





(ph HORN ph)

%% HORN
EXPLORE HORN




(ph HORN pil)

EHEHORNAF

SENEREERENNMIIZMTENTENESE S N7 KRIMWX—B15, HORNES 7 Sedt BB, 14188
RISt AR D EHRIM A, SR TIVESR AN A RN TENTIRMIRE, 25, S RENRAT
. N T BEEEFTHIBE, RITERPHREBRMTEIRIENZRE TOFMBRITDNLAERRAM
HETRMAT AR,

AR RERNIEWIRRBROED . XFLB AT AHAN—E X = RmMENRERIE FRERIP 6
RREMZ 2N ENTIESEUNHE, HNBEESRIT—ELIE— T EIFMBANEFTRK,

Wl b (T

Markus Horn Matthias Rommel
BERITE BERITE

Paul Horn GmbH Paul Horn GmbH
Explore HORN

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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JIEZR51S0 PCD/CVD-D I#&J1&
System ISO PCD/CVD-D Grooving tools

J1E &% Supermini® PCD/CVD-D I 71 &

System Supermini® PCD/CVD-D Grooving tools

71E %% Mini PCD/CVD-D §JI#& 1 &

System Mini PCD/CVD-D Grooving tools

718 %% DTM PCD/CVD-D FmE#kHITI &

System DTM PCD/CVD-D Face milling tools
B %% DA32 PCD/CVD-D &K

System DA32 PCD/CVD-D tipped

JIER%I DS CVD-3ZHt 7]

System DS CVD End milling tools

J71E %% DDHM/DSFF CVD-$£7]
System DDHM/DSFF CVD Boring tools

B HBRETNA

Monocrystalline Diamond

=it FE R
High polish turning

= e $E R
High polish milling

J1E &% Supermini’

System Supermini®

718 %51 Mini
System Mini

71E %5 229
System 229

718 %% 315
System 315

B3%%)1SO-CBN
Systems ISO PCBN
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Technical Instructions, Additional equipment
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Overview Application
tv
_ CVD#EFR SMRIERLZEY
ovD-D| SR, |t
PCD PCD tipped - Corner broaching
MCD MCD tipped Face milling
A% %
PCBN PCBN tipped Finishing
\ @
) AT ~ -~ Vi
- Internal boring Profiling Polishing
—|_ [ RILYME - S
i Internal grooving Ramping
~ . %
- NFLYIEE 2 e T
i Internal grooving full radius Circular plunging
_ LKA HhILRE
tH= Boring and profiling 5xd Drilling depth
:ﬁ SMEHEE & RG]
External side turning Pocket milling
Y )1 SORHED
Grooving P Trimming
UIrERIEE gzl

Grooving and side turning

SEIIL

Partial cut
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Profiling

-
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Groove milling
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Tolerance h7
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Overview Application
T s RSk $E7]
0.01 Shape tolerance Full radius
/ Bkzh 7105 il
O 005 Concentricity Centre cutting

Polishing
iR E 0° B F

Chipbreaker neutral 0° Chip angle

IEFETEHE 5° Al A

Chipbreaker positive-neutral 5° Chip angle

IEFUETEE 6° Bl

Chipbreaker positive-neutral 6° Chip angle

HORN 3-D Hi/E#E A FHERFLIMT
HORN 3D Chip breaker Machining of bores

HORN 3-D Wi B A FHEZ4HEmT
HORN 3D Chip breaker normal up to
roughing

HORN 3-D Ki/B#& A T+ T
HORN 3D Chip breaker finishing

I B

Material group "long-chipping material"

FHEILE "R

Material group "short-chipping material"

FRILE "R

Material group "soft plastics"

MR "B A"

Material group "universal use"

G2,5
rpm

TR
Shank form

PREN )=

Corner radius

FEH
Lightweight

[PSE
Numbers of teeth

TERE
Balance quality

ol

Internal coolant
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General Information

- FRIESBEUA, A RIEUZR N BNL

All dimensions in mm, unless otherwise noted.

o AMRIEERITHIES RN,

Further dimensions and versions are available on request.

o PIERBIRRENA, IS W ARA,

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

o ATESBIAYIEITI, YIEITIE K FME ! To avoid damage to the cutting edge,
measure cutting edges visually only!

o ZXTRHA / delivery times
A [ZE7Z / on stock
A 4FF | 4 weeks

o IRIEMNMN TR / use for material groups

° HETE / recommended
o IRHETE [ alternative recommended

- AE3&E / not suitable

HORNEEZEORB-FTECHMHTA?

EERZEOREBREFEARIESINTE, A ERETIFMIIA L. AR ARBITE, WA UTEE MY TIAF P 1E
Riz7IR.
EXWERTRNEIRRIE RS, ERERRBRRIIMMIIEZEHEO.

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.

HORNEZZEONRIB R ATEENAS:

HORN connection interface codes and possible combinations:

HIS =7J]FE / Insert seat

HWS = T&M#E 0 / Interface workpiece side AL —> | HWS

HMS = #FRMIFZE O / Interface machine side HMS <4—>» |HWS

bl tantil]

Example insert
Fmils s f a r d D,... HIS o
Part number =

(@)

R111.0557.03.B 3,95 5,7 9,7 0,3 8 10 308080R

TIFERG

Example toolholder
Fais d L, L, d, Form HWS
Part number
M308.0012.01A 12 95 29 8 A 308080R « 308080L
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Application of ultra hard cutting materials

EFIEMIN AR EER, AN P RARIEPCBNR & NI ATIHIM KRR KES.
=RFNERAEMRL, EEXEBPCD,MCD,CVD-DERXAZNA. E—ERFHERNMNIESH,€
WA BT LAE A AR YIHI ) O M A E @y T4

XEEME B RIFIMAEBIRENRIFSEEE, XTR2CRTERA,PCBN(Z &115 R LH)2E
ABRVFREN AN TA1 4} RRBPCBNEMEE A AR AL £ A F e BB FRAR. B
AN TEE(L W (45-70 HRC), XM I EHA B IFE E S M THEM MRS S--BCWATIHIEES
HBARIRIRBY—MNA.

BEREUIHIAM BB RS AT ARIEA RIBVESS # AT L. At ER S ERTIEIME, FE &R
AR EIFEEEN.

%F’E?%i?’\JW#U%&%@E@%%MEW%%%DIif’ﬁ)EE’\J%%E#Z?EE’E—%*’I 5L T, B REESHEN BIRRY
IS

AT R RA T RYRR, E SR TIRE, HERXBIRATERNRE L MRNEL. S
H. EHURTHNTNENKERFENMNIHREEE X EEMNER.

Choosing the right application is crucial when it comes to maximizing the huge potential of PCBN and diamond
cutting materials in manufacturing.

The high level of hardness of diamond in its various forms such as PCD, MCD, CVD-D or natural diamond and the
resulting cutting edge sharpness may mean that a different approach to the one taken with conventional cutting
materials may be required depending on the machining task in question.

Its high heat resistance combined with the high level of hardness, which is second only to diamond, makes PCBN
(polycrystalline cubic boron nitride) the ideal cutting material for machining hardened steels. The different PCBN
substrates vary in terms of their composition and the resulting mechanical and chemical properties. In addition to
the machining of hardened steels (45-70 HRC), this cutting material group is also highly suited to the machining of
cast materials and special alloys - an application where carbides and cutting ceramics often reach their limits.

The composition and/or structure of the various ultra-hard cutting materials are optimized for different tasks.
Therefore, it is extremely important that the right type of cutting material in combination with the right cutting
geometry is selected.

The recommended cutting parameters are the key data that enable an efficient result and/or chip break to be
achieved. In each case, it is necessary to adapt the parameters to the machining situation as a whole.

In order to achieve the best results possible, the entire machine environment must be taken into account and brought
to the highest level of stability possible. The structure of the machine, guides, spindles and the clamping systems for
the workpiece and tools play a key role with respect to the result.
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Definition of ultra hard cutting materials (ﬁh HORN [ill)

The term ultra hard cutting materials describes all cutting materials that are classified
above carbides, cermets and cutting ceramics on the hardness scale. Within this definition, it is
possible to differentiate between two groups:

Diamond cutting materials

Diamond cutting materials can be splitinto two main groups, monocrystalline and polycrystal-
line, whereby polycrystalline is then split into a further two subgroups.

1. Monocrystalline diamonds are used in finishing and superfinishing processes. Optimum sur-
faces and maximum geometric accuracies for the components are the focus here. High chip
volume is secondary to these criteria.

2. Polycrystalline diamond cutting materials, PCD and CVD-D differ primarily in terms of how
they are manufactured and their structure.

PCD describes a cutting material group in which the diamonds are sintered as grainsin a
metalmatrix.Eachindividualgrainisitselfmonocrystalline.Differentpropertiesareprodced
due to the variation of the grains.

CVD-D (chemical vapour deposition) is deposited from the gas phase. The suffix "D"
stands for thick film and is used to differentiate it from conventional diamond coating.
Thick film describes the thickness (0.3 - 1 mm) of the cutting material that is soldered
to the carbide toolholder for further processing.

PCBN substrates

PCBN (polycrystalline cubic boron nitride) substrates have different properties due to their
composition. These are configured specifically for the application.

Ultra Hard Cutting Materials
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Not all PCD is the same

PCDE— & SYIEIMEL. SN EFH, E— MRS, ERERIEE—TTSBER(—
AR ) ARG IR, RAUEREAER, BTRAE—ERE LHEER, NMREME
EERAIERBIES T RE.

BT IRETZN, FrEANRNR M RENEEEMEMEN— MR AT LUES HU T E
IR "R, T EEMERLT ", 2AT, XRE T AT LUARIRISRIR R E, HI A MRE. FEE
BTFEFUHIAINGERAR. EBEGENFRSBE D L8N, Ar-ERER.

HORNZ48EPCDEH & ZBVE S ARBVELEFRIA/N. & NI GBVAR D BIEM, B30
B FEMYIBIREIEIN. 28R, MRHREMERE 7 ET NS, BRT RS

ap,
BE.

PCD is a compound cutting material. Diamond grains, each one of a monocrystalline nature, are sintered to each
other in a metal matrix, generally cobalt. During the sintering process, the grains grow within the crystals and the
individual grains grow together to a limited extent, thereby affecting the wear properties during subsequent use.

In addition to the sintering technology, the size and quality of the grains used are an indicator of wear resistance.
It is possible to derive the following theoretical principle: "the larger the grain, the better the abrasion resistance".
However, this compromises the cutting edge quality, chipping and sharpness that can be achieved, irrespective of
the manufacturing technology used to produce the cutting edges. The percentage volume fraction of the metallic
binding phase also increases and has a negative effect.

HORN high-performance PCD is composed of a sophisticated mixture of different diamond grain sizes. The volume
fraction of diamond increases, as do effective hardness, toughness and cutting quality. It goes without saying that
strict quality standards are observed and monitored and ensure maximum performance.

12



CVD-D, B A3 (ph HoRrN piD)

CVD-D, maximum strength

CVD-DMMEIEEZRTPCD. HRRAR, ERE— 1 &RBEGHIA, MELE, €A —
MERMARD LVFERZB. 2B ST NAFTR N TUEFRR TR, F—EEK,
HENTFRRD S, ZA— T EFBREMENEE.

FREMUFSNEARERS S TR EREEDE/um/E B AR 5 E s a7 R E 7
o

BT RAEE, ERIARNEMRAREEEER T TIRE SRS, BERAETE.
BEERREUR, #AE M RE, A AP L ERYIA 52 p BIEER X BB G, BRI 7T
MERBENEEFIBE R FTHITAISERIINT.

BORABBARI D, HFRBIGIECVD-DYIEIF. tNRZFEXTHRA, A PIRESIN S
YIHIBRE MY ERIRIEE. Al AR MR E R ERR 2 £ FPCOEMBIYIHIN. R FHYIEE6E
BY IR X, H BRI R, E—E 2 E LIRS T MBI EA.

AR T B e EPCDTIERNMEE/LE.

The wear resistance of CVD-D significantly exceeds that of PCD. The reason for this is that it does not have a metallic
binding chamfer and the fact that it has a resulting diamond component of almost 100 per cent. Individual, monocry-
stalline diamond grains are deposited from gas and grow together so that they cannot be separated to form a solid,
polymeric diamond layer.

The process is similar to the diamond coating of carbide tools but the layer thickness is just a few um thick and is
therefore worn away after a relatively short time in use.

In addition to maximum hardness, other positive properties of diamond also benefit the machining process. Its spe-
cial heat conductivity ensures cool cutting. The low coefficient of friction and a low adhesive tendency reliably pre-
vent build-up edges from forming. Reliable machining processes can be performed even with critical aluminium
wrought alloys without using cooling lubricant.

Laser technology is indispensable when it comes to manufacturing CVD-D cutting edges. It would simply be impossi-
ble to achieve the high cutting quality and apply chip shape geometries without this technology. The surface quali-
ties that can be achieved are significantly better than those of cutting edges produced from PCD. Only its lower frac-
ture toughness, which is due to its physical properties, limits the use of the material to some extent. The achievable
tool life is double or several times that of tools manufactured from PCD.

13



PCBN (ph HORN i)

B RILFRILH (PCBN)

CBN BZMARERR N, XEBMARBIFETEL 3. MUBRCHIRILL A, REERZ CBN AL
MEE. R, XEHZE HORN CBN JTJEitaes BERENRRE. EVEHFEENZETIEIEE
BR, ERMRSEMBERRLG T X BN "RIMETRREUAT B 77 LT, MA0%EIEHE100%, T1E Y]
BB LEE X, SEHMRAERIRLAE X, &= E e N A sl K, TIHIMERIIER/T
2 BIMERERN 8 2214

Polycrystalline Cubic Boron Nitride (PCBN)

CBN is an umbrella term for an extensive range of different substrates with widely varying properties. Not only the
proportion of boron nitride, but above all the quality, size and distribution of the CBN grains, are responsible for the
high and consistent performance of HORN CBN tools. At least as important is the actively cutting, mostly ceramic
binder. The variety and effect of these ,fillers“ is dependent upon the percentage range, starting at 40 percent and
endingatalmost 100 percent. The geometric definition of the tool cutting edge, both the micro- and macro-geometry,
influences the performance and areas of application. This results in a cutting material family with a wide spectrum
of performance and complexity.

14



HORN 3D-#/838 (ph HORN ph)
HORN 3D chip breaker

R HORN 3D-#r /825 Hif 48E
Specification  HORN 3D chip breaker Chip angle Properties
o~ FXFLIN T AVAEEY H#EZE B FLERS0%AFTIEER
HF no?mal 25-30° Geometry for machining of bores, Recommendation: Bore

diameter 50% greater than tool diameter

RN TR0 L33 FGIHI R O, ER A, TN TS5

. FEIT JRETIR o5 300 MEMEIBEREING
finishing Edge tipped Fine to medium machining, absolute sharp cutting edge,
positive cut, lowest cutting force on most fragile components
HE/MET B AR REN TR REIEI R O, R UIRM S #L 2.
HN normal/ 15-25° Medium machining for all purpose, strongest cutting edge, for
roughing high depth of cut and feed rates
. B TRREM L L ERTIEIR O, RS, TN TS
G.HS AT PCOREMHBRE . .. {EHESENTH
. finishing & 7] K EIYIAI 7D Fine to medium machining, absolute sharp cutting edge,
PCD along the positive cut, lowest cutting force on most fragile components
R whole cutting edge . w NN
ZB/M T ofthe solid carbide E M RRR AN T AR YIEI 0 O, AR S A =K.
G.HN normal/ insert 15-25° Medium machining for all purpose, strongest cutting edge, for
roughing high depth of cut and feed rates
AN TEIPEN T, L3 Y06 R O, ERT A, E I T2 e
o KT g5 300 MEMEIBERIET
: finishing Fine to medium machining, absolute sharp cutting edge,
%%Ffﬁﬂ"] positive cut, lowest cutting force on most fragile components
ull face
EE/MET BMAERREINT 52 AIETHE A O, KR &A=,
F.HN normal/ 15-25°  Medium machining for all purpose, strongest cutting edge, for
roughing high depth of cut and feed rates
KT o 2-4AfEHAR
W.HS finishing " 25-30 2 - 4 times higher feed rate
— eyt mn
EnE/HT Wiper Geometries o 2-AfSiHAR
W.HN normal/ 15-25 2 - 4 times higher feed rate
roughing

fEAHHORN 3D-Efifg33 71 /7 B, i S U THL:

KBIVIHRE G R ERIERA S, URETENTIBES.

MFLERIE N RERAPETIFEEAH0°RI T R). F5l REERHSHERT) F i, B FERART &
LB A T2SEVIA TN AEK.

xR IR YIR, 4 WM IEI 7 BRI IR, AR EAHS. RERRE ER /NIRRT
7.

When using inserts with HORN 3D chip breaker please observe the following:

Find the right combination of depth of cut and feed rate in order to obtain perfect chip control.

When turning internal, you should use only neutral toolholder (radial angle of the insert 0°). In particular with the
chip breaker HS in some cases it can come to a mechanical overstress of the cutting edge because of the design of
the chip breaker.

For relief grooves and undercuts, where both of the cutting edges are in cut at the same time, you should not use
HS. The reason is in the geometrical design of the chip breaker for lowest depth of cuts. Chips may build up, this can
lead to mechanical overstress and breakage of the cutting edge.

15



ISO-71} PCD-EK (ol HORN ph)

ISO Inserts PCD tipped

VIR RIS ST B, R TR XE

CVD-DAIPCDEMIfE. e HARESE . SMWEN & SMENER S EFSHRENNEEMH,
g

FGREE MR IGREM KL
H%H'JE*S)JE'J}JE’J 271 EEME5HORNYIBIEEL.HF, .HN M. HS B4 &, o —E(LL I YIBIR S
X— KRBT EZHIN M, ?EET?JDI%E%‘%E’JT%I‘:‘E HEMBEMNMAKRSE T E-N
= BfEER
MR EERTIENFEEINE, HSIERREFITIEI D heEET] ES 2. 55415,
AR
E%EPMEE’JIIKF?J**&E’\JE?&IT’FKE. BXRARERATEMEEGE , E20 "BRER "—

tﬂﬁuﬁ;ﬂlﬁ / A ==k

W HN f&3 HS t83 HF

Geometry Geometry Geometry

I /T LI

Roughing Finishing Bore machining

Cutting material in conjunction with chip shape geometry, the key to success

CVD-D and PCD are the materials of choice for machining aluminium and magnesium alloys, other non-ferrous metals,
all plastic composite materials and abrasive special materials, such as carbides, both pre-sintered and final-sintered.

The economical tool lives of diamond cutting edges are combined with the .HF, .HN and .HS HORN chip shape
geometries to form an optimum cutting system.

This development opens up additional areas of application and improves the machining of cast aluminium alloys
with respect to process reliability, speed and precision, thereby significantly increasing manufacturing efficiency.
Even when burr formation is the main criteria for changing a tool, the sharp cutting edges of the .HS geometry enable
the tool life to be increased by between 2.5 and 4 times.

Notes:

The length |, specified in the catalogue is the effective length of the chip forming geometry. The description of the
different diamond cutting materials can be found in chapter "Technical Informations" and for cutting data please see
chapter A.
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Polycrystalline Diamond

%75 /System B1/Page
ISO 18
Supermini 82
Mini 92
DTM 112
DA32 128
Ds 138

DDHM / DSFF 154
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1SO-1SO-71K (ph HoRN ph)

ISO Inserts

SN D1 /Page

Overview 20-21

TR

Insert PKD
CCGT/CCGW/DCGT/ PCD CVD-D
DCGW/RCGT/RPGT/

SCGW/TCGT/TCGW/ 22-63 64-79
VBGT/VCGT/VBGW/

VCGW/CPGT

FIHIB B /page

Cutting data 80-81
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ISO Inserts

ISO-1SO-71K (ph HORN pil1) l

ISO

CVD-D 5 PCD K CVD-D and PCD tipped
fic HORN 3D-1g%&! with HORN 3D geometries
JI#Fi# 0 Boehlerit ¥4 For Holders please see our

catalogue Boehlerit
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Overview
1 2 3 4 5
ISOigit4mbD
ISO-Designation-Code c c G T 09
1 R 2 5f 4 JIRZEE
Shape Clearance Insert type
P ri‘i r.41 A ‘.m' Iﬂul
o A o B
@ e e G i}
80° ,
N | T
L A B ‘
90° 85° / / 82° / 200 EY 25 Fi P
R o =
9%° 6-[|]-° 3\5/° 30° :‘G. 0° N
e e T
] ‘ v [ w | WY
86° 55° 80°
X 8F5% / Special

3 FBEFER

Tolerance grade

5 YIHIAKE/TIRRY

Length of cutting edge/insert size

ﬁ’ o 9600
U“ v J 1jv_ L “
& <

'} ﬁ

©

v

m S
A £0.005 £0.025 i0.025 S
E +0.025 +0.025 +0.025 PN
F £0.005 £0.025 £0.013 o
G +0.025 +0.013 +0.025 IC "d" JLIT et

IC"d" see order description

H £0.013 £0.025 £0.013
J £0.005 +0.025 +0.05-0.15
K *0.013 £0.025 £0.05-0.15
L +0.025 +0.025 +0.05-0.15
M | £0.08-0.20 *£0.05-0.13 *£0.05-0.15
N | £0.08-0.20 +0.025 +0.05-0.15
U =£0.13-0.38 *0.13 +0.08-0.25

REBA mm

Tolerance in mm

*HIRERTIA RTRE

* Exact tolerance is determinded by size of insert

20




Bk (ph HORrN i)

Overview

6 7 8 9 10 1
T3| 08| NI GI HNI HD08|
6 EE mm 7 [EfA g HLHEH

Thickness in mm Corner configuration Feed direction

s B30

01 | 1.59 Radius
TR Y 2 P
02 | 2.38 2 01 0.1mm L R
_03 | 318 ? 02 0.2mm -
13 | .97 04 | 0.4mm A v
O | 476 08 08mm '
5 | 5.5 12 12mm N
ey 16 | 1.6mm
(0 318 o 03 0o BT &)

If less than 10 use O in first place Round insert (inch)
(Example: 3,18 mm =03) MO jj):ll' (ﬂ%IJ)

Round insert (metr.)

9 $RF2ERY 10 BREHE
Tipping type Chipbreaker
without Edge tipped HORN 3D Geometry, medium up to roughing
F BHE Hs | HORN 3D-#8E {50 T MEER LR/ WIR
Full face HORN 3D Geometry, finishing, low a, for fragile parts
G #AHIT o | OB
Whole cutting edge Version neutral 0° Chip angle
W EAH he  G°HIA
Wiper Geometries Version positive-neutral 6° Chip angle
t 'I p - hJ A
P TRaE SERRSTAL G H

Cutting materials Universal screw counterbore

MD10  MKD /mcD — A= 8

/ HORN ISOTIH AR TARATIAT, 1325 TR PRINIRETALIE
HD... | CVD-D/cvb-D i+
PD70 HORN ISO Inserts can be clamped in all standard holder systems
PD75 PKD / PcD thanks to the special screw counterbore design.
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TR CCGT (plr HORN il)

Insert

PKD || Tl= | |[E=r
PCD }3 —J| KN

WREaehEs
Carbide grades
A EF A 4R
on stock 4 weeks
s d d, s L, r a o
Part number &
a
CCGT060202N.HN 6,35 2,8 2,38 3 0,2 T°
CCGT060204N.HN 6,35 2,8 2,38 3 0,4 T°
CCGTO09T302N.HN 9,525 4.4 3,97 3,5 0,2 T°
CCGTO09T304N.HN 9,525 4.4 3,97 3,5 0,4 T°
CCGTO09T308N.HN 9,525 4.4 3,97 3,5 0,8 T°
CCGT120402N.HN 12,7 55 4,76 3,5 0,2 T°
CCGT120404N.HN 12,7 55 4,76 3,5 0,4 T°
CCGT120408N.HN 12,7 5,5 4,76 3,5 0,8 T°
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TR CCGT (plr HORN il)

Insert

PKD || Tl= | |[E=r
PCD }3 —J| HS

WREaehEs
Carbide grades
A EF A 4R
on stock 4 weeks
s d d, s L, r a o
Part number &
a
CCGT060202N.HS 6,35 2,8 2,38 3 0,2 T°
CCGT060204N.HS 6,35 2,8 2,38 3 0,4 T°
CCGT060208N.HS 6,35 2,8 2,38 3 0,8 T°
CCGTO09T301N.HS 9,525 4.4 3,97 3,5 0,1 T°
CCGTO09T302N.HS 9,525 4.4 3,97 3,5 0,2 T°
CCGTO09T304N.HS 9,525 4.4 3,97 3,5 0,4 T°
CCGTO09T308N.HS 9,525 4.4 3,97 3,5 0,8 T°
CCGT120404N.HS 12,7 5,5 4,76 3,5 0,4 T°
CCGT120408N.HS 12,7 5,5 4,76 3,5 0,8 T°
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TR CCGW (plr HORN il)

Insert

PKD = | [[lt=r
PCD _ZF'_‘ =1I HO

WREaehEs
Carbide grades
A EF A 4R
on stock 4 weeks
RS d d, s L, r a
Part number
CCGW060202N.HO 6,35 2,8 2,38 3,5 0,2 T°
CCGW060204N.HO 6,35 2,8 2,38 3,5 0,4 T°
CCGW060208N.HO 6,35 2,8 2,38 3,5 0,8 T°
CCGWO09T301N.HO 9,525 4.4 3,97 3,5 0,1 T°
CCGWO09T302N.HO 9,525 4.4 3,97 4 0,2 T°
CCGWO09T304N.HO 9,525 4.4 3,97 4 0,4 T°
CCGWO09T308N.HO 9,525 4.4 3,97 4 0,8 T°
CCGW120404N.HO 12,7 55 4,76 4 0,4 T°
CCGW120408N.HO 12,7 55 4,76 4 0,8 T°
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TR CCGT (plr HORN il)

Insert

PKD || Tl= | |[E=r
PCD }3 —| H6

BRETES
Carbide grades
A EF A4
on stock 4 weeks
RS d d, s L, r a
Part number
CCGT060201N.H6 6,35 2,8 2,38 3,2 0,1 T°
CCGT060202N.H6 6,35 2,8 2,38 3,5 0,2 T°
CCGT060204N.H6 6,35 2,8 2,38 3,5 0,4 T°
CCGT060208N.H6 6,35 2,8 2,38 3,5 0,8 T
CCGT09T302N.H6 9,525 4,4 3,97 4 0,2 T°
CCGT09T304N.H6 9,525 4.4 3,97 4 0,4 T°
CCGTO09T308N.H6 9,525 4.4 3,97 4 0,8 T°
CCGT120402N.H6 12,7 5,5 4,76 4 0,2 T°
CCGT120404N.H6 12,7 55 4,76 4 0,4 T°
CCGT120408N.H6 12,7 5,5 4,76 4 0,8 T°
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Ak CCGT (gl HORN ph)

Insert

23] 32 n

WREaehEs
Carbide grades
A EF A 4R
on stock 4 weeks
RS d d, s L, r a o
Part number &
a
CCGT060202N.W.HN 6,35 2,8 2,38 3 0,2 T°
CCGT09T302N.W.HN 9,525 4.4 3,97 3,5 0,2 T°
CCGTO09T304N.W.HN 9,525 4.4 3,97 3,5 0,4 T°

BEARERAESLELD"
Please note the approach angle! See chapter ,D“
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TR CCGT (plr HORN il)

Insert

23] 32 ms

WREaehEs
Carbide grades
A EF A 4R
on stock 4 weeks
FREE d d, s L, r a =
Part number &
a
CCGT060202N.W.HS 6,35 2,8 2,38 3 0,2 T°
CCGT060204N.W.HS 6,35 2,8 2,38 3 0,4 T°
CCGTO09T302N.W.HS 9,525 4.4 3,97 3,5 0,2 T°
CCGTO9T304N.W.HS 9,525 4.4 3,97 3,5 0,4 T°

EIRERANESNEYD"
Please note the approach angle! See chapter ,,D“
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TR CCGW (plr HORN il)

Insert

23] 32 o

WREaehEs
Carbide grades
A EF A 4R
on stock 4 weeks
RS d d, s L, r a o
Part number &
a
CCGW060202N.W.HO 6,35 2,8 2,38 3,5 0,2 T°
CCGW060204N.W.HO 6,35 2,8 2,38 3,5 0,4 T°
CCGWO09T302N.W.HO 9,525 4.4 3,97 4 0,2 T°
CCGWO09T304N.W.HO 9,525 4.4 3,97 4 0,4 T°
CCGW120404N.W.HO 12,7 55 476 4 0,4 T°

BIETRANESILEYD"
Please note the approach angle! See chapter ,D“
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Ik CCGT (pli HorN ph)

