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New catalogues from HORN - benchmarks for productivity

Our tools provide you with fast, economical, high quality solutions, from single part to series production,
for standard or special applications.
Our complete range of standard tools is summarised in the new catalogues

- Grooving

- Supermini & Mini Internal Machining
- Modular Holder Systems

- Ultra Hard Cutting Materials

- Milling Systems

- Drilling / Reaming

- Solid Carbide Mills

- Milling Catalogue Boehlerit

- Turning Catalogue Boehlerit

In each catalogue, the breakdown into the type of cutting process makes it easier for you to quickly find
the products described. When choosing the individual cutting parameters, you will find numerous tables
with proven empirical values.
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Lothar Horn, CEO Markus Horn, GmbH
Paul Horn GmbH Paul Horn GmbH
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Definition 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
PCBN substrates

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

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

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 grains in a metal
matrix. Each individual grain is itself monocrystalline. Different properties are produced 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 (polycrystalline cubic boron nitride) substrates have different properties due to their
composition. These are configured specifically for the application
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Application of ultra hard cutting materials
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Choosing the right application is crucial when it comes to maximising 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 optimised 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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Not all PCD is the same

PCOR—MESUHIME. SNEHN , §—MEEHER , RRERLE-—INESBEMK(—
V) ERELEF , RNERFRNER , BNSNE -ERE LHEE K MM E 8
HEERASE R ERMERE.

BRYRETZH  FERANSRERTVNREMREEMEMN —MER. T UIES HIL T E
WCRE"BREA , BB AWM, XBE T ARSI RGRRE , BANEE. TER
RATEFEINHERR. ERESHENGRI BB s L@, AL RER.

HORNE M EEPCDR A EZKEE TR AFN AN SR ANAFR S - M , HRE
E. HENIBIREEMELRER , “HENRERERETETNEE  BRTHSME

ok
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 subse-
quent use.

In addition to the sintering technology, the size and quality of the grains used are an indicator of wear resi-
stance. 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 achie-
ved, 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 comprised 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.
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CVD-D, maximum strength
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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, monocrystalline 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 pm 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
special heat conductivity ensures cool cutting. The low coefficient of friction and a low adhesive tendency re-
liably prevent 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
impossible to achieve the high cutting quality and apply chip shape geometries without this technology. The
surface qualities that can be achieved are significantly better than those of cutting edges produced from PCD.
Only its lower fracture 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.
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HORN 3D chip breaker
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Specifica- HORN 3D chip breaker Chip Properties
tion angle
o Geometry for machining of bors,
HF Do IR Recommendation: Bore diameter 50% greater than tool diameter
HS finishing Edge tipped 25 _30° Fine to me@um machining, absollute sharp cutting edge, positive cut,
lowest cutting force on most fragile components
normal/ o Medium machining for all purpose, strongest cutting edge, for high
HN . 15-25
roughing depth of cut and feed rates
G.HS finishing PCD along the 25 _30° Fine to me_dlum machining, abso_lute sharp cutting edge, positive cut,
whole cutting lowest cutting force on most fragile components
G.HN normal/ edge of the solid 155>  Medium machining for all purpose, strongest cutting edge, for high
: roughing carbide insert depth of cut and feed rates
F.HS finishing 25 - 30° Fine to me_dium machining, abso_lute sharp cutting edge, positive cut,
Euil lowest cutting force on most fragile components
ull face
normal/ o Medium machining for all purpose, strongest cutting edge, for high
F.HN . 15-25
roughing depth of cut and feed rates
W.HS finishing ) 25-30° 2 - 4 times higher feed rate, see page D5
Wiper Geome-
tries
W.HN normgl/ 15 - 25° 2 - 4 times higher feed rate, see page D5
roughing

{EFEHORN 3D-MESR ] A i , IS EE LU TEI:

- BEWIHIREMRLERENERAS, URE T RAITEIEH.

- RELEEIR , NRERAPEDTF(REAANCHTR). BrIREEAHSER T A, A TFEENIKR , ERER
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- X FIRTIFER E D6, S SO0 B et E DB, A M EAHS. RER R, FEE /NIRRT A BT E 5.

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 tool holder (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.
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ISO Inserts
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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 aluminium wrought 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 shape geometry. The description of the different diamond cutting
materials can be found on page D6 for cutting data please see pages A50-A51.
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Polycrystalline Diamond

Z5/System T1/Page
ISO A2
Supermini® A52
Mini AG2
DTM A82
DA32 A88

DS A96
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ISO Inserts
iD=y
Insert
CCGT/CCGW/
CPGT/CPGW/
DCGT/DCGW/
RCGT/RCGW/ Tt/ Pag%
RPGT/RPGW/ AB-A
SCGT/SCGW/
TCGT/TCGW/VBGT/
VBGW/VCGT/VNCGW
T1/Page
A21-A26
_ﬂll_/Page
A27-A30
T1/Page
A31-A36
T /Page
A37-Ad4
T /Page
A45-A49

A2
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ISO Inserts
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CVD-D E PCD &K
fic HORN 3D-#&#!
J1¥Fi¥ M Boehlerit #£7x

CVD-D and PCD tipped
with HORN 3D geometries
For Holders please see our

catalogue Boehlerit
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ISO Inserts
1 2 3 4 5
ISOi& it 4miS
ISO-Designation-Code C C G T O 9
1 AR 2 A 4 JJREE
Shape Clearance Insert type
X ——
@ e e G 1]
80° - i
N T
L A B :
| Lo o =TEH=TH -
S u v e G o N R | W B
& = = mm= o=
i 80°
(7S
X Special
3 BEFR 5 YIEIAKE/ITDRR
Tolerance grade Length of cutting edge/insert size

-@

|

CDE

<& T\
4 E“_ ﬁ Y O Y °
© ©
© v J A ll
A
Q <
A

©

\ -- N

|
A
S

+0,08-0,20 | +0,05-0,13 | +0,05-0,15
+0,08-0,20 +0,025 +0,05-0,15
+0,13-0,38 +0,13 +0,08-0,25
DNEBN mm

Tolerance in mm

Y AER TR RYRE

* Exact tolerance is determinded by size of insert

m S
A +0,005 +0,025 10,025 s ABK
E +0,025 10,025 10,025 I | I |
F +0,005 +0,025 +0,013 - < >
G 10,025 10,013 10,025 IC "d" LiT % iR
H +0.013 +0.025 +0.013 IC "d" see order description
J 10,005 +0,025 +0,05-0,15 WRENF10H0RE (fl40: 9,525 mm = 09)
K i0,01 3 i0,025 10’05_0’1 5 If less than 10 use 0 in first place (Example: 9,525 mm = 09)
L +0,025 10,025 +0,05-0,15
M
N
U

A4
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ISO Inserts
6 7 8 9 10 11
6 EE mm 7 ElA g HLTHM
Thickness in mm Corner configuration Feed direction
s BEL
01 1,59 Radius e
= | e | EN - —>
T1 ﬂ 00 Sharp corner
02 | 238 | "o 01 0,1mm L R
03 | 318 02 | 0,2mm - >
T8 | se7 04 04 mm A v
04 | 4,76
o= | 63 | 08 08mm I,
| 990 12 ' 1,2mm N
06 | 6,35 16 | 1,6 mm
mRNF10H0KE oo | EF (B
(f5l4n: 3,18 mm = 03) Round insert (inch)
vo B2% %)
( ple: 3, ) Round insert (metr.)
9 H|hxH 10 HifEss
Tipping type Chipbreaker
% B®h gN | HORN 3D REFEMT
without Edge tipped HORN 3D Geometry, medium up to roughing
E BE HORN 3D-1& 2! ¥50 T Be #1484 A /N g1 3R
Full face HS | HORN 3D Geometry, finishing, low a, for fragile parts
G C OBy
Whole cutting edge HO 0°BI A
" ERT Version neutral 0° Chip angle
Wiper Geometries H6 6°HI
Version positive-neutral 6° Chip angle
i A50-A517T
Details see page A50-A51
11 tIEIFH . _
Cutting materials ﬁﬁﬁ IRET L3t
Universal screw counterbore
MD10 | MCD / McD —\ 4 3
HORN ISOJ] / A] A FHRETIHF, B2 TR HRAVIRET FLIR
HD08 CVD-D/cvD-D it
PDO2 HORN ISO Inserts can be clamped in all standard holder systems
PD70 PCD / PcD thanks to the special screw counterbore design.
PD75
# D6

Details see page D6

A5



1ISO-J1 K& (ph HORN i)

ISO Inserts

ol CCGT

Insert

#HORN 3D /B1&
Diamond tipped, with HORN 3D chip breaker

ELISOTI+F
for Toolholder ISO

xKH Boehlerit

Type
FmEsS d d, s I, r ® | o
Part number HDO8 / PD70 81R
I o

CCGT060201N.HS 6.350 2.8 2.38 25/27 0.1 A | A
CCGTO060202N.HN 6.350 2.8 2.38 25/3.0 0.2 A | A
CCGT060202N.HS 6.350 2.8 2.38 25/3.0 0.2 A | A
CCGT060204N.HN 6.350 2.8 2.38 25/3.0 04 A | A
CCGT060204N.HS 6.350 2.8 2.38 25/3.0 0.4 A | A
CCGT060208N.HN 6.350 2.8 2.38 25/3.0 0.8 A A
CCGT060208N.HS 6.350 2.8 2.38 25/3.0 0.8 A | A
CCGTO09T301N.HS 9.525 4.4 3.97 4.0/35 0.1 A | A
CCGTO09T302N.HN 9.525 4.4 3.97 4.0/35 0.2 A A
CCGTO09T302N.HS 9.525 4.4 3.97 40/35 0.2 A | A
CCGTO09T304N.HN 9.525 4.4 3.97 40/35 0.4 A | A
CCGTO09T304N.HS 9.525 4.4 3.97 40/35 04 A | A
CCGTO09T308N.HN 9.525 4.4 3.97 4.0/35 0.8 A | A
CCGTO09T308N.HS 9.525 4.4 3.97 4.0/35 0.8 A | A
CCGT120402N.HN 12.700 5.5 4.76 40/35 0.2 A | A
CCGT120402N.HS 12.700 5.5 4.76 4.0/35 0.2 A A
CCGT120404N.HN 12.700 5.5 4.76 40/35 0.4 A | A
CCGT120404N.HS 12.700 5.5 4.76 4.0/35 0.4 A | A
CCGT120408N.HN 12.700 5.5 4.76 4.0/35 0.8 A | A
CCGT120408N.HS 12.700 915 4.76 40/35 0.8 A | A
CCGT120412N.HN 12.700 5.5 4.76 40/ - 1.2 A
CCGT120412N.HS 12.700 5.5 4.76 4.0/ - 1.2 A

A E7F [onstock A4/ /4 weeks x HRIEZER / upon request

R#47 0 mm THIAFERZNE |

Dimensions in mm Cutting edges must be measured optically!

A6
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ISO Inserts

ol CCGT

Insert

“E-eh

Diamond tipped, Version ,positive-neutral*

ELISOTI+F
for Toolholder ISO

xKH Boehlerit

Type
FmEsS d d, s I, r ® | o
Part number HDO8 / PD70 81R
I | o

CCGT060201N.H6 6.350 2.8 2.38 3.0/3.2 0.1 A | A
CCGT060202N.H6 6.350 2.8 2.38 3.0/35 0.2 A | A
CCGT060204N.H6 6.350 2.8 2.38 3.0/35 0.4 A | A
CCGT060208N.H6 6.350 2.8 2.38 3.0/35 0.8 A | A
CCGTO09T301N.H6 9.525 4.4 3.97 45/ - 0.1 A
CCGTO09T302N.H6 9.525 4.4 3.97 45/4.0 0.2 A A
CCGT09T304N.H6 9.525 4.4 3.97 45/4.0 0.4 A | A
CCGTO09T308N.H6 9.525 4.4 3.97 45/4.0 0.8 A
CCGT09T312N.H6 9.525 4.4 3.97 45/ - 1.2 A
CCGT120402N.H6 12.700 5.5 4.76 45/4.0 0.2 A | A
CCGT120404N.H6 12.700 5.5 4.76 45/4.0 0.4 A | A
CCGT120408N.H6 12.700 5.5 4.76 45/4.0 0.8 A A
CCGT120412N.H6 12.700 5.5 4.76 45/ - 1.2 A

A FETE /onstock A48 [ 4weeks x BRIEZER / upon request

R84 0 mm TEIAERZNE |

Dimensions in mm Cutting edges must be measured optically!

A7
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ISO Inserts

AR CCGT

Insert

#HORN 3D /B & 118 Y JL{AIFE 2
Diamond tipped, Wiper geometry with HORN 3D chip breaker

ELISOTI+F
for Toolholder ISO

A Boehlerit
Type

FEEREA ! D4R
Please note the approach
angle! See page D4

Fmis d d, S I, r © | ©
Part number HDO8 / PD70 8o
I | o

CCGT060202N.W.HN 6.350 2.8 2.38 25/3.0 0.2 A | A
CCGT060202N.W.HS 6.350 2.8 2.38 25/3.0 0.2 A | A
CCGT060204N.W.HN 6.350 2.8 2.38 25/3.0 0.4 A | A
CCGT060204N.W.HS 6.350 2.8 2.38 25/3.0 0.4 A | A
CCGTO09T302N.W.HN 9.525 4.4 3.97 40/35 0.2 A | A
CCGTO09T302N.W.HS 9.525 4.4 3.97 40/35 0.2 A A
CCGT09T304N.W.HN 9.525 4.4 3.97 40/35 0.4 A | A
CCGTO09T304N.W.HS 9.525 4.4 3.97 40/35 0.4 A | A
CCGT120402N.W.HN 12.700 5.5 4.76 4.0/ - 0.2 A
CCGT120402N.W.HS 12.700 5.5 4.76 4.0/ - 0.2 A
CCGT120404N.W.HN 12.700 5.5 4.76 4.0/ - 0.4 A
CCGT120404N.W.HS 12.700 5.5 4.76 40/ - 0.4 A

A FETE /onstock A48 [ 4weeks x BRIEZER / upon request

R 247 : mm TEIAERZNE |

Dimensions in mm Cutting edges must be measured optically!

