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SLOT MILLING CUTTERS FOR
NARROW WIDTHS

Inserts for cutting widths from 0.25 - 1.0 mm







Ffe
THE DIFFERENCE:
MORE POSSIBILITIES

«0.25mm ~®D- Y% — MET
D—JKRERERME
Material-saving cutting due to milling
widths from 0.25 mm

o BAC 13.5 mmE THIG
Milling depths up to 13.5 mm

¢ 12— THEEXRMIZXR
High performance because of up to
12 effective teeth
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Groove Milling by circular interpolation

s — - -
14— 304 T \
Insert

- \

RABERS Depth of groove up to 1,3 mm

BIE Width of groove 0,25-0,7 mm

T Cutting edge @ 7,7 mm \ j

BARABILA—
for Milling shank
24147 M304
Type M304.ST
>
:3- &
tmax W/ —7
i s N C
|
=ABFN-Ya >
Picture = right hand cutting version
Bestellnummer Ds w s b Z
Part number
304.0025.20 7,7 0,25 2,6 1,3 8
304.0030.20 7,7 0,30 2,6 1,3 3
304.0040.20 7,7 0,40 2,6 1,3 3
304.0050.20 7,7 0,50 2,6 1,3 3
304.0060.20 7,7 0,60 2,6 1,3 3
304.0070.20 7,7 0,70 2,6 1,3 3
A TEES /onstock A 4B /4weeks x BREIVEDHHE <723 L) / upon request
o HEXE / recommended
0 B HELE/ alternative recommendation
- FEHESE / not suitable

/ > 2— b /uncoated grades
mm O—7 - >7 &/ coated grades
mm OU/H—Xw /[ brazed/Cermet
mmzRaC g TE
Dimensions in mm Carbide grades
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Groove Milling by circular interpolation

IS
el 606 AT
Insert
{
RABERS Depth of groove up to 2,5 mm
EBIg Width of groove 0,25-1 mm
HAR Cutting edge @ 11,7 mm \ j
BARABILA—
for Milling shank
24147 M306
Type M306.ER
— 7 M306.M
M306.ST
S
e
=
K=FABEFN N->3>
Picture = right hand cutting version
Bestellnummer Ds w S b Zz
Part number
606.0025.00 11,7 0,25 BI5) 2,5 6
606.0030.00 11,7 0,30 S 2,5 6
606.0040.00 11,7 0,40 Bi5) 2,5 6
606.0050.00 11,7 0,50 315) 2,5 6
606.0060.00 11,7 0,60 Bi5) 2,5 6
606.0070.00 11,7 0,70 315) 2,5 6
606.0080.00 11,7 0,80 815 25 6
606.0090.00 11,7 0,90 315 2,5 6
606.0100.00 11,7 1,00 35 2,5 6
A TEES /onstock A 4B /4weeks x BREIVEDHHE <723 L) / upon request
o H#£%E / recommended
0 BB " HELE/ alternative recommendation
- FEHESE / not suitable
/ > 2— b /uncoated grades
B O—7 - >7 &/ coated grades
B OU/H—Xw /[ brazed/Cermet
mmz*&d iBIEM T
Dimensions in mm Carbide grades
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Groove Milling by circular interpolation

(ph HORN pi»)

~
19 —F 608
Insert
RABERS Depth of groove up to 3,5mm
EIR Width of groove 0,25-1 mm
T Cutting edge @ 15,7 mm

S
o
+
= | [T T 1]
tmax
[ —
K=FABEFN -3y
Picture = right hand cutting version
Bestellnummer Ds w s
Part number
608.0025.00 15,7 0,25 4,9
608.0030.00 15,7 0,30 4,9
608.0040.00 15,7 0,40 4,9
608.0050.00 15,7 0,50 4,9
608.0060.00 15,7 0,60 4,9
608.0070.00 15,7 0,70 4,9
608.0080.00 15,7 0,80 4,9
608.0090.00 15,7 0,90 4,9
608.0100.00 15,7 1,00 4,9

A TEEM /onstock A 4B /4weeks x BEIWVEHHE <72 L) / upon request
o HEXE / recommended
0 %:?’Eﬁ/ alternative recommendation
- JEHEEE / not suitable
/ > J— b [uncoated grades
mm J— 7« >k / coated grades
mm DU/ — Xy & /brazed/Cermet
mm3iRad

Dimensions in mm

aRIA )