Insert

12 T e

WREaehEs
Carbide grades
A EF A 4R
on stock 4 weeks
RS d d, s L, r a
Part number
CCGT060201N.W.H6 6,35 2,8 2,38 3 0,1 T°
CCGT060202N.W.H6 6,35 2,8 2,38 3,5 0,2 T°
CCGT060204N.W.H6 6,35 2,8 2,38 3,5 0,4 T°
CCGTO09T301N.W.H6 9,525 4.4 3,97 3,7 0,1 T°
CCGT09T302N.W.H6 9,525 4.4 3,97 4 0,2 T°
CCGT09T304N.W.H6 9,525 4.4 3,97 4 0,4 T°
CCGT120404N.W.H6 12,7 5,5 4,76 4 0,4 T°

BEEERANESLEND"
Please note the approach angle! See chapter ,D“
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AL

Insert

CCGT

(ph HORrN i)

PKD _E}f}
PCD

HN

FRRS

Part number

CCGTO09T304L.G.HN
CCGTO09T304R.G.HN
CCGT09T308L.G.HN
CCGTO09T308R.G.HN
CCGT120404R.G.HN
CCGT120408L.G.HN
CCGT120408R.G.HN

30

9.525
9.525
9,523
9.525
12.7
12.7
12.7

4.4
4.4
4.4
4.4
5.5
5.5
5.5

3.97
3.97
3.97
3.97
4.76
4.76
4.76

9.6
9.6
9.5
9.5
12.8
12.7
12.7

0.4
0.4
0.8
0.8
0.4
0.8
0.8

A EE

on stock

=
20
20
=
=
=
20

EREeTHsS
Carbide grades

A4R

4 weeks




AL

Insert

CCGW

(ph HORN i)

23] 32 o

FEmES d
Part number

CCGW120408L.G.HO 12.7
CCGW120408R.G.HO 12.7

5.5
5.5

4.76
4.76

12.7
12.7

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

r a
0.8 T
0.8 T

31




TR CCGT (plr HORN il)

Insert

i3] 32 e

WREaehEs
Carbide grades
A EF A 4R
on stock 4 weeks
PR d d, s ! r
Part number
CCGT120412L.G.H6 12,7 55 476 12,6 12
CCGT120412R.G.H6 12,7 55 4,76 12,6 1,2
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AL

DCGT

(ph HORN i)

Insert
o (iA1= g [N
WREaehEs
Carbide grades
A EE A 4R
on stock 4 weeks
FRils d d, s L, r
Part number
DCGT070202N.HN 6,35 2,8 2,38 3 0,2
DCGT070204N.HN 6,35 2,8 2,38 3 0,4
DCGT070208N.HN 6,35 2,8 2,38 3 0,8
DCGT11T302N.HN 9,525 4.4 3,97 3,5 0,2
DCGT11T304N.HN 9,525 4.4 3,97 3,5 0,4
DCGT11T308N.HN 9,525 4.4 3,97 3,5 0,8
DCGT11T312N.HN 9,525 4.4 3,97 3,5 1,2
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TR DCGT (plr HORN il)

Insert

PKD || Tl= | |[E=r
PCD }3 —J| HS

WREaehEs
Carbide grades
A EF A 4R
on stock 4 weeks
ERRs d d, s l r o
Part number &
a
DCGT070201N.HS 6,35 2,8 2,38 3 0,1
DCGT070202N.HS 6,35 2,8 2,38 3 0,2
DCGT070204N.HS 6,35 2,8 2,38 3 0,4
DCGT070208N.HS 6,35 2,8 2,38 3 0,8
DCGT11T301N.HS 9,525 4.4 3,97 3,5 0,1
DCGT11T302N.HS 9,525 4.4 3,97 3,5 0,2
DCGT11T304N.HS 9,525 4.4 3,97 3,5 0,4
DCGT11T308N.HS 9,525 4.4 3,97 3,5 0,8
DCGT11T312N.HS 9,525 4.4 3,97 3,5 1,2
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i) DCGW (ph HORN i)

Insert

PKD = | [[lt=r
PCD _ZF'_' =1I HO

WREaehEs
Carbide grades
A EF A 4R
on stock 4 weeks
ERRs d d, s l r o
Part number &
a
DCGWO070201N.HO 6,35 2,8 2,38 3,5 0,1
DCGWO070202N.HO 6,35 2,8 2,38 3,5 0,2
DCGW070204N.HO 6,35 2,8 2,38 3,5 0,4
DCGWO070208N.HO 6,35 2,8 2,38 3,5 0,8
DCGW11T301N.HO 9,525 4.4 3,97 4 0,1
DCGW11T302N.HO 9,525 4.4 3,97 4 0,2
DCGW11T304N.HO 9,525 4.4 3,97 4 0,4
DCGW11T308N.HO 9,525 4.4 3,97 4 0,8
DCGW11T312N.HO 9,525 4.4 3,97 4 1,2
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TR DCGT (plr HORN il)

Insert

PKD || Tl= | |[E=r
PCD }3 —| H6

WREaehEs
Carbide grades
A EF A 4R
on stock 4 weeks
ERRs d d, s l r o
Part number &
a
DCGT070201N.H6 6,35 2,8 2,38 3,5 0,1
DCGT070202N.H6 6,35 2,8 2,38 3,5 0,2
DCGT070204N.H6 6,35 2,8 2,38 3,5 0,4
DCGT070208N.H6 6,35 2,8 2,38 3,5 0,8
DCGT11T301N.H6 9,525 4.4 3,97 4 0,1
DCGT11T302N.H6 9,525 4.4 3,97 4 0,2
DCGT11T304N.H6 9,525 4.4 3,97 4 0,4
DCGT11T308N.H6 9,525 4.4 3,97 4 0,8
DCGT11T312N.H6 9,525 4.4 3,97 4 1,2
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TR DCGT (plr HORN il)

Insert

23] 32N

WREaehEs
Carbide grades
A EF A 4R
on stock 4 weeks
PR d d s l r
Part number
DCGT11T302R.W.HN 9.525 4.4 3.97 3.5 0.2

BEETRANESNEYND"
Please note the approach angle! See chapter ,,D“
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TR DCGT (plr HORN il)

Insert

23] 32 ms

WREaehEs
Carbide grades
A EF A 4R
on stock 4 weeks
ERRs d d, s l r o
Part number &
a
DCGT070202R.W.HS 6,35 2,8 2,38 3 0,2
DCGT070204L.W.HS 6,35 2,8 2,38 3 0,4
DCGT070204R.W.HS 6,35 2,8 2,38 3 0,4
DCGT11T302R.W.HS 9,525 4.4 3,97 3,5 0,2
DCGT11T304L.W.HS 9,525 4.4 3,97 3,5 0,4
DCGT11T304R.W.HS 9,525 4.4 3,97 3,5 0,4

EIEERANESLEYD"
Please note the approach angle! See chapter ,D“
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o DCGW (pli HORN pilD)

23] T8 e

WREaehEs
Carbide grades
A EF A 4R
on stock 4 weeks
PR d d s l r
Part number
DCGWO070204R.W.HO 6.35 2.8 2.38 3.5 0.4
DCGW11T304L.W.HO 9.525 4.4 3.97 4 0.4
DCGW11T304R.W.HO 9.525 4.4 3.97 4 0.4

BEIEERANESLEYD"
Please note the approach angle! See chapter ,D“
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TR DCGT (plr HORN il)

Insert

i3] 32 e

WREaehEs
Carbide grades
A EF A 4R
on stock 4 weeks
PR d d s l r
Part number
DCGT11T302L.W.H6 9.525 4.4 3.97 4 0.2
DCGT11T302R.W.H6 9.525 4.4 3.97 4 0.2
DCGT11T304L.W.H6 9.525 4.4 3.97 3.8 0.4
DCGT11T304R.W.H6 9.525 4.4 3.97 3.8 0.4

EIRERANESNEYD"
Please note the approach angle! See chapter ,,D“
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AL

Insert

RCGT

(ph HORN )

PKD _E}f}
PCD

FRRS

Part number

RCGT0602M0.F.HN
RCGT0803MO.F.HN
RCGT10T3MO.F.HN
RCGT1204MO0.F.HN

10
12

2.8
3.4
4.4
4.4

2.38
3.18
391
4.76

A EE

on stock

a

70
70
70
70

EREeTHsS
Carbide grades

A4R

4 weeks

41




TIH RCGT / RPGT (i HORN pl)

Insert

PKD = | |[P=r
oo [ |[E HS

WREaehEs
Carbide grades
A EF A 4R
on stock 4 weeks
FREe d d, s a
Part number
RCGT0602MO0.F.HS 6 2.8 2.38 T°
RCGT0803MO0.F.HS 8 3.4 3.18 T°
RCGT10T3MO.F.HS 10 4.4 3.97 T°
RCGT1204MO0.F.HS 12 4.4 4,76 T°
RPGT0802MO.F.HS 8 3.4 2.38 11°
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Al RCGW / RPGW (ph HORN i)

Insert

PKD = | [[lt=r
PCD _ZF'_‘ I=1I HO

WREaehEs
Carbide grades
A EF A 4R
on stock 4 weeks
FREe d d, s a
Part number
RCGW0602MO0.F.HO 6 2.8 2.38 T°
RCGWO0803MO0.F.HO 8 3.4 3.18 T°
RCGW1003MO0.F.HO 10 4.4 3.18 T°
RCGW1204M0.F.HO 12 4.4 4,76 T°
RPGW1003MO0.F.HO 10 4.4 3.18 11°
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AL

Insert

SCGT

(ph HORN i)

PKD _E}f}
PCD

HS

FRRS

Part number

SCGTO09T304N.HS

44

9.525

2
4.4

BRaEES

Carbide grades
A EF A 4R
on stock 4 weeks
s L, r
3.97 3.5 0.4




AL

Insert

SCGW

(ph HORN i)

PKD _E}f}
PCD

HO

FRES

Part number

SCGWO09T312N.HO

9.525

4.4

BRaEES

Carbide grades
A EF A4TE
on stock 4 weeks

s [, r
3.97 4 1.2
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AL

Insert

SCGT

(ph HORN i)

PKD _E}f}
PCD

H6

FRRS

Part number

SCGT120412N.H6

46

12.7

2
BE

BRaEES

Carbide grades
A EF A 4R
on stock 4 weeks

S 0 r
476 4 12




AL

Insert

SCGT (ph HORN i)

PKD _E}f}
PCD

HN

FRRS

Part number

SCGT120408N.G.HN

BRaEES

Carbide grades
A EF A 4R
on stock 4 weeks
d d, S L, r
12.7 5.5 4.76 12.7 0.8
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AL

Insert

SCGW

(ph HORN i)

PKD _E}f}
PCD

HO

FRRS

Part number

SCGW120404N.G.HO
SCGW120412N.G.HO

48

12.7
12.7

5.5
515

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

4.76 12.7 0.4
4.76 12.7 12




AL

Insert

SCGT

(ph HORN i)

PKD _E}f}
PCD

H6

FRRS

Part number

SCGTO09T308N.G.H6

9.525

4.4

BRaEES

Carbide grades
A EF A4TE
on stock 4 weeks

S 0 r
3.97 9.525 0.8
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i) TCGT (ph HORN i)

Insert

PKD || Tl= | |[E=r
PCD }3 —J| KN

WREaehEs
Carbide grades
A EF A 4R
on stock 4 weeks
PR d d s l r
Part number
TCGT090204N.HN 5.56 2.5 2.38 3 0.4
TCGT110202N.HN 6.35 2.8 2.38 3.5 0.2
TCGT110204N.HN 6.35 2.8 2.38 3.5 0.4
TCGT16T304N.HN 9.525 4.4 3.97 3.5 0.4
TCGT16T308N.HN 9.525 4.4 3.97 3.5 0.8
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AL

Insert

TCGT

(ph HORrN i)

PKD _E}f}
PCD

12

HS

FRRS

Part number

TCGT090202N.HS
TCGT110202N.HS
TCGT110204N.HS
TCGT110208N.HS

5.56
6.35
6.35
6.35

2.5
2.8
2.8
2.8

2.38
2.38
2.38
2.38

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

3 0.2
85 0.2
35 0.4
315 0.8
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AL

TCGW

(ph HORN i)

Insert
o = Ho
BRETES
Carbide grades
A EE A 4R
on stock 4 weeks
PR d d, s ! r
Part number
TCGW16T312N.HO 9.525 4.4 3.97 4 1.2
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AL

TCGT

(ph HORN i)

Insert
K- | | He
WREaehEs
Carbide grades
A EE A 4R
on stock 4 weeks
PR d d s l r
Part number
TCGT090202N.H6 5.56 2.5 2.38 3.5 0.2
TCGT090204N.H6 5.56 2.5 2.38 3.5 0.4
TCGT16T304N.H6 9.525 4.4 3.97 4 0.4
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AL

Insert

TCGT

(ph HORN i)

23] 32N

Part number

TCGT110204N.G.HN

ERES d
6.35

54

2.8

BRaEES

Carbide grades
A EF A 4R
on stock 4 weeks

1 r
10.4 0.4




AL

Insert

TCGW

(ph HORN )

PKD _E}f}
PCD

HO

RS

Part number

TCGW090204N.G.HO
TCGW110208N.G.HO
TCGW16T304N.G.HO

5.56
6.35
9,525

2.5
2.8
4.4

2.38
2.38
397

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

9 0.4
9.8 0.8
15.9 0.4
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AL

Insert

TCGT

(ph HORN )

PKD _E}f}
PCD

H6

FRRS

Part number

TCGT090204N.G.H6
TCGT16T304N.G.H6
TCGT16T308N.G.H6

56

5.56
9.525
9,525

2.5
4.4
4.4

WREaehEs
Carbide grades
A EE A 4R
on stock 4 weeks

2.38 9 0.4
319} 15.9 0.4
397 15.3 0.8




%Jsﬁt TCGT (ph HORN pl1)

stiS=t=aiz\

S
BRETES
Carbide grades
A EE A4
on stock 4 weeks
RS d d, s l, r
Part number
TCGT110202N.F.HN 6.35 2.8 2.38 10.71 0.2
TCGT110204N.F.HN 6.35 2.8 2.38 1041 0.4
TCGT110208N.F.HN 6.35 2.8 2.38 9.83 0.8
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AL

Insert

TCGT

(ph HORN pill)

PKD _Ekj_
PCD

HS

FRES
Part number

TCGT110204N.F.HS
TCGT110208N.F.HS

58

6.35
6.35

2.8
2.8

2.38
2.38

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

10.41 0.4
9.83 0.8




Al TCGW (ph HORN pl1)

Insert

o2 [ED Ho

S
BRETES
Carbide grades
A EE A4
on stock 4 weeks
FERAS d d s L,
Part number
TCGW110204N.F.HO 6.35 2.8 2.38 10.41
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& VBGT /VCGT (il HORN pl)

Insert

PKD || Tl= | |[E=r
PCD }3 —J| KN

BRETES
Carbide grades
A EF A4
on stock 4 weeks
s d d, s L, r a
Part number
VBGT160402N.HN 9,525 4,4 4,76 4 0,2 5°
VBGT160404N.HN 9,525 4.4 4,76 4 0,4 5°
VBGT160408N.HN 9,525 4.4 4,76 4 0,8 5°
VCGT070204N.HN 3,97 2,25 2,38 3,2 0,4 T°
VCGT110302N.HN 6,35 2,8 3,18 3,2 0,2 T°
VCGT110304N.HN 6,35 2,8 3,18 3,2 0,4 T°
VCGT130304N.HN 7,938 3,4 3,18 4 0,4 T°
VCGT160402N.HN 9,525 4.4 4,76 4 0,2 T°
VCGT160404N.HN 9,525 4.4 4,76 4 0,4 T°
VCGT160408N.HN 9,525 4,4 4,76 4 0,8 T°
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AL

VBGT / VCGT

(ph HORN i)

Insert
PKD
PCD
BRETES
Carbide grades
A EF A4
on stock 4 weeks
s d d, s L, r a o
Part number &
o
VBGT110202N.HS 6,35 2,8 2,38 3,2 0,2 5°
VBGT110208N.HS 6,35 2,8 2,38 3,2 0,8 5°
VBGT160402N.HS 9,525 4.4 4,76 4 0,2 5°
VBGT160404N.HS 9,525 4,4 4,76 4 0,4 5°
VCGT070202N.HS 3,97 2,25 2,38 3,2 0,2 T°
VCGT070204N.HS 3,97 2,25 2,38 3,2 0,4 T°
VCGT110301N.HS 6,35 2,8 3,18 3,2 0,1 T°
VCGT110302N.HS 6,35 2,8 3,18 3,2 0,2 T°
VCGT110304N.HS 6,35 2,8 3,18 3,2 0,4 T°
VCGT110308N.HS 6,35 2,8 3,18 3,2 0,8 T°
VCGT130302N.HS 7,938 3,4 3,18 4 0,2 T°
VCGT160401N.HS 9,525 4.4 4,76 4 0,1 T°
VCGT160402N.HS 9,525 4.4 4,76 4 0,2 T°
VCGT160404N.HS 9,525 4,4 4,76 4 0,4 T°
VCGT160408N.HS 9,525 4.4 4,76 4 0,8 T°
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TR VBGW / VCGW (plr HORN il)

Insert

PKD H 0
PCD :
ERagEs
Carbide grades
A EF A4
on stock 4 weeks
s d d, s L, r a o
Part number o)
o
VBGW110202N.HO 6,35 2,8 2,38 3,7 0,2 5°
VBGW110204N.HO 6,35 2,8 2,38 3,7 0,4 5°
VBGW110208N.HO 6,35 2,8 2,38 3,7 0,8 5°
VBGW160402N.HO 9,525 4,4 4,76 4,5 0,2 5°
VBGW160404N.HO 9,525 4,4 4,76 4,5 0,4 5°
VBGW160408N.HO 9,525 4,4 4,76 45 0,8 5°
VBGW160412N.HO 9,525 4.4 476 45 1,2 5°
VCGWO070201N.HO 3,97 2,25 2,38 3,7 0,1 T°
VCGW070202N.HO 3,97 2,25 2,38 3,7 0,2 T°
VCGW070204N.HO 3,97 2,25 2,38 3,7 0,4 T°
VCGW110301N.HO 6,35 2,8 3,18 3,7 0,1 T°
VCGW110302N.HO 6,35 2,8 3,18 3,7 0,2 T°
VCGW110304N.HO 6,35 2,8 3,18 3,7 0,4 T°
VCGW110308N.HO 6,35 2,8 3,18 3,7 0,8 T°
VCGW130301N.HO 7,938 3,4 3,18 45 0,1 T°
VCGW160402N.HO 9,525 4.4 4,76 4,5 0,2 T°
VCGW160404N.HO 9,525 4,4 476 45 0,4 T°
VCGW160408N.HO 9,525 4,4 4,76 4,5 0,8 T°
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AL

VCGT

(ph HORN i)

Insert
PKD || 7= | |[l=2
[ He
PCD :Fl :
BRETES
Carbide grades
A EF A4
on stock 4 weeks
ERRs d d, s l r o
Part number &
o
VCGT070201N.H6 3,97 2,25 2,38 3,7 0,1
VCGT070202N.H6 3,97 2,25 2,38 3,7 0,2
VCGT070204N.H6 3,97 2,25 2,38 3,7 0,4
VCGT110301N.H6 6,35 2,8 3,18 3,7 0,1
VCGT110302N.H6 6,35 2,8 3,18 3,7 0,2
VCGT110304N.H6 6,35 2,8 3,18 3,7 0,4
VCGT110308N.H6 6,35 2,8 3,18 3,7 0,8
VCGT130302N.H6 7,938 3,4 3,18 47 0,2
VCGT130304N.H6 7,938 3,4 3,18 4.7 0,4
VCGT160401N.H6 9,525 4,4 4,76 4,5 0,1
VCGT160402N.H6 9,525 4.4 4,76 45 0,2
VCGT160404N.H6 9,525 44 476 45 0,4
VCGT160408N.H6 9,525 4,4 4,76 4,5 0,8
VCGT160412N.H6 9,525 44 476 4.5 1,2
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TIH CCGT /CPGT (phHORN ph)

Insert

CVD-D ]ﬁ I HN

WREaehEs
Carbide grades
A EF A 4R
on stock 4 weeks
s d d, s L, r a
Part number
CCGT060202N.HN 6,35 2,8 2,38 2,5 0,2 T°
CCGT060204N.HN 6,35 2,8 2,38 2,5 0,4 T°
CCGTO09T302N.HN 9,525 4.4 3,97 4 0,2 T°
CCGTO09T304N.HN 9,525 4.4 3,97 4 0,4 T°
CCGT120404N.HN 12,7 55 476 4 0,4 T°
CCGT120408N.HN 12,7 55 4,76 4 0,8 T°
CPGT060208N.HN 6,35 2,8 2,38 2,5 0,8 11°
CPGTO09T312N.HN 9,525 4.4 3,97 4 1,2 11°
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TIH CCGT /CPGT (phHORN ph)

Insert

CVD-D ]ﬁ I HS

BRETES
Carbide grades
A EF A4
on stock 4 weeks
s d d, s L, r a
Part number
CCGT060201N.HS 6,35 2,8 2,38 2,5 0,1 T°
CCGT060202N.HS 6,35 2,8 2,38 2,5 0,2 T°
CCGT060204N.HS 6,35 2,8 2,38 2,5 0,4 T°
CCGT060208N.HS 6,35 2,8 2,38 2,5 0,8 T
CCGTO09T301N.HS 9,525 4,4 3,97 4 0,1 T°
CCGT09T302N.HS 9,525 4.4 3,97 4 0,2 T°
CCGTO09T304N.HS 9,525 4.4 3,97 4 0,4 T°
CCGTO09T308N.HS 9,525 4.4 3,97 4 0,8 T°
CCGT120402N.HS 12,7 55 4,76 4 0,2 T°
CCGT120404N.HS 12,7 5,5 4,76 4 0,4 T°
CPGTO09T301N.HS 9,525 4.4 3,97 4 0,1 11°
CPGTO09T302N.HS 9,525 4.4 3,97 4 0,2 11°
CPGTO09T304N.HS 9,525 4.4 3,97 4 0,4 11°
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TR CCGW (plr HORN il)

Insert

CVD-D ]ﬁ I HO

BRETES
Carbide grades
A EF A4
on stock 4 weeks
s d d, s L, r a @
Part number a
T
CCGWO060201N.HO 6,35 2,8 2,38 3 0,1 T°
CCGW060202N.HO 6,35 2,8 2,38 3 0,2 T°
CCGW060204N.HO 6,35 2,8 2,38 3 0,4 T°
CCGWO060208N.HO 6,35 2,8 2,38 3 0,8 T°
CCGWO09T302N.HO 9,525 4,4 3,97 4.5 0,2 T°
CCGWO09T304N.HO 9,525 4,4 3,97 45 0,4 T°
CCGWO09T308N.HO 9,525 4.4 3,97 45 0,8 T°
CCGWO09T312N.HO 9,525 4.4 3,97 45 1,2 T°
CCGW120404N.HO 12,7 55 476 4.5 0,4 T°
CCGW120408N.HO 12,7 5,5 4,76 45 0,8 T°
CCGW120412N.HO 12,7 5,5 4,76 45 1,2 T°
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TR CCGT (plr HORN il)

Insert

CVD-D ]ﬁ I Hé

BRETES
Carbide grades
A EF A4
on stock 4 weeks
s d d, s L, r a
Part number
CCGT060201N.H6 6,35 2,8 2,38 3 0,1 T°
CCGT060202N.H6 6,35 2,8 2,38 3 0,2 T°
CCGT060204N.H6 6,35 2,8 2,38 3 0,4 T°
CCGTO09T301N.H6 9,525 4,4 3,97 4,5 0,1 T°
CCGT09T302N.H6 9,525 4,4 3,97 4.5 0,2 T°
CCGT09T304N.H6 9,525 4.4 3,97 4.5 0,4 T°
CCGTO09T312N.H6 9,525 4.4 3,97 45 1,2 T°
CCGT120402N.H6 12,7 5,5 476 45 0,2 T°
CCGT120404N.H6 12,7 5,5 4,76 4.5 0,4 T°
CCGT120408N.H6 12,7 5,5 4,76 45 0,8 T°
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AL

Insert

CCGT

(ph HORN i)

HN

CVD-D ]ﬁ

FEmES d d,
Part number
CCGT060202N.W.HN 6,35 2,8

BEETRANESNEYND"
Please note the approach angle! See chapter ,,D“

68

2,38

BRETES
Carbide grades
A EF A 4R
on stock 4 weeks
l, r a 0
S
o
T
2,5 0,2 T°




TR CCGT (plr HORN il)

Insert

CVD-D ]ﬁ HS

WREaehEs
Carbide grades
A EF A 4R
on stock 4 weeks
s d d, s L, r a
Part number
CCGT060204N.W.HS 6,35 2,8 2,38 2,5 0,4 T°
CCGTO09T304N.W.HS 9,525 4.4 3,97 4 0,4 T°

EIRERANESNLEYD"
Please note the approach angle! See chapter ,D“
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TR DCGT (plr HORN il)

Insert

CVD-D ]ﬁ I HN

WREaehEs
Carbide grades
A EF A 4R
on stock 4 weeks
ERRs d d, s l r o
Part number a
T
DCGT070202N.HN 6,35 2,8 2,38 2,5 0,2
DCGT070204N.HN 6,35 2,8 2,38 2,5 0,4
DCGT070208N.HN 6,35 2,8 2,38 2,5 0,8
DCGT11T302N.HN 9,525 4.4 3,97 2,5 0,2
DCGT11T304N.HN 9,525 4.4 3,97 2,5 0,4
DCGT11T308N.HN 9,525 4.4 3,97 2,5 0,8
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AL

Insert

DCGT

(ph HORN i)

CVD-D ]ﬁ

12

HS

FRRS

Part number

DCGT070201N.HS
DCGT070202N.HS
DCGT070204N.HS
DCGT070208N.HS
DCGT11T301N.HS
DCGT11T302N.HS
DCGT11T304N.HS
DCGT11T308N.HS
DCGT11T312N.HS

6,35
6,35
6,35
6,35
9,525
9,525
9,525
9,525
9,525

2,8
2,8
2,8
2,8
44
4,4
4.4
4,4
4.4

2,38
2,38
2,38
2,38
3,97
3,97
3,97
3,97
3,97

2,5
2,5
2,5
2,5
2,5
2,5
2,5
2,5
2,5

EREeTHsS
Carbide grades

A EE A4

on stock 4 weeks

0,1
0,2
0,4
0,8
0,1
0,2
0,4
0,8
1,2
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i) DCGW (ph HORN i)

Insert

CVD-D ]ﬁ I HO

WREaehEs
Carbide grades
A EF A 4R
on stock 4 weeks
ERRs d d, s l r o
Part number a
T
DCGWO070201N.HO 6,35 2,8 2,38 3 0,1
DCGWO070202N.HO 6,35 2,8 2,38 3 0,2
DCGW070204N.HO 6,35 2,8 2,38 3 0,4
DCGWO070208N.HO 6,35 2,8 2,38 3 0,8
DCGW11T301N.HO 9,525 4.4 3,97 3 0,1
DCGW11T302N.HO 9,525 4.4 3,97 3 0,2
DCGW11T304N.HO 9,525 4.4 3,97 3 0,4
DCGW11T308N.HO 9,525 4.4 3,97 3 0,8
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AL

Insert

DCGT

(ph HORrN i)

CVD-D ]ﬁ

H6

FRRS

Part number

DCGT070201N.H6
DCGT070202N.H6
DCGT070204N.H6
DCGT11T301N.H6
DCGT11T302N.H6
DCGT11T304N.H6
DCGT11T308N.H6

6,35
6,35
6,35
9,525
9,525
9,525
9,525

2,8
2,8
2,8
44
44
4.4
44

2,38
2,38
2,38
3,97
3,97
3,97
3,97

w w w ww ww

EREeTHsS
Carbide grades

A EE A4

on stock 4 weeks

0,1
0,2
0,4
0,1
0,2
0,4
0,8
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TR DCGT (plr HORN il)

Insert

CVD-D ]ﬁ HN

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

PR d d s l r
Part number
DCGT11T304R.W.HN 9.525 4.4 3.97 2.5 0.4

BEETRANESNEYND"
Please note the approach angle! See chapter ,,D“
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TR DCGT (plr HORN il)

Insert

CVD-D ]ﬁ HS

WREaehEs
Carbide grades
A EF A 4R
on stock 4 weeks
PR d d s l r
Part number
DCGT070202R.W.HS 6,35 2,8 2,38 2,5 0,2
DCGT070204L.W.HS 6,35 2,8 2,38 2,5 0,4
DCGT070204R.W.HS 6,35 2,8 2,38 2,5 0,4
DCGT11T304L.W.HS 9,525 4.4 3,97 2,5 0,4
DCGT11T304R.W.HS 9,525 4.4 3,97 2,5 0,4

BIETRANESILEYD"
Please note the approach angle! See chapter ,D“
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TR VCGT (plr HORN il)

Insert

CVD-D ]ﬁ I HN

WREaehEs
Carbide grades
A EF A 4R
on stock 4 weeks
s d d, s L, r a
Part number
VCGT110302N.HN 6,35 2,8 3,18 2,5 0,2 T°
VCGT110304N.HN 6,35 2,8 3,18 2,5 0,4 T°
VCGT160404N.HN 9,525 4.4 4,76 2,5 0,4 T°
VCGT160408N.HN 9,525 4.4 476 2,5 0,8 T°
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AL

