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SUPERMINI PRECISION MACHINI

TOOLS FOR MACHINING BORES
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THE DIFFERENCE:
MORE POSSIBILITIES

o (E3X D, {BYHAHICHEIELH AR
Specially shaped cutting edge for slow
feed rates and infeeds

e ATV L AL IZKEEICRELAMA
A—=T1 27
Universal coating for stainless steels
and non-ferrous metals
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Finely ground rake face
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Overview Application
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Superfinishing

FEZ >

Face clamping
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Internal boring

R—=1 27 ARWnT
Boring and profiling
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Turning internal chamfer
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Adjustable

PERHEIHTL

Internal coolant
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Geometries and Feed Rates

FyvITL—h— WHIHA mT

Geometry Material Machining
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Od—7F—R[mm] £D f[mm/rev] *HhAH ap [mm]
Corner radius [mm] Feed rate f [mm/rev] *Infeed ap [mm]
0,0 0,003-0,01 0,005-0,03
0,03 0,005-0,015 0,01-0,05
0,08 0,01-0,04 0,01-0,1

*INITRICEDFT,

depending on the machining diameter
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Alignment of the toolholder
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The toolholder must be aligned in the correct position to ensure the correct rake angle of the tool.
1. Check the toolholder for damage before each use. Do not use the toolholder if it is damaged.
2. The contact surfaces of the toolholder and the the machine adapter must be clean, free from chips and without burrs.

3. Place the toolholder in the machine adapter.

4. Place the clamping screws against the clamping surface of the toolholder. The holder should be turned back and forth
until the screws are in contact with the clamping surface and the holder can be twisted only slightly.

5. Check the angular position of the toolholder using the alignment plate R/L105.LEHR.H.03/04/05 and correct/adjust if
necessary.

6. Tighten the clamping screws one after the other to the recommended torque. (In case of several screws, tighten from the
inside to the outside).

7. Check the angular position with the alignment plate R/L105.LEHR.H.03/04/05 and, if necessary, loosen the screws slightly.
Repeat steps 5 & 6.

8. Important: When clamping the insert, always use a torque screwdriver with the appropriate interchangeable bit. Observe
torque recommendation.

9. To ensure repeatability after tool change, it is important to always tighten the screw to the same torque. Depending on the
machining process, we recommend a tightening torque of 3-4 Nm. The accessories can be found on page 15.
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Coating Overview
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HmeEIIN—F dA—FT1>7 H#EBE HEBER®
Material group Coating Recommendation Application
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For superfinishing and small feeds, for
finishing without interrupted cuts
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Special designs and coatings customised to your application are available on request.
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Toolholder
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Picture = right hand cutting version
B3 d L h L, HWS
Part number
B105.0010.01 10 75 9 50 105123 » 105124 o 105125
B105.0012.01 12 75 "1 50 105123 » 105124 « 105125
B105.0016.01 16 75 14 50 105123 » 105124 « 105125
B105.0020.01 20 90 18 55 105123 « 105124 ¢ 105125
B105.0022.01 22 90 20 55 105123 » 105124 ¢ 105125
Fliwahaa
Spare Parts
V=LA — 93 TEbR FLOZXLVF
Toolholder Clamping Screw TORX PLUS® Wrench
B105... 6.075T15P T15PQ
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Toolholder

B105
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Picture = right hand cutting version
B30 d L h L,
Part number
B105.0010.5.03 10 80 9 50
B105.0012.5.03 12 80 1N 50
B105.0016.5.03 16 80 14 50
B105.0020.5.03 20 90 18 55
B105.0022.5.03 22 90 20 55
B105.0010.5.04 10 80 9 50
B105.0012.5.04 12 80 11 50
B105.0016.5.04 16 80 14 50
B105.0020.5.04 20 90 18 55
B105.0022.5.04 22 90 20 55
Fliwabaa
Spare Parts
V—=ILFRILSE— 93 TR FLOZLVF
Toolholder Clamping element | TORX PLUS® Wrench
B105.0... 010.0105.03 T15PL
B105.0... 010.0105.04 T15PL

