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Exceptional results are always a combination of the optimum cutting process and the perfect tool.
To achieve this, HORN combines advanced technology, performance and reliability. From single
part to series production, for standard or special applications: Our tools offer you fast, economical,
high quality solutions. To assist you when choosing cutting parameters, our tables in the respective
catalogue provide proven empirical values. Take advantage of the expertise of our office staff and sales
engineers.

Sustainability is a central part of our corporate philosophy. That is why we have always focused on
quality assurance, environmental protection, energy efficiency and safety with regard to our products
and our production. As an efficient and reliable tool partner, we make sure that you join us in an
innovative and strong economic future.
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System DC Solid Carbide Groove and Thread Milling Cutter
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Groove Milling by circular
interpolation

FEASHLEGR

Face and High Feed Milling

il

Groove Milling

HEskH

Groove Milling

HEskH

Groove Milling

ol

Groove Milling

BRE SR

Thread Milling

AR Bst MBI SEH]

Technical Instructions Groove and Circular Milling

EemT

Gear Machining

TREHER
Milling of T-Slots

ZibZ A
Polygon Millling

7JE %5 DA/ DAH ititaskil
System DA / DAH High Feed Milling

ISR

Tangential Milling

M304/M306/M308/M311/
M116/M313/M328/M332/M335

M620

M275

380/381

M101

382/383/M310

M275/M306/M308/M311
M313/M328/M332/380

M311/M313/M328/M406
M409

M275/381

M406/M409/M610
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General Information

(ph HORN i)

- FRIEEZBWE, B RIBAUZXRANEL

All dimensions in mm, unless otherwise noted

o AMRIEERITHIES RN,

Further dimensions and versions are available on request.

o BERBIREENAL,IE WRARRA,

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

o FRETIR BRI TIFER R LIERHORNZE(E,
All carbide milling shanks with damaged seating can be repaired by HORN.
o XX53HA / Delivery times
A [ETF [ onstock
AN A | 4weeks

o IR TAAELER / Use for material groups
o HETF / recommended
o RiEE / alternative recommended
- XRE3&/ notsuitable

HORNEZZORB-FECHMMAA?

EEEONERREFEERIESNIE, FERETIFMTIA LR IED, N e UERNMRITIFF
fERZTIRA
EXWERTRAEIMRRIE RS, R ERRBRR MM IIEZEHEO.

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.

HORNZE & X5 R AT eV S:

HORN connection interface codes and possible combinations:

HIS =JJRE / Insert seat

HWS = T#MI# O / Interface workpiece side HIS — HWS
HMS =#1ERMI#EO / Interface machine side HMS <—>» | HWS
TR TH
Example insert
RS Ds Nw w s s, t. z HIS %
Part number p
S
306.0050.10.00 9,7 0,5 0,57 3,4 3,2 0,85 3 306060R A
TIFERG
Example toolholder
FREe d ! izt HWS
Part number Form
M306.0707.03A 7,5 100 A 306060R « 306060L
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Technical Instructions, Additional Equipment
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Overview Application

(ph HORN pi»)

u Al
Groove milling

gzl
Full radius groove milling

3 R
Circular groove

I a PIFLAB SN
Internal groove milling

]
Circlip groove

-~
DIN650TE4E
u T-Slots DIN650
N HEEN
-~ Slot milling

RIATEHI

Corner milling

BRI

Trimming

FEHtH!

Face milling

Finishing

ey

Chamfering

R £

Radius milling

L

L

&

S| m
o
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MTLEtH!

Bore milling

BIA T

Chamfer milling

pspieazicll

Gear milling

SR HER AN

Helical interpolation

SO HH|
Polygon milling

RTLYIE

Internal grooving

RFLYIEE

Internal grooving full radius

ERTLLYIER S

Internal boring and grooving chamfer

RILEE

Internal back turning

RTLEIA

Internal chamfering

NEUIE

External grooving

vl
Parting off

NS

Internal coolant
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Overview Application

(ph HORN i)
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BSW
BSF

NPT
NPTF

45°

60°
UN

IR EkHE NE .
Thread milling internal ——— 1' __
+

Partial profile thread

LR 3

Full profile thread

RFLIREY

Internal thread

BRIRY E

Whitworth thread

RETZARLY

Trapezoidal thread

FY

BSW/BSF #24Y
Whitworth pipe thread BSW/BSF

NPT #2£%
National pipe thread

Eime 45°

Approach angle 45°

KIISOIREY

Metric ISO thread

FmA 60° (FmEtH!)

Approach angle 60° (Chapter Tangential Milling)

UNERLY

Unified thread

TR

Shank form

IZSE5
Numbers of teeth

&R 3

Geometry

FER 40 351T

Geometry .40 for aluminium

& E

Geometry

&R FY

Geometry
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Groove milling and thread milling

DC

BIAERS|IIHT] Solid Carbide End Mills
%51 DC System DC

- WRer sk 7]-dE £ F R - Thread milling partial profile
- MRSk T]-2& R - Thread milling full profile

- {E5EH| - Groove milling

- B BEH - Chamfer milling

11
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Groove milling and thread milling

BRAHET]

Thread Milling Cutter BSW
DCG /\’\ /\'\ U N BSF
D1 /Page 1 /Page 1 /Page D1/Page D1/Page
13-14 15 16 17 18
&3t 7]
Groove milling cutter
DCR/DCN/DCX »
D1/Page D1/Page
19 20-21
HHIBIAET]
Chamfer Milling Cutter
DCF
D"I/Page
22
t)]ﬁ']%%( D1/Page
Cutting data 23-25

12



RS T) DCG (plinorngl) A

Thread Milling Cutter

N~ z3 |160°

BRaEES

Carbide grades

A FEE A4

on stock 4 weeks
ERES iRy D | Z P d, d, d, L, L L, o
Part number Thread %
w
DCG.3.M1.025.2.1.03 M1 0.75 3 0.25 0.7 3 0.33 34 3 22 A
DCG.3.M11.025.2.1.03 M1,1 0.8 3 0.25 0.75 3 0.4 34 2.75 22 A
DCG.3.M12.025.2.1.03 M1,2 0.9 3 0.25 0.8 3 0.43 34 3 22 A
DCG.3.M14.030.2.1.03 M1,4 1.1 3 0.3 1 3 0.43 34 4 22 A
DCG.3.M16.035.2.1.03 M1,6 1.2 3 0.35 1.1 3 0.53 34 4 22 A
DCG.3.M2.040.2.1.03 M2 1.7 3 0.4 1.5 3 0.93 34 6 22 A
DCG.3.M22.045.2.1.03 M2,2 1.9 3 0.45 1.7 3 1.13 34 6 22 A
DCG.3.M25.045.2.1.03 M2,5 2.2 3 0.45 2 3 1.3 34 8 22 A
M| o
N| -
S| -
H| -
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Thread Milling Cutter

DCG

(ph HORrN i)

N~ 23

60°

z4

FRRS

Part number

DCG.3.M3.025.2.1.04
DCG.3.M3.035.2.1.04
DCG.3.M3.050.2.1.04
DCG.3.M35.050.2.1.04
DCG.3.M4.070.3.1.06
DCG.3.M5.050.3.1.06
DCG.3.M5.080.3.1.06
DCG.4.M6.100.3.1.06
DCG.4.M6.100.5.1.06
DCG.4.M8.075.5.1.08
DCG.4.M8.075.6.1.08
DCG.4.M8.075.7.1.08
DCG.4.M8.125.6.1.08
DCG.4.M8.125.8.1.08
DCG.4.M10.150.6.1.08
DCG.4.M10.150.8.1.08

14

HRLY
Thread

M3
M3
M3
M3,5
M4
M5
M5
M6
M6
M8-M10
M8-M10
M8-M10
M8-M10
M8-M10
M10-M12
M10-M12

min

2.4
24
24
2.7
3.3
4.2
4.2

6.5
6.5
6.5
6.5
6.5

A DA DA DDA DDPEDDOWLOWLWWWW

0.25
0.25
0.5
0.5
0.7
0.5
0.8

0.75
0.75
0.75
1.25
1.25
1.5
1.5

0.35
0.35
0.5
0.6
0.75
0.75

1.25
1.25

L35
13
1.75
1.75

2.3
2.8
3.6
3.6
4.3
4.3
5.5
5.5
55
5.5
55
6.8
6.8

0 0 0 W W oo o o O o b b b

1.45
835
1.2
1.35
1.7
2.5
2.2
2.4
2.4
3.85
3.85
3.85
3.4
3.4
4.1
4.1

A EF

on stock
L, L
39 8
39 8
39 8
39 8
50 10
50 10
50 10
63 10
63 16
63 16
63 20
7 25
63 20
7 30
63 20
7 30

EREeTHsS
Carbide grades

A4

4 weeks

22
22
22
22
36
36
36
40
40
40
36
40
36
40
36
40

> > > > > > > > > bbb > AN

<
o



RS T) DCG (plinorngl) A

Thread Milling Cutter

M 23 || Z4

BRaEES

Carbide grades

A EF A4

on stock 4 weeks
FEmES HRLY D..in z P d, d, d, L, l L, 0
Part number Thread =
<
DCG.3.M3.035.2.2.04 M3 2.4 3 0.35 2 4 14 39 8 22 A
DCG.3.M3.050.2.2.04 M3 2.4 3 0.5 2 4 1.25 39 8 22 A
DCG.3.M4.070.3.2.06 M4 3.3 3 0.7 2.8 6 1.9 50 10 36 A
DCG.3.M5.050.3.2.06 M5 4.2 3 0.5 3.6 6 2.85 50 10 36 A
DCG.4.M6.075.5.2.06 M6 5 4 0.75 4.2 6 3.1 63 16 40 A
DCG.4.M6.100.5.2.06 M6 5 4 1 4.2 6 2.8 63 16 40 A
DCG.4.M8.125.5.2.08 M8 6.5 4 1.25 5.5 8 3.7 63 16 40 A
DCG.4.M10.100.6.2.08 M10 8 4 1 6.8 8 5.4 63 20 36 A
DCG.4.M10.100.7.2.08 M10 8 4 1 6.8 8 5.4 7 25 40 A
DCG.4.M10.150.6.2.08 M10 8 4 1.5 6.8 8 4.7 63 20 36 A
DCG.4.M12.100.6.2.10 M12 10 4 1 8 10 6.3 63 20 36 A
DCG.4.M12.125.8.2.10 M12 10 4 1.25 8 10 6.1 7 30 40 A
DCG.4.M12.175.6.2.10 M12 10 4 1.75 8 10 5.5 63 20 36 A
DCG.4.M12.175.8.2.10 M12 10 4 1.75 8 10 5.5 7 30 40 A
M| o
N| -
S | -
H| -
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A BT

Thread Milling Cutter

DCG

(ph HORN i)

UN| z3

74

FRRS

Part number

DCG.3.60.540.2.04
DCG.3.60.632.2.04
DCG.4.60.1420.3.06
DCG.4.60.1428.3.06
DCG.4.60.51618.3.06
DCG.4.60.3816.7.08
DCG.4.60.71620.7.08
DCG.4.60.1213.7.08

16

R4
Thread

#5 - 40 UNC
#6 - 32UNC #8 - 32UNC
1/4%-20 UNC
1/4% - 28 UNF
5/16“ - 18 UNC
3/8-16 UNC
7/16% - 20 UNF
1/2- 13 UNC

2.4
2.6
4.9
583
6.4
7.8
9.1
10.5

N N N N N U oY)

0.635
0.794
1.27
0.907
1.411
1.588
1.27
1.953

2.2
35
355
4.2
53
7.2
7.9

O o oo~ b

A EF

on stock

L Ly
39 8
39 8
63 10
63 10
63 10
7 25
7 30
7 30

BRaEES

Carbide grades

A4R

4 weeks
L, 0
=
22 A
22 A
40 A
40 A
40 A
40 A
40 A
40 A
M| o
N| -
S| -
H| -
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Thread Milling Cutter

DCG

(phiHornpl) A

BSW || 3 @ 4
BSF || £ z
ERRs 8 D
Part number Thread
DCG.3.55.1840.2.04 1/8%“-40 BSW 2.3
DCG.3.55.53232.2.04 5/32-32 BSW 2.9
DCG.3.55.31632.3.06 3/16“ - 32 BSF 3.7
DCG.3.55.73224.3.06 7/32¢-24 BSW 4.2
DCG.3.55.73228.3.06 7/32- 28 BSF 4.3
DCG.3.55.1420.5.06 1/4-20 BSW 4.7
DCG.3.55.1426.5.06 1/4¢-26 BSF 5
DCG.4.55.51618.5.06 5/16“ - 18 BSW 6.1
DCG.4.55.93226.5.06 9/32%“ - 26 BSF 5.8
DCG.4.55.3816.5.08 3/8“-16 BSW 7.4
DCG.4.55.3820.5.08 3/8“-20 BSF 7.8
DCG.4.55.71614.5.08 7/16“ - 14 BSW 8.7
DCG.4.55.71614.7.08 7/16% - 14 BSW 8.7
DCG.4.55.71618.5.08 7/16 - 18 BSF 9.3
DCG.4.55.71618.7.08 7/16* - 18 BSF 9.3
DCG.4.55.1212.6.10 1/2“-12 BSW 9.9
DCG.4.55.1212.8.10 1/2¢-12 BSW 9.9
DCG.4.55.1216.6.10 1/2-16 BSF 10.6

A~ D 2D DA DDA DBDDBEDOOWWWWWW

0.635
0.794
0.794
1.058
0.907
1.27
0.977
1.411
0.977
1.588
1.27
1.814
1.814
1.411
1.411
2.117
2.117
1.588

28
2.8
3.6
3.6

4.2
5.2

6.3
6.5
7.2
7.2
[£5
7.5
8.5
8.5
9.5

© 00 0O W W W o O O O O O O b b

[ S
o o o

39
39
50
50
50
63
63
63
63
63
63
63
7
63
T
63
7
63

A EF

on stock

3

10
10
10
16
16
16
16
16
16
16
25
16
25
20
30
20

EREeTHsS
Carbide grades

A4

4 weeks

22
22
36
36
36
40
40
40
40
40
40
40
40
40
40
40
40
40

I N N > o - PR

17



A BT DCG (ph HoRN ph)

Thread Milling Cutter

L z4

BRaEES

Carbide grades

A EF A4

on stock 4 weeks
ERRs g D | Z P d, d, d, L, L, L, .
Part number Thread =
<
DCG.4.55.G18.5.08 G1/8“ 8.5 4 0.91 6.6 8 5 63 16 40 A
DCG.4.55.G14.6.10 G 1/4“ 11.4 4 1.34 9.5 10 7.1 63 20 36 A
DCG.4.55.G38.8.10 G3/8“ 14.9 4 1.34 9.8 10 1.4 T 30 40 A
M| o
N | -
S| -
H| -
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15T DCR (plinorngl) A

Groove milling cutter

SN

|| z3 z4

BRETES

Carbide grades

A EF A4

on stock 4 weeks
FmES z w Coax r d, d, d, L, l L, 0
Part number g
<
DCR.3.40.10.05.1.06 3 0.5 0.5 4 6 2.75 50 4 36 A
DCR.3.60.10.05.1.06 3 1 1 0.5 6 6 3.7 50 4 36 A
DCR.3.60.10.05.2.06 3 1 0.5 6 6 3.7 63 6 40 A
DCR.3.60.15.75.2.06 3 15 1 0.75 6 6 3.7 63 6 40 A
DCR.4.80.15.75.3.08 4 1.5 1.5 0.75 8 8 4.6 63 8 40 A
DCR.4.80.15.75.5.08 4 15 15 0.75 8 8 4.6 63 16 40 A
DCR.4.80.20.10.3.08 4 2 15 1 8 8 4.6 63 8 40 A
DCR.4.80.20.10.5.08 4 2 15 1 8 8 4.6 63 16 40 A
DCR.4.100.10.05.6.10 4 1 2 0.5 10 10 5.5 7 20 55 A
DCR.4.100.15.75.6.10 4 1.5 2 0.75 10 10 55 T 20 55 A
DCR.4.100.20.10.6.10 4 2 2 1 10 10 5.5 T 20 55 A
DCR.4.100.25.12.6.10 4 2.5 2 1.25 10 10 5.5 7 20 55 A
DCR.4.100.30.15.6.10 4 3 2 1.5 10 10 5.5 7 20 55 A
M| o

N

S| -
H| -
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A ST DCN (ph HoRN ph)

Groove milling cutter

11z3 | Z4

4

gthE}

BRETES

Carbide grades

A EF A4

on stock 4 weeks
ERRs z w t r d, d, d, L, L L, .
Part number g
<
DCN.3.30.05.00.1.06 3 0.5 0.4 = 3 6 2 50 3 36 A
DCN.3.30.05.00.2.06 3 0.5 0.4 - 3 6 2 50 5 36 A
DCN.3.30.10.00.1.06 3 0.4 - 3 6 2 50 3 36 A
DCN.3.30.10.00.2.06 3 0.4 = 3 6 2 50 5 36 A
DCN.3.40.05.00.1.06 3 0.5 0.5 = 4 6 2.8 50 4 36 A
DCN.3.40.10.00.1.06 3 0.5 - 4 6 2.8 50 4 36 A
DCN.3.60.10.00.1.06 3 - 6 6 3.7 50 4 36 A
DCN.3.60.10.00.2.06 3 - 6 6 3.7 63 6 40 A
DCN.3.60.15.15.2.06 3 1.5 1 0.15 6 6 3.7 63 6 40 A
DCN.4.80.15.15.3.08 4 1.5 15 0.15 8 8 4.6 63 8 40 A
DCN.4.80.15.15.5.08 4 1.5 15 0.15 8 8 4.6 63 16 40 A
DCN.4.80.20.15.3.08 4 2 1.5 0.15 8 8 4.6 63 8 40 A
DCN.4.80.20.15.5.08 4 2 1.5 0.15 8 8 4.6 63 16 40 A
DCN.4.100.10.00.6.10 4 1 2 = 10 10 5.5 T 20 50 A
DCN.4.100.15.00.6.10 4 1.5 2 - 10 10 5.5 T 20 50 A
DCN.4.100.20.15.6.10 4 2 2 0.15 10 10 5.5 7 20 50 A
DCN.4.100.25.15.6.10 4 2.5 2 0.15 10 10 5.5 7 20 50 A
DCN.4.100.30.15.6.10 4 3 2 0.15 10 10 5.5 7 20 50 A
M| o

N

S| -
H| -
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15T DCX (plinorngl) A

Groove milling cutter

|| z6 || z8

BRaEES

Carbide grades

A EF A4

on stock 4 weeks
FaRis z W L d1 dz ds ll l3 l4 ol
Part number 3
<
DCX.6.20.150.2.05.10 6 15 T 20 10 5 63 6 50 A
DCX.6.20.200.2.05.10 6 2 7 20 10 5 63 6 50 A
DCX.6.20.250.2.05.10 6 2.5 7 20 10 5 63 6 50 A
DCX.6.25.150.2.06.10 6 1.5 9 25 10 6 63 6 51 A
DCX.6.25.200.2.06.10 6 2 9 25 10 6 63 6 51 A
DCX.6.25.250.2.06.10 6 2.5 9 25 10 6 63 6 51 A
DCX.6.30.150.4.07.12 6 15 11 30 12 T 80 9 65 A
DCX.6.30.200.4.07.12 6 2 11 30 12 7 80 9 65 A
DCX.6.30.250.4.07.12 6 2.5 11 30 12 T 80 9 65 A
DCX.6.30.300.4.07.12 6 3 11 30 12 7 80 9 65 A
DCX.6.35.150.4.08.12 6 1.5 13 35 12 8 80 11 64 A
DCX.6.35.200.4.08.12 6 2 13 35 12 8 80 11 64 A
DCX.6.35.250.4.08.12 6 2.5 13 35 12 8 80 11 64 A
DCX.6.35.300.4.08.12 6 3 13 35 12 8 80 11 64 A
DCX.8.40.150.4.09.12 8 1.5 15 40 12 9 80 11 65 A
DCX.8.40.200.4.09.12 8 2 15 40 12 9 80 11 65 A
DCX.8.40.250.4.09.12 8 2.5 15 40 12 9 80 11 65 A
DCX.8.40.300.4.09.12 8 3 15 40 12 9 80 11 65 A
M| e

N

S| e
H| -
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A HHIEIAT]

Chamfer Milling Cutter

DCF

(ph HORN i)

z3 ||l || Z4
FRils Z w (=]
Part number Chamfer
DCF.3.20.4545.1.04 3 0.2 45°
DCF.3.30.4545.2.04 3 0.2 45°
DCF.3.40.4545.3.06 3 0.2 45°
DCF.3.50.4545.3.06 3 0.2 45°
DCF.3.60.4545.5.06 3 0.2 45°
DCF.3.60.4545.6.06 3 0.2 45°
DCF.3.75.4545.6.08 3 0.2 45°
DCF.3.75.4545.8.08 3 0.2 45°
DCF.4.75.4545.8.08 4 0.2 45°

22

0.3
0.3
0.75

1.25
1.25
1S
1.5
L

© 00 O OO OO O O b b

1.25
2.1
2.2
2.7

315

SIS
4.1
4.1
4.1

39
39
50
50
63
63
63
7
7

A EF

on stock

[

3

o o b

10
16
20
20
30
30

BRaEES

Carbide grades

A4

4 weeks
L, 9
=
22 A
22 A
36 A
36 A
40 A
40 A
40 A
40 A
40 A
M| o
N| -
S| -
H| -



THIS (ufinorn ) A

Cutting data

_ IR ve (m/min)
-~ o e Cutting speed
2 £ MHRE  puacm RIS Startvalues
5 —~@ R [N/mm?] l
= 23 Tensile Example
m .S Lo Sfren - Material ES1_
AR £ @7 g AN2_
Material = 46 AS4 fz
P ~0,2%C P1.1 125 430 CK15 250-180 0,01-0,03
~0,4% CIEX PL2 190 610 19Mn6 220-160  0,01-0,03
annealed
~0,4% CiflE P13 210 640 36Mn5 200-140  0,01-0,03
RS quenched
Carbon steel ~0,6% C B
annealed P1.4 190 610 C55 180-120 0,01 -0,03
~0,6% C 18k PL5 300 1000 CK60 15090  0,01-0,03
quenched
F%tﬂ%m . PL6 220 750 9SMn28 250-180  0,01-0,03
ree cutting steel
BN P2.1 180 590 100Cr6 200-140 0,01-0,03
annealed
AR .
A2 (<5%)  quenched P22 280 960 14NiCrl0  150-90  0,01-0,03
Alloyed steel o
AR P2.3 350 1250 34CrMo4 140-80 0,01-0,03
quenched
AR P2.4 430 1450 55Cr3 140-80 0,01-0,03
quenched
L BN
ZAEM (>5%) annealed P3.1 200 680 X10CrAl18 180-120 0,01 -0,03
high alloyed steel
e P32 350 1200 X210Cr2  140-80  0,01-0,03
ardened
FaE P41 180 590 GE200 250-180  0,01-0,03
5 unalloyed
Cast steel
LK P4.2 220 750 GX40CrSi28  220-160 0,01 -0,03
alloyed
wARa2N R P51 220 570 Sint-D39 0,01-003
Sintered steel soft
M SEESRE 1 90 680 X16Cri3 150-90  0,01-0,03
martensitic ferritic
AiEMStainless B (AR X6CrNiMo-
steel austenitic iz 300 L Til7-12-2 A DEORL =002
B, %RHR=E X2CrNi-
austenitic ferritic M1.3 230 780 MoN17-13-3 120-60 0,01-0,03
H 50-55 HRC HLL - :
- 55-60 HRC H1.2 - -
ZEHEEN
Hardened steels
60-63 HRC H1.3 - -
> 63HRC H1.4 - -
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A

eSS
Cutting data

(ph HORN i)

LS|

Material

24

%7475

Grey cast iron

BREZSE X
Spheroidal
graphite
castiron

AT HREEEL
Malleable cast
iron

BAFC{RER B
# / ADI
Ausferritic
spheroidal
cast iron / ADI

|mas

Al-alloys

HREE
Al-cast-alloy

HEE
Copper-alloys

A
Graphite

MRS & (FE)
Heat resistant
alloy

MAEE
(SRE HE)
Heat resistant
alloy

(e aTRGE s

low tensile strength

SRR

high tensile strength

TREE

ferritic
BRSEIR
perlitic
BHRE

ferritic

2 5

perlitic

jEl5a

quenched

oA

quenched

B

quenched

FERALIE

not heat treatable

AT

heat treatable

<6% Si
6-10% Si

10-15 % Si
“h5R

Pure copper

=i,5H

Brass

TR
Lead-free brass
=aRE

high strength

BN
annealed
1L
hardened
RN

annealed

=314

hardened

Material group

LA

=
=
=

Py
=
N

K2.1

K2.1

K3.1

K3.2

K4.1

K4.2

K4.3

N1.1

N1.2

N2.1

N2.2

N2.3

N3.1

N3.2

N3.3

N3.4

N4.1

S1.1

S1.2

S2.1

S2.2

Hardness Brinell

BEE (HB)

180

250

160

260

200

260

260

350

450

30

100

80

100

130

100

90

110

300

200

275

250

350

P o MRS
e
Strength
250 GG-25
350 GG-40
400 GGG-40
700 GGG-60
400 GTW-45
700 GTS-55-04
800
1050
1400
AlMgl
340 AlMgSil
300 AlMgSi6
320 AlSiTMg
450 AlSi12
340 Cu
310 CuZn40Pb
430 CuZn40
o .
670
930
840 Inconel 600
1200 Inconel 713

HHIEE ve (m/min)
Cutting speed
ECiR{E Start values

ES1_

AN2_

AS4 fz
230-190 0,01-0,03
230-190 0,01-0,03
220-160 0,01-0,03
220-160 0,01-0,03
220-160 0,01-0,03
220-160 0,01-0,03
bis 1000 0,02-0,04
600-200 0,02-0,04
400-200 0,02-0,04
400-200 0,02-0,04
400-200 0,02-0,04
400-200 0,02-0,04
160-100 0,02-0,04

120-60 0,02-0,04
120-60 0,02-0,04
90-30 0,02-0,04
90-30 0,02-0,04



THIS (ufinorn ) A

Cutting data

_ HIHIEREE ve (m/min)
-~ o PYRE Cutting speed
3 £ THEE  pacm EEAME Startvalues
®» @ @ TRm [I_\:/mm ] Example
m e B Material ES1_
NG S  Strength
A £g @WE AN2_
Material T= I AS4_ fz
AN
S ?F 8% a s31 120 240 120-80  0,02-0,04
itanium alloy a
PAN
by Ha®ap $32 360 1200 120-80  0,02-0,04
Titan Titanium alloy a- B
YA
?F e p $33 410 1400 120-80  0,02-0,04
itanium alloy
0 MR
Thermoplastics 011
Duro#8%} 01.2
Duro plaste ’
IR 4R R
2y S
Plastics GFK 01.3
glass fibre
reinforced
WRET 4R sR 2E Rl
Plastics
carbon fibre CFK OlL4
reinforced
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U= ESS
l C]Juﬁljné gta (I]h HORN I]ID

26



faskH! (B3 HEE) (ph HORN pil1)

Groove Milling by circular interpolation

35/System B1/Page
M304 28
M306 36
M308 66
M311 88
M116 110
M313 116
M328 150
M332 176
M335 200

M620 204

27



faskH! (B3 HEE)

Groove Milling by circular interpolation

(ph HORN )

I

Milling shank

M304/M304.ST u
D1 /Page
30-31

TR

Insert

304 I a ( >
ﬁ/Page ﬁ/Page
32 33

28

D"I/ Page
34

D"I/Page
35



faskH! (B3 HEE) (ph HORN pil1)

Groove Milling by circular interpolation

M304

$RIIM Milling shank with

" exchangeable insert
HARMT R
FL2BQ 7.7 mm

from bore @ 7,7 mm

29



SETIAF M304 (plr HORN il)

Milling shank

b DIN6535 HA
-
1 w'
e o
A e e e e =8
= =
£ i
| W
——
ERES d l, L, d, i HWS
Part number Form
M304.0008.01A 8 60 13 4.4 A 304044R
M304.0008.02A 8 64 17 4.4 A 304044R
M304.0008.03A 8 68 21 4.4 A 304044R
M304.0008.01B 8 60 13 4.4 B 304044R
M304.0008.02B 8 64 17 4.4 B 304044R
M304.0008.03B 8 68 21 4.4 B 304044R
M304.0008.01E 8 60 13 4.4 E 304044R
M304.0008.02E 8 64 17 4.4 E 304044R
M304.0008.03E 8 68 21 4.4 E 304044R
w,Ds,tmax 715
w, Ds, tmax see inserts
Aot
Spare Parts
HRIINF FHEURET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M304... 1.8.4T6EP T6PL

30



‘fﬁﬂ@ . M304.ST (ph HoRN ph)

HA ghé HB ghé
- T T
|1
L, DIN1835 A @Ds
-
St / wlf
1 HE | =3
8 1= =i Q
=0 ]
W
ERES d l, L, d, iz HWS
Part number Form
M304.ST08.01A 8 60 13 4.4 A 304044R
M304.5ST08.01B 8 60 13 4.4 B 304044R
w,Ds,tmax 715

w, Ds, tmax see inserts

Eef

Spare Parts
BT BRIRET TORX PLUS®1RF
Milling shank Clamping Screw TORX PLUS® Wrench
M304... 1.8.4T6EP T6PL

31



7R 304 (ph HORN ph)

Insert

E
7? 0
tmax =
;d s £ Jl“ »
|
EREeTHsS
. ; Carbide grades
c?:r_eéjz%hand cutting version A EE A4F
on stock 4 weeks
RS Ds w s r t z HIS 0| v,
Part number o6 3
w w —
304.0025.20 1.7 0.25 2.6 = 13 3 304044R
304.0030.20 1.7 0.3 2.6 = 1.3 3 304044R
304.0040.20 1.7 0.4 2.6 = 1.3 3 304044R
304.0050.20 1.7 0.5 2.6 = 1.3 3 304044R
304.0060.20 1.7 0.6 2.6 = 13 3 304044R
304.0070.20 1.7 0.7 2.6 = 13 3 304044R
304.0100.20 1.7 1 2.6 = 1.3 3 304044R
304.0150.20 1.7 1.5 2.9 0.1 1.3 3 304044R
304.0200.20 1.7 2 2.9 0.2 13 3 304044R

32



7R 304 (ph HORN ph)

Insert

W02
l a'_.-
S

EREeTHsS
) Carbide grades
™= !
:czreéi%hand cutting version A T A47
on stock 4 weeks
RS Ds Nw w s to z HIS
Part number
304.0080.20 1.7 0.8 0.87 2.6 13 3 304044R
304.0090.20 1.7 0.9 0.97 2.6 1.3 3 304044R
304.0110.20 1.7 1.1 1.21 2.9 1.3 3 304044R
304.0130.20 7.7 1.3 141 2.9 1.3 3 304044R

33



AL

Insert

304

(ph HORN )

Br=HAF8

Picture = right hand cutting version

FRES
Part number

304.0004.08
304.0006.12
304.0008.16

34

Ds

[
1.7
1.7

0.8
1.2
1.6

S r
2.6 0.4
2.9 0.6
2.9 0.8

1.3
13
13

BRETES
Carbide grades
A EE A 4R
on stock 4 weeks
HIS
304044R
304044R
304044R




AL

Insert

304

(ph HORN )

Br=HAF8

Picture = right hand cutting version

FRES
Part number

304.1515.20
304.3030.20
304.4545.20

Ds

[
7.7
1.7

14
1.4
1.4

2.75
2.75
2.75

0.2
0.2
0.2

15°
30°
45°

=

w w w

A EF

on stock

HIS

304044R
304044R
304044R

EREeTHsS
Carbide grades

A4
4 weeks

35




faskH! (B3 HEE) (ph HORN pil1)

Groove Milling by circular interpolation

BEIIFF

Milling shank

M306/M306.ER/M306. u %'é

ST
D1/Page D1/Page
38,40-42 39

*.%“%ﬂﬂfffﬁ ﬁi/Page

Basic Holder 43

WFB

RO EET)

Screw-in cutter

M306.M I iI
ﬁ/Page
44

TR ~

Insert \

108/306/606 ‘ > —I—~ — = A_A 40
D1/Page D1/Page T1/Page B1/Page T /Page
45-46,50-53,60 47 48 49 54, 57
D1/Page D1/Page D1/Page 1 /Page
55-56, 61 58 59, 62-63 64-65

36



faskH! (B3 HEE) (ph HORN pil1)

Groove Milling by circular interpolation

M306

RTIMF Milling shank with

exchangeable insert
TR .
FLZ2B3 10 mm

from bore @ 10 mm

37



SETIAF M306 (plr HORN il)

Milling shank

I
“-—2-_
DING535 HA @Ds
g _ e |
-1 P %!1 7_'3—_——::_—_'__':: =r ‘8
w W
8 o
Sl s
mis d L, L, d, % HWS
Part number Form
M306.0012.01A 12 80 21 6 A 306060R « 306060L
M306.0012.02A 12 90 30 6 A 306060R « 306060L
M306.0012.03A 12 100 42 6 A 306060R « 306060L
M306.0012.01B 12 80 21 6 B 306060R « 306060L
M306.0012.02B 12 90 30 6 B 306060R « 306060L
M306.0012.03B 12 100 42 6 B 306060R « 306060L
M306.0012.01E 12 80 21 6 E 306060R « 306060L
M306.0012.02E 12 90 30 6 E 306060R « 306060L
M306.0012.03E 12 100 42 6 E 306060R « 306060L
w,Ds,tmax 715
w, Ds, tmax see inserts
Boft
Spare Parts
R T ERAEET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M306... 2.6.5T8EP T8PL
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ST

Milling shank

o

I
2
DIN6535 HA @Ds
L _ e |
-1 _% Z‘ﬁ—'—_—"—i_—_'—_':z =r ‘8
W W
T o
wl @
RS 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
M306.0712.02E 12 90 30
M306.0716.01E 16 100 25
w,Ds,tmax 1A
w, Ds, tmax see inserts
[iES
Spare Parts
HRIINF FHEIRET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M306... 2.6.5T8EP T8PL

7.3
7.3
7.3
7.3
7.3
7.3
7.3

HWS

306060R « 306060L
306060R « 306060L
306060R « 306060L
306060R « 306060L
306060R « 306060L
306060R « 306060L
306060R « 306060L

39



ST

Milling shank

M306

(ph HORN )

DING535 HA @Ds

| <
T3
Q.

— - |
—— 1 —
ERRs d l it
Part number Form
M306.0707.03A 7.5 100 A
M306.1010.03A 10 120 A
tmaxFDsIIH
tmax and Ds see inserts
[iES
Spare Parts
SRTINF FHEURET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M306... 2.6.5T8EP T8PL

40

HWS

306060R « 306060L
306060R « 306060L



SETIAF M306.ER (ph HoRN ph)

Milling shank

7
5 DIN15488
ER:
dh i
T == =4 o
B [ S
ﬁLL‘ SR !
of
ERES d L, d, HRES HWS
Part number Clamping nut
M306.ER11.02 11 16 6 ER11.6499 306060R « 306060L
w,Ds,tmax 715
w, Ds, tmax see inserts
I A S S REES-FERMITH!
Clamping nut is not combined with milling shank - separate order required!
Aot
Spare Parts
$RTIFF PRARET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M306.ER11.02 2.6.5T8EP T8PL
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ST

Milling shank

M306.ST

(ph HORN i)

HA ghé HB 2g6
_‘D_L _JtBJL
- T T
I1
I
2 DIN1835 A @hs
o /
s Al w
~—»E}r_ =i I g
IR
ERRs d ! )
Part number
M306.ST10.01A 10 60 15
M306.ST12.01A 12 70 15
M306.ST10.01B 10 60 15
M306.ST12.01B 12 70 15
w,Ds tmax 7] &
w, Ds, tmax see inserts
Boft
Spare Parts
$RIIFF PURIRET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M306... 2.6.5T8EP T8PL

42
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A
I

o
38

® ™ > >

HWS

306060R « 306060L
306060R « 306060L
306060R « 306060L
306060R » 306060L



BT WFB (ph HORN pl)

Basic Holder

FREe ! L d, d

Part number

WFB.2012.M081.01 35 7 16 30
fe IR B R B EE 7]

for Screw-in cutter
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R Bt T) M306.M (ph HORN pil1)

Screw-in cutter

L

max
am Ry
| —
oy
I! .
--—Q—‘I—B—--

RS ! N } d, sw
Part number
M306.M081.01 37 11 25 6 13
w,Ds,tmax 715
w, Ds, tmax see inserts
[iES
Spare Parts
RSIE TR FHERHEET TORX PLUS®$RF
Screw-in cutter Clamping Screw TORX PLUS® Wrench
M306.M081.01 2.6.5T8EP T8PL
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VAL 108 (ph HORN i)

Insert

__.

f
' - \'c Q -
Q w
¥ : D -
\\_\_ ®
8
S
% a
3 ——
!
)
"3 = ' w
L
tmax § ! :
EREeTHsS
; ) Carbide grades
= . =] = !
R_E%ﬁ; INE . L_E%i—t . N A4
R =right hand version shown L = left hand version
on stock 4 weeks
RS w | Nw | f | Ds | d]| s s, a |t | D, |Z HIS 0| 1w 0
Part number S22
w = | -
R108.0070.00 0.74 0.7 4.8 | 9.6 6 3.6 | 3.2 7.8 1 8 1 306060R A | A | A
R108.0080.00 0.84 0.8 4.8 9.6 6 3.6 | 3.2 7.8 1 8 1 306060R A | A | A
R108.0090.00 0.94 0.9 48 | 9.6 6 3.6 | 3.2 7.8 1 8 1 306060R A | A | A
L108.0070.00 0.74 0.7 48 | 9.6 6 3.6 | 3.2 7.8 1 8 1 306060L A | A|A
L108.0080.00 0.84 0.8 4.8 | 9.6 6 36 | 32 | 7.8 1 8 1 306060L A|A| A
L108.0090.00 0.94 0.9 4.8 | 9.6 6 36 | 3.2 7.8 1 8 1 306060L A | A|A

TE#ITwEYIE] , VIHIREZ R

not face cutting, limited depth of cut
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7R 108 (ph HORN pl)

Insert

f
- \ g e o _
w =
i = B
e S
a
3 M
= . h
R
trna:c I ! '
EREeTHsS
) ) Carbide grades
= U_HNE - 1
R_ﬁ%ﬁ; INE . L_Z—E%i . N A4
R =right hand version shown L = left hand version
on stock 4 weeks
RS w Nw | s f Ds | a | d |t | D, | Z HIS ~
Part number o
=
R108.0110.00 1.19 1.1 3.2 4.8 9.6 7.8 6 1 8 1 306060R A
R108.0130.00 1.39 13 3.2 4.8 9.6 7.8 6 1 8 1 306060R A
R108.0160.00 1.69 1.6 3.2 4.8 9.6 7.8 6 1 8 1 306060R A
L108.0110.00 1.19 1.1 3.2 4.8 9.6 7.8 6 1 8 1 306060L A
L108.0130.00 1.39 1.3 3.2 4.8 9.6 7.8 6 1 8 1 306060L
L108.0160.00 1.69 1.6 3.2 4.8 9.6 7.8 6 1 8 1 306060L
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7R 108 (ph HORN pl)

{
f
- \ g e o _
w =
i = B
e S
a
3 M
= . h
R
trna>< I ! '
EREeTHsS
) ) Carbide grades
= . =] = !
R_ﬁ%ﬁ; INE . L_Z—E%ﬁt . N A4
R =right hand version shown L = left hand version
on stock 4 weeks
RS w s f Ds a d | t., | D. | Z HIS ~
Part number o
=
R108.0150.00 1.5 3.2 4.8 9.6 7.8 6 1 8 1 306060R A
R108.0200.00 2 3.2 4.8 9.6 7.8 6 1 8 1 306060R A
L108.0150.00 1.5 3.2 4.8 9.6 7.8 6 1 8 1 306060L A
L108.0200.00 2 3.2 4.8 9.6 7.8 6 1 8 1 306060L A
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7R 108 (ph HORN pl)

— =
f
EREeTHsS
) ) Carbide grades
= U_gNE — 1
R_ﬁ%.ﬁ; INE . L_Z—E%ﬁt . N A4
R =right hand version shown L = left hand version
on stock 4 weeks
RS w | s f | Ds | a r|d |t | D. | Z HIS
Part number
R108.0004.08 08 | 32 | 48 | 96 | 78 | 04 | 6 1 8 1 306060R
R108.0006.12 12 | 32 | 48 | 96 | 7.8 | 0.6 6 1 8 1 306060R
R108.0009.18 18 | 32 | 48 | 96 | 7.8 | 0.9 6 1 8 1 306060R
L108.0004.08 08 | 32 | 48 | 96 | 78 | 04 | 6 1 8 1 306060L
L108.0006.12 12 | 32 | 48 | 96 | 7.8 | 0.6 6 1 8 1 306060L
L108.0009.18 18 | 32 | 48 | 96 | 7.8 | 0.9 6 1 8 1 306060L
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108

(ph HORN )

R=HFE-MNE

R =right hand version shown

FmES E f
Part number

R108.4545.02 1.8 | 4.65
L108.4545.02 1.8 | 4.65

L=HFH

L = left hand version

Ds r d S

9.3
9.3

02 | 6
02 | 6

3.6
3.6

WREaehEs

Carbide grades

A EE A 4R

on stock 4 weeks

a D,... a tome | Z HIS 9w 9 0

8| F|F| &
7.65 7.8 45° | 1.4 | 1 | 306060R
7.65 7.8 45° | 14 | 1 | 306060L
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7R 306 (ph HORN ph)

Insert

; o ;_-__——..—_-__-.\_\ “\\. HCQk
\\‘/ 8 :
4 '
g“—‘.']
o j 0
- T \gEH
o Milling shank EEASSEE
) Carbide grades
E|7R= !
c?l:reéjz%hand cutting version A T A47
on stock 4 weeks
s Ds Nw w s s, t z HIS
Part number
306.0050.10.00 9.7 0.5 0.57 34 3.2 0.85 3 306060R
306.0070.10.00 9.7 0.7 0.77 3.4 3.2 1.15 3 306060R

TERITIREYIE] , VIEIREZR

not face cutting, limited depth of cut
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7R 306 (ph HORN ph)

Insert

ERagEs
; Carbide grades
Z] <=
c?:reéjz%hand cutting version A T A47
on stock 4 weeks
RS Ds Nw w t, s s, t. z HIS 0
Part number 3
<<
306.1105.30 11.7 1.1 1.21 0.47 3.4 2.7 0.5 3 306060R
306.1307.30 11.7 1.3 141 0.65 3.4 2.6 0.7 3 306060R
M| e
N
S| e
H| -
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IR 306 (ph HORN i)

Insert

3
3 =[] 1]
]1 *
t —
mx | L F 0 \BHIIH
Mi1ling shank E@Bﬁéﬁ}ﬁ%
) Carbide grades
™= !
:czreéi%hand cutting version A EE A4F
on stock 4 weeks
RS Ds Nw w s to z HIS
Part number
306.0080.10.00 9.7 0.8 0.87 3.2 1.5 3 306060R
306.0090.10.00 9.7 0.9 0.97 3.2 15 3 306060R
306.0100.10.00 9.7 1 1.07 3.2 1.5 3 306060R
306.0110.10.00 9.7 1.1 1.21 3.2 1.5 3 306060R
306.0130.10.00 9.7 1.3 141 3.2 1.5 3 306060R
306.0160.10.00 9.7 1.6 1.71 3.2 1.5 3 306060R
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A 306 (ph HORN ph)

Insert

o ' Miling shank
EREeTHsS
) Carbide grades
™= !
:czreﬁi%hand cutting version A T A47
on stock 4 weeks
RS Ds Nw w s to z HIS ~
Part number o
=
306.0110.00 11.7 1.1 1.21 3.2 2.5 3 306060R A
306.0130.00 11.7 1.3 141 3.2 2.5 3 306060R A
306.0160.00 11.7 1.6 1.71 3.2 2.5 3 306060R A
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AL

Insert

306

(ph HORN )

Br=HAF8

Picture = right hand cutting version

FRES
Part number

306.0110.40
306.0130.40
306.0160.40

54

Ds

11.7
11.7
11.7

Milling shank
Nw w
il 1.21
13 1.41
1.6 171

3.2
82
32

2.5
2.5
2.5

w

BRaEES

A EE

on stock

HIS

306060R
306060R
306060R

Carbide grades

A4
4 weeks




IR 306 (ph HORN i)

Insert

2| z3

| \amns

Milling shank BhRose
) Carbide grades
E|7R= !
czreﬁjz%hand cutting version A EE A4F
on stock 4 weeks
RS Ds w s r t z HIS
Part number
306.0150.10.00 9.7 1.5 3.2 = 1.5 3 306060R
306.0200.10.00 9.7 2 3.2 0.2 1.5 3 306060R
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7R 306 (ph HORN ph)

Insert

R z3

=
A A

W*U.UZ

(7]
tmax
NG L
Milling shank BRETES
. ; Carbide grades
c?:r_eéjz%hand cutting version A EE A4F
on stock 4 weeks
RS Ds w s r to z HIS
Part number
306.0100.1.00 11.7 1 3.2 - 2.5 3 306060R
306.0150.00 11.7 15 3.2 - 2.5 3 306060R
306.0150.02 11.7 15 3.2 0.2 2.5 3 306060R
306.0200.00 11.7 2 3.2 0.2 2.5 3 306060R
306.0250.00 11.7 2.5 3.2 0.2 2.5 3 306060R
306.0300.00 11.7 3 4.2 0.2 2.5 3 306060R

56



7R 306 (ph HORN ph)

Insert

40

&
= ;
2 E ‘ »
< | S ——
| I
b [ T\ MDA
' Milling shank EREEES
_ ) Carbide grades
™= L
:czreﬁi%hand cutting version A T A47
on stock 4 weeks
RS Ds w s r to z HIS
Part number
306.0150.40 11.7 1.5 3.2 = 2.5 3 306060R
306.0200.40 11.7 2 3.2 0.2 2.5 3 306060R
306.0250.40 11.7 2.5 3.2 0.2 2.5 3 306060R
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306

(ph HORN pill)

]

w+0.03

Br=HAF8

Picture = right hand cutting version

FRuS
Part number

306.0005.10
306.0007.15
306.0010.20
306.0011.22
306.0015.30

58

Ds

11.7
11.7
11.7
11.7
11.7

1.5

2.2

w

}\ﬁﬂnﬁ

Milling shank

0.5
0.75

11
1.5

2.5
25
25
2.5
2.5

w W W w w

HIS

306060R
306060R
306060R
306060R
306060R

BRETES
Carbide grades
A EE A4
on stock 4 weeks




IR 306 (ph HORN i)

Insert

-

BLEI 04T
Milling shank Milling shank EREeTHsS
) Carbide grades
™= !
:czreéi%hand cutting version A EE A4F
on stock 4 weeks
RS Ds E s w iz to. z HIS
Part number Form
306.4545.00 11.7 1.1 34 1.2 A 0.8 3 306060R
306.4593.20 9.3 1.6 3.4 0.2 B 14 3 306060R
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AL

Insert

606

(ph HORN )

026 o

Br=HAF8

Picture = right hand cutting version

Fmils Ds
Part number

606.0110.00 11.7
606.0130.00 11.7
606.0160.00 11.7

60

Nw

il
.3
1.6

Milling shank

1.21
1.41
1.71

o

35
385
35

2.5
225)
25

BRETES
Carbide grades
A EE A 4R
on stock 4 weeks
HIS
306060R
306060R
306060R




AL

Insert

606

(ph HORN pill)

W+0.02

Br=HAF8

max

Picture = right hand cutting version

FRES
Part number

606.0025.00
606.0030.00
606.0040.00
606.0050.00
606.0060.00
606.0070.00
606.0080.00
606.0090.00
606.0100.00
606.0150.00
606.0200.00
606.0250.00

Ds

11.7
11.7
11.7
11.7
11.7
11.7
11.7
11.7
117
1SN
11.7

11.7

0.25
0.3
0.4
0.5
0.6
0.7
0.8
0.9

1.5

2.5

1

=N

[[1

(%]

3.5
3.5
35
315
35
3.5
3.5
35
35
3.5
3.5
355

2.5
2.5
23
2.5
2.5
2.5
23
255
2.5
2.5
25
2.5

o OO o) O OO OO OO OO O OO

EREeTHsS
Carbide grades

A EE A4

on stock 4 weeks

HIS

AS45
EG35
1G35
TA45

306060R
306060R
306060R
306060R
306060R
306060R
306060R
306060R
306060R
306060R
306060R
306060R
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AL

Insert

606

(ph HORN )

Br=HAF8

V|

Picture = right hand cutting version

FRES
Part number

606.1515.20
606.2020.20
606.3030.20
606.4545.20

62

#
I°
L |
= LI |

O\ BEHIOAF

" Milling shank

Ds E S w
11.7 1.9 3.7 0.2
11.7 1.9 3.7 0.2
11.7 1.9 3.7 0.2
11.7 1.9 3.7 0.2

15°
20°
30°
45°

15
i85
1L
11

[o2JiNe) Bie) o]

BRETES

Carbide grades

A EE A 4R

on stock 4 weeks

HIS

306060R
306060R
306060R
306060R




IR 606 (ph HORN i)

Insert

:
w
!
EREeTHsS
) Carbide grades
== !
czreﬁjz%hand cutting version A EE A4F
on stock 4 weeks
RS Ds E s to z HIS 0
Part number 3
<
606.6060.05 11.7 1.9 3.75 2 6 306060R
M| e
N
S| e
H
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IR 606 (ph HORN i)

Insert

w
3
1
i
ol
|
\ L EI 0FF
Milling shank
EREeTHsS
) Carbide grades
™= !
:czreéi%hand cutting version A EE A4F
on stock 4 weeks
RS Ds z r to, s HIS
Part number
606.PLT6.08 11.7 6 0.8 3.2 3.6 306060R
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7R 606 (ph HORN pl)

Insert

| Milling shank WREaehEs
Carbide grades

Br=HAF8 A EF A4

Picture = right hand cutting version

on stock 4 weeks
Fmils Ds Z r a to. s HIS .
Part number &
<<
606.0015.22 11.7 6 0.2 15° 0.7 3.5 306060R
606.0030.22 11.7 6 0.2 30° 14 3.5 306060R
606.0045.22 11.7 6 0.2 45° 15 3.5 306060R
M| e
N
S|e
H

65



f&stHl (B E# $tHE) (ph HORN pil1)

Groove Milling by circular interpolation

TRIIF

Milling shank

M308/M308.5T/ I I %'é

M308.ER
D"I/Page B’I/Page
68, 70-71 69

B TR D1/Page

Basic Holder 72

WFB

R R T)

Screw-in cutter

M308.M I I
ﬁ/Page
73

V) ~

Insert \

111/308/608 ‘ > —I—~ — 4= A_A 40
D1 /Page D1/Page B1/Page 1 /Page T /Page
74-75,79-80 76 77 78 81,83
D1/Page T1/Page B1/Page
82,86 84 85, 87

66



faskH! (B3 HEE) (ph HORN pil1)

Groove Milling by circular interpolation

M308

RTIMF Milling shank with

exchangeable insert
SR .

f b 13,7
FLEEG 13.7 mm rom bore @ 13,7 mm

67



SETIAF M308 (plr HORN il)

Milling shank

I
--—2-—
DIN6535 HA @Ds
L o
R - o w1 g
W ]
=
SRS
ERES d l, L, d, iz HWS
Part number Form
M308.0012.01A 12 95 29 8 A 308080R « 308080L
M308.0012.02A 12 110 42 8 A 308080R « 308080L
M308.0012.03A 12 120 56 8 A 308080R « 308080L
M308.0012.07A 12 160 - 8 A 308080R « 308080L
M308.0012.01B 12 95 29 8 B 308080R « 308080L
M308.0012.02B 12 110 42 8 B 308080R « 308080L
M308.0012.03B 12 120 56 8 B 308080R « 308080L
M308.0012.01E 12 95 29 8 E 308080R « 308080L
M308.0012.02E 12 110 42 8 E 308080R « 308080L
M308.0012.03E 12 120 56 8 E 308080R « 308080L
w,Ds,tmax 715
w, Ds, tmax see inserts
Aot
Spare Parts
HRIINF FHEURET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M308... 3.5.12T10EP T10PL
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SETIAF M308 (plr HORN il)

Milling shank

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

I 2
DIN6535 HA oDs
0 1 w
R - o w1 g
W 4 ©
g
RS d L, L, d, iz HWS
Part number Form
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 B 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
w,Ds,tmax 15
w, Ds, tmax see inserts
Boft
Spare Parts
IR PRIRET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M308... 3.5.12T10EP T10PL
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ST

Milling shank

M308.ST

(ph HORN i)

HA ohé HB og6
_‘D_L _JtBJL
- T T
- 1 —
l, @ Ds
s = DIN1835 A [ il
3] i I
] . _ 4 — >
B 6 __/___\..
1 I ' y
\ \ v
1
E
W S
FRES d L L d,
Part number
M308.ST10.01A 10 60 18 8
M308.ST12.01A 12 70 18 8
M308.ST13.01A 13 70 26 8
M308.ST10.01B 10 60 18 8
M308.ST12.01B 12 70 18 8
w,Ds,tmax 715
w, Ds, tmax see inserts
Boft
Spare Parts
IR PRIRET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M308... 3.5.12T10EP T10PL

70

HWS

308080R « 308080L
308080R - 308080L
308080R - 308080L
308080R + 308080L
308080R - 308080L




‘fﬁﬂ@ . M308.ER (ph HoRrN piD)

7
I2
- - DIN15488
e
Q
g1 F---- —
£
“ilw
|2
‘D-.
= P~
X — (]
o & [
S) =
ERES d L, d, PRIER HWS
Part number Clamping nut
M308.ER11.02 11 16 8 ER11.6499 308080R « 308080L
M308.ER16.02 16 22 8 ER16.6499/ERM16.6499 308080R « 308080L
M308.ER20.02 20 22 8 ER20.6499/ERM20.6499 308080R » 308080L

w,Ds,tmax 715
w, Ds, tmax see inserts

I S KRR H-FERMRIT!

Clamping nut is not combined with milling shank - separate order required!