VCGT

(ph HORN i)

Insert
CVvD-D
BRETES
Carbide grades
A EF A4
on stock 4 weeks
s d d, s L, r a
Part number
VCGT070201N.HS 3,97 2,25 2,38 2,5 0,1 T
VCGT070202N.HS 3,97 2,25 2,38 2,5 0,2 T°
VCGT070204N.HS 3,97 2,25 2,38 2,5 0,4 T°
VCGT110301N.HS 6,35 2,8 3,18 2,5 0,1 T
VCGT110302N.HS 6,35 2,8 3,18 2,5 0,2 T°
VCGT110304N.HS 6,35 2,8 3,18 2,5 0,4 T°
VCGT110308N.HS 6,35 2,8 3,18 2,5 0,8 T°
VCGT160401N.HS 9,525 44 476 2,5 0,1 T°
VCGT160402N.HS 9,525 4.4 476 2,5 0,2 T
VCGT160404N.HS 9,525 4,4 4,76 2,5 0,4 T°
VCGT160408N.HS 9,525 4.4 476 2,5 0,8 T°

7




TR VCGW (plr HORN il)

Insert

CVD-D ]ﬁ I HO

WREaehEs
Carbide grades
A EF A 4R
on stock 4 weeks
s d d, s L, r a
Part number
VCGW110301N.HO 6,35 2,8 3,18 3 0,1 T°
VCGW110302N.HO0 6,35 2,8 3,18 3 0,2 T°
VCGW110304N.HO 6,35 2,8 3,18 3 0,4 T°
VCGW110308N.HO 6,35 2,8 3,18 3 0,8 T°
VCGW160402N.HO 9,525 4.4 476 3 0,2 T°
VCGW160404N.HO 9,525 4.4 4,76 3 0,4 T°
VCGW160408N.HO 9,525 4.4 4,76 3 0,8 T°
VCGW160412N.HO 9,525 4.4 4,76 3 1,2 T°
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AL

Insert

VCGT

(ph HORrN i)

CVD-D ]ﬁ

H6

FRRS

Part number

VCGT110301N.H6
VCGT110302N.H6
VCGT110304N.H6
VCGT160402N.H6
VCGT160404N.H6
VCGT160408N.H6
VCGT160412N.H6

6,35
6,35
6,35
9,525
9,525
9,525
9,525

2,8
2,8
2,8
44
44
4.4
44

3,18
3,18
3,18
4,76
4,76
4,76
4,76

w w w ww ww

EREeTHsS
Carbide grades

A EE A4

on stock 4 weeks

0,1
0,2
0,4
0,2
0,4
0,8
1,2
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Y4B 1S0-71K (ph HORN i)

Cutting data ISO Inserts

LS rEaY YIEIERRE v WD
Material Version Cutting speed v, Recommended
. Coolant
min max
BRSEEE FLIL
Al—wroEIgT\It alloys -HS./.HN 150 4500 E?mulsgon
EEEREIEFAATI2% ER A
Alu?ﬁinium alloys up to 12% Si content HS./.HN 100 3500 E_T:nulsfon
SEEEEE12-20% =4k
Aluminium alloys with 12-20% Si HN/.HO 80 1500 z il
content mulsion
B HS. / HN 100 4000 Al
agnesium Emulsion
17, 550, A 2R EE ;i
Copper, Bronze, Brass without lead HF / HS 90 1600 Oil
OFHC5, 5557 ;i
OFHC Copper, Tungsten copper -H6/.HS 50 800 oil
B, 40 (MS58) ;i
Zinc, Brass (MS58) -HO/.HS 100 1800 oil
RIRFREE FLILS
Nickel silver,I:éopper-nickel-alloys H6/.HS 80 450 E%lls{?n
%X, $H, 18, K FLIUH
Titanium, Molybdenum, Platin, Iridium -H6/.HS 40 250 ET”nulsfon
as m=
Graphite -HO 30 1000 Air
WReEMEE, REME m=
Carbicllje and ceramik,jsninctlered -HO 25 80 Air
WReEMEE, TSk m=
Carbiclj:le and ceramik, pr::sir?tered -HO 40 100 Air
BRASAIE, TS e o i "
ynthetics, Reinforced plastics Air
—
GFRP H6 / HO 100 500 "X
=
CFRP H6 / .HO 80 300 AT
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Y4B 1S0-71K (ph HORN i)

Cutting data ISO Inserts

&3 HS &3 HN
Geometry Geometry
) T
finishing roughing
NS HORN 3D- HORN 3D-
CD*(?? HORN 3D chiﬁﬁﬁr HORN 3D chiﬁﬁ%r
orner radius .HS .HN
fllja\fjrial IR plax s} g P s
Depth of cut Feed rate Depth of cut Feed rate
[mm] a, [mm] f [mm/U] [mm/rev] a, [mm] f [mm/U] [mm/rev]
min max min max min max min max
0.1 0.07 0.4 0.01 0.05 - - - -
0.2 0.08 0.9 0.02 0.1 0.2 2.2 0.05 0.15
BEEEE
Aluminium, 04 0.12 14 0.04 0.2 0.4 2.7 0.1 0.3
Wrought alloys
0.8 0.18 1.9 0.08 0.4 0.7 3.2 0.2 0.6
1.2 0.25 2.4 0.12 0.6 0.9 3.7 0.25 0.9

BERYIR ap X5TIEXR/ASE X R HS /HN = (1 IRIFEENERKE!

Please consider the a_in relation to the approach angle of the toolholder.
HS /HN =1, is according to the effective length of the geometry!
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s MpBRZMT (ﬁh HORN i)

Boring and Profiling

TR

Insert PKD

105 PCD CVD-D
D"I/Page B’I/Page
84-88 89-91

tﬂ‘ﬁ']%iﬂ( D'i/Page

Cutting data 110-111
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s MpBRZMT (ﬁh HORN i) l

Boring and Profiling

Supermini

CVD-D 5 PCD $##hk~ CVD-D and PCD tipped
fic HORN 3D-1g%&! with HORN 3D geometries
JI#FiE R Supermini & Mini ¥4 For holder please see our catalog

Supermini & Mini

83



AL

Insert

105

(ph HORN i)

PKD
PCD =

H3

R=GFE-INE

R =right hand version shown

FRRS

Part number

R105.1002.1.3.H5.P
R105.1002.1.4.H5.P
R105.1002.1.5.H5.P
R105.1002.3.3.H5.P
R105.1002.3.4.H5.P
R105.1002.4.5.H5.P
R105.1004.1.5.H5.P
R105.1004.4.5.H5.P

84

0.2
0.2
0.2
0.2
0.2
0.2
0.4
0.4

1.4
1.9
2.3
1.4
1.9
2.3
2.3
2.3

2.7
SN}
4.7
2.7
3.7
4.7
4.7
4.7

2.45
3.35
4.35
2.45
335
4.35
4.35
4.35

59
6.4

59
6.4

10
10
10
20
20
25
10
25

25
25
25
35
8S)
40
25
40

0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15

EREeTHsS
Carbide grades

A EE A4

on stock 4 weeks

D HIS

105123
105124
105125
105123
105124
105125
105125
105125

o o0 wWw oW




AL

Insert

105

(ph HORN i)

PKD ‘
PCD | =

HF

R=GFE-INE

R =right hand version shown

FRRS

Part number

R105.1002.1.4.HF.P
R105.1002.1.5.HF.P
R105.1002.3.4.HF.P
R105.1002.4.5.HF.P
R105.1004.1.5.HF.P
R105.1004.4.5.HF.P

0.2
0.2
0.2
0.2
0.4
0.4

1.9
2.3
1.9
2.3
2.3
2.3

3.7
4.7
37
4.7
4.7
4.7

3.35
4.35
3.35
4.35
4.35
4.35

6.4

6.4

10
10
20
25
10
25

25
25
35
40
25
40

0.15
0.15
0.15
0.15
0.15
0.15

BRETES

Carbide grades

A EF A 4R

on stock 4 weeks

D, HIS

4 105124
5 105125
4 105124
5 105125
5 105125
5 105125
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VAL 105 (ph HORN i)

Insert

PKD
PCD B A T H5

ERagEs
) Carbide grades
= -HE
R_E%’:L INE . A EE A4R
R =right hand version shown
on stock 4 weeks
RS r f a d b L, L t. D,in HIS
Part number
R105.4701.1.4.H5.P 0.15 1.9 3.7 2.85 6.4 10 25 0.6 4 105124
R105.4701.3.4.H5.P 0.15 1.9 3.7 2.85 6.4 20 35 0.6 4 105124
R105.4701.3.6.H5.P 0.15 3.3 5.7 4.85 T 20 35 0.6 6 105125
R105.4701.5.6.H5.P 0.15 3.3 5.7 4.85 7 30 45 0.6 6 105125
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VAL 105 (ph HORN i)

Insert

PKD | —
oo | == =1 | H5

T
ERagEs
) Carbide grades
= -HE
R_E%’:L INE . A EE A4R
R =right hand version shown
on stock 4 weeks
RS w r f a d b L, ls t.. | D. HIS
Part number
R105.VR07.1.5.H5.P 1.5 0.75 2.3 4.7 3.4 T 10 25 1 5 105125
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Ik 105 (plr HORN il)

PKD
PCD __‘ H5

ERagEs
) Carbide grades
= -HE
R_E¥§t e A FEE A4
R =right hand version shown
on stock 4 weeks
FRils w f a d b L, 1 to Do HIS
Part number
R105.0100.1.5.H5.P 1 2.3 4.7 3.5 7 10 25 1 5 105125
R105.0100.3.5.H5.P 1 2.3 4.7 3.5 7 20 35 1 5 105125
R105.0100.5.5.H5.P 1 2.3 4.7 3.5 7 30 45 1 5 105125
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VAL 105 (ph HORN i)

Insert

cvo-bl[=-—1{|.HO

EREeTHsS
) Carbide grades
= U_gNE
R E%’:L INE . A EE A4R
R =right hand version shown
on stock 4 weeks

RS r f a d b L, 1 t . D,in HIS
Part number

R105.1001.0.15.H0.C 0.1 1.5 13 1.05 5.9 6 25 0.15 1.5 105123
R105.1001.2.15.H0.C 0.1 1.5 1.3 1.05 5.9 12 30 0.15 1.5 105123
R105.1001.0.2.H0.C 0.15 1.4 1.8 1.55 5.9 6 25 0.15 2 105123
R105.1001.2.2.H0.C 0.15 1.4 1.8 1.55 5.9 12 30 0.15 2 105123
R105.1002.1.3.H0.C 0.2 1.4 2.7 2.45 5.9 10 25 0.15 3 105123
R105.1002.1.4.H0.C 0.2 1.9 3.7 3.35 6.4 10 25 0.15 4 105124
R105.1002.1.5.H0.C 0.2 2.3 4.7 4.35 7 10 25 0.15 5 105125
R105.1002.3.3.H0.C 0.2 1.4 2.7 2.45 5.9 20 35 0.15 3 105123
R105.1002.3.4.H0.C 0.2 1.9 3.7 3.35 6.4 20 35 0.15 4 105124
R105.1002.4.5.H0.C 0.2 2.3 4.7 4.35 7 25 40 0.15 5 105125
R105.1004.1.5.H0.C 0.4 2.3 4.7 4.35 7 10 25 0.15 5 105125
R105.1004.4.5.H0.C 0.4 2.3 4.7 4.35 7 25 40 0.15 5) 105125
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Ik 105 (plr HORN il)

cvo-0| 11| HO

ERagEs
) Carbide grades
= -HE
R_E¥§t e A FEE A4
R =right hand version shown
on stock 4 weeks
FRils w f a d b L, 1 to Do HIS
Part number
R105.0100.1.5.H0.C 1 2.3 4.7 3.5 7 10 25 1 5 105125
R105.0100.3.5.H0.C 1 2.3 4.7 3.5 7 20 35 1 5 105125
R105.0100.5.5.H0.C 1 2.3 4.7 3.5 7 30 45 1 5 105125
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AL

Insert

105

(ph HORN i)

cvVD-D| [ —| [3:

HO

R=HFE-MNE

R =right hand version shown

FEmES w
Part number

R105.VR07.1.5.HO.C. 1.5

0.75

2.3

4.7

BRETES

Carbide grades

A EF A 4R

on stock 4 weeks
D . HIS

5 105125
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s MpBRZMT (ﬁh HORN i)

Boring and Profiling

ya)a)

Insert PKD

107/108/111/114 PCD CVD-D
D"I/Page B’I/Page
94-95, 97-98, 96, 99, 102, 107-
100-101, 103- 109
106

tﬂﬁu%& D1/Page

Cutting data 110-111
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S MBRZINT (ph HORN i) l

Boring and Profiling

Mini

CVvD-D 5 PCD &K CVD-D and PCD tipped

Bt HORN 3D-#§Z3Y with HORN 3D geometries
JI#Fi# 00 Supermini & Mini ##48 For holder please see our catalog

Supermini & Mini
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Ik 107 (plr HORN il)

PKD
PCD P H5

ERagEs
) Carbide grades
= 1 =]
R_E%’:L INE . A EE A4R
R =right hand version shown
on stock 4 weeks
FRils s f a r d t e Do HIS
Part number
R107.1002.1.H5.P 3.3 3.7 6.3 0.2 5.2 0.3 6.8 107052R
R107.1004.1.H5.P 3.3 3.7 6.3 0.4 5.2 0.3 6.8 107052R
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AL

Insert

107

(ph HORN i)

PKD
PCD __17‘.FiF:

R=HFE-MNE

R =right hand version shown

Part number

ERRe s | ¢ | a

R107.1002.1.HF.P 3.3 3.7 6.3

BRaEES

Carbide grades
A EF A 4R
on stock 4 weeks
D i HIS
6.8 107052R
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Ik 107 (plr HORN il)

cvo-bl[=-—1{|.HO

ERagEs
) Carbide grades
= 1 =]
R_E%’:L INE . A EE A4R
R =right hand version shown
on stock 4 weeks
FRils s f a r d t e Do HIS
Part number
R107.1002.1.HO0.C 3.3 3.7 6.3 0.2 5.2 0.3 6.8 107052R
R107.1004.1.H0.C 3.3 3.7 6.3 0.4 5.2 0.3 6.8 107052R
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AL

Insert

108

(ph HORN i)

PKD
PCD P .F1ES

R=HFE-MNE

R =right hand version shown

FEmES s
Part number

R108.1002.H5.P 3.4
R108.1004.H5.P 34

4.65
4.65

7.65
7.65

0.2
0.4

6
6

0.3
0.3

BRETES
Carbide grades
A EF A 4R
on stock 4 weeks
D i HIS
7.8 306060R
7.8 306060R
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AL

Insert

108

(ph HORN i)

PKD

PCD -

HF

R=HFE-MNE

R =right hand version shown

FRRS

Part number

R108.1002.HF.P
R108.1004.HF.P

98

3.4
34

4.65
4.65

7.65
7.65

0.2
0.4

6
6

0.3
0.3

BRETES
Carbide grades
A EF A 4R
on stock 4 weeks
D i HIS
7.8 306060R
7.8 306060R




AL

Insert

108

(ph HORN i)

CVD-D| [

HO

R=HFE-MNE

R =right hand version shown

FRRS

Part number

R108.1002.H0.C
R108.1004.H0.C

3.4
34

4.65
4.65

7.65
7.65

0.2
0.4

6
6

0.3
0.3

BRETES
Carbide grades
A EF A 4R
on stock 4 weeks
D i HIS
7.8 306060R
7.8 306060R
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Ik 111 (plr HORN il)

PKD
PCD P H5

ERagEs
) Carbide grades
= -HE
R_E%’:L INE . A EE A4R
R =right hand version shown
on stock 4 weeks
FRils s f a r d ta D, HIS
Part number
R111.1002.H5.P 3.95 6.7 10.7 0.2 8 0.4 11 308080R
R111.1004.H5.P 3.95 6.7 10.7 0.4 8 0.4 11 308080R
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AL

Insert

111

(ph HORN i)

PKD

PCD -

HF

R=HFE-MNE

R =right hand version shown

FRRS

Part number

R111.1002.HF.P
R111.1004.HF.P

3.95
3.95

6.7
6.7

10.7
10.7

0.2
0.4

8
8

0.4
0.4

BRETES
Carbide grades
A EF A 4R
on stock 4 weeks
D i HIS
11 308080R
11 308080R
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Ik 111 (plr HORN il)

cvo-bl[=-—1{|.HO

ERagEs
) Carbide grades
= U_gNE
R_E%’:L INE . A EE A4R
R =right hand version shown
on stock 4 weeks
FRils s f a r d ta D, HIS
Part number
R111.1002.H0.C 3.95 6.7 10.7 0.2 8 0.4 11 308080R
R111.1004.H0.C 3.95 6.7 10.7 0.4 8 0.4 11 308080R
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AL 114

Insert

(ph HORN i)

PKD
PCD P .F1ES

R=HFE-MNE

R =right hand version shown

FEmES s f a
Part number

R114.1002.H5.P 5.3 8.7 13.2
R114.1004.H5.P 5.3 8.7 13.2
R114.1008.H5.P 53 8.7 13.2

0.2
0.4
0.8

0.4
0.4
0.4

13.8
13.8
13.8

EREeTHsS
Carbide grades

A EE A4

on stock 4 weeks

HIS

311090R
311090R
311090R

103




AL

Insert

114

(ph HORN i)

PKD
PCD __17‘.FiF:

R=HFE-MNE

R =right hand version shown

FEmES s
Part number

R114.1002.HF.P 5.3
R114.1004.HF.P 5.3
R114.1008.HF.P 53

104

8.7
8.7
8.7

13.2
13.2
132

0.2
0.4
0.8

0.4
0.4
0.4

13.8
13.8
13.8

EREeTHsS
Carbide grades

A EE A4

on stock 4 weeks

HIS

311090R
311090R
311090R




Ik 114 (plr HORN il)

PKD | —
oo | == =1 | H5

T
ERagEs
) Carbide grades
= -HE
R_E%’:L INE . A EE A4R
R =right hand version shown
on stock 4 weeks
FRils w s f a r d ta Do HIS
Part number
R114.VR20.H5.P 2 5.3 G 13.5 1 9 4 14 311090R
R114.VR30.H5.P 3 5.3 9 13.5 1.5 9 4 14 311090R
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7R 114 (ph HORN ph)

Insert

PKD
PCD __‘ H5

EREeTHsS
) Carbide grades
= U_gNE
R E%’:L INE . A EE A4R
R =right hand version shown
on stock 4 weeks

s w s f a d t D, HIS
Part number

R114.0100.H5.P 1 5.3 9 13.5 9 4 14 311090R
R114.0200.H5.P 2 5.3 9 13.5 9 4 14 311090R
R114.0300.H5.P 3 53 9 13.5 9 4 14 311090R
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AL

Insert

114

(ph HORN i)

cvo-0| E 11| HO

R=HFE-MNE

R =right hand version shown

FEmES s f
Part number

R114.1002.H0.C 5.3 8.7
R114.1004.H0.C 5.3 8.7
R114.1008.H0.C 53 8.7

13.2
13.2
132

0.2
0.4
0.8

0.4
0.4
0.4

BRETES
Carbide grades
A EF A 4R
on stock 4 weeks
D, HIS
13.8 311090R
13.8 311090R
13.8 311090R
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Ik 114 (plr HORN il)

CVD_D — = .HO

ERagEs
) Carbide grades
= -HE
R_E%’:L INE . A EE A4R
R =right hand version shown
on stock 4 weeks
FRils w s f a r d ta Do HIS
Part number
R114.VR20.HO0.C 2 5.3 G 13.5 1 9 4 14 311090R
R114.VR30.HO0.C 3 5.3 9 13.5 1.5 9 4 14 311090R
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7R 114 (ph HORN ph)

Insert

cvo-0| E 11| HO

ERagEs
) Carbide grades
= -HE
R_E%’:L INE . A EE A4R
R =right hand version shown
on stock 4 weeks
s w s f a d t D, HIS
Part number
R114.0100.H0.C 1 5.3 9 13.5 9 4 14 311090R
R114.0200.H0.C 2 5.3 9 13.5 9 4 14 311090R
R114.0300.H0.C 3 5.3 9 13.5 9 4 14 311090R
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tIEIE# Supermini / Mini
Cutting data Supermini / Mini

(ph HORN i)

¥4

Material

BEREE
Al-wrought alloys

e REEFKTI2%
Aluminium alloys up to 12% Si content

mEEEEE12-20%
Aluminium alloys with 12-20% Si
content

B®

Magnesium

0,530, A S HEHA

Copper, Bronze, Brass without lead

OFHCS, £5%A
OFHC Copper, Tungsten copper

¥, 51 (MS58)
Zinc, Brass (MS58)

RIRWREE

Nickel silver, Copper-nickel-alloys

K, $H, 1, £

Titanium, Molybdenum, Platin, Iridium

RE
Graphite

ERESMMEE, REMF

Carbide and ceramik, sintered

R MMEE, RS

Carbide and ceramik, presintered

ERESMMAEE, FEEmE

Synthetics, Reinforced plastics

GFRP

CFRP

110

RS

Version

HF

HF

HF

H5/ HF

H5/ HF

.H5

H5/ HF

.H5

.H5

.HO

.HO

.HO

.H5

H5/.HO

H5/.HO

IR v_
Cutting speed v,
min max
150 4500
100 3500
80 1500
100 4000
90 1600
50 800
100 1800
80 450
40 250
50 1000
25 80
40 100
120 1700
100 500
80 300

HEFFSHN
Recommended
Coolant

FLUH

Emulsion

FLUH

Emulsion

LIk

Emulsion

ERY 4
Emulsion
JH
Qil
p:
Qil
b
Qil
ERIA

Emulsion

IR
Emulsion
/St
Air
/St
Air
/St
Air
/St
Air
/St
Air
1/ G
Air



tIE2# Supermini / Mini (ﬁl] HORN [ill)

Cutting data Supermini / Mini

&8 HF

Geometry

L

bore machining

HORN 3D-Hf/E 44

TIXE A HORN 3D chip breaker
. Corner radius HF
e .
Material ol 2 a, [mm] #4a f [mm/U]
[mm] Depth of cut a [mm] Feed rate f [mm/rev]
min max min max
R A S 0.2 0.05 1.1 0.05 0.10
Aluminium.
Wrought alloys 0.4 0.07 1.2 0.06 0.15
0.2 0.05 1.0 0.05 0.10
EAET
Brass without lead 0.4 0.1 12 0.08 0.15

ARIEERASEYIR.

Please consider the a, in relation to the approach angle of the toolholder.

FEREMID,  fERIAES S RIMR R AR,

The specified D_; value may be affected by material properties.
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FE#EA

(ph HORN i)

Face Milling

A TR EET]

AL;bour Mounted Cutter - M KD

DTM MCD
D"I/Page B’I/Page
114,116,120 115

TR

Insert PKD

DTS PCD
D1/Page
117,121

T T1 4R T1/Page

Arbor 122-123

t)]ﬁ']?%iﬂl ﬁ/Page

Cutting data 118,126

RAEA D1/Page

Technical Informations

112

119, 124-125, 127



FEBEHI

Face Milling

(ph HORN i)

DTM

PCD /CVD

HEtTIR
% DTM

H Uk FE A EREIL T

PCD/CVD
Face milling tool
System DTM

Face milling with p-precise
adjustment for optimum
surface

113




ST DTM (ph HORN i)

Arbour Mounted Cutter

| [ pkD MKD
— — _
:% pcp |00l | vep ||

Br=HAF8

Picture = right hand cutting version

Fmils YA Ds h d, d, d, L, b C N
Part number
DTM.CX09.040.A16.04 4 40 40 13.5 32 16 31 8.4 5.6 26000
DTM.CX09.050.A22.05 5 50 40 18.5 40 22 26 10.4 6.3 24000
DTM.CX09.063.A22.06 6 63 40 18.5 40 22 26 10.4 6.3 20000
DTM.CX09.080.A27.06 6 80 50 22 48 27 33 12.4 4 18000
DTM.CX09.100.A32.07 7 100 63 33 58 32 48 14.4 8 15000
DTM.CX09.125.A40.08 8 125 63 39 70 40 46 16.4 9 12000

A R4 51 Bk

with plan setting

Wl 7]

Steel base body

[iES

Spare Parts
S 7IAEET TORX PLUS®RF TORX $RF
Arbour Mounted Cutter TORX PLUS® Wrench Torx Wrench
DTM... T15PQ T15Q
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ST DTM (ph HORN i)

Arbour Mounted Cutter

MKD :% _ | = || PKD )
MCD =2 || pcD CVD-D @

Br=HAF8

Picture = right hand cutting version

FRES z Ds h d, d, L b C N
Part number
DTM.CX09.040.A16.04.AL.F 4 40 40 32 16 31 8.4 5.6 26000
DTM.CX09.050.A22.05.AL.F 5 50 40 40 22 26 10.4 6.3 24000
DTM.CX09.063.A22.06.AL.F 6 63 40 40 22 26 10.4 6.3 20000
DTM.CX09.080.A27.06.AL.F 6 80 50 48 27 33 12.4 7 18000
DTM.CX09.100.A32.07.AL.F T 100 63 58 32 48 14.4 8 15000
DTM.CX09.125.A40.08.AL.F 8 125 63 70 40 46 16.4 9 12000

il H RS TEIEAE

with p-precise plan setting

el Tk

Aluminium base body

ARt

Spare Parts
TR BT SHEARET TORX PLUS®#RF
Arbour Mounted Cutter Clamping Screw TORX PLUS® Wrench
DTM.CX09.040-063... 030.350P.0853 T15PQ
DTM.CX09.080-125... 030.3509.T15P T15PQ
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ST DTM (ph HORN i)

Arbour Mounted Cutter

| [ pkD MKD
— — _
:% pcp |00l | vep ||

Br=HAF8

Picture = right hand cutting version

FRils VA Ds h d, d, L b C N
Part number
DTM.CX09.040.A16.04.AL.R 4 40 40 32 16 31 8.4 5.6 26000
DTM.CX09.050.A22.05.AL.R 5 50 40 40 22 26 10.4 6.3 24000
DTM.CX09.063.A22.06.AL.R 6 63 40 40 22 26 10.4 6.3 20000
DTM.CX09.080.A27.06.AL.R 6 80 50 48 27 33 12.4 7 18000
DTM.CX09.100.A32.07.AL.R T 100 63 58 32 48 14.4 8 15000
DTM.CX09.125.A40.08.AL.R 8 125 63 70 40 46 16.4 9 12000

RG]

without plan setting

Sal T14E

Aluminium base body

Aot

Spare Parts
TR SHRRET TORX PLUS®HRE
Arbour Mounted Cutter Clamping Screw TORX PLUS® Wrench
DTM.CX09.040-063... 030.350P.0853 T15PQ
DTM.CX09.080-125... 030.3509.T15P T15PQ
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7R DTS (ph HORN i)

Insert

veo| JE @) &

PKD
oop | CVDD |

N

WREaehEs
Carbide grades
A EE A4
on stock 4 weeks
ERES d d, a s toe rigxm | (B) r, b x 45°
Part number
DTS.CX09.11.HO 9.525 4.4 0° 3.97 7 12.5 0.9 0.4 -
DTS.CX09.11.H5 9.525 4.4 5° 3.97 7 12.5 0.9 0.4 -
DTS.CX09.11.HF 9.525 4.4 - 3.97 7 12.5 0.9 0.4 -
DTS.CX09.33.HO 9.525 4.4 0° 3.97 7 12.5 0.9 0.4 -
DTS.CX09.33.H5 9.525 4.4 5° 3.97 7 12.5 0.9 0.4 -
DTS.CX09.66.HO 9.525 4.4 0° 3.97 5.5 100 1.7 - 0.45
ERE
E'I’tS.CX09.MD... MD10iERETB
ote:

DTS.CX09.MD... MD10 see chapter B
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[ o YIHIERE pti o max. ti%
=1 Cutting m_u.mma Feed rate Depth of cutt A
Gt LE IlLzEe v, [m/min] f 3, K
N Material Geometry Cutting material Coolant
(04 T T T T EMI  BmT
roughing finishing roughing finishing roughing finishing
(o]
- H5 HDO8 250-3500 250-5000 0.05-0.25 0.02-0.10  3.50 0.50
.M. Si H5 PD70 200-3000 200-4000 0.05-0.25 0.02-0.10  5.50 0.50 wﬁwﬁﬁ,.
=i
C o <12% H5 PD75 150-2500 150-3500 0.05-0.25 0.02-0.10  5.50 0.50 om_.mawm“%mze
\ﬁm&w HF PD75 180-2500 180-3500 0.10-0.50 0.02-0.10  5.00 0.50
HO HDO8 200-1200 200-2000 0.03-0.20 0.02-0.10  2.50 0.30 T
. -+ X
w_Bo\o H5 PD70 180-1000 180-1500 0.03-0.20 0.02-0.10  3.50 0.30 WA
H5 PD75 120-800 120-1000 0.03-0.20 0.02-0.10  3.50 0.30 Emulsion. MQS
HO HDO8 200-1500 200-2000 0.03-0.20 0.02-0.10  3.50 0.50
cus H5 PD70 150-1350 150-1800 0.03-0.20 0.02-0.10  5.50 0.50
usn
H5 PD75 150-1200 150-1750 0.03-0.20 0.02-0.10  5.50 0.50
Hae HF PD75 150-1200 150-1750 0.05-0.30 0.02-0.10  4.50 0.50
Copperalloys HO HDO8 200-1800 200-2200 0.05-0.25 0.02-0.10  2.50 0.30
cuz H5 PD70 175-1500 175-2000 0.05-0.25 0.02-0.10  3.50 0.30 wﬂﬂﬁ&m
uzn )
- H5 PD75 150-1350 150-1850 0.05-0.30 0.02-0.10  3.50 0.30 om_.mawm“%mzo.n\
= HF PD75 150-1350 150-1850 0.03-0.16 0.02-0.10  4.50 0.30
WM HO HDO8 200-1800 200-2200 0.03-0.16 0.01-0.08  2.50 0.30
0o 4 c H5 PD70 175-1500 175-1800 0.03-0.16 0.01-0.08  3.50 0.30
u
™~ = Copper H5 PD75 150-1350 150-2000 0.03-0.25 0.01-0.08  3.50 0.30
(Vp]
zm e HF PD75 150-1350 150-2000 0.07-0.30 0.01-0.08  4.00 0.30
4
& o WISAH  GFK HO HDO8 100-500  100-800 0.07-0.30 0.05-0.2 6.50 1.00
$ o0 Fiberglass — GFRP H5 / HO PD70 100-400  100-700 0.07-0.30 0.05-02  6.50 1.00 =S E A (F)
=S ey HO HDO8 100-400  100-600 0.05-0.25 0.03-0.12  6.50 1.00 Air pressure (dry)
=it = m%\“_..\m. CFK
BR3 Carbon fiber  CFRP H5/ HO PD70 80-300  80-500 0.05-025 0.03-0.12 650 1.00
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A% DTM 48 (ph HORN i)

Adjustment instruction System DTM

BEENREIO
(AEESERE max. +/- 0,05)

ERIFRRB(IE. 1) ERVMIE
= IFCBALELLR ISR

LTI/ DTS... ETJREEER Torx-Plus #i&3F T15 (iIiE.2)

- ETHE(ELRRY.RM, HUR/NRERFHRATI R ERNEETIR.
AL AT IR EI R KR AESEE

— {#H Torx-Plus #xF T15PQ (fiIi&.2) T EHH%E 2.5 Nm.