43
43
43
43
43
49
49
49
49
49

d, b HWS

20 5,9 105123
20 5,9 105123
20 59 105123
20 5,9 105123
22 5,9 105123
20 6,4 105124
20 6,4 105124
20 6,4 105124
20 6,4 105124
22 6,4 105124
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Insert
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Carbide grades
= \—o 3> ERR - SR \
R E%?/\ l/EI/’ET L=EBFN Yay A GBS A4 BRS
R = right hand version shown L = left hand version
4 weeks
on stock
Bz r f a d b L, L t U HIS o
Part number )
Ll
R105.2108.003.0.1 0,03 0,5 0,9 0,65 59 4 25 0,1 1 105123 A
R105.2108.003.1.1 0,03 0,5 0,9 0,65 59 6 25 0,1 1 105123 A
R105.2108.003.2.1 0,03 0,5 0,9 0,65 59 8 25 0,1 1 105123 A
R105.2108.008.0.1 0,08 0,5 0,9 0,65 59 4 25 0,1 1 105123 A
R105.2108.008.1.1 0,08 0,5 0,9 0,65 59 6 25 0,1 1 105123 A
R105.2108.008.2.1 0,08 0,5 0,9 0,65 59 8 25 0,1 1 105123 A
R105.2108.003.0.15 0,03 1,3 1,4 1,1 5.9 6 25 0,15 1,5 105123 A
R105.2108.003.1.15 0,03 13 1,4 11 5,9 9 25 0,15 85 105123 A
R105.2108.003.2.15 0,03 1,3 1,4 1,1 5.9 12 30 0,15 1,5 105123 A
R105.2108.008.0.15 0,08 1,3 1,4 11 589 6 29 0,15 1,9 105123 A
R105.2108.008.1.15 0,08 1,3 1,4 1,1 59 9 25 0,15 1,5 105123 A
R105.2108.008.2.15 0,08 1,3 1,4 1,1 59 12 30 0,15 1,5 105123 A
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Carbide grades
= =32 X7~ = N — g0 R
R E%?/\ l/EI/’ET L=EBFN Yay A GBS A4 BRS
R = right hand version shown L = left hand version
4 weeks
on stock
Bz r f a d b L, L t U HIS o
Part number )
i
R105.2108.003.0.2 0,03 1 1,9 1,6 59 6 25 0,15 2 105123 A
R105.2108.003.1.2 0,03 1 1,9 1,6 59 9 25 0,15 2 105123 A
R105.2108.003.2.2 0,03 1 1,9 1,6 59 12 30 0,15 2 105123 A
R105.2108.008.0.2 0,08 1 1,9 1,6 59 6 25 0,15 2 105123 A
R105.2108.008.1.2 0,08 1 1,9 1,6 59 9 25 0,15 2 105123 A
R105.2108.008.2.2 0,08 1 1,9 1,6 59 12 30 0,15 2 105123 A
R105.2108.003.1.3 0,03 1,3 2,6 2,3 5,9 10 25 0,15 3 105123 A
R105.2108.003.2.3 0,03 13 2,6 2,3 5,9 15 30 0,15 3 105123 A
R105.2108.003.3.3 0,03 1,3 2,6 2,3 5,5 20 35 0,15 3 105123 A
R105.2108.008.1.3 0,08 1,3 2,6 2,3 589 10 25 0,15 3 105123 A
R105.2108.008.2.3 0,08 1,3 2,6 2,3 59 15 30 0,15 & 105123 A
R105.2108.008.3.3 0,08 1,3 2,6 2,3 59 20 35 0,15 3 105123 A
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Insert
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Carbide grades
= \—o 3> ERR - SR \
R E%?/\ Y3 YRR L=AEBFN Yay A GBS A4 BRS
R = right hand version shown L = left hand version
4 weeks
on stock
ik w f 2 b L, L t Do HIS o
Part number )
L
R105.4502.003.0.03 0,03 1 0,25 59 0,6 25 0,05 0,3 105123 A
R105.4502.003.0.04 0,03 1 0,33 59 0,8 25 0,07 0,4 105123 A
R105.4502.003.0.05 0,03 1 0,45 59 1,2 25 0,08 0,5 105123 A
R105.4502.003.0.06 0,03 1 0,52 59 1,2 25 0,1 0,6 105123 A
R105.4502.003.0.07 0,03 1 0,6 59 1,2 25 0,12 0,7 105123 A
R105.4502.005.0.08 0,05 1 0,7 59 1.8 25 0,15 0,8 105123 A
R105.4502.005.0.09 0,05 1 0,8 59 1.8 25 0,15 0,9 105123 A
R105.4502.010.0.10 0,1 1 0,9 5,9 3 25 0,17 1 105123 A
R105.4502.010.0.12 0,1 1 1 59 3,6 25 0,2 1,2 105123 A
R105.4502.010.0.15 0,1 1.3 1,4 5,9 4,5 25 0,25 1,5 105123 A
R105.4502.020.0.20 0,2 1,3 1.8 59 6 25 0,35 2 105123 A
R105.4502.020.0.25 0,2 1,3 2,3 59 7,5 25 0,45 2,5 105123 A
R105.4502.030.0.30 0,3 1,3 2,6 59 9 25 0,5 8 105123 A
R105.4502.030.0.35 0,3 1,9 3,2 6,4 10 25 0,6 3,5 105124 A
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B30 d b L L HIS
Part number
105.LEHR.D.03 1,7 59 3 25 105123
105.LEHR.D.04 1,7 6,4 3 25 105124
105.LEHR.D.05 4 7 5 25 105125