= \
\_ J
BARABILA—

for Milling shank

247 M308
Type M308.ER
M308.M
M308.ST
tmax Z
3,5 6
3,5 6
3,5 6
3,5 6
3,5 6
3,5 6
3,5 6
3,5 6
3,5 6

HBEEr1E

Carbide grades
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Groove Milling by circular interpolation

~
12o=F 713 s T N
Insert \j ;
] \
RABRS Depth of groove up to 4.5 mm |
AR Width of groove 0,25-1 mm
T Cutting edge @ 21,7 mm \ )
BRERILA—
_ for Milling shank
<" N\ _ 247 M313
/ /) '\.\ Type M313.ER
[ L& M313.M
\ } I —] M313.ST
'\\ ' : |
S
= QTR0 L] 110 "
- I - I
=ABFN-Ya >
Picture = right hand cutting version
Bestellnummer Ds w s b Z W W | W |
Part number g 8 8 8 S
< | W | w,| =
713.0025.00 21,7 0,25 59 2,3 12
713.0030.00 21,7 0,30 5,9 2,3 12
713.0040.00 21,7 0,40 59 2,3 12
713.0050.00 21,7 0,50 59 2,8 12
713.0060.00 21,7 0,60 5,9 4,5 12
713.0070.00 21,7 0,70 59 4,5 12
713.0080.00 21,7 0,80 59 4,5 12
713.0090.00 21,7 0,90 59 4,5 12
713.0100.00 21,7 1,00 59 4,5 12

A TEEM /onstock A 4B /4weeks x BEIWVEHHE <72 L) / upon request
o HELE / recommended
0 BB HESE/ alternative recommendation
- JEHESE / not suitable
/> J— b [uncoated grades
O—7 1 >% i / coated grades
mm O/ —X v b /brazed/Cermet
mmaﬁﬂ EE@VTE

Dimensions in mm Carbide grades
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Groove Milling by circular interpolation

(ph HORN pi»)

1o%—F 939

Insert
RABRS Depth of groove up to 14 mm
BIR Width of groove 0,4-1 mm
H SR Cutting edge @ 40 mm

W +0,02

K=apFN -3

Picture = right hand cutting version

Bestellnummer Ds w s
Part number

939.0040.4.00 40 0,4 5,8
939.0050.4.00 40 0,5 5,8
939.0060.4.00 40 0,6 5,8
939.0070.4.00 40 0,7 5,8
939.0080.4.00 40 0,8 5,8
939.0090.4.00 40 0,9 5,8
939.0100.4.00 40 1,0 5,8

A TEEM /onstock A4ERE /4weeks x BEIWVEHHE <72 LY / upon request
o HEXE / recommended
0 BB HELE/ alternative recommendation
- JEHESE / not suitable
/ > J— b [uncoated grades
O—7 1 >7/ &/ coated grades
B O/ —X v b /brazed/Cermet
mm3k3ac

Dimensions in mm

Trnax14.0 mm 1&Y —)L7)L4 — M332.0012.3.00A DIEED S D & 9
(EERBSNY =LKLY — % CHRADBEIE Tna 13.5mm 128D £, )

(

N

BRATRILA—
for Milling shank

2+~ M332.0012.3.00A

Type

14
14
14
14
14
14
14

© ©O© © © © © ©

> » » > » » » AN25

HBEErAE

Carbide grades
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Groove Milling by circular interpolation

(FsM#ERI T F)

(ph HORN pi»)

REBMIT

Milling of an internal groove

rr+[R+a-rP-R

Cos [180° - ¢°] = —180° -
2rR+a -r]
0 o (n° W 17|
L= A ALE mm IHRS t= a min ﬁﬁnleffi%f%
o
360 Length of cut neze-A, T
S TSR R S
1. 5 B2 R L T 2 (R-r+a) | TEFROEDZEDERE
A,=L+h mm ‘ s',= * mm/min | Feed rate of tool centre
Area of chip
TS ., R+a . | FTRSNEER DX D ®E
AT =m[R+ ar)2 - R?] mm? | Area of groove section S,=8, R-r+3 MM/MIN | Feed rate of tool tip
r
=S —= =
FETCEC S
Speci ication
IS0 18O
s Ht s FETTEC S FEITEL S
Specification | Specification Specification | Specification
*® D s' Vf TEHE r r
Feed rate Radius of cutter
[El#r n n TR R R
Revolutions Radius of workpiece
ﬁfﬁ)er of teeth ‘ ‘ LERFOFDED S‘1 Vis
Feed rate of tool centre
ED /1 S, fZ
Feed/tooth
YD TEH h_ h_ YIRNEEBDED s, v,
medium thickness of chip Feed rate of tool tip
FERAEBEOYLRARE 4 a,
radial depthof cut