KEHIARRE UIEIF B 3mm BkEh

—> BERSUIEIA. IR HiEL AT HE(IEL) E+0.0lmm (XFE&E YIEIN).
— JABERYIE I E R E M= BkEh.

— JA%:10°=0.01 mm

IBFEELRIAER, XEHETRBEAT TANXRE, EXMER FTAREE AENSE
WERRA YIHI A SR BEED
NBEYE, EAMRLXN RFHITIRE T4 (LE.3)

Precision machining face cutting edges
(Max. adjustment range +/- 0,05 mm)

Move the adjusting pins (item 1) to the initial position
— Marking groove at approx. ,, 11 clock”

Install the inserts DTS... in the insert seat using a Torx screw (item 2)

— Turn the adjusting pin (item 1) to and fro and synchronous press the insert with
minimal torque into the insert seat. So the maximum adjusting range will be found.

— Tighten the Torx screw T15PQ with torque of 2,5 Nm

Check and adjust the axial runout of all cutting edges

— Determine the highest cutting edge. Turn the adjusting pin (item1) clockwise up to
0,01mm ( soitis the highest cutting edge)

— Adjust the remaining cutting edges until the required axial runout is achieved

— Adjustment: 10°=0,01 mm

Don‘t turn back the adjusting pins, it means the insert leave below the fixture, in the case
maybe repeat the procedure of adjustment

Check the axial runout of all cutting edges

If necessary, fine balance the system using the M6 screw (item3)
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ATV T]

Arbour Mounted Cutter

DTM (ph HORN i)

ad,

ed,
b

to n_ln co:

120

mis z Ds h d, d, L b C Mo HWS
Part number
DTM.1710.050.A22.10.AL.F 10 50 48 41 22 33.9 10.4 6.3 18000 171001
DTM.1710.063.A22.14.AL.F 14 63 48 49 22 33.9 10.4 6.3 16000 171001
DTM.1710.080.A27.18.AL.F 18 80 50 59 27 33.9 12.4 T 14200 171001
DTM.1710.100.A32.24.AL.F 24 100 50 80 32 30.9 14.4 8 12700 171001
DTM.1710.125.A40.30.AL.F 30 125 63 89 40 38.9 16.4 9 11300 171001

% | BT EA

with p-precise axial adjustment

28 DIN 8030 fRAERIHINHM MG , M4 . SRESR , BE

Arbour mounted cutter as per DIN 8030, material: high-strength aluminium, coated

#2$7030.3576.T10PAYRAERAE=3Nm,

Torque specification of the screw 030.3576.T10P = 3,0 Nm.

Rt

Spare Parts
SH7IRNEET T ERAEET TORX PLUS®IRF e TAEEHR
Arbour Mounted Cutter Clamping Screw TORX PLUS® Wrench Tightening Bolt Adjusting wedge
DTM.1710.... 030.3576.T10P T10PL 030.1047.1254 070.5080.0180
DTM.1710.080.A27.18.AL.F 030.3576.T10P T10PL 030.1249.1256 070.5080.0180
DTM.1710.100.A32.24.AL.F 030.3576.T10P T10PL 030.1649.1257 070.5080.0180
DTM.1710.125.A40.30.AL.F 030.3576.T10P T10PL 030.2062.1258 070.5080.0180



VAL DTS (ph HORN i)

Insert

PKD || . || =¥ HO

24,
wn S o
" o g}I NG =
i |
N I
|-
@
2
e
%] E‘ = i
| S
i
d-_-__ tmax
|
WREaehEs
Carbide grades
A EF A 4R
on stock 4 weeks
ERES d, v s t r Wiper (B) r, L HIS
Part number
DTS.1710.11.HO 4 8 5.99 2 12.5 0.9 0.4 17 171001
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ST HSK (ph HoRN ph)

Arbor
:% G25 || /
'PM 110005
A
L3
L1
QLD
d [0 {Bp-+1
Fig (+)

FRES i d | D AL |L R EDRA N/W
Part number Designation Coolant supply kg
5103448 WSMH/16-50/HSK-A50 16 38 50 17 24 FORM AD 0,75
5103450 WSMH/22-60/HSK-A50 22 48 60 19 34 FORM AD 1,05
5103452 WSMH/27-60/HSK-A50 27 48 60 21 34 FORM AD 1,30
5103454 WSMH/32-60/HSK-A50 32 78 60 24 34 FORM AD 1,60
5103457 WSMH/16-100/HSK-A50 16 38 100 17 74 FORM AD 1,25
5103459 WSMH/22-100/HSK-A50 22 48 100 19 T4 FORM AD 1,60
5103461 WSMH/27-100/HSK-A50 27 58 100 21 74 FORM AD 2,00
5103462 WSMH/32-100/HSK-A50 32 75 100 24 74 FORM AD 2,40
4601763 WSMH/16-50/HSK-A63 16 38 50 17 24 FORM AD 1,05
4601765 WSMH/22-50/HSK-A63 22 48 50 19 24 FORM AD 1,20
4601767 WSMH/27-60/HSK-A63 27 58 60 21 34 FORM AD 1,60
4601769 WSMH/32-60/HSK-A63 32 78 60 24 34 FORM AD 1,90
4601771 WSMH/40-60/HSK-A63 x* 40 88 60 27 34 FORM AD 2,40
4601764 WSMH/16-100/HSK-A63 16 38 100 17 74 FORM AD 1,50
4601766 WSMH/22-100/HSK-A63 22 48 100 19 74 FORM AD 1,90
4601768 WSMH/27-100/HSK-A63 27 58 100 21 74 FORM AD 2,40
4601770 WSMH/32-100/HSK-A63 32 78 100 24 T4 FORM AD 3,30
4601772 WSMH/40-100/HSK-A63 x* 40 88 100 27 74 FORM AD 4,00
5056120 WSMH/16-50/HSK-A100 16 38 50 17 21 FORM AD 2,35
4601663 WSMH/22-50/HSK-A100 22 48 50 19 21 FORM AD 2,50
4601664 WSMH/27-50/HSK-A100 27 58 50 21 21 FORM AD 2,80
4601665 WSMH/32-50/HSK-A100 32 78 50 24 21 FORM AD 3,10
4601666 WSMH/40-60/HSK-A100 x* 40 88 60 27 31 FORM AD 4,00
5056122 WSMH/60-70/HSK-A100 x 60 129 70 40 41 FORM AD 6,15
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ST SK (pli HORN ph)

Arbor

G25 ||
:% M 0005

A
L3 L1
1 _ I i y
C .—.e_—_-.-_- __________ i i -_:__._\(':)
== ; b e ¢ By
= [ e |
) Fig (4)
FRES i d | D AL |L R EDRA N/W
Part number Designation Coolant supply kg
4600822 WSMH/16-35/SK40 16 38 35 17 15,9 FORMA/D B 1,10
4600823 WSMH/22-35/SK40 22 48 35 19 15,9 FORMA/D B 1,25
4600824 WSMH/27-40/SK40 27 58 40 21 20,9 FORMA/D B 1,45
4600825 WSMH/32-50/SK40 32 78 50 24 | 30,9 FORMA/D B 2,00
4600826 WSMH/40-50/SK40 x* 40 88 50 27 | 30,9 FORMA/D B 2,30
5055095 WSMH/22-100/SK40 16 38 100 17 80,9 FORMA/D B 1,70
5055102 WSMH/22-100/SK40 22 48 100 19 80,9 FORMA/D B 2,20
5055104 WSMH/27-100/SK40 27 58 100 21 80,9 FORMA/D B 2,70
5055105 WSMH/32-100/SK40 32 78 100 24 80,9 FORMA/D B 3,80
5055106 WSMH/40-100/SK40 x* 40 88 100 27 80,9 FORMA/D B 4,50
5055107 WSMH/16-160/SK40 16 38 160 17 | 140,9 FORMA/D B 2,20
5055108 WSMH/22-160/SK40 22 48 160 19 | 140,9 FORMA/D B 3,00
5055109 WSMH/27-160/SK40 27 58 160 21 | 140,9 FORMA/D B 3,85
5055110 WSMH/32-160/SK40 32 78 160 24 | 140,9 FORMA/D B 5,90
5055111 WSMH/40-160/SK40 x* 40 88 160 27 | 140,9 FORMA/D B 7,30
5055112 WSMH/16-44/SK50 16 38 44 17 24,9 FORMA/D B 2,95
4601356 WSMH/22-44/SK50 22 48 44 19 24,9 FORMA/D B 3,10
4601357 WSMH/27-44/SK50 27 58 44 21 24,9 FORMA/D B 3,35
4601358 WSMH/32-40/SK50 32 78 40 24 20,9 FORMA/D B 3,65
4601359 WSMH/40-50/SK50 x* 40 88 50 27 30,9 FORMA/D B 5,70
4601360 WSMH/60-70/SK50 x 60 129 70 40 50,9 FORMA/D B 7,80
5055123 WSMH/16-100/SK50 16 38 100 17 80,9 FORMA/D B 3,50
5055125 WSMH/22-100/SK50 22 48 100 19 80,9 FORMA/D B 3,85
5055126 WSMH/27-100/SK50 27 58 100 21 80,9 FORMA/D B 4,90
5055127 WSMH/32-100/SK50 32 78 100 24 80,9 FORMA/D B 5,80
5055128 WSMH/40-100/SK50 x* 40 88 100 27 80,9 FORMA/D B 6,70
5055130 WSMH/16-160/SK50 16 38 160 17 | 140,9 FORMA/D B 3,95
5055131 WSMH/22-160/SK50 22 48 160 19 | 140,9 FORMA/D B 4,70
5055132 WSMH/27-160/SK50 27 58 160 21 | 140,9 FORMA/D B 5,85
5055133 WSMH/32-160/SK50 32 78 160 24 | 140,9 FORMA/D B 8,00
5055134 WSMH/40-160/SK50 x* 40 88 160 27 | 140,9 FORMA/D B 9,50
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Technical information, Additional Equipment

(ph HORN i)

BEARER:

. FTBETIWMNERETLE (10 ZXK)

. FTEJIWEGREEREAAT (F "AD/B "X T1HE )

e« d=040, d=060sHtim 4 MELT, , #4& DIN 2079 kRA
o RHAE: SR EENESTINER4T (DIN 912)

o IEBRMITH S ZI24T (DIN 6367)

o ZEHREE: FEI2ST (BFFE DIN 912 #0 DIN 6367 R/ )

Technical information:

. Bore (10 mm) standard for all holders

. Coolant hole on the face (holder with Form ,AD/B”) as standard for all holders
. d=@40,d=0@ 60 with additional 4 threaded holes to DIN 2079

. Delivery includes: Drive blocks, tightening screw and clamping screw (DIN 912)
. Please order clamping screw (DIN 6367) separately

. Delivery includes: Clamping screw (both DIN 912 & DIN 6367)

FF HSK FEHSEIE
Coolant tube for HSK chuck
PR S i Rtk
Part number Designation Size
5025376 UE4/HSK63 HSK63
5028428 UE4/HSK100 HSK100
RAERERTF
Installation wrench for coolant pipe
FRES Rt
Part number Size
6738421 HSK63
6738303 HSK100
375 DIN 6368
Wrench to DIN 6368
FRES ik
Part number Designation
5056946 DIN6368-16
6942963 DIN6368-22
6942916 DIN6368-27
6942917 DIN6368-32
6950689 DIN6368-40
wRF
Wrench
FRES Rk
Part number Designation
6737650 SW6
6737651 SW8
6737652 SW10
6737654 SW14
6737655 SW17
Hg40$H DIN 913
Thread Pin to DIN 913
RS Hik RT#U&
Part number Designation Size
6914425 DIN913-M3x3 16
6951794 DIN913-M3x5 22,27,32
5056913 DIN913-M3x7 40
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Spare Parts

(ph HORN i)

$i%242 DIN 6367

Tightening Screw to DIN 6367

FRES
Part number
6934073
6940383
6941541
6942757
6943111

7B% DIN 6885

Feather Key to DIN 68

FmEs
Part number
5056905
5056909
5056610
5056911
5056912

bk

Feather Key
PR
Part number
5057289
5057293
5057293
5057293
5057294

K75 FUE4T DIN 912

85

Designation
DIN6367-M8
DIN6367-M10
DIN6367-M12
DIN6367-M16
DIN6367-M20

ik
Designation

DIN6885-C4x4x20
DIN6885-C6x6x25
DIN6885-C7x7x25
DIN6885-C8x7x28
DIN6885-C10x8x32

ik
Designation

Dial6-8x8x14
Dia22-10x10x17
Dia22-10x10x17
Dia22-10x10x17
Dia22-10x10x17

Hexagon Socket Screw to DIN 912

RS
Part number
6914489
6918335
6941122
5056916
6900224

ik
Designation

DIN912-M3x8
DIN912-M4x8
DIN912-M5x13
DIN912-M5x13
DIN912-M6x16

DIN 69872 A+B SR EIMRIE , #:BFL , % O M
Tightening Bolt DIN 69872 A+B, with through hole, without o-ring

FRES
Part number
6733614
6733615
6733616

Hid oD1 @D2
Designation
BN 164-SK30 13 9
BN 164-SK40 19 14
BN 164-SK50 28 21

DIN 69872 A+B $i%T , TTiE7L , #f O K@
Pull Stud DIN 69872 A+B, without through hole, with o-ring

PR
Part number
6733614
6733615

ik @D1 2D2
Designation
BN 164-SK30 13 9
BN 164-SK40 19 14

RTHitg

Size
16
22
27
32
40

R~ #t&
Size
16
22
27
32
40

R#iig
Size
16
22
27
32
40

RT#iig
Size
16
22
27
32
40

oD3

13
17
25

oD3

13
17

44
54
74

44
54

L1

24
26
34

L1

24
26

15°
15°
15°

15°
15°

RT#itg
Size
M12
M16
M24

R

Size
M12
M16
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Cutting Data

(ph HORN i)

L

Material

e

Al alloys

126

rEE

Geometry

Si<12%
HO
Si>12%

Cutting
material

PD70
PDT5
PD70
PD75

UIHIA R YIRIRE
Cutting speed
vc [m/min]

200-4000
150-3500
180-1500
120-1000

prie e max. Y1 LD
Feedrate ~ Maxdepthofcut Recommended
fz [mm] ap [mm] coolant
0,02-0,10 2 Rk A

Qil, Emulsion
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Instructions for use

TNRERENEXRER:

o ATHETEHEIIRPRERENRERE , FIETIHI T SRR EHEX .

o BIEASHEERN HORN BURIARKE | WS EEI&EEREN um SEEA.
- HER. RESERZRZNEZRA

o AR, HE REFMEWAAT  BERRTRE

o REEFIEE PCD JIRHIFTAWIHEIT , LNBRMEIRE.

Basic information on tool setting:

e To achieve optimum surface quality during face milling, it is essential that all cutting edges are axially
aligned with each other.

e By using the high-precision HORN wedge adjustment, the axial run-out can be set to the required pm
range.

e The accuracy that can be achieved combined with easy handling distinguishes this system.
e For easy, convenient, quick and precise adjustment, the use of setting device is recommended.

e Clean all cutting edges of the PCD cassettes with cleaning compound to avoid measuring inaccuracies.
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Milling

A TR EET]
Arbour Mounted Cutter -
DAM32
D"I/Page
131
SLEET]
End Mill P
DAM32
D1/Page
132
TR
Insert -
DA32
D"I/Page
133
tﬂ‘ﬁ']%iﬂ( D"I/Page
Cutting data 134,136
HELAR D1/Page
Formulas 135
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Milling

DA32

CVD-D 5 PCD #k CVD-D and PCD tipped
fic HORN 3D-1g%&! with HORN 3D geometries
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EMAERBIDA327I/R
Di32 insert with diamond tip Cﬁh HORN I]h)

HORNRIDA2SRBIRSFE XY BT HBWARA TR, H#TARBS, B, WESRMA 7N, XS
ETIBREELFRIHEMNER.

RIERBEBETIFBRT FIFENTE. XESENTIAMNTIE LN DS, Hit, KJJEE
AL EERVMN IRERIER, K2R EKVIEIMEL. ESRREMEMITEAHCE T &RIFRIXK
HREANE, MEESHART. SAFIHNA SR EYIEI TS, U2 EERNYEEF
TR

FRT 4R BRI NRHRER, S S CVDEN A B2 NIA T EM BpVE MM EMN, BS 7T
BYR S 2T X AR BYHORN NI A EF, MRERARAHNBVCRARE~IIBEAIO
RESA St TRI5??

FRBERX—1), £EF MBI SEENNTINRENE T ZETINRERNTIT, EDARSKEELE
{EFRYM TS . DA32R G FRRYT] 3K BEUR SR T M LR TINIER N 202 K BI63Z R AF, HE2FI61 1]
HIH.

HORN's proven DA32 Milling system is extended for the first time with diamond-tipped inserts. This feature allows the
tools to achieve outstanding results during shoulder milling, face milling, plunge milling and circular milling.

The highly positive geometry of the inserts ensures a particularly smooth cut. This keeps the stress exerted on the
workpiece and the tool to a minimum. As a result, a long tool life and virtually burr-free machining are guaranteed
- particularly when it comes to long-chipping materials. The wide finishing radius creates the very best standards of
surface quality, even at high feed rates. The coolant supply reliably ensures targeted cooling of the cutting edges as
well as safe removal of the chips away from the working zone.

Thanks to the special geometry for fibre-reinforced plastics, combined with the hardness and wear resistance of the
CVD thick-film diamond cutting material, outstanding levels of performance are achieved. Tried-and-tested HORN
diamond substrates guarantee that the cutting edges - produced using state-of-the-art laser technology - are able
to work efficiently.

All this, combined with the exceptional rigidity of the quenched and tempered steel as well as the wear-resistant
TiN coating of the various tool holders, is what really makes the benefits of the DA system come into their own. The
arboour mounted cutter, screwed milling cutter and the milling shanks in the DA32 system are available in cutting
edge diameters from 20 mm to 63 mm and with between two and six DA32 inserts.
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Arbour Mounted Cutter

jé 3
- ~
7

L DIN8030-A

; A
ol q b
] el 0 — .- T o
L

|2

—

a
p
h

A

Y

Br=HAF8

Picture = right hand cutting version

FRils z Ds a, h, h d, d, L b C d, HWS
Part number

DAM32.040.A1635.04 4 40 4.8 34.4 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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mis 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
B
Spare Parts
hvi )| BIRIRET TORX PLUS®1RF
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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Insert

BRETES
Carbide grades
A EE A4
on stock 4 weeks
Fmils Ds a, a h r b x 45° HIS
Part number
DA32.020.25.02.C 20 3.8 3.5 4.7 0.2 - DA3220
DA32.020.25.X2.C 20 3.8 3.5 4.7 - 0.2 DA3220
DA32.025.25.02.C 25 3.8 3.5 4.7 0.2 - DA3225
DA32.025.25.02.P 25 3.8 3.5 4.7 0.2 - DA3225
DA32.025.25.X2.C 25 3.8 3.5 4.7 - 0.2 DA3225
DA32.032.25.02.C 32 3.8 3.5 4.7 0.2 - DA3232
DA32.032.25.02.P 32 3.8 3.5 4.7 0.2 - DA3232
DA32.032.25.X2.C 32 3.8 3.5 4.7 - 0.2 DA3232
DA32.020.25.02.P 20 3.8 3.5 4.7 0.2 - DA3220
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Cutting Data System DA32-DIA

<
a
(o
o™
<
a
&
bR
)
£
e
=B

Mt

Material

REMER
Al-wrought alloys
BEEESEFTATI2%

Aluminium alloys up to 12% Si content

BEEEEIE>12%
Aluminium alloys with >12% Si content

%

Magnesium

. 5. A 2 E

Copper. Bronze. lead-free Brass

OFHC3f.£557
Copper OFHC. Tungsten copper

N

Brass. zinc

7R$R. CuNi

Nickel silver. CuNi

BB

Titanium. Platin. Iridium

as
Graphite

ERG%/ ME(FURLS))

Carbide and Ceramik (presintered)

AT ER# 18RI

Synthetics. Reinforced plastics

GFRP

CFRP

xx = JJFFBER

xx = place holder for cutting diameter

WETR
recommended insert
T BI0T
roughing finishing

DA32.xx.25.02.C HDO5

DA32.xx.25.02.P PD75

DA32.xx.25.02.P PD75

DA32.xx.25.02.P PD75

DA32.xx.25.02.P PD75

DA32.xx.25.02.C HDO5

DA32.xx.25.02.P PD75

DA32.xx.25.02.P PD75

DA32.xx.25.02.P PD75

DA32.xx.25.02.C HDO5

DA32.xx.25.X2.C HD05

DA32.xx.25.X2.C HD05

DA32.xx.25.X2.C HD05

DA32.xx.25.X2.C HDO5

DA32.xx.25.02.C HDO5

DA32.xx.25.02.C HDO5

DA32.xx.25.02.C HDO5

DA32.xx.25.02.C HDO5

DA32.xx.25.02.C HDO5

DA32.xx.25.02.C HDO5

DA32.xx.25.02.C HDO5

DA32.xx.25.02.C HDO5

DA32.xx.25.02.C HDO5

DA32.xx.25.02.C HDO5

DA32.xx.25.X2.C HDO5

DA32.xx.25.X2.C HD05

DA32.xx.25.X2.C HDO5

DA32.xx.25.X2.C HDO5

cmin

200

150

100

150

100

70

120

80

50

80

50

150

120

90

cmax

5000

4500

2000

4500

2000

1000

2000

600

300

1400

150

2500

800

450

T
roughing

0.05-0.35
0.05-0.30
0.05-0.25
0.05-0.30
0.05-0.20
0.04-0.15
0.05-0.30
0.04-0.15
0.03-0.10
0.05-0.20
0.06-0.25
0.1-0.5
0.05-0.35

0.05-0.25

FNT
finishing
0.02-0.15
0.02-0.12
0.02-0.10
0.02-0.12
0.02-0.12
0.02-0.10
0.02-0.12
0.02-0.10
0.02-0.06
0.02-0.12
0.05-0.15
0.05-0.25

0.04-0.25

0.04-0.25

T

roughing

a,max
a,max
a,max
a,max
max 3
max 3
a,max
max 2.5
max 2
a,max
a,max
a,max
a,max

mngmx

WES
Recommended
ainT Coolant
finishing

0.5 L&
Emulsion

04 AL
Emulsion

0.3 ALk
Emulsion

0.4 AR
Emulsion

0.2 7H / oil

0.2 A / oil

0.3 7 / oil
0.2 LI’
Emulsion

0.1 Fbi'
Emulsion
0.3 S5 [ Air
0.4 =5 [ Air
0.5 % [ Air
0.2 =5 [ Air
0.2 =5/ Air
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Formulas
Z= 58
Number of teeth
d= HZ-0
Cutting edge @
. v, e 1000 .
n= %% . n="—g.5 [L/min]
Revolutions
TR d ° -IT ° n .
v = YIHRE V.= "To00  LM/min]
Cutting speed
Vi
fz: Egﬁ/ﬁ fz: Zen [mm]
Feed/tooth
v,= LG v,=f «Z+n [mm/min]
Feed rate
ae °a,* Vf .
Q= EEEMRE Q= _P_1000 (cm3/min)

Material removal rate

TIRERE BB SR EARIELA T AT #TIRES 2 THMR.
RIEVIHIREM TN EEENAR, ZERELLEMETIESTZ.
Shoulder milling with a small depth of cut requires a compensation of the feed rate
f' according to the following formula.

This value is often much higher than the regular feed rate depending on the depth
of cut and the cutter diameter.

f' =B ae Min%k (£% 0.25-d): fr=fy % [mm]

effective for side Milling with small a_ (up to 0,25 « d):
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Cutting Data System DA32-DIA

i E A R AR 90° 718

Ramp angle and plunging with a 90° Milling cutter

@ (mm)

TIFE R~ [ Insert size

WEA (°)

Diving angle (°)

I FYIERAERS (mm)
vertical full diving max. (mm)
EHIRAYIE a, (mm)
vertical side diving a_ max. (mm)

sk B/NEA D, (mm)

Predrilling D, min. (mm)

FHE A R fEH] 45°71&

32 25 20
DA32 DA32 DA32
3.5° 3.5° 3.5°
0.8 0.4 0.3
3.8 3.8 3.8
22.8 15.8 10.8

Ramp angle and plunging with a 45° Milling cutter

@ (mm)
TIB R=T / Insert size
fhs (°)

Diving angle (°)
w T TR ARER (mm)

vertical full diving max. (mm)

17
DA32

11°

3.2

Z IS4 HE TR F EUHRERERIEERE

Correction factor for reduced cutting depth in consideration to the corner radius when 45° Milling.