A8
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ISO Inserts

ol CCGT

Insert

ERIREE BRI ER AR

Diamond tipped, Wiper geometry, Version ,positive-neutral”

ELISOTI+F
for Toolholder ISO

A Boehlerit
Type

FEEREA ! D4R
Please note the approach
angle! See page D4

FmEs d d, s X r o
Part number E
o

CCGT060201N.W.H6 6.350 2.8 2.38 30 0.1 A
CCGT060202N.W.H6 6.350 2.8 2.38 315 0.2 A
CCGT060204N.W.H6 6.350 2.8 2.38 85 0.4 A
CCGTO09T301N.W.H6 9.525 4.4 3.97 3.7 0.1 A
CCGTO09T302N.W.H6 9.525 4.4 3.97 4.0 0.2 A
CCGTO09T304N.W.H6 9.525 4.4 3.97 4.0 0.4 A
CCGT120402N.W.H6 12.700 6.3 4.76 4.0 0.2 A
CCGT120404N.W.H6 12.700 15 4.76 4.0 0.4 A

A FE1F /onstock A 4JE [/ 4weeks X BRIFESR / upon request

RY#4 : mm YEIDERZNE !

Dimensions in mm Cutting edges must be measured optically!

A9



1ISO-J1 K& (ph HORN i)

ISO Inserts

ol CCGT

Insert

EANIHI I EEHORN 3D /EFE
Diamond tipped, complete edge with HORN 3D chip breaker

ELISOTI+F
for Toolholder ISO

xKH Boehlerit

Type

R=HFE-mHE L=EFH

R = right hand version shown L = left hand version
FRils d d, S I, r N}
Part number 8 E

o o

CCGT060204L.G.HN 6.350 2.8 2.38 6.4 0.4 A A
CCGT060204R.G.HN 6.350 2.8 2.38 6.4 0.4 A A
CCGT060208L.G.HN 6.350 2.8 2.38 6.3 0.8 A | A
CCGT060208R.G.HN 6.350 2.8 2.38 6.3 0.8 A A
CCGTO09T304L.G.HN 9.525 4.4 3.97 9.6 0.4 A | A
CCGTO09T304R.G.HN 9.525 4.4 3.97 9.6 0.4 A
CCGTO09T308L.G.HN 9.525 4.4 3.97 9.5 0.8 A
CCGTO09T308R.G.HN 9.525 4.4 3.97 9.5 0.8 A | A
CCGT120404L.G.HN 12.700 515 4.76 12.8 0.4 A A
CCGT120404R.G.HN 12.700 55 4.76 12.8 0.4 A A
CCGT120408L.G.HN 12.700 55 4.76 12.7 0.8 A A
CCGT120408R.G.HN 12.700 5.5 4.76 12.7 0.8 A A

A FETE /onstock A48 [ 4weeks x BRIEER / upon request

R#47 0 mm TEIDERZNE !

Dimensions in mm Cutting edges must be measured optically!

A10



ISO-71 =
ISO Inserts

(ph HORN i)

AR

Insert

ERIAES TEDHD, ERA'E

Diamond tipped, complete edge, Version ,positive”

R=AFH-mME

R = right hand version shown

FRES
Part number

CCGT060204L.G.H6
CCGT060204R.G.H6
CCGT060208L.G.H6
CCGT060208R.G.H6
CCGT09T308L.G.H6
CCGT09T308R.G.H6
CCGT09T312L.G.H6
CCGT09T312R.G.H6
CCGT120412L.G.H6
CCGT120412R.G.H6

6.350
6.350
6.350
6.350
9.525
9.525
OI525
9.525
12.700
12.700

CCGT

L=k F®

L = left hand version

2.8
2.8
2.8
2.8
4.4
4.4
4.4
4.4
5.5
515

A FEE /onstock A48 [ 4weeks x HBIFER / upon request
YHIAERENE !

Cutting edges must be measured optically!

R~%#47 : mm

Dimensions in mm

2.38
2.38
2.38
2.38
19/
3.97
3197
3.97
4.76
4.76

ELISOTI+F
for Toolholder ISO

xKH Boehlerit

Type
1 i =2
£
6.4 0.4 A
6.4 0.4 A
6.3 0.8 A
6.3 0.8 A
9.6 0.8 A
9.6 0.8 A
9.6 1.2 A
9.6 1.2 A
12.6 1.2 A
12.6 1.2 A

All



1ISO-J1 K& (ph HORN i)

ISO Inserts

ol CCGwW

Insert

R

Diamond tipped, Version ,neutral”

ELISOTI+F
for Toolholder ISO

xKH Boehlerit

Type
FmEsS d d, s h r ® | o
Part number 8 E
I | o

CCGWO060201N.HO 6.350 2.8 2.38 3.0 0.1 A | A
CCGWO060202N.HO 6.350 2.8 2.38 3.0 0.2 A | A
CCGWO060204N.HO 6.350 2.8 2.38 3.0 0.4 A | A
CCGWO060208N.HO 6.350 2.8 2.38 3.0 0.8 A | A
CCGWO09T301N.HO 9.525 4.4 3.97 4.5 0.1 A | A
CCGWO09T302N.HO 9.525 4.4 3.97 4.5 0.2 A | A
CCGWO09T304N.HO 9.525 4.4 3.97 4.5 0.4 A | A
CCGWO09T308N.HO 9.525 4.4 3.97 4.5 0.8 A | A
CCGWO09T312N.HO 9.525 4.4 3.97 4.5 1.2 A
CCGW120402N.HO 12.700 5.5 4.76 4.5 0.2 A | A
CCGW120404N.HO 12.700 5.5 4.76 4.5 0.4 A | A
CCGW120408N.HO 12.700 5.5 4.76 4.5 0.8 A | A
CCGW120412N.HO 12.700 5.5 4.76 4.5 1.2 A

A FETF /onstock A48 /4 weeks x HRIFER / upon request

R84 0 mm TEIAERZNE |

Dimensions in mm Cutting edges must be measured optically!

Al12



ISO-J1 /v (pli HORN pilD)

ISO Inserts

ol CCGwW

Insert

ERRES BRT, PER

Diamond tipped, Wiper geometry, Version ,neutral”

ELISOTI+F
for Toolholder ISO

A Boehlerit
Type

FEEREA ! D4R
Please note the approach
angle! See page D4

FmEs d d, s X r o
Part number E
o

CCGWO060201N.W.HO 6.350 2.8 2.38 8.2 0.1 A
CCGWO060202N.W.HO 6.350 2.8 2.38 315 0.2 A
CCGWO060204N.W.HO 6.350 2.8 2.38 85 0.4 A
CCGWO09T301N.W.HO 9.525 4.4 3.97 3.7 0.1 A
CCGWO09T302N.W.HO 9.525 4.4 3.97 4.0 0.2 A
CCGWO09T304N.W.HO 9.525 4.4 3.97 4.0 0.4 A
CCGW120402N.W.HO 12.700 6.3 4.76 4.0 0.2 A
CCGW120404N.W.HO 12.700 15 4.76 4.0 0.4 A

A FE1F /onstock A 4JE [/ 4weeks X BRIFESR / upon request

RY#4 : mm YEIDERZNE !

Dimensions in mm Cutting edges must be measured optically!

Al13



1ISO-J1 K& (ph HORN i)

ISO Inserts

ol CCGwW

Insert

ERREL TBIHXD

Diamond tipped, complete edge

ELISOTI+F
for Toolholder ISO

xKH Boehlerit

Type

R=HFE-mHE L=EFH

R = right hand version shown L = left hand version
FmEs d d, s X r o
Part number E

o

CCGWO060204L.G.HO 6.350 2.8 2.38 6.4 0.4 A
CCGW060204R.G.HO 6.350 2.8 2.38 6.4 0.4 A
CCGW060208L.G.HO 6.350 2.8 2.38 6.3 0.8 A
CCGW060208R.G.HO 6.350 2.8 2.38 6.3 0.8 A
CCGWO09T304L.G.HO 9.525 4.4 3.97 9.6 0.4 A
CCGWO09T304R.G.HO 9.525 4.4 3.97 9.6 0.4 A
CCGWO09T308L.G.HO 9.525 4.4 3.97 915 0.8 A
CCGWO09T308R.G.HO 9.525 4.4 3.97 915 0.8 A
CCGWO09T312L.G.HO 9.525 4.4 S 9.4 1.2 A
CCGWO09T312R.G.HO 9.525 4.4 3.97 9.4 1.2 A
CCGW120404L.G.HO 12.700 5.5 4.76 12.8 0.4 A
CCGW120404R.G.HO 12.700 5.5 4.76 12.8 0.4 A
CCGW120408L.G.HO 12.700 5.5 4.76 12.7 0.8 A
CCGW120408R.G.HO 12.700 5.5 4.76 12.7 0.8 A

A E7F [onstock A4/ /4 weeks x HRIEZER / upon request

R840 mm THEIDERZNE !

Dimensions in mm Cutting edges must be measured optically!

Al4



ISO-J1 /v (pli HORN pilD)

ISO Inserts

¥ CPGT

Insert

#HORN 3D /B1&
Diamond tipped, with HORN 3D chip breaker

ELISOTI+F
for Toolholder ISO

xKH Boehlerit

Type
FmEs d d, s h r ® | o
Part number 8 E
I o

CPGT060201N.HS 6.350 2.8 2.38 25 0.1 A
CPGT060202N.HN 6.350 2.8 2.38 25 0.2 A | A
CPGT060202N.HS 6.350 2.8 2.38 2.5 0.2 A A
CPGT060204N.HN 6.350 2.8 2.38 2.5 0.4 A | A
CPGT060204N.HS 6.350 2.8 2.38 2.5 0.4 A | A
CPGT060208N.HN 6.350 2.8 2.38 2.5 0.8 A
CPGTO09T301N.HS 9.525 4.4 3.97 4.0 0.1 A
CPGTO09T302N.HN 9.525 4.4 3.97 4.0 0.2 A | A
CPGT09T302N.HS 9.525 4.4 3.97 4.0 0.2 A A
CPGTO09T304N.HN 9.525 4.4 3.97 4.0 0.4 A | A
CPGTO09T304N.HS 9.525 4.4 3.97 4.0 0.4 A A
CPGTO09T308N.HN 9.525 4.4 3.97 4.0 0.8 A | A
CPGTO09T308N.HS 9.525 4.4 3.97 3.5 0.8 A
CPGTO09T312N.HN 9.525 4.4 3.97 4.0 1.2 A

A E7F [onstock A4/ /4 weeks x HRIEZER / upon request

R840 mm THEIDERZNE !

Dimensions in mm Cutting edges must be measured optically!

Al5



1ISO-J1 K& (ph HORN i)

ISO Inserts

¥ CPGT

Insert

ERRES BN, ERAR

Diamond tipped, complete edge, Version ,positive-neutral”

ELISOTI+F
for Toolholder ISO

xKH Boehlerit

Type
FmEsS d d, s : r o
Part number E
o
CPGT060202N.H6 6.35 2.8 2.38 3.8 0.2 A
CPGT060204N.H6 6.35 2.8 2.38 315 0.4 A
CPGT060208N.H6 6.35 2.8 2.38 85 0.8 A
A E7F [onstock A 4J8 /4 weeks x HRIEZER / upon request
RS24: mm THIAERFNE !
Dimensions in mm Cutting edges must be measured optically!

Al6



ISO-J1 /v (pli HORN pilD)

ISO Inserts

¥ CPGT

Insert

#HORN 3D /B & 118 Y JL{AIFE 2
Diamond tipped, Wiper geometry with HORN 3D chip breaker

ELISOTI+F
for Toolholder ISO

A Boehlerit
Type

FEEREA ! D4R
Please note the approach
angle! See page D4

FmEs d d, s X r o
Part number E
o

CPGT060202N.W.HN 6.350 2.8 2.38 3.0 0.2 A
CPGT060202N.W.HS 6.350 2.8 2.38 3.0 0.2 A
CPGT060204N.W.HN 6.350 2.8 2.38 3.0 0.4 A
CPGT060204N.W.HS 6.350 2.8 2.38 3.0 0.4 A
CPGTO09T302N.W.HN 9.525 4.4 3.97 85 0.2 A
CPGTO09T302N.W.HS 9.525 4.4 3.97 315 0.2 A
CPGTO09T304N.W.HN 9.525 4.4 3.97 815 0.4 A
CPGTO09T304N.W.HS 9.525 4.4 3.97 315 0.4 A

A FE1F /onstock A 4JE [/ 4weeks X BRIFESR / upon request

RY#4 : mm YEIDERZNE !

Dimensions in mm Cutting edges must be measured optically!

Al7



1ISO-J1 K& (ph HORN i)

ISO Inserts

ol CPGW

Insert

R

Diamond tipped, Version ,neutral”

ELISOTI+F
for Toolholder ISO

xKH Boehlerit

Type
FmEs d d, s X r o
Part number E
o

CPGW060202N.H0 6.350 2.8 2.38 Si5 0.2 A
CPGW060204N.HO 6.350 2.8 2.38 315 0.4 A
CPGW060208N.HO 6.350 2.8 2.38 85 0.8 X
CPGWO09T302N.HO 9.525 4.4 3.97 4.0 0.2 A
CPGWO09T304N.HO 9.525 4.4 3.97 4.0 0.4 A
CPGWO09T308N.HO 9.525 4.4 3.97 4.0 0.8 A
CPGW120402N.HO 12.700 6.3 4.76 4.0 0.2 A
CPGW120404N.HO 12.700 515 4.76 4.0 0.4 A
CPGW120408N.HO 12.700 6.3 4.76 4.0 0.8 A

A FE1F /onstock A 4JE /4weeks X BRIFESR / upon request

R84 : mm TEIATHZENE |

Dimensions in mm Cutting edges must be measured optically!

Al18



ISO-J1 /v (pli HORN pilD)

ISO Inserts

ol CPGW

Insert

ERRES BRT, PER

Diamond tipped, Wiper geometry, Version ,neutral

ELISOTI+F
for Toolholder ISO

A Boehlerit
Type

FEEREA ! D4R
Please note the approach
angle! See page D4

FmEs d d, s X r o
Part number E
o

CPGW060202N.W.HO 6.350 2.8 2.38 Si5 0.2 A
CPGW060204N.W.HO 6.350 2.8 2.38 315 0.4 A
CPGWO09T302N.W.HO 9.525 4.4 3.97 4.0 0.2 A
CPGWO09T304N.W.HO 9.525 4.4 3.97 4.0 0.4 A
CPGW120402N.W.HO 12.700 6.9 4.76 4.0 0.2 A
CPGW120404N.W.HO 12.700 5.5 4.76 4.0 0.4 A

A FETF /onstock A48 /4 weeks x HRIZFER / upon request

R4 0 mm TEIAERZNE |

Dimensions in mm Cutting edges must be measured optically!