YIRS
Cutting data

(ph HORN pi»)

TURL R v
@ C

0 < FEADHRIE

A4 h a}é o | DU spzed medium thickness of chip h_
Material Brinell MG1D EG35 AS45* . — WSP / Insert 304, 606, 608, 713, 939
HB i =l . o
(HB) EG55 AN25 i zE T
240 260
P xu 02%C 140 280140 300160 : -
- 180 ) 210 230 ) ) -
Carbon steel 0.4%C 230-150  250-170
—_— - ) 160 170 ) ) -
a 180-110  190-120
S 80 ) 150 160 ) ) -
a5 annealed 170-100  180-110 0,05 0,03 0,01
BEAM 140 140
Alloyed steel quEndied 280 - 160100 160-100 - -
BEANS 350 ) 120 110 ) )
quenched 140-80  130-70
Bos st I I
BHEBH annoaled 200 13070 14080
high alloyed steel
(>5%) BEASE | - _
hardened
*ad 180 200 ) _
fili onal loyed 180 0 200140 220160
Cast steel ad 0 = 120 120 ) )
alloyed 140-80  140-80
M TLFIHA LR 120
TIT71RER 200 - - o -
27> R martensitic, ferritic 140-80
Stainless steel F—2FF1 FF 50 ) ) ) 100 )
austenitic 130-70
1&5R7) 180 . 100 130 ) )
129" H#F ik low tensile strength 12060 150-90
Grey cast iron =%Eh . ) 90 90 ) _
high tensile strength 100-70  100-70
JT oA '\;1/:\ 160 _ 100 120 - -
& ferritic 110-70 13090
eestren e = (R i -
i - - 005 003 001
715{ I\% 125 _ 100 100 - -
Bl ER K ferritic 12060 12060
Malleable cast iron N—F1 & e ) 120 120 ) )
perlitic 140-80  140-80
IMUESSE 5 g - - 800
7)== &% notheattreatable 850-650
Al-alloys =, S 300
y AUE R 80-120 220 - - 350-200
heat treatable
IEENIBES - . ) ) 300
$557 )L 3 = /1,54 not heat treatable 350-200
Al-cast-alloy BULIES S 200
heat treatable 1 e : : 230-90
JEERIE S % % 20 ) ) 90
HEes not heat treatable 100-70
Copper-alloys HIRS S 100 - ) ) 100
heat treatable 110-80
S ﬁﬁ??"'\:Aﬁ (Fe) iﬁﬁ;ﬁ 200 - - 80 -
Heat resistant alloy (Fe) annealed 100-70
MEE S (NI, Co) BEALH 40
Heat resstanﬁ alloy [Nt 250 @ © 50-05 @
(Ni, Co)
NOE— 80
#F 42 > [ Titanium pure 100 100:70 -
8% T o ]
F 2 > 54 | Titanium alloys 266 100:70
oo Note:
TRETORBEDHZE *Alternative: TI25

- 2 — B OREDN2MEDBE ISTIEIREZSHIC.

KEDSDBEIFEDICHREL TR L,

-fz= (hm*m*en* ©'s) / (360*ae*sink) [simplified fz= hm*(de/ae) at aelen < 0,3]

10

- Cutting materials with suffix 2 or 6 => tendentially higher cutting speed
- Cutting materials with suffix 5 => tendentially lower cutting speed

- fz= (hm*m*en*s) / (360*ae*sink) [simplified fz= hm*\(de/ae) at ae/en < 0,3]
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FLWBRICOWTIFHORNAZOJ D DEANT A XMIAIE =HET I,
Further information can be found in our catalogue MILLING SYSTEMS.

FRASSYSTEME
MILLING SYSTEMS

2020/2021

1



(ph HORN i)

BANMIOARZI Y Va2—-a2%
CREBLZET,

FIND YOUR RIGHT
TOOLING SOLUTION NOW.

www.PHorn.de
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T448-0807 ERBXIAHRXAET T B &M 2
TEL 0566-62-8090

FAX 0566-62-8084
MAIL horn@ztec-izushi.co.jp
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