TIREA rx (mm)

Corner radius r, (mm)

0

0.2
0.4
0.8
1.0
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EERHK S, (mm)
Correction factor fap (mm)
0
0.078
0.17
0.33
0.41
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(ph HORrN i)

Milling
g

n |
DSKM.HM/DSK/ CVD-D
DSTM.HM/DST.HM/
DST/DSTV.HM/DSUD/ F/page
DSFN/DSFU/DSFD 140-151
TIHIEE D1/Page
Cutting data 152-153
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Milling

DS

CVD-D #t7] CVD-D milling tool

Hf£0.2-16 mm Diameter 0,2 - 16 mm
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End Mill

cvD-D| | 71 ﬂi % Y %

+ 0° 4 ph7 e

© <
o :
Q ) ~
-O e
Q tol
Q
WREaehEs
Carbide grades
A EE A 4R
on stock 4 weeks
ERRs d, r L L d, d, L, z
Part number
DSKM.HM.020.03.100 0.2 0.1 0.2 0.3 0.2 4 45 1
DSKM.HM.030.04.150 0.3 0.15 0.3 0.4 0.3 4 45 1
DSKM.HM.050.06.250 0.5 0.25 0.5 0.6 0.5 4 45 1
DSKM.HM.080.09.400 0.8 0.4 0.8 0.9 0.8 4 45 1
DSKM.HM.100.25.500 1 0.5 15 2.5 0.8 4 45 1
DSKM.HM.100.35.500 1 0.5 15 3.5 0.8 4 45 1
DSKM.HM.100.45.500 1 0.5 15 4.5 0.8 4 45 1
DSKM.HM.150.30.750 1.5 0.75 2 3 1.3 4 45 1
DSKM.HM.150.40.750 1.5 0.75 2 4 13 4 45 1
DSKM.HM.150.50.750 1.5 0.75 2 5 13 4 45 1
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cvD-D|| 72 ﬂi % 1 %

—-|Eh7|-

|2
- e —
ke r
S |
_ON
Q
=
I, @
[
WREaehEs
Carbide grades
A EE A 4R
on stock 4 weeks
Fails d1 r lz l3 d3 dz l1 Z M| 90| KX
Part number a2l8 2
I | T | T
DSK.2.02.08.04.00 2 1 2.5 8 1.95 6 45 2
DSK.2.03.09.06.00 3 15 3 9 2.85 6 55 2
DSK.2.03.12.06.00 3 15 3 12 2.85 6 55 2
DSK.2.04.10.06.00 4 2 4 10 3.9 6 60 2
DSK.2.04.15.06.00 4 2 4 15 3.9 6 60 2
DSK.2.04.20.06.00 4 2 4 20 3.9 6 60 2
DSK.2.06.20.06.00 6 3 6 20 5.6 6 70 2
DSK.2.06.25.06.00 6 3 6 25 5.6 6 70 2
DSK.2.06.30.06.00 6 3 6 30 5.6 6 70 2
DSK.2.08.25.08.00 8 4 7 25 7.5 8 65 2
DSK.2.08.40.08.00 8 4 7 40 7.5 8 80 2
DSK.2.10.30.10.00 10 5 8 30 9.3 10 70 2
DSK.2.10.50.10.00 10 5 8 50 9.3 10 90 2
DSK.2.12.30.12.00 12 6 9 30 11.3 12 75 2
DSK.2.12.60.12.00 12 6 9 60 11.3 12 105 2
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DSTM.HM

(ph HORN i)

End Mill
HA g6
cvo-0 | z1 | % [ = 4 %
+ 0° / 4 ogh7 e \
l, I
2
e
_c(\l
Q
<) ~
-O e
Q tol
Q
BRASIS
Carbide grades
A EF A 4R
on stock 4 weeks
Fmils d, r L (8 d, d, L, YA
Part number
DSTM.HM.100.25.005 1 0.05 15 2.5 0.8 4 45 1
DSTM.HM.100.25.010 1 0.1 15 2.5 0.8 4 45 1
DSTM.HM.100.35.005 1 0.05 15 3.5 0.8 4 45 1
DSTM.HM.100.35.010 1 0.1 15 3.5 0.8 4 45 1
DSTM.HM.100.45.005 1 0.05 15 4.5 0.8 4 45 1
DSTM.HM.100.45.010 1 0.1 15 4.5 0.8 4 45 1
DSTM.HM.150.30.005 1.5 0.05 2 3 13 4 45 1
DSTM.HM.150.30.010 15 0.1 2 3 13 4 45 1
DSTM.HM.150.40.005 1.5 0.05 2 4 13 4 45 1
DSTM.HM.150.40.010 1.5 0.1 2 4 13 4 45 1
DSTM.HM.150.50.005 1.5 0.05 2 5 13 4 45 1
DSTM.HM.150.50.010 1.5 0.1 2 5 13 4 45 1
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DST.HM

(ph HORN )

cvo-n | 72 | % | A7
j_r 0° u . -'|gh7|'- \
© <
] T
© [
Q
™ ~
'c <
Q teol
Q
WREaehEs
Carbide grades
A EE A 4R
on stock 4 weeks
Fails d1 r lz l3 d3 dz l1 Z M| 0| KX
Part number 8alala
T |T| T
DST.HM.02.040.020 2 0.2 2.5 4 1.95 4 45 2
DST.HM.03.090.020 3 0.2 2.5 9 2.85 6 55 2
DST.HM.03.090.030 3 0.3 2.5 9 2.85 6 55 2
DST.HM.04.100.020 4 0.2 2.5 10 3.9 6 60 2
DST.HM.04.100.030 4 0.3 2.5 10 3.9 6 60 2
DST.HM.05.150.030 5 0.3 3 15 4.7 6 65 2
DST.HM.05.150.050 5 0.5 3 15 4.7 6 65 2
DST.HM.06.200.020 6 0.2 6 20 5.6 6 65 2
DST.HM.06.200.030 6 0.3 6 20 5.6 6 65 2
DST.HM.06.200.050 6 0.5 6 20 5.6 6 65 2
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cvD-D|| 72 ﬂi% & »

\ 8| A |
2
'ON
N | 1 I =
- S
BRETES
Carbide grades
A EF A4
on stock 4 weeks
mis d1 r lz l3 d3 dz l1 Z o
Part number 2/8|8
| T | T
DST.2.02.0425.02.04 2 0.2 2.5 4 1.95 4 45 2
DST.2.02.0825.02.04 2 0.2 2.5 8 1.95 4 45 2
DST.2.03.0925.03.06 3 0.3 2.5 ) 2.85 6 55 2
DST.2.03.0925.05.06 3 0.5 2.5 9 2.85 6 55 2
DST.2.03.1225.03.06 3 0.3 2.5 12 2.85 6 55 2
DST.2.03.1525.03.06 3 0.3 2.5 15 2.85 6 55 2
DST.2.04.1025.03.06 4 0.3 2.5 10 3.9 6 60 2
DST.2.04.2025.05.06 4 0.5 2.5 20 3.9 6 60 2
DST.2.06.2060.03.06 6 0.3 6 20 5.6 6 70 2
DST.2.06.2060.05.06 6 0.5 6 20 5.6 6 70 2
DST.2.06.2060.10.06 6 1 6 20 5.6 6 70 2
DST.2.06.2560.03.06 6 0.3 6 25 5.6 6 70 2
DST.2.06.2560.05.06 6 0.5 6 25 5.6 6 70 2
DST.2.06.2560.10.06 6 1 6 25 5.6 6 70 2
DST.2.06.3060.03.06 6 0.3 6 30 5.6 6 70 2
DST.2.06.3060.05.06 6 0.5 6 30 5.6 6 70 2
DST.2.06.3060.10.06 6 1 6 30 5.6 6 70 2
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cvD-D|| 72 ﬂi % [ < - %

|2
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©
N | 1 -
I el
— 3 -
WREaehEs
Carbide grades
A EF A 4R
on stock 4 weeks
ERRs d, r L L d, d, L, z
Part number
DST.2.08.2570.03.08 8 0.3 T 25 1.5 8 65 2
DST.2.08.2570.05.08 8 0.5 7 25 7.5 8 65 2
DST.2.08.2570.10.08 8 1 T 25 7.5 8 65 2
DST.2.08.4070.05.08 8 0.5 I 40 1.5 8 80 2
DST.2.10.3080.05.10 10 0.5 8 30 9.3 10 70 2
DST.2.10.3080.10.10 10 1 8 30 9.3 10 70 2
DST.2.10.5080.10.10 10 1 8 50 9.3 10 90 2
DST.2.12.3090.05.12 12 0.5 9 30 11.3 12 75 2
DST.2.12.3090.10.12 12 1 9 30 11.3 12 75 2
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HAohs \% 2
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BRASIS
Carbide grades
A EF A 4R
on stock 4 weeks
FRES d, r N 3 d, d, l z 0
Part number a
T
DSTV.HM.03.09.02.03 3 0.2 2 o 2.5 4 45 3
DSTV.HM.03.09.03.03 3 0.3 2 9 2.5 4 45 3
DSTV.HM.04.10.02.05 4 0.2 2 10 3.5 4 45 5
DSTV.HM.04.10.03.05 4 0.3 2 10 3.5 4 45 5
DSTV.HM.05.13.03.06 5 0.3 3 13 4.4 6 55 6
DSTV.HM.05.13.05.06 5 0.5 3 13 4.4 6 55 6
DSTV.HM.06.15.02.07 6 0.2 3.5 15 5 6 55 7
DSTV.HM.06.15.03.07 6 0.3 3.5 15 5 6 55 7
DSTV.HM.06.15.05.07 6 0.5 3.5 15 5 6 55 7
DSTV.HM.08.20.03.11 8 0.3 3 20 7 8 60 11
DSTV.HM.08.20.05.11 8 0.5 3 20 T 8 60 11
DSTV.HM.10.25.03.15 10 0.3 3 25 9 10 70 15
DSTV.HM.10.25.05.15 10 0.5 3 25 9 10 70 15
DSTV.HM.10.25.10.15 10 1 3.5 25 9 10 70 15
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WREaehEs
Carbide grades
A EE A4
on stock 4 weeks
RS d " 3 d, d ! z
Part number
DST.2.04.1008.03.06 4 8 10 3.9 6 60 2
DST.2.04.2015.03.06 4 15 20 3.9 6 60 2
DST.2.06.1510.04.06 6 10 15 5.8 6 60 2
DST.2.06.2015.04.06 6 15 20 5.8 6 60 2
DST.2.06.2520.04.06 6 20 25 5.8 6 65 2
DST.2.08.1510.06.08 8 10 15 7.8 8 60 2
DST.2.08.3020.06.08 8 20 30 7.8 8 70 2
DST.2.12.2010.10.12 12 10 20 11.7 12 70 2
DST.2.16.2510.20.16 16 10 25 15.6 16 80 2
DST.2.16.3015.20.16 16 15 30 15.6 16 80 2
DST.2.16.3520.20.16 16 20 35 15.6 16 90 2
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WREaehEs
Carbide grades
A EF A 4R
on stock 4 weeks
PR d L ! d, d ! z
Part number
DSUD.4.08.24.22.08 8 24 40 7.5 8 80 4
DSUD.4.10.15.44.10 10 15 30 9.3 10 75 4
DSUD.4.10.24.22.10 10 24 40 9.3 10 85 4
DSUD.4.12.15.44.12 12 15 30 11.3 12 80 4
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Q
WREaehEs
Carbide grades
A EE A 4R
on stock 4 weeks
PR d L ! d, d ! z
Part number
DSFN.5.10.12.60.0.10 10 12 20 9.3 10 65 5
DSFN.7.12.24.77.0.12 12 24 35 11.3 12 85 7
DSFN.7.16.24.80.0.16 16 24 35 15.3 16 85 7
DSFN.9.16.24.80.0.16 16 24 35 15.3 16 85 9
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HA ghé
CVD-D :qi % %
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WREaehEs
Carbide grades
A EF A 4R
on stock 4 weeks
PR d L ! d, d ! z
Part number
DSFU.5.08.10.54.4.08 8 10 20 7.5 8 60 5
DSFU.5.08.20.64.3.08 8 20 30 7.5 8 70 5
DSFU.5.10.12.60.4.10 10 12 20 9.3 10 65 5
DSFU.7.12.24.77.3.12 12 24 35 11.3 12 85 7
DSFU.9.16.24.80.4.16 16 24 35 15.3 16 85 9
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Carbide grades
A EE A 4R
on stock 4 weeks
PR d L ! d, d ! z
Part number
DSFD.5.08.20.64.3.08 8 20 30 7.5 8 70 5
DSFD.5.10.12.60.4.10 10 12 20 9.3 10 65 5
DSFD.7.12.24.77.3.12 12 24 35 11.3 12 85 7
DSFD.7.16.24.80.4.16 16 24 35 15.3 16 85 7
DSFD.9.16.24.80.4.16 16 24 35 15.3 16 85 9
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tHIE&E CVD (ﬁh HORN i)

Cutting data CVD

VD=t
Shoulder Milling

7kt = #45 / Feed rate #E A HFEAE]

Material = f (mm) Feed rate recommended
E SESE direction cooling
> «E «E @92 03 04 06 08 910 @12 @16 B20

M) 3000 065 040 002 002 003 005 0.10 0.10 012 015 020  MF .

. - & L’
M2l129) 1800 060 030 001 002 002 004 0.10 008 010 013 0.8 Cl!kf);itng s
AlSi it MMS
>12%) 800 050 025 001 001 002 003 0 006 0.08 010 015 .

PMMA i3

(Acry) 1100 050 050 001 0015 002 003 005 007 009 012 005 ¥t

PA6G - WL

CFicF3p 700 050 030 0008 0.01 0.015 0.025 0.04 0.06 0.08 010 012 2%t

PEEK - i ALm

CF/GF30 700 050 025 0.007 0.008 001 002 003 0.05 007 008 010  J&t Ria

POM - WL

CF/GF30 800 050 050 0.008 001 0015 0.025 0.04 0.06 008 010 012  J&¥t

PTFE- Ril

CF/GF30 700 050 030 001 0015 002 003 005 0.07 009 012 015 ¥t

GFK 500 050 030 0.01 0015 002 003 005 0.07 0.09 012 0.15 Conffﬁonal

CFK 250 0.40 025 0.008 0.0l 0.015 0.025 0.04 0.06 0.08 0.0 0.12 Conffﬁonal ﬁ’;uﬂghélg)

SFK/AFK Tk dry / Air pressure

TArrmid) 300 045 030 001 0015 0.02 003 005 007 009 012 0.4 . % toremove chips

Zirkonium 150 050 0.40 001 0.02 002 004 010 008 0.10 0.13 0.18 Clg'ﬂffng

A

hRzEE

Copy Milling

ek = 44 / Feed rate s A WS

Material = f, (mm) Feed rate recommended
E Sl direction cooling
>~ £ «E 02 03 04 06 ©8 910 12 B16 B20

e 3000 025 015 002 002 003 005 010 0.0 0.12 0.00 020 % .

" - g B R
’(ﬁg'_ 120%) 1800 020 0.10 0.001 0.002 0.002 0.004 010 0.08 0.10 0.3 0.18 Cl!'l;ff?ng En’:"u"l"si )
AlSi itz MMS
>12%) 1100 015 0.0 001 001 002 003 010 006 008 010 015  ;to
PMMA IR
(Acry) 1100 005 0.5 001 0015 0.02 003 005 007 009 012 015
PAG - Uitz
CFioF30 700 015 0.0 0.008 0.0l 0.015 0.025 0.04 0.06 0.08 010 012 7%

PEEK - Uitz L4
CF/GF30 700 015 0.0 0.007 0.008 0.01 002 0.03 005 0.07 008 010 . ¥ AME
POM - PUiES 3

CH/GF30 800 0.5 0.015 0.008 001 0015 0.025 0.04 006 008 010 012 _ ¥

PTFE - Bk

CF/GF30 700 015 010 0001 0.015 0.02 0.03 005 007 009 012 015 _ ¥

GFK 500 0.5 0.0 001 0.015 002 003 0.05 0.07 0.09 012 0.15 cOm’fEﬁonal

CFK 250 0.15 0.10 0.008 0.01 0.015 0.025 0.04 0.06 0.08 0.10 0.12 Com’fﬁﬁonal E;ggg)
SFK/AFK Wik dry / Air pressure
TArraid) 300 05 010 001 0015 002 003 005 007 009 012 014 5% to remove chips
Zirkonium 300 015 0.5 001 002 002 004 010 008 0.10 0.13 0.18 CI:EEiEng
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CVD - BtHIER A&

CVD - Milling of carbide

YIRS

Cutting data
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Drilling

MTL7IE

Drilling Tool
D"I/Page
156-157

%ﬁi‘éUﬁU%?ﬂ]

Chamfer Milling Cutter

DSFF.HM CVD-D
D1/Page
158

tﬂﬁu%ﬁ D1/Page

Cutting data 159-160

154



£ (ph HoRrN piD) l

Drilling

DDHM / DSFF

nIwRASHFLTATIR Tools for drilling

and sinking carbide
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718 DDHM (ph HORN pl)

Drilling Tool

HA(ZJg«S_L
ewol| 22 | e = £ || I

ERagEs
ERosER Carbide grades
l;ic/tt:re =right hand cutting version A T A47
on stock 4 weeks
FREe d d, ) ) r z o | o
Part number ala
| T
DDHM.020.011.04.02 2 4 63 11 0.2 2
DDHM.020.021.04.02 2 4 63 21 0.2 2
DDHM.030.017.04.02 3 4 63 17 0.2 2
DDHM.030.032.04.02 3 4 72 32 0.2 2
DDHM.040.022.06.03 4 6 72 22 0.3 2
DDHM.040.042.06.03 4 6 92 42 0.3 2
DDHM.050.028.06.03 5 6 72 28 0.3 2
DDHM.050.053.06.03 5 6 102 53 0.3 2
DDHM.060.033.06.03 6 6 72 33 0.3 2
DDHM.060.063.06.03 6 6 102 63 0.3 2
DDHM.070.040.08.05 T 8 92 40 0.5 2
DDHM.080.044.08.05 8 8 92 44 0.5 2
DDHM.080.084.08.05 8 8 130 84 0.5 2
DDHM.100.055.10.05 10 10 103 55 0.5 2
DDHM.100.105.10.05 10 10 152 105 0.5 2
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$HALTIE DDHM (ph HoRN ph)

Drilling Tool

HA 296
cvD-D|| 72 :% —) %k

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

FREe d d, ) ) r z
Part number

DDHM.M4.008.04.02 34 4 63 8 0.2 2
DDHM.M5.011.06.03 4.3 6 72 11 0.5 2
DDHM.M6.013.06.03 5.2 6 72 13 0.3 2
DDHM.M8.018.08.05 7 8 92 18 0.5 2
DDHM.M10.022.10.05 8.7 10 92 22 0.5 2
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S AT DSFF.HM (ph HORN i)

Chamfer Milling Cutter

HA ghé
4
cvo-b| z5 || Zz10| =3 | i~
T
BRASIS
Carbide grades
A EF A4TE
on stock 4 weeks
Fmils d, Ds a L, l d, d, [ L, YA
Part number
DSFF.HM.05.03.06.60 3 6 30° 3.5 15 5 6 2.6 55 5
DSFF.HM.05.03.06.90 3 6 45° 2.5 15 5 6 15 55 5
DSFF.HM.10.06.09.30 6 9 15° 7.5 40 8 12 5.6 90 10
DSFF.HM.10.06.12.60 6 12 30° 7.4 40 11 12 5.2 90 10
DSFF.HM.10.06.12.90 6 12 45° 4.5 40 11 12 3 90 10
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Cutting data

(ph HORN i)

CVD - HALEREE
CVD - Drilling of carbide

$HILJTIE mMIsH HFES FRshTL
Drilling Cutting data recommended Pilot bore
tool cooling t=2xr
v_(m/min) f (mm/U)(mm/rev) b
Boring
. st} Fiiase P
2 min max start main feedrate  reduced Ver . l,=5x@ |,=10x@
#XS/air (6Bar) = =
0, 0
2 35 40 0.001 0.0015 0.0005 40 % 40 % 3#i/oil (10Bar) =/Yes =Z/Yes
WS /air (6Bar) = =
0, 0
3 35 40 0.001 0.0015 0.0005 40% 40 % St/oil (10Bar) &/Yes &/Yes
W= /air (6Bar) =
0, 0 =
4 40 45 0.0015 0.002 0.001 40 % 40 % St/oil (10Bar) % /No =/Yes
WrS /air (6Bar) =
0 0 =
5 40 45 0.0015 0.002 0.001 40% 40 % 3#/oil (10Bar) % /No =/ Yes
WX /air (6Bar)
0 0 = =
6 40 45 0.0015 0.002 0.001 40 % 40 % 3#/oil (10Bar) % /No =/Yes
¥uS /air (6Bar) = =
0, 0
7 40 50 0.0015 0.002 0.001 40% 40 % 3#i/oil (10Bar) =/Yes = /Yes
WXS/air (6Bar) = =
0, 0
8 45 55 0.0015 0.002 0.001 40% 40 % 3#i/oil (10Bar) =/Yes =Z/Yes
WS /air (6Bar) = =
0, 0
9 45 55 0.0015 0.002 0.001 40 % 40 % 3#i/oil (10Bar) =/Yes =/ Yes
W= /air (6Bar) = =
0, 0
10 45 55 0.0015 0.002 0.001 40% 40 % St/oil (10Bar) &/Yes =/Yes
-ERFEERA M REETL, FishFLERDST.. HD (W BB T B - Valid for all carbide substrates, drilling into the solid, pilot hole
) IE B E L EETL. drilling with end mill DST... HD, cutting data as for drilling
- HENRBANR AR EME, <5SumER3 S HARIET] BB #E R - Concentricity testing of the entire system is recommended,

100 mm/min.

- BHEfZ(MER) KLY t=0.8mm 7EFRFLAL.

tHLTIE
Drilling tool

I

Component

ERRFLEURILIE JRiZ.

NERESTLIE (BB EEIEERE).

Use a reaming cycle or deep hole drilling cycle when programming.
Do not use a classic drilling cycle (chip breaking or chip removal).

hRME:

FE7IRE £ 0.01 mm MKENER,NETIENERE.

IMNEEREATRXEEREES5 um, WFEENERMEIRE.

Measuring the drills:

< 5um etraction 3x main feed rate, but max retraction feed
rate 100 mm/min
- Reduce fz (see table) approx. t = 0.8 mm before breakthrough

G98 B RIA T E /starting plane for drilling cycles
G99 {EIR B3R F- M /retraction plane for drilling cycle
G98+G99 RIDHIE XEhFL=/

can be redefined for each individual drilling point

1.  {&hh/start point
1.-2. GO X FEAIE/positioning on defined plane
2.-3. GO1fz=0.0005/0.001 mm/U - f2ta#44 2 / start feed rate
3.-4. GO1fz=0.002/0.004 mm/U - F#H£4 / main feed rate
4.-5. GO1fz=0.002/0.004 mm/U - iBTJ#HA = / reduced feed rate
6. £5% =/ end point
6.-7. REIFRAHLEE 100 mm/min F G99 Eh= /

retraction with max feed rate 100 mm/min to G99 start point

Set the measuring point for the diameter approx. 0.01 mm beyond the radius in order to define the diameter of the tool.
If the measured @ value is 5 um larger than the nominal @, this indicates concentricity errors.
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Cutting data

CVD - BipMEGERSE
CVD - Chamfering and face milling of carbide

%] BB P2 HES
Milling Hardness Cutting data recommended
tool HV30 cooling
v, (m/min) f (mm/U) ap(mm/U)
(mm/rev) (mm/rev)
) min max min max v,
= /3
3-6 1350 - 1825 50 120 0.003 0.01 0.1 ”ﬁi—rn/éiiﬂi
3-6 810- 1275 50 220 0.003 0.01 0.1 RS |
air/oil
EEEMEREEME.
g, Bt F BN A,
TNEWEEEH

Valid for all carbide substrates .
Down milling, up milling with smooth circular chamfer.

Tool also suitable for face milling.
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Monocrystalline Diamond

MCD

fnh wmsmenr il

3% /System B1/Page
= S ZEH 164

=3iby 7l 180
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Ha2lla (ph HORN ph)

Monocrystalline Diamond

—m7IEANO

BT RRENGFARIEHNSEEN, FREHZ/LAAETEHNERENSHEEM I
BEARER REEFFTENTIEIF < Rz 0.02umMREA R E. VHI AN REFEE R
BRY FrREA BRI RE R &,

HRBFETEN, i FENRRERENGNRERENEAE RS RBREEE. X2
REMEATIEHF BRI —T5 75K WEIBI AR LA 1T 7 1L, DEN I THRNE
K.-MCDIEERTHEEZEBRHEGE. RERE (M0 H) ISR H (SNPMMAFIPC)BIFS
I,

RESEMA4ERBN—RINEEcRAEEENEMNI,

RENEEERIEEMCDTI R, BT EHIF A,

Top-class cutting edges

In addition to the high level of hardness demonstrated by monocrystalline diamonds, the pure and
homogeneous structure in particular is a basic requirement for ultra- and high-precision machining with
geometrically determined cutting edges. The extremely sharp cutting edges allow for surface accuracies
of <Rz 0.02 um. The quality of the cutting edge perfectly reflects the surface quality that can be achieved.
When it comes to manufacturing tools, particular attention is paid to the crystal-system-based, direction-
dependent hardness values of monocrystalline diamonds. This is the only way of ensuring that the
maximum tool life is achieved. The geometric design of the cutting edge is optimised for the materials to
be machined.

MCD tools are ideally suited to finishing processes for non-ferrous metals and their alloys, precious metals
such as gold and platinum or transparent plastics such as PMMA and PC.

Ferrous metals and fibre-reinforced plastics are generally not suitable for machining with monocrystalline
diamond.

An extensive standard range of MCD tools for turning and milling are available from stock.
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&3

(ph HORN i)

Geometries

Ry &8 SR

Geometriy Metal Syntetic
KB EBEE ZERAR L/
long chipping short chipping | transparent soft

A0

KO

.MO

WO

X

PIHIAFAFNE!
MCD-1RIEZEKEEE
BEARETIF |, B R YIRFIHRIH,

Cutting edges must be measured optically!

MCD - Regrind upon request.

For standard holder please see our catalog GROOVING AND BROACHING.
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PRENA

Monocrystalline Diamond

(ph HORN i)

ya)a)

Insert

CCGT/CCGW/
DCGW/DCGT/
VCGW/VCGT/
108/114/S117/105

T
Toolholder

HC114/H117/HC105

IES

Cassette

NH105

YIS
Cutting data

164

MKD
MCD

B’I/Page
166-169, 171, 173,
175,177-178

3 B e

D1/Page D1/Page D1/Page
170 172 174

MKD
MCD

D1 /Page
176

D"I/Page
179



SEEelE (pli HORN i)

Monocrystalline Diamond

=y ZEH!

