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NEW HORN COATING RC2 / RC4
HIGH PERFORMANCE COATING
FOR MILLING STEEL
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General Information

JIILRBANIIL NEBANIIL Ay E—=HyR—
Full radius groove milling Internal groove milling Slot milling

3 FIal RN T BANIILT 3 HE
Circular groove milling - Grooving Z Number of teeth

HEBICEMNABZVNDEDIF IR TMMEELE T I, All dimensions are in mm,
unless otherwise stated.
HRER - WHRI—7T+4 >0 Delivery times:  Use for material groups:
A TER o FE—EEE A onstock ® recommended
A 45@%@ o %:?ﬁfé A 4 weeks o alternative recommendation
- 3'5}&4;—@ - not suitable
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The HORN connection interface code - what is it needed for?

The connection interface code ensures that you will always find the appropriate tools and is shown on toolholders and inserts.
If the codes match, the insert can be used in the corresponding toolholder.

This also applies to our modular holder system, where the connection code indicates the interface between the holder and
the cassette.

HORNERD fHi71 >4 —7 1 — 55 [ @t EAEHE :

HORN connection interface codes and possible combinations:

HIS =a>%— MDA >R —T 1 —X/Insert seat

; N . . HIS <) | HWS
HWS = RILAZ—ID 1 >R —7 = — X/ Interface workpiece side HMS — HWS
HMS = #BID -1 > 2 — 7 £ — X / Interface machine side
1 % — 6l
Example insert
B Ds w s r to Z HIS o
Part number S
o
306.0005.10 11,7 1 3,2 0,5 2,5 3 306060R A
FILE—B
Example toolholder
B d L L d, HWS
Part number
M306.0012.01.A 12 80 21 6 306060L e 30604R
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THE DIFFERENCE:
MORE POSSIBILITIES

o BEIE. SHEETEEVHIZRE
High toughness and hardness allows
milling at high cutting speeds

e BiEMiEZS5®. FIIMIICH
High temperature stability especially
during dry machining

o BL5EE THRRNERN 6 RTHE

In-house production, Greenline ordering
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Insert
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Milling shank
B3 Ds w s r T
Part number
306.0005.10 11,7 1 3,2 0,5 2,5

B
Carbide grades
A TEMR A 45EE
on stock 4 weeks
HIS ol -
| s
=l )
< | x
306060R A
°
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Insert

308
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Milling shank
A TTE®D
on stock
B Ds w s r t z HIS
Part number
308.0005.10 15,7 1 4,5 0,5 3,5 3 308080R

B

Carbide grades
A 4EE

4 weeks

RC45

N o & »> AN25
[ ]
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Insert

A
!
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Milling shank
A TES
on stock
B Ds w s r t Z HIS
Part number
311.0005.10 17,7 1 5,75 0,5 3,5 3 311090R

et g
Carbide grades

A 4B

4 weeks
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Insert
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Milling shank iBrEriE
Carbide grades
A TER A 4B
on stock 4 weeks
B Ds Nw w s t, z HIS o
Part number S8
< | x
628.0080.00 27,7 0,8 0,8 6,1 6,5 6 328143R A
°
M|(o | e
N
S
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Insert

g
g
TR
e
3: | A TR "R
o ~I:ru]:J °
tEnEr iR
Carbide grades
A TER A 4B
on stock 4 weeks
B Ds w s a t VA HIS N
Part number S s
< | x
632.0.810.2.00 31,7 1 6,1 8° 10 6 332110R A
632.0.815.2.00 31,7 1 6,1 8° 10 6 332110R A
632.0.820.2.00 31,7 2 6,1 8° 10 6 332110R A
°
M| o
N| - | -
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H| - | -
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Insert

636
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Part number

636.0.810.2.00
636.L.815.2.00
636..820.2.00

wt 0,02

Ds

35,7
357
35,7

15
2

6,1
6,1
6,1

g°
g°
g°

12
12
12

[o)RRe) RN

AERER

on stock

HIS

332110R
332110R
332110R

st g
Carbide grades

A 48

4 weeks

L
N
=
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A
A
A
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Insert

939
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E
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B