Al19



1ISO-J1 K& (ph HORN i)

ISO Inserts

ol CPGW

Insert

ERREL TBIHXD

Diamond tipped, complete edge

ELISOTI+F
for Toolholder ISO

xKH Boehlerit

Type

R=HFE-mHE L=EFH

R = right hand version shown L = left hand version
FmEs d d, s X r o
Part number E

o

CPGW060204L.G.HO 6.350 2.8 2.38 6.4 0.4 A
CPGW060204R.G.HO 6.350 2.8 2.38 6.4 0.4 A
CPGW060208L.G.HO 6.350 2.8 2.38 6.3 0.8 A
CPGW060208R.G.HO 6.350 2.8 2.38 6.3 0.8 A
CPGWO09T308L.G.HO 9.525 4.4 3.97 9.5 0.8 A
CPGWO09T308R.G.HO 9.525 4.4 3.97 9.5 0.8 A
CPGW120408L.G.HO 12.700 5.5 4.76 12.7 0.8 A
CPGW120408R.G.HO 12.700 5.5 4.76 12.7 0.8 A
CPGW120412L.G.HO 12.700 5.5 4.76 12.6 1.2 A
CPGW120412R.G.HO 12.700 5.5 4.76 12.6 1.2 A

A FETE /onstock A48 [ 4weeks X BRIEER / upon request

R84 0 mm TEIDERZNE !

Dimensions in mm Cutting edges must be measured optically!

A20



ISO-J1 /v (pli HORN pilD)

ISO Inserts

Ak DCGT

Insert

#HORN 3D /B1&
Diamond tipped, with HORN 3D chip breaker

ELISOTI+F
for Toolholder ISO

xKH Boehlerit

Type
FmEs d d, s h r ® | o
Part number 8 E
I | o

DCGTO070201N.HS 6.350 2.8 2.38 2.5 0.1 A | A
DCGTO070202N.HN 6.350 2.8 2.38 25 0.2 A | A
DCGTO070202N.HS 6.350 2.8 2.38 2.5 0.2 A | A
DCGT070204N.HN 6.350 2.8 2.38 2.5 0.4 A | A
DCGTO070204N.HS 6.350 2.8 2.38 2.5 0.4 A | A
DCGTO070208N.HN 6.350 2.8 2.38 2.5 0.8 A | A
DCGTO070208N.HS 6.350 2.8 2.38 2.5 0.8 A | A
DCGT11T301N.HS 9.525 4.4 3.97 315 0.1 A | A
DCGT11T302N.HN 9.525 4.4 3.97 2.5 0.2 A | A
DCGT11T302N.HS 9.525 4.4 3.97 25 0.2 A | A
DCGT11T304N.HN 9.525 4.4 3.97 2.5 0.4 A | A
DCGT11T304N.HS 9.525 4.4 3.97 2.5 0.4 A | A
DCGT11T308N.HN 9.525 4.4 3.97 2.5 0.8 A | A
DCGT11T308N.HS 9.525 4.4 3.97 2.5 0.8 A | A
DCGT11T312N.HN 9.525 4.4 3.97 2.5 1.2 A | A
DCGT11T312N.HS 9.525 4.4 3.97 2.5 1.2 A | A

A FETE [onstock A48 [ 4weeks X IRIFER / upon request

R84 : mm TIHI A THZENE |

Dimensions in mm Cutting edges must be measured optically!

A21



1ISO-J1 K& (ph HORN i)

ISO Inserts

Ak DCGT

Insert

“E-eh

Diamond tipped, Version ,positive-neutral*

ELISOTI+F
for Toolholder ISO

xKH Boehlerit

Type
FmEs d d, s I, r © | o
Part number HDO8 / PD70 a8 B
I o

DCGTO070201N.H6 6.350 2.8 2.38 3/35 0.1 A | A
DCGT070202N.H6 6.350 2.8 2.38 3/35 0.2 A A
DCGTO070204N.H6 6.350 2.8 2.38 3/35 0.4 A | A
DCGTO070208N.H6 6.350 2.8 2.38 3/35 0.8 A | A
DCGT11T301N.H6 9.525 4.4 3.97 3/4.0 0.1 A | A
DCGT11T302N.H6 9.525 4.4 3.97 3/4.0 0.2 A | A
DCGT11T304N.H6 9.525 4.4 3.97 3/4.0 0.4 A | A
DCGT11T308N.H6 9.525 4.4 3.97 3/4.0 0.8 A | A
DCGT11T312N.H6 9.525 4.4 3.97 3/4.0 1.2 A A

A FE1F /onstock A 4JE /4weeks X BRIFESR / upon request

R84 : mm YEIDERZNE !

Dimensions in mm Cutting edges must be measured optically!

A22



ISO-J1 /v (pli HORN pilD)

ISO Inserts

Ak DCGT

Insert

#HORN 3D /B & 118 Y JL{AIFE 2
Diamond tipped, Wiper geometry with HORN 3D chip breaker

ELISOTI+F
for Toolholder ISO

A Boehlerit
Type

FEEREA ! D4R
Please note the approach

R=AFZ-mH L=EF & angle! See page D4

R = right hand version shown L = left hand version
FmEs d d; s I, r ® | o
Part number HDO8 / PD70 ala

I o

DCGT070202L.W.HN 6.350 2.8 2.38 25/3.0 0.2 A | A
DCGT070202L.W.HS 6.350 2.8 2.38 25/3.0 0.2 A A
DCGT070202R.W.HN 6.350 2.8 2.38 25/3.0 0.2 A | A
DCGT070202R.W.HS 6.350 2.8 2.38 25/3.0 0.2 A A
DCGT070204L.W.HN 6.350 2.8 2.38 25/3.0 0.4 A | A
DCGT070204L.W.HS 6.350 2.8 2.38 25/3.0 0.4 A | A
DCGT070204R.W.HN 6.350 2.8 2.38 25/3.0 0.4 A | A
DCGT070204R.W.HS 6.350 2.8 2.38 25/3.0 0.4 A | A
DCGT11T302L.W.HN 9.525 4.4 3.97 25/35 0.2 A A
DCGT11T302L.W.HS 9.525 4.4 3.97 25/35 0.2 A | A
DCGT11T302R.W.HN 9.525 4.4 3.97 25/35 0.2 A | A
DCGT11T302R.W.HS 9.525 4.4 3.97 25/35 0.2 A A
DCGT11T304L.W.HN 9.525 4.4 3.97 25/35 0.4 A | A
DCGT11T304L.W.HS 9.525 4.4 3.97 25/35 0.4 A A
DCGT11T304R.W.HN 9.525 4.4 3.97 25/35 0.4 A | A
DCGT11T304R.W.HS 9.525 4.4 3.97 25/35 0.4 A A

A FE1F [onstock A 4J8 /4 weeks x BIFZER / upon request

R84 : mm TIHI A THZENE |

Dimensions in mm Cutting edges must be measured optically!

A23



1ISO-J1 K& (ph HORN i)

ISO Inserts

Ak DCGT

Insert

ERIRER, EXX, ERAR

Diamond tipped, Wiper geometry, Version ,positive”

ELISOTI+F
for Toolholder ISO

A Boehlerit
Type

FEBEEA ! WD4W

Please note the approach

R=AFZ-mH L=EF & angle! See page D4

R = right hand version shown L = left hand version
FmEs d d, s X r o
Part number E

o

DCGT070202L.W.H6 6.350 2.8 2.38 815 0.2 A
DCGT070202R.W.H6 6.350 2.8 2.38 315 0.2 A
DCGT070204L.W.H6 6.350 2.8 2.38 8.3 0.4 A
DCGT070204R.W.H6 6.350 2.8 2.38 3% 0.4 A
DCGT11T302L.W.H6 9.525 4.4 3.97 4.0 0.2 A
DCGT11T302R.W.H6 9.525 4.4 3.97 4.0 0.2 A
DCGT11T304L.W.H6 9.525 4.4 3.97 3.8 0.4 A
DCGT11T304R.W.H6 9.525 4.4 3.97 3.8 0.4 A

A FE1F /onstock A 4JE [/ 4weeks X BRIFESR / upon request

RY#4 : mm YEIDERZNE !

Dimensions in mm Cutting edges must be measured optically!

A24



ISO-J1 /v (pli HORN pilD)

ISO Inserts

Ak DCGW

Insert

R

Diamond tipped, Version ,neutral”

ELISOTI+F
for Toolholder ISO

xKH Boehlerit

Type
FmEs d d, s I, r ® | o
Part number HDO8 / PD70 a8 B
I o

DCGW070201N.HO 6.350 2.8 2.38 3.0/35 0.1 A | A
DCGW070202N.HO 6.350 2.8 2.38 3.0/35 0.2 A A
DCGW070204N.HO 6.350 2.8 2.38 3.0/35 0.4 A | A
DCGW070208N.HO 6.350 2.8 2.38 3.0/35 0.8 A | A
DCGW11T301N.HO 9.525 4.4 3.97 3.0/4.0 0.1 A | A
DCGW11T302N.HO 9.525 4.4 3.97 3.0/4.0 0.2 A | A
DCGW11T304N.HO 9.525 4.4 3.97 3.0/4.0 0.4 A | A
DCGW11T308N.HO 9.525 4.4 3.97 3.0/4.0 0.8 A | A
DCGW11T312N.HO 9.525 4.4 3.97 - /4.0 1.2 A

A FE1F /onstock A 4JE /4weeks X BRIFESR / upon request

R84 : mm YEIDERZNE !

Dimensions in mm Cutting edges must be measured optically!

A25



1ISO-J1 K& (ph HORN i)

ISO Inserts

Ak DCGW

Insert

ERRER, BXT

Diamond tipped, Wiper geometry

ELISOTI+F
for Toolholder ISO

A Boehlerit
Type

FEBEEA ! WD4W

Please note the approach

R=AFZ-mH L=EF & angle! See page D4

R = right hand version shown L = left hand version
FmEs d d, s X r o
Part number E

o

DCGW070202L.W.HO 6.350 2.8 2.38 8.8 0.2 A
DCGW070202R.W.HO0 6.350 2.8 2.38 315 0.2 A
DCGW070204L.W.HO 6.350 2.8 2.38 815 0.4 A
DCGW070204R.W.HO 6.350 2.8 2.38 315 0.4 A
DCGW11T301L.W.HO 9.525 4.4 3.97 4.0 0.1 A
DCGW11T301R.W.HO 9.525 4.4 3.97 4.0 0.1 A
DCGW11T302L.W.HO 9.525 4.4 3.97 4.0 0.2 A
DCGW11T302R.W.HO 9.525 4.4 3.97 4.0 0.2 A
DCGW11T304L.W.HO 9.525 4.4 S 4.0 0.4 A
DCGW11T304R.W.HO 9.525 4.4 3.97 4.0 0.4 A

A FETE /onstock A48 [ 4weeks X BRIEER / upon request

R84 0 mm TEIDERZNE !

Dimensions in mm Cutting edges must be measured optically!

A26



ISO-J1 /v (pli HORN pilD)

ISO Inserts

Ak RCGT

Insert

ERIAES, BEHFHHORN DM B2
Diamond tipped, full face with HORN 3D chip breaker

ELISOTI+F
for Toolholder ISO

xKH Boehlerit

Type
FmEsS d d, s o
Part number E
o

RCGT0602M0.F.HN 6 2.8 2.38 A
RCGT0602MO0.F.HS 6 2.8 2.38 A
RCGTO0803MO.F.HN 8 3.4 3.18 A
RCGTO0803MO0.F.HS 8 3.4 3.18 A
RCGT1003MO0.F.HN 10 4.4 3.18 A
RCGT1003MO0.F.HS 10 4.4 3.18 A
RCGT10T3MO0.F.HN 10 4.4 3.97 A
RCGT10T3MO.F.HS 10 4.4 3.97 A
RCGT1204MO0.F.HN 12 4.4 4.76 A
RCGT1204M0.F.HS 12 4.4 4.76 A

A FETE /onstock A48 [ 4weeks X BRIEER / upon request

R84 0 mm TEIDERZNE !

Dimensions in mm Cutting edges must be measured optically!

A27



1ISO-J1 K& (ph HORN i)

ISO Inserts

Ak RCGW

Insert

ERIRES BE

Diamond tipped, full face

ELISOTI+F
for Toolholder ISO

xKH Boehlerit

Type
FmEsS d d, s o
Part number E
o

RCGW0602M0.F.HO 6 2.8 2.38 A
RCGW0803M0.F.HO 8 3.4 3.18 A
RCGW1003M0.F.HO 10 4.4 3.18 A
RCGW10T3MO0.F.HO 10 4.4 3.97 A
RCGW1204M0.F.HO 12 4.4 4.76 A

A FETF /onstock A48 /4 weeks x HRIZFER / upon request

R4 0 mm TEIAERFZNE |

Dimensions in mm Cutting edges must be measured optically!

A28



ISO-J1 /v (pli HORN pilD)

ISO Inserts

Tk RPGT

Insert

SR A% A, ZE® HORN 3D K& 25
Diamond tipped, full face with HORN 3D chip breaker

ELISOTI+F
for Toolholder ISO

xKH Boehlerit

Type
FmEs d d, s o
Part number E
o

RPGT0802M0.F.HN 8.0 3.4 2.38 A
RPGT0802M0.F.HS 8.0 3.4 2.38 A
RPGT1003M0.F.HN 10.0 4.4 3.18 A
RPGT1003M0.F.HS 10.0 4.4 3.18 A
RPGT120400.F.HN 12.7 8.9 4.76 A
RPGT120400.F.HS 12.7 8L 4.76 A
RPGT1204M0.F.HN 12.0 4.4 4.76 A
RPGT1204M0.F.HS 12.0 4.4 4.76 A

A FE1F /onstock A 4JE [/ 4weeks X BRIFESR / upon request

RE#47 : mm YEIDERZNE !

Dimensions in mm Cutting edges must be measured optically!

A29



1ISO-J1 K& (ph HORN i)

ISO Inserts

Ak RPGW

Insert

ERIRES BE

Diamond tipped, full face

ELISOTI+F
for Toolholder ISO

xKH Boehlerit

Type
FmEs d d, s o
Part number E
o

RPGWO0802M0.F.HO 8.0 3.4 2.38 A
RPGW1003MO0.F.HO 10.0 4.4 3.18 A
RPGW120400.F.HO 12.7 5.5 4.76 A
RPGW1204M0.F.HO 12.0 4.4 4.76 A

A FE7F [onstock A 4JE /4 weeks X ABIEER / upon request

R84 : mm THIAERLFNE !

Dimensions in mm Cutting edges must be measured optically!