Eef

Spare Parts

BT BRIRET TORX PLUS®1RF
Milling shank Clamping Screw TORX PLUS® Wrench
M308... 3.5.12T10EP T10PL
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AL

Basic Holder

WFB

(ph HORN )

RS
Part number
WFB.2012.M081.01

LS IRAU B R B Bt 7]

for Screw-in cutter

72

16

30



R Bt T) M308.M (ph HORN pil1)

Screw-in cutter

SN e
2 S | 1
[ HE g
x @I
- +
| W

ERES L, L, L, d, SW HWS HMS
Part number
M308.M081.01 37 14 25 8 13 308080R » 308080L 8201
w,Ds,tmax 715
w, Ds, tmax see inserts
Boft
Spare Parts
BT PRARET TORX PLUS®$RF
Screw-in cutter Clamping Screw TORX PLUS® Wrench
M308.M081.01 3.5.12T10EP T10PL
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7R 111 (ph HORN ph)

Insert

f
- - £
' \'g = L‘ _
[72]
_ 'S8 O8
\\_‘_ ®
8
&
% a
g ——— —
!
)
P . : »
L
tl’T‘IEI)( § ! :
EREeTHsS
; ) Carbide grades
= U_HNE - 1
R_E%’:ﬁ_ INE . L_E%i . N A4
R =right hand version shown L = left hand version
on stock 4 weeks
s w [ Nw | f | Ds | d| s s, a |t |Du|Z HIS Nlnl oo
Part number G| 8| 2|=
= | W |- |-
R111.0070.00 0.74 | 0.7 | 6.7 | 134 | 8 | 415 | 3.95 | 10.7 | 1.2 11 1 | 308080R A | A A
R111.0080.00 084 | 0.8 | 67| 134 | 8 | 415 | 395 | 10.7 | 1.3 11 1 | 308080R A | A | A
R111.0090.00 094 | 09 | 67| 134 | 8 | 415 | 395 | 10.7 | 1.5 11 1 | 308080R A A A A
L111.0070.00 0.74 | 0.7 | 6.7 | 134 | 8 | 415 | 395 | 10.7 | 1.2 11 1 | 308080L A | A
L111.0080.00 084 | 0.8 | 6.7 | 134 | 8 | 415 | 3.95 | 10.7 | 1.3 11 1 | 308080L A A
L111.0090.00 094 | 09 67| 134 | 8 | 415 | 395 | 10.7 | 1.5 11 1 | 308080L A A | A

TE#ITwEYIE] , VIHIREZ R

not face cutting, limited depth of cut
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7R 111 (ph HORN ph)

Insert

f
&P )53 —
. \ (]
. Q
P /
— a —
g | _
1
: n
% Tl
b | |
EREeTHsS
) ) Carbide grades
= U_HNE - 1
R_ﬁ%ﬁ; INE . L_Z—E%ﬁt . N A4
R =right hand version shown L = left hand version

on stock 4 weeks

RS w | Nw | s f Ds | d a | t. D.|Z HIS ~

Part number o

=

R111.0110.00 1.19 1.1 395 | 6.7 | 134 | 8 10.7 2.3 11 1 | 308080R A

R111.0130.00 1.39 1.3 395 | 67 | 134 | 8 10.7 2.3 11 1 | 308080R A

R111.0160.00 1.69 16 | 395 | 6.7 | 134 | 8 10.7 2.3 11 1 | 308080R A

L111.0110.00 1.19 1.1 395 | 6.7 | 134 | 8 10.7 2.3 11 1 308080L A

L111.0130.00 1.39 13 395 | 6.7 | 134 | 8 10.7 | 2.3 11 1 308080L A

L111.0160.00 1.69 16 | 395 | 67 | 134 | 8 10.7 2.3 11 1 308080L A
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7R 111 (ph HORN ph)

{
f
&P )53 —
. \ (]
. Q
P /
— a —
g | _
1
: n
o
trnax L__
EREeTHsS
) ) Carbide grades
= U_gNE — 1
R_Z:j%i INE . L_Z—E%ﬁt . N A4
R =right hand version shown L = left hand version

on stock 4 weeks

RS w s f Ds d a t. | Do | Z HIS ~

Part number o

=

R111.0150.00 1.5 3.95 6.7 13.4 8 10.7 2.3 11 1 308080R A

R111.0200.00 2 3.95 6.7 134 8 10.7 2.3 11 1 308080R A

R111.0250.00 2.5 3.95 6.7 134 8 10.7 2.3 11 1 308080R A

R111.0300.00 3 3.95 6.7 134 8 10.7 2.3 11 1 308080R A

L111.0150.00 1.5 3.95 6.7 13.4 8 10.7 2.3 11 1 308080L A

L111.0200.00 2 3.95 6.7 134 8 10.7 2.3 11 1 308080L A

L111.0250.00 2.5 3.95 6.7 13.4 8 10.7 2.3 11 1 308080L A

L111.0300.00 3] 3.95 6.7 13.4 8 10.7 2.3 11 1 308080L A
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111

(ph HORN )

R=HFE-MNE

R =right hand version shown

FRuS

Part number

R111.0004.08
R111.0006.12
R111.0009.18
R111.0010.20
R111.0015.30
L111.0004.08
L111.0006.12
L111.0009.18
L111.0010.20
L111.0015.30

0.8
1.2
1.8

0.8
1.2
1.8

6.7
6.7
6.7
6.7
6.7
6.7
6.7
6.7
6.7
6.7

Ds

13.4
13.4
13.4
13.4
13.4
13.4
13.4
13.4
13.4
13.4

L=HFH

L = left hand version

0.4
0.6
0.9

1.5
0.4
0.6
0.9

1.5

0O 0 O O O 0 0 o

3.95
3.95
3.95
3.95
355
3.95
38
3.95
3.95
3.95

10.7
10.7
10.7
10.7
10.7
10.7
10.7
10.7
10.7
10.7

2.3
2.3
2.3
2.3
2.3
2.3
2.3
2.3
2.3
2.3

min

11
11
11
11
11
11
11
11
11
11

Ll T = W = O S S B

A EF

on stock

HIS

308080R
308080R
308080R
308080R
308080R
308080L
308080L
308080L
308080L
308080L

EREeTHsS
Carbide grades

A4
4 weeks

MG12

> > > >

> > > >

7




111

(ph HORN )

R=HFE-MNE

R =right hand version shown

FEmES E
Part number

R111.4545.02 2.4
L111.4545.02 2.4

78

6.7
6.7

L=HFH

L = left hand version

Ds r d S

134 0.2 8 4.15
134 0.2 8 4.15

10.7
10.7

1
1.5

11
11

EREeTHsS
Carbide grades

A4
4 weeks

A EE

on stock

VA HIS

1 308080R
1 308080L




7R 308 (ph HORN ph)

Insert

ERagEs
; Carbide grades
Z] <=
c?:reéjz%hand cutting version A T A47
on stock 4 weeks
RS Ds Nw w t, s s, t. z HIS 0
Part number 3
<<
308.1105.30 15.7 1.1 1.21 0.47 4.7 3.6 0.5 3 308080R
308.1307.30 15.7 1.3 141 0.65 4.7 3.5 0.7 3 308080R
M| e
N
S| e
H| -

79



AL

Insert

308

(ph HORN )

Br=HAF8

Picture = right hand cutting version

FRES
Part number

308.0110.00
308.0130.00
308.0160.00

80

0]
ItI'T‘Iél)(
[r— L\ BEEI DT
Milling shank
Ds Nw w
15.7 1.1 121
15.7 13 141
15.7 1.6 1.71

4.5
4.5
4.5

3.5
3.5
3.5

w w

BRETES
Carbide grades
A EE A4
on stock 4 weeks
HIS | o |
0| w| =
<|F|F
308080R
308080R
308080R




AL

Insert

308

(ph HORN )

w
tI'T‘IEI)(
| 1 L\ BEBI ) F
Milling shank
Er=-aF2
Picture = right hand cutting version
FRES Ds Nw w
Part number
308.0110.40 15.7 1.1 121
308.0130.40 15.7 1.3 141
308.0160.40 15.7 1.6 1.71

4.5
4.5
4.5

3.5
3.5
35

w w w

EREeTHsS

A EE

on stock

HIS

308080R
308080R
308080R

Carbide grades

A4
4 weeks
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IR 308 (ph HORN pl)

Insert

= BRETES
) Rl ek Carbide grades
"= L
:czreﬁi%hand cutting version A EE A4F
on stock 4 weeks
RS Ds w s r to z HIS ~
Part number o
=
308.0150.00 15.7 15 4.5 - 3.5 3 308080R A
308.0200.00 15.7 2 4.5 0.2 3.5 3 308080R A
308.0250.00 15.7 2.5 4.5 0.2 3.5 3 308080R A

A LUR MR YLRIFEZE0.5mm LRI 7] A

Inserts for widths of groove tmax down to 0,5 mm can be delivered with reduced depth upon request.
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7R 308 (ph HORN ph)

Insert

v

W e e BNV

Milling shank EREEES
) Carbide grades
ER= :
ER=5FA N A 77 A4
Picture = right hand cutting version
on stock 4 weeks

s Ds w s r to z HIS
Part number

308.0150.40 15.7 1.5 4.5 - 3.5 3 308080R
308.0200.40 15.7 2 45 0.2 3.5 3 308080R
308.0250.40 15.7 2.5 45 0.2 3.5 3 308080R

A LUR MR YLRIFEZE0.5mm LRI 7] A

Inserts for widths of groove tmax down to 0,5 mm can be delivered with reduced depth upon request.
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AL

Insert

308

(ph HORN pill)

[ﬁi

W+O.03

=

Br=HAF8

Picture = right hand cutting version

FRuS
Part number

308.0005.10
308.0007.15
308.0010.20
308.0011.22
308.0015.30
308.0020.40

84

Ds

5N/
15.7
15.7
15.7
15.7
15.7

1.5

2.2

BEHI I+
Milling shank
S r
4.5 0.5
4.5 0.75
4.5 1
4.5 1.1
4.5 1.5
4.5 2

3.5
3.5
35
315
35
3.5

w W w w w w

HIS

308080R
308080R
308080R
308080R
308080R
308080R

BRETES
Carbide grades
A EE A4
on stock 4 weeks




IR 308 (ph HORN i)

Insert

-
w
O\ BtHI DT
Milling shank
EREeTHsS
) Carbide grades
™= !
:czreéi%hand cutting version A EE A4F
on stock 4 weeks
RS Ds E s w to z HIS
Part number
308.4545.00 15.7 1.6 4.7 14 1.2 3 308080R
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7R 608 (ph HORN ph)

Insert

| z6

BRI DA
Milling shank BREEHS
Erot Carbide grades
Picture = right hand cutting version A EE A4F
on stock 4 weeks
RS Ds w s r to z HIS ERRCRRTRI
Part number 5 3 097 E
608.0025.00 15.7 0.25 4.9 = 3.5 6 308080R
608.0030.00 15.7 0.3 4.9 = 3.5 6 308080R
608.0040.00 15.7 0.4 4.9 = 3.5 6 308080R
608.0050.00 15.7 0.5 4.9 = 3.5 6 308080R
608.0060.00 15.7 0.6 4.9 = 3.5 6 308080R
608.0070.00 15.7 0.7 4.9 = 35 6 308080R
608.0080.00 15.7 0.8 4.9 = 3.5 6 308080R
608.0090.00 15.7 0.9 4.9 = 3.5 6 308080R
608.0100.00 15.7 1 4.9 = 3.5 6 308080R
608.0150.00 15.7 1.5 4.9 = 35 6 308080R
608.0200.00 15.7 2 4.9 0.2 3.5 6 308080R
608.0250.00 15.7 2.5 4.9 0.2 3.5 6 308080R

A R AR VIR AT BE0.5mm L TR T

Inserts for widths of groove tmax down to 0,5 mm can be delivered with reduced depth upon request.
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7R 608 (ph HORN ph)

Insert

D
Jw

- }, -

4?\//

\BEEI DA
Milling shank o
/ BRASIS
) Carbide grades
™= !
:czreéi%hand cutting version A T A47
on stock 4 weeks
FRils Ds E s w a b t. z HIS
Part number
608.1515.20 15.7 2.6 5.1 0.2 15° 2.2 0.6 6 308080R
608.2020.20 15.7 2.6 5.1 0.2 20° 2.2 0.8 6 308080R
608.3030.20 15.7 2.6 5.1 0.2 30° 2.2 1.3 6 308080R
608.4545.20 15.7 2.6 5.1 0.2 45° 1.7 1.7 6 308080R
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faskH! (B3 HEE) (ph HORN pil1)

Groove Milling by circular interpolation

BETIAF

Milling shank

M311/M311.ST/M311. u %'é

ER
D1/Page D1/Page
90, 92-94 91

*.%“%ﬂﬂfffﬁ ﬁi/Page

Basic Holder 95

WFB

RO EET)

Screw-in cutter

M311.M I iI
ﬁ/Page
96

TR

Insert >

311/611/911 < > 40 Ia II l.
D1/Page D1/Page B1/Page T1/Page T1/Page
97-98, 104 99,101 100, 105, 108 102 103, 107
D"I/Page
106
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faskH! (B3 HEE) (ph HORN pil1)

Groove Milling by circular interpolation

M311

RTIMF Milling shank with

exchangeable insert
TR .
LB 18 mm

from bore @ 18 mm

89



SETIAF M311 (plr HORN il)

Milling shank

I, .
I 2
DING6535 HA
> w
R s s e %}
i Q
T w °
Q
ERES d L, L, d, iz HWS
Part number Form
M311.0012.01A 12 100 32 9 A 311090R
M311.0012.02A 12 100 45 9 A 311090R
M311.0012.03A 12 120 64 9 A 311090R
M311.0016.01A 16 100 32 9 A 311090R
M311.0016.02A 16 110 45 9 A 311090R
M311.0016.03A 16 130 64 9 A 311090R
M311.0012.01B 12 100 32 © B 311090R
M311.0012.02B 12 100 45 9 B 311090R
M311.0012.03B 12 120 64 9 B 311090R
M311.0016.01B 16 100 32 9 B 311090R
M311.0016.02B 16 110 45 G B 311090R
M311.0016.03B 16 130 64 9 B 311090R
M311.0012.01E 12 100 32 9 B 311090R
M311.0012.02E 12 100 45 9 E 311090R
M311.0012.03E 12 120 64 9 E 311090R
M311.0016.01E 16 100 32 9 E 311090R
M311.0016.02E 16 110 45 9 E 311090R
M311.0016.03E 16 130 64 9 E 311090R
w,Ds,tmax 1A
w, Ds, tmax see inserts
EofF
Spare Parts
BT PURIRET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M311... 4.14T15P T15PQ
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SETIAF M311 (plr HORN il)

Milling shank

HA ohé6 HB og6 HE g6
L=t s

s '
DING6535 HA
8 2
El HP- S ===l ©
Gl S
Hlw °
Q
RS d L, L, d, i HWS
Part number Form
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
w,Ds,tmax 715
w, Ds, tmax see inserts
Boft
Spare Parts
R T ERAEET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M311... 4.14T15P T15PQ
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SETIAF M311.ST (ph HoRN ph)

Milling shank

HA ghé HB 2g6
- T T
1 —-—
DIN1835 A
| N
A —— - e e, 4 ot {I-cz
Iy
ERES d L, L, d, iz HWS
Part number Form
M311.ST10.01A 10 60 18 9 A 311090R
M311.ST12.01A 12 70 18 9 A 311090R
M311.ST13.01A 13 70 26 9 A 311090R
M311.ST16.01A 16 80 26 9 A 311090R
M311.ST10.01B 10 60 18 © B 311090R
M311.ST12.01B 12 70 18 9 B 311090R
M311.ST16.01B 16 80 26 9 B 311090R
w,Ds,tmax 1A
w, Ds, tmax see inserts
Boft
Spare Parts
IR PRIRET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M311... 4.14T15P T15PQ
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SETIAF M311.ER (ph HoRN ph)

Milling shank

1, DIN15488

od,

ad,

Wolla A U ERit.. Y
E
ERES d L, d, RS HWS
Part number Clamping nut
M311.ER11.02 11 22 9 ER11.6499 311090R
M311.ER25.02 25 22 9 ER25.6499 311090R
M311.ER16.02 16 22 9 ER16.6499/ERM16.6499 311090R
M311.ER20.02 20 22 9 ER20.6499/ERM20.6499 311090R
M311.ER20.14.01 20 19.7 12.5 ER20.6499/ERM20.6499 311090R
M311.ER25.14.01 25 19.7 14.5 ER25.6499 311090R
w,Ds,tmaxR 7K
w, Ds, tmax see inserts
PRI A S REES-FERITH!
Clamping nut is not combined with milling shank - separate order required!
ARt
Spare Parts
SETIFF PHERIRET TORX PLUS®RFE
Milling shank Clamping Screw TORX PLUS® Wrench
M311.E... 4.14T15P T15PQ
M311.ER25.14.01 4.14T15P T15PL

93



f/ﬁl?%*gt . M311 (ph HORN i)

=

DING535 HA
i
8—‘:
|
[ 1 -
FRES d L, i HWS
Part number Form
M311.0012.D.00A 12 80 A 311090R
M311.0016.D.00A 16 80 A 311090R
tmaxFDsIIH
tmax and Ds see inserts
[iES
Spare Parts
SRTINF FHEURET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M311... 4.14T15P T15PQ
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BT WFB (ph HORN pl)

Basic Holder

FREe ! L d, d

Part number

WFB.2012.M081.01 35 7 16 30
fe IR B R B EE 7]

for Screw-in cutter
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BB Rt T

Screw-in cutter

M311.M

(ph HORN )

L

-
016 _

tI"ﬂ ax

|
=

RS
Part number
M311.M081.01

w,Ds,tmax 715
w, Ds, tmax see inserts

sw

13

Eef

Spare Parts
IRAREET]

Screw-in cutter
M311.M081.01

PURIRET

Clamping Screw
4.14T15P

TORX PLUS®iRF
TORX PLUS® Wrench

T15PQ

96

HWS HMS
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7R 311 (ph HORN ph)

Insert

8 — - T
k |
G | n
tmax | !
T N _
Milling shank tE =] £hs
_ ) Carbide grades
Z|/~= L
c?l:reéjz%hand cutting version A T A47
on stock 4 weeks
s Ds Nw w s to z HIS
Part number
311.0110.00 17.7 1.1 121 5.75 3.5 3 311090R
311.0130.00 17.7 13 141 5.75 3.5 3 311090R
311.0160.00 17.7 1.6 1.71 5.75 3.5 3 311090R
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7R 311 (ph HORN ph)

Insert

ll> g

7]
F 145 :
t BLEI 4
Milling shank BRASEE
; Carbide grades
Z] <=
c?:reéjz%hand cutting version A T A47
on stock 4 weeks
s Ds Nw w t, s s, r t z HIS 0
Part number 3
<<
311.1307.30 17.7 13 141 0.65 5.95 4.7 = 0.7 3 311090R
311.1812.35 17.7 1.85 1.96 1.21 5.95 5 0.2 1.25 3 311090R
M| e
N
S| e
H| -
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7R 311 (ph HORN ph)

Insert

r
T |
3 — | n
Medd :
T N ~
Milling shank b Vi E S
_ ; Carbide grades
=] "=
c?:reéjz%hand cutting version A T A47
on stock 4 weeks
mis Ds Nw w s o z HIS "
Part number N
'_
311.0110.40 17.7 1.1 1.21 5.75 3.5 3 311090R A
311.0130.40 17.7 1.3 141 5.75 3.5 3 311090R A
311.0160.40 17.7 1.6 1.71 5.75 3.5 3 311090R A
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A 311 (pli HORN ph)

Insert

r
t z3
I\ A
% |
J ' ! Ny
| .
r
/ - |
1 w
o o | BEMI D AT
Milling shank BRETES
) Carbide grades
Ehrcd !
c?l:reéj—:f:hand cutting version A Fz A4
& & on stock 4 weeks
RS Ds w s r to z HIS N w0
Part number 5 3|2
= | < |-
311.0150.00 17.7 1.5 5.75 - 3.5 3 311090R A | A
311.0200.00 17.7 2 5.75 0.2 3.5 3 311090R A| A | A
311.0250.00 17.7 2.5 5.75 0.2 3.5 3 311090R A | A
311.0300.00 17.7 3 5.75 0.2 3.5 3 311090R A | A | A
311.0400.00 17.7 4 5.75 0.2 3.5 3 311090R A
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7R 311 (ph HORN ph)

Insert

BN

40| z3

R A
5T D l
1 7
| ‘ | (7]
r _ :
| \.
t max | 5A-UpAk s
! Milling shank
ERagEs
) Carbide grades
== !
c?l:reéjz%hand cutting version A T A47
on stock 4 weeks
s Ds w s r t. z HIS "
Part number N
'_
311.0150.40 17.7 1.5 5.75 = 3.5 3 311090R A
311.0200.40 17.7 2 5.75 0.2 3.5 3 311090R A
311.0250.40 17.7 2.5 5.75 0.2 3.5 3 311090R A
311.0300.40 17.7 3 5.75 0.2 3.5 3 311090R A
311.0400.40 17.7 4 5.75 0.2 3.5 3 311090R A
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AL

Insert

311

(ph HORN )

Br=HAF8

Picture = right hand cutting version

FRES
Part number

311.0005.10
311.0007.15
311.0010.20
311.0011.22
311.0015.30
311.0020.40

102

Ds

17.7
17.7
17.7
17.7
17.7
17.7

|

(7]
A IPARSS
Milling shank
w S r
1 5.75 0.5
1.5 5.75 0.75
2 5,15 1
2.2 SN(5 11
3 5.1/5 1.5
4 5.75 2

3.5
3.5
35
315
3.5
35

w W w w w w

BRETES

Carbide grades

A EE A 4R

on stock 4 weeks

HIS

311090R
311090R
311090R
311090R
311090R
311090R




AL

Insert

311

(ph HORN )

w02

Milling shank

Br=HAF8

Picture = right hand cutting version

RS Ds E s
Part number

311.4545.00 17.7 1.7 5.95
311.4545.20 15 2.95 5.95

2.5
0.2

A EF
on stock
i oo YA HIS
Form
A 1.4 3 311090R
B 2.5 3 311090R

EREeTHsS
Carbide grades

A4
4 weeks
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L 611 (nli HORN pih)

Insert

EREeTHsS
) Carbide grades
ER= :
En=AFa N A ETF A4B
Picture = right hand cutting version
on stock 4 weeks

RS Ds Nw w s t z HIS
Part number

611.0110.00 17.7 1.1 1.21 6.1 3.5 6 311090R
611.0130.00 17.7 1.3 1.41 6.1 3.5 6 311090R
611.0160.00 17.7 1.6 1.71 6.1 3.5 6 311090R
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7R 611 (ph HORN ph)

Insert

| z6

W+0.02

ik

T \ s

Milling shank EREEES
) Carbide grades
ER= '
’T ?¥i . . A EE A4
Picture = right hand cutting version
on stock 4 weeks

RS Ds w s r to z HIS
Part number

611.0150.00 17.7 1.5 6.1 - 3.5 6 311090R
611.0200.00 17.7 2 6.1 0.2 3.5 6 311090R
611.0250.00 17.7 2.5 6.1 0.2 3.5 6 311090R
611.0300.00 17.7 3 6.1 0.2 3.5 6 311090R
611.0400.00 17.7 4 6.1 0.2 3.5 6 311090R

2.5mmiBBE L ERT]F B EIAR
from width of groove 2,5 mm toothing with cross-cut
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7R 611 (ph HORN ph)

Insert

Milling shank
WREaehEs
; Carbide grades
R <=

c?:re?jai_hand cutting version A EfF A4
cre gve on stock 4 weeks
ERES Ds z r t. s HIS % | | e
Part number 5 | & | &
< |+ |F

611.PL61.62 17.7 6 0.2 5.7 6.1 311090R
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7R 611 (ph HORN ph)

Insert

D
A

- }, -

\BEEI DA
Milling shank o
/ BRASIS
) Carbide grades
Shrs !
:czreéi%hand cutting version A T A47
on stock 4 weeks
FRils Ds E s w a b t., Z HIS
Part number
611.1515.20 17.7 3.2 6.3 0.2 15° 2.8 0.75 6 311090R
611.2020.20 17.7 3.2 6.3 0.2 20° 2.8 1 6 311090R
611.3030.20 17.7 3.2 6.3 0.2 30° 2.8 1.6 6 311090R
611.4545.20 17.7 3.2 6.3 0.2 45° 2.3 2.3 6 311090R
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AL

Insert

911

(ph HORN )

Br=HAF8

Picture = right hand cutting version

FRES
Part number

911.0150.00
911.0200.00
911.0250.00
911.0300.00

108

Ds

17.7
17.7
17.7
17.7

15

2.3

6.1
6.1
6.1
6.1

b x 45°

0.05

0.2
0.2
0.2

3.5
85
35
315

© O O O

BRETES

Carbide grades

A EE A 4R

on stock 4 weeks

HIS

311090R
311090R
311090R
311090R




(ph HORN )
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faskH! (B3 HEE)

Groove Milling by circular interpolation

(ph HORN )

BT
Milling shank

M116

ya)a)

Insert

116

110

L

D"I/Page

112

TH ==
ﬁ/Page ﬁ/Page
113-114 115



faskH! (B3 HEE)

Groove Milling by circular interpolation

(ph HORN )

M116

HETIHF
WA AT A

Lz
E| i3 @16 mm
ks S @20.4 mm

Milling shank with
exchangeable insert

from bore
non rotating @ 16 mm
rotating @ 20,4 mm

111



ST

Milling shank

M116

(ph HORN i)

L
|

RS

Part number
M116.0012.01B
M116.0012.02B
M116.0016.01B
M116.0016.02B
M116.0016.03B
M116.0016.01E
M116.0016.03E

w,Ds,tmax LTI
w, Ds, tmax see inserts
HEREO16mmEH:
RELIMELEHRBSFLHITE S,

Note from @ 16 mm:
Only back face milling with oriented spindlestop offset of

centerline.

Eef

Spare Parts

BT
Milling shank

M116...

112

d , L d,
12 130 40 11
12 130 56 11
16 130 40 11
16 130 56 11
16 150 80 11
16 130 40 11
16 150 80 11

PURIRET TORX PLUS®$RF

Clamping Screw TORX PLUS® Wrench

5.13T20EP T20PQ

iz

Form

m m T W W @

HWS

116110R~116110L
116110R~116110L
116110R«116110L
116110R«116110L
116110R~116110L
116110R~116110L
116110R-116110L




AL

116

(ph HORN pi»)

Insert
—T =
I—-—f-—-
g :
ol O B
SIT
N i —o
\ @ r
a
8 |
S? I
= ‘ T
max : !
BRAaEES
. . Carbide grades
= -YE =
R_E%& SnE . L_E%i ' N A4
R=right hand version shown L = left hand version
on stock 4 weeks
Fmis w Nw f Ds a d too | Dmn | Z HIS N w|wl|n
Part number 5|8 22
= | W |- |-
R116.0110.00 1.19 11 10.2 20.4 15.7 11 4.3 16 1 116110R A | A | A A
R116.0130.00 1.39 1.3 10.2 20.4 15.7 11 4.3 16 1 116110R A | A | A A
R116.0160.00 1.69 1.6 10.2 20.4 15.7 11 4.3 16 1 116110R A | A | A A
L116.0110.00 1.19 1.1 10.2 20.4 15.7 11 4.3 16 1 116110L A A | A
L116.0130.00 1.39 13 10.2 20.4 15.7 11 4.3 16 1 116110L A | A | A | A
L116.0160.00 1.69 1.6 10.2 20.4 15.7 11 4.3 16 1 116110L A | A | A | A
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AL

116

(ph HORN pi»)

Insert
— TA_,
-
4 :
ol O B
Q »
N i —o
\ ® r
a
8 |
S? i
= ‘ T
‘max : !
WRE®ES
. . Carbide grades
= - £ =
R_X:_.‘%i N . L_E%i ' N A4
R =right hand version shown L = left hand version
on stock 4 weeks
Fmis w f Ds a d Lo D, YA HIS N || wv|;
Part number e o 2
S| W~ |+
R116.0200.00 2 10.2 20.4 15.7 11 4.3 16 1 116110R A | A A | A
R116.0250.00 2.5 10.2 20.4 15.7 11 4.3 16 1 116110R A | A A A
R116.0300.00 3 10.2 20.4 15.7 11 4.3 16 1 116110R A | A A A
R116.0350.00 3.5 10.2 20.4 15.7 11 43 16 1 116110R A | A A A
R116.0400.00 4 10.2 20.4 15.7 11 43 16 1 116110R A | A A | A
L116.0200.00 2 10.2 20.4 15.7 11 4.3 16 1 116110L A | A A A
L116.0250.00 2.5 10.2 20.4 15.7 11 4.3 16 1 116110L A A | A
L116.0300.00 3 10.2 20.4 15.7 11 43 16 1 116110L A | A A A
L116.0350.00 3.5 10.2 20.4 15.7 11 4.3 16 1 116110L A A | A
L116.0400.00 4 10.2 20.4 15.7 11 4.3 16 1 116110L A A | A
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AL

116

(ph HORN pi»)

Insert
-
ral
81 X\
< I~ f
2 1

R=HAFE-INE

max

R=right hand version shown

FRES

Part number

R116.0009.18
R116.0011.22
R116.0015.30
R116.0020.40
L116.0009.18
L116.0011.22
L116.0015.30
L116.0020.40

1.8
2.2

1.8
2.2

10.2
10.2
10.2
10.2
10.2
10.2
10.2
10.2

Ds

20.4
20.4
20.4
20.4
20.4
20.4
20.4
20.4

L= R

L = left hand version

15.7
15.7
15.7
15.7
15.7
15.7
15.7
15.7

0.9
1.1
1.5

0.9
11
1.5

11
11
11
11
11
11
11
11

4.3
4.3
4.3
4.3
4.3
4.3
4.3
4.3

min

16
16
16
16
16
16
16
16

[ O = T~ T = T U S

A EF

on stock

HIS

116110R
116110R
116110R
116110R
116110L
116110L
116110L
116110L

>>>B> > P> > MGI2

> > > > > b > EG5S

BRAaEES
Carbide grades

A4S

4 weeks

> > > > > > > > TH35

> > > > b > b > TN35
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faskH! (B3 HEE) (ph HORN pil1)

Groove Milling by circular interpolation

BRIIM
Milling shank
M313/M313.5T/ u
M313.ER
D1 /Page
118-123
*.%“%ﬂﬂfffﬁ ﬁi/Page
Basic Holder 124
WFB
IR BIR B T)
Screw-in cutter
M313.M LI
D1/Page
125
YAl
Insert 7
313/L313/613/ < > 40 I a I I l '
713/913
T1/Page D1/Page T1/Page D1/Page D1/Page
126-127, 129- 128,132 131, 133-134, 135 136, 145-146
130, 138-139 137, 140, 147,
149
D1/Page T1/Page

141-143, 148 144

116



faskH! (B3 HEE) (ph HORN pil1)

Groove Milling by circular interpolation

M313

RTIMF Milling shank with

exchangeable insert
TR .
FLRED 22 mm

from bore @22 mm
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SETIAF M313 (plr HORN il)

Milling shank

|4
B Iy i @Ds_
I DIN6535 HA
L
_ \|
PRSI 'CJE[ | -
i Q
L w o i ‘
S Q t max
ERES d L, L, d, iz HWS
Part number Form
M313.0012.01A 12 100 - - A 313113R+313113L
M313.0012.02A 12 130 - - A 313113R+313113L
M313.0016.01A 16 100 42 12 A 313113R.313113L
M313.0016.02A 16 130 60 12 A 313113R.313113L
M313.0016.03A 16 160 85 12 A 313113R.313113L
M313.0012.01B 12 100 - - B 313113R+313113L
M313.0012.02B 12 130 - - B 313113R-313113L
M313.0016.01B 16 100 42 12 B 313113R+313113L
M313.0016.02B 16 130 60 12 B 313113R.313113L
M313.0016.03B 16 160 85 12 B 313113R+313113L
M313.0012.01E 12 100 - - E 313113R+313113L
M313.0012.02E 12 130 - - E 313113R-313113L
M313.0016.01E 16 100 42 12 E 313113R-313113L
M313.0016.02E 16 130 60 12 E 313113R+313113L
M313.0016.03E 16 160 85 12 E 313113R.313113L
w,Ds,tmax 715
w, Ds, tmax see inserts
EofF
Spare Parts
BT PURIRET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M313... 5.14T20P T20PQ
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o aLes M313.ST (ph HORN pl)

Milling shank

HA(Z)h()_L
L. — [];
[1 )
o | ~-2bs _
DIN1835 A
s A1
I‘I
|
- - DIN1835 A
A2

E
E”%_'
d1
@d,,

ERES d L, L, d, iz HWS
Part number Form
M313.ST10.01A 10 60 - 11.3 Al 313113R«313113L
M313.ST12.01A 12 70 18 11.3 A2 313113R«313113L
M313.ST13.01A 13 70 26 113 A2 313113R - 313113L
M313.ST16.01A 16 80 26 113 A2 313113R313113L
w,Ds tmax 7] &
w, Ds, tmax see inserts
Boft
Spare Parts
$RIIFF PURIRET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M313... 5.14T20P T20PQ
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o aLes M313.ST (ph HORN pl)

Milling shank

HB gg6
@ =
T
|1
I |2 - @Ds
DIN1835-B r
[}
w0
e JIESH [
Q |
‘ -

ERES d L, L, d, iz HWS

Part number Form

M313.ST12.01B 12 70 18 113 B 313113R+313113L

M313.ST16.01B 16 80 26 11.3 B 313113R.313113L
w,Ds,tmax 715
w, Ds, tmax see inserts

Boft
Spare Parts

$RIIFF PRARET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M313... 5.14T20P T20PQ
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SETIAF M313.ER (ph HoRN ph)

Milling shank

7
| DIN15488
2
-—® ER20/25/32...
1 B 5 I
o e
e H
[ =
|
e
Q
b w
—
ERES d L, d, RS HWS
Part number Clamping nut
M313.ER16.01 16 20 113 ER16.6499/ERM16.6499 313113R-313113L
M313.ER16.02 16 30 11.3 ER16.6499/ERM16.6499 313113R.313113L
M313.ER20.01 20 20 11.3 ER20.6499/ERM20.6499 313113R.313113L
M313.ER20.02 20 30 11.3 ER20.6499/ERM20.6499 313113R+313113L
M313.ER25.02 25 30 113 ER25.6499 313113R-313113L
M313.ER32.02 32 30 11.3 ER32.6499 313113R.313113L

w,Ds,tmax 715
w, Ds, tmax see inserts

ISR EBRH-FERMRITN!

Clamping nut is not combined with milling shank - separate order required!

Eef

Spare Parts
BT BRIRET TORX PLUS®1RF
Milling shank Clamping Screw TORX PLUS® Wrench
M313... 5.14T20P T20PQ
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‘fﬁﬂ@ . M313.ER (ph HORN pil1)

b
2 DIN15488
(e —
=
=T -
P g | O
— 8 (O]
o Y ‘
= : —
ol | e )
ERES d L, d, PRIES HWS
Part number Clamping nut
M313.ER25.14.01 25 19.7 14 ER25.6499 313113R.313113L
M313.ER32.14.01 32 19.7 14 ER32.6499 313113R.313113L
tmaxFDsIIH

tmax and Ds see inserts

BTSRRI E-FERMRITN!

Clamping nut is not combined with milling shank - separate order required!

Eef
Spare Parts

BT RIRET TORX PLUS®1RF
Milling shank Clamping Screw TORX PLUS® Wrench
M313... 5.14T20P T20PQ

122



fﬁﬂ@ . M313 (ph HORN i)

DING535 HA
i
82
|
ERES d L, i HWS
Part number Form
M313.0016.D.00A 16 80 A 313113R«313113L
M313.0020.D.00A 20 80 A 313113R«313113L
tmaxFDsIIH
tmax and Ds see inserts
[iES
Spare Parts
SRTINF FHEURET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M313... 5.14T20P T20PQ
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AL

Basic Holder

WFB

(ph HORN )

RS
Part number
WFB.2012.M081.01

LS IRAU B R B Bt 7]

for Screw-in cutter

124

16

30



R Bt T) M313.M (ph HORN pil1)

Screw-in cutter

L

i)

max

!
“hL..W

Part number
M313.M081.01

w,Ds,tmax 715
w, Ds, tmax see inserts

FREe ! ) d sw HWS HMS

313113R-313113L 8201

Eef

Spare Parts
IRAREET]

Screw-in cutter
M313.M081.01

TORX PLUS®iRF
TORX PLUS® Wrench

T20PQ

PURIRET

Clamping Screw
5.14T20P
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AL

Insert

313

(ph HORN i)

Br=HAF8

w

Picture = right hand cutting version

FRRS

Part number

313.0070.00
313.0080.00
313.0090.00
313.0100.00
313.0110.00

126

Ds

21.7
21.7
21.7
21.7
21.7

Nw

0.7
0.8
0.9

1.1

A DAL

Milling shank
w S
0.77 5.9
0.87 59
0.97 5.9
1.07 59
121 59

5.6
5.6
5.6
5.6
5.6

15
17
1LY
2.2
2.5

w w w w w

BRETES

Carbide grades

A EF A 4R

on stock 4 weeks
o682
S | w | -
313113R A | A
313113R A | A
313113R A| A | A
313113R A | A
313113R A | A




7R 313 (ph HORN ph)

Insert

7]
o
4 A
o
o ~——
[=] 1
3 | i )
A \
</ :
tmax NE
. BLHI 0+
Milling shank BREEhES
. Carbide grades
Z] <=
c?:re%i%hand cutting version A EfF A4
on stock 4 weeks
s Ds Nw w s r to z HIS Slw| vl w
Part number ol ola| 2
S| < |\ w| F|F
313.0130.00 21.7 1.3 141 5.7 = 4.5 3 313113R A A | A | A A
313.0160.00 21.7 1.6 1.71 5.7 = 4.5 3 313113R A A A | A A
313.0185.00 21.7 1.85 1.96 5.7 0.2 4.5 3 313113R A A | A | A A
313.0215.00 21.7 2.15 2.26 5.7 0.2 4.5 3 313113R A A A | A A
313.0265.00 21.7 2.65 2.76 5.7 0.2 4.5 3 313113R A A A | A A
313.0315.00 21.7 3.15 3.26 5.7 0.2 4.5 3 313113R A A | A | A A
313.0415.00 21.7 4.15 4.26 5.7 0.2 4.5 3 313113R A A A | A A
313.0515.00 21.7 5.15 5.26 5.7 0.2 4.5 3 313113R A A A A A

Al LR R UIRAIIEEE0.5mmIX T 7D F o
Inserts for widths of groove tmax down to 0,5 mm can be delivered with reduced depth upon
request.

71F13.0415.00$1313.0515.00

X HFI12=max.42mm#y T1#F
Inserts 313.0415.00 and 313.0515.00
only with toolholder dimension [2 = max. 42 mm
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AL

Insert

313

(ph HORN i)

& A
s ——
? | |
= ‘ [ %)
Y |
tra . F
max
N BLEI 04T
Milling shank
ER-aFE
Picture = right hand cutting version

FRils Ds Nw w s
Part number

313.0130.40 21.7 13 141 5.7
313.0160.40 21.7 1.6 1.71 5.7
313.0185.40 21.7 1.85 1.96 5.7
313.0215.40 21.7 2.15 2.26 5.7
313.0265.40 21.7 2.65 2.76 5.7
313.0315.40 21.7 3.15 3.26 5.7
313.0415.40 21.7 4.15 4.26 5.7
313.0515.40 21.7 5.15 5.26 5.7

71FK313.0415.40%1313.0515.40

XATF12=max.42mmHMI 7]

Inserts 313.0415.40 and 313.0515.40
only with toolholder dimension [2 = max. 42 mm

128

0.2
0.2
0.2
0.2
0.2
0.2

4.5
4.5
4.5
4.5
4.5
4.5
4.5
4.5

w w wwwwww

A EE

on stock

HIS

313113R
313113R
313113R
313113R
313113R
313113R
313113R
313113R

EREeTHsS
Carbide grades

4

MG12

A4R

weeks

> > > > > > > > T25




AL

Insert

L313 (ph HORN i)

BHI 4

Milling shank

Er=EFEHE

Picture = left hand cutting version

FRRS

Part number

L313.0130.00
L313.0160.00
L313.0185.00
L313.0215.00
L313.0265.00
L313.0315.00
L313.0415.00
L313.0515.00

Ds

21.7
21.7
21.7
21.7
21.7
21.7
21.7
21.7

Nw

13
1.6
1.85
2.15
2.65
3.15
4.15
5.15

BT LUR MR UIRAIEB0.5mmIX FETI Ao

Inserts for widths of groove tmax down to 0,5 mm can be delivered with reduced depth upon

request.

71K313.0415.00%1L313.0515.00

XATF12=max.42mmBITI+F

Inserts L313.0415.00 and L313.0515.00

only with toolholder dimension [2 = max. 42 mm

BRaEES

Carbide grades
A EF A 4R
on stock 4 weeks
w S r (S Z HIS v | v
DARCARS
< | w |~
1.41 5.7 - 4.5 3 313113L A A
1.71 5.7 - 4.5 3 313113L A A
1.96 5.7 0.2 4.5 3 313113L A A
2.26 5.7 0.2 4.5 3 313113L Al A A
2.76 5.7 0.2 4.5 3 313113L A A
3.26 5.7 0.2 4.5 3 313113L A A
4.26 5.7 0.2 4.5 3 313113L A A
5.26 5.7 0.2 45 3 313113L A A
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7R 313 (ph HORN ph)

Insert

A
‘ e 0
|
BLH D+
Milling shank BRASEE
— Carbide grades
Pic?:re =right hand cutting version A EE A4F
on stock 4 weeks
RS Ds Nw w t, s s, r t. | Z HIS P S P
Part number F16 I 2
< | W |kF|F
313.1105.30 21.7 1.1 1.21 0.47 5.9 5.07 = 0.5 3 313113R
313.1307.30 21.7 1.3 141 0.65 5.9 5.17 = 0.7 3 313113R
313.1308.30 21.7 1.3 141 0.81 5.9 5.17 = 0.85 3 313113R
313.1609.35 21.7 1.6 1.71 0.81 5.9 5.07 = 0.85 3 313113R
313.1610.35 21.7 1.6 1.71 0.95 5.9 5.07 = 1 3 313113R
313.1812.35 21.7 1.85 1.96 1.21 5.9 5.19 0.2 1.25 3 313113R
313.2115.35 21.7 2.15 2.26 1.45 5.9 5.34 0.2 1.5 3 313113R
313.2616.45 21.7 2.65 2.76 1.45 5.9 5.09 0.2 1.5 3 313113R
313.2617.45 21.7 2.65 2.76 1.7 5.9 5.09 0.2 1.75 3 313113R
313.3118.45 21.7 3.15 3.26 1.7 5.9 5.34 0.2 1.75 3 313113R
313.4120.55 21.7 4.15 4.26 1.95 5.9 5.34 0.2 2 3 313113R
313.4125.55 21.7 4.15 4.26 2.45 5.9 5.34 0.2 2.5 3 313113R

J1K313.4120.55%1313.4125.55

XAF12=max.42mmMm 7]+

Inserts 313.4120.55 and 313.4125.55
only with toolholder dimension 12 = max. 42 mm
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IR 313 (ph HORN i)

Insert

= z3

w
BEHI 04T
Milling shank BRETES
Ert Carbide grades
P\ic?:re =right hand cutting version A EE A4F
on stock 4 weeks
RS Ds w s r to z HIS ~
Part number o
=
313.0150.00 21.7 1.5 5.7 = 4.5 3 313113R A
313.0150.01 21.7 1.5 5.7 0.1 4.5 3 313113R
313.0200.00 21.7 2 5.7 0.2 4.5 3 313113R A
313.0250.00 21.7 2.5 5.7 0.2 4.5 3 313113R A
313.0300.00 21.7 3 5.7 0.2 4.5 3 313113R A
313.0350.00 21.7 3.5 5.7 0.2 4.5 3 313113R A
313.0400.00 21.7 4 5.7 0.2 4.5 3 313113R A
313.0500.00 21.7 5) 5.7 0.2 4.5 3 313113R
313.0600.00 21.7 6 6.9 0.2 4.5 3 313113R A

AT LR VIREIAE ZE0.5mm LR 7] F

Inserts for widths of groove tmax down to 0,5 mm can be delivered with reduced depth upon request.

71F313.0600.007 #7 /8
Insert 313.0600.00 with chip divider!
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7R 313 (ph HORN ph)

Insert

BN

401 z3

£ A
1\
: 1 T
%
= T T “
</ | r
t max '
B HI 04T
Milling shank BRETES
) Carbide grades
ER= L
c?l:reéj—:f:hand cutting version A EfF A4
& & on stock 4 weeks
s Ds w s r to z HIS "
Part number N
'_
313.0150.40 21.7 1.5 5.7 - 4.5 3 313113R A
313.0200.40 21.7 2 5.7 0.2 4.5 3 313113R A
313.0250.40 21.7 2.5 5.7 0.2 4.5 3 313113R A
313.0300.40 21.7 3 5.7 0.2 4.5 3 313113R A
313.0400.40 21.7 4 5.7 0.2 4.5 3 313113R A
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Al L313 (ph HORN i)

Insert

= z3

. 8
] ——— T
| | E
w | [
| v}
A, tmax
HLHEI DA =
Milling shank BEAosES
" Carbide grades
ER= chvj)=]
s A ETF A4
Picture = left hand cutting version
on stock 4 weeks
RS Ds w s r to z HIS
Part number
L313.0150.00 21.7 1.5 5.7 = 4.5 3 313113L
L313.0150.01 21.7 1.5 5.7 0.1 4.5 3 313113L
L313.0200.00 21.7 2 5.7 0.2 4.5 3 313113L
L313.0250.00 21.7 2.5 5.7 0.2 4.5 3 313113L
L313.0300.00 21.7 3 5.7 0.2 4.5 3 313113L
L313.0350.00 21.7 3.5 5.7 0.2 4.5 3 313113L
L313.0400.00 21.7 4 5.7 0.2 4.5 3 313113L
L313.0500.00 21.7 5 5.7 0.2 4.5 3 313113L
L313.0600.00 21.7 6 6.9 0.2 4.5 3 313113L

AT LR VIREIAE ZE0.5mm LR 7] F

Inserts for widths of groove tmax down to 0,5 mm can be delivered with reduced depth upon request.
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IR 313 (ph HORN i)

Insert

ezl NG bl

Milling shank BREEhES
) Carbide grades

ER= !

?:re?jai_hand utting version A EfF A4
cture=rg cutiing ve on stock 4 weeks
RS Ds w s t z HIS 0 | w0
Part number 6|2

w | = |~
313.0100.1.00 21.7 1 5.7 4.5 3 313113R
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AL

Insert

313 (ph HORN fih)

Br=HAF8

Picture = right hand cutting version

FRES
Part number

313.0005.10
313.0007.15
313.0010.20
313.0014.28
313.0015.30
313.0020.40
313.0025.50

Ds

21.7
21.7
21.7
21.7
21.7
21.7
21.7

i85

2.8

w
Ll AT
Milling shank BREEhES
Carbide grades
A EF A 4R
on stock 4 weeks
s r T Z HIS
5.7 0.5 4.5 3 313113R
5.7 0.75 4.5 3 313113R
5.7 1 4.5 3 313113R
5.7 1.4 4.5 3 313113R
5.7 1.5 4.5 3 313113R
5.7 2 4.5 3 313113R
5.7 2.5 4.5 3 313113R
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AL

Insert

313

(ph HORN pi»)

max
-l

W+O.03

wi ——

i ! \ M
457 \ LB 04T
Milling shank
Er=-6F2
Picture = right hand cutting version
Fmils Ds E s
Part number
313.4545.00 21.7 2.15 7.1
313.4545.30.00 21.7 3.6 9.4

s=7.1 mm JJH {EBYRET 5.17T20P
s=9.4 mm J]F %% 5.13T20P

For Inserts=7,1 mm use screw 5.17T20P
For Insert s =9,4 mm use screw 5.13T20P
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4

2.6

WRE®ES

Carbide grades

A EE AA4JE

on stock 4 weeks
HIS 0
N
O
L
313113R A
313113R A



1R

Insert

613

(ph HORN ph)

| z6

Br=HAF8

[ I T
]

Picture = right hand cutting version

PR

Part number

613.0150.00
613.0200.00
613.0250.00
613.0300.00
613.0400.00
613.0600.00
613.0800.00

Ds

21.7
21.7
21.7
21.7
21.7
21.7
21.7

2.5mmiBFELL_ERYT] A B HEARY

from width of groove 2,5 mm toothing with cross-cut

71K 613.0400.00

AT 2=max.42mmAyTI+F

Insert 613.0400.00

T\ AT

Milling shank

W S

1.5 5.7
2 5.7

2.5 5.7
3 5.7
4 5.7
6 7.35
8 9.15

only with toolholder dimension [2 = max. 42 mm

0.2
0.2
0.2
0.2
0.2
0.2

4.5
4.5
4.5
4.5
4.5
4.5
4.5

o OO OO OO OO OO O

A EE

on stock

HIS

313113R
313113R
313113R
313113R
313113R
313113R
313113R

ERagEs
Carbide grades

A4
4 weeks

AS45
EG55
TI25
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IR 613 (ph HORN i)

Insert

EREeTHsS
) Carbide grades
ER= L
En=AFa N A ETF A4B
Picture = right hand cutting version
on stock 4 weeks

s Ds Nw w s too z HIS
Part number

613.0130.00 21.7 1.3 1.41 5.7 4.5 6 313113R
613.0215.00 21.7 2.15 2.26 5.7 4.5 6 313113R
613.0315.00 21.7 3.15 3.26 5.7 4.5 6 313113R
613.0415.00 21.7 4.15 4.26 5.7 4.5 6 313113R
613.0515.00 21.7 5.15 5.26 5.7 4.5 6 313113R

A LUR MR YRAIFEEE0.5mm LR J] Ay

Inserts for widths of groove tmax down to 0,5 mm can be delivered with reduced depth upon request.
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AL

Insert

613

(ph HORN )

Br=HAF8

Picture = right hand cutting version

Fmils Ds
Part number

613.1812.35 21.7
613.2115.35 21.7

Nw

1.85
2.15

1.96
2.26

1.21
1.45

BRETES
Carbide grades
A EE A 4R
on stock 4 weeks
s s, r toa YA HIS
5.9 4.7 0.2 1.25 6 313113R
5.9 49 0.2 1.5 6 313113R
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IR 613 (ph HORN i)

Insert

| z6

]
(]
£ !
3‘:‘)" I et e I |
# N
t - !
max | | o
P 2z PR
Milling shank EReeEs
) Carbide grades
&= !
:czreéi%hand cutting version A EE A4F
on stock 4 weeks
RS Ds w s t z HIS
Part number
613.0100.1.00 21.7 1 5.7 4.5 6 313113R

140



AL

Insert

613

(ph HORN )

t’ max

Br=HAF8

1

i

N #8047

Picture = right hand cutting version

FRES
Part number

613.PL61.62

Milling shank
Ds Z r . S
21.7 6 0.2 5.7 6.1

EREeTHsS
Carbide grades

A EE A4

on stock 4 weeks

HIS

TF45
TI25

313113R

N
S
H
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1R 613

Insert

(ph HORN )

=
N\ A
I { ——
=
£ l 2
—
! BEHI 4T
Milling shank
Er=-aF2
Picture = right hand cutting version
RS Ds z r t s
Part number
613.PLT6.15 21.7 6 1.5 5.7 6.1

142

BRETES
Carbide grades
A EE A 4R
on stock 4 weeks
HIS w0 9
Q0| F
313113R




AL

Insert

613

(ph HORN )

Br=HAF8

Picture = right hand cutting version

FRES
Part number

613.0015.25
613.0030.25
613.0045.25

Ds

21.7
21.7
21.7

[e)Be o))

0.5
0.5
0.5

15°
30°
45°

il
2.3
3.5

5.7
5.7
5.7

BRETES
Carbide grades
A EE A 4R
on stock 4 weeks
HIS
313113R
313113R
313113R
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IR 613

Insert

(ph HORN pi»)

Br=HAF8

Picture = right hand cutting version

Fmis Ds w s s
Part number

613.R100.00 21.7 1.5 6.3 4 1
613.R150.00 21.7 1.5 7.6 4.6 1.5
613.R200.00 21.7 1.5 9.4 5.5 2
613.R250.00 21.7 1.5 9.9 5.75 2.5
613.R300.00 21.7 15 9.9 5.75 3

s=6.3 mm J1FEHA%E] 5.14T20P
s=7.6 mm J1 5 fEA1RET 5.17T20P
$=9.4-9.9 mm J] 5 fERIRET 5.13T20P

For Insert s =6,3 mm use screw 5.14T20P
For Insert s =7,6 mm use screw 5.17T20P
For Insert s =9,4-9,9 mm use screw 5.13T20P
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o O OO OO O

WRE®ES
Carbide grades
A EE AA4JE
on stock 4 weeks
HIS 1
<2
%)
<<
313113R A
313113R A
313113R A
313113R A
313113R A
M| e
N
S| e
H =



A 613 (ph HORN ph)

Insert

D
A

- }, -

\BEEI DA
Milling shank o
i BRASIS
) Carbide grades
™= !
:czreéi%hand cutting version A T A47
on stock 4 weeks
FRils Ds E s w a b t., Z HIS
Part number
613.1515.20 21.7 3.3 6.3 0.2 15° 2.7 0.75 6 313113R
613.2020.20 21.7 3.3 6.3 0.2 20° 2.7 1 6 313113R
613.3030.20 21.7 3.3 6.3 0.2 30° 2.7 1.6 6 313113R
613.4545.20 21.7 3.3 6.3 0.2 45° 2.5 2.5 6 313113R
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1R 613

Insert

(ph HORN )

Br=HAF8

Picture = right hand cutting version

Part number

Fmils Ds E s r
613.6060.05

146

BRaEES

Carbide grades
A EE A 4R
on stock 4 weeks
YA HIS IS
=
%)
<<
6 313113R
M| e
N
S| e
H



AL

Insert

713 (ph HORN pill)

s B —
, i
i \‘\ i [
i 7 !
h / =
\_\ ! u
o]
. ) ]
—
_a] L —
] r
317 gy regr Ly il ”
I
r tmax | S W S— .
EHI DT
Milling shank BRASme
. ; Carbide grades
c?:r_eéi%hand cutting version A T A47
on stock 4 weeks
Fmils Ds w s r o Z HIS wlwlwln]| o
Part number 23 8|8
< | Ww| w|=|F
713.0025.00 21.7 0.25 5.9 - 2.3 12 313113R
713.0030.00 21.7 0.3 5.9 - 2.3 12 313113R
713.0040.00 21.7 0.4 5.9 - 2.3 12 313113R
713.0050.00 21.7 0.5 5.9 - 2.8 12 313113R
713.0060.00 21.7 0.6 5.9 - 4.5 12 313113R
713.0070.00 21.7 0.7 5.9 - 4.5 12 313113R
713.0080.00 21.7 0.8 5.9 - 4.5 12 313113R
713.0090.00 21.7 0.9 5.9 - 4.5 12 313113R
713.0100.00 21.7 1 5.9 = 4.5 12 313113R
713.0150.00 21.7 1.5 5.9 - 4.5 12 313113R
713.0200.00 21.7 2 5.9 0.2 4.5 12 313113R
713.0250.00 21.7 2.5 5.9 0.2 4.5 12 313113R
713.0300.00 21.7 3 5.9 0.2 4.5 12 313113R

2.0mmiBFELL LRI = EEARY

from width of groove 2 mm toothing with cross-cut
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AL

Insert

713

(ph HORN )

Br=HAF8

Picture = right hand cutting version

FRES
Part number

713.PL35.15.02

148

Ds

21.7

12

Milling shank

0.2

59

BRETES
Carbide grades
A EE A 4R
on stock 4 weeks
HIS
313113R




7R 913 (ph HORN ph)

Insert

|29

2 =
()]
[S]
-
%
g N
3 o [] 1 | w
\0_*?‘ tmax :_L.-'LJ\.J_I’:
& -—J BHRASES
) Carbide grades
== :
czreéjz%hand cutting version A T A47
on stock 4 weeks
RS Ds w s b x 45° r t., z HIS
Part number
913.0150.00 21.7 1.5 5.7 0.05 = 4.5 9 313113R
913.0200.00 21.7 2 5.7 - 0.2 4.5 9 313113R
913.0250.00 21.7 2.5 5.7 - 0.2 4.5 9 313113R
913.0300.00 21.7 3 5.7 = 0.2 4.5 9 313113R
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faskH! (B3 HEE) (ph HORN pil1)

Groove Milling by circular interpolation

BRIIM
Milling shank
M328/M328.5T/ u
M328.ER
D1 /Page
152-157
*.%“%ﬂﬂfffﬁ ﬁi/Page
Basic Holder 158
WFB
IR BIR B T)
Screw-in cutter
M328.M LI
D1/Page
159
YAl
Insert
325/328/628/928 [ 1] I i < ) 40 m
T1/Page D1/Page T1/Page D1/Page D1/Page
160 161, 164-165, 162,169 163 166,174
170-172,175
D1/Page T1/Page
167-168 173
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HESE ) (EISM S $hA)) (AT RORN )

Groove Milling by circular interpolation

M328

RTIMF Milling shank with

exchangeable insert
HAEMT R
FLIEBZ 28 mm

frome bore @28 mm
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SETIAF M328 (plr HORN il)

Milling shank

- -—

I @Ds

2 —- -—

~ g DING535 HA

-O—PE _"_.| ~
Llw

ERES d L, L, d, iz HWS
Part number Form
M328.0016.01A 16 100 42 14.3 A 328143R
M328.0016.02A 16 130 60 14.3 A 328143R
M328.0016.03A 16 160 85 14.3 A 328143R
M328.0020.01A 20 100 42 14.3 A 328143R
M328.0020.02A 20 130 60 14.3 A 328143R
M328.0020.03A 20 160 85 14.3 A 328143R
M328.0016.01B 16 100 42 14.3 B 328143R
M328.0016.02B 16 130 60 14.3 B 328143R
M328.0016.03B 16 160 85 143 B 328143R
M328.0020.01B 20 100 42 14.3 B 328143R
M328.0020.02B 20 130 60 14.3 B 328143R
M328.0020.03B 20 160 85 14.3 B 328143R
M328.0016.01E 16 100 42 14.3 B 328143R
M328.0016.02E 16 130 60 14.3 E 328143R
M328.0016.03E 16 160 85 14.3 E 328143R
M328.0020.01E 20 100 42 14.3 E 328143R
M328.0020.02E 20 130 60 14.3 E 328143R
M328.0020.03E 20 160 85 14.3 B 328143R

w,Ds,tmax 1A

w, Ds, tmax see inserts

EofF

Spare Parts
BT PURIRET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M328... 5.14T20P T20PQ
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ST
Milling shank

M328 (ph HORN )

= DING6535 HA
. O
S
[ 7
o e S
g
lw I
i—- 2 -— I
L- - 1 -—
ERES d L, L, iz HWS
Part number Form
M328.0909.01A 9 114.3 - A 328114R
M328.0912.01A 12 100 32 A 328114R
M328.0912.01B 12 100 32 B 328114R
w,Ds,tmax 715
w, Ds, tmax see inserts
M328.0909.01A=FEAN 4!
Toolholder M328.0909.01A = no through coolant supply!
Boft
Spare Parts
$RIIFF PURIRET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M328... 5.14T20P T20PQ
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SETIAF M328.ST (ph HoRN ph)

Milling shank

HA ohé6 HB og6
» o :“_ o :“_
T T
50 _ @ Ds

DIN1835 A

F /
el - R | =
lg@ A1 8

B DIN1835 A DIN1835 B
= = ) T of
. » ‘U —_——tt————_- ——— —— — — ,.-O: — . s . .....'D;__:
= }G A2 8, B1/B2 |,
5
2
ERES d L, L, d, iz HWS
Part number Form
M328.ST12.01A 12 70 - 14 Al 328143R
M328.ST13.01A 13 70 - 14 Al 328143R
M328.ST12.2.01A 12 70 20 9 A2 328114R
M328.ST16.01A 16 90 36 14 A2 328143R
M328.ST20.01A 20 100 36 14 A2 328143R
M328.5T12.01B 12 70 = 14 Bl 328143R
M328.ST12.2.01B 12 70 20 9 B2 328114R
M328.ST16.01B 16 90 36 14 B2 328143R
M328.5T20.01B 20 100 36 14 B2 328143R
w,Ds,tmax 715
w, Ds, tmax see inserts
Boft
Spare Parts
$RIIFF PURIRET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M328... 5.14T20P T20PQ
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ST

Milling shank

M328.ER

(ph HORN )

%]

-

o |
%a

Jdlw

;

@12,7|

2 - ER25/32

|

w
©
Q

*
o
=
-—
*
£

il

e

FEmES d
Part number

M328.ER20.02 20
M328.ER25.02 25
M328.ER32.02 32

w,Ds,tmax 715
w, Ds, tmax see inserts

I S KRR H-FERMRIT!