Part number

939.0100.3.00
939.0150.3.00
939.0200.3.00
939.0250.3.00

10

w +0,02
T

Ds

40
40
40
40

1,5

2,5

58
58
58
58

135
135
13,5
13,5

O ©O© O O

A TTES

on stock

HIS

332120R
332120R
332120R
332120R

tEnEriE
Carbide grades

A 4ERE

4 weeks

ofenbp> > > P> AN2S

w 2
[

RC25
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Insert

=29 &_ |8

B TS
Carbide grades
ATEES A 4ERS
on stock 4 weeks
B Ds w s t Z HIS o
Part number S8
< | x
939.0040.4.00 40 0,4 5,8 14 9 332110R A
939.0050.4.00 40 0,5 5,8 14 9 332110R A
939.0060.4.00 40 0,6 5,8 14 9 332110R A
939.0070.4.00 40 0,7 5,8 14 9 332110R A
939.0080.4.00 40 0,8 5,8 14 9 332110R A
939.0090.4.00 40 0,9 5,8 14 9 332110R A
939.0100.4.00 40 1 5,8 14 9 332110R A
939.0150.4.00 40 1,5 5,8 14 9 332110R A
°
M|(o | e
N| - | -
S| - | -
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Insert

. 28
3! l
wl
| tmax | o b s
HahEN 7S
Carbide grades
A TER A 4B
on stock 4 weeks
B Ds w s a t Z HIS o
Part number S
<C [a's
939.L.810.3.00 40 1 58 8° 13,5 9 332120R A
939.L.810.4.00 40 1 58 8° 14 9 332110R A
939.L.815.4.00 40 1,5 5,8 8° 14 9 332110R A
°
M| o
N| - | =
S| - | -
H| - | -
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Tool life
MIAE: BANMI Part: Groove milling
B : Hermle C42 Machine: Hermle C42
ME Toolox 33 Material: Toolox 33
-2k koA Coolant: dry
vc (m/min) 200 vc (m/min) 200
fz (mm) 0,11 fz (mm) 0,11
ap (mm] 3 ap (mm) 3

90

80

70

60

o

INI#L/ Parts
wW B~ [&]]
(an] o

- N
o o

o

313.0200.00 AN25  313.0200.00 RC25

o AR

-0/ SR EAN
-/ S0y b= >
-tOR—ILL—R=—=U VT

Further applications of the RC2_ and RC4_ carbide grade

- Groove milling of steel and cast iron
- Slot milling of steel and cast iron
- Ball race milling of steel

13
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Cutting Data

N s S
| o 2 | |
LE B, n v 20D
™2 - 3 Tenﬁsile anatr:rii):;lE
WHIM i M?u £ Strength TI2_
Material T= BT o MG12 TN3_
o ~02%C P1.1 125 430 S15 300-160
=04%C %ffjjled P12 190 610 SPV36 250-170
- 0 |3
s U *’ffe\fhe . P13 210 640 SCMn3A 230-170
Carbon steel .
“lEmi k’ffjjled P14 190 610 S55C 190-120
=W ic %ﬁfhed P15 300 1000 S60CM 170-120
REEH
Free cutting steel P1.6 220 750 SUM22 190-120
Eﬁjﬁd P2.1 180 590 SUJ2 180-110
asm éﬁﬁfﬁe g P2.2 280 960 SNC415 160-100
Alloyed steel(<5%)
ffg:ffed P2.3 350 1250 SCM435 130-70
é’fg;fge . P24 430 1450 SUP9A 120-70
=] st P3.1 200 680 SUH21 140-80
high alloyed steel annealed
(>5(y) 3 A 4
’ fy\% P32 350 1200 SKD1
ardened
AN
Fa® P4.1 180 590 SC410 220-160
sE5m unalloyed
Cast steel es
alloyed P4.2 220 750 SCH13 140-80
|l e w1 \
éﬁ”ﬁﬂ Y 7k P5.1 220 570 Sint-D39 140-80
intered steel soft
M JILTUHA R
Jr51 MR M1.1 200 680 SUS431
martensitic ferritic
27> L 25 F—T7F1 R
Stainless steel austenitic ferritic M1.2 300 1000 SUS316
F—T+1 R
M1.3 230 780 SUS316LN
austenitic
H
50-55 HRC H1.1 = =
= ey 55-60 HRC H1.2 = =
Hardened steels
60-63 HRC H1.3 = =
> 63HRC H1.4 = =

14
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Cutting Data
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AS4
TH3_
TA4_
TF4_

