >46 > 44

SE5VWHME UryhRL 217328628

Full profile, Whitworth type 328, 628

1L / Thread

328.5511.02 G1'2"

628.5511.02 G1'>"

328



S—yTowy M328 (ph HorN ph)

Milling shank

HA ohé6 HB og6 HE g6
L=t

T T T

=EBFN—-T3>

Picture = right hand cutting version
B d , AR HWS
Part number Form
M328.0020.10A 20 250 A 328143R
M328.0020.D.05A 20 145 A 328143R
M328.0020.D.06A 20 160 A 328143R
M328.0020.D.07A 20 180 A 328143R
M328.0020.D.05B 20 145 B 328143R
M328.0020.D.06B 20 160 B 328143R
M328.0020.D.07B 20 180 B 328143R
M328.0020.D.05E 20 145 E 328143R
M328.0020.D.06E 20 160 E 328143R
M328.0020.D.07E 20 180 E 328143R

Ds & 1> — &5

Ds see inserts

Fimaban

Spare Parts
Sl M2/ D2 727 al FLORL F
Milling shank Clamping Screw TORX PLUS® Wrench
M328.0020.10A 5.14T20P T20PQ
M328.0020.D.... 5.17T20P T20PQ
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S—yTowy SM328 (ph HorN ph)

Milling shank

HBzgé_L HE(ng(;_L
s|= :% )|

=HABFN—-3>

Picture = right hand cutting version

25 d , (8 d, 2N HWS
Part number Form

SM328.0020.05B 20 130 25 15 B 328143R
SM328.0020.06B 20 145 - 20 B 328143R
SM328.0020.07B 20 160 25 15 B 328143R
SM328.0020.08B 20 200 - 20 B 328143R
SM328.0020.05E 20 130 25 15 E 328143R
SM328.0020.06E 20 145 - 20 E 328143R
SM328.0020.07E 20 160 25 15 E 328143R
SM328.0020.08E 20 200 - 20 E 328143R

NVOMB RV RATUER
Material of shank: tungsten alloy (giving good vibration resistance)
Ds & >4 —r&8

Ds see inserts

FisBan

Spare Parts
Sl 2/ D2 72/ ey FMLOZXLF
Milling shank Clamping Screw TORX PLUS® Wrench
SM328... 5.17T20P T20PQ

330



1 —h 328 (pli HORN i)

Insert

slf || z3 || A\~|60°

B E
Carbide grades
o = RSN .
EBFN-Tay A TEER A 458R8
Picture = right hand cutting version
on stock 4 weeks
B P P o E S Ds HIS v |y | 0
Part number Sl a2
<|F|F
328.0720.01 1 2 4.6 5.95 27.7 328114R A A
328.1525.01 1.5 2.5 4.3 5.95 27.7 328114R A A
328.3050.01 3 5 4.8 1.2 27.7 328114R A | A A
328.5060.01 5 6 4.4 7.2 27.7 328114R A A
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19—k

Insert

328

(ph HORN i)

=HABFN—-3>

Picture = right hand cutting version

B TPI
Part number
328.5511.02 11

332

UM 2752 0274

38 5.95

g TR
Carbide grades
A TES A 4R
on stock 4 weeks
Ds HIS
27.7 328114R




1 —h 628 (pli HORN i)

Insert

slf || z6 || A\~|60°

B E
Carbide grades
- SRS TN .
BE=BBFN-Tay A TEER A438R9
Picture = right hand cutting version
on stock 4 weeks

B P P E s Ds HIS o | o
Part number S

< |
628.1525.01 1.5 2.5 4.8 6 27.7 328114R A | A
628.3050.01 3 5 3.7 5.75 27.7 328114R A | A
628.5060.01 5 6 3.2 5.75 27.7 328114R A | A
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1 —h 628 (pli HORN i)

Insert

B E
Carbide grades
o = RSN .
BBFN-Ya> A EER A438R9
Picture = right hand cutting version
on stock 4 weeks
B3 TPI E S Ds HIS
Part number
628.5511.02 11 3.9 5.85 271.7 328114R

334



(ph HORN pill)
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RLCYID (HHL)
Thread Milling (internal) Cﬁh alo L I]h)

BWE R—2 [Page
Overview 338

Sl 2r 2 %74
Milling shank
M332 2 §
R—2 [Page
339
o=k
Insert
632 e §
R— [Page
340
AR
MURIFEICRCEDRARO T, RAE LT, EEIFRBLOTAXITEDW
TIThnxd,

Bl : M12 X 1—>MEr1R12

TIBEDEHDERRLD/NTIWVWFEICRLCYIDAYEZ—TBYEIZITO2 74— LA
I 3_%E: L/ij—o

Attention:

The nominal diameter is always the largest @ on the thread. As a rule, the designation is
based on the size of the thread.