DIN15488

Clamping nut is not combined with milling shank - separate order required!

EofF

Spare Parts
$RTIFF PRARET
Milling shank Clamping Screw
M328... 5.14T20P

lZ dl
35 14
35 14
35 14
TORX PLUS®iRF
TORX PLUS® Wrench
T20PQ

IR
Clamping nut

ER20.6499/ERM20.6499
ER25.6499
ER32.6499

HWS

328143R
328143R
328143R
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o aLes M328.ER (ph HORN pl)

Milling shank

| DIN15488

ERES d L, d, RS HWS

Part number Clamping nut

M328.ER25.16.01 25 21.7 15 ER25.6499 328143R

M328.ER32.16.01 32 21.7 20 ER32.6499 328143R
tmaxFDsIIH

tmax and Ds see inserts

BTSRRI E-FERMRITN!

Clamping nut is not combined with milling shank - separate order required!

Eef

Spare Parts
BT RIRET TORX PLUS®1RF
Milling shank Clamping Screw TORX PLUS® Wrench
M328... 5.14T20P T20PQ
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fﬁﬂ@ . M328 (ph HORN i)

HA gh6
=3
- T
DING535 HA
i
8_‘:
|
FRES d L, i 7 HWS
Part number Form
M328.0016.D.00A 16 80 A 328143R
M328.0020.D.00A 20 80 A 328143R
tmax#DsI 1K
tmax and Ds see inserts
[iES
Spare Parts
SRTINF FHEURET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M328... 5.14T20P T20PQ
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AL

Basic Holder

WFB

(ph HORN )

RS
Part number
WFB.2012.M081.01

LS IRAU B R B Bt 7]

for Screw-in cutter

158

16

30



R Bt T) M328.M (ph HORN pil1)

Screw-in cutter

L

ERES l, L, L, d, Sw HWS
Part number
M328.M081.01 37 15 25 14.3 13 328143R

w,Ds,tmax 715
w, Ds, tmax see inserts

EofF

Spare Parts
B BIEHET) PURIRET TORX PLUS®$RF
Screw-in cutter Clamping Screw TORX PLUS® Wrench
M328.M081.01 5.14T20P T20PQ
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IR 325 (ph HORN i)

Insert

M
r :
tmax

BHIIH

Milling shank
ERagEs
; Carbide grades
=
:c?:reﬁjz%hand cutting version A EE A4F
on stock 4 weeks
s Ds w s r to z HIS
Part number
325.0350.52 24.8 3.5 5.7 0.2 5 3 328143R

160



AL

Insert

328

(ph HORN pi»)

W+002
1 >

2]

Br=HAF8

Picture = right hand cutting version

Fmils Ds
Part number

328.0200.00 271.7
328.0250.00 27.7
328.0300.00 271.7
328.0350.00 27.7
328.0400.00 271.7
328.0500.00 27.7
328.0600.00 27.7
328.1000.00 27.7

71K 328.1000.0058 5%t (BGE91) , 715 328.0600.00MBHEi&it (5
Insert 328.1000.00 with staggered tooth (Z=1) and insert 328.0600.00 with chip divider (Z=3)

s=5.7mm J] 5 ERRET 5.14T20P
s=7mm JJfERYRET 5.17T20P
s=10 mm 7] 5 fEERIRET 5.13T20P

For Insert s =5.7 mm use screw 5.14T20P
For Insert w=7 mm use screw 5.17T20P
For Insert w =10 mm use screw 5.13T20P

2
2.5
3
35
4
5
6
10

BLHITI#

Milling shank

5.7
5.7
5.7
5.7
5.7
5.7
T
10

0.2
0.2
0.2
0.2
0.2
0.2
0.2
0.2

WA 73)

%

w w w wwwww

A EF

on stock

HIS

328143R
328143R
328143R
328143R
328143R
328143R
328143R
328143R

BRAaEES
Carbide grades

A4S
4 weeks

> > > > > > b b AS4S
> > > > > > > > TN35
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7R 328 (ph HORN ph)

Insert

ll> g

7]
F 145 :
t BLEI )+
Milling shank BRASEE
" Carbide grades
=] ~= ! Hl
T 7%%5: 1 . . AEE A4
Picture = left hand cutting version
on stock 4 weeks
s Ds Nw w t, s s, r t z HIS 0
Part number 3
<<
328.1307.30 27.7 13 141 0.65 5.95 4.9 = 0.7 3 328143R
328.1812.35 27.7 1.85 1.96 1.21 5.95 5.1 0.2 1.25 3 328143R
M| e
N
S| e
H| -
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7R 328 (ph HORN ph)

Insert

w
\ BEEI D4
Milling shank
EREeTHsS
) Carbide grades
ER= L
c?l:reéjz%hand cutting version A T A47
on stock 4 weeks
s Ds w s r to z HIS "
Part number N
'_
328.0250.40 271.7 2.5 5.7 0.2 6.5 3 328143R A
328.0300.40 27.7 3 5.7 0.2 6.5 3 328143R A
328.0350.40 27.7 3.5 5.7 0.2 6.5 3 328143R A
328.0400.40 27.7 4 5.7 0.2 6.5 3 328143R A

A PR AR VIR AT BE0.5mm L TR T A,

Inserts for widths of groove tmax down to 0,5 mm can be delivered with reduced depth upon request.
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IR 328 (ph HORN i)

Insert

2| z3

N A
E: ! |
= | | pijs(g)
I )
lmax
o l
B8 TI4T
Milling shank EEatEe
) Carbide grades
™= !
:czreﬁjz%hand cutting version A EE A4F
on stock 4 weeks
RS Ds w s to, z HIS
Part number
328.0082.1.00 27.7 0.82 5.7 5 3 328143R
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IR 328 (ph HORN i)

Insert

Fad
81 A
&
3 [ | [T |
“ £ ! w
| B i __1
\ BRI DT
Milling shank
EREeTHsS
) Carbide grades
™= !
:czreéi%hand cutting version A EE A4F
on stock 4 weeks
RS Ds w s r to z HIS
Part number
328.0110.2.00 28 1.1 5.7 0.2 9.3 3 328114R
328.0120.2.00 28 1.2 5.7 0.2 9.3 3 328114R
328.0132.2.00 28 1.32 5.7 0.15 9.3 3 328114R
328.0150.2.00 28 1.5 5.7 0.2 9.3 3 328114R
328.0160.2.00 28 1.6 5.7 0.2 9.3 3 328114R
328.0200.2.00 28 2 5.7 0.2 9.3 3 328114R
328.0250.2.00 28 2.5 5.7 0.2 9.3 3 328114R
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A 328

Insert

(ph HORN )

|| 23 ||k

! .
» =
|
' \\_/
S TN
0 A i ‘
2 7] i [| »
‘mll.-.J-a.’ 1
5  BEHIA
== Milling shank
Er=-aF2
Picture = right hand cutting version
RS Ds E s w t
Part number
328.4545.35.00 271.7 3.8 10.2 2.6 3.5

715 328.4545.35.00 47 AN IRET 5.13T20P.
For insert 328.4545.35.00 please use only the longer screw 5.13T20P.

166

BRETES
Carbide grades
A EE A 4R
on stock 4 weeks
YA HIS
3 328143R




7R 328 (ph HORN ph)

Insert

w
HLHI T4
Milling shank BREEhES
) Carbide grades
ER= L
c?l:reéjz%hand cutting version A T A47
on stock 4 weeks
s Ds w s r to z HIS 0
Part number 3
<
328.0010.20 27.7 2 5.7 1 6.5 3 328143R
328.0014.28 27.7 2.8 5.7 14 6.5 3 328143R
328.0015.30 27.7 3 5.7 15 6.5 3 328143R
328.0020.40 27.7 4 5.7 2 6.5 3 328143R
M| e
N
S|e
H| -
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IR 628 (ph HORN i)

Insert

0z |8

%]
o
[
1
; 1 —
=i (%]
1
BRETES
) Carbide grades
ER= L
Ereﬁjai_hand utting version A EfF A4
cture=rg cutiing ve on stock 4 weeks
RS Ds w s r to z HIS 0
Part number 3
<<
628.0010.20 27.7 2 6.1 1 6.5 6 328143R
628.0015.30 27.7 3 6.1 1.5 6.5 6 328143R
628.0020.40 27.7 4 6.1 2 6.5 6 328143R
M| e
N
S|e
H!| -
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7R 628 (ph HORN ph)

Insert

o r
st
=3 0 1 ) I o] e
i r i w
e[ \ BLHIDAT
Milling shank EHEASEE
. ; Carbide grades
c?:r_eéjz%hand cutting version A EE A4F
on stock 4 weeks
RS Ds Nw w s r too z HIS 0w ol e
Part number AR IR
< | < | x|
628.0080.00 271.7 0.8 0.8 6.1 = 6.5 6 328143R
628.0130.00 27.7 13 141 6.1 - 6.5 6 328143R
628.0160.00 27.7 1.6 1.71 6.1 - 6.5 6 328143R
628.0185.00 271.7 1.85 1.96 6.1 0.2 6.5 6 328143R
628.0215.00 271.7 2.15 2.26 6.1 0.2 6.5 6 328143R
628.0265.00 27.7 2.65 2.76 6.1 0.2 6.5 6 328143R
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A 628 (ph HORN ph)

Insert

| z6

3 I N -
= [T wi
br | e | ~
e | \BHIDH
- Milling shank BRETES
BR=5FR Carbide grades
ER=
Picture = right hand cutting version :\iﬁ 4@:;}2

RS Ds w s r t z HIS
Part number

628.0150.00 271.7 1.5 6.1 - 6.5 6 328143R
628.0200.00 271.7 2 6.1 0.2 6.5 6 328143R
628.0250.00 27.7 2.5 6.1 0.2 6.5 6 328143R
628.0300.00 271.7 3 6.1 0.2 6.5 6 328143R
628.0350.00 27.7 3.5 6.1 0.2 6.5 6 328143R
628.0400.00 27.7 4 6.1 0.2 6.5 6 328143R

AT LR AR TIRAIIEEE0.5mmIA TR 7] F o

Inserts for widths of groove tmax down to 0,5 mm can be delivered with reduced depth upon
request.

715628.0400.00

{REBF2=max.42mmpyJI+F

Insert 628.0400.00 .
only with toolholder dimension 12 = max. 42 mm
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7R 628 (ph HORN ph)

Insert

5108
1 ; o
=| [T ‘MHJwi
br ! |
J E I Al
tmax N, {i éu J:] *?
- Milling shank EREEES
_ ) Carbide grades
E|R= :
czreﬁjz%hand cutting version A T A47
on stock 4 weeks
RS Ds w s r to z HIS 0
Part number 3
<<
628.0300.04 27.7 3 6.1 0.4 6.5 6 328143R
628.0300.08 27.7 3 6.1 0.8 6.5 6 328143R
628.0400.04 27.7 4 6.1 0.4 6.5 6 328143R
628.0400.08 27.7 4 6.1 0.8 6.5 6 328143R
M| e
N
S| e
H| -
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IR 628 (ph HORN i)

Insert

I || z6 ||E.

|

e | T \BLELTIHE

wﬁoﬂi
B

L2 == Milling shank
EREeTHsS
) Carbide grades
™= !
:czreﬁi%hand cutting version A EE A4F
on stock 4 weeks
Fmis Ds w s r o z HIS
Part number
628.0100.2.00 28 1 6.1 = 9.3 6 328114R
628.0120.2.00 28 1.2 6.1 = 9.3 6 328114R
628.0150.2.00 28 1.5 6.1 = 9.3 6 328114R
628.0160.2.00 28 1.6 6.1 = 9.3 6 328114R
628.0200.2.00 28 2 6.1 0.2 9.3 6 328114R
628.0240.2.00 28 2.4 6.1 0.2 9.3 6 328114R
628.0250.2.00 28 2.5 6.1 0.2 9.3 6 328114R
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IR 628 (ph HORN i)

Insert
O\ AN _
_,/‘e \JA | o

] A
\ |
5 |
E o
=N BLHEI T+
; Milling shank _
WREaehEs
) Carbide grades
&= !
:czreﬁjz%hand cutting version A EE A4F
on stock 4 weeks
ERES Ds z r t. s HIS % | | e
Part number 5 | & | &
< || F
628.PL61.62 271.7 6 0.2 5.7 6.1 328143R
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AL

Insert

628

(ph HORN )

D
Jw

ﬁ\\//

- }, -

Br=HAF8

Picture = right hand cutting version

FRES
Part number

628.1515.20
628.2020.20
628.3030.20
628.4545.20

174

Ds

27.7
271.7
271.7
271.7

\ BB A
Milling shank
E s w a b t.
3.2 6.3 0.2 15° 2.8 0.75
82 6.3 0.2 20° 2.8 1
3.2 6.3 0.2 30° 2.8 1.6
3.2 6.3 0.2 45° 2.8 2.8

o O O O

BRETES

Carbide grades

A EE A 4R

on stock 4 weeks

HIS

328143R
328143R
328143R
328143R




7R 928 (ph HORN ph)

Insert

|29

(TOTILC

g N
3 o [] 1 | w
\0_*?‘ tmax :_L.-'LJ\.J_I’:
& -—J BHRASES
) Carbide grades
== :
czreéjz%hand cutting version A T A47
on stock 4 weeks
RS Ds w s b x 45° r t., z HIS
Part number
928.0150.00 27.7 1.5 6.1 0.05 = 6.5 9 328143R
928.0200.00 27.7 2 6.1 - 0.2 6.5 9 328143R
928.0250.00 27.7 2.5 6.1 - 0.2 6.5 9 328143R
928.0300.00 27.7 3 6.1 = 0.2 6.5 9 328143R
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faskH! (B3 HEE) (ph HORN pil1)

Groove Milling by circular interpolation

STV
Milling shank
M332/M332.5T/ u
M332.ER
D1/Page
178-181
*.%“%ﬂﬂfffﬁ ﬁi/Page
Basic Holder 182
WFB
IR BIR B T)
Screw-in cutter
M332.M LI
D1/Page
183
YAl
Insert 7
332/632/636/932 I a . ' I I . <
939
T1/Page D1/Page T1/Page T1/Page
184-185, 189- 186 187-188 191-192,198
190, 193-197

176



HESE ) (EISM S $hA)) (AT RORN )

Groove Milling by circular interpolation

M332

RTIMF Milling shank with

exchangeable insert
HAEMT R
FLiZED 32 mm

from bore @ 32 mm

177



SETIAF M332 (plr HORN il)

Milling shank

X

P  DIN G535 HA
=7
b : N
e [ = |
i (,‘E 1 WAl ko) {
L] I
Tt -
Wl E O
ER-aFE
Picture = right hand cutting version
mis d L, L, d, iz HWS
Part number Form
M332.0016.01A 16 100 42 14.3 A 332143R
M332.0016.02A 16 130 60 14.3 A 332143R
M332.0016.03A 16 160 85 14.3 A 332143R
M332.0020.01A 20 100 42 14.3 A 332143R
M332.0020.02A 20 130 60 14.3 A 332143R
M332.0020.03A 20 160 85 14.3 A 332143R
M332.0016.01B 16 100 42 14.3 B 332143R
M332.0016.02B 16 130 60 14.3 B 332143R
M332.0016.03B 16 160 85 143 B 332143R
M332.0020.01B 20 100 42 14.3 B 332143R
M332.0020.02B 20 130 60 14.3 B 332143R
M332.0020.03B 20 160 85 14.3 B 332143R
w,Ds,tmax 15
w, Ds, tmax see inserts
Boft
Spare Parts
BT PURIRET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M332... 5.17T20P T20PQ
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SETIAF M332 (plr HORN il)

Milling shank

l, i
L. g DING6535 HA
Nl 9  (—
= = 2
’fjr"f S
i

Br=HAF8

Picture = right hand cutting version

ERES d L, L, d, iz HWS
Part number Form
M332.0012.2.01A 12 100 32 11 A 332110R
M332.0012.3.00A 12 100 - 12 A 332120R
M332.0016.2.02A 16 130 68 11 A 332110R
M332.0016.2.01A 16 100 32 11 A 332110R
w,Ds tmax 7] &
w, Ds, tmax see inserts
Boft
Spare Parts
$RIIFF PURIRET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M332... 5.17T20P T20PQ
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SETIAF M332.ST (ph HoRN ph)

Milling shank

HA ghé HB @96
- . :“;_ . :“;
I‘i
|2
- B DIN1835-A
|| ©
H | 2
- > o
& x |
= L F
W

Br=HAF8

Picture = right hand cutting version

RS d L, L, d, iz HWS
Part number Form

M332.ST10.2.01A 10 70 25 11 A 332110R
M332.ST12.2.01A 12 70 25 11 A 332110R
M332.ST13.2.01A 13 70 25 11 A 332110R
M332.ST16.01A 16 90 36 14.3 A 332143R
M332.ST20.01A 20 100 36 14.3 A 332143R
M332.ST12.2.01B 12 70 25 11 B 332110R
M332.ST16.01B 16 90 36 14.3 B 332143R

w,Ds,tmax 1A
w, Ds, tmax see inserts

$ETIAF M332.5T12.2.01AH M332.ST13.2.01AE A FIGMBLEIRER T A !
Milling shanks M332.5T12.2.01A, M332.5T12.2.01B and M332.5T13.2.01A are usable for inserts with increased milling depth!

Boft

Spare Parts
BT PURIRET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M332... 5.17T20P T20PQ
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o aLes M332.ER (ph HORN pl)

Milling shank

1, DIN15488 @Ds

od,

/—

&,
D%

: L?L

@12,6

Br=HAF8

Picture = right hand cutting version

ERES d L, d, PRIER HWS
Part number Clamping nut
M332.ER20.02 20 35 14.3 ER20.6499/ERM20.6499 332143R

w,Ds,tmax 715
w, Ds, tmax see inserts

BRIFA LSRRG FERIRIT!

Clamping nut is not combined with milling shank - separate order required!

Eef

Spare Parts
BT BRIRET TORX PLUS®1RF
Milling shank Clamping Screw TORX PLUS® Wrench
M332.ER20.02 5.17T20P T20PQ
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AL

Basic Holder

WFB

(ph HORN )

RS
Part number
WFB.2012.M081.01

LS IRAU B R B Bt 7]

for Screw-in cutter

182

16

30



PR B BT M332.M (ph HORN )

Screw-in cutter

L

Part number
M332.M081.01

w,Ds,tmax 715
w, Ds, tmax see inserts

RS

iy

d sw HWS HMS

37 332143R 08001

Eef

Spare Parts
IRAREET]

Screw-in cutter
M332.M081.01

PURIRET

Clamping Screw
5.17T20P

TORX PLUS®iRF
TORX PLUS® Wrench

T20PQ
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7R 332 (ph HORN ph)

Insert

R z3

| M
\\. E:l
o .
——— = fﬂ
!
8
g
= |
“1
; iz AR
Milling shank BRETES
) Carbide grades
™= !
:czreéi%hand cutting version A T A47
on stock 4 weeks
RS Ds w s r to z HIS
Part number
332.0200.00 31.7 2 5.7 0.2 8.3 3 332143R
332.0250.00 31.7 2.5 5.7 0.2 8.3 3 332143R
332.0300.00 31.7 3 5.7 0.2 8.3 3 332143R
332.0350.00 31.7 3.5 5.7 0.2 8.3 3 332143R
332.0400.00 31.7 4 5.7 0.2 8.3 3 332143R
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AL

Insert

332

(ph HORN )

3

e L

[T

Br=HAF8

[

Picture = right hand cutting version

FRES
Part number

332.0150.2.00
332.0160.2.00
332.0200.2.00
332.0250.2.00
332.0300.2.00

Ds

31.7
Sl
Bl
31.7
31.7

'
BHI D

Milling shank

w S
15 5.7
1.6 5.7
2 O
2.5 5.7
3} 5.7

0.2
0.2
0.2
0.2
0.2

10
10
10
10
10

w w w w w

A EF

on stock

HIS

332110R
332110R
332110R
332110R
332110R

EREeTHsS
Carbide grades

A4
4 weeks
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R 332 (ph HORN ph)

Insert

AALD

&95 """ L O BHIIA

DN |
Milling shank BREEES
) Carbide grades
ElR= L
S ?¥i : : A ER A4F
Picture = right hand cutting version
on stock 4 weeks

Fmils Ds E s w t Z HIS

Part number

332.4545.35.00 31.7 425 10.6 2.6 3.5 3 332143R
s=10.6 mm J] K FARET 5.13T20P

For Insert s =10,6 mm use screw 5.13T20P
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1R 332

Insert

(ph HORN )

BLEI D4

Milling shank
BR=-6F3

Picture = right hand cutting version

Fmils Ds w s
Part number

332.0010.20 31.7 2 5.7
332.0015.30 31.7 3 5.7
332.0020.40 31.7 4 5.7

8.3
8.3
8.3

WREaehEs
Carbide grades
A EE A 4R
on stock 4 weeks
Z HIS 7
3
%)
<
3 332143R
3 332143R
3 332143R
M| e
N
S|e
H
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7R 632 (ph HORN ph)

Insert

0z |8

%]
o
[
1
=8 —
21 »
!
EREeTHsS
) Carbide grades
™= !
:czreéi%hand cutting version A EE A4F
on stock 4 weeks
RS Ds w s r to z HIS 0
Part number 3
<
632.0010.20 31.7 2 6.1 1 8.3 6 332143R
632.0015.30 31.7 3 6.1 1.5 8.3 6 332143R
632.0020.40 31.7 4 6.1 2 8.3 6 332143R
M| e
N
S| e
H| -
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AL

Insert

632

(ph HORN )

Br=HAF8

o
S
S
T
2

Picture = right hand cutting version

FRES
Part number

632.0200.00
632.0250.00
632.0300.00
632.0400.00

Ds

31.7
SiN/}
Bl

: A
D L6111 e e
T\ B AT
Milling shank
W S
2 6.1
2.5 6.1
3 6.1
4 6.1

31.7

0.2
0.2
0.2
0.2

8.3
8.3
8.3
8.3

o O O O

A EF

on stock

HIS

332143R
332143R
332143R
332143R

EREeTHsS
Carbide grades

A4
4 weeks

189




AL

Insert

632

(ph HORN )

Br=HAF8

il

I

LT

Picture = right hand cutting version

FRES
Part number

632.0100.2.00
632.0120.2.00
632.0150.2.00
632.0160.2.00
632.0200.2.00
632.0250.2.00
632.0300.2.00

190

r
A
_Ufﬂr [ ]l
r i
/ tmax T
BEHEI DA
Milling shank
Ds w S
31.7 1 6.1
31.7 1.2 6.1
31.7 15 6.1
31.7 1.6 6.1
31.7 2 6.1
31.7 2.5 6.1
31.7 3 6.1

0.1
0.2
0.2
0.2
0.2
0.2

10
10
10
10
10
10
10

D OO OO OO OO OO O

A EF

on stock

HIS

332110R
332110R
332110R
332110R
332110R
332110R
332110R

EREeTHsS
Carbide grades

A4
4 weeks




AL

Insert

632

(ph HORN )

Z6

wt 0,02

Br=HAF8

Picture = right hand cutting version

FRES
Part number

632.L810.2.00
632.L815.2.00
632.L820.2.00

Ds

31.7
Sl
LT

1.5
2

6.1
6.1
6.1

80
80
80

10
10
10

BRETES
Carbide grades
A EE A 4R
on stock 4 weeks
HIS
332110R
332110R
332110R
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7R 636 (ph HORN pl)

Insert

z6

g
g
?’g,
EREeTHsS
) Carbide grades
™= !
:czreﬁi%hand cutting version A EE A4F
on stock 4 weeks
RS Ds w s a to z HIS
Part number
636.L.810.2.00 35.7 1 6.1 8° 12 6 332110R
636.L815.2.00 35.7 1.5 6.1 8° 12 6 332110R
636.0.820.2.00 35.7 2 6.1 8° 12 6 332110R

2.5mmigBEU LTI R B AR

from width of groove 2,5 mm toothing with cross-cut
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AL

Insert

636

(ph HORN )

5 || z6 ||&

s ]

I e o o e
L

W+0.02

e | \BEHI AT

Milling shank

Br=HAF8

Picture = right hand cutting version

Fmils Ds w s
Part number

636.0150.00 35.7 1.5 6.1
636.0200.00 35.7 2 6.1
636.0250.00 35.7 2.5 6.1
636.0300.00 35.7 3 6.1

BERIFEMEEROD d

Please consider pocket seat @ 41 of the miling shank!

0.1
0.2
0.2
0.2

10.2
10.2
10.2
10.2

o O O O

BRETES
Carbide grades
A EE A 4R
on stock 4 weeks
HIS
332143R
332143R
332143R
332143R
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7R 636 (ph HORN ph)

Insert

| z6

2!
= i
\ BEEI A
Milling shank BREeEE
) Carbide grades
ER= L
czreéjz%hand cutting version A T A47
on stock 4 weeks
RS Ds w s r to z HIS
Part number
636.0110.2.00 35.7 1.1 6.1 0.1 12 6 332110R
636.0130.2.00 35.7 1.3 6.1 0.1 12 6 332110R
636.0150.2.00 35.7 1.5 6.1 0.1 12 6 332110R
636.0200.2.00 35.7 2 6.1 0.2 12 6 332110R
636.0250.2.00 35.7 2.5 6.1 0.2 12 6 332110R

2.5mmiBBE L LTI F B AR
from width of groove 2,5 mm toothing with cross-cut

BERIFEMEEROD d

Please consider pocket seat @ 41 of the miling shank!
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7R 932 (ph HORN ph)

Insert

|29

2]
()]
!
)
w
'
o\ BB
Milling shank BRETES
) Carbide grades
™= !
:czreﬁjz%hand cutting version A EE A4F
on stock 4 weeks
s Ds w s r to z HIS 0
Part number 3
<
932.0200.00 31.7 2 6.1 0.2 8.3 9 332143R
932.0250.00 31.7 2.5 6.1 0.2 8.3 9 332143R
932.0300.00 31.7 3 6.1 0.2 8.3 9 332143R
932.0400.00 31.7 4 6.1 0.2 8.3 9 332143R
M| e
N
S| e
H| -
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IR 939 (ph HORN i)

Insert

2|29 |&

2! l
wl
. tmax | T
EREeTHsS
) Carbide grades
™= !
:czreéi%hand cutting version A EE A4F
on stock 4 weeks
RS Ds w s t, z HIS
Part number
939.0100.3.00 40 1 5.8 13.5 9 332120R
939.0150.3.00 40 1.5 5.8 13.5 9 332120R
939.0200.3.00 40 2 5.8 13.5 9 332120R
939.0250.3.00 40 2.5 5.8 13.5 9 332120R

196



7R 939 (ph HORN ph)

Insert

12 || 29 ||§.

2! l
wl
I tmax | ik,
EREeTHsS
ERos R Carbide grades
|;ic/tt:re =right hand cutting version A T A47
on stock 4 weeks
RS Ds w s t z HIS
Part number
939.0040.4.00 40 0.4 5.8 14 9 332110R
939.0050.4.00 40 0.5 5.8 14 9 332110R
939.0060.4.00 40 0.6 5.8 14 9 332110R
939.0070.4.00 40 0.7 5.8 14 9 332110R
939.0080.4.00 40 0.8 5.8 14 9 332110R
939.0090.4.00 40 0.9 5.8 14 9 332110R
939.0100.4.00 40 1 5.8 14 9 332110R
939.0150.4.00 40 1.5 5.8 14 9 332110R
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IR 939 (ph HORN i)

Insert

_a
2! .
wl
i tmax | T
EREeTHsS
) Carbide grades
™= !
:czreéi%hand cutting version A EE A4F
on stock 4 weeks
RS Ds w s a to z HIS
Part number
939.1L810.3.00 40 1 5.8 8° 13.5 9 332120R
939.1L810.4.00 40 1 5.8 8° 14 9 332110R
939.L815.4.00 40 1.5 5.8 8° 14 9 332110R
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(ph HORN )
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faskH! (B3 HEE) (ph HORN pil1)

Groove Milling by circular interpolation

I

Milling shank

M335 u
D1 /Page
202

TR

Insert

335 I a
ﬁ/Page
203

200



HESE ) (EISM S $hA)) (AT RORN )

Groove Milling by circular interpolation

M335

RTIMF Milling shank with

exchangeable insert
HAEMT R
FLEEBG 35 mm

from bore @ 35 mm

201



SETIAF M335 (plr HORN il)

Milling shank

P
DINB535 HA
W ! ol ;
o — | ——— — = o !
T‘l 1 A |5
[ 1
15 _6_ <
w ®_4-E
EhersEsit
Picture = right hand cutting version
ERES d L, L, d, iz HWS
Part number Form
M335.0020.01A 20 100 40 17.5 A 335175R
M335.0020.02A 20 130 60 17.5 A 335175R
M335.0020.03A 20 150 80 17.5 A 335175R
M335.0020.01B 20 100 40 17.5 B 335175R
M335.0020.02B 20 130 60 17.5 B 335175R
M335.0020.02E 20 130 60 17.5 E 335175R
w,Ds,tmax 715
w, Ds, tmax see inserts
EofF
Spare Parts
$RIIFF PURIRET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M335... 6.17T25P T25PQ
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7R 335 (pli HORN ph)

Insert

o)
N
W

]
w
|
BLEI D+
Milling shank
BRETES
) Carbide grades
Ehrcd !
c?l:reéj—:f:hand cutting version A EfF A4
& & on stock 4 weeks
s Ds w s r t, z HIS v |0
Part number S
< |
335.0200.00 34.7 2 8.7 0.2 8 3 335175R A | A
335.0300.00 34.7 3 8.7 0.2 8 3 335175R A | A
335.0400.00 34.7 4 8.7 0.2 8 3 335175R A | A
335.0500.00 34.7 5 8.7 0.2 8 3 335175R A | A
335.0600.00 34.7 6 8.7 0.2 8 3 335175R A | A
RIEEXR:

8.0-15.0mmEETIFIXBFRHLE T, M EEBURFHIN LT T HHM .

Upon request:

Insert widths of 8,0 - 15,0 mm are only available as special profiled inserts.Use of these widths depend from the workpiece material
to be machined.
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e iLa vl (ph HORN )

Face and High Feed Milling

I

Milling shank

M620 i
D1 /Page
206

TR

Insert

620 ‘
ﬁ/Page
207-208

204



EEHIE A G (ph HORN i)

Face and High Feed Milling

M620

RTIMF Milling shank with

exchangeable insert
SR .

Cutting edge @ 21,7 mm
VIHI 1@ 21.7 mm
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SETIAF M620 (plr HORN il)

Milling shank

HA ohé HB ogé
I l=E=s

DIN HA
i
'UN 1 l ©
S} l Q
!
max
ERES Ds d L, d, iz HWS
Part number Form
M620.0020.D.00A 21.7 20 75 15.6 A 620156R
M620.0020.D.00B 21.7 20 75 15.6 B 620156R
M620.0020.D.04A 21.7 20 130 15.6 A 620156R
M620.0020.D.04B 21.7 20 130 15.6 B 620156R
tmaxW 715
tmax see inserts
[iES
Spare Parts
SRTINF FHEURET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M620... 5.14T20P T20PQ
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IR 620 (ph HORN i)

Insert

BRaEES

Carbide grades
A EE A4
on stock 4 weeks
RS Ds z r to s HIS 0
Part number 3
<<
620.PL53.64 21.7 6 0.4 53 6.1 620156R
M| e
N
S| e
H

207



IR 620 (ph HORN i)

Insert

ERagEs
Carbide grades
A EF A4
on stock 4 weeks
RS Ds a z r t. a, s HIS %
Part number 3
<
620.HV08.04 21.7 4.4 6 0.4 53 0.8 6.1 620156R
M| e
N
S| e
H| -
Eia Al
High Feed Milling
TIAL IO Ef 4R, AR BARE
Diving angle theoretical corner radius r, = programming radius max. difference
1 | 1,15 mm | 043mm
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f&stHl (B E# $tHE) (ph HORN i)

Groove Milling by circular interpolation

M275

18] Groove milling cutter
PIEI718 @ 31 mm from cutting edge @ 31 mm
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f&stHl (B E# $tHE) (ph HORN i)

Groove Milling by circular interpolation

HR 7]
End Mill
M275 3 §
D"I/Page
211
IR T]
Screw-in cutter
M275 -
D1/Page
212
TR EET]
Arbour Mounted Cutter
M275 3 §
D"I/Page
213
BEH]
Disc Milling Cutter
M275 -
ﬁ/Page
214
A¥ATIA
Indexable insert -
S275/RS275 < > 4 O
D1 /Page D1 /Page 1 /Page
215-216 217 218

210



e M275 (phrHoRN i)

End Mill

] UIEZED =zl

I
tﬂ 'DIN1835A

% <> |

Br=HAF8

Picture = right hand cutting version

1

s Ds d L, A HWS

Part number

M275.031.D25.3.04A 31 25 125 4° 275041R
wiltmaxil 71 &

w and tmax see inserts

TIFFAAHL N (R HER {5 R VR 75 TUR )

Material of shank: Steel (not recommended for shrink fitting)

EofF

Spare Parts
HR%7] S R aRET TORX PLUS®IR
End Mill Clamping Screw TORX PLUS® Wrench
M275.031.D25.3.04A 3.5.10T10P T10PL
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BB Rt T

Screw-in cutter

M275 (ph HORN )

)=

=15

o)

.3
i <
IR ==
- ’ 3, !
EhersEsit
Picture = right hand cutting version
FRES Z
Part number
M275.031.M16.1.04 4
M275.036.M16.1.04 4
wiHltmax 715
w and tmax see inserts
EofF
Spare Parts
IRAREET] PRARET
Screw-in cutter Clamping Screw
M275... 3.5.10T10P

212

i
!

i
1w =t
E=NE =]
SRR
1
1
Ds L, L, d, d, SW HWS
31 45 22 25 29 24 275041R
36 45 22 30 29 27 275041R
TORX PLUS®iRF
TORX PLUS® Wrench
T10PL




TR ET] M275 (ph HoRN ph)

Arbour Mounted Cutter

Br=HAF8

Picture = right hand cutting version

FEmES z Ds h, h d, d, d, , () b C d, HWS
Part number

M275.0038.A16.05 5 38 | 32.7 33 13.5 32 16 | 18 | 22.7 8.4 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 | 272 | 124 T 50 275041R
M275.0078.A32.14 14 | 78 | 49.7 50 33 58 32 | 25 | 36.7 | 144 8 70.5 | 275041R
wHltmax 71K

w and tmax see inserts

DAL IESKIEDIN1381T A

Cutterhole and cross keyway as per DIN 138

Boft

Spare Parts

ST PRIRET TORX PLUS®$RF

Arbour Mounted Cutter Clamping Screw TORX PLUS® Wrench

M275... 3.5.10T10P T10PL
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BT M275 (ph HoRN ph)

Disc Milling Cutter

/
R=GF 41 L=AEFH
R =right hand cutting version shown L = left hand cutting version
mis z Ds d, d, d, h, h HWS
Part number
RM275.0058.522.10 10 58 22 34 50.5 14.2 14 275041R
RM275.0098.532.16 16 98 32 48 90.5 20.2 20 275041R
LM275.0058.522.10 10 58 22 34 50.5 14.2 14 275041L
LM275.0078.527.14 14 78 27 43 70.5 16.2 16 275041L
LM275.0098.532.16 16 98 32 48 90.5 20.2 20 275041L
wHltmax 71K

w and tmax see inserts

FL(d2)F M EIDIN 138 R A FEAE
Bore (d2) with longitudinal keyway to DIN 138

ot

Spare Parts
B8t PBRIRET TORX PLUS®$RF
Disc Milling Cutter Clamping Screw TORX PLUS® Wrench
R/LM275.0... 3.5.10T10P T10PL
LM275.0078.527.14 3.5.10T10P T10PL
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CIEia0wa) S275 (ph HORN i)

Indexable insert

r
I
»
2 ! = —
< i |
- 1
_..L“.?_E
BRASIS
) ) Carbide grades
= U_gNE — 1
R_E%’:L INE . L_E%ﬁt . N A4F
R =right hand version shown L = left hand version
on stock 4 weeks
FRES Nw w s r t HIS %
Part number 3
<<
RS275.0110.00 1.1 1.2 4.3 0.1 2.5 275043R A
RS275.0130.00 1.3 14 4.3 0.1 2.5 275043R A
RS275.0160.00 1.6 1.7 4.3 0.1 2.5 275043R A
RS275.0185.00 1.85 1.95 4.3 0.15 2.5 275043R A
RS275.0215.00 2.15 2.25 4.3 0.15 2.5 275043R A
RS275.0265.00 2.65 2.75 4.3 0.15 2.5 275043R A
RS275.0315.00 3.15 3.25 4.3 0.15 2.5 275043R A
LS275.0130.00 1.3 1.4 4.3 0.1 2.5 275043L A
LS275.0160.00 1.6 1.7 4.3 0.1 2.5 275043L A
LS275.0265.00 2.65 2.75 4.3 0.15 2.5 275043L A
LS275.0315.00 3.15 3.25 4.3 0.15 2.5 275043L A
M| e
N
S| e
H

215



CIEia0wa) S275 (ph HORN i)

Indexable insert

- -y

ERagEs
) ; Carbide grades
= -gE =
R_E%’:L INE . L_E%ﬁt . N A4F
R =right hand version shown L = left hand version
on stock 4 weeks
s Nw w t, s s, r t, HIS 0
Part number 3
<<
RS275.1610.41 1.6 1.7 0.95 4.1 3.17 0.1 1 275041R A
RS275.1812.41 1.85 1.95 1.21 4.1 3.29 0.15 1.25 275041R A
RS275.2115.41 2.15 2.25 1.45 4.1 3.44 0.15 1.5 275041R A
RS275.2617.41 2.65 2.75 1.7 4.1 3.39 0.15 1.75 275041R A
RS275.3118.41 3.15 3.25 1.7 4.1 3.7 0.15 1.75 275041R A
LS275.3118.41 3.15 3.25 1.7 4.1 3.7 0.15 1.75 275041L A
M| e
N
S|e
H| -
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CIEia0wa) S275 (ph HORN i)

Indexable insert

40 4

»
2 = —
[y ! ” —J @ |
- 1
_..E‘E’_‘
BRASIS
R A0 e Carbide grades
e = ~ ) A EF A4TE
R =right hand version shown L = left hand version on stock 4 weeks
Fris Nw w s r t HIS "
Part number 3
=
RS275.0110.40 1.1 1.2 4.3 0.1 2.5 275043R A
RS275.0130.40 1.3 14 4.3 0.1 2.5 275043R A
RS275.0185.40 1.85 1.95 4.3 0.15 2.5 275043R A
RS275.0215.40 2.15 2.25 4.3 0.15 2.5 275043R A
RS275.0265.40 2.65 2.75 4.3 0.15 2.5 275043R A
RS275.0315.40 3.15 3.25 4.3 0.15 2.5 275043R A
LS275.0110.40 1.1 1.2 4.3 0.1 2.5 275043L A
LS275.0160.40 1.6 1.7 4.3 0.1 2.5 275043L A
LS275.0185.40 1.85 1.95 4.3 0.15 2.5 275043L A
LS275.0215.40 2.15 2.25 4.3 0.15 2.5 275043L A
LS275.0265.40 2.65 2.75 4.3 0.15 2.5 275043L A
LS275.0315.40 3.15 3.25 4.3 0.15 2.5 275043L A
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CIEia0wa) RS275 (ph HORN i)

Indexable insert

BRaEES

) Carbide grades
= -HE
R_E¥§t e A FEE A4
R =right hand version shown
on stock 4 weeks

s r t. s HIS

Part number

RS275.PL40.62 0.15 4 4.3 275043R

RS275.PL43.52 0.2 4 4.3 275043R
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f&stHl (B E# $tHE) (ph HORN i)

Groove Milling by circular interpolation

M380/M381

End Mill
g;g%;%ﬁiﬁyj Arbour Mounted Cutter
BFEXst7] Mono Milling Cutter
2] Disc Milling Cutter

FLIEBHD 45 mm from bore @ 45 mm

219



f&stHl (B E# $tHE) (ph HORN i)

Groove Milling by circular interpolation

ﬁgﬁ%ﬁﬂ

End Mi

380 2 §
D"I/Page
221

S TIRENEET]

Arbour Mounted Cutter 3 §

380/380...1K -
D1/Page D1/Page
222 223-225

BiFEET]

Mono Milling Cutter

HSK380/ABS..380 »
D"I/Page
226-227

BEH]

Disc Milling Cutter

381 w
ﬁ/Page
228

Ejdi‘éﬁé?])—#

Indexable insert

314 < > 4 0
D"I/Page D"I/Page
229-230 231

220



R ET] 380 (plr HORN il)

End Mill

ju
>
Q
«Q
o~
qq
T
[v9)
Q
«Q
o~
.
m
S
«Q
o~

=8 || z3 |3 |L

23
:) I||| cg,"'
o ) 2
L | il
EhersEsit
Picture = right hand cutting version
ERES Ds d L, d, A iz HWS
Part number Form
380.0044.03A 44 25 125 34 14° A 314027R « 314041R « 314052R
380.0044.03B 44 25 125 34 14° B 314027R » 314041R « 314052R
380.0044.03E 44 25 125 34 14° E 314027R » 314041R « 314052R
tmaxW71A
tmax see inserts
EofF
Spare Parts
R PURIRET TORX PLUS®$RF
End Mill Clamping Screw TORX PLUS® Wrench
380... 5.12T20P T20PQ
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TR T 380 (ph HORN i)

Arbour Mounted Cutter

r
3@ || Z5
Z » t
h2
— lj—b—
|1 B
i =t "
Q| = - L o -DN
(R o <t A
' =)
F |63
|2
h
EhersEsit
Picture = right hand cutting version
s Ds h, h d, L, L, A d, HWS
Part number
380.0063.05 63 39.6 40 22 20 27.6 10° 51 314027R » 314041R « 314052R
FROFLANRAE IS B DIN 138474
Cutterhole and cross keyway as per DIN 138
tmax7I A
tmax see inserts
Boft
Spare Parts
ST PRIRET TORX PLUS®$RF
Arbour Mounted Cutter Clamping Screw TORX PLUS® Wrench
380.0063.05 5.12T20P T20PQ
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ATV T]

Arbour Mounted Cutter

380...IK

(ph HORN i)

z5 4
/ r
h2
_..l.‘l...._
| B
= n
Q| = - L o -DN
(R & <t A
' =)
- |63
|2
h
EhersEsit
Picture = right hand cutting version
PR z | bs|
Part number
380.0063.051K 5 63 39.6

O FLANSRAE ISR IEDIN1384m A
Cutterhole and cross keyway as per DIN 138

tmaxW &

tmax see inserts

IR AEHIIR-FEMIT!

Milling arbor is not combined with milling cutter - seperate order required!