High polish turning

MCD7IEE i ZEHl High polish turning
with MCD
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AL

Insert

CCGT /CCGW (gl HORN ph)

MKD _E}f}
MCD

FRRS

Part number

CCGT060202.MD.WO
CCGW060202.MD.A0
CCGW060202.MD.KO
CCGW060202.MD.MO
CCGT060208.MD.W0
CCGW060208.MD.A0
CCGW060208.MD.KO
CCGW060208.MD.MO

166

6.35
6.35
6.35
6.35
6.35
6.35
6.35
6.35

24
}
CCGT 9°_
EREeTHsS
Carbide grades
A FEE A4
on stock 4 weeks
d, s l, r =)
=)
=
2.8 2.38 2 0.2 A
2.8 2.38 2 0.2 A
2.8 2.38 2 0.2 A
2.8 2.38 2 0.2 A
2.8 2.38 2 0.8 A
2.8 2.38 2 0.8 A
2.8 2.38 2 0.8 A
2.8 2.38 2 0.8 A




AL

Insert

DCGW / DCGT (phHORN pilh)

MKD _E}f}
MCD

12

v

] 1

FRES

Part number

DCGW11T302.MD.AO
DCGW11T302.MD.KO
DCGW11T302.MD.MO0
DCGT11T302.MD.WO
DCGW11T308.MD.A0
DCGW11T308.MD.KO
DCGW11T308.MD.MO0
DCGT11T308.MD.WO0

9.525
9.525
9,523
9.525
9.525
9.525
9.525
9.525

i@

DCGT 57

3.97
3.97
391
3.97
3.97
3.97
3.97
3.97

iy

N N NDNDNDNDNDDNDDN

A EE

on stock

0.2
0.2
0.2
0.2
0.8
0.8
0.8
0.8

EREeTHsS
Carbide grades

A4R

4 weeks

> > > > > > > > MDIO
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il VCGW /VCGT (pli HORN pl)

Insert

MKD || Tl= | |[l=F
MCD ]3 I"I N

[N N
i i
VCGW VCGT 9° BRASKES
Carbide grades
A EE A 4R
on stock 4 weeks
FREe d d, s ! r o
Part number a
=
VCGW160410.MD.A0 9.525 4.4 4.76 2.5 1 A
VCGW160410.MD.KO 9.525 4.4 4,76 2.5 1 A
VCGW160410.MD.MO 9.525 4.4 476 2.5 1 A
VCGT160410.MD.WO 9.525 4.4 4,76 2.5 1 A
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VAL 108 (ph HORN i)

Insert

MKD
MCD | = et | V7

BRETES
) Carbide grades
= J_ =]
R_E%ﬁ: I . A EF A4
R =right hand version shown
on stock 4 weeks
mis s f a r d o D HIS o
Part number a
=
R108.MDA0.02 3.4 4.65 7.65 0.2 6 0.3 7.8 306060R A
R108.MDKO0.02 3.4 4.65 7.65 0.2 6 0.3 7.8 306060R A
R108.MDMO0.02 3.4 4.65 7.65 0.2 6 0.3 7.8 306060R A
R108.MDA0.08 3.4 4.65 7.65 0.8 6 0.3 7.8 306060R A
R108.MDKO0.08 3.4 4.65 7.65 0.8 6 0.3 7.8 306060R A
R108.MDMO0.08 3.4 4.65 7.65 0.8 6 0.3 7.8 306060R A
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TIHF HC114 (plr HORN il)

Toolholder

\L i)
W *

&

nf

R=GFE-HE L= F A
R =right hand version shown L = left hand version
mis h b L, L h, b, Hy HWS
Part number
RHC114.1212.01 12 12 122 11.2 12 9.5 15.6 311090R » 311090L
RHC114.1616.01 16 16 122 11.2 16 9.5 19.6 311090R « 311090L
RHC114.2020.01 20 20 122 15.2 20 13.5 23.6 311090R « 311090L
RHC114.2525.01 25 25 147 20.2 25 18.5 28.6 311090R« 311090L
LHC114.1212.01 12 12 122 11.2 12 9.5 15.6 311090R« 311090L
LHC114.1616.01 16 16 122 11.2 16 9.5 19.6 311090R«311090L
LHC114.2020.01 20 20 122 15.2 20 13.5 23.6 311090R « 311090L
LHC114.2525.01 25 25 147 20.2 25 18.5 28.6 311090R + 311090L
R
* see inserts
Boft
Spare Parts
VAL PRIRET TORX PLUS®$RF
Toolholder Clamping Screw TORX PLUS® Wrench
R/LHC114... 4.12T15EP T15PQ
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7R 114 (ph HORN ph)

Insert

MKD | |[1i=7
MCD =1I | e | Ht = @

BRETES

Carbide grades

A EE A 4R

on stock 4 weeks
FRES s f a r d to. D,... HIS o
Part number a
=
R114.MDA0.02 53 8.7 13.5 0.2 g 0.3 13.8 311090R A
R114.MDKO0.02 53 8.7 135 0.2 9 0.3 13.8 311090R A
R114.MDMO0.02 5.3 8.7 13.5 0.2 9 0.3 13.8 311090R A
R114.MDA0.08 5.3 8.7 13.5 0.8 9 0.3 13.8 311090R A
R114.MDKO0.08 53 8.7 13.5 0.8 9 0.3 13.8 311090R A
R114.MDMO0.08 53 8.7 13.5 0.8 9 0.3 13.8 311090R A

&R HC JI#FRE , AT A F5MEMI,

Can also be used for external machining when using HC holders.
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TIFF H117 (ph HORN i)

Toolholder

b
el f—
R=GFE-HE L= F A
R =right hand version shown L = left hand version
FRES h b , h, a & ,
Part number Figur
RH117.MD10.45.5.10 10 11 100 10.4 5° < 17
RH117.MD10.90.5.10 10 10 100 10.4 5° d 17.5
LH117.MD10.45.5.10 10 11 100 10.4 5° C 17
LH117.MD10.90.5.10 10 10 100 10.4 5° d 17.5
H117.MD10.00.5.10 10 10 100 10.4 5° A =
ARt
Spare Parts
TIFF PERRET TORX PLUS®{RF
Toolholder Clamping Screw TORX PLUS® Wrench
H117.MD10.00.5.10 030.400P.0227 T15PQ
R/LH117.MD10... 030.400P.0227 T15PQ
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TR S117 (plr HORN il)

Insert

MKOI 5 42 | WO LAD || KO || MO

A
0,1x45°
T |
T} i
CAEI
1
0,1x45°
BRA SIS
) ) Carbide grades
= . =] = !
REGFR-UE LEFE = A4
R =right hand version shown L = left hand version
on stock 4 weeks
s R w HIS o
Part number a
=
RS117.100.00.W0.10 100 35 1171005 A
RS117.300.00.A0.10 300 3.5 1171005 A
RS117.300.00.K0.10 300 3.5 1171005 A
RS117.300.00.M0.10 300 3.5 1171005 A
LS117.100.00.W0.10 100 3.5 1171005 A
LS117.300.00.A0.10 300 3.5 1171005 A
LS117.300.00.K0.10 300 3.5 1171005 A
LS117.300.00.M0.10 300 3.5 1171005 A
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174

%ﬂ;older HC105

(ph HORrN i)

& |H--|E= :%

-

ﬁ—cp
\ %.eo
=019

17
FEmES h b L,
Part number
RHC105.MD1414.2.10 13.8 13.8 42



7R 105

Insert

(ph HORN i)

MKD
MCD | 5= \%

Part number

RS ‘ w

105.2020.MD.10 0.2

BRaEES

Carbide grades
A EF A 4R
on stock 4 weeks
HIS
105MD01
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nE NH105 (ph HoRN ph)

MKD
MCD @

s b h h, L, h, l, HWS
Part number

NH105.MD06.3.01 6 12 6 17.9 6 23.9 105MD02
NH105.MD06.4.01 6 12 6 17.9 6 24.8 105MD02
NH105.MD06.5.01 6 12 6 19.4 6 23.9 105MD02
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TR 105 (pli HorN ph)

Insert

W€ | LAD| KO MO wo

*A | 13 MCDJ] &

BRaEES

Carbide grades

A EF A 4R

on stock 4 weeks
FRES R w HIS o
Part number a
=
105.300.AD.06 300 3.5 105MD02 A
105.300.KD.06 300 3.5 105MD02 A
105.300.MD.06 300 3.5 105MD02 A
105.100.WD.06 100 3.5 105MD02 A
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7R 105

Insert

(ph HORN i)

MKD | |[l=r
MCD v

Part number

ERES r

105.3030.MD.06 0.2

178

MKD
MCD

3.05

BRETES
Carbide grades
A EF A 4R
on stock 4 weeks
HIS
105MD02




HYEZEHIN TS

Cutting data High Polish Turning

(ph HORN i)

M

Material
Ag
Al/ Mg
Au
Cu
CuNi
CuSn
CuW

CuZn

CuZn
1K5R/ TR

lead-free/low-lead

Ir/Pd /Pt
Mo
Ni
Ti
Zn
PA
PC
PE
PEEK
PMMA
POM
PTFE

pvC

min

50

100

50

50

40

50

40

50

50

30

35

40

40

80

60

50

80

60

80

80

70

60

max

300

2,500

300

500

250

300

250

450

350

100

120

200

200

350

220

200

350

250

300

350

300

250

fn/fz
(mm/U)

(mm/rev)

0.010-0.06
0.005-0.15
0.005-0.06
0.005-0.08
0.010-0.06
0.005-0.08
0.010-0.07

0.005-0.10
0.005-0.10

0.005-0.05
0.010-0.05
0.010-0.06
0.010-0.06
0.005-0.12
0.010-0.25
0.005-0.20
0.010-0.25
0.010-0.25
0.005-0.20
0.010-0.25
0.01-0.25

0.01-0.25

(mm)
0.005 - 0.05
0.005 - 0.05
0.005 - 0.05
0.005-0.04
0.005-0.04
0.005 - 0.04
0.005 - 0.04

0.005-0.05
0.005-0.05

0.005-0.03
0.005-0.03
0.005-0.03
0.005-0.03
0.005-0.05
0.010-0.10
0.010-0.10
0.010-0.10
0.010-0.10
0.010-0.10
0.010-0.10
0.010-0.10

0.010-0.10

rER

Geometry

M

A

WESINAR

Recommended Coolant

p::
oil
R #77
Emulsion
JH
oil
JH
oil
ALK
Emulsion
H
oil
JH
oil

A&
Emulsion
A&
Emulsion
ER 77
Emulsion
ALK
Emulsion

Emulsion
Emulsion

L&
Emulsion
ALK | RS
Emulsion / Air
A&
Emulsion
EIR 77
Emulsion
ALK | RS
Emulsion / Air
A&
Emulsion
A&
Emulsion
ER (77

Emulsion
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et (airHoRN D)

Monocrystalline Diamond

2& %ﬁﬂ &*IHEH,MTJHD'LQ% D"I/Page
Stitch Milling Cutter MKD Technical Instructions/ 191-192
DSFF.MD/DST.MD MCD Accessories
B’I/Page
182
IINEYERSK YT 7] IHI B B1/page
Micro End Mill Ball Nose MKD Cutting data 194
DSK.MD M C D
D1/Page
183
BRKIIHET]
Ball Nose End Mill MKD
DSK.MD MCD
D"I/Page
184
I E AN A LT
Face and Peripheral End M KD
Mill
DST.MD MCD
T1/Page
185
ST HE T
Arbour Mounted Cutter MKD
DTM M C D
D"I/Page
186
Va)a)
Insert MKD
DTS/105 M C D
ﬁ/Page
187,193
TR
Balancing Insert MKD
DTS
MCD
D1 /Page
188
#BHIIM
Shell Mill Holder
S e
B'I/Page
189-190

180



Monocrystalline Diamond

=3 bl

High polish milling

MCDJI R St SEAl High polish milling
with MCD
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DSFF.MD (ph HORN i)

et S
Stitch Milling Cutter

MKD HAEgé_L
meo|| Z1 | = % \V4

T 0°
7] B E— o
Tr’l—l <a 1 @
* A — |1 -
e
&
A, 5
o /
5| YVIeE b s
Sy = e
tmax 0__.*':

: BRESES
Carbide grades
A EE A 4R
on stock 4 weeks

s d, Ds r a L, d, d, t l, Y KA =

Part number Type =)

=

DSFF.MD.30.38.3 0.3 2 0.05 30° 55 2.8 3 1.5 38 - 1 A

DSFF.MD.30.66.6 0.3 2 0.05 30° 55 2.8 6 15 66 4° 2 A

DSFF.MD.45.38.3 0.3 2.8 0.05 45° 5.5 2.8 3 1.25 38 - 1 A

DSFF.MD.60.38.3 0.3 2.8 0.05 60° 55 2.8 3 0.72 38 - 1 A

DSFF.MD.60.66.6 0.3 2.8 0.05 60° 5.5 2.8 6 0.72 66 4° 2 A
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INBYERSL ST 857 DSK.MD (ph HORN i)

Micro End Mill Ball Nose

MKD o
MCD
YA
yB
ERagEs
Carbide grades
A EF A4
on stock 4 weeks
ERES d, r a L, d, d, t. L, Y et =
Part number Type o
=
DSK.MD.010.38.3 0.1 0.05 20° 5.5 1.6 3 0.05 38 20° 1 A
DSK.MD.020.38.3 0.2 0.1 20° 5.5 1.6 3 0.1 38 20° 1 A
DSK.MD.030.38.3 0.3 0.15 20° 5.5 1.6 3 0.15 38 20° 1 A
DSK.MD.040.38.3 0.4 0.2 15° 5.5 1.6 3 0.2 38 20° 1 A
DSK.MD.050.38.3 0.5 0.25 - 5.5 1.6 3 0.25 38 20° 2 A
DSK.MD.080.38.3 0.8 0.4 - 5.5 1.6 3 0.4 38 20° 2 A
DSK.MD.100.38.3 1 0.5 - 5.5 1.6 3 0.5 38 20° 2 A
DSK.MD.150.38.3 1.5 0.75 = 5.5 1.6 3 0.75 38 20° 2 A
DSK.MD.200.38.3 2 1 = 55 1.6 3 1 38 20° 3 A
DSK.MD.200.66.6 2 1 - 5.5 1.6 6 1 66 6° 3 A
DSK.MD.300.66.6 3 15 - - 2.6 6 1.5 66 4.5° 3 A
DSK.MD.400.66.6 4 2 - - 3.5 6 2 66 3.5° 3 A
DSK.MD.500.66.6 5 2.5 = = 4.5 6 2.5 66 2° 3 A
DSK.MD.600.66.6 6 3 = = 4.5 6 3 66 2° 3 A
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BRI 7] DSK.MD (ph HoRrN piD)

Ball Nose End Mill

MKD || 4
McD || £

YA |

e E—

EREeTHsS
Carbide grades

A EE A4

on stock 4 weeks

Fmils d, r l, d, d i)
Part number Type

DSK.MD.800.80.8 8
DSK.MD.1000.90.10 10
DSK.MD.1200.90.10 12
DSK.MD.1600.90.10 16

35 7.5 8
45 9.5 10
11.5 10
155 10

80
90
90
90

o o U b
o o U b
NN R e
> > > » MDI10

184



U TETFH B 3 37 %5 )

Face and Peripheral End Mill

DST.MD

(ph HORN i)

MKD HAEgé_L
meo || Z1 |3 v :%
JA

-

B

1B

@v«: — = g

FRRS

Part number

DST.MD.600.66.6
DST.MD.800.80.8
DST.MD.1000.90.10
DST.MD.1200.90.10
DST.MD.1600.90.10

50
50
100
100
100

b x 45°

0.1
0.15
0.15
0.15
0.15

25
35
45

5.5
7.5
9.5
11.5
15

A~ D bW

A EE

on stock

[

1

66
80
90
90
90

EREeTHsS
Carbide grades

et
Type

NN H e e

A4R

4 weeks

> > > » > MDI10
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ST DTM (ph HORN i)

Arbour Mounted Cutter

MKD v PKD
vcp || Z4 :é “i l”sg”? pcp | [CVPD \V4

Br=HAF8

Picture = right hand cutting version

FEmES z Ds h d, d, L b C Mo
Part number

DTM.CX09.040.A16.04.AL.F 4 40 40 32 16 31 8.4 5.6 26000
DTM.CX09.050.A22.05.AL.F 5 50 40 40 22 26 10.4 6.3 24000
DTM.CX09.063.A22.06.AL.F 6 63 40 40 22 26 10.4 6.3 20000
DTM.CX09.080.A27.06.AL.F 6 80 50 48 27 33 12.4 7 18000
DTM.CX09.100.A32.07.AL.F 7 100 63 58 32 48 14.4 8 15000
DTM.CX09.125.A40.08.AL.F 8 125 63 70 40 46 16.4 9 12000

KA p BEwITRIEE

with p-precise plan setting

#E:

{ER 71 DTS.CX09.11.H5 PD75 (A &) fEATIIAI, FEFERE,

MRIH TNHEARGS , WEBRAFIRE,

Recommendation:

Use insert DTS.CX09.11.H5 PD75 (chapter A) as a pre-cutter. Pay attention to balance quality.
If the number of cutting edges is uneven, occupy all insert seats.

ot

Spare Parts
TR HET] PRIRET TORX PLUS®$RF
Arbour Mounted Cutter Clamping Screw TORX PLUS® Wrench
DTM.CX09....A16/A22 030.350P.0853 T15PQ
DTM.CX09... 030.3509.T15P T15PQ
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& DTS (ph HORN i)

Insert

ool | LMo WO X0

W

BRETES

Carbide grades

A EF A 4R

on stock 4 weeks
FRES d d, s r b x 45° o
Part number a
=
DTS.CX09.MD.MO 9.525 4.4 3.97 100 0.2 A
DTS.CX09.MD.W0O 9.525 4.4 3.97 50 0.2 A
DTS.CX09.MD.X0 9.525 4.4 3.97 100 0.2 A
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FHIIR DTS (ph HORN i)

Balancing Insert

.
BRETES
Carbide grades
A EF A 4R
on stock 4 weeks
FREe d d, s
Part number
DTS.CX09.AT.HM 9.525 4.4 3.97
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gﬁﬁimolder HSK (ﬁh HORN I]h)

:% G25 ||
oM 110,005

B~
d |D D¢
Fig (4)

Famis ik d D AL L A ER LR N/W
Part number Designation Coolant supply kg

5103448 WSMH/16-50/HSK-A50 16 38 50 17 24 FORM AD 0.75
5103450 WSMH/22-60/HSK-A50 22 48 60 19 34 FORM AD 1.05
5103452 WSMH/27-60/HSK-A50 27 48 60 21 34 FORM AD 1.30
5103454 WSMH/32-60/HSK-A50 32 78 60 24 34 FORM AD 1.60
5103457 WSMH/16-100/HSK-A50 16 38 100 17 4 FORM AD 1.25
5103459 WSMH/22-100/HSK-A50 22 48 100 19 T4 FORM AD 1.60
5103461 WSMH/27-100/HSK-A50 27 58 100 21 74 FORM AD 2.00
5103462 WSMH/32-100/HSK-A50 32 75 100 24 74 FORM AD 2.40
4601763 WSMH/16-50/HSK-A63 16 38 50 17 24 FORM AD 1.05
4601765 WSMH/22-50/HSK-A63 22 48 50 19 24 FORM AD 1.20
4601767 WSMH/27-60/HSK-A63 27 58 60 21 34 FORM AD 1.60
4601769 WSMH/32-60/HSK-A63 32 78 60 24 34 FORM AD 1.90
4601771 WSMH/40-60/HSK-A63 x* 40 88 60 27 34 FORM AD 2.40
4601764 WSMH/16-100/HSK-A63 16 38 100 17 74 FORM AD 1.50
4601766 WSMH/22-100/HSK-A63 22 48 100 19 74 FORM AD 1.90
4601768 WSMH/27-100/HSK-A63 27 58 100 21 74 FORM AD 2.40
4601770 WSMH/32-100/HSK-A63 32 78 100 24 T4 FORM AD 3.30
4601772 WSMH/40-100/HSK-A63 x* 40 88 100 27 74 FORM AD 4.00
5056120 WSMH/16-50/HSK-A100 16 38 50 17 21 FORM AD 2.35
4601663 WSMH/22-50/HSK-A100 22 48 50 19 21 FORM AD 2.50
4601664 WSMH/27-50/HSK-A100 27 58 50 21 21 FORM AD 2.80
4601665 WSMH/32-50/HSK-A100 32 78 50 24 21 FORM AD 3.10
4601666 WSMH/40-60/HSK-A100 x* 40 88 60 27 31 FORM AD 4.00
5056122 WSMH/60-70/HSK-A100 x 60 129 70 40 41 FORM AD 6.15
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gﬁﬁimolder SK (ﬁh HORN I]h)

:% G25 ||
oM 110,005

T Gl
Lok D | .
& =5 S l~)
Fig (+)

FRES i d | D | AL | L R N/W
Part number Designation Coolant supply kg

4600822 WSMH/16-35/SK40 16 38 35 17 15.9 FORMA/D B 1.10
4600823 WSMH/22-35/SK40 22 48 35 19 15.9 FORMA/D B 1.25
4600824 WSMH/27-40/SK40 27 58 40 21 20.9 FORMA/D B 1.45
4600825 WSMH/32-50/SK40 32 78 50 24 30.9 FORMA/D B 2.00
4600826 WSMH/40-50/SK40 x* 40 88 50 27 30.9 FORMA/D B 2.30
5055095 WSMH/22-100/SK40 16 38 100 17 80.9 FORMA/D B 1.70
5055102 WSMH/22-100/SK40 22 48 100 19 80.9 FORMA/D B 2.20
5055104 WSMH/27-100/SK40 27 58 100 21 80.9 FORMA/D B 2.70
5055105 WSMH/32-100/SK40 32 78 100 24 80.9 FORMA/D B 3.80
5055106 WSMH/40-100/SK40 x* 40 88 100 27 80.9 FORMA/D B 4.50
5055107 WSMH/16-160/SK40 16 38 160 17 | 140.9 FORMA/D B 2.20
5055108 WSMH/22-160/SK40 22 48 160 19 | 140.9 FORMA/D B 3.00
5055109 WSMH/27-160/SK40 27 58 160 21 | 1409 FORMA/D B 3.85
5055110 WSMH/32-160/SK40 32 78 160 24 | 140.9 FORMA/D B 5.90
5055111 WSMH/40-160/SK40 x* 40 88 160 27 | 140.9 FORMA/D B 7.30
5055112 WSMH/16-44/SK50 16 38 44 17 24.9 FORMA/D B 2.95
4601356 WSMH/22-44/SK50 22 48 44 19 24.9 FORMA/D B 3.10
4601357 WSMH/27-44/SK50 27 58 44 21 24.9 FORMA/D B 3.35
4601358 WSMH/32-40/SK50 32 78 40 24 20.9 FORMA/D B 3.65
4601359 WSMH/40-50/SK50 x* 40 88 50 27 30.9 FORMA/D B 5.70
4601360 WSMH/60-70/SK50 x 60 129 70 40 50.9 FORMA/D B 7.80
5055123 WSMH/16-100/SK50 16 38 100 17 80.9 FORMA/D B 3.50
5055125 WSMH/22-100/SK50 22 48 100 19 80.9 FORMA/D B 3.85
5055126 WSMH/27-100/SK50 27 58 100 21 80.9 FORMA/D B 4.90
5055127 WSMH/32-100/SK50 32 78 100 24 80.9 FORMA/D B 5.80
5055128 WSMH/40-100/SK50 x* 40 88 100 27 80.9 FORMA/D B 6.70
5055130 WSMH/16-160/SK50 16 38 160 17 | 140.9 FORMA/D B 3.95
5055131 WSMH/22-160/SK50 22 48 160 19 | 140.9 FORMA/D B 4.70
5055132 WSMH/27-160/SK50 27 58 160 21 | 140.9 FORMA/D B 5.85
5055133 WSMH/32-160/SK50 32 78 160 24 | 140.9 FORMA/D B 8.00
5055134 WSMH/40-160/SK50 x* 40 88 160 27 | 140.9 FORMA/D B 9.50
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Technical Instructions, Accessories

(ph HORN i)

BARBEA:

Fr B TIHRItRAETLE (10 EXK)

FRE TIiREMRER S REVSEDFL (7 "AD/B "ERBITIHR )
d=040, d=0 60 sktin 4 MELFL. , & DIN 2079 trf
RTHEEE: Eth. EEIESTANEEIEET (DIN 912)
TEERRIT S K 424T (DIN 6367)

A FKIZ5T (39%F4S DIN 912 1 DIN 6367 4R/ )

Technical Instructions:

Bore (10 mm) standard for all holders

Coolant hole on the face (holder with Form ,,AD/B”) as standard for all holders
d=0@40,d =@ 60 with additional 4 threaded holes to DIN 2079

Delivery includes: Drive blocks, tightening screw and clamping screw (DIN 912)
Please order clamping screw (DIN 6367) separately

Delivery includes: Clamping screw (both DIN 912 & DIN 6367)

AT HSK FRBAAHE
Coolant tube for HSK chuck
RS sk R
Part number Designation Size
5025376 UE4/HSK63 HSK63
5028428 UE4/HSK100 HSK100
REERERTF
Installation wrench for coolant pipe
FRAS R
Part number Size
6738421 HSK63
6738303 HSK100
% DIN 6368
Wrench to DIN 6368
RS ik
Part number Designation
5056946 DIN6368-16
6942963 DIN6368-22
6942916 DIN6368-27
6942917 DIN6368-32
6950689 DIN6368-40
RF
Wrench
FRES Rk
Part number Designation
6737650 SW6
6737651 SW8
6737652 SW10
6737654 SW14
6737655 SW17
§HUELL DIN 913
ThreadPintoDIN913
FEmEs ik R #g
Part number Designation Size
6914425 DIN913-M3x3 16
6951794 DIN913-M3x5 22,27,32
5056913 DIN913-M3x7 40
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Ao (ph HORN i)

Spare Parts

HUZ 24T DIN 6367 Tightening
Screw to DIN 6367

ERES Eipe R#&
Part number Designation Size
6934073 DIN6367-M8 16
6940383 DIN6367-M10 22
6941541 DIN6367-M12 27
6942757 DIN6367-M16 32
6943111 DIN6367-M20 40

&% DIN 6885
Feather Key to DIN 6885

FRES sz Rg
Part number Designation Size
5056905 DIN6885-C4x4x20 16
5056909 DIN6885-C6x6x25 22
5056610 DIN6885-C7x7x25 27
5056911 DIN6885-C8x7x28 32
5056912 DIN6885-C10x8x32 40

-5

Feather Key
FRES sz R#g
Part number Designation Size
5057289 Dial6-8x8x14 16
5057293 Dia22-10x10x17 22
5057293 Dia22-10x10x17 27
5057293 Dia22-10x10x17 32
5057294 Dia22-10x10x17 40

PI7SF4R$TDIN 912

Hexagon Socket Screw to DIN 912
RS #iik R #it&
Part number Designation Size
6914489 DIN912-M3x8 16
6918335 DIN912-M4x8 22
6941122 DIN912-M5x13 27
5056916 DIN912-M5x13 32
6900224 DIN912-M6x16 40

DIN 69872 A+B X E#g#E , THEFL , A% O KE
Tightening Bolt DIN 69872 A+B, with through hole, without o-ring

Fmis Rk oD1 @D2 2D3 L L1 2 R~
Part number Designation 1%
Size
6733614 BN 164-SK30 13 9 13 44 24 15° M12
6733615 BN 164-SK40 19 14 17 54 26 15° M16
6733616 BN 164-SK50 28 21 25 74 34 15° M24

DIN 69872 A+B $i%T , il 7L , # O K@
Pull Stud DIN 69872 A+B, without through hole, with o-ring

FmEs Rk gD1 @D2 @D3 L L1 2 Rt
Part number Designation &
Size
6733614 BN 164-SK30 13 9 13 44 24 15° M12
6733615 BN 164-SK40 19 14 17 54 26 15° M16
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Insert

105

(ph HORN i)

MKD
MCD g Qﬁ%

*A _ 13 MCDJ] &
| MCD
\

0.1x45° A
FEmES r w
Part number
105.300.AF.06 300 3.5
105.300.KF.06 300 3.5
105.300.MF.06 300 3.5
105.100.WF.06 100 3.5

R
"R TIFFIE 176 T,
Note:

Usable toolholder can be found on page 176.

BRASIS
Carbide grades
A EF A 4R
on stock 4 weeks
HIS o
—
[a)
=
105MD02 A
105MD02 A
105MD02 A
105MDO02 A
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Cutting data

(ph'HOoRN ph)

4

Material
Ag
Al/ Mg
Au
Cu
CuNi
CuSn
Cuw

CuZn

CuZn
K8/ E50

lead-free/low-lead

Ir/Pd /Pt
Mo
Ni
Ti
Zn
PA
PC
PE

PEEK
PMMA
POM
PTFE

PVC

194

min

50

100

50

50

40

50

40

50

50

30

35

40

40

80

60

50

80

60

80

80

70

60

maXx

300

2,500

300

500

250

300

250

450

350

100

120

200

200

350

220

200

350

250

300

350

300

250

f /f,
(mm/U)

(mm/rev)

0.010-0.06
0.005-0.15
0.005-0.06
0.005-0.08
0.010-0.06
0.005-0.08
0.010-0.07

0.005-0.10
0.005-0.10

0.005-0.05
0.010-0.05
0.010-0.06
0.010-0.06
0.005-0.12
0.010-0.25
0.005-0.20
0.010-0.25
0.010-0.25
0.005-0.20
0.010-0.25
0.01-0.25

0.01-0.25

(mm)

0.005-0.05
0.005-0.05
0.005-0.05
0.005-0.04
0.005-0.04
0.005-0.04
0.005-0.04

0.005-0.05
0.005-0.05

0.005-0.03
0.005-0.03
0.005-0.03
0.005-0.03
0.005-0.05
0.010-0.10
0.010-0.10
0.010-0.10
0.010-0.10
0.010-0.10
0.010-0.10
0.010-0.10

0.010-0.10

WESIAN

Recommended Coolant

p::
oil
LR
Emulsion
JH
oil
JH
oil
ALK
Emulsion
H
oil
JH
oil

A&
Emulsion
A&
Emulsion
ER (77
Emulsion
A&
Emulsion
A&
Emulsion
A&
Emulsion
ALK | RS
Emulsion / Air
A&
Emulsion
FLAL&
Emulsion
ALK | RS
Emulsion / Air
A&
Emulsion
A&
Emulsion
ER (77

Emulsion
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Cubic Boron Nitride

35/System B1/Page
Supermini 198
Mini 204
229 208
315 212

ISO 218
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CBNRZF (ph HoRrN piD)

Application of cubic boron nitride — CBN

R&ILHRICMZICRTENEE —@E e, BRI A RSS2 ES
Ro TR RIS B RE X BIR AR, 1552 Z N T AW HEC S BB AR AT
HofAMMI P, THETIERNERIAS ST RN, LT BRI FEBIRMm, X
—HFEEISERAF AN WA B S A D BT LU0 o Eitt, PCBN#KIA AR — MR 5T RITIHI#4
Ft AT I R F I TH5 3K A S REMHURBEN IR EEE,

PCBNEM# A TVIH & SUERNME L FRNAER DK B RTNEST,ARFSHT
FEERREBYIERE, XL REP] LURIEAR RN A TS EIRARIFI A @ B IREE AR D HK
X7 PCBNEAM X B I EBERVIEIT, BRI UTEISOAR A5 1354 F, PCBNEMBVIEE 1F

A UIE AR A EHENREN T ERREFMRERER BENSREHRE
LF BRI ERDNERT, FEZT BRI,

Polycristalline cubic boron nitride, the second hardest material after diamond, is characterised by a
unique combination of physical, mechanical and chemical properties. Its high thermal resistance and
hardness in particular enable maximum efficiency when machining hardened steel with geometrically
determined cutting edges. Yet its chemical interaction with metals is also influenced by passivity, which
is in contrast to diamond or silicon carbide. This property allows a wide range of materials other than
hardened steel to also be machined. As a result, PCBN is regarded as an economical cutting material
that can successfully be used in machining cast iron, white iron and sintered materials and in precision
machining superalloys.

PCBN substrates are used as cutting material composite systems. The variation in their volume fraction,
grain size and binder system results in very different properties, which can be used to great advantage
depending on the application in question. PCBN substrates are generally differentiated based on their
volume fraction. This is the most important index and can also be found in ISO standard 513. The
interaction of PCBN substrate, geometric design of the cutting edge, optimum cutting values and a stabile
tool system allow material removal rates, accuracies and high surface qualities to be achieved that are
superior to grinding technology. In very rare cases, special machines will be required.