Example: M12 x 1 -> nominal diameter 12

Recutting of the milling tool will create profile errors if the nominal diameter of the component
will be smaller than recommended.
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RLCYID (HHL)
Thread Milling (internal)

(ph HORN i)

M332

RLEYID (F5HR)
BOHEE G3L7mm

Thread Milling Cutter

(by circular interpolation)

from cutting edge @ 31,7 mm
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s (pli HORN pilD)

Overview

I5VHEL X—FLRL #17632
Partial profile, metric type 632

EwF/pitch P 2.5 3.0 3.5 4.0 4.5 5.0 5.5 6.0
1B LCFETME / Nominal diameter

217 [type 632 / Ds 31,7
632.2545.01 =42 =42 =46 =42 =42
632.4060.01 =46 =46 =46 =46 =46

338



S—yToxey M332 (ph HorN ph)

Milling shank

s £ :%%i

=HABFN—-3>

Picture = right hand cutting version

B3 d L, (8 d, AR HWS
Part number Form
M332.2325.06A 25 160 95 23.5 A 332143R
M332.2325.07A 25 180 115 23.5 A 332143R
M332.2325.08A 25 200 135 235 A 332143R
M332.2325.09A 25 250 185 235 A 332143R
Ds I& 1> —hBER
Ds see inserts
Fimabam
Spare Parts
Sl 2/ D2 72/ Rl FMLOZLF
Milling shank Clamping Screw TORX PLUS® Wrench
M332... 5.17T20P T20PQ

339



1 —F 632 (ph HoRrN piD)

Insert

slf || z6 || A\~|60°

27 % 7
B E
Carbide grades
o = RSN .
EBFN-Tay A TEER A438R9
Picture = right hand cutting version
on stock 4 weeks
B P P o E S Ds HIS v | o
Part number S
< |
632.2545.01 2.5 4.5 3.7 5.8 31.7 332143R A | A
632.4060.01 4 6 3.2 5.8 31.7 332143R A | A

340



(ph HORN pill)
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RLCYID (HHL)
Thread Milling (internal) Cﬁh alo L I]h)

= R— [Page
Overview 344

Sl 2r 2 %74

End Mill

M275 2 §
R—2 [Page
345

T5ARAYE—

Milling cutter

M275 e §
R— [Page
346

Ao —hk

Indexable insert

RS275 2 §
R—2 [Page
347

AR

FORIEBICRCEOERREDI TY, FAE LT, EEIFRLCOTAXICEDV
TiIThNEd,

Bl © M12 X 1M NR12
THREDNEHOHRERLID/NIWVESICRLYIDHYE—TCEBYHEI 21T 74— L4
I?“’EEC Lij—o

Attention:

The nominal diameter is always the largest @ on the thread. As a rule, the designation is
based on the size of the thread.

Example: M12 x 1 -> nominal diameter 12

Recutting of the milling tool will create profile errors if the nominal diameter of the component
will be smaller than recommended.
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RLCYID (HHL)
Thread Milling (internal)

(ph HORN i)

M275

R LD (FEn4ERT)
R/NFAFTE F31mm

Thread Milling Cutter

(by circular interpolation)

from cutting edge @ 31 mm

343



e

Overview

(ph HORN i)

I5VWHEL X—KLRLE #17S275
Partial profile, metric type S275

344

B MR / Nominal diameter

RS275.1535.01 =145

RS275.1535.01 =54

RS275.1535.01 =70

RS275.1535.01 =383



S—UTovy M275 (ph HorN ph)

End Mill

] UIEZED =zl

=HABFN—-3>

Picture = right hand cutting version

B Ds d , A HWS

Part number

M275.031.D25.3.04A 31 25 125 4° 275041R
FisBan
Spare Parts

LU/ 22 87274 ey FLOZLF

End Mill Clamping Screw TORX PLUS® Wrench

M275.031.D25.3.04A 3.5.10T10P T10PL
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I51 ANy E— M275 (ph HorN ph)