EofF

Spare Parts
ST PRIRET
Arbour Mounted Cutter Clamping Screw
380.0063.05IK 5.12T20P

TORX PLUS®iRF
TORX PLUS® Wrench

T20PQ

27.6

A

10°

d

2

51

HWS

314027R - 314041R - 314052R
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TR T 380 (ph HORN i)

Arbour Mounted Cutter

r
» z8 !
h,
73
i \ max
g || Calye 1Y
iT !
010,
h

Br=HAF8

Picture = right hand cutting version

s Z | Ds |t h, h | d, L, A d, HWS
Part number
380.0080.08 8 80 5 31.6 32 27 21.6 10° 68 | 314027R+314041R - 314052R
O FLAR IS RIEDIN 138154
Cutterhole and cross keyway as per DIN 138
#2$7030.0012.0726 R B F1E T TIHH-H R IRITHG!
Bolt screw 030.0012.0726 is combined with the milling cutter.
Boft
Spare Parts
ST PRIRET TORX PLUS®$RF
Arbour Mounted Cutter Clamping Screw TORX PLUS® Wrench
380.0080.08 5.12T20P T20PQ
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TR ET] 380...IK (ph HoRN ph)

Arbour Mounted Cutter

/28)%

SN

73

A I I E‘;’-;Tt‘? D o\ | 4\
Q — e . i | 7
} © P~ %

Br=HAF8

Picture = right hand cutting version

s Z | Ds |t h, h | d, L, A d, HWS
Part number
380.0080.081K 8 80 5 39.8 40 27 21.6 10° 68 | 314027R+314041R - 314052R
O FLAR IS RIEDIN 138154
Cutterhole and cross keyway as per DIN 138
#2$7030.0012.0726 R B F1E T TIHH-H R IRITHG!
Bolt screw 030.0012.0726 is combined with the milling cutter.
Boft
Spare Parts
ST PRIRET TORX PLUS®$RF
Arbour Mounted Cutter Clamping Screw TORX PLUS® Wrench
380.0080.08IK 5.12T20P T20PQ
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BEFT T

Mono Milling Cutter

HSK380

(ph HORN i)

\
- =y

h , HSK-A
= - B T
/ DIN 69893 &
- / 9
!
|
(]
— = —_ - _
[
e S |
EhersEsit
Picture = right hand cutting version
RS Ds z t h
Part number
HSK32-380.0044.03 44 3 3 55
HSK40-380.0050.04 50 4 4 55
HSK40-380.0063.05 63 5 5 55
HSK50-380.0063.05 63 5 5 65
HSK50-380.0080.08 80 8 8 65
HSK63-380.0080.08 80 8 8 70
Boft
Spare Parts
Bt PURIRET TORX PLUS®$RF
Mono Milling Cutter Clamping Screw TORX PLUS® Wrench
HSK32-380... 5.12T20P T20PQ

226

34
40
51
51
68
68

14°
14°
10°
10°
10°
10°

HWS

314027R - 314041R - 314052R
314027R - 314041R » 314052R
314027R - 314041R « 314052R
314027R « 314041R « 314052R
314027R - 314041R - 314052R
314027R » 314041R « 314052R



BE ] ABS..380 (ph HORN i)

Mono Milling Cutter

w

ABS-KOMET

Br=HAF8

Picture = right hand cutting version

ERES Ds z A HWS

Part number

ABS32.380.0044.03 44 3 14° 314027R « 314041R « 314052R
ABS40-380.0050.04 50 4 14° 314027R » 314041R « 314052R
ABS50.380.0063.05 63 5 10° 314027R « 314041R « 314052R
ABS50.380.0080.08 80 8 10° 314027R « 314041R « 314052R
ABS63.380.0080.08 80 8 10° 314027R + 314041R « 314052R
AR
Spare Parts

EHUstn PRIRET TORX PLUS®$RF

Mono Milling Cutter Clamping Screw TORX PLUS® Wrench

ABS32... 5.12T20P T20PQ
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25%7] 381 (plr HORN il)

Disc Milling Cutter

r
/ r
Ds
A-A
h - |
2 —~Q
s - w Q 5
© RH =
= I 2
5 —38y
R| ¢
| !
h .
O mmm—
ER=HFE
Picture = right hand cutting version
mis z Ds d, h, h d, A d, HWS
Part number
R381.0063.05 5 63 22 14.2 14 51 14° 34 314027R « 314041R « 314052R
R381.0080.08 8 80 27 16.2 16 68 10° 43 314027R » 314041R « 314052R
R381.0100.10 10 100 32 20.2 20 88 10° 48 314027R » 314041R « 314052R
L381.0063.05 5 63 22 14.2 14 51 14° 34 314027L - 314041L - 314052L
L381.0080.08 8 80 27 16.2 16 68 10° 43 314027L - 314041L - 314052L
L381.0100.10 10 100 32 20.2 20 88 10° 48 314027L  314041L - 314052L
7L(d2) A EIDIN138AT AL FEHE
Bore (d2) with longitudinal keyway to DIN 138
tmaxW71 A
tmax see inserts
Boft
Spare Parts
=237 PURIRET TORX PLUS®$RF
Disc Milling Cutter Clamping Screw TORX PLUS® Wrench
R/L381... 5.12T20P T20PQ
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AR TIA 314 (ph HoRN ph)

Indexable insert

o™~
” D“ A
9 il
2 o %) l
v |
EREeTHsS
RS A1 e Carbide grades
e = ~ ) A EF A4TE
R =right hand version shown L = left hand version on stock 4 weeks
s Nw w r s HIS N v ®
Part number Ol 9|2
=S| < |F|F
R314.0130.00 1.3 141 0.1 5.4 314027R A A
R314.0160.00 1.6 1.71 0.1 5.4 314027R A A
R314.0185.00 1.85 1.96 0.15 5.4 314027R A A
R314.0215.00 2.15 2.26 0.15 5.4 314027R A | A A
R314.0265.00 2.65 2.76 0.15 5.4 314027R A A A A
R314.0315.00 3.15 3.26 0.15 5.4 314027R A A A | A
R314.0415.00 4.15 4.26 0.15 54 314041R A A A | A
R314.0515.00 5.15 5.26 0.15 54 314052R A | A A A
L314.0130.00 1.3 141 0.1 5.4 314027L A
L314.0160.00 1.6 1.71 0.1 5.4 314027L A
L314.0185.00 1.85 1.96 0.15 5.4 314027L A
L314.0215.00 2.15 2.26 0.15 5.4 314027L A| A
L314.0265.00 2.65 2.76 0.15 5.4 314027L A A
L314.0315.00 3.15 3.26 0.15 5.4 314027L A A A
L314.0415.00 4.15 4.26 0.15 5.4 314041L A | A A
L314.0515.00 5.15 5.26 0.15 5.4 314052L A| A A

JUARRBUR F R R E A

Geometrie depending on angle of seating A

A Y a
10° | 15° | 6°
14° | 11° | 10°
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AR TIA 314 (ph HoRN ph)

Indexable insert

\ 'I j
) ‘_{
BRA SIS
R A0 e Carbide grades
e = _ ) A EF A 4R
R =right hand version shown L = left hand version on stock 4 weeks
RS Nw w r s, s t t, HIS 0 | 10
Part number 3|2
< |
R314.1105.54 1.1 1.21 0.1 4.52 5.45 0.5 0.49 314041R
R314.1307.54 1.3 141 0.1 4.62 5.45 0.75 0.67 314041R A | A
R314.1308.54 1.3 141 0.1 4.62 5.45 0.85 0.83 314041R
R314.1609.54 1.6 1.71 0.1 4.52 5.45 0.85 0.83 314041R A | A
R314.1610.54 1.6 1.71 0.1 4.52 5.45 1 0.97 314041R A A
R314.1812.54 1.85 1.96 0.15 4.64 5.45 1.25 1.23 314041R A | A
R314.2115.54 2.15 2.26 0.15 4.79 5.45 1.5 1.47 314041R A | A
R314.2616.54 2.65 2.76 0.15 4.54 5.45 1.5 1.47 314041R A | A
R314.2617.54 2.65 2.76 0.15 4.54 5.45 1.75 1.72 314041R A | A
R314.3118.54 3.15 3.26 0.15 4.54 5.45 1.75 1.72 314041R A | A
R314.4120.54 4.15 4.26 0.15 4.99 5.45 2 1.97 314041R A | A
R314.4125.54 4.15 4.26 0.15 4.99 5.45 2.5 2.47 314041R A | A
R314.5130.61 5.15 5.26 0.15 5.85 6.1 B 297 314052R A | A
L314.1105.54 1.1 1.21 0.1 4.52 5.45 0.5 0.49 314041L A
L314.1307.54 1.3 141 0.1 4.62 5.45 0.75 0.67 314041L A
L314.1308.54 1.3 1.41 0.1 4.62 5.45 0.85 0.83 314041L A
L314.1609.54 1.6 1.71 0.1 4.52 5.45 0.85 0.83 314041L A | A
L314.1610.54 1.6 1.71 0.1 4.52 5.45 1 0.97 314041L A
L314.1812.54 1.85 1.96 0.15 4.64 5.45 1.25 1.23 314041L A
L314.2115.54 2.15 2.26 0.15 4.79 5.45 1.5 1.47 314041L A
L314.2616.54 2.65 2.76 0.15 4.54 5.45 1.5 1.47 314041L A
L314.2617.54 2.65 2.76 0.15 4.54 5.45 1.75 1.72 314041L A
L314.3118.54 3.15 3.26 0.15 4.54 5.45 1.75 1.72 314041L A
L314.4120.54 4.15 4.26 0.15 4.99 5.45 2 1.97 314041L A A
L314.4125.54 4.15 4.26 0.15 4.99 5.45 2.5 247 314041L A
L314.5130.61 5.15 5.26 0.15 5.85 6.1 3 2.97 314052L A
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AR

Indexable insert

314

(ph HORN i)

SUN

40

_Vf_-ﬂﬂa
o il

(i
ol

S r—

L=HFH

L = left hand version

R=GFE-INE

R =right hand version shown

FRils Nw w
Part number

R314.0215.40 2.15 2.26
R314.0265.40 2.65 2.76
R314.0315.40 3.15 3.26
L314.0215.40 2.15 2.26
L314.0265.40 2.65 2.76
L314.0315.40 3.15 3.26

JUEFAREUR FREAE A

Geometrie depending on angle of seating A

A Y a
10° | 15° | 6°
14° | 11° | 10°

0.15
0.15
0.15
0.15
0.15
0.15

54
5.4
54
54
54
5.4

BRETES

Carbide grades

A EF A 4R

on stock 4 weeks
HIS N |w
282
314027R Al A A
314027R A|A | A
314027R A|A | A
314027L A A
314027L A|A|A

314027L A A
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1EstH (ﬁh HORN i)

Groove Milling

M101

18t7] Groove milling cutter

PIE|7IE @ 63 mm from cutting edge @ 63 mm
13 1.2-4.6 mm Width of groove 1,2 - 4,6 mm
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faskHl

Groove Milling

(ph HORN i)

&7

Groove milling cutter

M101

257
Disc Milling Cutter

M101

AR TN TUEE T

Arbour Mounted Cutter
M101

yAla)
Insert
S101
RAER

Technical Instructions

234

B'I/ Page
235

D1/Page
236-237

D"I/Page
238-239

3 E

FY

D1/Page D1/Page
240, 243 241-242

D1/Page
245

b / Page
244



fEx7]

Groove milling cutter

HA ghé HB gh6
& = | @ =
T - T
_.b
i DIN1835-B
R
! m' wl
i _D" £
S B 3
2 1
DIN1835-A
w
i ’
| A
|
ER=GFE
Picture = right hand cutting version
s Z|Ds| d L, L | d | b | t, | X 8% n. | HWS
Part number Form | Width of groove
M101.063.D16.23.2.12A 5|63 ]| 16 110 30 23 | 0.95 | 19.5 A 1.2-1.2 7500 | 10112
M101.063.D16.23.2.14A 5|63 ]| 16 110 30 23 | 1.15 | 195 A 14-14 7500 | 10114
M101.063.D16.23.2.16A 5| 63 | 16 110 30 23 | 1.3 | 195 A 1.6-1.8 7500 | 10116
M101.063.D16.23.2.20A 5| 63 | 16 | 11035 | 304 | 23 1.6 | 195 A 2.0-2.3 7500 | 10120
M101.063.D20.23.2.12B 5|63 | 20 110 30 23 | 0.95 | 19.5 B 1.2-12 7500 | 10112
M101.063.D20.23.2.14B 5163 20 110 30 23 | 1.15 | 195 B 14-14 7500 | 10140
M101.063.D20.23.2.16B 5|63 | 20 110 30 23 | 1.3 | 195 B 1.6-1.8 7500 | 10116
M101.063.D20.23.2.20B 5| 63|20 | 11035 | 304 | 23 | 1.6 | 195 B 2.0-2.3 7500 | 10120
M101.063.D25.23.2.12B 5|63 | 25 110 30 23 | 0.95 | 19.5 B 1.2-1.2 7500 | 10112
M101.063.D25.23.2.16B 5|63 ]| 25 110 30 23 | 1.3 | 195 B 1.6-1.8 7500 | 10116
M101.063.D25.23.2.20B 5|63 | 25 110 30 23 | 16 | 195 B 2.0-2.3 7500 | 10120
P1OL.0LRFAIEEHTIP-FSITIT!
Wrench P101.01 is not combined with slotting cutter - separate order required!
AR
Spare Parts
HEHE AL TR TORX PLUS®$RF PRERET
Groove milling cutter Shank Blade TORX PLUS® Wrench Clamping Screw
M101.063.D16.23.2.12A 020.D16.23.2.12A | M101.0063.28.23.12 T8PL
M101.063.D16.23.2.14A 020.D16.23.2.12A | M101.0063.28.23.14 T8PL
M101.063.D16.23.2.16A 020.D16.23.2.16A | M101.0063.28.23.16 T8PL
M101.063.D16.23.2.20A 020.D16.23.2.16A | M101.0063.28.23.20 T8PL
M101.063.D20.23.2.12B 020.D20.23.2.12B | M101.0063.28.23.12 T8PL
M101.063.D20.23.2.14B 020.D20.23.2.12B M101.0063.28.23.14 T8PL
M101.063.D20.23.2.16B 020.D20.23.2.16B | M101.0063.28.23.16 T8PL
M101.063.D20.23.2.20B 020.D20.23.2.16B M101.0063.28.23.20 T8PL
M101.063.D25.23.2.12B 020.D25.23.2.12B | M101.0063.28.23.12 T8PL 030.3543.T8P
M101.063.D25.23.2.16B 020.D25.23.2.16B M101.0063.28.23.16 T8PL 030.3543.T8P
M101.063.D25.23.2.20B 020.D25.23.2.20B | M101.0063.28.23.20 T8PL 030.3543.T8P
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BT M101 (ph HoRN ph)

Disc Milling Cutter

/
..bz..
b,
i
_OQ'
Q
1
£
nill
W
i 2 Ds |
ER-aFE
Picture = right hand cutting version
RS Z | Ds |t,| b |d | b |d | d |d TR N | HWS
Part number Width of groove
M101.0080.22.12 7 80 20 095 | 22 13 36 | 425 | 29 1.2-12 6000 | 10112
M101.0080.22.14 7 80 20 115 | 22 | 131 | 36 | 425 | 29 14-14 6000 | 10114
M101.0080.22.16 7 80 20 1.3 22 | 133 | 36 | 425 | 29 1.6-1.8 6000 | 10116
M101.0100.22.16 9 100 30 1.3 22 | 133 | 36 | 425 | 29 1.6-1.8 5000 | 10116
M101.0125.32.16 11 | 125 33 13 32 | 213 | 55 | 6.25 | 45 1.6-1.8 4000 | 10116
M101.0080.22.20 7 80 20 1.6 22 | 136 | 36 | 425 | 29 2.0-2.3 6000 | 10120
M101.0100.22.20 9 100 30 1.6 22 | 136 | 36 | 425 | 29 2.0-2.3 5000 | 10120
M101.0125.32.20 11 | 125 33 1.6 32 | 216 | 55 | 6.25 | 45 2.0-2.3 4000 | 10120

RFPLOLOIMEHREB AR AFEEBTIA-FHITITE!

Wrench P101.01 and the driving collar sets are not combined with slotting cutter - separate order required!

Aot

Spare Parts
Bt feohEEA
Disc Milling Cutter Driving hole ringset
M101.0... 020.22.06.36
M101.0125.32.16/...20 020.32.10.55
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BT M101 (ph HoRN ph)

Disc Milling Cutter

b

i I

N R

I B

N

! L 1

A
U
1

W
ER=AFA
Picture = right hand cutting version
RS Z | Ds |t, | b |d | b |d | d |d TR N | HWS
Part number Width of groove
M101.0080.22.30 6 80 20 24 | 22 | 144 | 36 4.25 29 2.8-3.4 6000 | 10130
M101.0100.22.30 8 100 26 24 | 22 | 224 | 46 5.25 32 2.8-3.4 5000 | 10130
M101.0125.32.30 10 | 125 34 | 24 | 32 | 224 | 55 6.25 45 2.8-3.4 4000 | 10130
M101.0160.40.30 12 | 160 39 24 | 40 | 264 | 80 | 11.25 | 63 2.8-3.4 3000 | 10130
M101.0080.22.40 6 80 20 32 | 22 | 152 | 36 4.25 29 3.8-4.6 6000 | 10140
M101.0100.22.40 8 100 26 32 | 22 | 232 | 46 5.25 32 3.8-4.6 5000 | 10140
M101.0125.32.40 10 | 125 34 32 | 32 | 232 | 55 6.25 45 3.8-4.6 4000 | 10140
M101.0160.40.40 12 | 160 39 32 | 40 | 27.2 | 80 | 11.25 | 63 3.8-4.6 3000 | 10140
M101.0200.40.40 16 | 200 59 32 | 40 | 27.2 | 80 | 11.25 | 63 3.8-4.6 2500 | 10140

#HRFP101.02M L ch R BB T EEHTIR-FHITITE!

Wrench P101.02 and the driving collar sets are not combined with slotting cutter - separate order required!

Aot

Spare Parts
Bt feohEEA
Disc Milling Cutter Driving hole ringset
M101.0... 020.22.06.36
M101.0125.32.16/...20 020.32.10.55
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ST M101 (ph HORN i)

Arbour Mounted Cutter

Br=HAF8

Picture = right hand cutting version

s Z|Ds |t | h b | d | d, || | s (P | d, |d|n., b HWS
Part number Width of
groove

M101.0080.A16.12 | 7 | 80 | 20 | 33 |0.95| 135 | 32 | 18| 227 | 84 |56 | 37 |16 | 6000 1.2-12 10112
M101.0080.A16.14 | 7 | 80 | 20 |33.2 | 115|135 | 32 |18 | 227 | 84 |56 | 37 |16 | 6000 14-14 10114
M101.0080.A16.16 | 7 | 80 | 20 | 33 | 1.3 | 135 | 32 |18 | 22.7 | 84 |56 | 37 |16 | 6000 1.6-1.8 10116
M101.0100.A22.16 | 9 | 100 | 28 | 37 | 1.3 | 18.5|40.5|20| 24.7 | 10.4 | 6.3 | 40.5 | 22 | 5000 1.6-1.8 10116
M101.0125.A32.16 |11 |125| 34 | 50 | 1.3 | 285 | 45 |25|36.7 | 144 | 8 | 55 |32 |4000 1.6-1.8 10116
M101.0080.A16.20 | 7 | 80 | 20 | 33 | 16 | 135 | 32 |18 | 22.7 | 84 |56 | 37 |16 | 6000 2.0-2.3 10120
M101.0100.A22.20 | 9 | 100 | 28 | 37 | 1.6 | 185 |40.5 |20 | 24.7 | 10.4 | 6.3 | 40.5 | 22 | 5000 2.0-2.3 10120
M101.0125.A32.20 | 11 | 125| 34 | 50 | 1.6 | 285 | 45 |25|36.7 | 144 | 8 | 55 |32 | 4000 2.0-2.3 10120

P101.0LR FARUEEHIR-FHTITE!

Wrench P101.01 is not combined with slotting cutter - separate order required!

AR

Spare Parts
TR PRIRET TR TORX PLUS®#RF
Arbour Mounted Cutter Clamping Screw Blade TORX PLUS® Wrench
M101.0080.A16.12 030.3543.T8P M101.0080.28.12 T8PL
M101.0080.A16.14 030.3543.T8P M101.0080.28.14 T8PL
M101.0080.A16.16 030.3543.T8P M101.0080.28.16 T8PL
M101.0100.A22.16 030.3543.T8P M101.0100.28.16 T8PL
M101.0125.A32.16 030.3543.T8P M101.0125.28.16 T8PL
M101.0080.A16.20 030.3543.T8P M101.0080.28.20 T8PL
M101.0100.A22.20 030.3543.T8P M101.0100.28.20 T8PL
M101.0125.A32.20 030.3543.T8P M101.0125.28.20 T8PL
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ATV T]

Arbour Mounted Cutter

M101

(ph HORN i)

ed,

Br=HAF8

Picture = right hand cutting version

FRRS

Part number

Z | Ds |t h

b | d [

1 1

M101.0080.A22.30
M101.0100.A22.30
M101.0125.A32.30
M101.0160.A40.30
M101.0080.A22.40
M101.0100.A22.40
M101.0125.A32.40
M101.0160.A40.40
M101.0200.A40.40

6
8
10
12
6
8
10
12
16

80
100
125
160

80
100
125
160
200

19
29
34
39
19
29
34
39
59

37
37
50
50
37.9
37.9
50.9
50.9
50.9

24
2.4
24
24
3.2
3.2
3.2
82
3.2

18.5
18.5
28.5
34.5
18.5
18.5
28.5
345
345

20
20
25
28
20
20
25
28
28

24.7
24.7
36.7
35
24.7
24.7
36.7
35
35

10.4 | 6.3
10.4 | 6.3
144 | 8
164 | 9
10.4 | 6.3
104 | 6.3
144 | 8
164 | 9
164 | 9

22
40
55
80
22
40
55
80
80

22
22
32
40
22
22
32
40
40

5000
5000
4000
3000
5000
5000
4000
3000
2500

P101,02iRFFTIEIEH TP

77!

Wrench P101.02 is not combined with slotting cutter - separate order required!

Eef

Spare Parts
SH7IAEET
Arbour Mounted Cutter
M101.0080.A22.30
M101.0100.A22.30
M101.0125.A32.30
M101.0160.A40.30
M101.0080.A22.40
M101.0100.A22.30
M101.0125.A32.30
M101.0160.A40.30
M101.0200.A40.40

FHEIRET

Clamping Screw
030.0520.0912
030.0520.0912
030.0620.0913
030.1030.0911
030.0520.0912
030.0520.0912
030.0620.0913
030.1030.0911
030.1030.0911

TR
Blade

M101.0080.28.30
M101.0100.22.30
M101.0125.32.30
M101.0160.40.30
M101.0080.28.40
M101.0100.22.40
M101.0125.32.40
M101.0160.40.40
M101.0080.28.40

TORX PLUS®IRF
TORX PLUS® Wrench

T15PQ
T15PQ
T20PQ

T15PQ
T15PQ
T20PQ

5

Width of groove
2.8-34
2.8-34
2.8-34
2.8-3.4
3.8-4.6
3.8-4.6
3.8-4.6
3.8-4.6
3.8-4.6

HWS

10130
10130
10130
10130
10140
10140
10140
10140
10140
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AL

Insert

S101

(ph HORN pill)

FRES
Part number

$101.0120.315
$101.0140.315
$101.0160.315
$101.0200.320
$101.0250.320

240

1.2
1.4
1.6

0.15

0.15

0.15
0.2
0.2

A EF

on stock

HIS

10112
10114
10116
10120
10120

EREeTHsS
Carbide grades

A4
4 weeks




AL

Insert

S101

(ph HORN pill)

FRES
Part number

S$101.0300.E32
S$101.0400.E33

0.2
0.3

A EF

on stock

HIS

10130
10140

EREeTHsS
Carbide grades

A4
4 weeks

AS45
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Al S101 (ph HORN i)

Insert

BRETES
Carbide grades
A EE A4
on stock 4 weeks
FEmES w r HIS -
Part number 3
<<
S$101.0160.E3.R08 1.6 0.8 10116
$101.0200.E3.R10 2 1 10120
S101.0300.E3.R15 3 15 10130
M| e
N
S|e
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AL

Insert

S101

(ph HORN )

R=HFE-MNE

R =right hand version shown

FRuS
Part number

RS101.0812.30
RS101.0816.30
RS101.0820.30
RS101.0825.30
LS101.0812.30
LS101.0816.30
LS101.0820.30
LS101.0825.30

1.2
1.6

2.5
1.2
1.6

255

L=HFH

L = left hand version

g
g0
g
g
g
P
g°
g

A EF

on stock

HIS

10112
10116
10120
10120
10112
10116
10120
10120

EREeTHsS
Carbide grades

A4
4 weeks
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7R/ S101

Insert

(ph HORN )

=
V2
R=BFA-INE L=HFH
R =right hand version shown L = left hand version
FmES w a
Part number
RS101.0830.FYO 3 8°
LS101.0830.FYO 3 8°

244

BRETES
Carbide grades
A EE A 4R
on stock 4 weeks
HIS
10130
10130




BARER (ph HoRrN piD)

Technical Instructions

EfIFZ#{RF P101.01

Setting position clamping wrench P101.01
il 5
open closed

P101.01

P101.01

IUER B A TR R E,
BRI R , BHE SR 50% , EEXE] 0.5 - 1 E2KIVIARTIHIRE

Use only conventional milling to avoid chip jamming.
After changing inserts, reduce the feed rate by 50% until an initial depth of cut of 0.5-1 mm is
reached

BARRA®E!

Please note the max. revolutions!

O 257 SAIEEN

@ Disc milling cutter max. Revolutionsn__
@ 63mm 7.500 min-t

@ 80 mm 6.000 min-

@ 100 mm 5.000 mint

@ 125 mm 4.000 mint

@ 160 mm 3.000 min

@ 200 mm 2.500 min!
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(ph HORN )
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FEHERY
Groove Milling —
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tasiHl (ph HORN ph)

Groove Milling

BT
Disc Milling Cutter
382 L
B’I/Page
250-253
S TIRENEET]
Arbour Mounted Cutter
383 L<
D1/Page
254-256
AR
Indexable insert
314 -
D"I/Page D"I/Page
257 258-260
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faskHl

Groove Milling

(ph HORN )

382/383

=45 90
it AL L EaR )

3 6-10 mm
PI1417] @ 80 - 200 mm

Disc Milling Cutter
Arbour Mounted Cutter

Width of groove 6-10 mm
Cutting edge @ 80 - 200 mm
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54590

Disc Milling Cutter

382 (ph HORN i)

L314...

tmax

Br=HAF8

Picture = right hand cutting version

ERES Z|Ds |t |d, | b | d | w BFETIR EFETRA HWS

Part number right hand insert | left hand insert

382.0080.27.06 8 | 8 | 21 | 27 | 10 | 36 | 6 4x R314.... 4x L314... 314027R « 314027L
382.0080.27.08 8 | 8 | 21 | 27 | 12 | 36 | 8 4x R314.... 4x L314... 314041R + 314041L
382.0080.27.10 8 | 80 | 21 | 27 | 12 | 36 | 10 4x R314.... 4x L314... 314052R « 314052L

FL(d2) A EDIN 138 R AL FEAE
Bore (d2) with longitudinal keyway to DIN 138

Aot

Spare Parts
27 BURIRET TORX PLUS®iRF
Disc Milling Cutter Clamping Screw TORX PLUS® Wrench
382.0080.27.06 5F.06T15P T15PQ
382.0080.27.08 5F.08T20P T20PQ
382.0080.27.10 5.10T20P T20PQ
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25%7] 382 (plr HORN il)

Disc Milling Cutter

L314... R314...

tmax

Br=HAF8

Picture = right hand cutting version

ERES Z | Ds |t |d |b |d|w EFETR EFETR HWS

Part number right hand insert | left hand insert

382.0100.32.06 10 | 100 | 255 | 32 | 10 | 47 | 6 5x R314... 5x L314... 314027R « 314027L
382.0100.32.08 10 | 100 | 255 | 32 | 12 | 47 | 8 5x R314... 5x L314... 314041R « 314041L
382.0100.32.10 10 | 100 | 25,5 | 32 | 12 | 47 | 10 5x R314... 5x L314... 314052R » 314052L

FL(d2) A EDIN 138 R AL FEAE
Bore (d2) with longitudinal keyway to DIN 138

Aot

Spare Parts
27 BURRET TORX PLUS®iRF
Disc Milling Cutter Clamping Screw TORX PLUS® Wrench
382.0100.32.06 5F.06T15P T15PQ
382.0100.32.08 5F.08T20P T20PQ
382.0100.32.10 5.10T20P T20PQ

251



25%7] 382 (plr HORN il)

Disc Milling Cutter

L314... R314...

tmax

Br=HAF8

Picture = right hand cutting version

s Z | Ds |t |d | b |d|w HFETR EFRIR HWS
Part number right hand insert | left hand insert
382.0125.40.06 12 | 125 | 325 | 40 | 10 | 58 | 6 6x R314... 6x L314... 314027R « 314027L
382.0125.40.08 12 | 125 | 325 | 40 | 12 | 58 | 8 6x R314... 6x L314... 314041R « 314041L
382.0125.40.10 12 | 125 | 325 | 40 | 14 | 58 | 10 6x R314... 6x L314... 314052R - 314052L
382.0160.40.06 16 | 160 | 50 | 40 | 10 | 58 | 6 8x R314... 8x L314... 314027R + 314027L
382.0160.40.08 16 | 160 | 50 | 40 | 12 | 58 | 8 8x R314... 8x L314... 314041R « 314041L
382.0160.40.10 16 | 160 | 50 | 40 | 14 | 58 | 10 8x R314... 8x L314... 314052R « 314052L
382.0160.40.12 15 | 160 | 50 | 40 | 14 | 58 | 12 2x5R314... 5x L314... 314052R » 314052L
FL(d2)H A DIN138ITHE EE
Bore (d2) with longitudinal keyway to DIN 138
Aot
Spare Parts
BHt7 PRIRET TORX PLUS®$RF
Disc Milling Cutter Clamping Screw TORX PLUS® Wrench
382...06 5F.06T15P T15PQ
382...08 5F.08T20P T20PQ
382...10/12 5.10T20P T20PQ
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54590

Disc Milling Cutter

382

(ph HORN i)

ed,

max

w |

B e

Br=HAF8

Picture = right hand cutting version

FRils

Part number
382.0200.50.06
382.0200.50.08
382.0200.50.10
382.0200.50.12
382.0200.50.14

FL(d2) 4 EDIN138ITEFEFE

Z | Ds | t ..
18 | 200 | 63.5
18 | 200 | 63.5
18 | 200 | 63.5
18 | 200 | 63.5
18 | 200 | 63.5

Bore (d2) with longitudinal keyway to DIN 138

[iES
Spare Parts

B8t

Disc Milling Cutter
382.0200.50.06
382.0200.50.08
382.0200.50....

PURIRET

Clamping Screw
5F.06T15P
5F.08T20P
5.10T20P

50 |10 | 71 | 6
50 | 12 | 71 | 8
50 | 14 | 71 | 10
50 | 14 | 71 | 12
50 | 16 | 71 | 14

TORX PLUS®iRF
TORX PLUS® Wrench

T15PQ
T20PQ
T20PQ

GFETA
right hand insert

9x R314...
9x R314...
9x R314...
2x6 R314...
2x6 R314...

EFRTIA
left hand insert

9x L314...
9x L314...
9x L314...
6x L314...
6x L314...

HWS

314027R - 314027L
314041R - 314041L
314052R « 314052L
314052R « 314052L
314052R - 314052L
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o 7] et 7D
Arbour Mounted Cutter

383

(ph HORrN i)

11210

Ll

Br=HAF8

Picture = right hand cutting version

RS

Part number
383.0100.27.06
383.0100.27.08
383.0100.27.10

FL(d3)F DIN138HR ARG
Bore (d3) with cross keyway to DIN 138

[iES
Spare Parts

ST EET]
Arbour Mounted Cutter
383.0100.27.06
383.0100.27.08
383.0100.27.10

254

YA Ds | t

10 | 100 | 25
10 | 100 | 25
10 | 100 | 25

PURIRET

Clamping Screw
5F.06T15P
5F.08T20P
5.10T20P

w

50 | 48 | 27 | 6
50 | 48 | 27 | 8
50 | 48 | 27 | 10

TORX PLUS®iRF
TORX PLUS® Wrench

T15PQ
T20PQ
T20PQ

GFETA EFETIA
right hand insert | left hand insert

5x R314... 5x L314...
5x R314... 5x L314...
5x R314... 5x L314...

HWS

314027R - 314027L
314041R - 314041L
314052R - 314052L



TR T 383 (ph HORN i)

Arbour Mounted Cutter

L 11z12

t max

Lw|

Br=HAF8

Picture = right hand cutting version

s Z | Ds |t | h|d|d |w HFETR EFRTRA HWS
Part number right hand insert | left hand insert
383.0125.32.06 12 | 125 | 32 | 50 | 56 | 32 | 6 6x R314... 6x L314... 314027R « 314027L
383.0125.32.08 12 | 125 | 32 | 50 | 56 | 32 | 8 6x R314... 6x L314... 314041R « 314041L
FL.(d3)#HDIN138ATAE I 5E4E
Bore (d3) with cross keyway to DIN 138
Eot
Spare Parts
AT PERRET TORX PLUS®$RF
Arbour Mounted Cutter Clamping Screw TORX PLUS® Wrench
383.0125.32.06 5F.06T15P T15PQ
383.0125.32.08 5F.08T20P T20PQ
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TR T 383 (ph HORN i)

Arbour Mounted Cutter

/
h R314...
- - L314.. '&\
I-Il | }-—"‘—/-é\ 5
1 &/‘S) e S i
< \(%
| (=] -
il i 0\'
R ® N\ <o
ey, $z %090
| 1@ Q\ / =]
N (\?L\ - //
o SRR o
> k r
E A2
‘i RO O
LANS . 2 Ds _
EhersEsit
Picture = right hand cutting version
ERES Z | Ds [t | h |d |d|w AFETIRA EFETR HWS
Part number right hand insert | left hand insert
383.0160.40.06 16 | 160 | 44 | 60 | 70 | 40 | 6 8x R314... 8x L314... 314027R « 314027L
383.0160.40.08 16 | 160 | 44 | 60 | 70 | 40 | 8 8x R314... 8x L314... 314041R - 314041L
383.0200.40.06 18 | 200 | 54 | 50 | 90 | 40 | 6 9x R314... 9x L314... 314027R - 314027L
383.0200.40.08 18 | 200 | 54 | 50 | 90 | 40 | 8 9x R314... 9x L314... 314041R - 314041L
383.0200.40.10 18 | 200 | 54 | 50 | 90 | 40 | 10 9x R314... 9x L314... 314052R « 314052L
383.0200.40.12 18 | 200 | 54 | 50 | 90 | 40 | 12 2x6 R314... 6x L314... 314052R - 314052L
FL.(d3)H#DIN138ATAE I A%
Bore (d3) with cross keyway to DIN 138
Aot
Spare Parts
TR T PRIRET TORX PLUS®$RF
Arbour Mounted Cutter Clamping Screw TORX PLUS® Wrench
383.0160..06 5F.06T15P T15PQ
383.0160..08 5F.08T20P T20PQ
383.0200... 5.10T20P T20PQ
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AR

Indexable insert

314

(ph HORN i)

R=GFE-INE

R =right hand version shown

FRRS

Part number

R314.6032.00
R314.8043.00
R314.0054.00
L314.6032.00
L314.8043.00
L314.0054.00
N314.0056.00

ABREDL

OETI A N314.0056.00 8 F3EFR T4,

Note:

6
8

10/12/14
6
8
14

L=HFH

L = left hand version

3.2
4.3
54
3.2
4.3
5.4
5.6

Standard insert N314.0056.00 for use with special cutters.

0.2
0.2
0.2
0.2
0.2
0.2
0.2

2.7
4.1
5.2
2.7
4.1
5.2
5.2

A EF

on stock

HIS

314027R
314041R
314052R
314027L
314041L
314052L
314052N

EREeTHsS
Carbide grades

A4R

4 weeks

> > > > > > b AS45

> > > > > > TI25
> > > > > > > TN35
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F

AR

Indexable insert

314

(ph HORN i)

R=GFE-INE

R =right hand version shown

FRRS

Part number

R314.0320.20
R314.0430.20
R314.0430.25
R314.0540.20
R314.0540.25
R314.0540.40
L314.0320.20
L314.0430.20
L314.0430.25
L314.0540.20
L314.0540.25
L314.0540.40

258

+

L=HFH

L = left hand version

3.2
4.3
4.3
5.43
5.44
547
3.2
4.3
4.3
543
5.44
5.47

2.3

2.5

N

2.5

25

A EF

on stock

HIS

314027R
314041R
314041R
314052R
314052R
314052R
314027L
314041L
314041L
314052L
314052L
314052L

EREeTHsS
Carbide grades

A4R

4 weeks

> > > > > > > > > > > > AS4S
> > > > > > > > > T25




AR TIA 314 (ph HoRN ph)

Indexable insert

BRaEES

R A0 e Carbide grades
o e _ . A ETF A4JE
R =right hand version shown L = left hand version on stock 4 weeks
mis w b, r HIS 9 |
Part number S|
< | F
R314.0320.04 6 3.2 0.4 314027R A
R314.0320.05 6 3.2 0.5 314027R A
R314.0320.10 6 3.2 1 314027R A
R314.0320.15 6 3.2 1.5 314027R A
R314.0320.16 6 3.2 1.6 314027R A
R314.0320.20 6 3.2 2 314027R A | A
R314.0430.04 8 4.3 0.4 314041R A
R314.0430.05 8 43 0.5 314041R A
R314.0430.10 8 4.3 1 314041R A
R314.0430.15 8 43 1.5 314041R A
R314.0430.16 8 43 1.6 314041R A
R314.0430.20 8 43 2 314041R A | A
R314.0430.25 8 4.3 2.5 314041R A | A
L314.0320.04 6 3.2 0.4 314027L A
L314.0320.05 6 3.2 0.5 314027L A
L314.0320.10 6 3.2 1 314027L A
L314.0320.15 6 3.2 1.5 314027L A
L314.0320.16 6 3.2 1.6 314027L A
L314.0320.20 6 3.2 2 314027L A | A
L314.0430.04 8 43 0.4 314041L A
L314.0430.05 8 4.3 0.5 314041L A
L314.0430.10 8 4.3 1 314041L A
L314.0430.15 8 4.3 1.5 314041L A
L314.0430.16 8 43 1.6 314041L A
L314.0430.20 8 43 2 314041L A | A
L314.0430.25 8 43 2.5 314041L A | A
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AR TIA 314 (ph HoRN ph)

Indexable insert

+

BRaEES

R A0 e Carbide grades
o e _ . A ETF AR
F R =right hand version shown L = left hand version on stock 4 weeks
RS w b, r HIS 0 |
Part number S
< |
R314.0540.04 10 5.43 0.4 314052R A
R314.0540.05 10 5.43 0.5 314052R A
R314.0540.10 10 5.43 1 314052R A
R314.0540.15 10 5.43 1.5 314052R A
R314.0540.16 10 5.43 1.6 314052R A
R314.0540.20 10 5.43 2 314052R A | A
L314.0540.04 10 5.43 0.4 314052L A
L314.0540.05 10 5.43 0.5 314052L A
L314.0540.10 10 5.43 1 314052L A
L314.0540.15 10 5.43 15 314052L A
L314.0540.16 10 5.43 1.6 314052L A
L314.0540.20 10 5.43 2 314052L A | A
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(ph HORN )
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faskHl

Groove Milling

(ph HORN i)

BT

Disc Milling Cutter

M310
B’I/Page
264

IR T]

Screw-in cutter

M310
D1/Page
265-266

TR EET]

Arbour Mounted Cutter

M310 »
D"I/Page
267-270

AR

Indexable insert

$310 L <
ﬁ/Page
271-273

262



Groove Milling

M310 "

2] Disc Milling Cutter

PR AV 7D Screw-in Cutter

Y =PAL R YA Arbour Mounted Cutter
FE3E 3-5mm Width of slot 3-5mm

Y11 7] @ 50 - 200 mm Cutting edge @ 50 - 200 mm
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54590

Disc Milling Cutter

M310 (ph HORN i)

)
©
Q
3
&
E
Tl w
ER=HF5
F Picture = right hand cutting version
RS Z | Ds |t |d,|b,|d |w AFETIA EFRTIA HWS
Part number right hand insert left hand insert
M310.0080.27.03 8 | 80 | 18 | 27 | 8 | 40 | 3 | 4xRS310.3017... | 4xLS310.3017... | 310017R+310017L
M310.0080.27.04 8 | 80 | 18 | 27 | 8 | 40 | 4 | 4xRS310.4023... | 4xLS310.4023... | 310023R+310023L
M310.0080.27.05 8 | 80 | 18 | 27 | 8 | 40 | 5 | 4xRS310.5028... | 4xLS310.5028... | 310028R «310028L
M310.0100.32.03 10 | 100 | 25 | 32 | 8 | 46 | 3 | 5xRS310.3017... | 5xLS310.3017... | 310017R«310017L
M310.0100.32.04 10 | 100 | 25 | 32 | 8 | 46 | 4 | 5xRS310.4023... | 5xLS310.4023... | 310023R«310023L
M310.0100.32.05 10 | 100 | 25 | 32 | 8 | 46 | 5 | 5xRS310.5028... | 5xLS310.5028... | 310028R«310028L
M310.0125.40.03 12 | 125 | 32 | 40 | 10 | 54 | 3 | 6xRS310.3017... | 6xLS310.3017... | 310017R~310017L
M310.0125.40.04 12 | 125 | 32 | 40 | 10 | 54 | 4 | 6xRS310.4023... | 6xLS310.4023... | 310023R«310023L
M310.0125.40.05 12 | 125 | 32 | 40 | 10 | 54 | 5 | 6xRS310.5028... | 6xLS310.5028... | 310028R «310028L
M310.0160.40.03 16 | 160 | 50 | 40 | 10 | 54 | 3 | 8xRS310.3017... | 8xLS310.3017... | 310017R«310017L
M310.0160.40.04 16 | 160 | 50 | 40 | 10 | 54 | 4 | 8xRS310.4023... | 8xLS310.4023... | 310023R«310023L
M310.0160.40.05 16 | 160 | 50 | 40 | 10 | 54 | 5 | 8xRS310.5028... | 8xLS310.5028... | 310028R«310028L
M310.0200.40.04 20 | 200 | 70 | 40 | 10 | 54 | 4 | 10x RS310.4023... | 10x LS310.4023... | 310023R « 310023L
M310.0200.40.05 20 | 200 | 70 | 40 | 10 | 54 | 5 | 10x RS310.5028... | 10x LS310.5028... | 310028R « 310028L
FL(d2) WM B DIN138HT A
Bore (d2) with longitudinal keyway to DIN 138
Aot
Spare Parts
BHt7 PRIRET TORX PLUS®$RF
Disc Milling Cutter Clamping Screw TORX PLUS® Wrench
M310...03 030.0324.T7P T7PL
M310...04 030.3535.T8P T8PL
M310...05 030.3543.T8P T8PL
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BB Rt T

Screw-in cutter

M310

(ph HORN i)

Br=HAF8

Picture = right hand cutting version

FRRS

Part number

M310.0050.M10.03
M310.0050.M10.04
M310.0050.M10.05
M310.0063.M12.03
M310.0063.M12.04

M310.0063.M12.05

[iES
Spare Parts

BRL SR BETD
Screw-in cutter
M310...03
M310...04
M310...05

Ds

50

50

50

63

63

63

ES

34

35

39

40

41

13

14

15

15

16

17

M10

M10

M10

M12

M12

M12

PURIRET

Clamping Screw
030.0324.T7P
030.3535.T8P
030.3543.T8P

18

18

18

21

21

21

wiwl|t, | BFEEDH
right hand insert
15 15 | 3xRS310.3017...
15 15 | 3x RS310.4023...
15 15 | 3xRS310.5028...
17 20 | 3x RS310.3017...
17 20 | 3x RS310.4023...
17 20 | 3x RS310.5028...
TORX PLUS®$RF
TORX PLUS® Wrench
T7PL
T8PL
T8PL

EFRTR
left hand insert

3x1S310.3017...

3xLS310.4023...

3x LS310.5028...

3x LS310.3017...

3x LS310.4023...

3x LS310.5028...

HWS

310017R-
310017L
310023R -
310023L
310028R -
310028L
310017R -
310017L
310023R «
310023L
310028R -
310028L

HMS

10001

10001

10001

12001

12001

12001
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BB Rt T

Screw-in cutter

M310 (ph HORN i)

z6

DS | h

E
1 i
)
i
=F =
i (2]
L1
2
Br=AFE
Picture = right hand cutting version
ERES Z(Ds| h|L | d, [d|[SW|w|t | H‘&FEIHS EFERTIRA HWS HMS
Part number right hand insert | left hand insert
M310.0050.M10.03.1K | 6 | 50 | 33 | 13 | M10 | 18 | 15 | 3 | 15 | 3xRS310.3017... | 3x LS310.3017... 33110801177RL’ 10001
310023R+
M310.0050.M10.04.1K | 6 | 50 | 34 | 14 | M10 | 18 | 15 | 4 | 15 | 3xRS310.4023... | 3xLS310.4023.. | 3 0 °0° | 10001
310028R
M310.0050.M10.05.1K | 6 | 50 | 35 | 15 | M10 |18 | 15 | 5 | 15 | 3xRS310.5028... | 3xLS310.5028... | 37050 " | 10001
310017R«
M310.0063.M12.03.1K | 6 | 63 |39 | 15 | M12 |21 | 17 | 3 | 20 | 3xRS310.3017... | 3xLS310.3017... | 3 000" | 12001
310023R .
M310.0063.M12.04.1K | 6 | 63 | 40 | 16 | M12 |21 | 17 | 4 | 20 | 3xRS310.4023... | 3xLS310.4023... | 3 0" | 12001
310028R«
M310.0063.M12.05.1K | 6 | 63 | 41|17 | M12 |21 | 17 | 5 | 20 | 3xRS310.5028... | 3xLS310.5028... | 3 /50" | 12001
[iTEs
Spare Parts
IRASI T FSEIRET TORX PLUS®iRF
Screw-in cutter Clamping Screw TORX PLUS® Wrench
M310...03 030.0324.T7P T7PL
M310...04 030.3535.T8P T8PL
M310...05 030.3543.T8P T8PL
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ATV T]

Arbour Mounted Cutter

M310

(ph HORN i)

Br=HAF8

Picture = right hand cutting version

FRils

Part number
M310.0080.22.03
M310.1100.27.03
M310.1125.27.03
M310.1125.32.03
M310.1125.40.03
M310.1160.40.03

FL(d3)HDIN 138 A AN s

yA Ds
8 80
10 | 100
12 | 125
12 | 125
12 | 125
16 | 160

Bore (d3) with cross keyway to DIN 138

Eef

Spare Parts

23
25
35.7
325
26.5
44

ST EET]
Arbour Mounted Cutter

M310...

PURIRET

Clamping Screw

030.0324.T7P

E : )
SO | T
8, .
T
é
1 E
w
=== h
h | d,|[d | w GFETR
right hand insert
40 | 33 | 22 | 3 | 4xRS310.3017...
50 | 48 | 27 | 3 | 5x RS310.3017...
50 | 48 | 27 | 3 | 6x RS310.3017...
50 | 58 | 32 | 3 | 6xRS310.3017...
50 | 70 | 40 | 3 | 6x RS310.3017...
50 | 70 | 40 | 3 | 6x RS310.3017...
TORX PLUS®$RF
TORX PLUS® Wrench
T7PL

EFRTR
left hand insert

4x1S310.3017...
5x LS310.3017...
6x LS310.3017...
6x 1.S310.3017...
6x 1.S310.3017...
6x LS310.3017...

HWS

310017R - 310017L
310017R+310017L
310017R+310017L
310017R+310017L
310017R - 310017L
310017R+310017L
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ATV T]

Arbour Mounted Cutter

M310

(ph HORN i)

Br=HAF8

Picture = right hand cutting version

FRils

Part number
M310.0080.22.04
M310.0080.22.05
M310.1100.27.04
M310.1100.27.05
M310.1125.27.04
M310.1125.32.04
M310.1125.40.04
M310.1125.27.05
M310.1125.32.05
M310.1125.40.05
M310.1160.40.04
M310.1160.40.05
M310.1200.40.04
M310.1200.40.05

7L,(d3)#DIN 138 A I s

Bore (d3) with cross keyway to DIN 138

ot

Spare Parts
ST

Arbour Mounted Cutter

M310...04
M310...05

268

Z | Ds |t .
8 | 80 | 23
8 | 80 | 23
10 | 100 | 25
10 | 100 | 25
12 | 125 | 375
12 1 125 | 32
12 | 125 | 26,5
12 | 125 | 375
12 | 125 | 325
12 | 125 | 26,5
16 | 160 | 44
16 | 160 | 44
20 | 200 | 64
20 | 200 | 64
BURIRET

Clamping Screw

030.3535.T8P
030.3543.T8P

40
40
50
50
50
50
50
50
50
50
50
50
50
50

o o

—0 | T

IS !

d, | d, | w GFETIR
right hand insert
33 | 22 | 4 | 4xRS310.4023...
33 122 | 5 | 4xRS310.5028...
48 | 27 | 4 | 5x RS310.4023...
48 | 27 | 5 | 5x RS310.5028...
48 | 27 | 4 | 6x RS310.4023...
56 | 32 | 4 | 6xRS310.4023...
70 | 40 | 4 | 6xRS310.4023...
48 | 27 | 5 | 6x RS310.5028...
56 | 32 | 5 | 6xRS310.5028...
70 | 40 | 5 | 6xRS310.5028...
70 | 40 | 4 | 8xRS310.4023...
70 | 40 | 5 | 8xRS310.5028...
70 | 40 | 4 | 10xRS310.4023...
70 | 40 | 5 | 10xRS310.5028...
TORX PLUS®IRZF
TORX PLUS® Wrench
T8PL
T8PL

EFTR
left hand insert

4x LS310.4023...
4x LS310.5028...
5x LS310.4023...
5x LS310.5028...
6x LS310.4023...
6x LS310.4023...
6x LS310.4023...
6x LS310.5028...
6x LS310.5028...
6x 1L.S310.5028...
8x 1.S310.4023...
8x LS310.5028...
10x LS310.4023...
10x LS310.5028...

HWS

310023R « 310023L
310028R « 310028L
310023R « 310023L
310028R + 310028L
310023R+ 310023L
310023R - 310023L
310023R - 310023L
310028R - 310028L
310028R + 310028L
310028R « 310028L
310023R - 310023L
310028R « 310028L
310023R - 310023L
310028R + 310028L



ATV T]

Arbour Mounted Cutter

M310

(ph HORN i)

Br=HAF8

Picture = right hand cutting version

FRils

Part number
M310.0063.16.03.IK
M310.0063.16.04.1K
M310.0063.16.05.IK
M310.0080.16.03.IK
M310.0080.16.04.IK
M310.0080.16.05.IK
M310.0080.22.03.IK
M310.0080.22.04.IK
M310.0080.22.05.1K
M310.1100.27.03.IK
M310.1100.27.04.IK

F,(d3)# DIN138HF A s

Bore (d3) with cross keyway to DIN 138

[iES
Spare Parts

ST EET]
Arbour Mounted Cutter
M310...03

M310...04

M310...05

Z | Ds | t ..
6 | 63 | 175
6 | 63 | 175
6 | 63 | 175
8 | 80 | 25
8 | 80 | 25
8 | 80 | 25
8 | 80 | 23
8 | 80 | 23
8 | 80 | 23
10 | 100 | 25
10 | 100 | 25
BURIRET

Clamping Screw
030.0324.T7P
030.3535.T8P
030.3543.T8P

Ty
L,TH
2d,

od, |

=

35
35
35
40
40
40
40
40
40
50
50

26
26
26
28
28
28
33
38
33
48
48

16
16
16
16
16
16
22
22
22
27
27

A WO WO, WO DWW

TORX PLUS®iRF
TORX PLUS® Wrench

T7PL
T8PL
T8PL

GFETA
right hand insert

3x RS310.3017...
3x RS310.4023...
3x RS310.5028...
4x RS310.3017...
4x RS310.4023...
4x RS310.5028...
4x RS310.3017...
4x RS310.4023...

4x L.S310.5028...

5x RS310.3017...
5x RS310.4023...

EFRTIA
left hand insert

3x LS310.3017...
3x LS310.4023...
3x LS310.5028...
4x LS310.3017...
4x LS310.4023...
4x 1S310.5028...
4x 1S310.3017...
4x LS310.4023...
4x RS310.5028...
5x LS310.3017...
5x 1LS310.4023...

HWS

310017R - 310017L
310023R - 310023L
310028R « 310028L
310017R+310017L
310023R - 310023L
310028R - 310028L
310017R+310017L
310023R + 310023L
310028R - 310028L
310017R - 310017L
310023R - 310023L
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F

ATV T]

Arbour Mounted Cutter

M310

(ph HORN i)

Br=HAF8

Picture = right hand cutting version

FRils

Part number
M310.1125.27.03.1K
M310.1125.27.04.1K
M310.1125.27.05.IK
M310.1125.32.03.IK
M310.1125.32.04.IK
M310.1125.32.05.IK
M310.1125.40.05.IK
M310.1160.40.03.IK
M310.1160.40.04.1K
M310.1160.40.05.1K
M310.1200.40.04.IK
M310.1200.40.05.IK

z

12
12
12
12
12
12
12
16
16
16
20
20

FL(d3)H DIN 138 E RN e
Bore (d3) with cross keyway to DIN 138

[iES
Spare Parts

ST EET]
Arbour Mounted Cutter
M310...03

M310...04

M310...05

270

Ds |t . | h
125 | 37.5 | 50
125 | 37.5 | 50
125 | 37.5 | 50
125 | 32 | 50
125 | 32 | 50
125 | 32 | 50
125 | 26.5 | 50
160 | 44 | 50
160 | 44 | 50
160 | 44 | 50
200 | 64 | 50
200 | 64 | 50

PURIRET

Clamping Screw
030.0324.T7P
030.3535.T8P
030.3543.T8P

- &Y
S0 | O
IS !
T
» |
(1]
1 E
e
1
W
=== h
d, | d | w aFETIA
right hand insert
48 | 27 | 3 | 6xRS310.3017...
48 | 27 | 4 | 6xRS310.4023...
48 | 27 | 5 | 6xRS310.5028...
56 | 32 | 3 | 6xLS310.3017...
56 | 32 | 4 | 6xLS310.4023...
56 | 32 | 5 | 6xLS310.5028...
70 | 40 | 5 | 6xRS310.5028...
70 | 40 | 3 | 8xRS310.3017...
70 | 40 | 4 | 8xRS310.4023...
70 | 40 | 5 | 8xLS310.5028...
70 | 40 | 4 | 10x LS310.4023...
70 | 40 | 5 | 10x LS310.5028...
TORX PLUS®$RF
TORX PLUS® Wrench
T7PL
T8PL
T8PL

EFTIR
left hand insert

6x LS310.3017...
6x LS310.4023...
6x LS310.5028...
6x LS310.3017...
6x RS310.4023...
6x RS310.5028...
6x LS310.5028...
8x LS310.3017...
8x LS310.4023...
3x RS310.5028...
10x RS310.4023...
10x RS310.5028...