CBO7 HREMEMLL TR T, NI (45-T0HRC)ZRFEN
CB10  Hard machining of steel (45-70 HRC) with a smooth and lightly interrupted cut

EWE TR T, I (45-T0HRC) FEEN

CB35 Hard machining of steel (45-70 HRC) with a heavily interrupted cut

CB50
CB60 BHmT

Cast iron machining

CHig H&EMH.EESEMINT

Sintered materials, precision machining of superalloys
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Hard Boring

Valat

Insert C B N

105 PCBN
D1 /Page
200-203

tﬂﬁ"]?%iﬂl ﬁ/Page

Cutting data 216
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PRI (ﬁh HORN I]h)

Hard Boring

Supermini

Sl

A e s Do g TroTine

- B ZR R - Hard Turning

- BN - Machining castings

- REETHBR S E - Sintered steel and Superalloys
JI#Fi¥IISUPERMINI & MINI For toolholder see our catalogue

AR, ZETA SUPERMINI & MINI, chapter A
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Insert

CBN | :E?
PCBN =

ISO #4#1XE5

© - e ISO Mat. Code

! 4K

BRASIS
R AL 40 e Carbide grades
e = ~ ) A EF A4TE
R =right hand version shown L = left hand version on stock 4 weeks
RS r f a d b L, L, t.. | D.. a HIS o |
Part number @ | @
O | O
R105.1813.00.1.2.B 0.05 13 1.7 1.4 T 5 25 0.2 2 18° 105125
R105.1813.01.1.2.B 0.1 1.3 1.7 1.4 7 5 25 0.2 2 18° 105125
R105.0513.0.3.B 0.15 1.3 2.7 2.5 T 7 25 0.1 3 5° 105125
R105.1813.01.0.3.B 0.1 1.3 2.7 2.4 7 7 25 0.2 3 18° 105125
R105.1813.01.1.3.B 0.1 13 2.7 2.4 7 12 30 0.2 3 18° 105125
R105.1813.02.0.3.B 0.2 1.3 2.7 2.4 7 7 25 0.2 3 18° 105125
R105.1813.02.1.3.B 0.2 1.3 2.7 2.4 7 12 30 0.2 3 18° 105125
R105.0519.1.4.B 0.2 1.5 3.7 3.4 7 10 25 0.1 4 5° 105125
R105.1815.01.1.4.B 0.1 1.5 3.7 34 7 10 25 0.2 4 18° 105125
R105.1815.02.1.4.B 0.2 1.5 3.7 3.4 7 10 25 0.2 4 18° 105125
R105.1815.01.2.4.B 0.1 1.5 3.7 3.4 T 15 30 0.2 4 18° 105125
L105.1813.00.1.2.B 0.05 13 1.7 1.4 7 5 25 0.2 2 18° 105125
L105.1813.01.1.2.B 0.1 1.3 1.7 1.4 7 5 25 0.2 2 18° 105125
L105.1813.01.0.3.B 0.1 13 2.7 2.4 7 7 25 0.2 3 18° 105125
L105.1813.01.1.3.B 0.1 13 2.7 2.4 7 12 30 0.2 3 18° 105125
L105.1813.02.0.3.B 0.2 1.3 2.7 2.4 7 7 25 0.2 3 18° 105125
L105.1813.02.1.3.B 0.2 13 2.7 24 7 12 30 0.2 3 18° 105125
L105.1815.01.1.4.B 0.1 1.5 3.7 34 7 10 25 0.2 4 18° 105125
L105.1815.02.1.4.B 0.2 1.5 3.7 3.4 T 10 25 0.2 4 18° 105125
L105.1815.01.2.4.B 0.1 1.5 3.7 3.4 7 15 30 0.2 4 18° 105125
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Insert

CBN | :E?
PCBN =

ISO #4#1XE5

© - e ISO Mat. Code

! 4K

BRASIS
R AL 40 e Carbide grades
e = ~ ) A EF A4TE
R =right hand version shown L = left hand version on stock 4 weeks
s r f a d b L, L, to D, a HIS o | uv
Part number @ | @
O | O
R105.0523.2.5.B 0.2 2.3 4.7 4.4 7 15 30 0.1 5 5° 105125
R105.1823.01.1.5.B 0.1 2.3 4.4 4.4 7 10 25 0.2 5 18° 105125
R105.1823.01.2.5.B 0.1 2.3 4.4 4.4 T 15 30 0.2 5 18° 105125
R105.1823.02.1.5.B 0.2 2.3 4.4 4.4 T 10 25 0.2 5 18° 105125
R105.1823.02.2.5.B 0.2 2.3 4.4 4.4 T 15 30 0.2 5 18° 105125
R105.1823.15.3.5.B 0.15 2.3 4.4 4.4 T 20 35 0.3 5 18° 105125
R105.0533.2.6.B 0.2 3.3 5.7 5.3 T 15 30 0.15 6 5° 105125
R105.1833.01.2.6.B 0.1 3.3 5.7 5.3 7 15 30 0.2 6 18° 105125
R105.1833.02.2.6.B 0.2 3.3 5.7 53 T 15 30 0.3 6 18° 105125
R105.0533.3.6.B 0.2 3.3 5.7 5.3 7 20 35 0.15 6 5° 105125
R105.0540.2.7.B 0.2 4 6.4 6 T 15 30 0.15 6.8 5° 105125
R105.1840.02.2.7.B 0.2 4 6.4 6 T 15 30 0.3 6.8 18° 105125
R105.1840.02.3.7.B 0.2 4 6.4 6 T 20 35 0.3 6.8 18° 105125
R105.1840.15.4.7.B 0.15 4 6.4 6 1 25 40 0.3 6.8 18° 105125
L105.1823.01.1.5.B 0.1 2.3 4.4 4.4 I 10 25 0.2 5 18° 105125
L105.1823.01.2.5.B 0.1 2.3 4.4 4.4 7 15 30 0.2 5 18° 105125
L105.1823.02.1.5.B 0.2 2.3 4.4 4.4 T 10 25 0.2 5 18° 105125
L105.1823.02.2.5.B 0.2 2.3 4.4 4.4 1 15 30 0.2 5 18° 105125
L105.1823.15.3.5.B 0.15 2.3 4.4 4.4 T 20 35 0.3 5 18° 105125
L105.1833.01.2.6.B 0.1 3.3 5.7 5.3 7 15 30 0.2 6 18° 105125
L105.1833.02.2.6.B 0.2 3.3 5.7 5.3 T 15 30 0.3 6 18° 105125
L105.0533.3.6.B 0.2 3.3 5.7 5.3 T 20 35 0.15 6 5° 105125
L105.1840.02.2.7.B 0.2 4 6.4 6 T 15 30 0.3 6.8 18° 105125
L105.1840.02.3.7.B 0.2 4 6.4 6 T 20 35 0.3 6.8 18° 105125
L105.1840.15.4.7.B 0.15 4 6.4 6 T 25 40 0.3 6.8 18° 105125
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Insert

CBN | %
PCBN =

ISO #4#1XE5

@ e ISO Mat. Code

f P.S

EREeTHsS
R AL 40 e Carbide grades
e = ~ ) A EF A4TE
R =right hand version shown L = left hand version on stock 4 weeks
s r f a d b L L to D, a HIS o
Part number =
O
R105.1813.00.1.2.BA 0.05 1.3 1.7 14 T 5 25 0.2 2 18° 105125
R105.1813.01.1.2.BA 0.1 1.3 1.7 1.4 7 5 25 0.2 2 18° 105125
R105.1813.01.0.3.BA 0.1 13 2.7 2.4 T T 25 0.2 3 18° 105125
R105.1813.01.1.3.BA 0.1 1.3 2.7 2.4 7 12 30 0.2 3 18° 105125
R105.1813.02.0.3.BA 0.2 1.3 2.7 2.4 T T 25 0.2 3 18° 105125
R105.1813.02.1.3.BA 0.2 1.3 2.7 2.4 T 12 30 0.2 3 18° 105125
R105.1815.01.1.4.BA 0.1 1.5 3.7 3.4 7 10 25 0.2 4 18° 105125
R105.1815.01.2.4.BA 0.1 1.5 3.7 3.4 T 15 30 0.2 4 18° 105125
R105.1815.02.1.4.BA 0.2 1.5 3.7 3.4 7 10 25 0.2 4 18° 105125
R105.1815.02.2.4.BA 0.2 1.5 3.7 34 T 15 30 0.2 4 18° 105125
L105.1813.00.1.2.BA 0.05 1.3 1.7 1.4 T 5 25 0.2 2 18° 105125
L105.1813.01.1.2.BA 0.1 1.3 1.7 1.4 7 5 25 0.2 2 18° 105125
L105.1813.01.0.3.BA 0.1 1.3 2.7 2.4 7 7 25 0.2 3 18° 105125
L105.1813.01.1.3.BA 0.1 1.3 2.7 2.4 7 12 30 0.2 3 18° 105125
L105.1813.02.0.3.BA 0.2 1.3 2.7 2.4 T 7 25 0.2 3 18° 105125
L105.1813.02.1.3.BA 0.2 1.3 2.7 2.4 7 12 30 0.2 3 18° 105125
L105.1815.01.1.4.BA 0.1 1.5 3.7 3.4 7 10 25 0.2 4 18° 105125
L105.1815.01.2.4.BA 0.1 1.5 3.7 34 1 15 30 0.2 4 18° 105125
L105.1815.02.1.4.BA 0.2 1.5 3.7 34 T 10 25 0.2 4 18° 105125
L105.1815.02.2.4.BA 0.2 1.5 3.7 3.4 T 15 30 0.2 4 18° 105125
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Insert

CBN | %
PCBN =

ISO #4#1XE5

L e = ISO Mat. Code

f P.S

EREeTHsS
’ ) Carbide grades
= U — 1
R_E%’:L INE . L_E%ﬁt . N A4
R =right hand version shown L = left hand version
on stock 4 weeks
s r f a d b L L to D, a HIS o
Part number T
O

R105.1823.01.1.5.BA 0.1 2.3 4.4 4.4 T 10 25 0.2 5 18° 105125
R105.1823.01.2.5.BA 0.1 2.3 4.4 4.4 T 15 30 0.2 5 18° 105125
R105.1823.02.1.5.BA 0.2 2,3 4.4 4.4 T 10 25 0.2 5 18° 105125
R105.1823.02.2.5.BA 0.2 2.3 4.4 4.4 7 15 30 0.2 5 18° 105125
R105.1823.15.3.5.BA 0.15 2.3 4.4 4.4 7 20 E5 0.3 5 18° 105125
R105.1833.01.2.6.BA 0.1 S8 5.7 58 T iS5 30 0.3 6 18° 105125
R105.1840.02.2.7.BA 0.2 4 6.4 6 T 15 30 0.2 6.8 18° 105125
R105.1840.02.3.7.BA 0.2 4 6.4 6 7 20 35 0.3 6.8 18° 105125
R105.1840.15.4.7.BA 0.15 4 6.4 6 7 25 40 0.3 6.8 18° 105125
L105.1823.01.1.5.BA 0.1 2.3 4.4 4.4 7 10 25 0.2 5 18° 105125
L105.1823.01.2.5.BA 0.1 2.3 4.4 4.4 T 15 30 0.2 5 18° 105125
L105.1823.02.1.5.BA 0.2 A3 4.4 4.4 1 10 25 0.2 5 18° 105125
L105.1823.02.2.5.BA 0.2 2.3 4.4 4.4 7 15 30 0.2 5 18° 105125
L105.1823.15.3.5.BA 0.15 2.3 4.4 4.4 7 20 35 0.3 5 18° 105125
L105.1833.01.2.6.BA 0.1 33 5.0 53 T 15 30 0.3 6 18° 105125
L105.1840.02.2.7.BA 0.2 4 6.4 6 T 15 30 0.2 6.8 18° 105125
L105.1840.02.3.7.BA 0.2 4 6.4 6 7 20 B5 0.3 6.8 18° 105125
L105.1840.15.4.7.BA 0.15 4 6.4 6 7 25 40 0.3 6.8 18° 105125
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Hard Boring

71k

Insert C B N

107/108/11P/111

114/116 PCBN
D"I/Page
206-207
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Cutting data 216
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Hard Boring

Mini

sEAMGRZINT Boring and Profiling

f£F CBN with PCBN

- B L ZEH] - Hard Turning

- FS M EHN T - Machining castings

- IREENIBREE - Sintered steel and Superalloys
JIFFIE R SUPERMINI & MINI For toolholder see our catalogue

EiN SUPERMINI & MINI
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T8 107/108/11P/
nsert 111/114/116 ~ (HLHORNJD)

CBN
PCBN =
~ ISO H1EIXE3
% {“._. o 'l | ISO Mat. Code
1
1
BRASIS
R AL 40 e Carbide grades
e = ~ ) A EF A4TE
R =right hand version shown L = left hand version
on stock 4 weeks
s s f a r d D, a HIS o |
Part number @m | ™
O | O
R107.0537.02.B 3.3 3.7 6.3 0.2 5.2 6.8 5° 107052R
R107.1837.01.B 3.3 3.7 6.3 0.1 5.2 6.8 18° 107052R
R107.1837.02.B 3.3 3.7 6.3 0.2 5.2 6.8 18° 107052R
R108.0547.03.B 3.5 4.65 7.65 0.3 6 7.8 5° 306060R
R108.1847.03.B 3.5 4.65 7.65 0.3 6 7.8 18° 306060R
R108.1847.15.B 35 4.65 7.65 0.15 6 7.8 18° 306060R
R11P.1859.03.B 4.2 5.9 9.4 0.3 7 9.8 18° 11PO70R
R11P.1859.15.B 4.2 5.9 9.4 0.15 7 9.8 18° 11PO70R
R111.0557.03.B 3.95 5.7 9.7 0.3 8 10 5° 308080R
R111.0567.03.B 3.95 6.7 10.7 0.3 8 11 5° 308080R
R114.0572.04.B 5.3 7.25 11.75 0.4 9 12.5 5° 311090R
R114.1872.02.B 5.3 7.25 11.75 0.2 9 12.5 18° 311090R
R114.1872.04.B 5.3 7.25 11.75 0.4 9 12.5 18° 311090R
R116.0582.04.B 53 8.2 13.7 0.4 11 14 5° 116110R
L107.1837.01.B 3.3 3.7 6.3 0.1 5.2 6.8 18° 107052L
L107.1837.02.B 3.3 3.7 6.3 0.2 5.2 6.8 18° 107052L
L108.1847.03.B 3.5 4.65 7.65 0.3 6 7.8 18° 306060L
L108.1847.15.B 3.5 4.65 7.65 0.15 6 7.8 18° 306060L
L11P.1859.03.B 4.2 5.9 9.4 0.3 7 9.8 18° 11PO70L
L11P.1859.15.B 4.2 5.9 9.4 0.15 7 9.8 18° 11PO70L
L114.1872.02.B 5.3 7.25 11.75 0.2 9 12.5 18° 311090L
L114.1872.04.B 5.3 7.25 11.75 0.4 9 12.5 18° 311090L
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715 107/108/11P/114 (pliHORN ph)

Insert

CBN — A%
PCBN = Nt

o~ 1SO ##4tE5
o I1SO Mat. Code

q E

BRASIS
R AL 40 e Carbide grades
e = ~ ) A EF A4TE
R =right hand version shown L = left hand version on stock 4 weeks
s s f a r d D.in a HIS o
Part number T
O
R107.1837.01.BA 3.3 3.7 6.3 0.1 5.2 6.8 18° 107052R
R107.1837.02.BA 3.3 3.7 6.3 0.2 5.2 6.8 18° 107052R
R108.1847.03.BA 3.5 4.65 7.65 0.3 6 7.8 18° 306060R
R108.1847.15.BA 3.5 4.65 7.65 0.15 6 7.8 18° 306060R
R11P.1859.03.BA 4.2 5.9 9.4 0.3 T 9.8 18° 11P0O70R
R11P.1859.15.BA 4.2 5.9 9.4 0.15 1 9.8 18° 11PO70R
R114.1872.02.BA 5.3 7.25 11.75 0.2 9 12.5 18° 311090R
R114.1872.04.BA 5.3 7.25 11.75 0.4 9 12.5 18° 311090R
L107.1837.01.BA 3.3 3.7 6.3 0.1 5.2 6.8 18° 107052L
L107.1837.02.BA 3.3 3.7 6.3 0.2 5.2 6.8 18° 107052L
L108.1847.03.BA 3.5 4.65 7.65 0.3 6 7.8 18° 306060L
L108.1847.15.BA 3.5 4.65 7.65 0.15 6 7.8 18° 306060L
L11P.1859.03.BA 4.2 59 9.4 0.3 T 9.8 18° 11PO70L
L11P.1859.15.BA 4.2 5.9 9.4 0.15 T 9.8 18° 11PO70L
L114.1872.02.BA 5.3 7.25 11.75 0.2 9 12.5 18° 311090L
L114.1872.04.BA 5.3 7.25 11.75 0.4 9 12.5 18° 311090L

207



R (ph HORN ph)

Hard Turning

7R

Insert C B N
229 PCBN
D1 /Page
210-211
t)]ﬁ"]%iﬂl ﬁ/Page
Cutting data 217

208



s (pli HorN ph)

Hard Turning

229

Y& A CBN Turning with PCBN

- BB L ZEH) - Hard Turning

- FS M EHN T - Machining castings

- IREENIBEREE - Sintered steel and Superalloys
7IF1F DL A0 TAFEHI For toolholder see our catalogue
AR, ETH GROOVING AND BROACHING,

chapter H

209



7R 229 (ph HORN i)

Insert

CBN } ' !
peaN|| T || || T FCBN

30,4 30,6
é:éiiiiii %:%iigggg

1SO ##4tE5
A~ I1SO Mat. Code
4 |
2| g H
?g | M I ?g
< l<
WREaehEs
= - Carbide grades
BEE3-5mm E 6 mm -
Width 3-5mm Width 6 mm A EfF A4
on stock 4 weeks
Fmils w r HIS o
Part number P
(@]
229.0300.22.B 3 0.2 229030
229.0300.24.B 3 0.4 229030
229.0400.22.B 4 0.2 229040
229.0400.24.B 4 0.4 229040
229.0500.22.B 5 0.2 229040
229.0500.24.B 5 0.4 229040
229.0600.24.B 6 0.4 229050
229.0600.26.B 6 0.6 229050
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& 229 (ph HORN i)

Insert

CBN ' _l; 4
pcBN|| T =

30,4 30,6
é% 55

1SO ##4tE5
A~ I1SO Mat. Code
4 |
2| g P S
e
< l<
WREaehEs
= - Carbide grades
BEE3-5mm E 6 mm -
Width 3-5mm Width 6 mm A EfF A4
on stock 4 weeks
Fris w r HIS o
Part number T
(@)
229.0300.22.BA 3 0.2 229030
229.0300.24.BA 3 0.4 229030
229.0400.22.BA 4 0.2 229040
229.0400.24.BA 4 0.4 229040
229.0500.22.BA 5 0.2 229050
229.0500.24.BA 5 0.4 229050
229.0600.24.BA 6 0.4 229060
229.0600.26.BA 6 0.6 229060
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Hard Turning

7R

Insert C B N
315 PCBN
D1 /Page
214-215
t)]ﬁ"]%iﬂl ﬁ/Page
Cutting data 217
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s (pli HorN ph)

Hard Turning

315

$14E {8 PCBN Turning with PCBN

- BB L ZEH) - Hard Turning

- FS M EHN T - Machining castings

- IREWMABREE - Sintered steel and Superalloys
JIFFIER NN TADHER For toolholder see our catalogue
HER,ETP GROOVING AND BROACHING,

chapter P
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AL

315

(ph HORN )

Insert
CBN ! ! A
pcaN|| H || T || TH

R=HFE-MNE

R =right hand version shown

RS w
Part number

R315.0532.01.B 0.5
R315.1032.01.B 1

R315.1532.15.B 1.5
R315.2032.02.B 2

R315.2532.02.B 2.5
R315.3032.02.B 3

R315.4054.02.B 4

L315.0532.01.B 0.5
L315.1032.01.B 1

L315.1532.15.B 1.5
L315.2032.02.B 2

L315.2532.02.B 2.5
L315.3032.02.B 3

L315.4054.02.B 4

214

L=HFH

L = left hand version

0.1
0.1
0.15
0.2
0.2
0.2
0.2
0.1
0.1
0.15
0.2
0.2
0.2
0.2

3.2
82
32
3.2
3.2
3.2
3.2
82
3.2
3.2
3.2
3.2
3.2
3.2

1SO ##4tE5
I1SO Mat. Code

+ I

EREeTHsS
Carbide grades

A EE A4
on stock 4 weeks

HIS

CB10
CB35

31503R
31503R
31503R
31503R
31503R
31503R
31503R
31503L
31503L
31503L
31503L
31503L
31503L
31503L




7R 315 (ph HORN ph)

Insert

CBN [ ' '
PCBN|| |
1SO ##4tE5
I1SO Mat. Code
BRETES
) ) Carbide grades
= U_HNE - ]
R_ﬁ%.ﬁ; I . L_E%ﬁt . N A4F
R =right hand version shown L = left hand version
on stock 4 weeks
ERES w r t. s HIS ©
Part number T
(@)
R315.0532.01.BA 0.5 0.1 1.1 3.2 31503R
R315.1032.01.BA 1 0.1 2 3.2 31503R
R315.1532.15.BA 1.5 0.15 3 3.2 31503R
R315.2032.02.BA 2 0.2 4 3.2 31503R
R315.2532.02.BA 2.5 0.2 5 3.2 31503R
R315.3032.02.BA 3 0.2 5 3.2 31503R
R315.4054.02.BA 4 0.2 5 3.2 31503R
L315.0532.01.BA 0.5 0.1 11 3.2 31503L
L315.1032.01.BA 1 0.1 2 3.2 31503L
L315.1532.15.BA 15 0.15 3 3.2 31503L
L315.2032.02.BA 2 0.2 4 3.2 31503L
L315.2532.02.BA 2.5 0.2 5 3.2 31503L
L315.3032.02.BA 3 0.2 5 3.2 31503L
L315.4054.02.BA 4 0.2 5 3.2 31503L
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tIE2# Supermini #1 Mini
Cutting Data Supermini and Mini

(ph HORN i)

fI']
LR MR R Ve | (mm/u) % Jar¥sl
Material Substrate | Application | m/min | (mm/rev) (mm) Coolant
SERTEEN - &L H D 2-4 80-140 | 0.01-0.03 | 0.01-0.05 s/
Hardened Steel - without interrupted cut CB10 BRI
45-65 HRC >0 4 90-150 | 0.02-0.05 | 0.02-0.15 | Air/Emulsion
H
RN - WrsE | @ 2-4 90-150 | 0.01-0.03 | 0.01-0.05 —
Hardened Steel - with interrupted cut CB35 u%?
45-65 HRC >@4 | 100-160 | 0.02-0.05 | 0.02-0.15
J5e4E, B (f5I40: Sint D11) 32-4 80-280 | 0.02-0.10 | 0.02-0.12 -
P Sji;t:lred steel. soft (e.g.: Sint D11) Egég Eﬁgﬁﬁgn
<220HB >@4 | 100-390 | 0.02-0.18 | 0.02-0.40
300- S
JREE "GG" (GJL) D 2-4 1000 0.02-0.10 | 0.02-0.15 | 4%/
Grey castiron CB35 s
<240 HB >ga | % 1003018 | 002040 |Emuisionai
Xk ,GGV* (GJV) @2-4 |150-650 | 0.02-0.07 | 0.02-0.12 | Z.{ki&/
Grey cast iron CB35 s
220-300 HB >@4 |200-700 | 0.02-0.13 | 0.02-0.35 | Emulsion/Air
PREk ,,GGG (GJS) CHI1G @2-4 | 140-400 | 0.01-0.05 | 0.01-0.25 | F{ki&/
Grey castiron =
220-300 HB CB35 | >g4 |180-550 | 0.02-0.11 | 0.02-0.32 | Emulsion/Air
@2-4 50-110 |0.01-0.025| 0.01-0.05 =11 /08
ADI (FE1t / hardened) CH1G Eﬁllﬁﬁn
>0 4 80-130 | 0.01-0.06 |0.015-0.25
N N @2-4 | 140-250 | 0.01-0.03 | 0.01-0.06 | FLIIK
WEASLTBHESMH DIER08 | GULO0S | G
Nickel based and Superalloys CH1G Emulsion
== . . . .
FRINL / Finishing >@4 |180-350 |0.01-0.045| 0.01-0.18 | _(Hieh
S pressure)
@24 | 60-200 |0.01-0.025| 0.01-0.04 | FLH&
5% () $hae CHiG (&)
Titanium (pure). Titanium alloys Emu'lsmn
>@4 | 100-300| 0.01-0.05 | 0.01-0.08 (High
pressure)
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tIHIESE 25 229 #1 315
Cutting Data Systems 229 and 315

(ph HORN i)

fn
Ee: B 3 Ve | (mm/U) a A
Material Substrate | Application m/min | (mm/rev) | (mm) Coolant
— . W ﬁ = NN
SERE - ESAH) TEBIPAEME | g0.140 0.02-006 - s
Hardened Steel - without CB10 g A
interrupted cut w  FLILH
BEREIE, MmN T Air/Emulsion
45-65 HRC el S 90-150 |0.03-0.08/0.10-0.25
SEREE - BRERYY) UIERTRREMEL i i _
Hardened Steel - CB35 Groovingin solid U Rl s
with interrupted cut " Air
BERTIE], MIEmHn T
45-65 HRC Partial cut. Side TG 100-160 |0.03-0.08|0.10-0.25
J5esh. 3R (B40: Sint D11) YRR FrREME i i i
Sji;t:lred steel. soft CH1G Grooving in solid 100-280 10.03-0.15 ik
(e.g.: Sint D11) CB35 ISESIEIRIEy Emulsion
<220 HB Partial cut. Side e 100-390 |0.03-0.20|0.10-0.65
EpEp YRR FrREME -
s GG (GJL) Grooving in solid 400-10000.05-0.30 ) Fivik/
Grey cast iron CB35 B, ET 1y
<240 HB Pariial cut, Side turning | 400-12000.05-0.45 | 0.10-1.0 Emulsion/Air
“ YRR FrEME -
IRk ”GGV (GJV) Grooving in solid 200-650 10.03-0.15 ) A/
Grey cast iron CB35 [P —— /St
220-300 HB Partial cut. Side turning | 200-700 1 0.03-0.2010.05-0.75 Emulsion/Air
g’ VIR FRREME -
XX »GGG (GJS) CH1G Grooving in solid 180-450 10.03-0.15 ) A lbik/
e CB35 | mapyl, MEmT o
220-300 HB Partial cut. Side T 180-600 |0.03-0.20 | 0.05-0.70 | Emulsion/Air
ADI (BE{t. / hardened) CHIG “Sooinenia | 010 002004 AL
ardene !
PSRRI, AT | 50130 |0.03-0.10 0.05-065 o
Partial cut. Side turning : : : :
VIR FRREME 2Lk
RESENBLREEN Grooving in solid ) ) ) T%‘F:le;i
Nickel based and Superalloys | CH1G Emulsion
& INL / Finishin fBEREIE, MImmmn T (High
- e Partial cut, Side turning 180-350 |0.02-0.07/0.02-0.20 pressure)
VIR FRREME FLILi’
K (4H) %(i(é‘)@ CHIG Grooving in solid 80-250 0.02-0.04 ) T‘,%]:TI:)
Titanium (pure). H1 Emulsion
itani BEREIEI, MIEHn T -
Titanium alloys Partial cut. Side T 100-300 |0.02-0.08|0.03-0.30 pr(<:|slsg$re)
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1SO-71H

(ph HORN )

ISO Inserts

&*{%/@\ D"I/Page

Technical Instructions 220-225

TJIHF

Toolholder C B N

DCLN/DDJN/DRGN/

DSSN/DWLN PCBN
D1/Page
226,228,230,
232,235

AT

Insert C B N

CNGA/DNGA/RNGX/

SNGA/TNGA/WNGA PCBN
D"I/Page
227,229,231,
233-234,236
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ISO-71H
ISO Inserts

(ph HORN pill)

ISO

- FHIgEER#
- BAMI

TIFFi5E W7 Boehlerit

- Turning cast material
- Universal machining

For Holders please see our
catalogue Boehlerit
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1ISO 7J8 - CBN &R
ISO Tools — CBN-tipped @h HORN I]h)

TERMIFIRE R T) B E, HORNTEL FAIA N BRIV ARRE , BETe Rl = B KBV T1ESS. 7200
TOFBB A EL 3NN TA7 89 CBN 7] B 4lUs, HORN WA RKFRIZ AR,

TERZEIERT, CBNTIEZ A PRI T A4~ RIEMiLiT#Y. HORNRY Ti2/if 1582
LURBEF D REANB, NTEMERF R~ &,

For the supply of customised special tools, HORN is regarded in the industry as a problem solver
for demanding machining tasks. HORN also has a high level of expertise in the field of CBN-
tipped ISO tools for machining hardened steels and other difficult materials.