A30



ISO-J1 /v (pli HORN pilD)

ISO Inserts

ol SCGT

Insert

#HORN 3D /B1&
Diamond tipped, with HORN 3D chip breaker

ELISOTI+F
for Toolholder ISO

xKH Boehlerit

Type
FmEs d d, s X r o
Part number E
o

SCGTO09T304N.HN 9.525 4.4 3197 Si5 0.4 A
SCGT09T304N.HS 9.525 4.4 3.97 315 0.4 A
SCGTO09T308N.HN 9.525 4.4 3.97 85 0.8 A
SCGTO09T308N.HS 9.525 4.4 3.97 315 0.8 A
SCGT120404N.HN 12.700 6.9 4.76 85 0.4 A
SCGT120404N.HS 12.700 5.5 4.76 315 0.4 A
SCGT120408N.HN 12.700 6.3 4.76 815 0.8 A
SCGT120408N.HS 12.700 515 4.76 315 0.8 A
SCGT120412N.HN 12.700 6.3 4.76 85 1.2 A
SCGT120412N.HS 12.700 515 4.76 315 1.2 A

A FETE /onstock A48 [ 4weeks X BRIEER / upon request

R84 0 mm TEIDERZNE !

Dimensions in mm Cutting edges must be measured optically!

A3l



1ISO-J1 K& (ph HORN i)

ISO Inserts

AR SCGT

Insert

‘- E

Diamond tipped, Version ,positive-neutral*

ELISOTI+F
for Toolholder ISO

xKH Boehlerit

Type
FmEsS d d, s . r o
Part number E
o

SCGT09T304N.H6 9.525 4.4 3.97 4 0.4 A
SCGT09T308N.H6 9.525 4.4 3.97 4 0.8 A
SCGT09T312N.H6 9.525 4.4 3.97 4 1.2 A
SCGT120408N.H6 12.700 5.5 4.76 4 0.8 A
SCGT120412N.H6 12.700 0.8 4.76 4 1.2 A

A FETF /onstock A48 /4 weeks x HRIZFER / upon request

R84 0 mm TEIDERZNE !

Dimensions in mm Cutting edges must be measured optically!

A32



ISO-J1 /v (pli HORN pilD)

ISO Inserts

ol SCGT

Insert

EANIHI I EEHORN 3D /EFE
Diamond tipped, complete edge with HORN 3D chip breaker

ELISOTI+F
for Toolholder ISO

xKH Boehlerit

Type
FmEsS d d, s : r o
Part number E
o

SCGTO09T304N.G.HN 9.525 4.4 3.97 9.525 0.4 A
SCGTO09T308N.G.HN 9.525 4.4 3.97 9.525 0.8 A
SCGT09T312N.G.HN 9.525 4.4 3.97 9.525 1.2 A
SCGT120404N.G.HN 12.700 5.5 4.76 12.700 0.4 A
SCGT120408N.G.HN 12.700 5.5 4.76 12.700 0.8 A
SCGT120412N.G.HN 12.700 5.5 4.76 12.700 1.2 A

A FETF /onstock A48 /4 weeks x HRIZFER / upon request

R4 0 mm TEIAERZNE |

Dimensions in mm Cutting edges must be measured optically!

A33



1ISO-J1 K& (ph HORN i)

ISO Inserts

ol SCGT

Insert

ERRES BN, ERAR

Diamond tipped, complete edge, Version ,positive-neutral”

ELISOTI+F
for Toolholder ISO

xKH Boehlerit

Type
FmEsS d d, s : r o
Part number E
o

SCGTO09T308N.G.H6 9.525 4.4 3.97 9.525 0.8 A
SCGT09T312N.G.H6 9.525 4.4 3.97 9.525 1.2 A
SCGT120408N.G.H6 12.700 5.5 4.76 12.700 0.8 A
SCGT120412N.G.H6 12.700 5.5 4.76 12.700 1.2 A

A FE7F [onstock A 4JE /4 weeks X ABIEER / upon request

R84 : mm THIAERLFNE !

Dimensions in mm Cutting edges must be measured optically!

A34



ISO-J1 /v (pli HORN pilD)

ISO Inserts

ol SCGW

Insert

R

Diamond tipped, Version ,neutral”

ELISOTI+F
for Toolholder ISO

xKH Boehlerit

Type
FmEsS d d, s . r o
Part number E
o

SCGWO09T304N.HO 9.525 4.4 3.97 4 0.4 A
SCGWO09T308N.HO 9.525 4.4 3.97 4 0.8 A
SCGWO09T312N.HO 9.525 4.4 3.97 4 1.2 A
SCGW120404N.HO 12.700 15 4.76 4 0.4 A
SCGW120408N.HO 12.700 5.5 4.76 4 0.8 A
SCGW120412N.HO 12.700 15 4.76 4 1.2 A

A FETF /onstock A48 /4 weeks x HRIZFER / upon request

R4 0 mm TEIAERZNE |

Dimensions in mm Cutting edges must be measured optically!

A35



1ISO-J1 K& (ph HORN i)

ISO Inserts

ol SCGW

Insert

ERRES TBUHN, hE B

Diamond tipped, complete edge, Version“neutral”

ELISOTI+F
for Toolholder ISO

xKH Boehlerit

Type
FmEsS d d, s : r o
Part number E
o

SCGWO09T304N.G.HO 9.525 4.4 3.97 9.525 0.4 A
SCGWO09T308N.G.HO 9.525 4.4 3.97 9.525 0.8 A
SCGWO09T312N.G.HO 9.525 4.4 3.97 9.525 1.2 A
SCGW120404N.G.HO 12.700 5.5 4.76 12.700 0.4 A
SCGW120408N.G.HO 12.700 5.5 4.76 12.700 0.8 A
SCGW120412N.G.HO 12.700 5.5 4.76 12.700 1.2 A

A FETF /onstock A48 /4 weeks x HRIZFER / upon request

R4 0 mm TEIAERZNE |

Dimensions in mm Cutting edges must be measured optically!

A36



ISO-J1 /v (pli HORN pilD)

ISO Inserts

Ak TCGT

Insert

#HORN 3D /B1&
Diamond tipped, with HORN 3D chip breaker

ELISOTI+F
for Toolholder ISO

xKH Boehlerit

Type
FmEs d d, s X r o
Part number E
o

TCGT090202N.HN 5.560 25 2.38 3.0 0.2 A
TCGT090202N.HS 5.560 2.5 2.38 3.0 0.2 A
TCGT090204N.HN 5.560 2.5 2.38 3.0 0.4 A
TCGT090204N.HS 5.560 2.5 2.38 3.0 0.4 A
TCGT090208N.HN 5.560 2.5 2.38 3.0 0.8 A
TCGT090208N.HS 5.560 2.5 2.38 3.0 0.8 A
TCGT110202N.HN 6.350 2.8 2.38 815 0.2 A
TCGT110202N.HS 6.350 2.8 2.38 315 0.2 A
TCGT110204N.HN 6.350 2.8 2.38 815 0.4 A
TCGT110204N.HS 6.350 2.8 2.38 315 0.4 A
TCGT110208N.HN 6.350 2.8 2.38 8E5 0.8 A
TCGT110208N.HS 6.350 2.8 2.38 315 0.8 A
TCGT16T304N.HN 9.525 4.4 3.97 815 0.4 A
TCGT16T304N.HS 9.525 4.4 3.97 315 0.4 A
TCGT16T308N.HN 9.5625 4.4 3.97 815 0.8 A
TCGT16T308N.HS 9.525 4.4 3.97 315 0.8 A
TCGT16T312N.HN 9.5625 4.4 810 815 1.2 A
TCGT16T312N.HS 9.625 4.4 3.97 315 1.2 A

A FE1E /onstock A48 [ 4weeks x HBIFEK / upon request

R84 : mm THEIDERZENE !

Dimensions in mm Cutting edges must be measured optically!

A37



1ISO-J1 K& (ph HORN i)

ISO Inserts

Ak TCGT

Insert

“E-eh

Diamond tipped, Version ,positive-neutral*

ELISOTI+F
for Toolholder ISO

xKH Boehlerit

Type
FmEs d d, s X r o
Part number E
o

TCGT090202N.H6 5.560 25 2.38 8.8 0.2 A
TCGT090204N.H6 5.560 2.5 2.38 315 0.4 A
TCGT090208N.H6 5.560 2.5 2.38 815 0.8 A
TCGT110202N.H6 6.350 2.8 2.38 4.0 0.2 A
TCGT110204N.H6 6.350 2.8 2.38 4.0 0.4 A
TCGT110208N.H6 6.350 2.8 2.38 4.0 0.8 A
TCGT16T304N.H6 9.525 4.4 3.97 4.0 0.4 A
TCGT16T308N.H6 9.525 4.4 3.97 4.0 0.8 A

A FE1F /onstock A 4JE [/ 4weeks X BRIFESR / upon request

RE#47 : mm YEIDERZNE !

Dimensions in mm Cutting edges must be measured optically!

A38



1ISO-J] & (ph HORN )

ISO Inserts

AR TCGT

Insert

SN A4, ZE mit HORN 3D-Spanleitstufe
Diamond tipped, full face with HORN 3D chip breaker

ELISO I+
ad for Toolholder ISO
) -
ad, 5 )
- e xKH Boehlerit
Type
r e Al
12! 1, *
— -
FmEs d d, s I, r o
Part number E
o

TCGT110202N.F.HN 6.35 2.8 2.38 10.71 0.2 A

TCGT110202N.F.HS 6.35 2.8 2.38 10.71 0.2 A

TCGT110204N.F.HN 6.35 2.8 2.38 10.41 0.4 A

TCGT110204N.F.HS 6.35 2.8 2.38 10.41 0.4 A

TCGT110208N.F.HN 6.35 2.8 2.38 9.83 0.8 A

TCGT110208N.F.HS 6.35 2.8 2.38 9.83 0.8 A
A E7Z [onstock A4/ /4 weeks X HRIEZER / upon request
R4 0 mm TEIAERZNE |
Dimensions in mm Cutting edges must be measured optically!

A39



1ISO-J1 K& (ph HORN i)

ISO Inserts

Ak TCGT

Insert

EANIHI I EEHORN 3D /EFE
Diamond tipped, complete edge with HORN 3D chip breaker

ELISOTI+F
for Toolholder ISO

xKH Boehlerit

Type
FmEs d d, X r o
Part number E
o

TCGT090204N.G.HN 5.560 25 9.0 0.4 A
TCGT090208N.G.HN 5.560 2.5 8.4 0.8 A
TCGT110204N.G.HN 6.350 2.8 10.4 0.4 A
TCGT110208N.G.HN 6.350 2.8 9.8 0.8 A
TCGT110212N.G.HN 6.350 2.8 9.2 1.2 A
TCGT16T304N.G.HN 9.525 4.4 15.9 0.4 A
TCGT16T308N.G.HN 9.525 4.4 15.3 0.8 A
TCGT16T312N.G.HN 9.525 4.4 14.7 1.2 A

A FE1F /onstock A 4JE [/ 4weeks X BRIFESR / upon request

RE#47 : mm YEIDERZNE !

Dimensions in mm Cutting edges must be measured optically!

A40



ISO-J1 /v (pli HORN pilD)

ISO Inserts

Ak TCGT

Insert

ERRES BN, ERAR

Diamond tipped, complete edge, Version ,positive-neutral”

ELISOTI+F
for Toolholder ISO

xKH Boehlerit

Type
FmEsS d d, s : r o
Part number E
o

TCGT090204N.G.H6 5.560 25 2.38 9.0 0.4 A
TCGT090208N.G.H6 5.560 2.5 2.38 8.4 0.8 A
TCGT110204N.G.H6 6.350 2.8 2.38 10.4 0.4 A
TCGT110208N.G.H6 6.350 2.8 2.38 9.8 0.8 A
TCGT110212N.G.H6 6.350 2.8 2.38 9.2 1.2 A
TCGT16T304N.G.H6 9.525 4.4 3.97 15.9 0.4 A
TCGT16T308N.G.H6 9.525 4.4 3.97 15.3 0.8 A
TCGT16T312N.G.H6 9.525 4.4 3.97 14.7 1.2 A

A FE1F /onstock A 4JE [/ 4weeks X BRIFESR / upon request

RE#47 : mm YEIDERZNE !

Dimensions in mm Cutting edges must be measured optically!

A4l



1ISO-J1 K& (ph HORN i)

ISO Inserts

Ak TCGW

Insert

R

Diamond tipped, Version ,neutral”

ELISOTI+F
for Toolholder ISO

xKH Boehlerit

Type
FmEs d d, s X r o
Part number E
o

TCGW090202N.HO 5.560 25 2.38 8.8 0.2 A
TCGWO090204N.HO 5.560 2.5 2.38 315 0.4 A
TCGW090208N.HO 5.560 2.5 2.38 815 0.8 A
TCGW110202N.HO 6.350 2.8 2.38 4.0 0.2 A
TCGW110204N.HO 6.350 2.8 2.38 4.0 0.4 A
TCGW110208N.HO 6.350 2.8 2.38 4.0 0.8 A
TCGW16T304N.HO 9.525 4.4 3.97 4.0 0.4 A
TCGW16T308N.HO 9.525 4.4 3.97 4.0 0.8 A
TCGW16T312N.HO 9.525 4.4 S 4.0 1.2 A

A FE1F /onstock A 4JE /4weeks X BRIFESR / upon request

R84 : mm TEIATHZENE |

Dimensions in mm Cutting edges must be measured optically!

A42



1ISO-TJ K (ph HORN i)

ISO Inserts

AR TCGW

Insert

SNAER ZH, 'RE 2

Diamond tipped, full face, Version ,neutral”

EEISOTI+F
ad for Toolholder ISO
o L
ad, 8 )
oy ot A Boehlerit
Type
r i
i
2, | i
- -
FmEs d d, s I, r o
Part number B
o
TCGW110202N.F.HO 6.35 2.8 2.38 10.71 0.2 A
TCGW110204N.F.HO 6.35 2.8 2.38 10.41 0.4 A
TCGW110208N.F.HO 6.35 2.8 2.38 9.83 0.8 A
A E1E /onstock A 4JE [ 4weeks X BIFER / upon request
R#47 0 mm TIHI AT RN E |
Dimensions in mm Cutting edges must be measured optically!