HWS

310017R - 310017L
310023R - 310023L
310028R « 310028L
310017R+310017L
310023R - 310023L
310028R - 310028L
310028R - 310028L
310017R+310017L
310023R - 310023L
310028R - 310028L
310023R - 310023L
310028R « 310028L



AR

Indexable insert

S310

(ph HORN i)

R=GFE-INE

R =right hand version shown

FRRS

Part number

RS310.3017.00
RS310.3118.00
RS310.4023.00
RS310.5028.00
LS310.3017.00
LS310.3118.00
LS310.4023.00
LS310.5028.00

A

=1

I

-,

Ds

L=HFH

L = left hand version

0.15
0.15
0.2
0.2
0.15
0.15
0.2
0.2

1.7
1.8
2,3
2.8
1.7
1.8
2.3
2.8

1.6
1.6
2.2
2.7
1.6
1.6
2.2
2.7

HIS

310017R
310017R
310023R
310028R
310017L
310017L
310023L
310028L

A EE

on stock

> > > > > > > > AS4S

» DD25

> >

EREeTHsS
Carbide grades

A4R

4 weeks

1635
TF45
TN35

>

>
2
|2
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F

AR

Indexable insert

(ph HORrN i)

R=GFE-INE

R =right hand version shown

FRRS

Part number

RS310.3017.04
RS310.3017.05
RS310.3017.10
RS310.3017.15
RS310.4023.04
RS310.4023.05
RS310.4023.10
RS310.4023.15
RS310.4023.16
RS310.4023.20
LS310.3017.04
LS310.3017.05
LS310.3017.10
LS310.3017.15
LS310.4023.04
LS310.4023.05
LS310.4023.10
LS310.4023.15
LS310.4023.16
LS310.4023.20

272

A DA P2 DDA DOWOWWWDSDEDdDDEDdDDWWWW

+

L=HFH

L = left hand version

0.4
0.5

1.5
0.4
0.5

1.5
1.6

0.4
0.5

1.5
0.4
05

i85
1.6

1.7
17
1.7
17
2.3
28
2.3
2.3
2.3
28
17
17
1.7
1.7
2.3
28
2.3
2.3
2.3
28

1.57
1.57
157
1.57
2.17
2.17
217
2.17
2.17
2.17
1.57
1.57
1.57
1.57
217
217
2.17
2.17
2.17
217

A EF

on stock

HIS

310017R
310017R
310017R
310017R
310023R
310023R
310023R
310023R
310023R
310023R
310017L
310017L
310017L
310017L
310023L
310023L
310023L
310023L
310023L
310023L

EREeTHsS
Carbide grades

A4R

4 weeks

> > > > > > > bbb b AS4



AT TIR (ph HoRrN piD)

Indexable insert

/
r Ay
ol 2
— o £
* EREeTHsS
) ; Carbide grades
= - =] =
REGFR-UE LEFE = A4
R =right hand version shown L = left hand version
on stock 4 weeks
Fmils w r b, s HIS .
Part number 3
<<
RS310.5028.04 5 0.4 2.68 2.62 310028R A
RS310.5028.05 5 0.5 2.68 2.62 310028R A
RS310.5028.10 5 1 2.68 2.62 310028R A
RS310.5028.15 5 15 2.68 2.62 310028R A
RS310.5028.16 5 1.6 2.68 2.62 310028R A
RS310.5028.20 5 2 2.68 2.62 310028R A
LS310.5028.04 5 0.4 2.68 2.62 310028L A
LS310.5028.05 5 0.5 2.68 2.62 310028L A
LS310.5028.10 5 1 2.68 2.62 310028L A
LS310.5028.15 5 1.5 2.68 2.62 310028L A
LS310.5028.16 5 1.6 2.68 2.62 310028L A
LS310.5028.20 5 2 2.68 2.62 310028L A
M| e
N
S|e
H| -
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(ph HORN )
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R M (ph HORN pil)

Thread Milling

35/System B1/Page
M304 276
M306 284
M308 296
M311 306
M313 316
M328 326
M332 336
M275 342

380 384

275



BB SEE (RE) (ph HoRrN piD)

Thread Milling (internal)

1Bt D1/Page

Overview 278

RITIM

Milling shank

M304 .
ﬁ/Page
279

TR

Insert

304 e §
D1/Page
280-282

R

4

AREREREG FBANER, B , XERIEg R~T HEM,
a0 M12 x 1 -> AFRER 12
MRTEMARER/NTHEE , St ES=EREIRE,

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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EEHEH (FRED) (ph HORN pil1)

Thread Milling (internal)

M304

iRyt 7] (Esmih+h 5EH) Thread Milling Cutter

(by circular interpolation)
PIEI7IE @ 7.7 mm

from Cutting edge @ 7,7 mm

277



Bl (nh HORN ph)

Overview

2B, Kl 345 304
Partial profile, metric type 304

. - RB/PcnP 05 075 10 125 15

ANFRER / Nominal diameter

304.0515.01 =9 =29 =29 =10 =10

LR, SRR B 304
Full profile, metric type 304

o - RE/cP 15

NRER

Nominal diameter

304.0815.02 =12

S8, BRI BS 304
Full profile, Whitworth type 304

— EEIEHe 19 W 1

Y24 [ Thread

304.05519.02 G4

278



f/ﬂ-;l?i?]ghank M304 Cﬁh HORN I]h)

]1
Iz
o] o
5] [S]
"="'!! ]
R e
Br=-HaF5
Picture = right hand cutting version
ERES d l, L, d, iz 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
DsTIA
Ds see inserts
[iES
Spare Parts
HRIINF FHEIRET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M304... 1.8.4T6EP T6PL
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7R 304 (ph HORN ph)

Insert

A
T\ i
\l :
»
! el L) Y
C 2N\ 4%
! j Milling shank BEASME
) Carbide grades
ER= L
c?tjreéj—:f:hand cutting version A EfF A4
& & on stock 4 weeks
FRES P P E s Ds HIS
Part number
304.0515.01 0.5 15 1.9 2.75 1.7 304044R

280



7R 304 (ph HORN ph)

Insert

T g

Milli hank
el BRASKES
; Carbide grades
Z] <=
T ?¥§:h d cutti i A EfF A4
Icture =rig ana cutting version on stock 4 weeks
FRils P E s Ds HIS
Part number
304.0815.02 15 2 2.75 1.7 304044R
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7R 304 (ph HORN ph)

Insert

S\ gim 04
' Milling shank o
BRETES
; Carbide grades
Z] <=
c?:reéjz%hand cutting version A T A47
on stock 4 weeks
s TPI E s Ds HIS
Part number
304.5519.02 19 1.5 2.75 7.7 304044R

282



(ph HORN pill)

283



BB SEE (RE) (ph HoRrN piD)

Thread Milling (internal)

g D1/Page

Overview 286

RITIM

Milling shank

M306 2 §
ﬁ/Page
287

TR f :

Insert

108/306/606 e §
D1/Page D1/Page
288 289-294

ER:

4

AMERERBY LRANER. BT , XEEUBY R AHEM,
B0 M12 x 1 -> 2FRERE 12
MR I LAMER/NTHEE SISV~ EREIRE,

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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EEHEH (FRED) (ph HORN pil1)

Thread Milling (internal)

M306

iRyt 7] (Esmh+h EH) Thread Milling Cutter

(by circular interpolation)
PIHIZIB @ 9.6 mm

from Cutting edge @ 9,6 mm
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Lk (ph HorN ol

Overview

FEL B, Kl B4 108, 306, 606
Partial profile, metric type 108, 306, 606

w ~ EB/PchP 05 075 10 125 15 175 20 25 30

NRER / 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 =16 =16 =16 =16

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

606.0720.01 =16 =16 =16 =16 =16

S8, K984 2= 306, 606
Full profile, metric type 306

NIRER RS

Nominal diameter Nominal diameter

306.0815.02 =22 606.0815.02 =22

306.1020.02 =24

S8, ERIRL 225 306, 606
Full profile, Whitworth type 306, 606

{ P24 / Thread

306.5519.10.02  G%"

306.5519.02 G¥%"
306.5514.02 G%2"
306.5511.02 G1"

606.5519.10.02  G'4"

606.5519.02 G¥%"
606.5514.02 GY2"
286



ST

Milling shank

o

)=

e DING535HA
= P |
A 1 £
il f!
e]
(S}
ER-aFE
Picture = right hand cutting version
RS 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
Ds7IF
Ds see inserts
AR
Spare Parts
BT PURIRET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M306... 2.6.5T8EP T8PL

7.3
7.3
7.3
7.3
7.3
7.3
7.3
7.3
7.3

HWS

306060R « 306060L
306060R « 306060L
306060R « 306060L
306060R « 306060L
306060R « 306060L
306060R « 306060L
306060R « 306060L
306060R « 306060L
306060R « 306060L

287



VAL 108 (ph HORN i)

Insert

X
2\
EREeTHsS
’ ) Carbide grades
= U_gNE — 1
R_E%’:L INE . L_E%ﬁt . N A4
R =right hand version shown L = left hand version
on stock 4 weeks
RS P P E f a | d s Dpn | Ds HIS Nl vl o
Part number 0l 8|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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AL

Insert

306

(ph HORN i)

Br=HAF8

Picture = right hand cutting version

FRRS

Part number

306.0515.01
306.0720.01
306.0815.01
306.1020.01
306.2530.01

0.5

13

2.5

:I i
= °
] Y
G5\ eI 4%
f i Milling shank
Pmax E
1.5 2.3
2 1.95
1.5 2.25
2 2.2
3 1.7

34
34
34
34
34

Ds

10
11.7
11.7

10
11.7

HIS

306060R
306060R
306060R
306060R
306060R

A EE

on stock

> > > > > AS45

» TA45

EREeTHsS
Carbide grades

TF45

> >

4

TI25

> > > >

A4R

weeks

TN35

> >

289




7R 306 (ph HORN ph)

Insert

60°

A
w
|
s e i : —— o
8\ g
! Milli hank
! ol b BRASIS
) Carbide grades
== !
c?tjreéjz%hand cutting version A T A47
on stock 4 weeks
Fmils P E s Ds HIS .
Part number 3
<<
306.0510.02 1 2.5 34 11.7 306060R A
306.0815.02 1.5 2.25 3.4 11.7 306060R A
306.1020.02 2 2.2 3.4 10 306060R A

290



A 306 (pli HORN ph)

Insert

)
L

A
:
o
le—— !
| NN L
! - Milling shank _
BRETES
) Carbide grades
ER= L
c?tjreéjz%hand cutting version A EfF A4
on stock 4 weeks
FEmES TPI E s Ds HIS 0| | wl|m| 0
Part number ST 2
<|F|F|F|F
306.5511.02 11 1.7 34 11.7 306060R A | A A
306.5514.02 14 2 3.4 11.7 306060R A | A A
306.5519.02 19 2.2 3.4 11.7 306060R A | A
306.5519.10.02 19 2.2 34 9.7 306060R A | A
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AL

Insert

606

(ph HORN i)

60°

LT

A
o i
s><K D,
= I
| EVANTTTE:
Milling shank

Br=HAF8

Picture = right hand cutting version

fad L0 P P
Part number

606.0515.01 0.5 1.5
606.0720.01 1 2

292

2.3
1.95

315
SN

Ds

10
11.7

BRETES

Carbide grades

A EF A 4R

on stock 4 weeks
HIS | 1
AR
< | —
306060R A | A
306060R A | A



7R 606 (ph HORN ph)

Insert

EREeTHsS
) Carbide grades
ER= L
En=AFa N A ETF A4B
Picture = right hand cutting version
on stock 4 weeks

Fmils 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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7R 606 (ph HORN ph)

Insert

BRI
! Milling shank ERagEs
; Carbide grades
Z] <=
T ?¥§:h d cutti i A EfF A4
Icture =rig ana cutting version on stock 4 weeks
FRils TPI E s Ds HIS @ |
Part number ST
<|rF
606.5519.10.02 19 2.1 33 9.7 306060R A | A
606.5514.02 14 2 33 11.7 306060R A | A
606.5519.02 19 2.1 33 11.7 306060R A | A
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(ph HORN pill)

295



BB SEE (RE) (ph HoRrN piD)

Thread Milling (internal)

g D1/Page

Overview 298

RITIM

Milling shank

M308 2 §
ﬁ/Page
299

TR f :

Insert

111/308/608 e §
D1/Page D1/Page
300-301 302-305

ER:

d

AMERERBY LRANERZR. BT , XEERUBY R AHEM,
Bl M12 x 1 -> 2FRERE 12
MR IR LAMER/NTHEE SISV~ EREIRE,

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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EEHEH (FRED) (ph HORN pil1)

Thread Milling (internal)

M308

iRyt 7] (Esmh+h EH) Thread Milling Cutter

ir rin i
T 5 5 (by circular interpolation)

from cutting edge @ 13,2 mm
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B (ph HorN ol

Overview

JEL A, Kl 325 111, 308
Partial profile, metric type 111, 308

o RE/PkhP 05 075 10 125 15 175 20 25 30

INFREE / 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

308.1325.01
308.0815.01 > 22
308.0720.01 >20 =20 =20 =20 =20
308.2530.01 >4 >24

JEE T, Kl 215 608
Partial profile, metric type 608

o RE/PihP 05 075 10 125 15 175 20 25 30

ANFREZ / Nominal diameter

608.1325.01 > 18
608.0720.01 =20 =20 =20 =20 =20
608.2530.01 =24 =24
LR, EREBy B5111,608 FERZARAY, KR4 315 608
Full profile, Whitworth type 111, 608 Trapezoidal thread, metric type 608
ARER 608.1730.01 Tr24x3
Nominal diameter 608.2240.01 Tr24x4
111.5519.02 > 18
111.5514.02 =21
Y24Y / Thread
608.5514.02 GY2'"/G3%4"
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SETIAF M308 (plr HORN il)

Milling shank

e 2 = DING6535HA
e
S

ER-aFE

Picture = right hand cutting version
ERES d L, L, d, iz 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

Ds7IF

Ds see inserts

EofF

Spare Parts
BT PURIRET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M308... 3.5.12T10EP T10PL
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A 111 (pli HORN ph)

Insert

N~ |60°

= o
: Yy S

: S

@Ds/ B 5
|

a X

i I K A
¥ | :
\.@g;—“’; @ i

EREeTHsS
) ; Carbide grades
= - =] =
R_E%ﬁ; INE . L_E%i—t . N A4
R =right hand version shown L = left hand version
on stock 4 weeks
RS P P E s f a d Ds D, HIS 0| 1w
Part number S22
w = | -
R111.0205.01 0.5 0.75 35 4.15 6.7 10.7 8 134 11 308080R A | A | A
R111.0510.01 1 1.25 3.3 4.15 6.7 10.7 8 13.4 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 8 134 11 308080R A | A A
L111.0205.01 0.5 0.75 35 4.15 6.7 10.7 8 134 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 13.4 11 308080L A | A|A
L111.1020.01 2 2 3 4.15 6.7 10.7 8 13.4 11 308080L Al A|A
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7R 111 (ph HORN ph)

Insert

EREeTHsS
) ; Carbide grades
= -gE =
R_E%iﬁ_ INE . L_E%ﬁt . N A4F
R =right hand version shown L = left hand version
on stock 4 weeks
RS TPI E s f a d Ds D, HIS 0 | 1| 0
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 8 134 11 308080R A | A|A
L111.5514.02 14 2.5 4.15 6.7 10.7 8 134 11 308080L A A
L111.5519.02 19 2.9 4.15 6.7 10.7 8 134 11 308080L A | A

301




7R 308 (ph HORN ph)

Insert

.
i
%]
1
BEHI D4
Milling shank BEEASHS
) Carbide grades
== !
c?tjreéjz%hand cutting version A T A47
on stock 4 weeks
FRES P P . E s Ds HIS 0| | wl|m| 0
Part number ST 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
pEIE SN

308.0815.01 thiEFF AN THELL UNF 7/8"-14
Note:
388?0815.01 also suitable for production of thread UNF 7/8*-14
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A 608 (ol HORN ph)

Insert

s i 1 Pk i

Milling shank
! BERASES
) Carbide grades
== !
c?tjreéjz%hand cutting version A T A47
on stock 4 weeks
FRES P P E s Ds HIS @
Part number 3
<<
608.0720.01 1 2 3.3 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
AEEm
608.1325.01 tiEH F I THELL UNF 7/8"-14
Note:

608.1325.01 also suitable for production of thread UNF 7/8“-14
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1R 608

Insert

(ph HORN i)

Milling shank
Er=-aF2
Picture = right hand cutting version
ERES TPI E s
Part number
608.5514.02 14 3.2 4.7

304

BRETES
Carbide grades
A EF A 4R
on stock 4 weeks
Ds HIS
13.5 308080R




7R 608 (ph HORN ph)

Insert

EREeTHsS
; Carbide grades
Z] <=
T ?¥§:h d cutti i A nas
icture = right hand cutting version on stock 4 weeks
Fails P s E Ds HIS 0
Part number 3
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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BB SEE (RE) (ph HoRrN piD)

Thread Milling (internal)

1Bt D1/Page

Overview 308

RITIM

Milling shank

M311 2 §
ﬁ/Page
309

TR

Insert

311/611 = §
D1/Page
310-314

ER:

d

AMERERBY LRANERZR. BT , XEERUBY R AHEM,
Bl M12 x 1 -> 2FRERE 12
MR IR LAMER/NTHEE SISV~ EREIRE,

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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EEHEH (FRED) (ph HORN pil1)

Thread Milling (internal)

M311

iRyt 7] (Esmh+h EH) Thread Milling Cutter

ST 2| 6 757 (by circular interpolation)

from cutting edge @ 17,7 mm
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Bh (gl HORN ph)

Overview

JEEF B, Kl 315 311, 611
Partial profile, metric type 311, 611

12 E6 /Pitch P 05 075 10 1,25 1,5 1,75 2,0 2,5 3,0 3,5
NFRETR / Nominal diameter

60°

A= /type 311/ Ds 17,7

311.0515.01 =20 =20 =20 =20 =22

311.0510.01 =22

311.0720.01 =22 =22 =22 =22 =22

311.0815.01 =24

311.1020.01 > 28

311.1325.01 = 34

311.1630.01 > 34
311.1835.01 > 34
311.2535.01 =28 =224 =126
A= /type 611/ Ds 17,7

611.0515.01 =20 =20 =20 =20 =22

611.0720.01 =22 =222 =222 =222 =22

611.2535.01 =28 =24 =26

S8, KEIRN 815 311,611
Full profile, metric type 311, 611
¥2EE/Pitch P 1,5 1,75 2,0 2,5 3,0 3,5
ANFRER / Nominal diameter
BS /type311/Ds 17,7
311.0815.02 =23
311.0917.02 =245
311.1020.02 =255
311.1325.02 =285
311.1630.02 =32
311.1835.02 =35
A= /type 611/ Ds 17,7
611.0815 =23

S8, BREy 35 311
Full profile, Whitworth type 311

= BITEEL / tpi 14 11
24/ Thread

BS /type311/Ds 17,7
311.5514.02 G34"
311.5511.02 G1"

308



ST

Milling shank

(ph HORrN i)

HA ghé HB og6 HE 2g6

4 4
=l | :%_11] _____ B et B e

T T T

I1
1, DIN6535HA
/
Er
=
o
s

EhersEsit
Picture = right hand cutting version
fad L0 d ) L
Part number
M311.0012.05A 12 130 20
M311.1316.01A 16 110 32
M311.1316.02A 16 130 45
M311.1316.03A 16 145 64
M311.1316.01B 16 110 32
M311.1316.02B 16 130 45
M311.1316.03B 16 145 64
M311.1316.01E 16 110 32
M311.1316.02E 16 130 45
M311.1316.03E 16 145 64
Ds7IF
Ds see inserts
Boft
Spare Parts
BT PURIRET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M311... 4.14T15P T15PQ

13
13
13
13
13
13
13
13
13

RS
I

o
S &

mmm®o © ® > > > >

HWS

311090R
311090R
311090R
311090R
311090R
311090R
311090R
311090R
311090R
311090R
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7R 311 (ph HORN ph)

Insert

Milling shank BEEASHS
; Carbide grades
Z] <=
?T ?¥§:h d cutti i A B ham
Icture =rig ana cutting version on stock 4 weeks
FRES P P E s Ds HIS % | @ | w
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

310



AL

Insert

311

(ph HORN i)

60°

Br=HAF8

Picture = right hand cutting version

FRRS

Part number

311.0815.02
311.1020.02
311.1325.02
311.1630.02
311.1835.02

1.5

2.5

35

Milling shank

4.8
4.6
44
4.3
4.1

5.95
5195
5.95
5.95
5.95

Ds

17.7
17.7
17.7
17.7
17.7

BRETES

Carbide grades

A EF A 4R

on stock 4 weeks
HIS v | 0
< | ™
n =z
< |
311090R A | A
311090R A | A
311090R A | A
311090R A | A
311090R A | A

311




A 311 (pli HORN ph)

Insert

]
AN F
\'-\/J"
i
Vgl 0+
Milling shank BREeEE
. Carbide grades
] <=
c?:reéjz%hand cutting version A EfF A4
on stock 4 weeks
RS TPI E s Ds HIS w0 w9
Part numb I 9
art number 2 < | E E
311.5511.02 11 4 5.95 17.7 311090R A A A A
311.5514.02 14 4.35 5.95 177 311090R A | A A A

312



7R 611 (ph HORN ph)

Insert

T\ BT
' ! Milling shank .
WREaehEs
; Carbide grades
Z] <=
T ?¥§:h d cutti i A EfF A4
Icture =rig ana cutting version on stock 4 weeks
FRES P P E s Ds HIS @
Part number 3
<
611.0515.01 0.5 1.5 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
AEEm

611.2535.01 tiEFH F I THELUNF 1 1/4"-12, 1 1/8"-12 #1 1 5/8"-12
Note:
Gﬁ.e2535.01 also suitable for production of thread UNF 1 1/4“-12,11/8“-12 and 1 5/8“-12
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7R 611 (ph HORN ph)

Insert

EREeTHsS
) Carbide grades
ER= L
En=AFa N A ETF A4B
Picture = right hand cutting version
on stock 4 weeks

FRils P E s Ds HIS
Part number
611.0815.02 1.5 4.8 5.95 17.7 311090R

314



(ph HORN pill)

315



BB SEE (RE) (ph HoRrN piD)

Thread Milling (internal)

1Bt D1/Page

Overview 318

RITIM

Milling shank

M313 2 §
ﬁ/Page
319-320

TR

Insert

313/613 = §
D1/Page
321-325

E=¥

4

NAMERSREY FTRAWER, B , RIS R T AEAM,
Bl M12 x 1 -> NFRER 12
MR THHARERNTFHEFE , StNIHS S ERENRE,

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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EEHEH (FRED) (ph HORN pil1)

Thread Milling (internal)

M313

iRyt 7] (Esmih+h 5EH) Thread Milling Cutter

ir rin i
TS B (by circular interpolation)

from cutting edge @ 21,7 mm

317



it (nh HORN )

Overview

JEL A, Kl 345 313,613
Partial profile, metric type 313, 613

. REB/PchP 10 125 15 L7520 25 30 35 40 45

INFRE{R / 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 =230 =30

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

LB, KR 35 313
Full profile, metric type 313

NFRELE / Nominal diameter

60°

313.0815.02 =27

313.1020.02 > 30

313.1630.02 > 37

313.1835.02 > 40

313.2140.02 > 44
313.2445.02 > 48

S8, BERIRA B S 313,613
Full profile, Whitworth type 313, 613

_ SESER /e 11 8 6
LRER
Nominal diameter

313.5508.02 =40

313.5506.02 =48
!'é'r'ié’s’c/ Thread

313.5511.02 G1"

613.5511.02 G1"

318



SETIAF M313 (plr HORN il)

Milling shank

HA ohé6 HB og6 HE g6
L=t s

I @ Ds
= 2 - DING6535HA B =
a =
=
e 1
ER=HFE
Picture = right hand cutting version
ERES d L, L, d, iz HWS
Part number Form
M313.1620.01A 20 110 45 16 A 313113R . 313113L
M313.1620.02A 20 130 65 16 A 313113R«313113L
M313.1620.03A 20 160 85 16 A 313113R-313113L
M313.1620.01B 20 110 45 16 B 313113R - 313113L
M313.1620.02B 20 130 65 16 B 313113R - 313113L
M313.1620.03B 20 160 85 16 B 313113R+313113L
M313.1620.01E 20 110 45 16 E 313113R-313113L
M313.1620.02E 20 130 65 16 E 313113R - 313113L
M313.1620.03E 20 160 85 16 E 313113R - 313113L
Ds7IF
Ds see inserts
EofF
Spare Parts
BT PURIRET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M313... 5.14T20P T20PQ

319



ST

Milling shank

M313

(ph HORN i)

o

-—

‘- DIN 6535 HA

Br=HAF8

Picture = right hand cutting version

FRES d L L, d,
Part number
M313.0016.07A 16 160 20 12
DsTIA
Ds see inserts
Boft
Spare Parts
IR PRIRET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M313.0016.07A 5.14T20P T20PQ

320

iz

Form

HWS

313113R-313113L



7R 313 (ph HORN ph)

Insert

!
BEHI DA
Milling shank BEASES
S Carbide grades
:c?:re =right hand cutting version A EfF A4
on stock 4 weeks
FRES P P . E s Ds HIS T T P s
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 3 3 43 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
pEIE SN

313.1020.01 tHiEFAFINTHELUNF 1 1/4"-12, 1 1/8"-12 F1 1 5/8"-12

note:
313.1020.01 also suitable for production of thread UNF 11/4-12,11/8“-12 and 15/8*-12

321



A 313 (pli HORN ph)

Insert

w
i BLHI D4
. ! Milling shank BEASHS
) Carbide grades
Shre :
c?tjreéjz%hand cutting version A EfF A4
on stock 4 weeks
Fmils P E s Ds HIS | w | o
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

322



1R 313

Insert

(ph HORN i)

|

455
LA
S

= GHIDA

Milling shank
EhersEsit
Picture = right hand cutting version
FRES TPI E
Part number
313.5506.02 6 3
313.5508.02 8 3.6
313.5511.02 11 4

59
519
59

BRETES
Carbide grades
A EF A 4R
on stock 4 weeks

Ds HIS 0| 1| n
S8 2
< | W |~

21.7 313113R A | A A
21.7 313113R A | A | A
21.7 313113R A | A | A

323




A 613 (pli HORN ph)

Insert

60°

Milling shank EEASSEE
) Carbide grades
ER= L
En=AFa N A ETF A4
Picture = right hand cutting version
on stock 4 weeks

FRES P P E s Ds HIS 9|8

(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 45 3.7 5,05 21.7 313113R A | A A

324



7R 613 (ph HORN ph)

Insert

o BHFE

!
Milling shank EEASSEE
; Carbide grades
Z] <=
c?:reéjz%hand cutting version A T A47
on stock 4 weeks
ERES TPI E s Ds HIS
Part number
613.5511.02 11 3.4 5.4 21.7 313113R
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BB SEE (RE) (ph HoRrN piD)

Thread Milling (internal)

BN T1/Page

Overview 328

PRIIFF

Milling shank

M328/SM328 3 §
ﬁ/Page
329-330

TR

Insert

328/628 e §
D1/Page
331-334

¥

4

NAMERSREY FTRAWER, B , RIS R T AEAM,
Bl M12 x 1 -> NFRER 12
MR THHARERNTFHEFE , StNIHS S ERENRE,

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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EEHEH (FRED) (ph HORN pil1)

Thread Milling (internal)

M328

iRyt 7] (Esmih+h 5EH) Thread Milling Cutter

ir rin i
TS B 2 (by circular interpolation)

from cutting edge @ 27,7 mm

327



st (nli HORN ph)

Overview

JER A, Kl 315 328,628
Partial profile, metric type 328, 628

au“ R /PchP L0 125 15 175 20 25

ANFRER / Nominal diameter

328.0720.01 =32 =32 =232 =232 =32

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

AFRETR / 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

e A, Kl 25 328, 628
Full profile, Whitworth type 328, 628

557
\ Y24Y / Thread

328.5511.02 G1'2"

628.5511.02 G1'2"

328



SETIAF M328 (plr HORN il)

Milling shank

— -—

Br=HAF8

Picture = right hand cutting version

ERES d L, iz 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

DsW7IA

Ds see inserts

ot

Spare Parts
IR PERRET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M328.0020.10A 5.14T20P T20PQ
M328.0020.D.... 5.17T20P T20PQ
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SETIAF SM328 (ph HoRN ph)

Milling shank

HBzgé_L HE(ng(;_L
s|= :% )|

DING535HB . @Ds
| 8

ER=GF5

Picture = right hand cutting version
RS d L, L, d, iz 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

TIFFME RS E — RIFRITUIRIERE

Material of shank: tungsten alloy (giving good vibration resistance)

DsW7IH
Ds see inserts

Boft

Spare Parts
BT PURIRET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
SM328... 5.17T20P T20PQ
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7R 328 (ph HORN ph)

Insert

=F
A MDA
Milling shank BRETES
; Carbide grades
Z] <=
c?:reéjz%hand cutting version A T A47
on stock 4 weeks
FRES P P E s Ds HIS 0| | 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 7.2 27.7 328114R A | A | A
328.5060.01 5 6 4.4 7.2 27.7 328114R A A

331



AL

Insert

328

(ph HORN i)

Br=HAF8

Picture = right hand cutting version

mis TPI
Part number
328.5511.02 11

332

@ Ds

BEHI D4

Milling shank

819

5.95

Ds

27.7

EREeTHsS

Carbide grades
A EF A 4R
on stock 4 weeks
HIS
328114R




7R 628 (ph HORN ph)

Insert

// i \ i
I =1 X -
w LR CD: EZ-JI
| - I | 1
TN\ BEEI AT
Milling shank EEASSEE
; Carbide grades
] <=
c?:reéjz%hand cutting version A T A47
on stock 4 weeks
FRES P P . E s Ds HIS v |0
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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AL

Insert

628

(ph HORN i)

i
|

!

BB DA
Milling shank
EhersEsit
Picture = right hand cutting version
FRES TPI E
Part number
628.5511.02 11 3.9

334

5.85

Ds

27.7

BRETES
Carbide grades
A EF A 4R
on stock 4 weeks
HIS
328114R




(ph HORN pill)
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BB SEE (RE) (ph HoRrN piD)

Thread Milling (internal)

1Bt D1/Page

Overview 338

RITIM

Milling shank

M332 2 §
ﬁ/Page
339

TR

Insert

632 = §
D1/Page
340

ER:

d

AMERERBY LRANERZR. BT , XEERUBY R AHEM,
Bl M12 x 1 -> 2FRERE 12
MR IR LAMER/NTHEE SISV~ EREIRE,

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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1REEEE (RE) (ph HORN )

Thread Milling (internal)

M332

iRyt 7] (Esmih+h 5EH) Thread Milling Cutter

by circular interpolation
YIMITIE © 31.7 mm (by P )

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

Overview

e T, Kl 35 632
Partial profile, metric type 632

#2256 / pitch P 25 30 35 40 45 50 55 6,0

ANFRER / Nominal diameter

60°

BS /type 632/ Ds 31,7
632.2545.01 =42 =42 =46 =42 =42
632.4060.01 =46 =46 =46 =46 =46
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SETIAF M332 (plr HORN il)

Milling shank

s £ :%%i

1 @ Ds
- = i DING6535HA
Sy /
[ |
EhersEsit
Picture = right hand cutting version
ERES d L, L, d, iz 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 23.5 A 332143R
DsI7IkH
Ds see inserts
Boft
Spare Parts
IR PRIRET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M332... 5.17T20P T20PQ
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Ik 632 (plr HORN il)

Milling shank EREEES
_ ; Carbide grades
=] "=

c?:reéjz%hand cutting version A T A47
on stock 4 weeks

FRES P P . E s Ds HIS v |0

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
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BB SEE (RE) (ph HoRrN piD)

Thread Milling (internal)

b D1/Page

Overview 344

HREET]

End Mill

M275 2 §
ﬁ/Page
345

%]

Milling cutter

M275 = §
D1/Page
346

Al T A

Indexable insert

RS275 2 §
T1/Page
347

EE:

d

AMERERBY LRANERZR. BT , XEERUBY R AHEM,
Bl M12 x 1 -> 2FRERE 12
MR IR LAMER/NTHEE SISV~ EREIRE,

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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Thread Milling (internal)

M275

iRyt 7] (Esmih+h 5EH) Thread Milling Cutter

(by circular interpolation)
PIEITIE @ 31 mm

from cutting edge @ 31 mm
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Bl (nh HORN ph)

Overview

LB, K BUS S275
Partial profile, metric type S275

o RE/PuhP 15 20 25 30 35

NFREE / Nominal diameter

RS275.1535.01 =45

RS275.1535.01 =54

RS275.1535.01 =70

RS275.1535.01 =83
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AT M275 (ph HORN i)

End Mill

] UIEZED =zl

Br=HAF8

Picture = right hand cutting version

s Ds d L, A HWS

Part number

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

87 SR RET TORX PLUS®$RF

End Mill Clamping Screw TORX PLUS® Wrench

M275.031.D25.3.04A 3.5.10T10P T10PL
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7] M275 (ph HoRrN piD)

Milling cutter

Br=HAF8

Picture = right hand cutting version

FRils z Ds h, h d, d, d, , () b C d, HWS
Part number

M275.0038.A16.05 5 38 | 32.7 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
AR

Spare Parts

$%70 PRIRET TORX PLUS®$RF

Milling cutter Clamping Screw TORX PLUS® Wrench

M275... 3.5.10T10P T10PL
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CIEia0wa) RS275 (ph HORN i)

Indexable insert

slf || z2 | A\~|60°

R=GFE-INE
R =right hand version shown A T

s P P E HIS
Part number
RS275.1535.01 1.5 3.5 2.3 4.1 275041R
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BB SEE (RE) (ph HoRrN piD)

Thread Milling (internal)

g D1/Page

Overview 350

HEET]

End Mill

380 3 §
ﬁ/Page
351

7

Milling cutter

380 = §
D1/Page
352

AR

Indexable insert

314 2 §
T1/Page
353

EE:

d

AMERERBY LRANERZR. BT , XEERUBY R AHEM,
Bl M12 x 1 -> 2FRERE 12
MR IR LAMER/NTHEE SISV~ EREIRE,

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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Thread Milling (internal)

380

iRyt 7] (Esmih+h 5EH) Thread Milling Cutter

817750 44 mm (by circular interpolation)

from cutting edge @ 44 mm
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Bl (nh HORN ph)

Overview

FEE TR, KBS 314
Partial profile, metric type 314

. R /PchP 15 20 25 30 40 50 55 60

ANFRER / 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
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kgt 380 (pli HORN ph)

End Mill

HA 296 HB 2g6 HE@g6
4 4 4
58 || Z3 | ) )
/
T T T
1
23
D ] li 7 I
o] 3 o
[ 1 S
J L ‘

Er=-aF2
Picture = right hand cutting version

ERES Ds d L, d, A iz HWS

Part number Form

380.0044.03A 44 25 125 34 14° A 314027R « 314041R « 314052R

380.0044.03B 44 25 125 34 14° B 314027R » 314041R « 314052R

380.0044.03E 44 25 125 34 14° E 314027R » 314041R « 314052R
EofF
Spare Parts

k7] S BRIRET TORX PLUS®$RF

End Mill Clamping Screw TORX PLUS® Wrench

380... 5.12T20P T20PQ
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7] 380 (plr HORN il)

Milling cutter

81| 25 ||LIC| 15

h2
— I1--b—
I B2
0=t .
DV | [EE—— O|g
al 2 : <t Syw
' =)
- |63
|2
h
Er=-aF2
Picture = right hand cutting version
s Ds h, h d, L, L, A d, HWS
Part number
380.0063.05 63 39.6 40 22 20 27.6 10° 51 314027R » 314041R « 314052R

O FLAI RIS KR DIN 13847

Cutterhole and cross keyway as per DIN 138

Boft

Spare Parts
$%70 PRIRET TORX PLUS®$RF
Milling cutter Clamping Screw TORX PLUS® Wrench
380.0063.05 5.12T20P T20PQ
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AR TIA 314 (ph HoRN ph)

Indexable insert

slf || z3 | A\~|60°

EREeTHsS
. Carbide grades
] <=
c?:reéjz%hand cutting version A EfF A4
on stock 4 weeks
FRES P P . E s Ds HIS 1o
Part number 2
=
R314.1535.01 1.5 3.5 3.3 5.45 44 314052R A
R314.2140.01 4 4 3 5.45 44 314052R A
R314.4060.01 4 6 2.7 5.45 44 314052R A
R314.3260.01 6 6 2.7 5.45 63 314052R A

pEIE SN
R314.3260.011%3&FF380.0063.05%£7]
Note:

R314.3260.01 only for milling cutter 380.0063.05
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FARER HEtHIFE I StH

Technical Instructions Groove and Circular Milling

(ph HORN i)

BIZE/Summary

HEBITE

Calculating the Feed Rate

=
Symbols

AR

Formulas

YIS
Cutting Data

357

358 - 359

360 - 365

355



PERHITR

Calculating the Feed Rate

(ph HORN i)

PIBhiEEEh HHEBLE

Medium chip thickness h,, for calculating the feed rate

ISO

108,111,116, 306-336,
606-636,911-939

h,, (mm)

0,01-0,05

0,01-0,04

0,01-0,05

0,01-0,05

0,01-0,04

S310/314/S275/ S475

h_(mm)

m

0,01-0,05

0,01-0,04

0,01-0,05

0,01-0,05

0,01-0,04

S101

h_(mm)

0,01-0,04

0,01-0,03

0,01-0,03

0,01-0,06

0,01-0,02

f=(h_xmxd xds)/(360°xa) [tk f=h_ xvld/a)Llfka/d, <0,3]

f=(h_xtmxd x¢s)/(360°xa][simplified f=h_xv(d/a])witha/d, <0,3]
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Symbols

ISO
a, a, ZEYIHIRE
radial depth of cut
d d, PIE 710 [mm]
Cutting edge @ [mm]
f BRHGEE f=f,+Z [mm/U] [mm/rev]
Feed per revolutions
Vf
3 s /iR f,= > [mm]
Feed/tooth
h, TR
medium thickness of chip
N v, + 1000
n R n= ~——— [Umin]
Revolutions dem
r JTIEHR
Radius of cutter
R THFE
Radius of workpiece
. demren _
2 YIY R E v, = 1000 [m/min]
Cutting speed
v, s’ HEE R v,=f «Zen [mm/min]
Feed rate
Vi, s, PREST
Feed rate of tool tip
v, N =L TpY: op i 1
Feed rate of tool centre
Z ESESL
Number of teeth
s MIVINFEE

Angle of action

357



HEL

Formulas

RFERH

I A R

Cos [180° - ¢°] =

rr+[R+a-r?-R

2r[R+a -1]

YIEIKE
Length of cut

YIBER
Area of chip

fEELERYER

Area of groove section

MNIEY{8] (FAAFAT)
Time for cut (for AT)

TIE/ OB ES
Feed rate of tool centre

PRESEET
Feed rate of tool tip

358

(T 2req®
©360°

mm

AZ:L-hmmm2

A, =m[R+a)*-R]mm

A

t= T

= min
n-z-AZ

me2(R-r+a) _
s‘:t— mm/min

(ph HORN i)

—>180°- ¢°—> ¢°



HEL

Formulas

(ph HORN i)

EfEHER-A 50

Milling of a linear groove - external

2r
s=h Vg

T

S=Neze szmm/min

r+[R+r-af-R?

Cos @° =

2rR+r-a]

YIEIKE
Length of cut

YIEER
Area of chip

fEEERYER

Area of groove section

HOLBYiE] (AAFAT)
Time for cut (for AT)

DL osVBY: prid

Feed rate of tool centre

PRENiE
Feed rate of tool tip

(T 2req®
360°

mm

A, =Leh mm?

A, =m[R*-(R-a)]mm?
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VIS4 #stHIFn BT StH]

Cutting Data Groove and Circular Milling

(ph HORN i)

¥4

Material

P

360

B W

Carbon steel

BEW (<5%)
Alloyed steel

=BEEW (>5%)
high alloyed steel

W

Cast steel

MFRAE MW

Sintered steel

A Stainless
steel

REEN

Hardened steels

~0,2%C

~0,4% CiEN
annealed

~0,4% C AR

quenched

~0,6% CiBA
annealed

~0,6% C A
quenched

Zuk

Free cutting steel
YN

annealed

TR

quenched

oA

quenched

quenched
BN
annealed

=314

hardened

Fee

unalloyed

%
alloyed

N

soft

DR, %R G

martensitic ferritic

K

austenitic

HEE , R E

austenitic ferritic

50-55 HRC
55-60 HRC
60-63 HRC

>63HRC

Material group

o MR
=

'U
=
NS}

P1.3

P1.4

P1.5

P1.6

P2.1

P2.2

P2.3

P2.4

P3.1

P3.2

P4.1

P4.2

P5.1

M1.1

M1.2

M1.3

H1.1

H1.2

H1.3

H1.4

Hardness Brinell

R (HB)

125

210

190

300

220

180

280

350

430

200

350

180

220

220

200

300

230

P o MR

Tensile EAX;E?;?

Strength

MG12

430 CK15
610 19Mné6
640 36Mn5
610 C55
1000 CK60
750 9SMn28
590 100Cr6
960 14NiCr10
1250 34CrMo4
1450 55Cr3
680 X10CrAl18
1200 X210Cr2
590 GE200

750 GX40CrSi28

570 Sint-D39
680 X16Cr13
X6CrNiMo-
1000 17122
X2CrNiMo-
780 N17-13-3

TI2_
TN3_

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



VIS4 #stHIF BT StH]

Cutting Data Groove and Circular Milling

(ph'HOoRN ph)

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

HIHIEE ve (m/min) / E2141E

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

1G3_

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

SG3_

DD2_
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YIRIS4) HESERIF0 BN SEH

Cutting Data Groove and Circular Milling

(ph HORN i)

o | om
=] = nﬁ?ﬁ& Wy —
2 = g Sl
o EE? Rin [N/mmz] Example
ws L& Tensile Material
WL E % o -r% Strength TI2_
Material T= i S MG12 TN3_
BRI
o low tensile strength K1.1 180 250 GG-25 150-90
Grey castiron i eeaare K12 250 350 GG-40 100-70
high tensile strength .
sﬁ;ﬁ%ﬁ%& 1 e K21 160 400 GGG-40 130-90
pheroida
raphite N7
it iﬁft{f K21 260 700 GGG-60 100-50
AT ?e%rﬁff K3.1 200 400 GTW-45 120-60
Malleable cast "
fron ?;lﬁglzf K3.2 260 700 GTS-55-04 140-80
JAR
BEARES i K4.1 260 800
l‘f% / ADl NE
i LA K42 350 1050
sphe.roidal q
AL Z?En ched K43 450 1400
N JEFLLIE
PN not heat treatable AR = AlMgl S-S
Al-alloys
Y . N12 100 340 AlMgSil  220-180
<6% Si N2.1 80 300 AlMgSi6 220-180
R 6-10% Si N22 100 320 AlSITM 100-80
Al-cast-alloy 0 ’ g
10-15 % Si N2.3 130 450 AlSi12 120-100
i =
E?EE copper N3.1 100 340 Cu 120-100
= == A
97, F 57 N32 90 310 CuzZn40Pb
e Brass
Copper-alloys Ntk L
S N33 110 430 Cuzn4o
=aaE CuZn25Al5-
high strength e S o Mn4Fe3
A=
Graphite A
S BN
MASL(BE)  annealed S1.1 200 670
Heat resistant
alloy mie s1.2 275 930
FHLE B/l
Eﬁgnﬁfg) ﬁﬁzaled S2.1 250 840 Inconel 600
Heat r’esistant b
alloy E\E;ldened S2.2 350 1200 Inconel 713
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Cutting Data Groove and Circular Milling

(ph HORN i)

AS4_
TH3_
TA4_
TF4_

150-90

100-70

130-90

100-50

120-60

140-80

HIHIERE ve (m/min) / EEiaE

Cutting speed vc (m/min) / Start values

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

1G3_

170-100

120-70

150-90

110-70

140-80

150-90

SG3_

110-80

60-25

60-25

60-25

DD2_

850-650

350-200

350-200

230-90

100-70

100-70
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Cutting Data Groove and Circular Milling

(ph'HOoRN ph)

¥4

Material

S

364

7
Titan

PEBMEER]
Thermoplastics

Duro#8#}

Duro plaste

IR LT LEIENR
22y )

Plastics

glass fibre
reinforced

BReTefigan 2B
Plastics

carbon fibre
reinforced

H®HEEa

Titanium alloy a

H®HEE aP

Titanium alloy a- B

= ¢

Titanium alloy

GFK

CFK

Material group

AR
T

wn
w
N

S3.3

Ol.1

01.2

01.3

014

Hardness Brinell

FEE (HB)

120

360

410

AR

R, N/mm) EATE
Tensile Material
Strength T2
MG12 TN3_
240
1200
1400
150-50
150-50
150-50
300- 150



YIRIS4) HESERIF0 BN SEH (ph HORN i)

Cutting Data Groove and Circular Milling

HIHIERE ve (m/min) / EEiaE

Cutting speed vc (m/min) / Start values

AS4_ AN2_

TH3_ AN4_

TA4_ RC2_

TF4_ RC4_ EG5_ 1G3_ SG3_ DD2_
100-70
80-50
70-40
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A¥ENIT (gl HORN ph)

Gear machining

Z%1System 71/Page

538§ / Gear Milling 371
8§14 | Gear Broaching 383
&5 / Gear Skiving 387
5328 A [ Deburring 393
38 PR | Gear Shaping 395
B 53 8 / Single-Point Gear Milling 397
5%k | Bevel Gear Milling 399

S53EEL4 / 5-Axis Milling of Gear Teeth 403

367



550 hn Ttk (ph HORN pil1)

Overview Gear Processes

EAR Mt E R E Kitt=2
Technology Small series Medium batch sizes Large series
R HE(SMA)
Gear milling (external)
o S -
A (NS mLE)
Gear broching (external and internal)
+++ ++ +
HIth (SMAFIRLE)
Gear skiving (external and internal)
- + +++
SRR (FHA)
Gear shaping (external and internal)
- + e

368



550 hn Ttk (ph HORN pil1)

Overview Gear Processes

AR it E hEHE AittE
Technology Small series Medium batch sizes Large series
BLIARH (SMA)

Slngle point gear mllllng (external)

iii;i - e +
5 (A h)
Bevel gear mllllng (external)
+ + +++

[

SHhEEA (M)

5-Axis m|ll|ng of gears (external)

“‘gg,/ bt - :

Espiiila:

Deburring of gears

4+ 4+ 4+
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Technical Instructions

AFIEiMiaieimavsREl 7R

Milling inserts for spur gears and gear shafts

mn < 0.8 mn<1/dB =40 606 11.7
mn <1 mn < 1.5/dB =40 608 15.7
mn < 1.25 mn <2/dB =40 611 17.7
mn <1.5 mn<3/dB =22 613 21.7
mn < 2 mn < 2.5/dB =40 628 27.7
mn=<25/Nr.5-8 mn < 2.5/dB =30 632 31.7
mn <2.25/Nr.2-8 mn < 2.5/dB =30 632 31.7
mn<2Nr.1-8 mn < 2.5/dB = 30 632 317
mn <3 mn < 3/dB =50 635 34.7
mn <1.5 mn <2/dB = 60 636 35.7
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M 0,5 F 4 mm

GEAR MILLING

Module sizes from 0.5 up to 4 mm




TR E (ph HoRrN piD)

Ordering Example

vt z(\EEe)
cutter N°® z (N° of teeth cylindrical gear)
1 12-13

14-16

17-20

21-25

26-34

35-54

55-134

= 135...th%/Tooth bar

2
3
4
5
6
7
8

613.3972.100.8

I— HETIN® / Milling cutter N° 8
FEE / Module 1

DIN 3972
7] BY= / Milling cutter type 613

372



7R 613 (ph HORN ph)

Insert

A\
N
(@)

2 RE

=2 . &
/ Measuring surface

1

< < -

o

i I WREaehEs
Carbide grades
A FEE A4
on stock 4 weeks
ERES (5 Z zZ E, s t. Ds HIS %
Part number Module §
613.3972.050.1 0.5 12 13 1.1 5.7 1.1 21.7 313113R A
613.3972.050.2 0.5 14 16 1.1 5.7 1.1 21.7 313113R A
613.3972.050.3 0.5 17 20 1.1 5.7 1.1 21.7 313113R A
613.3972.050.4 0.5 21 25 1.1 5.7 11 21.7 313113R A
613.3972.050.5 0.5 26 34 1.1 5.7 1.1 21.7 313113R A
613.3972.050.6 0.5 35 55 1.1 5.7 1.1 21.7 313113R A
613.3972.050.7 0.5 55 134 1.1 5.7 1.1 21.7 313113R A
613.3972.050.8 0.5 135 999 1.1 5.7 1.1 21.7 313113R A
613.3972.070.1 0.7 12 13 1.6 5.3 1.5 21.7 313113R A
613.3972.070.2 0.7 14 16 1.6 53 1.5 21.7 313113R A
613.3972.070.3 0.7 17 20 1.6 5.3 1.5 21.7 313113R A
613.3972.070.4 0.7 21 25 1.6 5.3 1.5 21.7 313113R A
613.3972.070.5 0.7 26 34 1.6 5.3 1.6 21.7 313113R A
613.3972.070.6 0.7 35 55 1.6 53 1.6 21.7 313113R A
613.3972.070.7 0.7 55 134 1.6 5.3 1.6 21.7 313113R A
613.3972.070.8 0.7 135 999 1.6 5.3 1.6 21.7 313113R A
EHA 20°
Pressure angle 20° M| e
BAFHHALEENET SIS0, 775 DIN 867 EASME 1, & DIN 3972, BF4EmM
I, T E#O0 o o . N
Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867
Basic profile 1 according to DIN 3972 for finishing, addendum shift 0 S| e
H| -

373



1R 613

Insert

(ph HORN i)

A\
N
(@)

2 RE

=2 . &
/ Measuring surface

1

o | . %? .

o
i

FREe e Z. z E, s t
Part number Module

613.3972.080.1 0.8 12 13 1.6 5.3 1.8
613.3972.080.2 0.8 14 16 1.6 5.3 1.8
613.3972.080.3 0.8 17 20 1.6 5.3 1.8
613.3972.080.4 0.8 21 25 1.6 5.3 1.8
613.3972.080.5 0.8 26 34 1.6 5.3 1.8
613.3972.080.6 0.8 35 55 1.6 5.3 1.8
613.3972.080.7 0.8 55 134 1.6 5.3 1.8
613.3972.080.8 0.8 135 999 1.6 5.3 1.8
613.3972.090.1 0.9 12 13 2.5 5.7 2.1
613.3972.090.2 0.9 14 16 2.5 5.7 2.1
613.3972.090.3 0.9 17 20 2.5 5.7 2.1
613.3972.090.4 0.9 21 5] 2.5 5.7 2.1
613.3972.090.5 0.9 26 34 2.5 5.7 2.1
613.3972.090.6 0.9 35 55 2.5 5.7 2.1
613.3972.090.7 0.9 55 134 2.5 5.7 2.1
613.3972.090.8 0.9 135 999 2.5 5.7 2.1

E71/ 20°

Pressure angle 20°

BT LEENETSRIARTET], f75 DIN 867 XS 1, FF5 DIN 3972, AT
T, TRIRHO

Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867
Basic profile 1 according to DIN 3972 for finishing, addendum shift 0

374

Ds

21.7
21.7
21.7
21.7
21.7
21.7
21.7
21.7
21.7
21.7
21.7
21.7
21.7
21.7
21.7
21.7

EREeTHsS
Carbide grades

A EE

on stock

HIS

313113R
313113R
313113R
313113R
313113R
313113R
313113R
313113R
313113R
313113R
313113R
313113R
313113R
313113R
313113R
313113R

A4R

4 weeks

S>> PP > P P AS4



1R 613

Insert

(ph HORN i)

A\
N
(@)

2 RE

=2 . &
/ Measuring surface

1

o | . %? .

o
i

FREe e Z. z E, s t
Part number Module

613.3972.100.1 1 12 13 2.5 5.7 2.2
613.3972.100.2 1 14 16 2.5 5.7 2.2
613.3972.100.3 1 17 20 2.5 5.7 2.2
613.3972.100.4 1 21 25 2.5 5.7 2.2
613.3972.100.5 1 26 34 2.5 5.7 2.2
613.3972.100.6 1 35 54 2.5 5.7 2.3
613.3972.100.7 1 55 134 2.5 5.7 2.3
613.3972.100.8 1 135 999 2.5 5.7 2.4
613.3972.125.1 1.25 12 13 2.5 5.7 2.6
613.3972.125.2 1.25 14 16 2.5 5.7 2.7
613.3972.125.3 1.25 17 20 2.5 5.7 2.7
613.3972.125.4 1.25 21 25 23 5.7 2.7
613.3972.125.5 1.25 26 34 2.5 5.7 2.7
613.3972.125.6 1.25 35 54 2.5 5.7 2.7
613.3972.125.7 1.25 55 134 2.5 5.7 2.8
613.3972.125.8 1.25 135 999 2.5 5.7 2.8

EHA 20°

Pressure angle 20°
BAFHHALEENET SIS0, 775 DIN 867 EASME 1, & DIN 3972, BF4EmM
I, TR0

Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867
Basic profile 1 according to DIN 3972 for finishing, addendum shift 0

Ds

21.7
21.7
21.7
21.7
21.7
21.7
21.7
21.7
21.7
21.7
21.7
21.7
21.7
21.7
21.7
21.7

EREeTHsS
Carbide grades

A EE

on stock

HIS

313113R
313113R
313113R
313113R
313113R
313113R
313113R
313113R
313113R
313113R
313113R
313113R
313113R
313113R
313113R
313113R

A4R

4 weeks

| B S S S O O O O Y )

375




1R 613

Insert

(ph HORN i)

A\
N
(@)

MERE

Measuring surface

gy

FREe e z. z E, s t
Part number Module

613.3972.150.1 1.5 12 13 2.5 5.7 3.1
613.3972.150.2 1.5 14 16 2.5 5.7 3.2
613.3972.150.3 1.5 17 20 2.5 5.7 3.2
613.3972.150.4 1.5 21 25 2.5 5.7 3.3
613.3972.150.5 1.5 26 34 2.5 5.7 3.3
613.3972.150.6 1.5 35 54 2.5 5.7 33
613.3972.150.7 1.5 55 134 2.5 5.7 33
613.3972.150.8 1.5 135 999 2.5 5.7 3.3

EA£ 20°
Pressure angle 20°
BTN AL EENET AN TET], F75 DIN 867 EAS 1, fF5 DIN 3972, AFH5M

T, TAIRHO o L :
Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867
Basic profile 1 according to DIN 3972 for finishing, addendum shift 0

376

Ds

21.7
21.7
21.7
21.7
21.7
21.7
21.7
21.7

WREaehEs
Carbide grades
A EE A 4R
on stock 4 weeks
HIS 7
3
%)
<
313113R A
313113R A
313113R A
313113R A
313113R A
313113R A
313113R A
313113R A
M| e
N
S| e
H| -



1R 628

Insert

(ph HORN i)

A\
N
(@)

2 RE

=2 . &
/ Measuring surface

1

o | . %? .

o
i

FREe T Z. z. E, s t
Part number Module

628.3972.175.1 1.75 12 13 34 7.45 3.8
628.3972.175.2 1.75 14 16 34 7.45 3.8
628.3972.175.3 1.75 17 20 3.4 7.45 3.8
628.3972.175.4 1.75 21 25 34 7.45 3.9
628.3972.175.5 1.75 26 34 3.4 7.45 3.9
628.3972.175.6 1.75 35 54 34 7.45 3.9
628.3972.175.7 1.75 55 134 34 7.45 3.9
628.3972.175.8 1.75 135 999 3.4 7.45 3.9
628.3972.200.1 2 12 13 3.4 7.45 4.2
628.3972.200.2 2 14 16 34 7.45 4.2
628.3972.200.3 2 17 20 34 7.45 4.2
628.3972.200.4 2 21 25 34 7.45 4.3
628.3972.200.5 2 26 34 3.4 7.45 4.4
628.3972.200.6 2 35 54 3.4 7.45 4.4
628.3972.200.7 2 55 134 34 7.45 4.4
628.3972.200.8 2 135 999 34 7.45 4.5

EHA 20°

Pressure angle 20°
BAFHHALEENET SIS0, 775 DIN 867 EASME 1, & DIN 3972, BF4EmM
I, TR0

Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867
Basic profile 1 according to DIN 3972 for finishing, addendum shift 0

Ds

27.7
271.7
271.7
271.7
271.7
271.7
271.7
271.7
271.7
27.7
271.7
21.7
271.7
271.7
27.7
271.7

EREeTHsS
Carbide grades

A EE

on stock

HIS

328143R
328143R
328143R
328143R
328143R
328143R
328143R
328143R
328143R
328143R
328143R
328143R
328143R
328143R
328143R
328143R

A4R

4 weeks

> > > D>D>D>D>D> D> AS4S
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1R 632

Insert

(ph HORN i)

A\
N
(@)

MERE

Measuring surface

gy

FREe T Z,. z. E, s t
Part number Module

632.3972.225.2 2.25 14 16 3.45 7.5 4.7
632.3972.225.3 2.25 17 20 3.45 7.5 4.8
632.3972.225.4 2.25 21 25 3.45 7.5 4.9
632.3972.225.5 2.25 26 34 3.45 7.5 4.9
632.3972.225.6 2.25 35 54 3.45 7.5 5
632.3972.225.7 2.25 55 134 3.45 7.5 5
632.3972.225.8 2.25 135 999 3.45 7.5 5

EA£ 20°

Pressure angle 20°

BTN L EENET AN TET], f75 DIN 867 BEAS 1, fF5 DIN 3972, AFH5M
T, TRIRH0

Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867
Basic profile 1 according to DIN 3972 for finishing, addendum shift 0

378

Ds

31.7
SN/}
Bilg
31.7
31.7
SN/
LY

WREaehEs
Carbide grades
A EE A 4R
on stock 4 weeks
HIS 7
3
%)
<
332143R A
332143R A
332143R A
332143R A
332143R A
332143R A
332143R A
M| e
N
S| e
H



AL

Insert

635

(ph HORN i)

2 RE

=2 . &
/ Measuring surface

FREe T Z,. z. E, s t
Part number Module

635.3972.225.1 2.25 12 13 5.5 11.9 4.7
635.3972.250.1 2.5 12 13 515 11.9 5.4
635.3972.250.2 2.5 14 16 5.5 11.9 5.4
635.3972.250.3 2.5 17 20 5.5 11.9 5.4
635.3972.250.4 2.5 21 25 5.5 11.9 5.5
635.3972.250.5 2.5 26 34 5.5 11.9 5.5
635.3972.250.6 2.5 35 54 55 11.9 5.5
635.3972.250.7 2.5 55 134 5.5 11.9 5.7
635.3972.250.8 2.5 135 999 5.5 11.9 5.7
635.3972.275.1 2.75 12 13 5.5 11.9 5.7
635.3972.275.2 2.75 14 16 5.5 11.9 5.8
635.3972.275.3 2.75 17 20 5.5 11.9 5.8
635.3972.275.4 2.75 21 25 5.5 11.9 5.9
635.3972.275.5 2.75 26 34 5.5 11.9 5.9
635.3972.275.6 2.75 35 54 5.5 11.9 6
635.3972.275.7 2.75 55 134 5.5 11.9 6.1
635.3972.275.8 2.75 135 999 5.5 11.9 6.1
635.3972.300.1 3 12 13 5.5 11.9 6.2
635.3972.300.2 3 14 16 5.5 11.9 6.4
635.3972.300.3 3 17 20 515 11.9 6.4
635.3972.300.4 3 21 25 5.5 11.9 6.4
635.3972.300.5 3 26 34 5.5 11.9 6.5
635.3972.300.6 3 35 54 5.5 11.9 6.5
635.3972.300.7 3 55 134 515 11.9 6.6
635.3972.300.8 3 135 999 5.5 11.9 6.6

£ 20°

Pressure angle 20°
BFHEHALEENREERNEEHT], 755 DIN 867 EASNE 1, K4 DIN 3972, BFHEM
T, TAIRH0 o . .

Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867

Basic profile 1 according to DIN 3972 for finishing, addendum shift 0

Ds

34.7
34.7
34.7
34.7
34.7
34.7
34.7
34.7
34.7
34.7
34.7
34.7
34.7
34.7
34.7
34.7
34.7
34.7
34.7
34.7
34.7
34.7
34.7
34.7
34.7

EREeTHsS
Carbide grades

A EE

on stock

HIS

335175R
335175R
335175R
335175R
335175R
335175R
335175R
335175R
335175R
335175R
335175R
335175R
335175R
335175R
335175R
335175R
335175R
335175R
335175R
335175R
335175R
335175R
335175R
335175R
335175R

A4R

4 weeks

> > > > > > D> P> D> AS4S
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ST M279 (ph HORN i)

Arbour Mounted Cutter

/
,P/

M279.0100.A32...