UBEHER->TF— b

Insert for tool set up
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Insert
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Part number
R105.LEHR.H.03
R105.LEHR.H.04
R105.LEHR.H.05
BESHERT T — bk

Insert for tool set up
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Additional Equipment
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D15SVL

D15VL
1-5Nm

— 1 (piTHoRNIIT)
! ED 28 WL

ED 28 VL

D041VL /D15VL / D28VLH

DT6PK
DT7PK
DT8PK
DT9PK
DT10PK
DT15PK
DT20PK
DT25PK

D15VLA

L
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(B ENISO 6798, BS EN 26789, ASME B107.14.M.)
(FBE: % 6 %)

Torque screw driver with scale

- variable torque setting
- adjusted torque is shown on display

The Torque can be adjusted with a special torque setter
(included).

Handle: Ergonomical form gives perfect handling abilities.
Audible signal when set torque is reached.

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

ML RS N—DRAEY—)L
NV R B EREOE/ILO—X 77—~

TJL—RI8ETL—F. BEAN, EIAX vV F

Device for setting the required torque

Handle: Celluloseacetat with micro structured surface
Blade: Octogonal (8 flats) blade, hardened galvanized

FLOZRTSRORLARKBITL—F

TL—RBREYOLNFIYL-EYTF VM
BEAN, JOLXYF

Wiha 7O0LT7 L —RIERABROREZRTE L 7,
AEONZ—— P

8 Wiha b ILZ RS N—N\Y RILE DEHED
BT RUMDZRTE bV ICHIHE

Blade for TORX-Plus® screws

Blade: High quality Chrome-Vanadium steel, through
harde-ned, chrome plated. Wiha Chrome Blade guarantees
maxi-mum precison. Colored code dark green

Utilization: Controlled screw setting with definite torque in
combination with Wiha torque screw driver handle.
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FIND YOUR RIGHT
TOOLING SOLUTION NOW.

horn-group.com

BARSAIRIS

HRE1tIZUSHI
REEE/ N T I Z A2 —
T448-0807 EHEXIATHRXIBEI—TH_ZHH2

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

horn@ztec-izushi.co.jp

www.phhorn.jp

(ph HORN fill)

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

D-72072 Tubingen

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

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