Milling cutter

@gjé/

=HABFN—-3>

Picture = right hand cutting version

B z Ds h, h d, d, d, L, (8 b C d, HWS
Part number

M275.0038.A16.05 5 38 | 327 33 135 32 16 | 18 | 22.7 84 | 5.6 32 275041R
M275.0048.A22.08 8 48 | 36.7 37 185 | 405 | 22 | 20 | 24.7 | 104 | 6.3 | 40.5 | 275041R
M275.0058.A27.10 10 | 58 | 42.2 | 425 22 48 27 | 22 | 27.2 | 124 7 50 275041R
M275.0078.A32.14 14 | 78 | 49.7 50 33 58 32 | 25 | 36.7 | 144 8 70.5 | 275041R
Fimabam

Spare Parts

TSARAYE— Rl FMLOZLF

Milling cutter Clamping Screw TORX PLUS® Wrench

M275... 3.5.10T10P T10PL

346



19—k

Indexable insert

RS275

(ph HORN i)

slf || z2 | A\~|60°

R=GEFN—Ia R
R =right hand version shown

Part number

RS275.1535.01 13 3.5

Bz P P

2.3

g TR
Carbide grades
A TES A 4R
on stock 4 weeks
s HIS
4.1 275041R

347




RLCYID (HHL)
Thread Milling (internal) Cﬁh alo L I]h)

W R—2 [Page
Overview 350

D2 A2 24

End Mill

380 3 §
R—2 [Page
351

T5ARAYE—

Milling cutter

380 e §
R— [Page
352

Ao —hk

Indexable insert

314 §§
R—2 [Page
353

AR

FORIEBICRCEOERREDI TY, FAE LT, EEIFRLCOTAXICEDV
TiIThNEd,

Bl © M12 X 1M NR12
THREDNEHOHRERLID/NIWVESICRLYIDHYE—TCEBYHEI 21T 74— L4
I?“’EEC Lij—o

Attention:

The nominal diameter is always the largest @ on the thread. As a rule, the designation is
based on the size of the thread.

Example: M12 x 1 -> nominal diameter 12

Recutting of the milling tool will create profile errors if the nominal diameter of the component
will be smaller than recommended.
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RLCYID (HHL)
Thread Milling (internal)

(ph HORrN i)

380

RLEYID (F5HR)
SHEE @44mm

Thread Milling Cutter

(by circular interpolation)

from cutting edge @ 44 mm

349



Bz (ph HORN ph)

Overview

TIOVWHEL X—ML RLEHT1T 314
Partial profile, metric type 314

B CMETE / Nominal diameter

R314.1535.01 =52 =250 =50 =50

R314.2140.01 =712
R314.3260.01 =85
R314.4060.01 =65 =56 =64

R314.1535.01 =72 =270 =70 =70

R314.2140.01 =95
R314.3260.01 =110
R314.4060.01 = 88 =80

350



S—=1)S 4
S=UYToryy 380 (ph HORN i)

=8 || z3 |3 |L

=HABFN—-3>

Picture = right hand cutting version

B

Part number

380.0044.03A
380.0044.03B
380.0044.03E

Fimabam

Spare Parts
Sl 2/ D2 7274
End Mill
380...

Ds d
44 25
44 25
44 25
Rl
Clamping Screw
5.12T20P

[, d, A FAR HWS
Form

125 34 14° A 314027R « 314041R « 314052R
125 34 14° B 314027R « 314041R « 314052R
125 34 14° E 314027R « 314041R « 314052R
FLORLF

TORX PLUS® Wrench

T20PQ

351




IS51RNYH— 380 (ph HOoRrN ph)

Milling cutter

sl0 || z5 ||L

=HABFN—-3>

Picture = right hand cutting version

Ll Ds h, h d, , L, A d, HWS
Part number
380.0063.05 63 39.6 40 22 20 27.6 10° 51 314027R » 314041R « 314052R

7R £ —EDIN138EEHL
Cutterhole and cross keyway as per DIN 138

Fimabam

Spare Parts
TSARAYE— Rl FMLOZLF
Milling cutter Clamping Screw TORX PLUS® Wrench
380.0063.05 5.12T20P T20PQ

352



19—k

Indexable insert

314

(ph HORN i)

o

z3

AA

60°

=HABFN—-3>

Picture = right hand cutting version

B

Part number

R314.1535.01
R314.2140.01
R314.4060.01
R314.3260.01

AR

R314.3260.01 (3751 X A4 — 380.0063.05&

Note:

1.5

i

R314.3260.01 only for milling cutter 380.0063.05

3.3

2.7
2.7

5.45
5.45
5.45
5.45

Ds

44
44
44
63

A EER

on stock

HIS

314052R
314052R
314052R
314052R

BIEME
Carbide grades

A 4B

4 weeks

> > > > TN35
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(ph HORN pill)
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