L - M279.0100.A32.2...

Br=HAF8

Picture = right hand cutting version

s z Ds h d, d, d, HWS
Part number
M279.0100.A32.10.10.IK 10 100 50 17.5 79 32 279105R
M279.0100.A32.2.10.05.1K 10 100 50 17.5 79 32 279105R « 279105L
Boft
Spare Parts
ST PRIRET TORX PLUS®$RF
Arbour Mounted Cutter Clamping Screw TORX PLUS® Wrench
M279... 030.0516.T20P T20PQ

380



1R RS279

Insert

(ph HORN i)

r‘"/r, ) Q\Q”‘v

oy gg SRR

A= —ROH) B = BRI
= one cutting = cutting
a . '
B Nt
o) \ ! |
\ wf | ‘l | |
=aem
Blockside
FREe T 2. | oz, E, s t |z
Part number Module
RS279.3972.325.1 3.25 12 13 5.25 10.5 6.7 2
RS279.3972.325.2 3.25 14 16 5.25 10.5 6.8 2
RS279.3972.325.3 3.25 17 20 5.25 10.5 T 2
RS279.3972.325.4 3.25 21 25 5.25 10.5 7 2
RS279.3972.325.5 3.25 26 24 5.25 10.5 7.1 2
RS279.3972.325.6 3.25 35 54 5.25 10.5 1.2 2
RS279.3972.325.7 3.25 55 134 5.25 10.5 1.2 2
RS279.3972.325.8 3.25 135 999 5.25 10.5 7.2 2
RS279.3972.350.1L 3.5 12 13 5.25 10.5 7.35 2
RS279.3972.350.1R 35 12 13 5.25 10.5 7.35 2
RS279.3972.350.2L 3.5 14 16 5.25 10.5 7.45 2
RS279.3972.350.2R 3.5 14 16 5.25 10.5 7.45 2
RS279.3972.350.3 3.5 17 20 5.25 10.5 7.4 2
RS279.3972.350.4 3.5 21 25 5.25 10.5 7.5 2
RS279.3972.350.5 3.5 26 34 5.25 10.5 7.65 2
RS279.3972.350.6 3.5 35 54 5.25 10.5 1.7 2
RS279.3972.350.7 35 55 134 5.25 10.5 7.8 2
RS279.3972.350.8 35 135 999 5.25 10.5 7.8 2

E71£ 20°
Pressure angle 20°
BFHHFLEENREERNERHT], 755 DIN 867 AN 1, f4 DIN 3972, BFHEM

T, TRHO o L :
Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867
Basic profile 1 according to DIN 3972 for finishing, addendum shift 0

%28

Form

> > > > > > 0w ww>>>> > > > >

EREeTHsS
Carbide grades

A EE

on stock

HIS

279105R
279105R
279105R
279105R
279105R
279105R
279105R
279105R
279105L
279105R
279105L
279105R
279105R
279105R
279105R
279105R
279105R
279105R

A4R

4 weeks

> > > > > > > > > = > - > - > - i > > A S S

381




2L RS279 (plr HORN il)

Insert

3
'a

ki e gg I

A= =R B = BRI
= one cutting = cutting
l__ - - .
[reemems o1 o NI ¢
o~ | |
\ wl ! ‘l |
=aem
Blockside
EREeTHsS
Carbide grades
A FEE A4
on stock 4 weeks
FRES S z. z E, s t. z i 78 HIS %
Part number Module Form 5
RS279.3972.375.1L 3.75 12 13 5.25 10.5 7.8 2 B 279105L A
RS279.3972.375.1R 3.75 12 13 5.25 10.5 7.8 2 B 279105R A
RS279.3972.375.2L 3.75 14 16 5.25 10.5 7.85 2 B 279105L A
RS279.3972.375.2R 3.75 14 16 5.25 10.5 7.85 2 B 279105R A
RS279.3972.375.3L 3.75 17 20 5.25 10.5 8 2 B 279105L A
RS279.3972.375.3R 3.75 17 20 5.25 10.5 8 2 B 279105R A
RS279.3972.375.4L 3.75 21 25 5.25 10.5 8.1 2 B 279105L A
RS279.3972.375.4R 3.75 21 25 5.25 10.5 8.1 2 B 279105R A
RS279.3972.375.5 3.75 26 34 5.25 10.5 8.1 2 A 279105R A
RS279.3972.375.6 3.75 35 54 5.25 10.5 8.2 2 A 279105R A
RS279.3972.375.7 3.75 55 134 5.25 10.5 8.3 2 A 279105R A
RS279.3972.375.8 3.75 135 999 5.25 10.5 8.35 2 A 279105R A
RS279.3972.400.1L 4 12 13 5.25 10.5 8.3 2 B 279105L A
RS279.3972.400.1R 4 2 13 5.25 10.5 8.3 2 B 279105R A
RS279.3972.400.2L 4 14 16 5.25 10.5 8.4 2 B 279105R A
RS279.3972.400.2R 4 14 16 5.25 10.5 8.4 2 B 279105R A
RS279.3972.400.3L 4 17 20 5.25 10.5 8.55 2 B 279105L A
RS279.3972.400.3R 4 17 20 5.25 10.5 8.55 2 B 279105R A
RS279.3972.400.4L 4 21 25 5.25 10.5 8.65 2 B 279105L A
RS279.3972.400.4R 4 21 25 5.25 10.5 8.65 2 B 279105R A
RS279.3972.400.5L 4 26 34 5.25 10.5 8.75 2 B 279105R A
RS279.3972.400.5R 4 26 34 5.25 10.5 8.75 2 B 279105R A
RS279.3972.400.6L 4 35 54 5.25 10.5 8.8 2 B 279105L A
RS279.3972.400.6R 4 35 54 5.25 10.5 8.8 2 B 279105R A
RS279.3972.400.7 4 55 134 5.25 10.5 8.8 2 A 279105R A
RS279.3972.400.8 4 135 999 5.25 10.5 8.9 2 A 279105R A
EF£ 20°
Pressure angle 20° M e
BFHEHFLEENREERNELHT], 755 DIN 867 AN 1, K4 DIN 3972, BFHEM
L, TRHO o L : N
Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867
Basic profile 1 according to DIN 3972 for finishing, addendum shift 0 S|e
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GEAR BROACHING

Up to module 5



A (ph HORN i)

Gear Broaching

T:fl: Supermini
Example:

384



e (ph HORN ph)

Gear Broaching

lTlH't N105
nser N110
S117

e 3] =8 m_ =/ MATRE RAKE
Type ma. Module size m, min. tip circle for ring gear max. length of flank
N105 1.5 4 20
N110 1.5 5 40
S117 5 14 -

fLm:

- WRIENAIRITIFRTIR

- SEtEH 8T, RIEMINT
- T—otlg LRI

- AR5 mm

- RIREYEIRE

Advantages:

- Special tools designed for your application

- High productivity in combination with broaching devices
- Finishing on one machine

- Up to module 5 mm

- Short delivery times

385
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&ig
TREN0.2E8

GEAR SKIVING

Gear teeth from module 0.2 mm up to module 8 mm



&l 5 (ph HORN i)

Gear Skiving

=anseE WSA:

- M Modul m=0.2 mm &% g4
-Md=7Tmm

- RAEEREH M=1mm
-HBARKEd=30mm

- BRIF

- FIEE

Product range WSA:

- From module mn = 0.2 mm with step cut
-Fromd=7mm

- Up to module m =1

-Uptod=30mm

- Solid carbide version

- Resharpenable
- Head cutting if required (patented)




&g
Gear Skiving

(ph HORN i)

= aaseE WSR:

- BEENEOFRIESHEDS (BF)

- BT A RA, REBEH mn=4mm
- M d=25mm

- AR ASHEN

- EEARKERNARATIF

Product range WSR:

- Precision interface for high concentricity (patented)
- Interchangeable insert systems up to module m =4 mm

-Fromd=25mm
- Adjustable coolant supply
- Standard shanks of different lengths from stock




BT MDR (ph HoRN ph)

Gear Skiving Holder

Polygon :% HSK-T

ERRs 1 Lg d d, A Rk
Part number Coolant Size
MDR.044.C6.060.W 45 60 63 32 D 04
MDR.044.C6.080.W 65 80 63 32 D 04
MDR.044.C6.100.W 85 100 63 32 D 04
MDR.044.HSKT063.060.W 45 60 63 32 D 04
MDR.044.HSKT063.100.W 85 100 63 32 D 04
MDR.052.C6.060.W 45 60 63 39 D 05
MDR.052.C6.100.W 85 100 63 39 D 05
MDR.052.HSKT063.060.W 45 60 63 39 D 05
MDR.052.HSKT063.100.W 85 100 63 56 D 05
MDR.081.C6.060.W 45 60 63 56 D 08
MDR.081.C6.100.W 7 100 63 56 D 08
MDR.081.C6.125.W 102 125 63 56 D 08
MDR.081.C8.060.W 45 60 80 56 D 08
MDR.081.C8.100.W 7 100 80 56 D 08
MDR.081.C8.125.W 102 125 80 56 D 08
MDR.081.HSKT063.060.W 45 60 63 56 D 08
MDR.081.HSKT063.100.W 7 100 63 56 D 08
MDR.081.HSKT063.125.W 102 125 63 56 D 08
MDR.081.HSKT100.125.W 102 125 100 56 D 08

WE T AWSRERHIF RGIZITEY, H 5DRY LT F A HE RERAAFIHN “D” IR AR &8I A AlERY A A 0 Bces B i
ARENSKIEK, RIS M AR A A"

The shanks are designed for the WSR Gear Skiving System and are compatible with DR reaming inserts. Standard version with internal coolant
supply ,,D“ By replacing the coolant plug with the optionally available coolant distributor, the shanks can be converted to coolant supply version , A“.

ot

Spare Parts
EETIHF 3] TORX iR F
Gear Skiving Holder Screw Torx Wrench
MDR.... C0090 02 T8L
MDR.081... C00 90 04 T15Q
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&g
Gear Skiving

(ph HORN i)

Mgt

Internal coolant supply design

FRA“D” - FEo# H 2

Version "D" - with Sealing plug

R4 5 iR
IC from the back

BHE
Sealing plug

[ Z %l System B
Sealing plug
MDR044 10.1.08.913
MDRO052 12.1.12.913
MDRO081 16.1.12.913
BB A - RAHINEE
Version "A" - with Coolant distributor

Rl

Coolant distributor

R4 BT i

IC from the front

#7%lSystem R4 LS
Coolant distributor

MDR044 020.2510.6506
MDRO052 020.3216.6505
MDRO081 020.5616.6246
B JTINFZ5
Coolant tube for System Holder
020.4012.1306 | HSK-A 40
020.5016.1307 | HSK-A50
020.6318.1308 | HSK-A 63
020.0024.1310 |HSK-A100
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&g
Gear Skiving

(ph HORN )

FamseE M117:

- BRI AR BEE 8

- BRI A BECT R E

- B B9 5 O B i AR A

- BEVEIM TR |, ERAEIHEA

Product range M117:

- Interchangeable insert system up to module 8

- Interchangeable insert with self-centring insert seat

- Arbour version with different adapters

- With integrated coolant supply depending on the machining application
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DEBURRING OF GEARS



T2 (nh HORN ph)

Process

BT A BRI E—ailds EUAER LA RETEERNM I TH
MIENED LRI 8, BERF M. JB NS
RIEWRIZITH, HBE T TZ8E.

The chamfering of spur gears allows complete machining on one machine
with exact geometries. Synchronized rotation of workpiece and tool allow
short machining times, even for gears with shoulders. The tool is designed
exactly for each gear and the process data is determined.

T RA Machining example

##}: 1.7137 / 16MnCr5 Material: 1.7137 / 16MnCr5
% 25 Number of teeth: 25

&8 1.25 Module: 1.25

AITEYiE: 8s Cycle time: 8 s

Vc: 200 m/min Cutting speed: 200 m/min
f: 150 mm/min f: 150 mm/min

394




S RkAZ

MEASMA

GEAR SHAPING

For external and internal gears




ISE R (ph HORN ph)

Gear Shaping

- NIERNAIRITERHR TR

- RERSME
- BT RAAMTITER
- KR

- HEEHM0.2mm E5mm
- RENGETEMIZIEiT

- Special tools designed for your application
- For external and internal gears

- For involute and parallel splines

- For special profiles

- From module size 0.2 mm to 5 mm

- Tool incl. process design
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BORTIABHN I ZIE

SINGLE-POINT GEAR MILLING

Process with fewer tool movements




BB i (ph HORN pil1)

Single-point Gear Milling

BRERFHIR I AN EUS BRI TR NERIKETS THNEEAE L. THMTIERY
TITEREEN,

BT DEERMERREFEIEN, Z T ZEAT AR E AL R NIER A JLFFREHORNETHI %R
SERRT AT IS 7%,

BZIZHNERZ2RLD T TIERH, RAMEEESHE—REIH~E 2T 2R U/ LFARENESHPOPE
I, EIt & RiE AT,

Single-point gear milling is a machining process in which the workpiece and the tool rotate at a given
speed ratio. The tool is set at a fixed angle to the workpiece. It is important that the spindle and tool run
in synchrony with each other.

The process can be used to efficiently produce involute or spline gears in addition to crown and spur
gears. Almost all HORN milling systems can be used for this purpose.

The advantages of the process are reduced tool movements as all tooth spaces are produced in one
pass. The process can be implemented on almost all turn-mill centres and is therefore universally
applicable.

Test Spline gearing

#1¥k: 1.7137 / 16MnCr5 1585 36 Material: 1.7137 / 16MnCr5

EE: 0.5 Number of teeth: 36

PNIEYIE: 10 s Module: 0.5

Vc: 150 m/min Cycle time:15 s

fz:0,1mm/Z Cutting speed: 150 m/min
f:0,1mm/Z
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A7t

TREM0.6E4

BEVEL GEAR MILLING

From module 0.6 mm up to module 4 mm




P (ph HORN ph)

Bevel Gear Milling

= mSE E iR A T RIS MEL N A IIRTEE B2 rY R he i A B T B At A E R EAZ BN o
MUEFE4REN, EESINDEX# TR T T ZRIT, SEMENISH. IE/LAM T ESEMENE
MEURF IR, HENEXME THEEN LM I E,

IAEM T —TELL ESFRBIIRENE X WFHEER —EX T T, UKMEREER BT EE A==
£ NERRHERE,

= mmeE:

A BEESIEEAHSK-T40FHSK-T63E OMSTIER M WITERIMKES /IS EE,
—E7JBaBFAF

BRI HEELR T,

FAMHARRNTI A R B &SR AR MEHmM = 0.6 mmEIEHM =4 mm,

The product range includes tools for the manufacture of spiral bevel gears with epicycloidal longitudinal
tooth shape and constant tooth height. Other tooth forms require special testing.

The design of the gear cutting process including all machining parameters is carried out in cooperation
with Index based on the customer’s component. The definition of the tool geometry and coordination of
the tool parameters depends on the workpiece material and is carried out with the aim of achieving high
workpiece accuracy and economical machining time.

Front and rear machining in one set-up enables complete machining with all functionally relevant
features are machined in one clamping with the aim of achieving maximum precision. Bevel gears from
bar on universal machines.

Product range:

Our product range includes milling cutters with HSK-T40 and HSK-T63 interfaces in various flight
circles and tooth rows/gear speeds. One set of cutters can be used for different modules and bevel gear
dimensions.

Two different insert sizes cover gear tooth sizes from module m = 0.6 mm to module m =4 mm.
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Bevel Gear Milling

ZTIERRFEEHTEINDEXHIK L, HEEUT:

- $E7)8, HSK-T405 HSK-T63#& 0

- NEDARTIFNTI- NENT, ERENESIEEMR AN

- RERMAER T BB TI(A4ER

2P RITIR RGN A ERIEE AN

- RGNRET £ 20 B £ ek

- BRI, BT EENARER/ MTRFE

- B EASMERRBENFENAFENRO, RIEMEESNNEAR
-EEEREMREEREE

The tool program has been adapted to Index machines and includes the following:

- Milling body with HSK-T40 or HSK-Té63 interface

- Separate cutter head for inside and outside cutters - 1 flank machining for higher precision
and flexibility when making corrections

- Identical body for the internal and external cutters

- System inserts in 2 sizes for different module sizes

- Systems for clockwise or counter-clockwise rotation

- Adapter discs for adapting the tools to different diameters / flight circle radii

- Flexible correction of the longitudinal shape of the tooth by adjusting the eccentricity of the outer
and inner radius using various spacer plates

- Coordinated substrates for different materials
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5-AXIS MILLING OF GEAR TEETH



Al DGVZ (ph HORN i)

Cutter Head
\A%A%
~ - ” s = 4 ~
7 S
|3
|2
(73] (3]
©
= S
EREeTHsS
Carbide grades
A FEE A4
on stock 4 weeks
s %5 SW z Ds d r L, d, a, HIS o
Part number System =
<<
DGVZ.4.10.35.15.00 DG10 8 4 10 9.8 1.5 21 2.86 12.3 DGO0101 A
DGVZ.4.12.35.20.00 DG12 10 4 12 11.7 2 24 3.82 14.3 DG0121 A
DGVZ.6.16.35.30.00 DG16 13 6 16 15.6 3 32 5.72 18.4 DG0161 A
DGVZ.6.20.35.50.00 DG20 17 6 20 19.5 5 37 9.54 20.09 DG0201 A
EE:
AELGSEREMIIA, DAHRZGHEMTITRESREKE , DGHDSHE LA T TRIES DR BAER M| o
Nétﬁiiﬂ (=¥
ote:
This chapter contains only the finishing tools for gears. The tools for roughing System DAH can be found in chapter K, for systems DG N| -
and DS please see our catalogue SOLID CARBIDE MILLS S| -
H| -
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LEi53E (nli HOrN ph)

Spur gearing

15 30 [E18, 7I53X 94000 mm
Module 30 straight fluted, up to @ 4000 mm

NN T Stsa sl /A TS (A2 8t
Roughing high feed milling / Finishing copy milling

DAHM.37 DGH

405



RN ZIAT RS

Cycloid palloid tooth system

(ph HORN pill)

153 13.56
Module 13.56

AN THRFtLa LR / #500 TOTRoER|

Roughing high feed milling / Finishing copy milling

DGH

DSDS

C45

C45

C45

C45

406

DGH

DSDS

DSK

DSM

12/16 300
8 200
10 190
12 260

5 3 / 5-axis
5 3 / 5-axis
5 3 / 5-axis
5 3 / 5-axis



ise (ph HORN ph)

Worm gears

MEEER 7.9/ @420 mm
Axial module 7.9 /@420 mm

w AR T/ T A2 HEH)

Roughing conventionally / Finishing copy milling

DPTP DSK DPTR

CuSn12Ni DPTP 8 200 145 5 4 / 5-axiss-axis
CuSn12Ni DSK 8 225 80 5 4 / 5-axiss-axis
CuSn12Ni DPTR 6 225 5 ¥4 / 5-axiss-axis

407
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Technical Enquiry Gear Machining

(ph HORN i)

INTFA / Machining technology

4MA] / company

o Bli& o WHRHEHI o WRHIHI

Gear Skiving Gear milling Gear broaching

T 433 / Workpiece data

4245475 / Distributor

ITHERES

Workpiece drawing no.

it BE

Material hardened

Basic rack

EEER /BRI

Normal module / diametral pitch

EEENR

Normal pressure angle

L

Number of teeth

$2HEF B (°)

Helix angle

BEHETT 1)

Helix direction

WNERZ-0

Tip diameter min max

HERERZ-0 d_f (mm)

- min max
Root diameter

FuBformkreis-@ d_Ff (mm) )
ERERE W or mn mex

WIRFZ

o_f [mm) Tooth root radius min max

wEh_k (mm)
Height of semi topping

HIMER-0 d_Fa (mm)
Tip form diameter

TIETIREMHE
PO (mm) Tool tip radius

&R / Measuring type

i51EHE! Please choose!

Tz ERINE M_dK (mm)

Measurement between 2 balls min max

2z ERNE M_dr

min max
Measurement between 2 rolls

FHEEE

Base tangent lenght min max

L0

i &
Tanmdict . .

ool keSS p{@h’m q;%\\g} $

\\ e g S

\ A Spacewidth | i § P

Messrollen, -kugel g
Measunring roll, Ball

Wl W

Zahndicke
Tooth thickness

BT S#/ Machine data

wE

Tooth thickness min max

FiEO

Spindle connection

[BIFEEEE Gap

width min max

BEREHIER A E

Swivel angle of milling spindle

MEKEFZ-D (mm)
Measuring body @

RARE (@)

Maximum revolution (synchronized)

i hni5%t3 4 / Additional gear parameters

FEBE/ Notes

T /ML (RE)
Roughing / finishing (stock)

THUAREE =S / AR EDEEZ / KEVE b S
Tip relief / root relief / K-chart yes no
&Y b S
Protuberance yes no
BERMEE AEER = S
Profile crowning / length crowning yes no
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Milling of T-Slots

35/System B1/Page
M311 410
M313 416
M328 420

M406/M409 426

409



TRIFERH
Milling of T-Slots

(ph HORN )

BETIAF
Milling shank

M311

ya)a)

Insert

311

410

L

D1 /Page
412

-~

0

ﬁ/Page
413-414



TRk (ph HORN )

Milling of T-Slots

M311

TRV EE T T-Slot Cutter
with exchangeable
A AL A inserts

YIEIZIBG 17 mm from cutting edge @ 17 mm '

411



S M311 (ph HORN pill)

Milling shank

B |
DIN6535HB

l. _". -
@i
of
& 4
DIN6535HE ~ DING535HA
Er=-aF2
Picture = right hand cutting version
RS d L, L d, iz HWS
Part number Form
M311.0016.00A 16 90 25 9 A 311090R
M311.0016.00B 16 90 25 9 B 311090R
M311.0016.00E 16 90 25 9 E 311090R
DsWTIF

Ds see inserts

Boft
Spare Parts
$RTIFF PRARET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M311... 4.16T15KP T15PQ

412



7R 311 (ph HORN ph)

Insert

E\
N
W

s
wW Fs
0
[ % a wm
! ; 2: PALAY
Milling shank EREeTHsS
) Carbide grades
== !
c?l:reéjz%hand cutting version A T A47
on stock 4 weeks
RS Ds s w r r, a HIS
Part number
311.1016.00 17 1.7 7.2 0.5 0.8 10 311090R

I

413



7R 311 (ph HORN ph)

Insert

E\

(7]
. @95 \ﬁmﬂﬂ
Ds Milling shank
ERagEs
) Carbide grades
E|7R= !
c?l:reéjz%hand cutting version A T A47
on stock 4 weeks
FRils Ds E s a HIS
Part number
311.4216.00 15.8 3 5.95 10 311090R

414



(ph HORN )

415



TRIFERH
Milling of T-Slots

(ph HORN )

BETIAF
Milling shank

M313

ya)a)

Insert

313

416

L

D1 /Page
418

-~

0

ﬁ/Page
419



TRk (ph HORN )

Milling of T-Slots

M313

TRV EE T T-Slot Cutter
with exchangeable
A AL A inserts

YIREIZIA @20 mm from cutting edge @ 20 mm '

417



fﬂ#ﬂ*gthank M313 (I]h HORN I]h)

12 |
DIN6535HB

DIN6535HA

ER=GFR
Picture = right hand cutting version
RS d L, L, d, i HWS
Part number Form
M313.0016.00A 16 93 30 11.5 A 313113R - 313113L
M313.0016.00B 16 93 30 11.5 B 313113R.313113L
M313.0016.00E 16 93 30 11.5 E 313113R+313113L
DsWTIF

Ds see inserts

Boft

Spare Parts
$RTIFF PRARET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M313... 5.13T20KP T20PQ

418



7R 313 (ph HORN ph)

Insert

E\
N
W

s
wW Fs
0
[ % a wm
! ; LI DT
Milling shank EREeTHsS
) Carbide grades
== !
c?l:reéjz%hand cutting version A T A47
on stock 4 weeks
s Ds s w r r, a HIS
Part number
313.1219.00 20 8.7 8.2 0.5 0.8 12 313113R

I

419



TRIFERH
Milling of T-Slots

(ph HORN )

BETIAF
Milling shank

M328

ya)a)

Insert

328

BAER

Technical Instructions

420

L

D1 /Page
422

-~

0

ﬁ/ Page
423

D1/Page
424



TEESHI (ph HORN pl1)

Milling of T-Slots

M328

TR S T] T-Slot Cutter
with exchangeable
AL A inserts

YIRIZIA @ 24 mm from cutting edge @ 24 mm '

421



S M328 (ph HORN pill)

Milling shank

12 |
DIN6535HB

l. _". -
@i
of
& 4
Er=-aF2
Picture = right hand cutting version
RS d L, L, d, iz HWS
Part number Form
M328.0020.00A 20 104 35 13.5 A 328143R
M328.0020.00B 20 104 35 13.5 B 328143R
M328.0020.00E 20 104 35 135 E 328143R
DsWTIF

Ds see inserts

Boft

Spare Parts
$RTIFF PRARET TORX PLUS®$RF
Milling shank Clamping Screw TORX PLUS® Wrench
M328... 5.13T20KP T20PQ
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7R 328 (ph HORN ph)

Insert

E\
N
W

s
wW Fs
0
[ % a wm
! ; 2: PALAY
Milling shank EReeEs
) Carbide grades
E|7R= !
c?l:reéjz%hand cutting version A T A47
on stock 4 weeks
RS Ds s w r r, a HIS
Part number
328.1423.00 24 9.8 9.2 0.5 1 14 328143R

I

423



BRAER

Technical Instructions

(ph HORN i)

RZA#HEAR
Application Technology
a,~0.2xs
©
~ - w
e T
recommended not recommended
PILIE>S ¢
Cutting data
TEIESEH!
Milling of T-slots
TH#E TIEMER v, (m/min) f (mm),z=1 | f (mm),Z=1
Workpiece material Cutting material Ds 17 mm Ds 20-24 mm
Bix W
Carbon steel TI25 / AS45 200 - 300 0.03-0.06 0.05-0.08
ﬁ@%ﬂ TI25 / AS45 140-220 0.02-0.04 0.03-0.05
oyed steel
RSEER
Grey cast iron TI25 / AS45 100- 160 0.03-0.06 0.05-0.10
TEEHA
Chamfering of T-slots
THMEH TIEMER v_(m/min) f (mm), Z=3
Workpiece material Cutting material
Eﬁ%ﬂ TI25 / AS45 300 - 400 0.10-0.13
arbon steel
BEWN
A:l'loyed - TI25 / AS45 180-300 0.13-0.21
T TI25 / AS45 140-240 | 0.16-0.27
rey castiron

BRI RER TFIRIIT AR R G 2T

The cutting data is only valid for standard carbide toolholders (shanks) listed in this chapter.
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Milling of T-Slots

8t

End Mill o

M406/M409 i
D1 /Page
428-429

AR

Indexable insert

406/409 I
ﬁ/Page
430-431

&*fﬁl%\ E'I/Page

Technical Instructions 432

426



TR FE SR @h HORN I]I-D

Milling of T-Slots

TE¥ESET] T-slots Cutter with

exchangeable inserts
HAHEAT R
cutting edge @ 25-50 mm

PIE1 7] @ 25-50 mm '

427



e M406 (ph HORN ph)

End Mill

DIN 1835-B
> —
= -

= ~  DIN1835-B
~— w -
\ 1
e =i 8 57 b S -Dm
8
_ 1
I
=
Er=AFH
Picture = right hand cutting version
s Z|Zg|Ds|d |l | L d |w| a | n_ HFETR EFRTRA HWS
Part number right hand insert | left hand insert
M406.025.11.D16.1.02.B | 4 | 2 |25 |16 |83 | 31| 12.4 | 11 | 12.9 | 19000 | 2x R406.063.U... | 2x L406.063.U... 4f066°(§)0RL'

@25mmil £ FEIFE

from @ 25 mm 2 clamping flats

EofF

Spare Parts
] SEARET TORX PLUS®IRE
End Mill Clamping Screw TORX PLUS® Wrench
M406.025.11.D16.1.02.B 030.2608.T8P T8PL

428



R M409 (pl HORN i)

End Mill
DIN 1835-B
@ )=
-
|1
|2
= ~  DIN1835-B
~— W -
\ 1
e e T f e S e e e -Dm
8
_ |
I
=
Er=AFH
Picture = right hand cutting version
s Z|Zo|Ds|d| I, | L] d |w| a |n, HEFETR EFETIR HWS
Part number right hand insert | left hand insert
M409.032.14.D25.1.02.B | 4 | 2 |32 |25 |103 |39 | 16.4 | 14 | 16.9 | 15600 | 2x R409.093.U... | 2x L409.093.U... 42(?90(?0RL'
M409.040.18.D25.1.02.B | 4 | 2 | 40 | 25| 109 | 48 | 20.4 | 18 | 20.9 | 13900 | 2x R409.093.U... | 2x L409.093.U... 4fg§(§’ORL'
M409.050.22.D32.1.02.B | 6 | 2 |50 |32 | 125 |59 | 26.4 | 22 | 26.9 | 12500 | 4x R409.093.U... | 2x L409.093.U... 4f(§’§é’0RL'

@25mmd £ RIFE
from @ 25 mm 2 clamping flats

EofF

Spare Parts
] SEIRET TORX PLUS®IRE
End Mill Clamping Screw TORX PLUS® Wrench
M4009... 030.3511.T10P T10PL

429
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Indexable insert

e | | L | &

4]
!
BRETES
Carbide grades
A EF A4TE
on stock 4 weeks
Fmis a, h r HIS
Part number
R406.063.U.02 6.3 3.85 0.2 40600R
R406.063.U.04 6.3 3.85 0.4 40600R
R406.063.U.08 6.3 3.85 0.8 40600R
L406.063.U.02 6.3 3.85 0.2 40600L
L406.063.U.04 6.3 3.85 0.4 40600L
L406.063.U.08 6.3 3.85 0.8 40600L
ANYIRIA TR

with 4 usable cutting edges

430
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Indexable insert

409

(ph HORN pill)

|| Ld

FRES
Part number

R409.093.U.04
R409.093.U.08
R409.093.U.12
L409.093.U.04
L409.093.U.08
L409.093.U.12

AN TI A
with 4 usable cutting edges

9.3
9.3
9.3
9.3
9.3
9.3

5.2
5.2
5.2
5.2
5.2
5.2

0.4
0.8
1.2
0.4
0.8
1.2

EREeTHsS
Carbide grades

A EE A4

on stock 4 weeks

HIS

40900R
40900R
40900R
40900L
40900L
40900L

431
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Technical Instructions

RZAHEAR
Application Technology
a,~0,2xs
©
~ - w
e T
recommended not recommended

LIRSS

Cutting data
TRIEHEE 625 / 032 mm

Milling of T-Slots

TR T1EMER v_ (m/min) f (mm)
Workpiece material Cutting material

heat-treatable steel AS4B 120-160 0.07-0.14
Komen AS4B 100-160 | 0.07-0.14

y castiron

TRIFEBEE 040 / 050 mm

Milling of T-Slots

T TIE#MER v_ (m/min) f (mm)
Workpiece material Cutting material

heat-treatable steel AS4B 60-90 0.06-0.08
77273

i mllion AS4B 90 - 140 0.06-0.08
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Polygon Milling

%75 /System T1/Page
M275 434
381 440

433



ZiaRs
Polygon Milling

(ph HORrN i)

$%J]
Cutter

M275

AIRAITI A

Indexable insert

S275

434

'

D"I/ Page
436-437

e,

D1/Page
438



ZiaRs
Polygon Milling

(ph HORN i)

M275

%7
PIEIZI8 @ 40 mm

Cutter

from cutting edge @ 40 mm

435



7] M275 (ph HoRrN piD)

Cutter

i -g“': H =
L
__T_'_I_
SE

Er=EFEHE

Picture = left hand cutting version

s Ds d, h t d, d, HRELS HWS
Part number Machine type
RM275.D040.10.04 40 33 7.9 3 10 15.5 EvoDECO 10 275041R
LM275.D040.10.04 40 33 7.9 3 10 15.5 EvoDECO 10 275041L

EAMK: Tornos

for machine: Tornos

Boft
Spare Parts
w7 PURIRET TORX PLUS®IRF | ZEF )T BFETNEE T
Cutter Clamping Screw | TORX PLUS® Wrench | Left hand balancing element | Right hand balancing element
LM275.0040.10.04 030.357P.0315 T10PL LS275.AT41.HM
RM275.D040.10.04 030.357P.0315 T10PL RS275.AT41.HM
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7] M275 (ph HoRrN piD)

Cutter

Br=HAF8

Picture = right hand cutting version

ERES Ds d, h t. d, d, HRELS HWS
Part number Machine type
RM275.T064.3325.03 64 56 36 3 10 15.5 EvoDECO 10 275041R
SEFHAR Tornos
for machine: Tornos
Boft
Spare Parts
$£70 PRIRET TORX PLUS®$RF
Cutter Clamping Screw TORX PLUS® Wrench
RM275.T1064.3325.03 3.5.10T10P T10PL
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CIEia0wa) S275 (ph HORN i)

Indexable insert

1@

A A
N
N i
\ | T
3 \ | |
: !
EREeTHsS
) ) Carbide grades
= U_HNE - 1
R_E%’:L INE . L_E%ﬁt . N A4F
R =right hand version shown L = left hand version
on stock 4 weeks
FRES w r s HIS v |0
Part number S|
< |
RS275.MK13.M0 1.3 0.2 3.9 275041R A | A
LS275.MK13.M0 13 0.2 3.9 275041L A | A
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ZiaRs
Polygon Milling

(ph HORN i)

$%J]
Cutter

381

AIRAITI A

Indexable insert

N314/314

BAER

Technical Instructions

U

Overview

440

'

D"I/ Page
442-454

e,

D1/Page
455-456

D1/Page
457-462

D"I/ Page
463-464



el AL (ph HORN i)

Polygon Milling

381

7] Cutter
YIEIZIE @ 60 mm from cutting edge @ 60 mm
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7]

Cutter

381

(ph HORN i)

=

—
=

—

Er=EFEHE

Picture = left hand cutting version

ERES Ds d, h t., d, HIRES HWS
Part number Machine type
L381.A060.13.04 60 50 8.2 4.5 13 Star SR-20J 314027N
FFHUR: Star
for machine: Star
EofF
Spare Parts
&7 FHEURET TORXPLUS®HRF | EFJIEMETl
Cutter Clamping Screw | TORX PLUS® Wrench |Left hand balancing element
L381.A060.13.04 5F.08T20P T20PQ L314.AT30.HM
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$7] 381 (plr HORN il)

Cutter

Er=EFEHE

Picture = left hand cutting version

s Ds d, h a to d, | NRES HWS
Part number Machine type
L381.G070.15.04 70 58 15 8.16° 5 11.5 | GLD25/GD32 314041L
L381.G086.25.04 86 74 23 8.16° 5 18 GM20-6,-35-8/GMC35 314041L
L381.G098.26.04 98 86 23 8.32° 5 20 GM35-6,-35-8,-42-6/GMC35 314041L
SERYEK: Gildemeister
for machine: Gildemeister
Eot
Spare Parts
$t70 PRURET TORX PLUS®{RF FHEBR
Cutter Clamping Screw TORX PLUS® Wrench Balancing element
L381.G070.15.04 5.10T20P T20PQ N314.AT40.HM
L381.G... 5.12T20P T20PQ N314.AT40.HM
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222 381 (plr HORN il)

Er=EFEHE

Picture = left hand cutting version

s Ds d, h t d, HRES HWS
Part number Machine type
L381.G080.16.04 80 68 9 5 16 SPRINT 20/32 314027N
SERHLER: Gildemeister
for machine: Gildemeister
Aot
Spare Parts
w7 PURIRET TORXPLUS®HRF | EFIFETH
Cutter Clamping Screw | TORX PLUS® Wrench | Left hand balancing element
L381.G080.16.04 5F.08T20P T20PQ L314.AT30.HM

444



222 381 (plr HORN il)

@ds

Er=EFEHE

Picture = left hand cutting version

ERES Ds d, h t, d, d, |#WKES HWS
Part number Machine type
L381.G090.22.04 90 78 20 5 22 30 SPRINT 32L/-42L 314041L

EAYEK: Gildemeister
for machine: Gildemeister

Boft

Spare Parts
&7 PRIRET TORX PLUS®{RF PR
Cutter Clamping Screw TORX PLUS® Wrench Balancing element
1.381.G090.22.04 5.12T20P T20PQ N314.AT40.HM
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$7] 381 (plr HORN il)

Cutter

| i
| o
| S}
|
el |
EhersEsit
Picture = right hand cutting version
ERES Ds d, h t d, HRELS HWS
Part number Machine type
R381.X090.27.04 90 78 16.2 5 27 Index ABC 314041R
L381.X090.27.04 90 78 16.2 5 27 Index ABC 314041L
SEFAWAINDEX
for machine: INDEX
Boft
Spare Parts
w7 PRIRET TORX PLUS®{RF TR
Cutter Clamping Screw TORX PLUS® Wrench Balancing element
R/L381.X090.27.04 5.12T20P T20PQ 020.0314.1531
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$7] 381 (plr HORN il)

Cutter

ﬂd2
ed,
|
|
|

Br=HAF8

Picture = right hand cutting version

s Ds d, h t, d, HRELS HWS
Part number Machine type
R381.X073.16.04 73.5 63.5 8 5 16 Index MS25 314027N
&AM INDEX
for machine: INDEX
EofF
Spare Parts
&7 PRIRET TORXPLUS®HRF | GFIIFETH
Cutter Clamping Screw | TORX PLUS® Wrench | Right hand balancing element
R381.X073.16.04 5F.08T20P T20PQ R314.AT30.HM

447



$7] 381 (plr HORN il)

Cutter

1

Er=EFEHE

Picture = left hand cutting version

ERES Ds d, h t., d, HIRES HWS
Part number Machine type
L381.N090.16.04 90 80 7.8 5 16 WT250 314027N
SEFHER :Nakamura
for machine: Nakamura
Boft
Spare Parts
%70 SHERIRET TORX PLUS®HRF | £F N1 it
Cutter Clamping Screw | TORX PLUS® Wrench | Left hand balancing element
L381.N090.16.04 5F.08T20P T20PQ L314.AT30.HM
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7]

Cutter

381 (ph HORN i)

Er=EFEHE

Picture = left hand cutting version

FEmES Ds d,
Part number

L381.5078.30.02 78 66
L381.5098.30.02 98 94.6
L381.S118.30.02 118 115

SEFANLER:A.H. Schiitte

for machine: A.H. Schiitte

2R AN, AT MIFHLS

reinforced pocket, feed in axial direction

* tmaxfllEEEI=5.0mm/{&5kE]=1.2mm

* tmax Side Milling = 5,0 mm / Groove Milling=1,2 mm

EofF

Spare Parts
&7 PRIRET
Cutter Clamping Screw
L381... 5.15T20P

h a o d, HMERES HWS
Machine type

19 5.42° 5 26.3 | SG18, SG20,AG18 314052L
19 5.42° 5 26.3 | SG20/SF26,-S,-L/SE18/AF26,32 314052L
19 5.42° 5 26.3 | SF32,42,51,67/AF42 314052L

TORX PLUS®$RF

TORX PLUS® Wrench

T20PQ
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$7] 381 (plr HORN il)

Cutter

_-_6_- A b A
5
i
| o™ o
D — o
= (]
—
III L
! |
Blln| B
* *
ER=EF R
Picture = left hand cutting version
s Ds d, h a . | dy | HURES HWS
Part number Machine type
L381.5078.30.03 78 s 19 5.42° 5 26.3 | SG18, SG20,AG18 314052L
L381.5098.30.03 98 94.6 19 5.42° 5 26.3 | SG20/SF26,-S,-L/SE18/AF26,32 314052L
L381.5118.30.03 118 115 19 5.42° 5 26.3 | SF32,42,51,67/AF42 314052L
SERWIAR A.H. Schiitte
for machine: A.H. Schiitte
BRI, AT LS
reinforced pocket, feed in axial direction
* tmaxfllEEEI=5.0mm/{&5kE]=1.2mm
* tmax Side Milling = 5,0 mm / Groove Milling=1,2 mm
Boft
Spare Parts
&7 PRIRET TORX PLUS®$RF
Cutter Clamping Screw TORX PLUS® Wrench
L381... 5.15T20P T20PQ
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7] 381

Cutter

(ph HORN i)

Gd3
= Wl

od, |

od,

Er=EFEHE

Picture = left hand cutting version

PR Ds | d, h
Part number
L381.D080.16.04 80 57.5 13.6

&R Tornos
for machine: Tornos

Boft

Spare Parts
$£70 FHEURET TORX PLUS®$RF
Cutter Clamping Screw | TORX PLUS® Wrench
L381.D080.16.04 5F.08T20P

EFTIFE T
Left hand balancing element
L314.AT30.HM

HWS

Machine type
DECO 2000/DECO 13/20/26 314027N
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222 381 (plr HORN il)

max
=¥

Er=EFEHE

Picture = left hand cutting version

s Ds d, h t., d, d, |#WURES HWS
Part number Machine type
L381.D086.25.04 86 74 23 5 24.7 18 Tornos Multi-Deco 314041L
SEFHAR Tornos
for machine: Tornos
Boft
Spare Parts
&7 PRIRET TORX PLUS®{RF TR
Cutter Clamping Screw TORX PLUS® Wrench Balancing element
1.381.D086.25.04 5.12T20P T20PQ N314.AT40.HM
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222 381 (plr HORN il)

od,

Br=HAF8

Picture = right hand cutting version

ERES Ds d, h t d, HRELS HWS
Part number Machine type
R381.T080.16.04 80 69 12 5 16 TRAUB TNL18 314027N
SEFANLER: Traub
for machine: Traub
Boft
Spare Parts
$£70 PRIRET TORXPLUS®HRF | GFIIFETH
Cutter Clamping Screw | TORX PLUS® Wrench | Right hand balancing element
R381.T080.16.04 5F.08T20P T20PQ R314.AT30.HM
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$7] 381 (plr HORN il)

Cutter

:‘ 1

Er=EFEHE

Picture = left hand cutting version

s Ds d, h t., d, |#RES HWS
Part number Machine type
L381.T069.12.04 69 57.5 8 5 12 TNL12-7/TNL26/TNK36 314027N

EAHAE: Traub

for machine: Traub

Boft

Spare Parts
%7 FEIRET TORXPLUS®IRF | £F 1wl
Cutter Clamping Screw | TORX PLUS® Wrench | Left hand balancing element
1381.T1069.12.04 5F.08T20P T20PQ L314.AT30.HM
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R N314 /314  (pliHORN pilD)

Indexable insert

*
* t
v A ... 5 A
ﬁ 0
| T l _l_%
i i =
=== (7] ==
= i | @
! feeg 11 L |‘
T s = N314
® el & BRASIS
Carbide grades
A EF A4TE
on stock 4 weeks
mis w r s HIS Nl wl|w|w
Part number o3| a|2
S| < |F|F
R314.MK50.20 5 0.15 5.2 314041R A A
L314.MK50.20 5 0.15 5.2 314041L A | A
L314.MK70.M0 7 0.15 7.4 314052L A | A | A
N314.MK40.20 4 3.6 314027N A A A A
t 1 1
Groove Milling Side Milling
N314.MK40.20 siehe Fraser/see cutter 2.5
R/L314.MK50.20 siehe Fraser/see cutter 5
L.314.MK70.M0 siehe Fraser/see cutter 5
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AR TIA 314 (ph HoRN ph)

Indexable insert

1@

I

‘/ *t
max
: EREeTHsS
. . Carbide grades
L:E%ﬁ:-uﬂ Rngigz ) A Eﬁ A4}§
L = left hand version shown R =right hand version
on stock 4 weeks
s w r s to HIS wl|w| .
Part number S| 2|
< || F
R314.MK50.5.20 5 0.15 5.4 5 314041R A A
R314.MK50.20.L 5.4 0.6 5.4 5 314041R A | A|A
L314.MK50.5.20 5 0.15 5.4 5 314041L A A
L314.MK50.20.L 5.4 0.6 5.4 5 314041L A A
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RAER (ph HORN i)

Technical Instructions

Z0R P HI B TIERIE

ZIARHHINA T R Z AR HEHEI T) EECNCEERR., SwissHUARDL 2 LA LN THed T
Fo
T () MET] BhIEE) MBS ¥ 5h.

ZARERE R T HE L EEEI !
EHBORE T TR TR AR B T] LR TR EE,
HEORN 218, FERNTEAMLE XTRIREEERZSENA, flanxini,
HESRN LR, FEOEERK, FAEE AR,
HEOERN3:1RY, FTEAERABME, BAREEXHE,
RIEX— A, T LR FEHBRET A BB E.
HALBISETEFEIR:
AR TN HEERE

1.%

2. FIAB R~

3. THMIRIER
4.H
5T

N

#
HAE TN R
<

B RS ER I T X LT, @3 AR A (FER) .

A R M) (AR AH]
n i} o

B- |
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BARER (ph HoRrN piD)

Technical Instructions

MEE, ER1NTIR, TIR0R 2:1 EHFE.

=

PAEA, (ER2N TR . TIRE0R 2:1 R,

—

INEE, ERA3NTI R, TIROR 2:1 4R,
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BAES (ph HORN ph)

Technical Instructions

The concept of Polygon Milling

Polygon milling describes the manufacturing of flats while rotating components with poly-
gon milling cutters on CNC lathes, Swiss Automatics lathes or Multi Spindle machines.
The component (main spindle) and the milling cutter (live tool) have to run with synchroni-
zed rotations.

The operation only works in conventional milling!

The number of flats depends on the rotation ratio between component and milling cutter
as well as on the number of inserts of the milling cutter.

At a revolution ratio of 2:1, the shape of the produced flats are little convex. The form error
is suitable for most applications such as across-flats.

At a revolution ratio of 1:1, the shape of the produced flats are heavily convex. This shape
is not suitable for across-flats.

At a revolution ratio of 3:1, the shape of the produced flats are heavily concave. This shape
is as well not suitable for across-flats.

According to this, the number of flats at the component is twice the number of cutting
inserts on the milling cutter.

To calculate the shape of the flats following parameter are necessary:

1. Cutting diameter of the polygon miling cutter

2. Across-flats dimension

3. Premachined diameter of the component

4. Number of flats

5. Revolution ratio of component and milling cutter

The flats can be produced by grooving or by turning. Chamfers can be produced by profiling
(deburring).

Copymilling and
Side milling

il | |

Groove milling Side milling
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BAES (ph HORN ph)

Technical Instructions

Two flats machined with 1 cutting edge. Revolution ratio 2:1 to the main spindle.

-

Four flats machined with 2 cutting edges. Revolution ratio 2:1 to the main spindle.

Six flats machined with 3 cutting edges. Revolution ratio 2:1 to the main spindle.
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BARER (ph HoRrN piD)

Technical Instructions

G SNETIEBE | hE=JE:EW | ERNTE
‘ 1 1:1 FES, KONE
2 1 . 1 L_I:I;/J\EIE
l 21 3"EI%L_EI;/J\&E
A 2 15:1 EE, M|
1 3:1 EEES, N\ME
2 95 EEES, INOE
1 4:1 REE, M
3 1,66:1 EE, M|
' 2 2,5:1 EHES, /NUIE
1 5:1 ;rl_I:I ) IEIE
3 2:1 JEEES, N E
2 3 . 1 TLI:I ) MEE
4 95 EHES, NOHE
2 4 . 1 TL.I:I ) MEE
LI
BHEE f mm
HE s V. m/min
= <M/ i) e
Al TI25,MG12 500-1000 0.10-0.20 0.05-0.10
Ms58 TI125,MG12 500-1000 0.10-0.20 0.05-0.10
9SMnPb28 TH35,TI125,AS45 200- 500 0.08-0.15 0.04-0.08
16MnCr5/C45 | TH35,T125,AS45 150 - 250 0.05-0.10 0.03-0.05

HEEEENNESEREE!
PN ITZh#a R FIZE30 - 50 %, FZ TR REZM.

0. 12 IE:

T — _ Sw24 n,, = 1372.00 mm*
ek @ V., —388.25 m/min
7] @90 mm ( ) . TH:

SW 24 mm (@ 27.7 mm) O s = 686.00 mmL
V_ ¢ =448.00 m/min Vs = 59.75 m/min

f,=0.08 mm

339, [=2:1

B 12 mm

TiH:~2.19s
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Technical Instructions

No. of inserts on Ratio =

the cutter Tool:Spindel Flats
1 1:1 not suitable, heavily convex
2 01 not suitable, convex

—
N =
=

very suitable, little convex

[
-

not suitable, convex
15:1 suitable, convex
3:1 very suitable, little concave

=N W

very suitable, little convex
not suitable, concave

1,66:1 suitable, convex
2,5:1 very suitable, little concave
5:1 not suitable, concave

=N W

3 2:1 very suitable, little convex
2 3:1 not suitable, concave

01 very suitable, little convex
not suitable, concave

' . -
=
3

=N

N

==

N B
>N
[

Cutting data

Feed rate f mm
Material Grades v, m/min . - -
Side milling Groove milling
Al TI25,MG12 500 - 1000 0.10-0.20 0.05-0.10
Ms58 TI25,MG12 500 - 1000 0.10-0.20 0.05-0.10
9SMnPb28 TH35,T125,AS45 200- 500 0.08-0.15 0.04-0.08
16MnCr5/C45 | TH35,T125,AS45 150- 250 0.05-0.10 0.03-0.05

Feed rate values only valid for side milling process!
At groove milling process the feed rate has to be reduced by 30 - 50 %, depending
on the insert width!