A43



1ISO-J1 K& (ph HORN i)

ISO Inserts

Ak TCGW

Insert

ERRES TBUHN, hE B

Diamond tipped, complete edge, Version“neutral”

ELISOTI+F
for Toolholder ISO

xKH Boehlerit

Type
FmEsS d d, s : r o
Part number E
o

TCGW090204N.G.HO 5.560 25 2.38 9.0 0.4 A
TCGWO090208N.G.HO 5.560 2.5 2.38 8.4 0.8 A
TCGW110204N.G.HO 6.350 2.8 2.38 10.4 0.4 A
TCGW110208N.G.HO 6.350 2.8 2.38 9.8 0.8 A
TCGW110212N.G.HO 6.350 2.8 2.38 9.2 1.2 A
TCGW16T304N.G.HO 9.525 4.4 3.97 15.9 0.4 A
TCGW16T308N.G.HO 9.525 4.4 3.97 15.3 0.8 A
TCGW16T312N.G.HO 9.525 4.4 3.97 14.7 1.2 A

A FE1F /onstock A 4JE [/ 4weeks X BRIFESR / upon request

RE#47 : mm YEIDERZNE !

Dimensions in mm Cutting edges must be measured optically!

Ad4



ISO-J1 /v (pli HORN pilD)

ISO Inserts

Ak VBGT

Insert

#HORN 3D /B1&
Diamond tipped, with HORN 3D chip breaker

ELISOTI+F
for Toolholder ISO

xKH Boehlerit

Type
FmEs d d, s X r o
Part number E
o

VBGT110202N.HN 6.350 2.8 2.38 3.2 0.2 A
VBGT110202N.HS 6.350 2.8 2.38 3.2 0.2 A
VBGT110204N.HN 6.350 2.8 2.38 3.2 0.4 A
VBGT110204N.HS 6.350 2.8 2.38 3.2 0.4 A
VBGT110208N.HN 6.350 2.8 2.38 3.2 0.8 A
VBGT110208N.HS 6.350 2.8 2.38 3.2 0.8 A
VBGT160402N.HN 9.525 4.4 4.76 4.0 0.2 A
VBGT160402N.HS 9.525 4.4 4.76 4.0 0.2 A
VBGT160404N.HN 9.525 4.4 4.76 4.0 0.4 A
VBGT160404N.HS 9.525 4.4 4.76 4.0 0.4 A
VBGT160408N.HN 9.525 4.4 4.76 4.0 0.8 A
VBGT160408N.HS 9.525 4.4 4.76 4.0 0.8 A
VBGT160412N.HN 9.525 4.4 4.76 4.0 1.2 A
VBGT160412N.HS 9.525 4.4 4.76 4.0 1.2 A

A E7F [onstock A4/ /4 weeks x HRIEZER / upon request

R840 mm THEIDERZNE !

Dimensions in mm Cutting edges must be measured optically!

A45



1ISO-J1 K& (ph HORN i)

ISO Inserts

Ak VBGW

Insert

R

Diamond tipped, Version ,neutral”

ELISOTI+F
for Toolholder ISO

xKH Boehlerit

Type
FRils d d, s I, r o
Part number B
o

VBGW110202N.HO 6.350 2.8 2.38 3.7 0.2 A
VBGW110204N.HO 6.350 2.8 2.38 3.7 0.4 A
VBGW110208N.HO 6.350 2.8 2.38 3.7 0.8 A
VBGW160402N.HO 9.525 4.4 4.76 4.5 0.2 A
VBGW160404N.HO 9.525 4.4 4.76 4.5 0.4 A
VBGW160408N.HO 9.525 4.4 4.76 4.5 0.8 A
VBGW160412N.HO 9.525 4.4 4.76 4.5 1.2 A

A E7F [onstock A4/ /4 weeks X HRIEZER / upon request

R 247 : mm TIHIDFSRZENE !

Dimensions in mm Cutting edges must be measured optically!

A46



ISO-J1 /v (pli HORN pilD)

ISO Inserts

Ak VCGT

Insert

#HORN 3D /B1&
Diamond tipped, with HORN 3D chip breaker

BRISOTI+F
for Toolholder ISO

xKH Boehlerit

Type
Fmils d d, s I, r © | o
Part number HDO08 / PD70 | o
I o

VCGTO070201N.HS 3.970 2.25 2.38 2.5 0.1 A | A
VCGT070202N.HN 3.970 2.25 2.38 2.5 0.2 A | A
VCGTO070202N.HS 3.970 2.25 2.38 2.5 0.2 A | A
VCGT070204N.HN 3.970 2.25 2.38 2.5 0.4 A A
VCGT070204N.HS 3.970 2.25 2.38 2.5 0.4 A A
VCGT070208N.HN 3.970 2.25 2.38 2.5 0.8 A
VCGT070208N.HS 3.970 2.25 2.38 2.5 0.8 A
VCGT110301N.HS 6.350 2.80 3.18 2.5 0.1 A | A
VCGT110302N.HN 6.350 2.80 3.18 2.5 0.2 A | A
VCGT110302N.HS 6.350 2.80 3.18 2.5 0.2 A | A
VCGT110304N.HN 6.350 2.80 3.18 2.5 0.4 A | A
VCGT110304N.HS 6.350 2.80 3.18 2.5 0.4 A | A
VCGT110308N.HN 6.350 2.80 3.18 2.5 0.8 A | A
VCGT110308N.HS 6.350 2.80 3.18 2.5 0.8 A | A
VCGT130301N.HS 7.938 3.40 3.18 4.0 0.1 A
VCGT130302N.HN 7.938 3.40 3.18 4.0 0.2 A
VCGT130302N.HS 7.938 3.40 3.18 4.0 0.2 A
VCGT130304N.HN 7.938 3.40 3.18 4.0 0.4 A
VCGT130304N.HS 7.938 3.40 3.18 4.0 0.4 A
VCGT130308N.HN 7.938 3.40 3.18 4.0 0.8 A
VCGT130308N.HS 7.938 3.40 3.18 4.0 0.8 A
VCGT160401N.HS 9.525 4.40 4.76 25 0.1 A | A
VCGT160402N.HN 9.525 4.40 4.76 25 0.2 A | A
VCGT160402N.HS 9.525 4.40 4.76 25 0.2 A | A
VCGT160404N.HN 9.525 4.40 4.76 25 0.4 A | A
VCGT160404N.HS 9.525 4.40 4.76 25 0.4 A | A
VCGT160408N.HN 9.525 4.40 4.76 2.5 0.8 A | A
VCGT160408N.HS 9.525 4.40 4.76 25 0.8 A | A
VCGT160412N.HN 9.525 4.40 4.76 2.5 1.2 A | A
VCGT160412N.HS 9.525 4.40 4.76 25 1.2 A | A

A FETE [onstock A48 [ 4weeks x BIEZER / upon request

R#47 0 mm TEIAERZNE |

Dimensions in mm Cutting edges must be measured optically!

AAT



1ISO-J1 K& (ph HORN i)

ISO Inserts

Ak VCGT

Insert

“E-eh

Diamond tipped, Version ,positive-neutral*

ELISOTI+F
for Toolholder ISO

xKH Boehlerit

Type
FmEsS d d, s I, r ® | o
Part number HDO8 / PD70 a8 B
I o

VCGT070201N.H6 3.970 2.25 2.38 - 137 0.1 A
VCGT070202N.H6 3.970 2.25 2.38 - 137 0.2 A
VCGTO070204N.H6 3.970 2.25 2.38 - /3.7 0.4 A
VCGT110301N.H6 6.350 2.80 3.18 3.0/3.7 0.1 A | A
VCGT110302N.H6 6.350 2.80 3.18 3.0/3.7 0.2 A | A
VCGT110304N.H6 6.350 2.80 3.18 3.0/3.7 0.4 A | A
VCGT110308N.H6 6.350 2.80 3.18 3.0/3.7 0.8 A | A
VCGT130301N.H6 7.938 3.40 3.18 - 147 0.1 A
VCGT130302N.H6 7.938 3.40 3.18 - 147 0.2 A
VCGT130304N.H6 7.938 3.40 3.18 - 147 0.4 A
VCGT130308N.H6 7.938 3.40 3.18 - 147 0.8 A
VCGT160401N.H6 9.525 4.40 4.76 3.0/45 0.1 A A
VCGT160402N.H6 9.525 4.40 4.76 3.0/45 0.2 A | A
VCGT160404N.H6 9.525 4.40 4.76 3.0/45 0.4 A A
VCGT160408N.H6 9.525 4.40 4.76 3.0/45 0.8 A | A
VCGT160412N.H6 9.525 4.40 4.76 3.0/45 1.2 A A

A FETE [onstock A48 [ 4weeks X IRIFER / upon request

R84 : mm YEIDEXZNE !

Dimensions in mm Cutting edges must be measured optically!

A48



ISO-J1 /v (pli HORN pilD)

ISO Inserts

Ak VCGW

Insert

R

Diamond tipped, Version ,neutral”

ELISOTI+F
for Toolholder ISO

xKH Boehlerit

Type
FmEsS d d, s I, r ® | o
Part number HDO8 / PD70 a8 B
I o

VCGW070201N.HO 3.970 2.25 2.38 - [37 0.1 A
VCGW070202N.HO 3.970 2.25 2.38 - 137 0.2 A
VCGW070204N.HO 3.970 2.25 2.38 - /37 0.4 A
VCGW110301N.HO 6.350 2.80 3.18 3.0/3.7 0.1 A | A
VCGW110302N.HO 6.350 2.80 3.18 3.0/3.7 0.2 A | A
VCGW110304N.HO 6.350 2.80 3.18 3.0/3.7 0.4 A | A
VCGW110308N.HO 6.350 2.80 3.18 3.0/3.7 0.8 A | A
VCGW130301N.HO 7.938 3.40 3.18 - 145 0.1 A
VCGW130302N.HO 7.938 3.40 3.18 - 145 0.2 A
VCGW130304N.HO 7.938 3.40 3.18 - 145 0.4 A
VCGW130308N.HO 7.938 3.40 3.18 - /45 0.8 A
VCGW160401N.HO 9.525 4.40 4.76 3.0/45 0.1 A A
VCGW160402N.HO 9.525 4.40 4.76 3.0/45 0.2 A | A
VCGW160404N.HO 9.525 4.40 4.76 3.0/45 0.4 A A
VCGW160408N.HO 9.525 4.40 4.76 3.0/45 0.8 A | A
VCGW160412N.HO 9.525 4.40 4.76 3.0/45 1.2 A A
A FETE [onstock A48 [ 4weeks X IRIFER / upon request

R84 : mm YEIDEXZNE !

Dimensions in mm Cutting edges must be measured optically!
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18IS ¥ 1SO-J1 (ph HORrN i)

Cutting data ISO Inserts

ARt ] SIBIEEE v, e
Material Version Cutting speed v bl
Recommended
min max Coolant
ME L0 A SAEHS
ﬁhn_%.% 8% HS./ HN 150 4500 iR
-wrought alloys Emulsion
PN &2 SAETR
Aae ESRTAT12% HS. /AN 100 3500 iR
uminium alloys up to 12% Si content Emulsion
HEEEESE12-20% BHR
Aluminium alloys with 12-20% Si content HN/.HO 80 1500 Emulsion
SAEHTS
& HS. | HN 100 4000 B
Magnesium Emulsion
i\, &M, = EE JH
Copper, Bronze, Brass without lead HF/.HS 90 1600 Qil
OFHC#, $54R i
OFHC Copper, Tungsten copper H6/ HS 50 800 Qil
£, E 4 (MS58) JH
Zinc, Brass (MS58) HO/.HS 100 1800 Qil
= A A Y
REMRED H6/ HS 80 450 BAB
ickel silver, Copper-nickel-alloys Emulsion
7= R I
Titanium, Molybdenum, Platin, Iridium H6/ HS 40 250 Emulsion
as /S
Graphite HO 50 1000 Air
BEREENBEE , KEMH /N
. o= .HO 25 80 .
Carbide and ceramik, sintered Air
BREENEE , MRS wS
! ; . .HO 40 100 .
Carbide and ceramik, presintered Air
A e N N =
AT SR R EH H6 120 1700 RS
Synthetics, Reinforced plastics Air
GFRP N
GERP H6/.HO 100 500 Al
CFRP /S
— .H6/.HO 80 300 o
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Y1455 1SO-T K (ph HORrN i)

Cutting data ISO Inserts

FER! HS FER HN
Geometry Geometry
/T HinT
finishing roughing
s HORN 3D-}#f7 /8 25 HORN 3D-#[B 25
gJ EN d'ﬂ HORN 3D chip breaker HORN 3D chip breaker
orner raaius . HS ) H N
e R e R st
Depth of cut Feed rate Depth of cut Feed rate
[mm] a [mm] f [mm/U] [mmirev] a [mm] f [mm/U] [mmirev]
min max min max min max min max
0,1 0,07 04 0,01 0,05 - - - -
. 0,2 0,08 0,9 0,02 0,1 0,2 2,2 0,05 0,15
BEHEESE
. 0,4 0,12 14 0,04 0,2 0,4 2,7 0,1 0,3
Aluminium,
Wrought all
rought aloys 08 018 19 008 04 07 32 02 06
1,2 0,25 2,4 0,12 0,6 0,9 3,7 0,25 0,9

BERYR a, XETVEERABXR. HS/HN = |, REFEHHRKE!

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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EAMAEMT
Boring and Profiling

(ph HORN )

AR

Insert

105

A52

T1/Page
A54-A56

T1/Page
A57

=

T1/Page
A58-A59

1 /Page
A60-A61



EAMAEMT
Boring and Profiling

(ph HORN )

Supermini®

CVD-DE PKD # K

BicS HORN 3D-f&%!