300-160

250-170

230-170

190-120

170-120

190-120

180-110

160-100

130-70

120-70

140-80

220-160

140-80

140-80

120-60

110-60

90-50

YIEIERE ve (m/min) / BITATE

Cutting speed vc (m/min] / Start values

AN2_
AN4_
RC2_
RC4_

300-180

280-170

260-160

200-120

200-120

200-120

180-110

180-110

140-80

100-60

140-80

230-140

150-90

160-100

150-90

140-80

120-70

EG5_

280-140

230-150

210-150

180-110

160-110

180-110

170-100

160-100

140-80

120-80

130-70

200-140

140-80

140-80

IG3_

300-180

280-170

260-160

240-140

220-130

220-130

220-130

200-120

180-110

160-100

160-100

160-100

220-130

160-100

160-100

250-150

200-120

150-90

1G6_

240-180

240-180

240-180

240-180

240-180

240-180

220-180

220-180

220-180

220-180

SG3_

DD2_

15
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Cutting Data
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Na H3EH
B oa TED munp
i;: Eﬁ Ro [N/mm ] Example
H QE <3 el Material
HHEIA e B £ Strength TI2_
’ .'v (] o o
Material T= BT o MG12 TN3_
&R
——— (R K1.1 180 250 FC250 150-90
Grey cast iron =
J ﬁ;ﬁ?ﬂs“e — K12 250 350 FC350 100-70
ot 2T RES K21 160 400 FCD400-18 130-90
cast iron S
; ;r“tz4 RES K21 260 700 FCD600-3 100-50
T JI TR K31 200 400 FCMW45-07 120-60
Malleable cast .
iron ,/3 ;;ﬁ* DEG K32 260 700 FCMP540 140-80
S —27 > /5—Fcp FEAM Kil 260 800
/ ADI quenched
Ausferritic 15E A
spheroidal cast iron quenched N2 £ s
/AP BEAM
el K43 450 1400
N JEEHILIES S
BN - i N1.1 30 A5005P 550-300
Al-alloys % AL
ﬁfﬁi;‘jle N12 100 340 AlMgSil 220-180
< 6% Si N2.1 80 300 AlMgSi6 220-180
EETILS=YL
&% 6-10% Si N2.2 100 320 AC4H 100-80
Al-cast-alloy
10-15 % Si N23 130 450 AC3A 120-100
Ej;g‘;g;’;g: N34 100 340 i3 120-100
g"ess"‘g' Bronze N32 90 310 C3501
Hes rass
Copper-alloys  Messing bleifrei N33 110 430 C2800BE
:;ﬁhﬁ;gth N3.4 300 1000 HBsC4
25
Graphite e
= s S1.1 200 670
Mi#ES(Fe)  annealed
Heat resistant 135 A 4
alloy A s12 275 930
s ol s2.1 250 840 1 > 2% )L600
Heat resistant
alller ﬁfﬁe‘ﬁid s22 350 1200 1 aAxILTI13
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Cutting Data
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YIMEE ve (m/min) / BERAME

Cutting speed vc (m/min) / Start values

AS4
TH3_
TAL_
TF4_

150-90

100-70

130-90

100-50

120-60

140-80

AN2_
AN4_
RC2_
RC4_

170-100

120-70

150-90

110-70

140-80

150-90

EG5_

120-60

100-70

110-70

100-50

120-60

140-80

I1G3_

350-210

350-210

350-210

300-180

250-150

250-150

100-70

50-25

50-25

50-25

1G6_

200-160

180-160

180-160

180-160

SG3_ DD2_
850-650
350-200
350-200
230-90
100-70
100-70

110-80

60-25

60-25

60-25

17
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Cutting Data
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WL

Material

S

FR =T A
Titan

0 | BEEMTSRF VY

Thermoplastics
el 4V Zo4
T2RFvY
Duro plaste

fRIL TSR F v o

Plastics
glass fibre
reinforced

RERAAERIE
TIRF VY
Plastics

carbon fibre
reinforced

18

FRUERA
Titanium alloy a

FR>EEA-B

Titanium alloy a- B

FRUEEP

Titanium alloy B

GFK

CKF

Mg I —7
Material group

v
=

(9p]
w
N

S3.3

01.1

01.2

01.3

01.4

a BT s
g Ra [N/mm’] Example
~ 2 = Tensile Mat rii) L
M‘g 2 Strength atera TI2_
Blfao MG12 TN3_
120 240
360 1200
410 1400
150 - 50
150 - 50
150 - 50
300 - 150



tIEISAF

Cutting Data
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YIHIERRE ve (m/min) / F%A1E

Cutting speed vc (m/min] / Start values

AS4 AN2_

TH3_ AN4_

TAL_ RC2_

TF4_ RC4_ EG5_ 1G3_ 1G6_
90-70
70-50
60-40

SG3_

100-70

80-50

70-40

DD2_

19
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FIND YOUR RIGHT
TOOLING SOLUTION NOW.

horn-group.com

BRSNS

HX&IZUSHI
REYE XTI A2 —
T448-0807 EHIBXAMEXNABI—THE _&FH2

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

horn@ztec-izushi.co.jp

www.phhorn.jp
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DEUTSCHLAND, STAMMSITZ
GERMANY, HEADQUARTERS
Hartmetall Werkzeugfabrik
Paul Horn GmbH
Horn-Strafle 1

D-72072 Tibingen

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

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