Example: 12 Tool:

Side milling - SWa24 n,, = 1372.00 mm-!
Material: Steel Vo= 388.25m/min
Cutter @90 mm ( . . Workpiece:

SW 24 mm (@ 27.7 mm) O N, = 686.00 mm-
V.= 448.00 m/min Vs = 59.75 m/min

f,= 0.08 mm
3 Cutting edges, | =2:1
Flat length: 12 mm
Cycletime: ~2.19s
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BAZ LT

Overview Machine manufacturer

(ph HORN i)

T HUAR 7] BT TIE n_ $%77
Machine Machine Cutter Indexable inserts Z n_ Milling cutter
manufacturer

Gildemeister GD32 L381.G070.15.04 L314.MK50.20 TN35 2/3 | 13,000 min-1
Gildemeister GLD25 L381.G070.15.04 L314.MK50.20 TN35 2/3 | 13,000 min-1
Gildemeister GM20-6 L381.G086.25.04 L314.MK50.20 TN35 2/3 | 11,000 min-1
Gildemeister GM26-6 L381.G080.16.04 L314.MK40.20 TN35 2/3 | 12,000 min-1
Gildemeister GM35-6 L381.G098.26.04 L314.MK50.20 TN35 2/3 | 10,000 min-1
Gildemeister GM35-8 L381.G086.25.04 L314.MK50.20 TN35 2/3 | 11,000 min-1
Gildemeister GM35-8 L381.G098.26.04 L314.MK50.20 TN35 2/3 | 10,000 min-1
Gildemeister GM42-6 L381.G098.26.04 L314.MK50.20 TN35 2/3 | 10,000 min-1
Gildemeister GMC35 L381.G086.25.04 L314.MK50.20 TN35 2/3 | 11,000 min-1
Gildemeister GMC35 L381.G098.26.04 L314.MK50.20 TN35 2/3 | 10,000 min-1
Gildemeister SPRINT20/32 | L381.G080.16.04 L314.MK40.20 TN35 2/3 | 12,000 min-1
Gildemeister SPRINT32L L381.G090.22.04 L314.MK50.20 TN35 2/3 | 13,000 min-1
Gildemeister SPRINT44L L381.G090.22.04 L314.MK50.20 TN35 2/3 | 13,000 min-1
INDEX ABC R381.X090.27.04 R314.MK50.20 TN35 2/3 | 11,000 min-1
INDEX ABC L381.X090.27.04 L314.MK50.20 TN35 2/3 | 11,000 min-1
INDEX MS25 L381.X073.16.04 N314.MK40.20 TN35 2/3 | 13,000 min-1
NAKAMURA WT250 L381.N090.16.04 N314.MK40.20 TN35 2/3 | 11,000 min-1
Alfred H. Schiitte | AF26 L381.5098.30.03 L314.MK70.M0 TN35 3 15,000 min-1*
Alfred H. Schiitte | AF26 L381.5098.30.02 L314.MK70.M0 TN35 2 15,000 min-1*
Alfred H. Schiitte | AF32 L381.5098.30.03 L314.MK70.MO TN35 3 15,000 min-1*
Alfred H. Schiitte | AF32 L381.5098.30.02 L314.MK70.M0O TN35 2 15,000 min-1*
Alfred H. Schiitte | AF42 L381.5118.30.03 L314.MK70.M0 TN35 3 12,000 min-1*
Alfred H. Schiitte | AF42 L381.5118.30.02 L314.MK70.M0 TN35 2 12,000 min-1*
Alfred H. Schiitte | AG18 L381.5078.30.03 L314.MK70.M0 TN35 3 20,000 min-1*
Alfred H. Schiitte | AG18 L381.5078.30.02 L314.MK70.M0 TN35 2 20,000 min-1*
Alfred H. Schiitte | SE18 L381.5098.30.03 L314.MK70.MO TN35 3 15,000 min-1*
Alfred H. Schiitte | SE18 L381.5098.30.02 L314.MK70.M0O TN35 2 15,000 min-1*
Alfred H. Schiitte | SF20 L381.5098.30.03 L314.MK70.M0O TN35 3 15,000 min-1*
Alfred H. Schiitte | SF20 L381.5098.30.02 L314.MK70.M0 TN35 2 15,000 min-1*
Alfred H. Schiitte | SF26L L381.5098.30.03 L314.MK70.M0 TN35 3 15,000 min-1*
Alfred H. Schitte | SF26L L381.5098.30.02 L314.MK70.MO TN35 2 15,000 min-1*
Alfred H. Schiitte | SF26 L381.5098.30.03 L314.MK70.M0O TN35 3 15,000 min-1*
Alfred H. Schiitte | SF26S L381.5098.30.03 L314.MK70.MO TN35 3 15,000 min-1*
Alfred H. Schiitte | SF26S L381.5098.30.02 L314.MK70.M0 TN35 2 15,000 min-1*
Alfred H. Schiitte | SF26 L381.5098.30.02 L314.MK70.M0 TN35 2 15,000 min-1*
Alfred H. Schitte | SF32 L381.5118.30.03 L314.MK70.MO TN35 3 12,000 min-1*
Alfred H. Schitte | SF32 L381.5118.30.02 L314.MK70.M0 TN35 2 12,000 min-1*
Alfred H. Schiitte | SF42 L381.5118.30.03 L314.MK70.M0O TN35 3 12,000 min-1*
Alfred H. Schiitte | SF42 L381.5118.30.02 L314.MK70.M0 TN35 2 12,000 min-1*
Alfred H. Schiitte | SF51 L381.5118.30.03 L314.MK70.M0 TN35 3 12,000 min-1*
Alfred H. Schiitte | SF51 L381.5118.30.02 L314.MK70.M0 TN35 2 12,000 min-1*
Alfred H. Schiitte | SF67 L381.5118.30.03 L314.MK70.M0 TN35 3 12,000 min-1*
Alfred H. Schiitte | SF67 L381.5118.30.02 L314.MK70.M0 TN35 2 12,000 min-1*
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Overview Ma

PLERT

cﬁne manufacturer

(ph HORN i)

CII MR 7] BT TIE n_ %71
Machine Machine Cutter Indexable inserts Z n_Milling cutter
manufacturer
Alfred H. Schiitte SG18 .381.5078.30.03 L.314.MK70.M0 TN35 3 20,000 min-1*
Alfred H. Schiitte SG18 .381.5078.30.02 L.314.MK70.M0 TN35 2 20,000 min-1*
Alfred H. Schiitte SG20 .381.5078.30.03 L.314.MK70.M0 TN35 3 20,000 min-1*
Alfred H. Schiitte SG20 .381.5078.30.02 L.314.MK70.M0 TN35 2 20,000 min-1*
Star SR-20J L381.A060.12.04 314.MK40.20 1/3 | 12,000 min-1
TORNOS Deco7/10 R/LM275.D040.10.04 R/LS275.MK13.M0 TN35 2/3 | 15,000 min-1
TORNOS Deco13 1.381.D0080.16.04 N314.MK40.20 TN35 2/3 | 12,000 min-1
TORNOS Deco20 1.381.0080.16.04 N314.MK40.20 TN35 2/3 | 12,000 min-1
TORNOS Deco26 1.381.D0080.16.04 N314.MK40.20 TN35 2/3 | 12,000 min-1
TORNOS Deco2000 1.381.0080.16.04 N314.MK40.20 TN35 2/3 | 12,000 min-1
TORNOS Multi Deco 1.381.D086.25.04 L.314.MK50.20 TN35 3 15,000 min-1
TRAUB TNL12-7 RM275.7T064.33.03 RS275.MK13.MOTN35 3 13,000 min-1
TRAUB TNL12-7 .381.T069.12.04 N314.MK40.20 TN35 2/3 | 13,000 min-1
TRAUB TNL26 L.381.T069.12.04 N314.MK40.20 TN35 2/3 | 13,000 min-1
TRAUB TNK36 L381.T069.12.04 N314.MK40.20 TN35 2/3 | 13,000 min-1

SN HHI RV EIFAESR * @58 R 1E

Polygon cutter for further machines upon request.
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(ph HORN i)

Milling
HFREET]
End Mill -
DAM31/DAM32/DAM62
B’I/Page
468-472
S TIRENEET]
Arbour Mounted Cutter -
DAM32/DAM62
D1/Page
473-474
RSB HET)
Screw-in cutter -
DAM31/DAM32/DAM62 1
D"I/Page D"I/Page
475,477 476
Bk
Adaptor -
MD
ﬁ/Page
478-479
=2es D1/Page
Reducer 480
MD
%Kﬂ: ﬁi/Page
Extension 481
MD
AR
Indexable insert -
DA31/DA32/DA62/
SDA62
D1/Page
482-483, 486-487
VAl \auv
Insert - -
DA32
D"I/Page D"I/Page
484 485
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Milling

DA

%5 DA System DA

-BEAER - End Mill

- S TIR TR TD - Arbour Mounted Cutter
- BRI R FR ) - Screw-in Cutter

- A AIT] A - Indexable Inserts
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%] DAM31/DAM32 (qli HORN p)

End Mill

DIN 1835B
T
Al &
ok Sol
S a % /J
I 2 Ds
3
i
Fails z Ds d L, L, d, L, a, HWS
Part number
DAM31.016.D163.02B 2 16 16 79 17 15 54 3 DA3116
DAM31.020.D204.03B 3 20 20 86 21 19 59 3 DA3120
DAM31.025.D255.04B 4 25 25 97 27 24 64 3 DA3125
DAM31.032.D326.05B 5 32 32 106 32 31 68 3 DA3132
DAM32.020.D205.02B 2 20 20 87 22 19 19 4.8 DA3220
DAM32.025.D256.03B 3 25 25 102 32 24 64 4.8 DA3225
DAM32.032.D327.03B 3 32 32 106 32 31 68 4.8 DA3232
@25mmid_ER2AN I
from @ 25 mm 2 clamping flats
ARt
Spare Parts
%t BURIRET TORX PLUS®IRF
End Mill Clamping Screw TORX PLUS® Wrench
DAM31.016.D163.02B 030.2541.T8P T8PL
DAM31.020.D204.03B 030.2547.T8P T8PL
DAM31.025.D255.04B 030.2553.T8P T8PL
DAM31.032.D326.05B 030.2557.T8P T8PL
DAM32.020.D205.02B 030.3562.T10P T10PL
DAM32.025.D256.03B 030.3569.T10P T10PL
DAM32.032.D327.03B 030.3576.T10P T10PL
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End Mill

FRBET DAM31 (ph'HOoRN ph)

@dns

FRES z Ds d [, L d, l a, d; d, HWS
Part number
DAM31.411.D163.02B 2 10.4 16 80 20 15.8 59 2 16.9 15 DA3116
DAM31.414.D204.03B 3 14.4 20 87 23 18.8 62 2 20.9 19 DA3120
Eot
Spare Parts
L SHRARET TORX PLUS®IRF
End Mill Clamping Screw TORX PLUS® Wrench
DAM31.411.D163.02B 030.2541.T8P T8PL
DAM31.414.D204.03B 030.2547.T8P T8PL
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End Mill

¥ A
) |
T - — - — e —— . ] _cv— ‘U
=
. Iy
Py
= I2 = |3 -
mis z Ds d L L d, L, a, HWS
Part number
DAM31.020.D160.03A 3 20 19 52 17 16 35 3 DA3120
DAM31.025.D161.04A 4 25 24 55 20 16 35 3 DA3125
DAM31.032.D162.05A 5 32 31 60 25 16 35 3 DA3132
DAM31.032.D202.05A 5 32 31 60 25 20 35 3 DA3132
EofF
Spare Parts
L R S RET TORX PLUS®{RF
End Mill Clamping Screw TORX PLUS® Wrench
DAM31.020.D160.03A 030.2547.T8P T8PL
DAM31.025.D161.04A 030.2553.T8P T8PL
DAM31.032.... 030.2557.T8P T8PL
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FRBET DAM32 (ph'HOoRN ph)

End Mill

Fails z Ds d L, L, d, L, a, HWS
Part number
DAM32.020.D160.02A 2 20 19 52 17 16 35 4.5 DA3220
DAM32.025.D161.03A 3 25 24 55 20 16 35 4.5 DA3225
DAM32.032.D162.03A 3 32 31 60 25 16 35 4.5 DA3232
EofF
Spare Parts
R8T T ERAEET TORX PLUS®$RF
End Mill Clamping Screw TORX PLUS® Wrench
DAM32.020.D160.02A 030.3562.T10P T10PL
DAM32.025.D161.03A 030.3569.T10P T10PL
DAM32.032.D162.03A 030.3576.T10P T10PL
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FRBET DAM62 (ph'HOoRN ph)

End Mill

DIN1835-B

) i
r
5
‘ (S|
i1
ly R
Er=-aF2
Picture = right hand cutting version
s z Ds d L, L, d, l, a, HWS
Part number
DAM62.020.D20.4.02B 2 20 20 85 33 19 50 4.5 DA6200
DAM62.025.D25.5.03B 3 25 25 95 37 24 56 4.5 DA6200
DAM62.032.D32.6.04B 4 32 32 111 47 31 60 4.5 DA6200
EofF
Spare Parts
st SHERET TORX PLUS®IRF
End Mill Clamping Screw TORX PLUS® Wrench
DAMG62... 030.3070.T10P T10PL
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ST DAM32 (ph HORN i)

Arbour Mounted Cutter

Br=HAF8

Picture = right hand cutting version

s Z | bs | a h, h d, d, L, b C dy HWS
Part number
DAM32.040.A1635.04 4 40 4.8 344 35 16 16 22 8.4 5.6 33 DA3232
DAM32.050.A2240.05 5 50 4.8 39.4 40 19.5 22 24 10.4 6.3 41 DA3232
DAM32.063.A2745.06 6 63 4.8 44.4 45 21.5 27 27 12.4 7 49 DA3232
Boft
Spare Parts
ST PRIRET TORX PLUS®$RF
Arbour Mounted Cutter Clamping Screw TORX PLUS® Wrench
DAM32... 030.3576.T10P T10PL
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ST DAMG2 (ph HORN i)

Arbour Mounted Cutter

- 2 ~ DIN8030-A

Br=HAF8

Picture = right hand cutting version

s z Ds | a, h, h d, d, L, b ¢ d, HWS
Part number
DAM62.0040.A16.05 5 40 4.5 34 35 16 16 21.5 8.4 5.6 33 DA6200
DAM62.0050.A22.06 6 50 4.5 39 40 19.5 22 23.5 10.4 6.3 41 DA6200
DAM62.0063.A22.08 8 63 4.5 39 40 19.5 22 24 10.4 6.3 49 DA6200
DAM62.0080.A27.10 10 80 4.5 49 50 21.5 27 27.5 12.4 7 59 DA6200
AR
Spare Parts
ST PRIRET TORX PLUS®$RF
Arbour Mounted Cutter Clamping Screw TORX PLUS® Wrench
DAMG62... 030.3070.T10P T10PL
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BB Rt T

Screw-in cutter

DAM31 /| DAM32

(ph HORN i)

_ 3
7
i
N | oo o
[SHRSHRS

1
RS z los | | L | 4
Part number
DAM31.016.M083.02B 2 16 38 20 15
DAM31.020.M104.03B 3 20 45 25 19
DAM31.025.M125.04B 4 25 52 30 24
DAM31.032.M166.05B 5 32 58 35 31
DAM32.020.M104.02B 2 20 45 25 19
DAM32.025.M125.03B 3 25 52 30 24
DAM32.032.M166.03B 3 32 58 35 31

B
Spare Parts

BRI R T] PERRET TORX PLUS®$RF
Screw-in cutter Clamping Screw TORX PLUS® Wrench
DAM31.016.M083.02B 030.2541.T8P T8PL
DAM31.020.M104.03B 030.2547.T8P T8PL
DAM31.025.M125.04B 030.2553.T8P T8PL
DAM31.032.M166.05B 030.2557.T8P T8PL
DAM32.020.M104.02B 030.3562.T10P T10PL
DAM32.025.M125.03B 030.3569.T10P T10PL
DAM32.032.M166.03B 030.3576.T10P T10PL

M8
M10
M12
M16
M10
M12
M16

13
18
21
29
18
21
29

SW

10
15
17
24
15
17
24

HWS

DA3116
DA3120
DA3125
DA3132
DA3220
DA3225
DA3232

HMS

08001
10001
12001
16001
10001
12001
16001
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BB Rt T

Screw-in cutter

DAM31/DAM32 (qli HORN p)

o~ <t x=
-—1T 90 | O
afe_©
—
FRES zlos | L] L d |a | q
Part number
DAM31.411.M083.02B 2 | 105 | 38 | 20 | 158 2 M8
DAM31.414.M104.03B 3 14.4 45 25 19.8 2 M10
DAM32.417.M125.03B 3 | 176 | 52 | 30 | 248 | 32 | M12
Aot
Spare Parts
BT PRIRET TORX PLUS®$RF
Screw-in cutter Clamping Screw TORX PLUS® Wrench
DAM31.411.M083.02B 030.2541.T8P T8PL
DAM31.414.M104.03B 030.2547.T8P T8PL
DAM32.417.M125.03B 030.3569.T10P T10PL

476

13
18
21

15
19
24

16.9
20.9
28.3

SW

10
15
17

HWS HMS

DA3116 | 08001
DA3120 | 10001
DA3225 | 12001



LR HIR 7] DAM62 (ph HoRN ph)

Screw-in cutter

Br=HAF8

Picture = right hand cutting version

FRas z | bs | |1

5 d, a, d, d, SW HWS HMS
Part number
DAM62.025.M12.5.03 3 25 57 35 24 4.5 M12 21 17 DA6200 12001
DAM62.032.M16.6.04 4 32 66 43 31 4.5 M16 29 24 DA6200 16001
AR
Spare Parts
BT PRIRET TORX PLUS®$RF
Screw-in cutter Clamping Screw TORX PLUS® Wrench
DAMG62... 030.3070.T10P T10PL
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3k MD (ph HORN i)

Adaptor

DIN 1835-B
/ 4
31_
1
|2 13
N DIN 1835B
o
(5]
-C;r i T\\ e
S| wlifisg g
PR l 3 } d d, d
Part number
MD13.02.00.D16B 73 14 53 16 13 M8
MD18.04.00.D20B 80 20 55 20 18 M10
MD21.06.00.D25B 91 23 61 25 21 M12
MD29.08.00.D32B 100 29 65 32 29 M16
@25mmbl_E A2 TS E

from @ 25 mm 2 clamping flats
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3k

Adaptor

MD

(ph HORrN i)

DIN 1835-B
4

-~ 3]_

e

@ I
3
, DIN 18358
_gd‘ il I{ -g _gx:
ERRs ! L }
Part number
MD13.02.85.D20B 105 7 55
MD18.04.85.D25B 115 10 61
MD21.06.85.D32B 140 8 65
MD29.08.85.D40B 150 8 75

@25mmBl_ER2NFEE

from @ 25 mm 2 clamping flats

20
25
32
40

13
18
21
29

M8
M10
M12
M16

85°
85°
85°
85°
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BEE MD (pl HORN pih)

Reducer

o
|
) Y
5 | EN oY D =
-g I\'f‘ 5] QT
L — 1 Q
1 i ‘
|
|
. A o 3 l, Iy
1
Fmils [, L l, d, d, d, d, SW a
Part number
MD18.02.77.M10 49 6 20 13 M8 M10 18 15 77.5°
MD21.04.77.M12 56 10 22 18 M10 M12 21 17 77.5°
MD29.06.77.M16 52 6 23 21 M12 M16 29 24 77.5°
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RH MD (ph HORN ph)

Extension

| L . _O(\‘D _Dﬂ‘
(5] (]
2 |3
| B |l |
|1

el e
s L, L, L, d, d, d, SW
Part number
MD13.02.00.M08 48 30 18 M8 M8 13 10
MD18.04.00.M10 55 35 20 M10 M10 18 15
MD21.06.00.M12 57 35 22 M12 M12 21 17
MD29.08.00.M16 58 35 23 M16 M16 29 24
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GE:iaova)a DA31 (ph HORN pl)

Indexable insert

Wl &

ERagEs
Carbide grades
A EF A 4R
on stock 4 weeks
RS Ds a, a h r, HIS
Part number
DA31.016.A.00 16 3 3 3.1 = DA3116
DA31.016.A.02 16 3 3 3.1 0.2 DA3116
DA31.016.A.04 16 3 3 3.1 0.4 DA3116
DA31.020.A.00 20 3 3 3.1 = DA3120
DA31.020.A.02 20 3 3 3.1 0.2 DA3120
DA31.020.A.04 20 3 3 3.1 0.4 DA3120
DA31.025.A.00 25 3 3 3.1 - DA3125
DA31.025.A.02 25 3 3 3.1 0.2 DA3125
DA31.025.A.04 25 3 3 3.1 0.4 DA3125
DA31.032.A.00 32 3 3 3.1 - DA3132
DA31.032.A.02 32 3 3 3.1 0.2 DA3132
DA31.032.A.04 32 3 3 3.1 0.4 DA3132

BEREESESTMEERTRSMIME, BB T, BRAEESSAIBERTHEMMEN T,
Carbide grade TA45 preferred for easy to machine materials, aluminium and finishing. Carbide grade SA4B preferred for middleand M
difficult to machine materials.
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GE:iaova)a DA32 (ph HORN pl)

Indexable insert

Wl &

ERagEs
Carbide grades
A EF A 4R
on stock 4 weeks
RS Ds a, a h r, HIS @ | 1
Part number I 32
\ | =
DA32.020.A.00 20 4.8 4.6 4.7 - DA3220
DA32.020.A.02 20 4.8 4.6 4.7 0.2 DA3220
DA32.020.A.04 20 4.8 4.6 4.7 0.4 DA3220
DA32.020.A.08 20 4.8 4.6 4.7 0.8 DA3220
DA32.020.A.10 20 4.8 4.6 4.7 1 DA3220
DA32.025.A.00 25 4.8 4.6 4.7 - DA3225
DA32.025.A.02 25 4.8 4.6 4.7 0.2 DA3225
DA32.025.A.04 25 4.8 4.6 4.7 0.4 DA3225
DA32.025.A.08 25 4.8 4.6 4.7 0.8 DA3225
DA32.025.A.10 25 4.8 4.6 4.7 1 DA3225
DA32.032.A.00 32 4.8 4.6 4.7 - DA3232
DA32.032.A.02 32 4.8 4.6 4.7 0.2 DA3232
DA32.032.A.04 32 4.8 4.6 4.7 0.4 DA3232
DA32.032.A.08 32 4.8 4.6 4.7 0.8 DA3232
DA32.032.A.10 32 4.8 4.6 4.7 1 DA3232

BREEMSTAASER T RMIAEL BB L. BRE S-S SABER T HEMMEMN T4l
Carbide grade TA45 preferred for easy to machine materials, aluminium and finishing. Carbide grade SA4B preferred for middleand M
difficult to machine materials.
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AL

Insert

DA32

(ph HORN )

CVD-D

FRES
Part number

DA32.020.25.02.C
DA32.020.25.X2.C
DA32.025.25.02.C
DA32.025.25.X2.C
DA32.032.25.02.C
DA32.032.25.X2.C

484

Ds

20
20
25
25
32
32

3.8
3.8
3.8
3.8
3.8
3.8

3.5
3.5
3.5
3.5
3.5
35

4.7
4.7
4.7
4.7
4.7
4.7

0.2

0.2

0.2

BRETES

Carbide grades

A EE A 4R

on stock 4 weeks

b x 45° HIS

- DA3220
0.2 DA3220
- DA3225
0.2 DA3225
- DA3232
0.2 DA3232




AL

DA32

(ph HORN )

Insert
poad PKD
‘ PCD

FRuS

Part number

DA32.020.25.02.P
DA32.025.25.02.P
DA32.032.25.02.P

Ds

20
25
32

3.8
3.8
3.8

3.5
S85)
35

4.7
4.7
4.7

0.2
0.2
0.2

A EF

on stock

HIS

DA3220
DA3225
DA3232

EREeTHsS
Carbide grades

A4
4 weeks
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GE:iaova)a DA62 (ph HORN pl)

Indexable insert

W |y

‘ l
&
B
N . h |

BRETES
Carbide grades
A EE A4
on stock 4 weeks
Fmis a, h r HIS
Part number
DA62.0400.A.04 4.5 5.2 0.4 DA6200
DA62.0400.A.08 4.5 5.16 0.8 DA6200
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CEizima) sy SDAG62 (ph HORN pil1)

Indexable insert

W |

‘ l
-
.
N L. h |

BRaEES

Carbide grades
A EE A4
on stock 4 weeks
Fmis a, h r HIS
Part number
SDA62.0400.A.08 4.5 5.16 0.8 DA6200
KR oest

precision sintered
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#4533 DA31 [ DA32

(ph HORN i)

Feed Rate
ISO TIF#it& DA31 JIF#it& DA32
#4415 f, (mm) 3#44/U5f, (mm)
Insert size DA31 Insert size DA32

Feed/tooth f, (mm)

P 0.03-0.15

M 0.03-0.12

0.03-0.15
N 0.03-0.40
S 0.03-0.08

Feed/tooth f, (mm)

0.04-0.25

0.03-0.17

0.04-0.25

0.04-0.50

0.03-0.15

45° U B TTRML A0

When 45° Milling the feed per tooth f, could be increased by factor 1.4.

Y R B AT FEAAE A R SENEE R 3,

Cutting speeds can be found in chapter N in this catalogue.
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FA{EE DA31/ DA32

Technical Instructions

(ph HORN i)

YR E SR SE-90°8% 7]

Ramp angle and plunging with a 90° milling cutter
@ (mm) 32 25
TIE A& / Insert size DA32 DA32
AR () 35° 3.5°

Plunge angle (°)
BEEHEHTRATIR (mm)

vertical full diving max. (mm) 1.0 0.6
MEskHEae a, (mm)

vertical side diving a, max. (mm) 4.6 4.6
EFLEIMED, (mm) s "

Predrilling D, min. (mm)

WETRMIEE-45°5%7]

Ramp angle and plunging with a 45° milling cutter
@ (mm) 17 14.4
TIF A / Insert size DA32 DA31
t)]A% (o) 110 70

Plunge angle (°)

BB REHYIRAYIE (mm)
vertical full diving max. (mm)

3.2 2.0

45°skHIBZ BEAFEEVIRIRERNEIERK

20 32
DA32 DA31
3.5° 4.0°
0.4 17
4.6 31
10.8 25.8
10.5
DA31
10.5°
2.0

25
DA31

3.5°

0.8

31

18.8

20
DA31

3.5°

0.6

31

13.8

Correction factor for reduced cutting depth in consideration to the corner radius when 45° milling

BEA7I%Kr (mm) IEERBS, (mm)
Corner radius r, (mm) Correction factor f, (mm)
0 0
0.2 0.078
0.4 0.17
0.8 0.33
1.0 0.41

16
DA31

3.0°

0.4

3.1

9.8
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#4533 DA62

Feed Rate

(ph HORN i)

ISO /T (mm)
Feed/tooth f, (mm)

P 0.04-0.25
M 0.03-0.17
0.04-0.25
N 0.04-0.50
S 0.03-0.15
Y14 H YIAA
Cutting edge @ Plunge angle
[mm] [°]
20 2.4
25 1.75
32 1.25
40 0.95
50 0.7
63 0.55
80 0.4

VKR B AT FEAAE A R SENE R 3,

Cutting speeds can be found in chapter N in this catalogue.
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(ph HORN )
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Rl

(ph HORN i)

Milling
HFREET]
End Mill -
DAHM25/DAHM37/
DAHM82
B’I/Page
494-495, 500, 507
IRLBI R T)
Screw-in cutter -
DAHM25/DAHM37/
DAHMS82
D1/Page
496,501, 508
G2l
Indexable insert -
DAH25/DAH37/DAHS82/
DAH84
Bi/Page
497,503-504, 510,512
TR EET]
Arbour Mounted Cutter -
DAHM37/DAHM82/
DAHM84
D"I/Page
502,509, 511
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ekl (ph HORN pil1)

Milling

DAH

=L EEHIRSIDAH High feed milling
RS System DAH

- SR TIMRTVERTD - End Mill

- ﬂ%&%ﬁi%%ﬁﬂ - Arbour Mounted Cutter
-v®ATIR - Screw-in Cutter

- Indexable Inserts
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7] DAHM25 (ph HORN i)

End Mill

DIN1865B
/

]
/ 2
(S
] o LEDS
1
s z Ds d L, L, d, L, a, HWS
Part number
DAHM.25.012.D122.02B 2 12 12 61.5 15 11 45 1 DAH25
DAHM.25.016.0163.03B 3 16 16 69.5 20 14.5 48 1 DAH25
DAHM.25.020.D204.03B 3 20 20 76.5 25 18 50 1 DAH25
Eot
Spare Parts
L SHRARET TORX PLUS®IRF
End Mill Clamping Screw TORX PLUS® Wrench
DAHM.25.012.D122.02B 030.2547.T8P T8PL
DAHM.25.... 030.2553.T8P T8PL
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FRBETI DAHM25 (ph HoRN ph)

End Mill

DIN 1835-B
g )% 7| § ’
-

DIN1835B
7 <
! | =y
ap
i l, 1, @ Ds
It — — e —
1
o~ -—
mis z Ds d L L d, L, a, HWS
Part number
DAHM.25.012.D124.02B 2 12 12 82.5 36 11.5 45 1 DAH25
DAHM.25.016.D165.02B 2 16 16 97.5 48 15.4 48 1 DAH25
DAHM.25.016.D165.03B 3 16 16 97.5 48 154 48 1 DAH25
DAHM.25.020.D206.03B 3 20 20 111.5 60 19 50 1 DAH25
DAHM.25.025.D257.04B 4 25 25 132.5 75 24 56 1 DAH25
Eot
Spare Parts

L SHRARET TORX PLUS®IRF
End Mill Clamping Screw TORX PLUS® Wrench
DAHM.25.012.D124.02B 030.2547.T8P T8PL
DAHM.25.... 030.2553.T8P T8PL
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R R B T DAHM25 (ph HORN i)

Screw-in cutter

i
N‘ | __~|
RlolD
SRR
L
| @Ds
— —
—
s z Ds L, L, d, a, d, d, HWS HMS
Part number
DAHM.25.012.M062.02 2 12 26 13.5 11 1 M6 11.5 DAH25 6001
DAHM.25.016.M083.02 2 16 39 20.5 13 1 M8 15.4 DAH25 08001
DAHM.25.016.M083.03 3 16 39 20.5 13 1 M8 15.4 DAH25 08001
DAHM.25.020.M104.03 3 20 45 25.5 18 1 M10 19 DAH25 10001
DAHM.25.025.M125.04 4 25 50 28 21 1 M12 24 DAH25 12001
ot
Spare Parts
RSB EHET) HEIRET TORX PLUSS#RF
Screw-in cutter Clamping Screw TORX PLUS® Wrench
DAHM.25.012.M062.02 030.2547.T8P T8PL
DAHM.25.... 030.2553.T8P T8PL
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G290 DAH25 (ph HORN )

Indexable insert

w4

RS a, a h i
Part number

DAH.25.011.D.04 2.6
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#4553 DAH25

(ph HORN i)

Feed Rate
1SO 48 /t5 £ (mm)

Feed/tooth f, (mm)

VI HliEE B AT FE A A B SENEE R 2,

Cutting speeds can be found in chapter N in this catalogue.

YIAR (°)

Plunge angle
@ (mm)

12
16
20
25

498

0.5-1.8

0.5-1.5

0.6-1.8

0.8-25

0.5-15

YIAS (°)

Plunge angle (°)

6.5
2.5
1.5
1.0

IRIEFENRE
Programming radius and difference
r,,(mm) EARE (mm)
max. difference (mm)
1.4 0.61

ISR,
=R R

theoretical corner radius r,,
= programming radius

\

\ BARE

max. difference



HE A -DAH25 %5 (pli HORN ph)

Formulas System DAH25

= A

Number of teeth

d_ =ERHITo

effective cutting edge @

v, + 1000 _
n= & n= d_-m [1/min]
Revolutions
deemen _
v = YIHRE V.= 1000 [M/min]
Cutting speed
Vi
f,= M4/ fo=zon (mm]
Feed/tooth
v,= AR v,=f «Zen [mm/min]
Feed rate
a,*a °*Vv, .
Q= MHEERER Q= —"—1000 [cm3/min]
Material removal rate
5 R YIHIE R defIX S B ERHIRPMATY) e
Hl#t45, . o Correction value
FERUTHENARNITEERER:
a, = tIx a_[mm K. [mm
Ds = 7JEEE P[Ol] °[53]
K = EEER ' '
d=K,+(Ds-12) 0.2 6.5
0.3 1.4
The effective cutting diameter d_, must be calculated 0.4 8.1
to obtain the correct RPM and the cutting feed. ’ ’
The effective cutting diameter is calculated using the 0.5 8.8
following values and formula. 0.6 9.4
a,=depth of cut ’ ’
Ds = cutter diameter 0.7 10.0
K, = from Correction value chart
d:ﬁ: K. +(Ds-12) 0.8 10.5
0.9 11.0
1.0 12.0
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R DAHM37 (pl HORN i)

End Mill
DIN 1835-A =
A=zl
+
fDiN 1835B
| % i
B 7l ©
1ol N _
S S
| !
s z Ds d L, L, d, L, a, HWS
Part number
DAHM.37.020.D204.02B 2 20 20 87 34 19 50 1.2 DAH37
DAHM.37.025.D255.03B 3 25 25 101 41 24 56 1.2 DAH37
DAHM.37.032.D326.04B 4 32 32 111 47 31 60 1.2 DAH37
Boft
Spare Parts
et SHARiRST TORX PLUS®IRE
End Mill Clamping Screw TORX PLUS® Wrench
DAHM... 030.3070.T10P T10PL
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R R B T DAHM37 (ph HORN i)

Screw-in cutter

!
Nl <t ~—
i s e S i 'D -O 'c
aya 8
U |
2Ds _|
-—
s z Ds L, L, d, a, d, d, SW HWS HMS
Part number
DAHM.37.020.M104.02 2 20 45 25 19 1.2 M10 18 15 DAH37 10001
DAHM.37.025.M125.03 3 25 52 30 24 1.2 M12 21 17 DAH37 12001
DAHM.37.032.M166.04 4 32 58 35 31 1.2 M16 29 24 DAH37 16001
DAHM.37.040.M166.05 5 40 58 35 39 1.2 M16 29 24 DAH37 16001
BafE
Spare Parts
BT PRIRET TORX PLUS®$RF
Screw-in cutter Clamping Screw TORX PLUS® Wrench
DAHM... 030.3070.T10P T10PL
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TR HT] DAHM37 (ph HoRrN piD)

Arbour Mounted Cutter

h, DIN8030-A
Cc
I 1
[Ts] o™ X
o e e,
[ | (SR ]
| i
a
i~ |

EhersEsit
Picture = right hand cutting version

s Z | Ds a, h, h d, dy L, b ¢ d, HWS

Part number

DAHM.37.040.A1635.05 5 40 1.2 34.4 35 16 33 22 8.4 5.6 16 DAH37

DAHM.37.050.A2235.06 6 50 1.2 39.4 40 19.5 41 24 10.4 6.3 22 DAH37

DAHM.37.063.A2240.07 7 63 1.2 39.4 40 19.5 49 24 10.4 6.3 22 DAH37

DAHM.37.063.A2740.07 7 63 1.2 44.4 45 21.5 49 27 12.4 7 27 DAH37

DAHM.37.080.A3245.08 8 80 1.2 54.4 55 29.5 59 33 124 8 32 DAH37
Boft
Spare Parts

ST PRIRET TORX PLUS®$RF

Arbour Mounted Cutter Clamping Screw TORX PLUS® Wrench

DAHM... 030.3070.T10P T10PL
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CEizima) sy DAH37 (ph HORN pil1)

Indexable insert

i

BRETES
Carbide grades
A EE A4
on stock 4 weeks
RS a, a h r, HIS
Part number
DAH.37.022.N.08 1.2 7.9 3.18 0.8 DAH37
AR (BE) mimign

neutral geometry
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CEizima) sy DAH37 (ph HORN pil1)

Indexable insert

W 0§

BRETES
Carbide grades
A EE A4
on stock 4 weeks
RS a, a h r, HIS
Part number
DAH.37.022.5.08 1.2 7.9 3.18 0.8 DAH37
ERiAgE

positive geometry
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#4532 DAH37

(ph HORN i)

Feed Rate
1SO 48 /85 £, (mm)

Feed/tooth f, (mm)

P 0.6-2.2

M 0.6-2.0

0.7-2.0
N 1.0-2.8
S 0.6-1.8

VI HliEE B AT FE A A B SENEE R 2,

Cutting speeds can be found in chapter N in this catalogue.

YA
Plunge angle
@ (mm) TIAA ()
Plunge angle (°)

20 5.0
25 4.0
32 1.0
40 0.5
50 0.5
63 0.4
80 0.4

wmIEFENRE

Programming radius and difference

R AFErth
=RIZF1E

theoretical corner radius r,,
= programming radius

max. difference

r,,(mm) RARZE (mm)

max. difference (mm)

2 0.83
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ITHE2-DAH3TRS!
Formulas System DAH37

(ph HORrN i)

Z= A8

Number of teeth

d_ =ERHITo

effective cutting edge @

v, + 1000 _
n= B n= g oy Lmin]
Revolutions
deemen _
v = YIHRE V.= 1000 [M/min]
Cutting speed
Vi
f,= M4/ fo=zon (mm]
Feed/tooth
v= AR v,=f «Zen [mm/min]
Feed rate
. a,*a °*Vv, .
Q= MHEERER Q= —"—1000 [cm3/min]
Material removal rate
T EERYIHERdeffUF I EFHRBIRPMAIL] (EE(E
H#4G, , Correction value
FERUTHENANITEERER:
a =R a_[mm] K. [mm]
Ds= JJEEE " 01 “971
K, ={EEER 0 a7
d.=K,+(Ds-20) ' '
0.3 12.81
The effective cutting diameter d_, must be calculated 0.4 13.93
to obtain the correct RPM and the cutting feed. ' '
The effective cutting diameter is calculated using the 0.5 14.92
following values and formula. 0.6 15.82
a = depth of cut ' '
Ds = cutter diameter 0.7 16.63
K, = from Correction value chart 0.8 17.39
d =K, +(Ds-20
o=+ (Ds-20) 0.9 18.10
1.0 18.77
1.1 19.40
1.2 20.00
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FRBETI DAHMS82 (ph HoRN ph)

End Mill

DIN 1835-B
- + ” 2
. JI_ Lo

+

DIN1835B

Br=HAF8

Picture = right hand cutting version

s z Ds d L, L, a, n... HWS
Part number
DAHM.82.020.D204.02B 2 20 20 87 50 1 21000 DAH82
DAHM.82.025.D255.03B 3 25 25 101 56 1 18500 DAH82
DAHM.82.032.D326.04B 4 32 32 111 60 1 16500 DAH82
DAHM.82.035.D326.04B 4 35 32 111 60 1 15500 DAH82
DAHM.82.040.D326.05B 5 40 32 111 60 1 14500 DAH82
AR
Spare Parts
st SHERET TORX PLUS®IRF
End Mill Clamping Screw TORX PLUS® Wrench
DAHM... 030.3070.T10P T10PL
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R R B T DAHMS82 (ph HORN i)

Screw-in cutter

Br=HAF8

Picture = right hand cutting version

RS Z | Ds L, L, d, | a, d, Sw N HWS HMS
Part number
DAHM.82.020.M104.02 2 20 45 25 18 1 M10 15 21000 DAH82 10001
DAHM.82.025.M125.03 3 25 52 30 21 1 M12 17 18500 DAH82 12001
DAHM.82.032.M166.04 4 32 58 35 29 1 M16 24 16500 DAH82 16001
DAHM.82.035.M166.04 4 35 58 35 29 1 M16 24 15500 DAH82 16001
DAHM.82.040.M166.05 5 40 58 35 29 1 M16 24 14500 DAH82 16001
EofF
Spare Parts
B BIEHET) PURIRET TORX PLUS®$RF
Screw-in cutter Clamping Screw TORX PLUS® Wrench
DAHM... 030.3070.T10P T10PL
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ATV T]

Arbour Mounted Cutter

DAHM82

(ph HORrN i)

Br=HAF8

Picture = right hand cutting version

RS
Part number
DAHM.82.040.A1635.05
DAHM.82.042.A1635.05
DAHM.82.050.A2240.06
DAHM.82.052.A2240.06
DAHM.82.063.A2240.07

Eef

Spare Parts

ST EET]
Arbour Mounted Cutter

DAHM...

40
42
50
52
63

~N O o U1 U»
T = )

FHEIRET
Clamping Screw
030.3070.T10P

h, h d,
335 | 35 16
335 | 35 16
385 | 40 | 19.5
385 | 40 | 19.5
385 | 40 | 19.5

TORX PLUS®iRF

TORX PLUS® Wrench

T10PL

58
38
41
41
41

22
22
24
24
24

8.4
8.4
10.4
10.4
10.4

5.6
5.6
6.3
6.3
6.3

16
16
22
22
22

14500
14000
13000
13000
13000

HWS

DAH82
DAH82
DAH82
DAH82
DAH82
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CEizima) sy DAHS82 (ph HORN pil1)

Indexable insert

=L

Ly
SV
;._?__.J_‘ . h ]

BRaEES

Carbide grades

A EF A4JE

on stock 4 weeks
RS a, a h r, HIS ool <
Part number § % §

DAH.82.030.5.08
IERiAEE

positive geometry

6.8 4.5 0.8 DAH82
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ST DAHM84 (ph HORN i)

Arbour Mounted Cutter

Br=HAF8

Picture = right hand cutting version

RS Z | Ds | a | h, | h d, do | L b c | d | n, HWS
Part number
DAHM.84.050.A2240.04 4 50 15 | 38 | 40 165 | 41 25 104 | 63 | 22 8000 DAH84
DAHM.84.052.A2240.04 4 52 15 | 38 | 40 165 | 41 25 104 | 63 | 22 7500 DAH84
DAHM.84.063.A2240.05 5 63 15 | 38 | 40 195 | 49 25 104 | 63 | 22 6500 DAH84
DAHM.84.066.A2240.05 5 66 15 | 38 | 40 195 | 49 25 104 | 63 | 22 6500 DAH84
DAHM.84.080.A2750.06 6 80 15 | 48 | 50 | 215 | 59 28 12.4 T 27 | 5500 DAH84
DAHM.84.085.A2750.06 6 85 15 | 48 | 50 | 215 | 59 28 12.4 7 27 | 5500 DAH84
DAHM.84.100.A3250.07 7 100 15 | 48 | 50 30 80 | 33 14.4 8 32 | 5000 DAH84
DAHM.84.125.A4063.08 8 125 1.5 61 63 56 89 35 16.4 9 40 | 4000 DAH84
ot
Spare Parts
TR BT HEARET TORX PLUS*#iF g
Arbour Mounted Cutter Clamping Screw TORX PLUS® Wrench Tightening Bolt
DAHM.84... 030.0412.T15P T15PQ
DAHM.84.125.A4063.08 030.0412.T15P T15PQ 20.30.6367
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GE:iaova)a DAH84 (ph HORN pl)

Indexable insert

=L

Ly
SV
;._?__.J_‘ . h ]

BRaEES

Carbide grades

A EF A4JE

on stock 4 weeks
RS a, a h r, HIS ool <
Part number § % §

DAH.84.030.S.12
IERiAEE

positive geometry

13 9.8 1.2 DAH84

512



#4845 DAHS2 [ DAH84 (phrHoRN i)

Feed Rate
ISO DAH82 DAH84
g/t f, (mm) L5/t f (mm)
Feed/tooth f, (mm) Feed/tooth f, (mm)
P 0.6-2.2 0.8-2.2
M 0.6-2.0 0.6-2.2

0.7-2.0 0.7-22
N 1.0-2.8 1.5-3.0
S 0.6-1.8 0.7-2.0

VI HliEE B Al FE A A B SENEE R 3,

Cutting speeds can be found in chapter N in this catalogue.

wWIEFENRE

Programming radius and difference

BICE A ¥ Erth
SRR

theoretical corner radiusr,,
= programming radius

A
BARE

max. difference

DAHS82 DAH84
r,,(mm) BARE (mm) r,,(mm) BRARE (mm)
max. difference (mm) max. difference (mm)
2 0.72 3.25 0.96
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DAHS - YA fH (ph HORN ph)

TR TR

D = Ifsle
Ds = YIMIEE
o= MG
Upyp = THELSRDBTER

O e®

Upye =X (THFLE - MTRHIER)
— U, =1x(D-Ds)

BE

Upe =TT X (ZHFLE - (2 x TTHIFR))
— U,.=1x(D-(2xr))

R IR POBETT R
ERRERA=AK

a=fEmA
b=8#%MTRE (HEE)
a = J1REH.OHITEK

0 s bRm =2
THFLE
BEMTRE (VEE)
VIHIER

X1 b

4Bis a

0.8 mm
150.8 mm

=

tana =

tana =

a= 0.30°
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DAHS - 1A (ph HORN ph)

TIR il Ehias- T8 i {E
DAHS82 DAH84
tIHIH o PNz B3] tIAA

[mm] [°] [mm] [°]
20 5 50 2.7
25 3.9 52 2.5
32 2.8 63 1.8
35 24 66 1.7
40 19 80 1.3
42 1.8 85 1.2
50 14 100 1.0
125 0.8

SR ETEDAHS2: a . =1lmm

> AR a0 50%ERVIAE
= R|BAR LI , FAFEEXEla  HIB0%
= 0.5mm Z0.8 mm @El&%e‘

BRI HEFEDAHS4: a =15mm

— BB E: ap max B 67%1ERMRE
- R\EAB LR , &KFTEEXE]ap max K 80%
—1.0mmZE 1.2 mm § BHEE
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DAHS - YA fH (ph HORN ph)

AT St R FL it & DAHS2
D_..=(Ds-a)x2 D =(Ds-r)x2
D_..=(50 mm-6.8mm)x2 D =(50mm-0.8 mm)x2
D, .=86.4mm D,...=98.4mm
=S BkE:
PIHIE1E 50 mm , AIXPRAER PIHIEZ 50 mm , AIEIRKER
86.4 mm EEFLIZ, 98.4mmIEEEFLIZ. FEEBALAF
MR E,
r,=0.8 mm
a=6.8mm
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DAHS - YA fH (ph HORN ph)

AT REAFLEITE DAHS4

D_..=(Ds-a)x2 D =(Ds-r)x2

D_..=(50 mm-9.8 mm) x2 D =(50mm-1.2mm)x2

D, .=80.4mm D,.,=97.6 mm

BkE: BkE:

PIHIETE 50 mm , AR AER PIHIETE 50 mm , AIKMHEKER

80.4 mm EEFLIZ, 97.6mmIEEEFLE, HELAE
MR E,
r.=1.2mm

a=9.8mm
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DAHS - Plunge angle (gh HORN i)

Calculation of cutter centre path

D
Ds

Bore diameter of workpiece
Cutting diameter

r Cutting radius

U,z = Circumference of cutter centre path

U.s = U x (Bore diameter of workpiece - Cutting diameter)
— U, =1x(D-Ds)
or

U,z = U x (Bore diameter of workpiece - (2 x Cutting radius))

— U,.=1x(D-(2xr))

Calculation using cutter centre path:
The basis is the right-angled triangle

a=Ramp angle
b = Depth of cut per rotation (Pitch)
a = Circumference of cutter centre path A

Example of missing ramp angle=?

Bore diameter of workpiece D =98mm

Depth of cut per rotation b =0.8mm

Cutting diameter Ds =50 mm
Opposite side b

tana = PROSE 5

~ Adjacent side a

0.8 mm A

tana=""750 8 mm a=mx(D-Ds)

a=0.30°
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DAHS - Plunge angle (ph HoRrN piD)

Cutter centre path - Theoretical values

DAH82 DAH84
Cutting @ Plunge angle Cutting @ Plunge angle

[mm] [°] [mm] [°]
20 5 50 2.7
25 3.9 52 2.5
32 2.8 63 1.8
35 2.4 66 1.7
40 1.9 80 1.3
42 1.8 85 1.2
50 1.4 100 1.0
125 0.8

Recommendation for helical plunging DAH82:

a =1 mm

p max
— Feed per revolution: 50% of a___ as starting value
— Depending on conditions, up to 80 % of thea possible

— 0.5 mm up to 0.8 mm feed per revolution

Recommendation for helical plunging DAH84:

a =1.5mm

p max

— Feed per revolution: 67% of a___ as starting value

p max

— Depending on conditions, up to 80 % of thea possible
— 1.0 mm up to 1.2 mm feed per revolution
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DAHS - Plunge angle (gh HORN i)

Calculation of bore diameter with flat base DAH82

D_..=(Ds-a)x2 D =(Ds-r)x2

D_..=(50 mm-6.8mm)x2 D =(50mm-0.8 mm)x2

D, .=86.4mm D,...=98.4mm

Meaning: Meaning:

With a cutting diameter 50 mm, With a cutting diameter 50 mm,
a bore diameter of 86.4 mm with a diameter of 98.4 mm without a
a flat base can be achieved. flat base can be achieved. Mate-

rial remains in the centre.

r,=0.8 mm

a=6.8mm
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DAHS - Plunge angle (gh HORN i)

Calculation of bore diameter with flat base DAH84

D_..=(Ds-a)x2 D =(Ds-r)x2

D_..=(50 mm-9.8 mm) x2 D =(50mm-1.2mm)x2

D, .=80.4mm D,.,=97.6 mm

Meaning: Meaning:

With a cutting diameter 50 mm, With a cutting diameter 50 mm,
of a bore diameter of 80.4 mm a diameter of 97.6 mm without a
with a flat base can be achieved. flat base can be achieved. Mate-

rial remains in the centre.

r. = 1.2mm

a=9.8mm
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DAHS - {EIE % ¥ E#tAl (ph HORN i)

DAHS - Correction value face milling

BIEETF - ATA?

Correction factors - why?

ERBBATE IR | AAEIER SMEER—,
EER MR TFIIBIREa ,

- AT FESH

- FESHIG KOS EARDs = Ds - K

- When using a high feed milling cutter, the effective cutting diameter is not identical with the
specified value.

- The correction factors are dependent on the cutting depth a .

- This applies to face milling

- Calculation for Ds effective for face milling: Ds e ective =Ds - K

DAH82 DAH84
YR EERE IR EERE
Depth of cut Correction factor Depth of cut Correction factor
a, K a, K
[mm] [mm] [mm] [mm]
0.1 10.9 0.1 16.3
0.2 9.5 0.2 14.6
0.3 8.3 0.3 13.0
0.4 7.0 0.4 11.7
0.5 5.9 0.5 10.4
0.6 4.8 0.6 9.3
0.7 3.9 0.7 8.2
0.8 3.0 0.8 7.3
0.9 2.2 0.9 6.4
1.0 1.6 1.0 5.6
1.1 4.9
1.2 4.1
1.3 3.5
1.4 2.8
15 2.3
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ITSESEHY (ph HORN pil1)

Tangential Milling

35/System B1/Page
M406 524
M409 534

M610 558
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RVELZ A (ph HORN i)

Tangential Milling

HR T

End Mill

M406 >
D"I/Page
526-528

IR T]

Screw-in cutter

M406 /
D1/Page
529

TR EET]

Arbour Mounted Cutter

M406 >
D"I/Page
530

AR

Indexable insert

406 ~
ﬁ/Page
531

VAl vV

Insert -

406
D1 /Page
532

524




MEETRH
Tangential Milling

(ph HORrN i)

M406

vk S BT
406

-90° IAER
- 90° BRAH X £ 7]
- SEH TRV T]

Tangential milling
with system 406

-90° End Mill
- 90° Screw-in Cutter
- Arbour Mounted Cutter
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FRBETI M406 (ph HoRN ph)

End Mill

&
2
e - —— s —— e —— - ._.'D
Q
ap |3
— =%
|2
1
ER=GFE
Picture = right hand cutting version
s z Ds d L, L d, L, a, n... HWS
Part number
M406.016.D16.3.02A 2 16 16 75 25 15 48 6.3 23700 40600R
M406.020.D20.4.03A 3 20 20 85 33 19 50 6.3 21200 40600R
M406.025.D25.5.04A 4 25 25 95 37 24 56 6.3 19000 40600R
M406.032.D32.6.05A 5 32 32 111 47 31 60 6.3 16700 40600R
M406.040.D32.6.06A 6 40 32 111 49 39 60 6.3 15000 40600R
ARt
Spare Parts
L SHRARET TORX PLUS®$RF
End Mill Clamping Screw TORX PLUS® Wrench
M406...02A -...03A 030.2669.T8P T8PL
M406...04A -...06A 030.2608.T8P T8PL
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R M406 (pl HORN i)

End Mill

_DIN 1835-8

! [

-
Br=-HaF5
Picture = right hand cutting version
s z Ds d L, L d, L, a, n... HWS
Part number
M406.016.D16.3.02B 2 16 16 75 25 15 48 6.3 23700 40600R
M406.020.D20.4.03B 3 20 20 85 33 19 50 6.3 21200 40600R
M406.025.D25.5.04B 4 25 25 95 37 24 56 6.3 19000 40600R
M406.032.D32.6.05B 5 32 32 111 47 31 60 6.3 16700 40600R
BofF
Spare Parts
R SHEIEST TORX PLUS®$RF
End Mill Clamping Screw TORX PLUS® Wrench
M406...02B -...03B 030.2669.T8P T8PL
M406...04B -...06B 030.2608.T8P T8PL
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et M406 (ph HORN i)

End Mill
HA ghé
% |Del
i
i
'c‘_ et S ] S el el S e S 'O-c
S} [ (S}
Y
!
|2 |3

Br=HAF8

Picture = right hand cutting version

s z Ds d L, L d, L, a, n... HWS
Part number
M406.016.D12.1.02A 2 16 12 55 20 15 35 6.3 23700 40600R
M406.020.D16.1.03A 3 20 16 55 20 19 35 6.3 21200 40600R
M406.025.D16.2.04A 4 25 16 65 30 24 35 6.3 19000 40600R
M406.025.D20.2.04A 4 25 20 65 30 24 35 6.3 19000 40600R
M406.032.D16.2.05A 5 32 16 65 30 31 35 6.3 16700 40600R
M406.032.D20.2.05A 5 32 20 65 30 31 35 6.3 16700 40600R
M406.040.D16.2.06A 6 40 16 65 30 39 35 6.3 15000 40600R
M406.040.D20.2.06A 6 40 20 65 30 39 35 6.3 15000 40600R
ARt
Spare Parts
#a8ET) SHRARET TORX PLUS®IRE
End Mill Clamping Screw TORX PLUS® Wrench
M406...02A -...03A 030.2669.T8P T8PL
M406...04A -...06A 030.2608.T8P T8PL
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R R B T M406 (ph HORN i)

Screw-in cutter

Br=HAF8

Picture = right hand cutting version

RS Z | Ds | | L | d | a d, d, | sSw n... HWS HMS
Part number
M406.016.M08.3.02 2 16 41 23 15 6.3 M8 13 10 23700 40600R 08001
M406.020.M10.4.03 g 20 50 30 19 6.3 M10 18 15 21200 40600R 10001
M406.025.M12.5.04 4 25 57 35 24 6.3 M12 21 17 19000 40600R 12001
M406.032.M16.6.05 5 32 66 43 31 6.3 M16 29 24 16700 40600R 16001
M406.040.M16.6.06 6 40 66 43 39 6.3 M16 29 24 15000 40600R 16001
ARt
Spare Parts
BRI T] PERRET TORX PLUS®$RF
Screw-in cutter Clamping Screw TORX PLUS® Wrench
M406...02 -...03 030.2669.T8P T8PL
M406...04 -...06 030.2608.T8P T8PL
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7R k7] M406 (ph HORN pil1)

Arbour Mounted Cutter

L406.063...
- i R406.063...