JI#FiE R Supermini® & Mini B4 &=
TA

CVD-D and PCD tipped
with HORN 3D geometries

For holder please see our catalog

Supermini® & Mini, Chapter A
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HFLFHA T (ph HORN i)

Boring and Profiling

Tk 105 "
Insert
ey "'\-\\ --H"',
-.'h 2 ___.' =
l! 3. [ -
!
L&D B Bore @ from 1.5 mm "
'q"a.
CVD-DII K
CVD tipped

BL&TFF

for Toolholder

BE B105
Type BKT105

H105
HC105
VDI
R=HFE-mHE
R = right hand version shown
RS r f a d b L, I toe D, o
Part number 8
I
R105.1001.0.15.H0.C 0.10 1.5 1.3 1.05 5.9 6 25 0.15 1.5 A
R105.1001.2.15.H0.C 0.10 1.5 1.3 1.05 5.9 12 30 0.15 15 A
R105.1001.0.2.H0.C 0.15 1.4 1.8 1.55 5.9 6 25 0.15 2.0 A
R105.1001.2.2.H0.C 0.15 1.4 1.8 1.55 5.9 12 30 0.15 2.0 A
R105.1002.1.3.H0.C 0.20 1.4 27 2.45 5.9 10 25 0.15 3.0 A
R105.1002.3.3.H0.C 0.20 1.4 2.7 2.45 5.9 20 35 0.15 3.0 A
R105.1002.1.4.H0.C 0.20 1.9 3.7 3.3 6.4 10 25 0.15 4.0 A
R105.1002.3.4.H0.C 0.20 1.9 3.7 3.35 6.4 20 35 0.15 4.0 A
R105.1002.1.5.H0.C 0.20 23 4.7 4.35 7.0 10 25 0.15 5.0 A
R105.1004.1.5.H0.C 0.40 23 4.7 4.35 7.0 10 25 0.15 5.0 A
R105.1002.4.5.H0.C 0.20 23 4.7 4.35 7.0 25 40 0.15 5.0 A
R105.1004.4.5.H0.C 0.40 23 4.7 4.35 7.0 25 40 0.15 5.0 A
A FETE /onstock A48 [ 4weeks x BRIEZER / upon request
R#47 0 mm
Dimensions in mm
BERHESRY

Further sizes upon request
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HFLFHA T (ph HORN i)

Boring and Profiling

AR 105 q
Insert
S —
&2 B Bore @ from 3 mm Q‘
'q.'._

BL&TFF

for Toolholder

Eiche s B105
Type BKT105
H105
HC105
VDI
R=AF&-mHE
R = right hand version shown
RS r f a d b L, i to. D.. 0
Part number E
o
R105.1002.1.3.H5.P 0.2 1.4 2.7 2.45 5.9 10 25 0.15 3 A
R105.1002.3.3.H5.P 0.2 1.4 2.7 2.45 5.9 20 35 0.15 3 A
R105.1002.1.4.H5.P 0.2 1.9 3.7 3.3 6.4 10 25 0.15 4 A
R105.1002.3.4.H5.P 0.2 1.9 3.7 %35 6.4 20 35 0.15 4 A
R105.1002.1.5.H5.P 0.2 2.3 4.7 4.35 7.0 10 25 0.15 5] A
R105.1004.1.5.H5.P 0.4 2.3 4.7 4.35 7.0 10 25 0.15 B A
R105.1002.4.5.H5.P 0.2 2.3 4.7 4.35 7.0 25 40 0.15 5 A
R105.1004.4.5.H5.P 0.4 2.3 4.7 4.35 7.0 25 40 0.15 B A
A FE1F /onstock A 4JE [/ 4weeks X BRIFESR / upon request
R84 0 mm
Dimensions in mm
RERHESRY

Further sizes upon request
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HFLFHA T (ph HORN i)

Boring and Profiling

B 105 s
Insert 5 o 4
with chip breaker I
iy --H\"',
\\ e iy
oL :":i
&2 B Bore @ from 4 mm \
'q_'h
[=pikis
for Toolholder
Eilhss B105
Type BKT105
H105
HC105
VDI
R=AF&-mHE
R = right hand version shown
FmEs r f a d b L, X t D, 0
Part number E
o
R105.1002.1.4.HF.P 0.2 1.9 3.7 8.3 6.4 10 25 0.15 4 A
R105.1002.3.4.HF.P 0.2 1.9 3.7 3.35 6.4 20 35 0.15 4 A
R105.1002.1.5.HF.P 0.2 2.3 4.7 4.35 7.0 10 25 0.15 5 A
R105.1004.1.5.HF.P 0.4 2.3 4.7 4.35 7.0 10 25 0.15 5 A
R105.1002.4.5.HF.P 0.2 2.3 4.7 4.35 7.0 25 40 0.15 5 A
R105.1004.4.5.HF.P 0.4 2.3 4.7 4.35 7.0 25 40 0.15 5 A
A FETF /onstock A48 /4 weeks x HRIZFER / upon request
R84 0 mm
Dimensions in mm
RERHEESZRY

Further sizes upon request
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HFLFHA T (ph HORN i)

Boring and Profiling

Ak 105 A ™
Insert
N
20 B Bore @ from 4 mm
" #
B& I
for Toolholder
Eilk =y B105
Type BKT105
H105
HC105
VDI
R=AFZ-mE
R = right hand version shown
RS r f a d b L, I, to D.. 0
Part number E
o
R105.4701.1.4.H5.P 0.15 1.9 3.7 2.85 6.4 10 25 0.6 4 A
R105.4701.3.4.H5.P 0.15 1.9 3.7 2.85 6.4 20 35 0.6 4 A
R105.4701.3.6.H5.P 0.15 SES) 5.7 4.85 7.0 20 B85 0.6 6 A
R105.4701.5.6.H5.P 0.15 33 5.7 4.85 7.0 30 45 0.6 6 A
A FE7F [onstock A 4JE /4 weeks X ABIEER / upon request
R84 : mm
Dimensions in mm
RERMESRY

Further sizes upon request
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EAMAEMT
Boring and Profiling

(ph HORN i)

AR

Insert

105

Lo B Bore @ from
%k Full radius

CVD-DII K
CVD tipped

R=AFH-mMHE

R = right hand version shown

FmEs w r f a
Part number

R105.VR07.1.5.H0.C. 1.5 0.75 23 4.7

A E7Z [onstock A4/ /4 weeks x HRIBER / upon request
R824 . mm

Dimensions in mm

BRERHESRY

Further sizes upon request

A58

f'll'-
S|
5 mm M: _
0.75 mm
T,
B& I
for Toolholder
Eilk=s B105
Type BKT105
H105
HC105
VDI
HPS
Full radius
d b |2 5 tmax Dmln 8
a
T
3.4 7 10 25 1 5 A



EFLF AT

Boring and Profiling

(ph HORN i)

AR 105

Insert

Lo B Bore @ from
%k Full radius

PCD I K&
PCD tipped

R=AFH-mMHE

R = right hand version shown

FmEs w r f a
Part number

R105.VR07.1.5.H5.P 1.5 0.75 23 4.7

A E7Z [onstock A4/ /4 weeks x HRIBER / upon request
R824 . mm

Dimensions in mm

BRERHESRY

Further sizes upon request

f'll'-
S|
5 mm M: _
0.75 mm
G|
B& I
for Toolholder
S B105
Type BKT105
H105
HC105
VDI
HPS
Full radius
d b |2 5 tmax Dmln ﬁ
o
o
3.4 7 10 25 1 5 A

A59



HFLFHA T (ph HORN i)

Boring and Profiling

Ak 105

Insert

AED B Bore @ from 5 mm
FE T Ak Width of groove up to 1 mm

CVD-DII K

CVD tipped EA AT

for Toolholder

BE B105
Type BKT105

H105
HC105
VDI
R=HFE-mHE
R = right hand version shown
FmEs w f a d b L, X t D, oy
Part number 8
T
R105.0100.1.5.H0.C 1 23 4.7 3.5 7 10 25 1 5 A
R105.0100.3.5.H0.C 1 23 4.7 3.5 7 20 35 1 5 A
R105.0100.5.5.H0.C 1 23 4.7 3.5 7 30 45 1 5 A
A E7F [onstock A 4J8 /4 weeks x HRIEZER / upon request
RS 847 0 mm
Dimensions in mm
RERUESRY

Further sizes upon request
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HFLFHA T (ph HORN i)

Boring and Profiling

AR 105

Insert

20 B Bore @ from 5 mm
FERAIR Depth of groove up to 1 mm

PCD 1 &

PCD tipped EA T

for Toolholder

Eiche s B105
Type BKT105
H105
HC105
VDI
R=HFE-mHE
R = right hand version shown
ERES w f a d b 1, X t D, 0
Part number E
o
R105.0100.1.5.H5.P 1 23 4.7 3.5 7 10 25 1 5 A
R105.0100.3.5.H5.P 1 2.3 4.7 3.5 7 20 35 1 5 A
R105.0100.5.5.H5.P 1 23 4.7 3.5 7 30 45 1 5 A
A E7F [onstock A 4J8 /4 weeks x HRIEZER / upon request
RS 847 0 mm
Dimensions in mm
RERUESRY

Further sizes upon request
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HFLFHA T (ph HORN i)

Boring and Profiling

AR

Insert

107/108/111/114 L*—“_'_l

T1/Page
A64-A75

p

T1/Page
A76

=

T1/Page
AT78-A79

AG2



BRI
Boring and Profiling

(ph HORN )

Mini

CVD-D#l1 PCD J1

fic HORN 3D-#&#!

JI#FE R Supermini® & Mini BEZ,
BB

CVD-D and PCD tipped
with HORN 3D geometries

For holder please see our catalog

Supermini® & Mini, Chapter B
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HFLFHA T (ph HORN i)

Boring and Profiling

AR 107 s 3

Insert

L&D B Bore @ from 6.8 mm ! —

<

CVD-DII K

CVD tipped ‘A AT

for Toolholder

Eilk=s B107
Type

R=AFH-mMHE

R = right hand version shown

FRisS s f a r d t D,
Part number

HDO03

| 2

R107.1002.1.H0.C 3.3 3.7 6.3 0.2 5.2 0.3 6.8
R107.1004.1.H0.C 3.3 3.7 6.3 04 5.2 0.3 6.8 A
A FE7F [onstock A 4JE /4 weeks X ABIEER / upon request
R824 . mm

Dimensions in mm

RERHESRY

Further sizes upon request
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HFLFHA T (ph HORN i)

Boring and Profiling

AR 107 s 3

Insert

L&D B Bore @ from 6.8 mm ! —

<

PCD 1 &

PCD tipped ‘A AT

for Toolholder

S B107
Type

R=AFH-mMHE

R = right hand version shown

F Elllgg% S f a r d t Dmin
Part number

PD75

R107.1002.1.H5.P 3.3 3.7 6.3 0.2 5.2 0.3 6.8
R107.1004.1.H5.P 3.3 3.7 6.3 04 5.2 0.3 6.8 A
A FE7F [onstock A 4JE /4 weeks X ABIEER / upon request
R824 . mm

Dimensions in mm

RERHESRY

Further sizes upon request

| 2
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HFLFHA T (ph HORN i)

Boring and Profiling

AR 107 s 3

Insert 5 o 4

with chip breaker

L&D B Bore @ from 6.8 mm ! —

<

PCD 1 &

PCD tipped ‘A AT

for Toolholder

Eilk=s B107
Type

R=AFH-mMHE

R = right hand version shown

FRisS s f a r d t D,
Part number

PD75

R107.1002.1.HF.P 3.3 3.7 6.3 0.2 5.2 0.3 6.8
R107.1004.1.HF.P 3.3 3.7 6.3 04 5.2 0.3 6.8 A
A FE7F [onstock A 4JE /4 weeks X ABIEER / upon request
R824 . mm

Dimensions in mm

RERHESRY

Further sizes upon request

| 2
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EAMAEMT
Boring and Profiling

(ph HORN i)

AR 108

Insert

L&D B Bore @ from

CVD-DII K
CVD tipped

R=AFH-mMHE

R = right hand version shown

FmEs s f a
Part number
R108.1002.H0.C 3.4 4.65 7.65
R108.1004.H0.C 3.4 4.65 7.65
A FE7F [onstock A 4JE /4 weeks X ABIEER / upon request
R~#4 : mm
Dimensions in mm
RERMESRY

Further sizes upon request

7.8 mm E _—

<

B & TFF

for Toolholder

S B107
Type
r d t o
0.2 6 0.3
0.4 6 0.3

HDO03

>
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HFLFHA T (ph HORN i)

Boring and Profiling

Ak 108 4 Y

Insert

L&D B Bore @ from 7.8 mm E ——

<

PCD 1 &

PCD tipped ‘A AT

for Toolholder

Eilhss B108
Type

R=AFH-mMHE

R = right hand version shown

FRisS s f a r d t D,
Part number

PD75

>

R108.1002.H5.P 3.4 4.65 7.65 0.2 6 0.3 7.8
R108.1004.H5.P 3.4 4.65 7.65 0.4 6 0.3 7.8 A
A FE7F [onstock A 4JE /4 weeks X ABIEER / upon request
R824 . mm

Dimensions in mm

RERHESRY

Further sizes upon request

AG8



EAMAEMT
Boring and Profiling

(ph HORN i)

AR 108

Insert 5 o 4

with chip breaker

L&D B Bore @ from

R=AFH-mMHE

R = right hand version shown

FmEs s f a
Part number
R108.1002.HF.P 3.4 4.65 7.65
R108.1004.HF.P 3.4 4.65 7.65
A FE7F [onstock A 4JE /4 weeks X ABIEER / upon request
R~#4 : mm
Dimensions in mm
RERMESRY

Further sizes upon request

7.8 mm E - l

<

B & TFF

for Toolholder

Eilk =y B108
Type
r d tmax Dmll‘l
0.2 6 0.3 7.8
0.4 6 0.3 7.8

PD75

>
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HFLFHA T (ph HORN i)

Boring and Profiling

Ak 111 4 %

Insert

1RO H Bore @ from 11 mm E —

o A
CVD-DII K
CVD tipped
e B T
for Toolholder
&S 125
Type B111
R=AFZ-mE
R = right hand version shown
FmEs s f a r d t D, ™
Part number 8
T
R111.1002.H0.C 3.95 6.7 10.7 0.2 8 0.4 11 A
R111.1004.H0.C 3.95 6.7 10.7 0.4 8 0.4 11 A
A FE7F [onstock A 4JE /4 weeks X ABIEER / upon request
R824 . mm
Dimensions in mm
RERMESRY

Further sizes upon request
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EFLF AT

Boring and Profiling

(ph HORN i)

Ak 111

Insert

L&D B Bore @ from

PCD I K&
PCD tipped

R=AFH-mMHE

R = right hand version shown

FmEs s f a
Part number
R111.1002.H5.P 3.95 6.7 10.7
R111.1004.H5.P 3.95 6.7 10.7
A FE7F [onstock A 4JE /4 weeks X ABIEER / upon request
R~#4 : mm
Dimensions in mm
RERMESRY

Further sizes upon request

11 mm E _—

<

BL&TFF

for Toolholder

bidhss 125
Type B111
r d t o
0.2 8 0.4
0.4 8 0.4

PD75

>
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HFLFHA T (ph HORN i)

Boring and Profiling

Ak 111 4 %

Insert 5 4 A

with chip breaker

1RO H Bore @ from 11 mm E —

o A
PCD I &
PCD tipped
e B T
for Toolholder
&S 125
Type B111
R=AFZ-mE
R = right hand version shown
FmEs s f a r d t D, 0
Part number E
o
R111.1002.HF.P 3.95 6.7 10.7 0.2 8 0.4 11 A
R111.1004.HF.P 3.95 6.7 10.7 0.4 8 0.4 11 A
A FE7F [onstock A 4JE /4 weeks X ABIEER / upon request
R824 . mm
Dimensions in mm
RERMESRY