CBN tools are in most cases designed for users‘ special machining applications and production
processes. HORN‘s engineers always work with the aim of increasing the productivity, efficiency
and thus the yield of its users.
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T (ph HORN ph)

Machining

BEMEINT

THRRCBZ R TENENEZRRIRIME, B RR2SE 7T SR, NIt P it 52
BE, B AEN S E e LUK E T LRI R B VI I 38 2 A ST 42 5700 To CBNEAF 1 A 1E )
B & EMF B ST AR DB B A/ NFAE S TR, ATLURE ARSI MERE, XA UBFMER T
& BRI A s @ CBNEA . YIHI AR LRt &N TBIENRENT ERENEEER, &
BERR BENSRERELLTENRAR IBEERDEIER TFHBERHIR.

Kl
20MnCr5/1.7147 (59-61HRC)
v, =2 180m/min

X210CrW12 /1.2436 (60-62HRC)
v_=Z%E 140m/min

HS6-5-2C / 1.3343 (60-64HRC)
v_=%E 125m/min

Hard machining

Cubic boron nitride, the second hardest material after diamond, is characterised by a combina-
tion of physical, mechanical and chemical properties. Above all, its high thermal resistance and
hardness enable economical machining of hardened steel using geometrically defined cutting
edge. CBN substrates are used for cutting composite materials. By varying the volume fraction,
grain size and binder system, different properties can be set, that can be advantageously ap-
plied to the respective application. Through the interaction of the CBN substrate, the geometric
design of the cutting edge, adapted cutting values and a stable tool system, metal removal ra-
tes, accuracies and high surface quality can be achieved that are superior to grinding. Special
machines are only needed in rare cases.

Examples:
20MnCr5/1.7147 (59-61HRC)
v_=up to 180m/min

X210CrW12 /1.2436 (60-62HRC)
v_=up to 140m/min

HS6-5-2C / 1.3343 (60-64HRC)
v_=up to 125m/min
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T (ph HORN ph)

Machining

HEMEMIT

PEMRIINT

I A RN R EEMBMRE, BER T HEMRIBE TN L 35EM BB TUSA & BV —
772 FREXEERRT LA CBNIN Lo SR & 28R TI B, I LETIHIERE, rILURA R 101
M ko

Sl

GG25 (EN-GJL-250/0.6025)
v =% 1,800m/min

GGG40  (EN-GJS-400-15/0.7040)
v_ =% 1,200m/min

GGG-NiCr 20-3 (EN-GJSA-XNiCr20-2 / 0.7660)
v_=ZE 600m/min

Machining castings

The high hardness of cubic boron nitride and its heat resistance make this cutting material group
ideal for the economical machining of cast materials whose range is as wide as their respective
properties — all of them can be machined with CBN. The performance compared to carbide or
ceramic tools can be up to 10 time higher using several times the cutting speed.

Examples:

GG25 (EN-GJL-250/0.6025)
v_=up to 1,800m/min

GGG40  (EN-GJS-400-15/0.7040)
v_=up to 1,200m/min

GGG-NiCr 20-3 (EN-GJSA-XNiCr20-2 / 0.7660)
v_=up to 600m/min
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T (ph HORN ph)

Machining

RGN T

8 7R, S EMTIEERR  XRE—E X #AERMDRE N R o TSR ESMH)IE. B
REBEZHRTEERE (570 HRC) M4/ NHIFEEBRER AR BX RN £ BEAERERH HFCBNRS
HEE, ERellfIBEER SERETEL, MAIKMESNTIESw, MAVIHERE LA LIRS, ¥
R 7] LB N R @ R = 15 Mt UIHI AR LA R B ERX T AMigit. X5 % ML R
TIAR, BEFRE, EHERSHEREER,

Kl
SINT D11 (120HB)
v, =% 390 m/min

SINT D39 (150HB)
v, =%E 260 m/min

SINT C42 (170HB)
v, =% 220 m/min

Sintered steel machining

Complex shapes, large quantities and high tool wear: These are just some of the keywords that
describe the umbrella term for sintered or powder metallurgically produced components. The
wear is primarily due to hard (>70 HRC) and fine ceramic particles that are embedded in the
relatively soft metal matrix. CBN opposes abrasion wear due to its high hardness. Compared to
carbide, not only is the achievable tool life several times higher, but also the cutting speed can
and should be increased by a factor of two to three. The cutting edge geometry is designed for
the application. This differs from classic hard machining, not least to ensure that components
are free of burrs, which a frequent requirement.

Beispiele:
SINT D11 (120HB)
v_ =up to 390 m/min

SINT D39 (150HB)
V. =up to 260 m/min

SINT C42 (170HB)
V. =up to 220 m/min
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T (ph HORN ph)

Machining

FESEMBERSENMI

FRESEMEMBREZ M TERE L PRRIE K XEMESHRBININ. (L FMAE RS EETMIME
=\ JIEEBANMUIHIEEE X EME I TH N 4 A P HRE ARk CBNEIHIA £ ] LU ER XN el
HURRRE A5 R RTEBIN RS, EREB4EEM TR, ReRITBEMRARERE,

NI seHl:
Inconel 718 (NiCr19NbMo / 2.4668)
v, =% 300 m/min

X6NiCrTiMoV26-15 (1.4944)
v_=ZE 400 m/min

Machining of Nickel-based and Superalloys

The machining of nickel-based and other superalloys is growing rapidly in the manufacturing industry.
The special mechanical, chemical and thermal properties of these materials are often associated with
poor machinability, high tool wear and low cutting speeds. The economical machining of these materials
sometimes presents users with great challenges. The CBN cutting material can be used as a problem
solver. Particularly when finishing, it enables shorter machining times, greater precision and higher
surface qualitiy.

Example of finishing:
Inconel 718 (NiCr19NbMo / 2.4668)

v_=up to 300 m/min

X6NiCrTiMoV26-15 (1.4944)
Vv_=up to 400 m/min
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ISO-CBN-R 4%
Systems ISO PCI;N @h HORN I]h)

BAZ R R (PCBN) 2RI TR &R AMREMEZ ST RN %18, S5T/EPCBNTIE48LL, B{APCBN

TIR R EARBYIRIRE, UNERESEREMRABTIHI A E—MEMAHORNK SRR 51858, BT

TR FEg, TTRNARFRFT O A,

B{APCBNRSZNHIEHENM TMIRITHY, EHIFEES—MRFHRIMN L, REHFME THERYIE TFIHY

HORNKZERFKLE T =N EEMA:

1. EREE RSB RN EREER SRR —HENIRRE . B, #5827 W RSNEEN .

2. BFERESIHRAEARMNKETHNIRE LIRS, THITI R USEN R DR SRR A E L.
BT RRRE, RS THRE.

3. FFRisotER TR LA UTEMBRIRERGH KL,

Solid polycrystalline cubic boron nitride (PCBN), is synonymous with maximum performance and
economy in cast iron machining. In contrast to brazed PCBN tools, solid PCBN inserts allow greater
depths of cut as well as tolerating higher temperatures and maximum cutting forces. The latter attribute
is enhanced by the HORN clamping system. Due to the neutral rake design, the number of inserts is fully
utilised.

The solid PCBN range was designed for brake disc machining, but is also ideally suited to general cast

iron machining, right up to heavy-duty cutting under the most adverse conditions. The patented HORN

clamping system combines three important criteria:

1. The frictional connection from the carbide thrust pad to the insert is always generated by a defined
annular surface. Compressive stresses, as with commercially available systems, are thus avoided.

2. Due to the engagement of the carbide thrust pad in the bore and the inclined plane of the clamping
element, the cutting insert is securely drawn to the contact surfaces with a defined secondary force.
Clamping errors are avoided and precision is increased.

3. The ISO-compliant bore in the inserts also enables clamping in existing holder systems.

EtR
Clamping element

E&
Pressure pad

VALl

Insert

2R

Base

SEERERI
»Back pull®
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¥2§Eoﬁer DCLN <]ﬂ]F“Dleﬂh)

CBN ! _Ekj_
peBN| [ "

o]
Y
|1
R=BFA-INE L=FH
R =right hand version shown L = left hand version
RS h b ! h, f em
Part number Type
DCLNL2525M1204-1A 25 25 150 25 32 e /left
DCLNR2525M1204-1A 25 25 150 25 32 A/right
EofF
Spare Parts
VAL ER PURIRET TORX PLUS®$RF
Toolholder Clamping element Clamping Screw TORX PLUS® Wrench
DCLN... 010.3215.1A 030.0408.T15P T15PQ
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Al CNGA (ph HORN i)

Insert

PCBN =
2, :
WREaehEs
Carbide grades
A EE A4
on stock 4 weeks
ERue d d, s } r = |
Part number ® | &
o | O
CNGA120404.TN5A 12.7 5.16 4.76 12.9 0.4
CNGA120408.TN5A 12.7 5.16 4,76 129 0.8
CNGA120412.TN5A 12.7 5.16 4.76 129 1.2
CNGA120416.TN5A 12.7 5.16 4,76 12.9 1.6
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PALLy DDJN

Toolholder

(ph HORN )

CBN ! = [ |[[B=
PCBN| 1~ ]3 I"I

=
— Ee]
o>
3
R=HFE-MNE L=EFE

R =right hand version shown L = left hand version

ERES h b Ly
Part number
DDJNL2525M1504-3A 25 25 150
DDJNR2525M1504-3A 25 25 150
Boft
Spare Parts
TIFF PRARET TORX PLUS®$RF
Toolholder Clamping Screw TORX PLUS® Wrench
DDJN... 030.0408.T15P T15PQ

228

25
25

f £l
Type
32 1=/ left
32 A /right



71k DNGA (ph HORN )

Insert

CBN || T= | |[=7
PCBN }3 =[S

s

<
> s
WREaehEs
Carbide grades
A EE A4
on stock 4 weeks
ERue d d, s } r = |
Part number ® | &
o | O
DNGA150404.TN5A 12.7 5.16 4.76 15.5 0.4
DNGA150408.TN5A 12.7 5.16 4,76 15.5 0.8
DNGA150412.TN5A 12.7 5.16 4.76 15.5 1.2
DNGA150416.TN5A 12.7 5.16 4,76 15.5 1.6
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I DRGN (ph HoRN ph)

CBN l = | |[l=7
PCBN| [ ]~ ]3 I"I

S 0
1
R=BFA-INE L=FH
R =right hand version shown L = left hand version
RS h b ) h, f em
Part number Type
DRGNL2525M1204-2B 25 25 150 25 32 e /left
DRGNR2525M1204-2B 25 25 150 25 32 A/right
EofF
Spare Parts
VAL PURIRET TORX PLUS®$RF
Toolholder Clamping Screw TORX PLUS® Wrench
DRGN... 030.0408.T15P T15PQ
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AL RNGX

(ph HORN )

Insert
CBN || 7= | I
PCBN =
od
)
WREaehEs
Carbide grades
A EE A4
on stock 4 weeks
ERES d d, s = |
Part number ® | &
o | O
RNGX120400.TN5A 12.7 4.5 4.76
RNGX1204MO0.TN5A 12 4.5 476
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¥2§Eoﬁer DSSN (ﬁhliCNRNlﬂ")

CBN ! _Ekj_
peBN| [ "

=
Y g)/\ 0
1
R=BFA-INE L=FH
R =right hand version shown L = left hand version
RS h b ! h, f em
Part number Type
DSSNL2525M1204-1A 25 25 150 25 32 e /left
DSSNR2525M1204-1A 25 25 150 25 32 A/right
Boft
Spare Parts
VAL ER PRIRET TORX PLUS®$RF
Toolholder Clamping element Clamping Screw TORX PLUS® Wrench
DSSN... 010.3215.1A 030.0408.T15P T15PQ
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Al SNGA (ph HORN i)

Insert

CBN || = -
PCBN =
od
od,
J_ il
T i
i N
i LY
i A
\_\.\ ,//_,
> S
.
WREaehEs
Carbide grades
A EE A4
on stock 4 weeks
ERue d d, s ! r = |
Part number ® | &
o | O
SNGA120404.TN5A 12.7 5.16 4.76 12.7 0.4
SNGA120408.TN5A 12.7 5.16 4,76 12.7 0.8
SNGA120412.TN5A 12.7 5.16 4.76 12.7 1.2
SNGA120416.TN5A 12.7 5.16 4,76 12.7 1.6
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Insert

CBN || T= | |[=7
PCBN }3 =[S

—

%
-3 s
WREaehEs
Carbide grades
A EE A4
on stock 4 weeks
ERue d d, s } r = |
Part number ® | &
o | O
TNGA160404.TN5A 9.52 3.81 4.76 16.5 0.4
TNGA160408.TN5A 9.52 3.81 4,76 16.5 0.8
TNGA160412.TN5A 9.52 3.81 4.76 16.5 1.2
TNGA160416.TN5A 9.52 3.81 4,76 16.5 1.6
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Toolholder

CBN ) :}j
oean| ] I

Q0
1
R=BFA-INE L=FH
R =right hand version shown L = left hand version
Bestellnummer h b L, h, f B
Part number Type
DWLNL2525M0804-1A 25 25 150 25 32 e /left
DWLNR2525M0804-1A 25 25 150 25 32 A/right
EofF
Spare Parts
VAL ER PURIRET TORX PLUS®$RF
Toolholder Clamping element Clamping Screw TORX PLUS® Wrench
DWLN... 010.3215.1A 030.0408.T15P T15PQ
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Insert

(ph HORN )

CBN ]j
PCBN

12

\
\—’

s |
. 1 S
WREaehEs
Carbide grades
A EE A4
on stock 4 weeks
RS d d, s ! r
Part number
WNGAO080404.TN5A 12.7 5.16 4.76 8.5 0.4
WNGAO080408.TN5A 12.7 5.16 4,76 8.5 0.8
WNGAO080412.TN5A 12.7 5.16 4,76 8.5 1.2
WNGAO080416.TN5A 12.7 5.16 476 8.5 1.6
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Technical Instructions / Additional Equipment
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Torque of Screws

(ph HORN i)

LU 2 v A RVIRETRYRFE, N2 I E RS BYIEE 7, Nt E s H th ey

Following torques are allowed for screws of inserts. We do not recommend using any additional lubricants such
as copper paste or similar for the screws.

S
type

B105.MD...
H117.1...
H117.MD...
HC105.MD
M117K...05
M117K...07
M117K...09
M117.MD10...

M117.MD...M0/...X0

M117P...05
M117P...07
M117U...05
M117U...07
NH105.MD...

238

33

Screw

DIN913-M5x5
4.09T15P
030.400P.0227
DIN913-M5x5
030.265P.0821
030.265P.0819
030.400P.0227
030.400P.0227
4.09T15P
030.265P.0818
2.6.5T8EP
030.265P.0818
2.6.5T8EP
DIN913-M4x5

M ,Nm

1.0
5.0
5.0
1.0
1.2
1.2
4.3
4.3
5.0
1.2
1.2
1.2
1.2
1.0

FERF

Clamping wrench

SW2.5DIN911
T15PQ
T15PQ
SW2.0DIN911
T8PL

T8PL

T15PQ
T15PQ
T15PQ

T8PL

T8PL

T8PL

T8PL
SW2.0DIN911

PAL
Blade

DSW25K
DT15PK
DT15PK
DSW20K
DT8PK
DT8PK
DT15PK
DT15PK
DT15PK
DT8PK
DT8PK
DT8PK
DT8PK
DSW20K
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Surface quality

KERESTIRFEMHLRER X.
ERZRFIRE M THRZRATIBZERIFRNRARTISRFE.

Surface quality in relation between edge radius and feed rate.
Choose the maximal edge radius of which system stability, workpiece shape and chip control allows.

Cf
Lo B pm
| | Data'sin um
<‘ El Rt = b s b f =V 8xrxRt
—T - 8xr = 8xRt -
HieKRERE

theoretical surface quality

Ra (um)| 0.4-0.8 0.8-1.6 16-3.2 3.2-6.3 | 6.3-125 | 125-25
Rt (um) 1.6 4 10 16 28 40
ElH fn (mm/U)
Radius fn(mmi/rev)
0.1 0.04 0.05 0.07 0.10 0.12 0.18
0.2 0.05 0.07 0.10 0.14 0.18 0.45
0.4 0.07 0.09 0.15 0.22 0.25 0.35
0.8 0.10 0.17 0.22 0.27 0.35 0.50
1.2 0.12 0.20 0.25 0.34 0.43 0.60
EREAHINRERE
Surface quality with Wiper-Geometry
f
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Wiper Geometries

AT HRERMBEIMNTHRERNEERERE, H0AL T RSMEEENVARBENTI A2
RIERE TR AMEETIHI A B8 — a5, HEUTYIEI A0 BITIHIH . BfETE2-4E KRV
HETHRSIRAFNRERE B FERET AR, Eadia R N RENYIFIERN TSR
810, IEREZR T iR B T BE R B FHE A Ao

EREHEREEER
B A BEARN A UESHRFNEER, ERERERE.
CCGW /T=95° DCGW / T=93°

ARG R EAER RIS ER TUHIA G, USRI RiFMERNKXERE,
SREAN 75 RN AR R ME,
BFES, RERGENERA, AAMETE L.

EIERM LR

- FEEFNYTRIZHTEENRERE

-  BER#ESXR-AERR—TIFEITHEMIASEIINT

o BIERHL LI EERYIBEES

- BERNESXREETSIMIAIHINE, HiES T mEEMTIESFw,

For the purpose of high performance cutting in the fields turning and milling, we developed a large number of inserts
with WIPER geometry. Those geometries are designed with a trailing edge between edge radius and lateral cutting
edge, which works like a cutting edge with 0° approach angle. Even with 2 - 4 times higher feed rates you can achieve
the same surface qualities. Through reduction of cycle time, the optimal chip control with higher federates and the
increase of tool life, you can escalate your productivity while reducing costs at the same time.

Please keep in mind when using Wiper Geometries:

The approach angle needs to be applied accurately, in order to achieve the desired wiper effect to get best surface
qualities:

CCGW /T=95° DCGW/T=93°

Be aware of the cutting direction. Wiper geometries are designed to trail behind the cutting edge for proper chip flow
and surface quality.
Facing operations should always be performed form the larger to smaller diameter.

Because of the trailing edge, distortion can occur on radii, chamfers and tapers.

Advantages of Wiper Geometries:

Better surface qualities at the same cutting parameters

Higher feed rates - Roughing and finishing with one insert is possible
Better chip control through higher feed rates

Higher feed rates reduces the cutting time per workpiece and therefore
the wear characteristic and this leads to significantly longer tool life
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Balancing

TR AT B R E NI M9 5. S REH O (IR 1% H) S here .0 (JLEH) A X778, a5 A .
RIR:http://de.wikipedia.org/wiki/Unwucht

BN TR A XS R EREREAN IEZFES BRI A TE NRBARX— < N RE
B £ RN, XN XM T ENEREN,WARTRABMRERE X EEM 455 R EMI AR T mE. 2
FRANFREFIRANERE, BMETERANBRIENERE T LIF, A NE BERA TR
BESATENDSFATERE RSN, S5 FRIE OERN, MR K EFH T T4

NFETLE SHEEFELARXEREE— " THLTEEEE BB (FES).

AN T BECADMERMIRIT A AR LB, XEREE R RITIMRBZZ R ELRARRE X2—

Ea?gﬁﬂ‘]E’\JJﬁ%E’\J%’E,#E%—ﬂﬂ95%'5%’ﬁiﬂI1’E§JﬁﬁE§Z§IJFﬁ%$@TE’\JH*}£.%ﬁﬁ,ﬁlﬁiﬁﬁﬁ#iﬁﬁﬂyﬁqzﬁi?éﬁ\

ik L5 4
Axis of rotation Priority axis
L5 .
Priority axis ﬁﬁfﬁgo’ﬁ’“o“
AT TS
Static unbalance Dynamic unbalance

Rotating Unbalance is the uneven distribution of mass around an axis of rotation. Unbalance is caused when the centre of mass

(inertia axis) is out of alignment with the centre of rotation (geometric axis)....
source: http://de.wikipedia.org/wiki/Unwucht

The high speeds associated with state-of-the-art tool spindles mean that the tools used need to be balanced with their supports.
Failure to do this has animpact on the surface qualities that can be achieved as well as on tool life - this can be crucial when it comes
to achieving a perfect result, particularly with respect to polishing and brilliant finish machining. With large masses and/or large
diameters, the effects of any unbalance must be taken into account even when working at relatively low speeds.

Adistinction is drawn between static unbalance and dynamic unbalance. Static unbalance occurs when the rotor's centre of gravity
is outside the rotary axis.

With short tools, high torque values cannot develop meaning that balancing in one plane is often sufficient here (static).
Our tools are designed to be balanced at the CAD stage. In practice, this means that the mass ratios and their offsets are considered

during the theoretical design phase. This is a feature that demonstrates our quality and is a way of achieving the required balance
without the need for additional work. Nevertheless, this measure does not replace the need to balance the system as a whole.
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Diamond cutting materials

(ph HORN i)

HORN-
M

MD10

HDO3
HDO5
HDO8

PD70

PD75

HORN-
Grades

242

MD10

HDO3
HDO5
HDO08

PD70

PD75

YIEIA

MCD

CVD-D

PCD

PCD

Cutting
material

MCD

CVD-D

PCD

PCD

i

ERRZERE
FTRRAR, RhEE, AR ORREE
FURIEIRIA, (EFD 1%,

CVDZ£NIA

(ZRENAEM)

ERAMER G EMBH T EBLET.99.9%%
N, IEE SRR, THEROE
YRR E R, A SRR,

ZRENG, BE RN
BAER S E521L, KEA, V15D EFELT,
RimHIM M

L RENG, MR
BAER AR, MER, YIHI DR 1L, 12
M AN

Properties

Solid Monocrystalline Diamond

without grain structure, highest hardness,
absolutely sharp cutting edge without micro
fractures, low toughness

CVD Diamond

(Polycrystalline Diamond substrate)
without solid carbide material and without
metallic binder. 99.5% Diamond, Highest
hardness and wear resistance, sharp cutting
edge without micro fractures, improved
toughness

Polycrystalline Diamond, mixed grain
solid carbide reinforced, fine grit size, good
cutting edge sharpness,

highest wear resistance and toughness

Polycrystalline Diamond, micro grain
solid carbide reinforced, fine grit size, very
good cutting edge sharpness,

improved wear resistance and toughness

REHETF I AR

AR EERE. TEPEREEL REEM
REGESHMCHEHI T

MIFEEEERE. BEE. MERRE
HREaE . ERaE. HEZESH

BB TAER BB REREM
¥}, MKEIITEIENT

BB TAER B BB NTEREM
¥, BB I TA ARSI TRAEMN T

Recommended applications

Polish and high polish machining of all
nonferrous metals, plastics without abrassive
reinforcements, precious metals and
precious alloys

Machining of all nonferrous metals,
Aluminium alloys, Plastics with abrassive
reinforcements, precious alloys, Solid
Carbide, Ceramic green parts

All purpose for all nonferrous metals and
plastics with abrassive reinforcements, from
finishing to roughing

All purpose for all nonferrous metals and
plastics with abrassive reinforcements, ultra
fine finishing and from finishing to roughing
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Diamond cutting materials

(ph HORN i)

IR4EDIN 1SO 513 (2001)89t]HI+4 i B8
Description of cutting materials according DIN ISO 513 (2001)

A MKD/MCD CcvD-D
BRENE ZEeNA
Monocrystalline Diamond Polycrystalline Diamond

PKD / PCD
2EENE

Polycrystalline Diamond

(]
()
c
S
2 BC /= CBN
3 coated PCBN
: BH CBN 70 -95%
[} PCBN 70 - 95%
é‘ BL CBN 40 - 65%
PCBN 40 - 65%
~
fl
=
cM
mE
Ceramic
"W CN+CC
REES
SERE coatet grades
Cermet HT Hc
. HF

R/ TREHRIEE R
Micro grain carb / uncoated
TREES .
uncoated ;rades \“‘\‘ HW

$01% | Toughness
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Additional Equipment
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D041VL

D 041VL
0.4-1 Nm

D15VL
1-5Nm

D28 VL
2-TNm

———— + I (plh HORN ilT)

ED 28 VL
fig / for
D041VL/D15VL / D28VL

244

w2 ER R F
-HRFEA]IA
-FRR R RARHE

BAETRET, FEAGRLREFNZAGFRN, BMEE
B9 it , SXENGE RN A HES K.

(#5£: EN 1SO 6798, BS EN 26789, ASME B 107.14.M.)
(¥5FE: £ 6 %)

Torque screw driver with scale
- variable torque setting
- adjusted torque is shown on display

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

Handle: Ergonomical form gives perfect handling
abilities.Audible signal when set torque is reached.
Standard: EN ISO 6798, BS EN 26789, ASME B 107.14.M.
Precision: = 6 %

IRERENIRE
tRER: BRERLTLEM By, RIE NAMEELS
FEB: N\BZ, EEL AL IR, $E 5%

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
DT8PK
DT9PK
DT10PK
DT15PK
DT20PK
DT25PK
DT27PK

fid / for
D041VL /D15VL / D28VL

T6PW
T7TPW
T8PW
T9PW
T10PW
T15PW
T20PW
T25PW
T30PW

I

DSW15K
DSW20K
DSW25K
DSW30K

DSW40K
fig / for
D041VL /D15VL / D28VL

DSW50K

DSW60K
fic / for
D15QL

L

Plus

L

Plus

o

&3 7J3KEC TORX PLUS® #8$T

735" S }ﬁ?z %JI%N, I hE TELEE %F%%oWIha
TR RIE T RIFEEE, FRFREEN
RIFR: ERLERRERIE, &5 — " Wihat i ER T

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.

TORX PLUS® i25TiRF

MR &R T & EATORX PLUSCHRET
A2 TORX PLUS®-#RFREATF Torx-12%7

Wrench for TORX PLUS® Screws

Utilization: For all kind of using TORX PLUS® Screws
Attention: TORX PLUS*-Wrench does NOT fit for
Torx-Screws

RFTIL-M7 BIRET

Tk E5& J\E’J"EQ%J'L%N bR, P Wiha
BT R RIE T RIFEEE, ERLEME
RIFE: EARAERVREIRE, &8 — T WihatRiERF.

Blade for allen screws

Blade: High quality Chrome-Vanadium steel, through
hardened, chrome plated. Wiha Chrome Blade guarantees
maximum precison. Colored code red

Utilization: Controlled screw setting with definite torque
in combination with Wiha torque screw driver handle
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Additional Equipment

ﬂ BAE

HAFRERC6.3F1E6.3(1/4")sh3k
@'%}fc‘)rZBK TIk: SRR, ST EE L AME, B4R,
D041VL /D15VL / D28VL Déﬁ *%ﬁ%

RZFE: AT EIERE, AR5 HER,

Universal Bitholder 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 screw setting with definite
torque in combination with torque screw driver handle.

w2 ErRHERF
-HREER]IA
-RRETABHE

HBIETHRIAT, FEABTIEEZMNZAGFW, BMEE
B9I% it , HAFIKEHREN R HESKH,

(#74: EN 1SO 6798, BS EN 26789, ASME B 107.14.M.)
(FBE: £ 6 %)

Torque screw driver with scale
- variable torque setting
- adjusted torque is shown on display

D5150QL
Q The Torque can be adjusted with a special torque setter
5-15 Nm (included).
Handle: Ergonomical form gives perfect handling abilities.
Audible signal when set torque is reached.
Standard: EN ISO 6798, BS EN 26789, ASME B 107.14.M.
Precision: =6 %
HHEIRERF
i (ETHORN i) .,
= tRER: £T4fE 3R CEARR M S M RE
FIEB: SAALR, LT (LRI, TEER.
ED515QL
fc / for . . .
D515QL 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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DT15PQ
DT20PQ
DT25PQ
DT27PQ

DT30PQ
fic / for
D515QL

P
L

Plus

D14ZBQ
fid / for
D515QL

1

R 7]3LHE TORX PLUS® 25T

7]9:: _I%_EIIZIIII E:I%% %ﬂ:%m; é%ij.ﬁ@ 'ﬂ:ﬂLl\iE) fﬂ%%oWlha
BT R RIE T RIFRIBEE, (ERREEAE
RIFE: (ER4% TR EHE, £5— 1T Wihai kR F.

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.

BRNE
HAFRERC6.3F1E6.3(1/4")sh3k

713k BRI, ST BB LAIE, $E R,
TIE0: R
A : AT EERE, AR5 R,

Universal Bitholder for C6,3 and EG,3 (1/4") Bits

Blade: High quality Chrome-Vanadium steel, through
hardened, chrome plated.

Collar: Stainless steel

Utilization: For controlled screw setting with definite
torque in combination with torque screw driver handle.

BEATRIWNEE
HAFARERC6.3F1E6.3(1/4")sh3k

713k SmRENW, ZEELIE, 3B
TIE0: REEW
BZFE: FF X #2246

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

247

D



%3] (ph HORN pi)

Index




(ph HORN )




HEBSENTIRRREE.
FIND YOUR RIGHT
TOOLING SOLUTION NOW.

horn-group.com

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

72072 Tibingen

Tel +49 7071 7004-0
Fax +49 7071 72893

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

KHOCHHART100CE, 12/2023
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