I
i
'DN _D(")
8 8
1
!
RS Z|Z, Ds|t_ |h |h_ |d|d|w, |w,_ | BFEIN EFRR HWS
Part number right hand left hand
insert insert
M406.0100.A32.ES.96 | 14| 7 10| 20 | 84.8 | 881 58|32 | 9.6 | 129 | TxRA06.063.. | TxL406.063.. | ‘orx"
5 TR S I RTE S !
Arbour mounted cutter is adjustable!
Aot
Spare Parts
SHTIRINEET] 1257 FIEIRET TORX PLUS®$RF
Arbour Mounted Cutter Screw Clamping Screw TORX PLUS® Wrench Adjustment Adapter
M406.0100.A32.ES.96 C406.0100.A32.ES.96 | 030.2608.T8P T8PL A406.0100.A32.ES.96
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EE:309a) 406 (ph HORN pill)

Indexable insert

e | | L | &

©
!
EREeTHsS
Carbide grades

A EF A4
on stock 4 weeks

Fmis a, h r HIS

Part number

R406.063.U.02 6.3 3.85 0.2 40600R

R406.063.U.04 6.3 3.85 0.4 40600R

R406.063.U.08 6.3 3.85 0.8 40600R

R406.063.W.02 6.3 3.85 0.2 40600R

R406.063.W.04 6.3 3.85 0.4 40600R

R406.063.W.08 6.3 3.85 0.8 40600R

L406.063.U.02 6.3 3.85 0.2 40600L

L406.063.U.04 6.3 3.85 0.4 40600L

L406.063.U.08 6.3 3.85 0.8 40600L

L406.063.W.02 6.3 3.85 0.2 40600L

L406.063.W.04 6.3 3.85 0.4 40600L

L406.063.W.08 6.3 3.85 0.8 40600L

AT TIH
with 4 usable cutting edges

KR EEH]

precision ground
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1R 406

Insert

(ph HORN )

Fmils a h
Part number

-

R406.063.S.F4 6 3.85 100
EXTLABE  KFEEH

Wiper geometry, precision ground

532

BRETES
Carbide grades
A EE A 4R
on stock 4 weeks
fx HIS
0.4 40600R




(ph HORN )

533




RVELZ A (ph HORN i)

Tangential Milling

X8t T] AL AA D1/Page
End Mill Mounting Instructions 552-557
M409 >
D"I/Page
536-538
IR T]
Screw-in cutter
M4
09 =
D1/Page
539
Val =k
Shoulder Mill
M409 >
D"I/Page
540-541
E
Face Mill -
M409
ﬁ/Page
542-545
KB
Shell End Mill
M409 >
D1 /Page
546
BEH7]
Disc Milling Cutter
M409 w
D1/Page
547
S TR EET]
Arbour Mounted Cutter
M409 -
D1/Page
548
AT A \anavs
Indexable insert - -
409 >
D"I/Page D"I/Page D"I/Page
549 550 551
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ITSESEHY (ph HORN pil1)

Tangential Milling

M409

ISR EIZR T Tangential milling
409 with system 409
-90° HAFR -90° End Mill

- 90° $RE R T] - 90° Screw-in cutter

- FBHh - Shoulder Mill

- EIR - Face Mill

- BRTh - Shell End Mill

- B8t 7] - Disc Milling cutter

- SR TIMRTVERTD - Arbour Mounted Cutter
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A5 T] M409 (ph HoRN ph)

DIN1835—_,ﬁ
| De|5

-
DIN1835A
7
2
r - , 1,
EhersEsit
Picture = right hand cutting version
s z Ds d L, L, d, L, a, i n... HWS
Part number Form
M409.032.D32.6.04A 4 32 32 111 47 31 60 9.3 A 15600 40900R
M409.040.D32.6.05A 5| 40 32 111 47 39 60 9.3 A 13900 40900R
|
narrow pitch
EofF
Spare Parts
k7] S RIRET TORX PLUS®$RF
End Mill Clamping Screw TORX PLUS® Wrench
M4009... 030.3511.T10P T10PL
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A5 T] M409 (ph HoRN ph)

DIN1835B

Br=HAF8

Picture = right hand cutting version

s z Ds d L, L, d, L, a, i n... HWS

Part number Form

M409.032.D32.6.04B 4 32 32 111 47 31 60 9.3 B 15600 40900R

M409.040.D32.6.05B 5 40 32 111 47 39 60 9.3 B 13900 40900R
ik

narrow pitch

EofF

Spare Parts

] SEIRET TORX PLUS®IRE
End Mill Clamping Screw TORX PLUS® Wrench
M4009... 030.3511.T10P T10PL
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ﬁ(ﬁﬁﬁﬂ M409 (pli HorN ph)

DIN 1835-B

Br=HAF8

Picture = right hand cutting version

s z Ds d L, L, d, L, a, i n... HWS
Part number Form
M409.032.D32.6.03B 3 32 32 111 47 31 60 9.3 B 15600 40900R
M409.040.D32.6.04B 4 40 32 111 47 39 60 9.3 B 13900 40900R
L]
wide pitch
Boft
Spare Parts
] SHEeRET TORX PLUSSIRE
End Mill Clamping Screw TORX PLUS® Wrench
M4009... 030.3511.T10P T10PL
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BB Rt T

Screw-in cutter

M409

(ph HORN i)

|
i
A
Sl oo
!
!
ap — S §
L, L Ds |
-
—— |1 -

EhersEsit

Picture = right hand cutting version

Eaus zlos | L], |d ] a | q

Part number

M409.032.M16.6.03 3 32 66 43 31 9.3 M16

M409.032.M16.6.04 4 32 66 43 31 9.3 M16

M409.040.M16.6.04 4 40 66 43 39 9.3 M16

M409.040.M16.6.05 5 40 66 43 39 9.3 M16
Boft
Spare Parts

BT PURIRET TORX PLUS®$RF

Screw-in cutter Clamping Screw TORX PLUS® Wrench

M4009... 030.3511.T10P T10PL

29
29
29
29

SW

24
24
24
24

Moo HWS HMS
15600 | 40900R | 16001
15600 | 40900R | 16001
13900 | 40900R | 16001
13900 | 40900R | 16001

539




Vel

Shoulder Mill

M409 (ph HORN i)

/
.—‘Dm
'g 2

Br=HAF8

Picture = right hand cutting version

FEmES z Ds a, h, h d, d, d, L b (¢ d, N oo HWS
Part number

M409.0040.A16.05 5 40 | 93 | 345 | 35 16 39 [ 16 | 22 84 | 5.6 | 33 | 13900 | 40900R
M409.0050.A22.07 7 50 [ 9.3 1395 |40 | 195 | 49 | 22| 24 | 104 | 6.3 | 41 | 12500 | 40900R
M409.0063.A22.08 8 63 | 93395 |40 | 195 | 62 | 22 | 25 | 104 | 6.3 | 49 | 11100 | 40900R
M409.0063.A27.08 8 63 | 9.3 | 395 | 40 | 23 62 | 27 | 275 | 124 | 7 49 | 11100 | 40900R
M409.0080.A27.10 10 | 80 | 93 |495 |50 215 | 79 |27 | 28 | 124 | 7 59 9800 | 40900R
M409.0100.A32.12 12 | 100 | 9.3 | 495 | 50 | 30 99 | 32| 33 | 144 | 8 80 8800 | 40900R
M409.0125.A40.16 16 | 125 | 93 | 625 | 63 | 56 | 124 | 40 | 35 | 164 | 9 89 7900 | 40900R
M409.0160.A40.20 20 | 160 | 9.3 | 62.5 | 63 | 90 159 | 40 | 29 | 164 | 9 | 110 | 6900 | 40900R
M409.0200.A60.24 24 | 200 | 93 | 625 | 63 | 135 | 199 | 60 | 42 | 257 | 14 | 130 | 6200 | 40900R
M409.0250.A60.30 30 | 250 | 9.3 | 62.5 | 63 | 150 | 249 | 60 | 42 | 25.7 | 14 | 160 | 5500 | 40900R

SO 100 mm LUTAR#HE DIN 8030-A, 125 mm #B#E DIN8030-B,0160 mm 1E#E DIN8030-C
up to 8100 mm arbour mounted cutter as per DIN 8030-A, 125 DIN8030-B, from 160 mm DIN 8030-C

AF2160 mm, Al B RS IRIES A EK

from @160 mm: availability and internal coolant upon customers request

EofF

Spare Parts
AR BEIRET TORX PLUS®$RF kNS
Shoulder Mill Clamping Screw TORX PLUS® Wrench Tightening Bolt
M409.... 030.3511.T10P T10PL
M409.0...A40... 030.3511.T10P T10PL 20.30.6367
M409.0...A60... 030.3511.T10P T10PL 30.45.6367
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Vel

Shoulder Mill M409

(ph HORN i)

Br=HAF8

Picture = right hand cutting version

FEmES z Ds a, h, h d, d, d, L b (¢ d, N oo HWS
Part number

M409.0040.A16.04 4 40 | 93 | 345 | 35 16 39 [ 16 | 22 84 | 5.6 | 33 | 13900 | 40900R
M409.0050.A22.05 5 50 [ 9.3 1395 |40 | 195 | 49 | 22| 24 | 104 | 6.3 | 41 | 12500 | 40900R
M409.0063.A22.06 6 63 | 93395 |40 | 195 | 62 | 22 | 25 | 104 | 6.3 | 49 | 11100 | 40900R
M409.0063.A27.06 6 63 | 9.3 | 395 | 40 | 23 62 | 27 | 275 | 124 | 7 49 | 11100 | 40900R
M409.0080.A27.07 7 80 |93 495 |50 215 | 79 |27 | 28 | 124 | 7T 59 9800 | 40900R
M409.0100.A32.08 8 | 100 | 9.3 | 495 | 50 | 30 99 | 32| 33 | 144 | 8 80 8800 | 40900R
M409.0125.A40.10 10 | 125 | 93 | 625 | 63 | 56 | 124 | 40 | 35 | 164 | 9 89 7900 | 40900R
M409.0160.A40.14 14 | 160 | 9.3 | 625 | 63 | 90 159 | 40 | 29 | 164 | 9 | 110 | 6900 | 40900R
M409.0200.A60.16 16 | 200 | 9.3 | 625 | 63 | 135 | 199 | 60 | 42 | 25.7 | 14 | 130 | 6200 | 40900R
M409.0250.A60.20 20 | 250 | 9.3 | 62.5 | 63 | 150 | 249 | 60 | 42 | 25.7 | 14 | 160 | 5500 | 40900R

SO 100 mm LUTAR#HE DIN 8030-A, 125 mm #B#E DIN8030-B,0160 mm 1E#E DIN8030-C
up to 8100 mm arbour mounted cutter as per DIN 8030-A, 125 DIN8030-B, from 160 mm DIN 8030-C

AF2160 mm, Al B RS IRIES A EK

from @160 mm: availability and internal coolant upon customers request

EofF

Spare Parts
AR BEIRET TORX PLUS®$RF kNS
Shoulder Mill Clamping Screw TORX PLUS® Wrench Tightening Bolt
M409.... 030.3511.T10P T10PL
M409.0...A40... 030.3511.T10P T10PL 20.30.6367
M409.0...A60... 030.3511.T10P T10PL 30.45.6367

541




Ek M409 (ph HORN i)

Face Mill

Br=HAF8

Picture = right hand cutting version

FEmES z Ds a, h, h d, d, d, L b C d, n HWS
Part number

M409.0040.A16.45.05 5 40 | 6.2 | 325 | 35 16 55 | 16 | 22 84 | 56 | 33 | 13900 | 40900R
M409.0050.A22.45.07 7 50 [ 6.2 | 375 |40 | 195 | 67 | 22 | 24 | 104 | 6.3 | 41 | 12500 | 40900R
M409.0063.A22.45.08 8 63 |62 | 375 |40 | 195 | 8 | 22 | 25 | 104 | 6.3 | 49 | 11100 | 40900R
8

M409.0063.A27.45.08 63 | 6.2 | 375 |40 | 22 79 | 27 | 275 | 124 | 7 49 | 11100 | 40900R
M409.0080.A27.45.10 10 | 80 | 6.2 | 475 | 50 | 22 96 | 27 | 275 | 124 | 7 59 9800 | 40900R
M409.0125.A40.45.16 16 | 125 | 6.2 | 605 | 63 | 56 | 141 | 40 | 35 | 164 | 9 89 7900 | 40900R
M409.0160.A40.45.20 20 | 160 | 6.2 | 60.5 | 63 | 90 | 176 | 40 | 29 | 164 | 9 | 110 | 6900 | 40900R
M409.0200.A60.45.24 24 | 200 | 6.2 | 60.5 | 63 | 135 | 216 | 60 | 42 | 25.7 | 14 | 130 | 6200 | 40900R
M409.0250.A60.45.30 30 | 250 | 6.2 | 60.5 | 63 | 150 | 266 | 60 | 42 | 25.7 | 14 | 160 | 5500 | 40900R

SAHEO: 2100 mm LA T4E#HE DIN 8030-A, 125 mm 4842 DIN8030-B,2160 mm #B#E DIN8030-C
up to 100 mm arbour mounted cutter as per DIN 8030-A, 125 DIN8030-B, from 8160 mm DIN 8030-C

EREA r =0.8mm JJSRIAE| a =6.2mm

ap =6,2 mm can be reached with rx=0,8'mm

KF2160 mm, 7] B RS IRIEE P EK

from @160 mm: availability and internal coolant upon customers request

Aot

Spare Parts
B BIRIRET TORX PLUS®iRF BRE
Face Mill Clamping Screw TORX PLUS® Wrench Tightening Bolt
M409.0... 030.3511.T10P T10PL
M409.0...A40... 030.3511.T10P T10PL 20.30.6367
M409.0...A60... 030.3511.T10P T10PL 30.45.6367
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i

Face Mill

M409

(ph HORN i)

Br=HAF8

Picture = right hand cutting version

FRils

Part number
M409.0040.A16.45.04
M409.0050.A22.45.05
M409.0063.A22.45.06
M409.0080.A27.45.07
M409.0100.A32.45.08
M409.0160.A40.45.14
M409.0200.A60.45.16

YA Ds a,
4 40 | 6.2
5 50 | 6.2
6 63 | 6.2
7 80 | 6.2
8 | 100 | 6.2
14 | 160 | 6.2
16 | 200 | 6.2

h, | h| d | d

2

325 | 35 | 17 55,
375 | 40 | 20 67
37.5 | 40 | 20 79
475 | 50 | 22 96

475 | 50 | 30 | 116
60.5 | 63 | 90 | 176
60.5 | 63 | 135 | 216

| L | b | c|d | n, | Hws
16 | 18 | 84 |56 | 33 | 13900 | 40900R
22| 20 | 104 | 63 | 41 | 12500 | 40900R
22| 20 | 104 | 63| 49 | 11100 | 40900R
27 | 275 | 124 | 7 | 59 | 9800 | 40900R
32| 325|144 | 8 | 80 | 8800 | 40900R
40 | 29 | 164 | 9 | 110 | 6900 | 40900R
40 | 42 | 257 | 14 | 130 | 6200 | 40900R

IO 2100 mm LUTARHE DIN 8030-A, 125 mm 484E DIN8030-B,6160 mm #&#E DIN8030-C
up to 100 mm arbour mounted cutter as per DIN 8030-A, 8125 DIN8030-B, from 160 mm DIN 8030-C

FEAEAr =0.8mm JJAFXE a =6.2mm

ap =6,2 mm can be reached with rx=0,8'mm

AF 2160 mm, Al B RS IRIES R EK

from @160 mm: availability and internal coolant upon customers request

[iES
Spare Parts

k53

Face Mill

M409....
M409.0160.A40.45.14
M409.0200.A60.45.16

PURIRET

Clamping Screw
030.3511.T10P
030.3511.T10P
030.3511.T10P

TORX PLUS®RF
TORX PLUS® Wrench

T10PL
T10PL
T10PL

PR
Tightening Bolt

20.30.6367
30.45.6367
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Ek M409 (ph HORN i)

Face Mill

Br=HAF8

Picture = right hand cutting version

FEmES z Ds a, h, h d, d, d, b C d, N oo HWS
Part number

M409.0040.A16.60.05 5 40 7.7 | 325 | 35 16 50 16 8.4 5.6 33 13900 | 40900R
M409.0050.A22.60.07 7 50 7.7 | 375 | 40 | 195 63 22 | 104 | 6.3 41 12500 | 40900R
M409.0063.A22.60.08 8 63 7.7 | 375 | 40 | 19.5 73 22 | 104 | 6.3 49 11100 | 40900R
M409.0063.A27.60.08 8 63 7.7 | 375 | 40 | 19.5 75 27 | 12.4 7 49 11100 | 40900R
M409.0100.A32.60.12 12 | 100 | 7.7 | 47.5 | 50 22 112 | 32 | 144 8 59 8800 40900R
M409.0160.A40.60.20 20 | 160 | 7.7 | 60.5 | 63 90 172 | 40 | 16.4 9 110 6900 40900R
M409.0200.A60.60.24 24 | 200 | 7.7 | 60.5 | 63 135 | 212 | 60 | 25.7 | 14 | 130 6200 40900R
M409.0250.A60.60.30 30 | 250 | 7.7 | 60.5 | 63 150 | 262 | 60 | 25.7 | 14 | 160 5500 40900R

S4EO: 100 mm LURAEHE DIN 8030-A, 125 mm #84E DIN8030-B,2160 mm #&3& DIN8030-C
up to @100 mm arbour mounted cutter as per DIN 8030-A, 8125 DIN8030-B, from 160 mm DIN 8030-C

EAEA =08 mm JJAAAE| a =7.7mm

ap =7,7 mm can be reached with rx=0,8'mm

AF2160 mm, Al B RASIRIES A EK

from @160 mm: availability and internal coolant upon customers request

AR
Spare Parts
B BIRIRET TORX PLUS®iRF BRE
Face Mill Clamping Screw TORX PLUS® Wrench Tightening Bolt
M409.... 030.3511.T10P T10PL
M409.0160.A40.60.20 030.3511.T10P T10PL 20.30.6367
M409.02... 030.3511.T10P T10PL 30.45.6367
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i

Face Mill

M409

(ph HORN i)

Br=HAF8

Picture = right hand cutting version

RS
Part number

M409.0040.A16.60.04
M409.0050.A22.60.05
M409.0100.A32.60.08
M409.0125.A40.60.10
M409.0160.A40.60.14
M409.0200.A60.60.16
M409.0250.A60.60.20

yA Ds a,
4 40 7.7
5 50 7.7
8 100 | 7.7
10 | 125 | 7.7
14 | 160 | 7.7
16 | 200 | 7.7
20 | 250 | 1.7

h

h d

2 5

325 | 35 17
37.5 | 40 20

47.5 | 50 30
60.5 | 63 56
60.5 | 63 90
60.5 | 63 | 135
60.5 | 63 | 150

d

1

52
62
112
137
172
212
262

d

2

16
22
32
40
40
60
60

b

8.4
10.4
144
16.4
16.4
25.7
25.7

C

5.6
6.3
8
9
9
14
14

R 100 mm LU TARHE DIN 8030-A, 125 mm 4B#E DIN8030-B,2160 mm #E#E DIN8030-C

up to 100 mm arbour mounted cutter as per DIN 8030-A, 8125 DIN8030-B, from 160 mm DIN 8030-C

FEREAr =0.8mm JJAEXE a =7.7mm

ap =7,7 mm can be reached with rx=0,8mm

AF 2160 mm, Al B RS IRIES R EK

from @160 mm: availability and internal coolant upon customers request

[iES
Spare Parts

k53

Face Mill

M409....
M409.0125.../...160...
M409.02...

PURIRET

Clamping Screw
030.3511.T10P
030.3511.T10P
030.3511.T10P

TORX PLUS®RF
TORX PLUS® Wrench

T10PL
T10PL
T10PL

PR

Tightening Bolt

20.30.6367
30.45.6367

ES
41
80
89
110
130
160

13900
12500
8800
7900
6900
6200
5500

HWS

40900R
40900R
40900R
40900R
40900R
40900R
40900R
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E$ 357 M409 (ph HORN i)

Shell End Mill

DIN8030-A
i
o k4|
T | |
(SRR
!
EhersEsit
Picture = right hand cutting version
s Z |Z4|Ds| a hy | h| d |d, | | b c | d, | n., HWS
Part number
M409.0040.A16.W.10 10 | 2 | 40 | 43.2 | 645 | 65 16 16 | 534 | 84 | 5.6 | 39 | 13900 | 40900R
M409.0050.A22.W.15 15 | 3 50 | 432 | 645 | 65 | 195 | 22 49 10.4 | 6.3 | 49 | 12500 | 40900R
M409.0063.A27.W.20 20 | 4 | 63 | 432 | 645 | 65 | 21.5 | 27 | 488 | 124 7 62 | 11100 | 40900R
EofF
Spare Parts
ERst PURIRET TORX PLUS®$RF
Shell End Mill Clamping Screw TORX PLUS® Wrench
M4009... 030.3511.T10P T10PL
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BT M409 (ph HoRN ph)

Disc Milling Cutter

L409.093.U.08 - b,

Br=HAF8

Picture = right hand cutting version

s Z|Z, Ds |t d , |w|n., HFETR EFRTRA HWS
Part number right hand insert left hand insert

M409.0100.32.5.14 | 10 | 5 | 100 | 26 |32 | 14.4 | 14 | 8800 | 5x R409.093.U.08 | 5x L409.093.U.08 | 40900R « 40900L
M409.0100.32.5.18 | 10 | 5 | 100 | 26 | 32| 18.4 | 18 | 8800 | 5x R409.093.U.08 | 5x L409.093.U.08 | 40900R « 40900L
M409.0125.40.S.14 | 12 | 6 | 125 | 34.5 | 40 | 14.4 | 14 | 7900 | 6x R409.093... 6x L409.093... | 40900R « 40900L
M409.0125.40.5.18 | 12 | 6 | 125 | 34.5 | 40 | 18.4 | 18 | 7900 | 6x R409.093... 6x L409.093... 40900R + 40900L
Boft
Spare Parts
B8t T ERAEET TORX PLUS®$RF
Disc Milling Cutter Clamping Screw TORX PLUS® Wrench
M409... 030.3511.T10P T10PL
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e WAL Rk YA M409 (ph HORN )

Arbour Mounted Cutter

h L409.093...

R409.093...

I-W--I
s Z|Z, Ds |t  |h. |h_ |d|d|w, |w, | &FEJIS EFRNR HWS
Part number right hand left hand

insert insert

M409.0125.A32.E5.120 | 12| 6 | 125 | 325 | 102 | 1079 | 58|32 | 129 | 188 6xR409.093.. | 6x1409.093.. | *0o00R"
W TRt T = ATARY |
Arbour mounted cutter is adjustable!
Aot
Spare Parts
SHTIRINEET] 18T FHEURET TORX PLUS®$RF AEEE S
Arbour Mounted Cutter Screw Clamping Screw | TORX PLUS®Wrench | Adjustment Adapter
M409.0125.A32.ES.129 C409.0125.A32.ES.129 | 030.3511.T10P T10PL A409.0125.A32.ES.129
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AR 409 (ph HORN pil)

Indexable insert

b || IV | L

ERagEs
Carbide grades

A EF A 4R
on stock 4 weeks

Fmis a, h r HIS

Part number

R409.093.U.02 9.3 5.2 0.2 40900R

R409.093.U.04 9.3 5.2 0.4 40900R

R409.093.U.08 9.3 5.2 0.8 40900R

R409.093.U.12 9.3 5.2 1.2 40900R

R409.093.W.02 9.3 5.2 0.2 40900R

R409.093.W.04 9.3 5.2 0.4 40900R

R409.093.W.08 9.3 5.2 0.8 40900R

R409.093.W.12 9.3 5.2 1.2 40900R

L409.093.U.02 9.3 5.2 0.2 40900L

L409.093.U.04 9.3 5.2 0.4 40900L

L409.093.U.08 9.3 5.2 0.8 40900L

L409.093.U.12 9.3 5.2 1.2 40900L

L409.093.W.02 9.3 5.2 0.2 40900L

L409.093.W.04 9.3 5.2 0.4 40900L

L409.093.W.08 9.3 5.2 0.8 40900L

L409.093.W.12 9.3 5.2 1.2 40900L

AN TI A

with 4 usable cutting edges
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EE:309a) 409 (ph HORN pill)

Indexable insert

il

h
— -
[=1%
© .
T
1 l):

| f,x45
BRETES
Carbide grades
A EE A4
on stock 4 weeks
RS a, h r, fx HIS
Part number
RS409.090.P.FO5 O 5.2 0.6 0.5 40900R
LS409.090.P.FO5 9 5.2 0.6 0.5 40900L
ANIBIATI A

with 4 usable cutting edges
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QL0 409

Indexable insert

(ph HORN )

\A%'

i

FmES a, h r,
Part number
R409.093.S.F4 9.3 5.2 100

EXTILMFAE , FHEH

Wiper geometry, precision ground

BRETES
Carbide grades
A EE A 4R
on stock 4 weeks
fx HIS
0.4 40900R
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LA M406 / M409 (ph HORN )

Mounting Instructions M406 / M409

AFTIH(9) J1# (2)

right hand insert Disc

AF Tk (10)
left hand insert

SHEXHBET (4)

Clamping Screw

JIK (1)
Body

HEE (3)

Adjusting Sleeve

AEIERLRS (5)
Adjustment Adapter

71 1R 8247 (8)

Insert Clamping Screw

7 (7)
Washer

L2 [E4242 (6)
Tightening bolt
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LA M406 / M409 (ph HORN )

Mounting Instructions M406 / M409

1. ERASERBETO)RE AT A [AF T R (OFAEF J1 H (10)hRA]

Mount the indexable insert using clamping screw(8);
[right-hand insert (9) and left-hand insert (10) version]

2. WMAFFRICIZST (4) Hede Bl

Loosen the clamping screw (4) and twist it out (4)
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LA M406 / M409 (ph HORN pl1)

Mounting Instructions M406 / M409

3. W7 SHHAREE(7)F T R X BRI (6)R KA TR ECRTH),

Mount the milling tool with the enclosed washer (7) and cutter tightening bolt (6) on the toolholder
(not shown)

4. EENAEER RGBS TIRITIHIEEREIRENRERT.

Pre-set the cutting width of the milling cutter to the required dimension with the aid of the
adjustment adapter (5)
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LA M406 / M409 (ph HORN pl1)

Mounting Instructions M406 / M409

it T BRI IEBERIA %

a. BFREFRITIEEARIESEAIERES,

b. fRIEJTIERFR/NER (409% %] > 12.9 mm; 406% %] > 9.6 mm)
R ATERSQ)ERITE

Adjustment on a tool presetter:
a. Insert the mounted tool into the adapter of the presetter.
b. Ensure the minimum dimension (system 409 — 12.9 mm;
System 406 — 9.6 mm) of the tool.
Note: Adjusting sleeve (3) is tightened fully

MNEE TR EIN[EZF TR 9)]

2% E—r1EI7] [AF 71 R (10)]

Measure the lower cutting edge row [left hand inserts (9)]
Measure the upper cutting edge row [right hand inserts (10)]

o0 9n
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LA M406 / M409 (ph HORN pl1)

Mounting Instructions M406 / M409

e. BT A TWIEERR(S)E T YIHIZE B (S8 EE TR 1.5 mm)

e. Adjust the cutting width by means of the adjustment adapter (5) (axial adjustment for each
turn corresponds to 1.5 mm)

(5)

f. BENFHIT R FXAZET(4)

f.  Screw in and tighten the clamping screw (4)
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LA M406 / M409 (pli HORN ph)

Mounting Instructions M406 / M409

EE:

1) E—EEMIEER , LAHTNENRE, LER , LAXSEITIRYIHIZEERITR

i,
2) TERFFIRENEIER , BN EELAREES
3) HMNEDGHAP YRS mFnEg mitiTiEE.
4) MEHAKHIVIHIZEE:

409% %] - 18.8 mm:; 406 &% > 12.9 mm

Note:
1) After the first groove has been machined, it must be measured or checked. If necessary, the cutting
width of the milling tool must be corrected.
2) Theindividual parts must be kept clean during assembly and disassembly
3) We recommend lubricating or greasing the contact and thread surfaces of the adjustment mechanism.
4) Observe the maximum cutting width:
System 409 — 18.8 mm; System 406 — 12.9 mm
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MEETRH
Tangential Milling

(ph HORrN i)

HEH

Shoulder Mill

M610 >
D"I/Page
560

S TIRENEET]

Arbour Mounted Cutter

M610 »
D1/Page
561

AR

Indexable insert

610 —
D"I/Page
562
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ITSESEHY (ph HORN pil1)

Tangential Milling

M610

STAESEIZ S 610 Tangential milling

with system 610
Y1871 @ 100-125 mm

cutting edge @ 100-125 mm
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vt M610 (ph HoRN ph)

Shoulder Mill

FEmES z Ds a h, h d, d, d, L b C d, n HWS
Part number
M610.0050.A22.05 5 50 [ 99| 39.7 | 40 | 195 | 49 | 22 | 24 | 104 | 6.3 | 41 | 10000 | 61000R
M610.0063.A22.06 6 63 | 9.9 | 39.7 | 40 | 195 | 62 | 22 | 25 104 | 6.3 | 49 | 9000 | 61000R
6
8

M610.0063.A27.06 63 | 99 | 39.7 | 40 | 23 62 | 27 | 275 | 124 | 7 | 49 | 9000 | 61000R
M610.0080.A27.08 80 | 99 | 497 | 50 | 215 | 79 | 27 | 28 | 124 | 7 | 59 | 8000 | 61000R
M610.0100.A32.10 10 | 100 | 99 | 49.7 | 50 | 30 99 | 32| 33 | 144 | 8 | 80 | 7000 | 61000R
M610.0125.A40.12 12 | 125 | 99 | 627 | 63 | 56 | 124 | 40 | 35 | 164 | 9 | 8 | 6000 | 61000R
ot

Spare Parts

V1=t PBRIRET TORX PLUS®iRF Y]

Shoulder Mill Clamping Screw TORX PLUS® Wrench Tightening Bolt

M610.... 030.3513.T15P T15PQ

M610.0125.A40.12 030.3513.T15P T15PQ 20.30.6367
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ST M610 (ph HORN i)

Arbour Mounted Cutter

L610.099...
R610.099... =]
] i
| Ni
o0
| [SHIRS]
|| !
1
J
L
=Y
-—-w--
@Ds h
s Z|Zg|Ds |t hi|d |d|n_|w HFETRH EFRTRA HWS
Part number right hand insert left hand insert
M610.0125.A32.5.16 12 | 6 | 125 | 32.5 | 50 | 58 | 32 | 6000 | 16 | 6xR610.099.U.... | 6x L610.099.U.... | 61000L
Boft
Spare Parts
ST PRIRET TORX PLUS®$RF
Arbour Mounted Cutter Clamping Screw TORX PLUS® Wrench
M610.0125.A32.5.16 030.3513.T15P T15PQ
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¥R

Indexable insert

610

(ph HORN pill)

|| Ld

-

FRES
Part number

R610.099.U.04
R610.099.W.04
R610.099.W.08
L610.099.U.04
L610.099.W.04
L610.099.W.08

562

9.9
9.9
9.9
9.9
9.9
9.9

6.2
6.2
6.2
6.2
6.2
6.2

0.4
0.4
0.8
0.4
0.4
0.8

BRETES

Carbide grades

A EE A 4R

on stock 4 weeks

2|8 =z

61000R
61000R
61000R
61000L
61000L
61000L




HHA B AT E (ph HORN i)

Calculating the Feed Rate

YBREERE h_ it EHe

Medium chip thickness h_for calculating the feed rate

ISO 406 / 409 610
h_ (mm) h,, (mm)
P 0.08-0.14 0.08-0.10
M 0.07-0.09 0.04-0.06

0.12-0.16 0.09-0.11
N 0.1-0.12 0.06-0.08
S 0.06-0.09 0.04-0.06

f=(h_xmxd xds)/(360°xa) [Ef=h_xv(d/a) K a/d <0,3]
f=(h_xmxd, x¢s)/(360°xa,) [simplified f=h_x. (d/a)witha /d <0,3]
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(ph HORN )
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Technical Instructions

S
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2ETHRAE 566 - 568
Torque Specification
BEAERE 569 - 570
Technical Instructions
= 571
Symbols
tIRIB# 572-577
Cutting Data
REBR 578-579

Coating Overview

LEpIlipsa=:) 580 - 585
Additional Equipment
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1RETHIE

Torque of Screws

(ph HORN pi»)

T 7] R BERET R ER AT RVHRAE, B T2 RS T R EFSMEREBT WHEF) -

Following torques are allowed for screws of inserts. We do not recommend using any additional lubri-
cants such as copper paste or similar for the screws.

BS 4247 M,Nm EERF TR

Type Screw Clamping wrench Blade

380 5.12T20P 6.50 T20PQ DT20PK /DT20PQ
381 5.12T20P 6.50 T20PQ DT20PK / DT20PQ
382...06 5F.06T15P 5.50 T15PQ DT15PK

382...08 5F.08T20P 5.50 T20PQ DT20PK
382...10/12/14 5.10T20P 6.50 T20PQ DT20PK /DT20PQ
383...06 5F.06T15P 5.50 T15PQ DT15PK

383...08 5F.08T20P 5.50 T20PQ DT20PK
383...10/12 5.10T20P 6.50 T20PQ DT20PK / DT20PQ
ABS 5.12T20P 6.50 T20PQ DT20PK /DT20PQ
B105/BKT105 6.075T15P 5.00 T15PQ DT15PK
B110/BKT110 6.075T15P 5.00 T15PQ DT15PK

BKT356 5.12T20P 6.50 T20PQ DT20PK /DT20PQ
DAH 5.12T20P 6.50 T20PQ DT20PK /DT20PQ
DAHM.25.012... 030.2547.T8P 1.30 T8PL DT8PK

DAHM.25 030.2553.18P 1.30 T8PL DT8PK

DAHM.37 030.3070.T10P 3.40 T10PL DT10PK

DAHM.62 5.12T20P 6.50 T20PQ DT20PK / DT20PQ
DAM31...02B 030.2541.T8P 1.10 T8PL DT8PK
DAM31...03A/B 030.2547.T8P 1.10 T8PL DT8PK
DAM31...04A/B 030.2553.1T8P 1.10 T8PL DT8PK
DAM31...05A/B 030.2557.T8P 1.10 T8PL DT8PK
DAM32...A... 030.3576.T10P 3.50 T10PL DT10PK
DAM32...02A/B 030.3562.T10P 3.50 T10PL DT10PK
DAM32.025.D...03A/B 030.3569.T10P 3.50 T10PL DT10PK
DAM32.032.D...03A/B 030.3576.T10P 3.50 T10PL DT10PK
DAM32.417...03B 030.3569.T10P 3.50 T10PL DT10PK

DAM62 030.3070.T10P 3.00 T10PL DT10PK

DRHD 6.075T15P 5.00 T15PQ DT15PK

HSK 5.12T20P 6.50 T20PQ DT20PK / DT20PQ
L381.A060... 5F.08T20P 5.50 T20PQ DT20PK
L381.D080... 5F.08T20P 5.50 T20PQ DT20PK
L381.D086... 5.12T20P 6.50 T20PQ DT20PK /DT20PQ
L381.G070... 5.10T20P 6.50 T20PQ DT20PK /DT20PQ
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Torque of Screws
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s

Type
L381.G080...
L381.G086/090/098
L381.N090...
L381.S...
L381.T...
L381.X090...
M101
M101...A22...30/...40
M101...A32...30/...40
M101...A40...30/...40
M116
M117K...05
M117K...07
M117K...09
M117.MD10...
M117U...05
M117U...07
M117P...05
M117P...07
M271
M274
M275
M275.D
M275.T
M279
M304
M306
M308
M310...03
M310...04
M310...05
M311
M311.0016.00.B/E
M313
M313.0016.00.A/B/E
M328
M328.0020.00.A/B/E
M328.0020.D...

RET

Screw
5F.08T20P
5.12T20P
5F.08T20P
5.15T20P
5F.08T20P
5.12T20P
030.3543.T8P
030.0520.0912
030.0620.0913
030.1030.0911
5.13T20EP
030.265P.0821
030.265P.0819
030.400P.0227
030.400P.0227
030.265P.0818
2.6.5T8EP
030.265P.0818
2.6.5T8EP
030.2609.T8P
030.3513.T15P
3.5.10T10P
030.357P.0315
3.5.10T10P
030.0516.T20P
1.8.4T6EP
2.6.5T8EP
3.5.12T10EP
030.0324.T7P
030.3535.T8P
030.3543.T8P
4.14T15P
4.16T15KP
5.14T20P
5.13T20KP
5.14T20P
5.13T20KP
5.17T20P

M, Nm

5.50
6.50
5.50
6.50
5.50
6.50
2.00
6.50
8.00
15.00
6.50
1.20
1.20
4.30
4.30
1.20
1.20
1.20
1.20
1.20
3.00
3.00
3.00
3.00
6.50
0.90
1.20
3.00
1.20
2.00
2.00
5.00
5.00
6.50
6.50
6.50
6.50
6.50

SR TR
Clamping wrench Blade

T20PQ DT20PK

T20PQ DT20PK / DT20PQ
T20PQ DT20PK

T20PQ DT20PK /DT20PQ
T20PQ DT20PK

T20PQ DT20PK / DT20PQ
T8PL DT8PK

T15PQ DT15PK

T20PQ DT20PK / DT20PQ
SW6.0 DIN911

T20PQ DT20PK / DT20PQ
T8PL DT8PK

T8PL DT8PK

T15PQ DT15PK

T15PQ DT15PK

T8PL DT8PK

T8PL DT8PK

T8PL DT8PK

T8PL DT8PK

T8PL DT8PK

T15PQ DT15PK

T10PL DT10PK

T10PL DT10PK

T10PL DT10PK

T20PQ DT20PK / DT20PQ
T6PL DT6K

T8PL DT8PK

T10PL DT10PK

TT7PL DTT7PK

T8PL DT8PK

T8PL DT8PK

T15PQ DT15PK

T15PQ DT15PK

T20PQ DT20PK / DT20PQ
T20PQ DT20PK / DT20PQ
T20PQ DT20PK / DT20PQ
T20PQ DT20PK /DT20PQ
T20PQ DT20PK / DT20PQ
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Torque of Screws

B 25T M Nm  RERF TR

Type Screw Clamping wrench Blade

M332 5.17T20P 6.50 T20PQ DT20PK / DT20PQ
M335 6.17T25P 12.00 T25PQ DT20PQ
M406...02/03 030.2669.T8P 1.20 T8PL DT8PK
M406...04/05/06 030.2608.T8P 1.20 T8PL DT8PK
M406.025.11.016.1.02.B 030.2608.T8P 1.20 T8PL DT8PK

M409 030.3511.T10P 3.50 T10PL DT10PK

M610 030.3513.T15P 3.50 T15Q DT15K

M620 5.14T20P 6.50 T20PQ DT20PK / DT20PQ
R381.T... 5F.08T20P 6.50 T20PQ DT20PK /DT20PQ
R381.X073... 5F.08T20P 6.50 T20PQ DT20PK /DT20PQ
R381.X090... 5.12T20P 6.50 T20PQ DT20PK /DT20PQ

SM328 5.17T20P 6.50 T20PQ DT20PK / DT20PQ
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Technical Instructions

WL RMBERIHTE

Feed rates and time calculation

fEFAHORNRIHTCIZF FI LA B B T 5 BRI T BT R B BRE NS i F S ERZEFIT
BUHIBE, el URRRFTBIMERENES R I IE TREFEHAKRIR.

It is simple and easy to calculate your speed and feeds using HORN'S HCT programme. We recommend
that you calculate the cutting data with this programme as, it will provide you with the best cutting per-
formance and results. Basic features of the calculations can be found on the following pages.

B

Basic recommendations:

#7245

Overhang of the milling cutter

Re] gt R AR TR B BTN, EHI T ERIBREI N E,
REEMNAREIMNTREZREHRIIN %, PIIRETE 72 2 RN TR, LAELIHEIZ, X
BIRIFRIIN TR

Selectthe shortest possible clamping device and milling shank, to controlthe runouttolerance of the tools.
Large cutting widths in combination with long overhangs require specific manufacturing methods such
as dividing the cutting width to achieve the best possible cutting result due to reduced cutting forces.

;mIERE 3
Diameter of the milling cutter

HERARERTIEN, JHEREELL TALAER, TR B TR e OoMimsan
HERMAER, BERRT, JENERRTHRSHANNAIREFAE.

When using a large diameter cutter, whose relationship is close to the bore diameter, manufacturing cycle
time can be reduced, due to the smaller centre of rotation and higher feed rates could be realized. Many
times the rotation of the milling cutter centre will be defined by the parameters of the workpiece and the
whole application setup.
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Technical Instructions

BRE A

Thread milling

fiE FAHORNRYER A3t 7] BY SR EAE BR T U 1B T Ao X B IREGE E /)N, TEHIH MRS
BE WIS EFLNE LI HE B ERRETRERRYIN L7575, SN s =R A & FLIERR BV T BT
718,

BRI T 75 T
BITIEEA BT ESUIMERNT0%, BNEE & IHIER MR RTEBE,

With HORN thread milling inserts, the thread profile is generated in one full cut to the profile depth of the
thread. This produces threads with minimal taper, especially in high alloyed steels. In blind holes, it is re-
commended to mill from the bottom to the top. Otherwise, there is the risk of damaging the tool because
of milling into chips at the bottom of the blind hole.

A general recommendation for thread milling:
The milling cutter diameter should not exceed 70% of the minor diameter of the thread. Otherwise, recut-
ting of the profile occurs, which could bring the whole thread out of tolerance.

RIS R

Milling direction
ARZHHORNMIHTIRAFE, MIPHEFRELR G TIEERBXANINEG .

Most HORN milling tools are right-handed and it is recommended to use them with the climb milling pro-
cess as this is generally recommended for carbide tools.

B E> 45°

Ramp angle

BATLH

Milling entry into the workpiece

PHIN—NER2RNEREYARTE—MRANERAS, XRSBRT), AEZEHNYEIR—E
=11, BERIBIR, HEFYIARBRIUYIAAASR]180°EREK, 1T ERF LTRSS ENRTIN, 8
WERTEHMIEE .

A simple radial entry of the milling cutter creates a very long contact angle which leads to vibrations
which will not disappear for the rest of the milling operation and are visual on the bottom of the groove.
It is recommended to enter the groove with a ramp angle of 45° up to 180° to the maximum depth of cut.
The calculated cutting data refers to the milling condition when the insert is in the full cut, but can be also
used for the entry loop.
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(ph HORN i)

Symbols
ISO
; . EEYIERE
' ¢ radial depth of cut
q HI4I710 [mm]
Cutting edge @ [mm]
f BRHGE f= fz o Z [mm/U] [mm/rev]
Feed per revolutions
B8 /5 /a
fz sz AT fZ:Z‘ n [mm]
Feed/tooth
h YIEHhEEE
m
medium thickness of chip
. v_+ 1000
n R n=-S— [1/min]
Revolutions il
r TR
Radius of cutter
R TH$E
Radius of workpiece
demen )
Ve P Ve=T000 [M/min]
Cutting speed
v, s' BHs= V,=f,«Zen [mm/min]
Feed rate
Vi, s, PIES i
Feed rate of tool tip
Vis sy TNE LRSS
Feed rate of tool centre
Z S
Number of teeth
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N )4)5% 406/409/DA/DAH/610
Cutting Data

(ph'HOoRN ph)

44

Material

P

572

Bx N

Carbon steel

BEW (<5%)
Alloyed steel

=aEW (>5%)
high alloyed steel

W

Cast steel

MRATMW

Sintered steel

ARiENStainless
steel

RN

Hardened steels

~0,2%C

~0,4% CiEN
annealed

~0,4% C AR
quenched

~0,6% CiEN
annealed

~0,6% C AR
quenched

S

Free cutting steel
B

annealed

R

quenched

R

quenched

AR
quenched
BN
annealed

=314

hardened

FEE

unalloyed

a2
alloyed

A

soft

DK, %KRE

martensitic ferritic

BESHR

austenitic

BECHE , $R3RIE

austenitic ferritic

50-55 HRC
55-60 HRC
60-63 HRC

>63HRC

Material group

o MRE
=

'U
=
NS}

P1.3

P1.4

P1.5

P1.6

P2.1

P2.2

P2.3

P2.4

P3.1

P3.2

P4.1

P4.2

P5.1

M1.1

M1.2

M1.3

H1.1

H1.2

H1.3

H1.4

Hardness Brinell

E BEE (HB)

=
O
o

210

190

300

220

180

280

350

430

200

350

180

220

220

200

300

230

?*‘[ifﬁfmq R

Tensile EAX;;r:rFi);f

Strength

K10 TA4_

430 CK15 180-140
610 19Mn6 180-140
640 36Mn5 180-140
610 C55 180-140
1000 CK60 180-140
750 9SMn28
590 100Cr6
960 14NiCr10
1250 34CrMo4
1450 55Cr3
680 X10CrAl18
1200 X210Cr2
590 GE200

750 GX40CrSi28

570 Sint-D39
680 X16Cri13
X6CrNiMo-
1000 gi17.122
X2CrNiMo-
2 N17-13-3
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Cutting Data

(ph HORN i)

AS4_

240-160

240-160

240-160

240-160

240-160

240-160

220-180

220-180

220-180

220-180

HIHIEE ve (m/min) / E2141E

Cutting speed vc (m/min) / Start values

SA4_

240-160

240-160

240-160

240-160

240-160

240-160

220-180

220-180

220-180

220-180

130-80

130-80

130-80

SD6_

180-140

180-140

180-140

180-140

180-140

SC6_

130-80

130-80

130-80

IG3_
1G6_

240-180
240-180
240-180
240-180
240-180
240-180
220-180
220-180
220-180

220-180

130-80
130-80

130-80

NE2_

HDO5

PD75

573
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Cutting Data

(ph HORN i)

<
S 5 MMEE g
) @™ w R_[N/mm? E l
© T 3 Tensile xamp'e
i S Streneth Material
R 28 wmo g
Material = & T K10 TA4
{EHIE5RE
. e K11 180 250 GG-25 160-140
Grey cast iron = T
v ﬁgﬂﬁi{fstrength KL2 250 350 GG-40 160-140
BREEGE 8 f*iﬁ‘ K21 160 400 GGG-40 160-140
Spheroidal erritic
raphite M/
Pl BRIk K21 260 700 GGG-60 160-140
perlitic
T fff‘_tff K3.1 200 400 GTW-45
Malleable cast "
iron fﬁ;ﬂf K32 260 700 GTS-55-04
AR
e K4l 260 800
%%/ADI S[F]
Ausferritic ﬂiﬁched K4.2 350 1050
sphe.roidal q
cast iron / ADI zﬂ}zmed K4.3 450 1400
N FEFAL IR
aaa S bl NLI 30 AlMgl 1200-500
Al-alloys
Y ffe“zﬁ%e oble NL2 100 340 AlMgSil 1200-500
<6%Si N2.1 80 300 AlMgSi6  600-350  1200-500
{-m AN
ﬁiﬂa;aﬁ“oy 6-10% Si N2.2 100 320 ASiTMg 600350  1200-500
10-15 % Si N23 130 450 AlSi12 1200-500
ﬁf‘g_ copper N3.1 100 340 Cu 230-180  1200-500
o == A
5, H N32 90 310 CuZn40Pb  230-180  1200-500
Hed Brass
Copper-alloys L
PR R N33 110 430 Cuznd0  230-180 1200-500
= CuZn25AI5-
e N3.4 300 1000 o 230-180  1200-500
A=
Graphite L
S BN
MHRES(EE)  annealed S1.1 200 670 30-25
Heat resistant
alloy Eiﬁene ; S1.2 275 930 30-25
FHL A B/l
@é"g@fg) a’%ﬁ:ale ) s21 250 840 Inconel 600 30-25
Heat r’esistant {
alloy Ergene . w2 | o 1200 Inconel 713 30-25
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AS4_

300-220

260-220

260-220

260-220

1000-350

1000-350

1000-350

HIHIEEE ve (m/min) / EEiAE

Cutting speed vc (m/min) / Start values

I1G3_
SA4_ SD6_ SC6_ 1G6_ NE2_ HDO5

180-140  300-220  300-220  200-160
160-140  260-220 260-220  180-160
160-140  260-220 260-220  180-160

160-140  260-220  260-220  180-160

1200-500 3000-500
1200-500 3000-500
1200-500 3000-500 3000-500
1200-500 2000-500 3000-500
1200-500 1500-350 3000-500
1200-500 300-220  3000-500
1200-500 230-180  3000-500
1200-500 240-180  3000-500
1000-500 250-160  3000-500
70-30 80-30  80-30
70-30 80-30  80-30
70-30 80-30  80-30
70-30 80-30  80-30

PD75

3000-500

3000-500

3000-500

3000-500

3000-500

3000-500

3000-500

3000-500

3000-500
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tH1E$ 406/409/DA/DAH/610
Cutting Data / DA/ / Cﬁh HORN I]h)

= Z
S — A=
g & JHEE g
> @g w [N/mm?] Example
= % = Tensﬂeh Material
el 2 WS Strengt
Material s Bz K10 TA4
PAN
S Haga $31 120 240 30-25
Titanium alloy a
" H®REE a-p
Titan Titanium alloy a- B 53.2 360 1200 30-25
PAN
Ra®p $33 410 1400 30-25
Titanium alloy B
HhEE s
- B ; 011 1500-500
Thermoplastics
j"- VN
Buro;é;it_.l 01.2 1500-500
uro plaste
IRHRLT AR R
220 S
Plastics GFK 01.3
glass fibre
reinforced
TRET e I8 RR 2B L
Plastics
carbon fibre CKF 0l.4
reinforced
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Cutting Data
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HIHIEEE ve (m/min) / EEiAE

Cutting speed vc (m/min) / Start values

I1G3_

AS4_ SA4_ SD6_ SC6_ 1G6_ NE2_ HDO5
70-30 80-30 80-30
70-30 80-30 80-30
70-30 80-30 80-30
500-1500
500-1500

PD75
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Coating Overview

1 ey
ol

(ph HORN i)

MR

Material group

578

AN2_
AN4_

AS4_
AS6_

DD2_

EG3_

EG5_

I1G3_

1G6_

NE2_

AEAER

Coating structure

AICrSiN

TiAIN

TiB2

AITiN + TiN

AlTiN + TiN

TIAISIN

TIAISIN

ta-C

e

Recommendation

M30
M40
M50

M30
M40
M50

M30
M40
M50

M10
M20
M30

M10
M20
M30

N10
N20
N30

S30

S30

[z F3
Application

STEETIE] , EE T, HEHEH

For high cutting speeds, suitable for dry
machining, groove and slot milling

HMIAEREE , £AEMIHES
FUIHE , #EBtE

Ideal for roughing operations, All-rounder
also suitable for dry machining, groove and
slot milling

FHAn TFNFE N T

Roughing and finishing

BRI YRR E

Ideal for finishing operations at high
cutting speeds

IR TRESEH] p IR AR A

Ideal for roughing operations at high cut-
ting speeds, groove and slot milling

BIEEYIHIE T StHI B E

Ideal for finishing operations at high cutting
speeds, groove and slot milling

SRR TSR p IR AR A

Ideal for roughing operations at high cutting
speeds, groove and slot milling

FHAn TFNFE N T

Roughing and finishing



RS

Coating Overview

(ph HORN i)

MR

Material group

RC2_
RC4_

SG3_

TI2_

TN3_

SA4_
SA6_

SC6_

AEAER

Coating structure

e

Recommendation

M20
MO05 S05
M10 S10
M20 S20 H20
TIAICrSIN
TiCn
MO05
M10
M20
TiN
RPN weo [N
MO05
M10
M20 S20
TiCN +Al203
M30 S30
s [+ 5| |
+ 05 05 05 05 05 05
ot
- S 10 | 10 | 10 | 10 | 10 | 10
= k%)
= %
2 4 20 20 20 20 20 20
A ©
. = 30 | 30 | 30 | 30 | 30 | 30
= ~
B 4
I i 40 40 40 40
i
. 50 50

[z F3
Application

I
EETFUIH
EHEEIF I EEE
at high cutting speeds

suitable for dry machining
Groove and parting milling

FHAN TFNFE N T

Roughing and finishing

REYIEIFE M TAAEMT | FRF i
RRBE

Roughing and finishing at moderate
cut-ting speeds, reduction of built-up
edges

Fh s 4T 4R 0 TF04E A0 TAESEE]

Roughing and finishing at moderate cut-
ting speeds, groove and slot milling

REYIEIAEM TN T , SHAER
BRERE

Roughing and finishing at medium cutting
speeds, ideal for high feed rates

EIEVIHIE N TAV IR 8%

Ideal for roughing operations at high
cutting speeds
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Additional Equipment

W2 ERHERF
-HREER]A
-RRETHEHE

D041VL
HETRIET, e AR IIEZNZAEFIR, B
0,4-1 Nm LOERIG 3T, YK BIGEHIER B S 2R,
(4F#: EN 1SO 6798, BS EN 26789, ASME B
107.14.M.)
(KEE: £ 6%)

£8 DO41VL ——

Torque screw driver with scale
- variable torque setting
- adjusted torque is shown on display

E
.

D15VL The Torque can be adjusted with a special torque setter
- (included).
1-5Nm 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 %

D28 VL (ph HoRrN pit)

D28 VL
2-TNm
g REIREIRE
a2 R BERRLT LM R, RE N AL
FEB: N\BRZ, LR IE, $E 5%
ED 28 VL
fc / for . . .
DO41VL / D15VL / D28VL Device for setting the required torque

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

(ph HORN i)

D515QL
5-14 Nm

"

ED515QL
fid / for
D515QL

(pli HORN i)

w2 ERHERF
-HRFER] IR
-RRETHEHRE

RAETARIET, Ba A TSNS AN TR, BN
BOREYIS It , SATIGERAEE B EE S K,
(#7: EN ISO 6798, BS EN 26789, ASME B
107.14.M.)

(WERE: £ 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 abili-
ties. Audible signal when set torque is reached.
Standard: EN ISO 6798, BS EN 26789, ASME B 107.14.M.
Precision: = 6 %

HIERRRF

REB: £TLE 3R O BR B R 5 R E
FIEB: 8ATIR, T FE(L IR, FE K.

Device for setting the required torque.

Handle: Celluloseacetat with micro structured surface
Blade: Octogonal (8 flats) blade, hardened galvanized
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Additional Equipment
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DT6PK

DT7PK @
DTSPK

DTIPK

DT10PK Plus
DT15PK

DT20PK

DT25PK
fic / for
D041VL /D15VL/ D28VL

DT6K

DTSK @
DT15K

fid / for

D041VL /D15VL / D28VL

582

$#RF71LE2 TORX PLUS® 12T

T3k &5 RS W, £ I5F ’ﬂﬁlfi B
WihafB 58 7] A RIE T RIFIIREEE,
ERREEAE

RIFR: R TERREIRIE, 55— T WihatB R F.

Blade for TORX-Plus® screws

Blade: High quality Chrome-Vanadium steel, through har-
dened, chrome plated.

Wiha Chrome Blade guarantees maximum precison. Colo-
red code dark green

Utilization: Controlled screw setting with definite torque in
combination with Wiha torque screw driver handle.

J13<-Torx$B$T

73k SRR, BRI, B
Wlha%g%ﬂ}'f%ﬁETﬂit?FEﬁ*ﬁ o
EnERIE LS

& I RIRFTRIEE /AR, MWihatl IR FTIHR4A

PAN
Bo

Blade for Torx screws

Blade: High quality Chrome-Vanadium steel, through har-
dened, chrome plated.

Wiha Chrome Blade guarantees maximum precison. Colo-
red code dark green

Utilization: Controlled screw setting with definite torque in
combination with Wiha torque screw driver handle.
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Additional Equipment

(ph HORN i)

DT15PQ
DT20PQ
DT25PQ
DT27PQ

DT30PQ
fic / for
D515QL

DSW15K
DSW20K
DSW25K
DSW30K

DSW40K
fid / for
D0O41VL /D15VL / D28VL

DSW50K

DSW60K
figd / for
D15QL

—  e—
C

Plus

@

#RF71LE2 TORX PLUS® 2T

T3k &5 RS W, £ I5F ’ﬂﬁlfi B,
WihafB 58 7] A RIE T RIFIIRE R E,
ERREEAE

RIFR: R TERREIRIE, &5 — T WihatB ERF.

Blade for TORX-Plus® screws

Blade: High quality Chrome-Vanadium steel, through
hardened, chrome plated. Wiha Chrome Blade guarantees
maximum precison. Colored code dark green

Utilization: Controlled screw setting with definite torque in
combination with Wiha torque screw driver handle.

|RFTIL-A7 AERET

713 =mERAEIAWN, B IE, B,
WihafE 871 RIE T RIFEIFBEE,
AL BN
RZFR: (ERATENREMIE, &8 — TWihatiERF.

Blade for allen screws

Blade: High quality Chrome-Vanadium steel, through
hardened, chrome plated.

Wiha Chrome Blade guarantees maximum precison. Colo-
red code red

Utilization: Controlled screw setting with definite torque
in combination with Wiha torque screw driver handle
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ﬂ BRASHE

D14ZBK
fid / for
D041VL /D15VL / D28VL

D14ZBQ
fic / for
D515QL
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HAFFRERIC6.3F1E6.3(1/4")$43k

73k SRR, 23 LR, TR
JIF0: REW
A : BT EEHRE, HIENRS LR,

Universal Bitholder for C6,3 and E6,3 (1/4") Bits

Blade: High quality Chrome-Vanadium steel, through har-
dened, chrome plated.

Collar: Stainless steel

Utilization: For controlled screw setting with definite tor-
gue in combination with torque screw driver handle.

BRM%E
HAFFRERIC6.3F1E6.3(1/4")$h3k

713k BRI, ST BB LR, $E R,
TI30: REEW
RZFE: AT EIERE, AR5 HER,

Universal Bitholder for C6,3 and E6,3 (1/4") Bits

Blade: High quality Chrome-Vanadium steel, through har-
dened, chrome plated.

Collar: Stainless steel

Utilization: For controlled screw setting with definite tor-
que in combination with torque screw driver handle.
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T6PW '
T7TPW

T8PW

T9PW
T10PW

T15PW
T20PW
T25PW
T30PW

Plus

BEATEIMNHE
HAFARERIC6.3F1E6.3(1/4" )43k

713k BB, SEELIE, i
TI5: R
BZF: 7 X 24

Universal Bitholder with T-handle for C6,3 and E6,3
(1/4") Bits

Blade: High quality Chrome-Vanadium steel, through
hardened, chrome plated.

Collar: Stainless steel
Utilization: For controlled opening

TORX PLUS® $2$TiRF

RzFA: & &M EEATORX PLUS®HRET

A= TORX PLUS®-iRFRER T Torx-12%]
Wrench for TORX PLUS’® Screws

Utilization: For all kind of using TORX PLUS’ Screws

Attention: TORX PLUS"-Wrench does NOT fit for Torx-
Screws
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HIBSENTRBRAGTR.
FIND YOUR RIGHT
TOOLING SOLUTION NOW.

horn-group.com

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

D-72072 Tubingen

Tel +49 7071 7004-0
Fax +49 7071 72893

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

KFRAES100CE, 09/2023
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