Further sizes upon request
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HFLFHA T (ph HORN i)

Boring and Profiling

Ak 114 p- ~

Insert

L&D B Bore @ from 13.8 mm E _—

o A
CVD-DI K
CVD tipped
e A D
for Toolholder
Eilk =y B114
Type HC114
R=AF&-mHE
R = right hand version shown
Fmis s f a r d t D, o™
Part number 8
T
R114.1002.H0.C 6.3 8.7 13.2 0.2 9 0.4 13.8 A
R114.1004.H0.C 5.3 8.7 13.2 0.4 9 0.4 13.8 A
R114.1008.H0.C 6.3 8.7 13.2 0.8 9 0.4 13.8 A
A E7F [onstock A 4J8 /4 weeks x HRIEZER / upon request
RS 847 0 mm
Dimensions in mm
RERUESRY

Further sizes upon request
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HFLFHA T (ph HORN i)

Boring and Profiling

Ak 114 p- ~

Insert

L&D B Bore @ from 13.8 mm E _—

o A
PCD I K&
PCD tipped
e A D
for Toolholder
S  Bl14
Type HC114
R=GFH-ME
R = right hand version shown
Fmis s f a r d t D, 0
Part number E
o
R114.1002.H5.P 6.3 8.7 13.2 0.2 9 0.4 13.8 A
R114.1004.H5.P 5.3 8.7 13.2 0.4 9 0.4 13.8 A
R114.1008.H5.P 6.3 8.7 13.2 0.8 9 0.4 13.8 A
A E7F [onstock A 4J8 /4 weeks x HRIEZER / upon request
RS 847 0 mm
Dimensions in mm
RERMESRY

Further sizes upon request
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HFLFHA T (ph HORN i)

Boring and Profiling

Ak 114 p- ~

Insert 5 o 4

with chip breaker

L&D B Bore @ from 13.8 mm E _—

b A
[=pikis
for Toolholder
Eilk =y B114
Type HC114
R=AF&-mHE
R = right hand version shown
Fmis s f a r d t D, 0
Part number E
o
R114.1002.HF.P 6.3 8.7 13.2 0.2 9 0.4 13.8 A
R114.1004.HF.P HE3 8.7 13.2 0.4 9 0.4 13.8 A
R114.1008.HF.P 6.3 8.7 13.2 0.8 9 0.4 13.8 A
A E7F [onstock A 4J8 /4 weeks x HRIEZER / upon request
RS 847 0 mm
Dimensions in mm
RERUESRY

Further sizes upon request
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E)HE (ME ) (ph HoRN ph)

Grooving (internal)

Ak 114 N

Insert

HES Full radius 1-1.5 mm

20 B Bore @ from 14 mm L

CVD-DII K

CVD tipped EA AT

for Toolholder

Eilhss B114
Type HC114

N
R=5 A 41 Full radius

R = right hand version shown

FmEs w s f a r d to D..
Part number

HDO03

>

R114.VR20.H0.C 2 5.8 9 13.5 1.0 9 4 14
R114.VR30.H0.C 3 53 9 13.5 15 9 4 14 A
A FE7F [onstock A 4JE /4 weeks X ABIEER / upon request
R824 . mm

Dimensions in mm

RERHESRY

Further sizes upon request
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t#E (AE )

Grooving (internal)

(ph HORN i)

T K 114

Insert
Lo B Bore @ from
3L Full radius

PCD I K&
PCD tipped

R=AFH-mMHE

R = right hand version shown

FmEs w s f
Part number
R114.VR20.H5.P 2 5.8 9
R114.VR30.H5.P 3 5.8 9
A FE7F [onstock A 4JE /4 weeks X ABIEER / upon request
R~#4 : mm
Dimensions in mm
RERMESRY

Further sizes upon request

14 mm
1-1.5 mm

BL&TFF

for Toolholder

S B114
Type HC114
[HPS
Full radius
a r d tmax Dmln
13.5 1.0 9 4 14
13.5 1.5 9 4 14

PD75

>

AT7




E)HE (ME ) (ph HoRN ph)

Grooving (internal)

Ak 114 N

Insert

HZ2 B Bore @ from 14 mm S
R Depth of groove 4 mm

& Width of groove 1-3 mm

CVD-DII K

CVD tipped EA AT

for Toolholder

Eilhss B114
Type HC114

R=AFH-mMHE

R = right hand version shown

FRisS w s f a d t D,
Part number

HDO03

©
| 2

185 9 4 14
1853 14
185 9 4 14

R114.0100.H0.C 1 5.3
R114.0200.H0.C 2 5.3
R114.0300.H0.C 3 5.3

A E7F [onstock A 4J8 /4 weeks x HRIEZER / upon request
RS 847 0 mm

Dimensions in mm

BERERHESRY

Further sizes upon request

©
©
SN
> >

©
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Grooving (internal)

(ph HORN i)

AR

Insert

LEO B
R
i

PCD I K&
PCD tipped

R=AFH-mMHE

R = right hand version shown

FmEs

Part number

R114.0100.H5.P
R114.0200.H5.P
R114.0300.H5.P

Bore @ from
Depth of groove
Width of groove

1
2
3

5.3
5.3
5.3

114

© © ©

A E7F [onstock A 4J8 /4 weeks x HRIEZER / upon request

R84 : mm

Dimensions in mm

BERERHESRY

Further sizes upon request

14 mm
4 mm
1-3 mm

13.5
1853
13.5

©

B,
m—
[=pikis
for Toolholder
Eilk =y B114
Type HC114
tmax Dmin 10
N~
o
o
4 14 A
4 14 A
4 14 A
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YIHEIZ ¥ Supermini®/ Mini
Cutting data Supermini® / Mini (ﬁh HORN I]h)

e i il LIHIEE v, HE
Material Version Cutting speed v bl
Recommended
min max Coolant
P HF 150 4500 YIRIAE
Al-wrought alloys ’ Emulsion
HEEESETAT12% tIHI&
Aluminium alloys up to 12% Si content -HF 100 3500 Emulsion
HEEEEE12-20% tIHEI&
Aluminium alloys with 12-20% Si content HF 80 1500 Emulsion
Magnesium H5 / HF 100 4000 SIRIR
Magnesium ' ' Emulsion
i\, &M, = EE >H
Copper, Bronze, Brass without lead H5 1 HF %0 1600 Qil
OFHC#, $54R i
OFHC Copper, Tungsten copper HO 50 800 Qil
£F, 5 4[ (MS58) JH
Zinc, Brass (MS58) H5 1 HF 100 1800 Qil
Nickel silver, Copper-nickel-alloys ' Emulsion
7= R LIHI&
Titanium, Molybdenum, Platin, Iridium HO 40 250 Emulsion
as /St
Graphite HO 50 1000 Air
ERASHEE , s Ho ’ % "=
Carbide and ceramik, sintered ’ Air
BRASHEE , TRLHH Ho 1 100 R
Carbide and ceramik, presintered ’ Air
Synthetics, Reinforced plastics ’ Air
GFRP U
GERP H57.HO 100 500 Al
GFRP /S
e H5/.HO 80 300 o
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YIEIZE Supermini®/ Mini (ﬁl] HORN [ill)

Cutting data Supermini® / Mini

R HF
Geometry

1l

bore machining

" HORN 3D-[f /5 2%
AR ﬂ HORN 3D chip breaker
X Corner radius HE
e '
Material 3R a, [mm] H4A f[mm/U]
[mm] Depth of cut &, [mm] Feed rate f [mm/rev]
min max min max
M EO AL
BERES 02 0,05 1,1 0,05 0,10
Aluminium,
Wrought alloys 04 0.07 1.2 0.06 015
0,2 0,05 1,0 0,05 0,10
T
Brass without lead 04 0.1 1,2 0,08 0,15

EREERAZ R Rap

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

JEEMID, , {H WA S EIAT IR 14 B0

The specified D, value may be affected by material properties.
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Face Milling

O TR BT

Arbor Mounted Cutter

DTM
T1/Page
A84

IR

Insert

DTS
T1/Page
A85

A82



T HtHl

Face Milling

(ph HORN )

DTM

PCD/CVD
HikJ A

R4 DTM

H &tk 7T A L R AR it

PCD/CVD
Face milling tool
System DTM

Face milling with p-precise

adjustment for optimum

surface
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i) (ph HORN pi»)

Face Milling

SR DTM
Arbor Mounted Cutter B AR

with through coolant supply

Y XD Cutting edge @ 40-125 mm

SERIERE )& DIN 8030
Arbor mounted cutter as per DIN 8030

BED A
for Insert
Eiche s DTS
Type
T=HEFHE
Picture = right hand cutting version
FmEs z 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 22.0 48 27 33 12.4 7.0 18000
DTM.CX09.100.A32.07 7 100 63 33.0 58 32 48 14.4 8.0 15000
DTM.CX09.125.A40.08 8 125 63 39.0 70 40 46 16.4 9.0 12000

R84 mm

Dimensions in mm

IRETHRAEYLRA, ¥ MABT T

For torque specifications of the screw, please see page A87.

B

Spare Parts
it DAL E s ) wF TORX #RF 3
Arbor Mounted Cutter Allen Wrench Torx PLUS® Wrench Screw
DTM.CX09.040.../080... SW2,0 DIN911 T15PQ
DTM.CX09.050.../063... SW2,0 DIN911 T15PQ 10.25.912
DTM.CX09.100.. SW12,0 DIN 911 T15PQ
DTM.CX09.125... SW14,0 DIN 911 T15PQ
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i) (ph HORN pi»)

Face Milling

0k DTS

Insert

ERRES

Diamond tipped

B HIEE TR
for Arbor mounted cutter
S DTM
Type
FmEs d d, | a s t | rWiper | (B) | r, | bx45° © | o | ©
Part number 8 B E
T o o
DTS.CX09.11.HO 9.525 4.4 0° 3.97 7.0 12.5 0.9 0.4 - A | A
DTS.CX09.11.H5 9.525 4.4 5° 3.97 7.0 12.5 0.9 0.4 = A | A
DTS.CX09.11.HF 9.525 4.4 - 3.97 7.0 12.5 0.9 0.4 - A
DTS.CX09.33.HO 9.525 4.4 0° 3.97 7.0 12.5 0.9 0.4 - A
DTS.CX09.33.H5 9.525 4.4 5° 3.97 7.0 12.5 0.9 0.4 -
DTS.CX09.66.H0 9.525 4.4 0° 3.97 53 100.0 1.7 - 0.45 A
A FETF /onstock A48 /4 weeks x HRIZFER / upon request
R84 0 mm

Dimensions in mm
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) G il Schneidstoff YR 4 max. £13E ye
—— Material Geometry Cutting material Cutting speed Feed rate Depth of cutt w._w,
(=" v, [m/min] f, a, Recommended
y 4 T BT BT T T BT Cebl
R 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
- & <1 H5 PD70 200-3000  200-4000  005-025  0,02-0,10 550 050 s E7MIK
1 <12% L I S
= H5 PD75 150-2500  150-3500  0,05-025  0,02-0,10 5,50 050  REEE
_ [ B EUN Oil, Emulsion, MQS
>m___w_ﬁ HF PD75 180-2500  180-3500  0,10-050  0,02-0,10 5,00 0,50
HO HDO8 200-1200  200-2000  0,03-0,20  0,02-0,10 250 0,30
WilE Al B350 3E,
Si >12% H5 PD70 180-1000  180-1500  003-020  0,02-0.10 350 0,30 ¢wm§. eI
mulsion, MQS
H5 PD75 120 - 800 120-1000  0,03-020  0,02-0,10 3,50 0,30
HO HDO8 200-1500  200-2000  0,03-0,20  0,02-0,10 3,50 0,50
s H5 PD70 150-1350  150-1800  0,03-020  0,02-0,10 5,50 0,50
usn
H5 PD75 150-1200  150-1750  0,03-020  0,02-0,10 5,50 0,50
fHee HF PD75 150-1200  150-1750  0,05-030  0,02-0,10 4,50 0,50
ST HO HDO8 200-1800  200-2200  0,05-0,25  0,02-0,10 250 0,30
cun H5 PD70 175-1500  175-2000  0,05-025  0,02-0,10 3,50 0,30 i, VI,
H5 PD75 150-1350  150-1850  0,05-030  0,02-0,10 3,50 0,30 tEEE
M QOil, Emulsion, MQS
= s HF PD75 150-1350  150-1850  0,03-0,16  0,02-0,10 4,50 0,30
| _m HO HDO8 200-1800  200-2200  0,03-0,16  0,01-0,08 2,50 0,30
e . H5 PD70 175-1500  175-1800  0,03-016  0,01-0,08 3,50 0,30
S E 4 cu
T m Cpgpe H5 PD75 150-1350  150-2000  0,03-025  0,01-0,08 3,50 0,30
QVUJ Qvu, HF PD75 150-1350  150-2000  0,07-030  0,01-0,08 4,00 0,30
ﬁ m W4 GFRP HO HDO8 100 - 500 100-800  007-030  0,05-0,2 6,50 1,00
4%/ o Fiberglass e H5 / HO PD70 100 - 400 100-700  007-0,30  0,05-0,2 6,50 1,00 EHZES
o ()
= £ BT GFRP HO HDO8 100 - 400 100-600  0,05-025  0,03-0,12 6,50 1,00 R
_\ﬂ w Carbon fiber CFRP H5 / HO PD70 80 - 300 80 - 500 005-025  0,03-0,12 6,50 1,00
2
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TRFALSE DTM 143 (ph HORN pit)

Adjustment instruction System DTM

BEEHIRENYA
(RSB E max. +/- 0,05)

ERARBVE ) ERIVE
— FRIEBARLENMKHTTE

ZEITADTS... EJT] R E £/ Torx-Plus iR F T15 (L E.2)

— FETHGIE) RS , AUSNMERSBAT RFERNEED R, BARTAKRIZ AN BED
E

— £/ Torx-Plus #RF T15PQ (Zi&.2) K EHKE 3,0 Nm

KEH BT YHI X B 5 Bkah

— WERSYIEIF. IRt AT HE(ZE1)ZE0.02mm (X &S TIHI D).
— FEHERYIH I EZH 2 HmE Bkah.

— A%: 10° = 0,01 mm

BAELRAER XRREDABETTTANXE  EXPREATUTREERARNSR
KB R YIE 3 &9 5 0 Bk 3h

MELE , ERAMSIRAXN RERITHRE FH (LE.3)
— FRRETE M

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 3 Nm

Check and adjust the axial runout of all cutting edges

— Determine the highest cutting edge. Turn the adjusting pin (item1) clockwise up to 0,02mm ( so it is 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 M5 screw (item3)

— Grub screw are self-locking

A87



BtHl

Milling

(ph HORN i)

AT A

Indexable Inserts

DA32

A88

T1/Page
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Ykl (ph HORN il)

Milling

DA32

CVvD-D flPCD JJ i/ CVD-D and PCD tipped
Bd HORN 3D-f&#!

BIZF LBRIFREM

with HORN 3D geometries

For milling cutter please see our
catalog Millingsystems, Chapter M
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BINGRARIDA32] ~
DA32 insert with diamond tip (ﬁh HORN I]h)

HORNHIDAHBI RS BAYT B TRNAER . HHTHEY , B , WELSMFERN X4E 68
JEEERBAHENER.

RERABEDEBRTEINFENDE. XESRMEIHAMIELNRN D&, Bt , KIDEHFaH
NFLTERWMTRERIIN , B2EKDEME. KFIXBEIMBMITEAICET KRFHWRERENRE , B
FESHAET. RAFHNMTEBBAN AE N GEH , URZLEROTBEF TEXSE.

BTN A4ERBENNEKRER £5CVDEMANERI AT EMREEFmEMS BE 7 AR
S AT HBRAMNZAHORNENI GRS , BAEASKAHNBAEREFHYIEIO

B ANt THEM??

FIEX— , F8FANBEXRSEENNTINRERE . ZERTINREN T, RDARKEEXEEA
Kt J7 DAS2REHH TI3k, BEUREL DM B T MERM20ZKEIGIZERTE , HE2ZI6MIHIH.

HORNSs proven DA32 Milling system is extended for the first time with diamond-tipped inserts. T his 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 cutter head, screwed end milling cutter and the end mill 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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#il (ph HORN )

Milling

AT A DA32 s =

Indexable Inserts

YR AR Depth of cut up to 3.8 mm
" S
ENIAER
Diamond tipped B4 B ) T4

for Milling Cutter

= BE  DAM32
Type

FmEs Ds a, a h r, b x 45° 9 | w©
Part number Al o
I | o

DA32.020.25.02.C 20 3.8 3.5 4.7 0.2 - A
DA32.020.25.02.P 20 3.8 3.5 4.7 0.2 - A
DA32.020.25.X2.C 20 3.8 3.5 4.7 - 0.2
DA32.025.25.02.C 25 3.8 3.5 4.7 0.2 -
DA32.025.25.02.P 25 3.8 3.5 4.7 0.2 - A
DA32.025.25.X2.C 25 3.8 3.5 4.7 - 0.2 A
DA32.032.25.02.C 32 3.8 3.5 4.7 0.2 - A
DA32.032.25.02.P 32 3.8 3.5 4.7 0.2 - A
DA32.032.25.X2.C 32 3.8 3.5 4.7 - 0.2 A

A FE1F /onstock A 4JE /4weeks X BRIFESR / upon request

BBRUESRY BRASIS

Further sizes upon request Carbide grades

R#47 0 mm

Dimensions in mm

RSB

Note:
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25 (pli HorN ph)

Formulas

Z= A%
Number of teeth
d= E-Q
Cutting edge @
v_+ 1000
n= ¥R n=="—g.;  [1/min]
Revolutions
. demmen .
v_= tIHIEE V.= "Toop  IM/min]
Cutting speed
Vi
f = BG/E f,= 7. [mm]
Feed/tooth
v, = BHER v,=f «Ze+n [mm/min]
Feed rate
ae ° ap * Vf .
Q= EBEERE Q= 1000 (cm3/min)

Material removal rate

PMIERENBHRFEZRFUT AR DEES 287 1THME.
BENHRENDEEENTRE , ZEFELEARTRSES.

Shoulder Milling with a small depth of cut requires a compensation of the feedrate f ', according to the following formula.
This value is often much higher than the regular feedrate depending on the depth of cut and the cutter diameter.

t =AM a, WD (ES 0,25- d): fr = fz\/g [mm]

effective for side Milling with small a_ (up to 0,25 « d): o
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YIHIZ ¥ System DA32-DIA
Cutting Data System DA32-DIA
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tIEIZ# R4 DA32-DIA
Cutting Data System DA32-DIA (ﬁh HORN I]h)

WEARIER 90°T] &

Ramp angle and plunging with a 90° Milling cutter

@ (mm) 32 25 20
1R R [insert size DA32 DA32 DA32
ﬁ&iﬁ ) 3,5° 3,5° 3,5°
Diving angle (°)
) IR ARBEE (mm)
vertical full diving max. (mm) 0,8 0,4 0,3
HHHIZ AL a, (mm)
vertical side diving a, max. (mm) 3,8 3,8 3,8
Fsh & /NE A D, (mm)
Predrilling D, min. (mm) 22,8 15,8 10,8
REARIER 45° T &
Ramp angle and plunging with a 45° Milling cutter
@ (mm) 17
T R [ insert size DA32
WiEA () e
Diving angle (°)
) TR AR (mm)
vertical full diving max. (mm) 3,2

ZER45°BHIT) RF R UEIREREABSERY

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

TIREA 1 (mm) EER T (mm)

Corner radius r (mm) Correction factor f, (mm)

0 0

0,2 0,078

0,4 0,17

0,8 0,33 . . &
1,0 0,41 — =

A94
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Z§ET] (ph HORrN i)

End Mill

M%T)
End Mil

DSKM/DSK/DSTM/
DST/DSTV/DSUD/

DSFN/DSFU/DSFD T /Page
A98, A100

T1/Page
A99

1 /Page
A101-A103

T1/Page
A104

1 /Page
A105

Tl /Page
A106-A109

A96



YA V)
End Mil

(ph HORN )

DS

CVD-D #t7]
B 0,2-16,0 mm
TR

L EL EY:S

- BIEEH

CVD-D Milling tool

Diameter 0,2 - 16,0 mm

For Holders please see
- Schunk clamping systems

- Toodle high speed spindle
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47 (ph HORN i)

End Mill

RAfT DSKM.HM

Die and mould industry

WEEERT), 15, @ 0,2-1,5mm

Micro Ballnose End Mill, 1-fluted, @ 0,2 - 1,5 mm

RERG

for Clamping Systems

BS  Schunk
Type Toodle

FmEs d, r L, I, d, d, I, z o
Part number 8
T
DSKM.HM.020.03.100 0.20 0.100 0.20 0.3 0.20 4 45 1 A
DSKM.HM.025.04.125 0.25 0.125 0.35 0.4 0.25 4 45 1 A
DSKM.HM.030.04.150 0.30 0.150 0.30 0.4 0.30 4 45 1 A
DSKM.HM.050.06.250 0.50 0.250 0.50 0.6 0.50 4 45 1 A
DSKM.HM.080.09.400 0.80 0.400 0.80 0.9 0.80 4 45 1 A
DSKM.HM.100.25.500 1.00 0.500 1.50 2.5 0.80 4 45 1 A
DSKM.HM.100.35.500 1.00 0.500 1.50 3.5 0.80 4 45 1 A
DSKM.HM.100.45.500 1.00 0.500 1.50 4.5 0.80 4 45 1 A
DSKM.HM.150.30.750 1.50 0.750 2.00 3.0 1.30 4 45 1 A
DSKM.HM.150.40.750 1.50 0.750 2.00 4.0 1.30 4 45 1 A
DSKM.HM.150.50.750 1.50 0.750 2.00 5.0 1.30 4 45 1 A
A FEfE /onstock A48 | 4weeks x HBIFEK / upon request
R84 0 mm RERHESRS
Dimensions in mm Further sizes upon request
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47 (ph HORN i)

End Mill

AT DSK

Die and mould industry

BRKIIBET) |, 23] , @2-12 mm
Ballnose End Mill, 2-fluted, @ 2-12 mm

A 1 ZE 42
RERE

for Clamping Systems

BS  Schunk
Type Toodle

FmEs d, r 1, l, d, d, : z o | v | o
Part number 8 8 8
I I T

DSK.2.02.04.04.00 2 1.0 2.5 4 1.95 6 45 2 A
DSK.2.02.08.04.00 2 1.0 2.5 8 1.95 6 45 2 A
DSK.2.03.09.06.00 3 1.5 3.0 9 2.85 6 5 2 A
DSK.2.03.12.06.00 3 1.5 3.0 12 2.85 6 55 2 A
DSK.2.04.10.06.00 4 2.0 4.0 10 3.90 6 60 2 A
DSK.2.04.15.06.00 4 2.0 4.0 15 3.90 6 60 2 A
DSK.2.04.20.06.00 4 2.0 4.0 20 3.90 6 60 2 A
DSK.2.06.20.06.00 6 3.0 6.0 20 5.60 6 70 2 A
DSK.2.06.25.06.00 6 3.0 6.0 25 5.60 6 70 2 A
DSK.2.06.30.06.00 6 3.0 6.0 30 5.60 6 70 2 A
DSK.2.08.25.08.00 8 4.0 7.0 25 7.50 8 65 2 A
DSK.2.08.40.08.00 8 4.0 7.0 40 7.50 8 80 2 A
DSK.2.10.30.10.00 10 5.0 8.0 30 9.30 10 70 2 A
DSK.2.10.50.10.00 10 5.0 8.0 50 9.30 10 90 2 A
DSK.2.12.30.12.00 12 6.0 9.0 30 11.30 12 75 2 A
DSK.2.12.60.12.00 12 6.0 9.0 60 11.30 12 105 2 A

A FETE [onstock A48 [ 4weeks X IRIFER / upon request

R84 0 mm RERMESRY

Dimensions in mm Further sizes upon request

A99



47 (ph HORN i)

End Mill

RAfT DSTM.HM

Die and mould industry

A BET), BRI RE A, G 1-1,5 mm

Microtorus End Mill, 1-fluted with corner radius, @ 1-1,5 mm

RERG

for Clamping Systems

BS  Schunk
Type Toodle

FmEs d, r 1, l, d, d, I, z o
Part number 8
T
DSTM.HM.100.25.005 1.0 0.05 1.5 25 0.8 4 45 1 A
DSTM.HM.100.25.010 1.0 0.10 1.5 25 0.8 4 45 1 A
DSTM.HM.100.35.005 1.0 0.05 1.5 85 0.8 4 45 1 A
DSTM.HM.100.35.010 1.0 0.10 1.5 315 0.8 4 45 1 A
DSTM.HM.100.45.005 1.0 0.05 1.5 4.5 0.8 4 45 1 A
DSTM.HM.100.45.010 1.0 0.10 1.5 4.5 0.8 4 45 1 A
DSTM.HM.150.30.005 1.5 0.05 2.0 3.0 1.3 4 45 1 A
DSTM.HM.150.30.010 1.5 0.10 2.0 3.0 1.3 4 45 1 A
DSTM.HM.150.40.005 1.5 0.05 2.0 4.0 1.3 4 45 1 A
DSTM.HM.150.40.010 1.5 0.10 2.0 4.0 1.3 4 45 1 A
DSTM.HM.150.50.005 1.5 0.05 2.0 5.0 1.3 4 45 1 A
DSTM.HM.150.50.010 1.5 0.10 2.0 5.0 1.3 4 45 1 A
A FETF /onstock A48 /4 weeks x HRIBFER / upon request
R#47 0 mm RERMESRY
Dimensions in mm Further sizes upon request

A100



47 (ph HORN i)

End Mill

BRI DST.HM

Die and mould industry

M), 2H , TIRER , @2-6mm

Torus End Mill, 2-fluted with corner radius, @ 2-6 mm

RERG

for Clamping Systems

BS  Schunk
Type Toodle

FmEs d; r I, I, d, d, N VA m | v | ©
Part number 8 8 8
I I T

DST.HM.02.040.020 2 0.2 2.5 4 1.95 4 45 2 A
DST.HM.03.090.020 3 0.2 2.5 9 2.85 6 55) 2 A
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 3.90 6 60 2 A
DST.HM.04.100.030 4 0.3 2.5 10 3.90 6 60 2 A
DST.HM.05.150.030 5 0.3 3.0 15 4.70 6 65 2 A
DST.HM.05.150.050 5 0.5 3.0 15 4.70 6 65 2 A
DST.HM.06.200.020 6 0.2 6.0 20 5.60 6 65 2 A
DST.HM.06.200.030 6 0.3 6.0 20 5.60 6 65 2 A
DST.HM.06.200.050 6 0.5 6.0 20 5.60 6 65 2 A

A FEE /onstock A48 [ 4weeks x HBIFER / upon request

R84 0 mm RERHESRSY

Dimensions in mm Further sizes upon request

A101




PRE L4t ] (ph HORN pi»)

Torus End Mill

AT DST

Die and mould industry

M), 2H , TIRER , @2-6mm

Torus End Mill, 2-fluted with corner radius, @ 2-6 mm

RERG

for Clamping Systems

BS  Schunk
Type Toodle

FmEs d, r 1, I, d, d, X z o | v | o
Part number 8 8 8
I I T

DST.2.02.0425.02.04 2 0.2 25 4 1.95 4 45 2 A
DST.2.02.0625.02.04 2 0.2 25 6 1.95 4 45 2 A
DST.2.02.0825.02.04 2 0.2 25 8 1.95 4 45 2 A
DST.2.03.0925.03.06 3 0.3 25 9 2.85 6 55) 2 A
DST.2.03.0925.05.06 3 0.5 25 9 2.85 6 5 2 A
DST.2.03.1225.03.06 3 0.3 25 12 2.85 6 55} 2 A
DST.2.03.1225.05.06 3 0.5 2.5 12 2.85 6 55) 2 A
DST.2.03.1525.03.06 3 0.3 25 15 2.85 6 55] 2 A
DST.2.03.1525.05.06 3 0.5 25 15 2.85 6 55) 2 A
DST.2.04.1025.03.06 4 0.3 25 10 3.90 6 60 2 A
DST.2.04.1025.05.06 4 0.5 25 10 3.90 6 60 2 A
DST.2.04.1525.03.06 4 0.3 2.5 15 3.90 6 60 2 A
DST.2.04.1525.05.06 4 0.5 2.5 15 3.90 6 60 2 A
DST.2.04.2025.03.06 4 0.3 25 20 3.90 6 60 2 A
DST.2.04.2025.05.06 4 0.5 2.5 20 3.90 6 60 2 A
DST.2.06.2060.03.06 6 0.3 6.0 20 5.60 6 70 2 A
DST.2.06.2060.05.06 6 0.5 6.0 20 5.60 6 70 2 A
DST.2.06.2060.10.06 6 1.0 6.0 20 5.60 6 70 2 A
DST.2.06.2560.03.06 6 0.3 6.0 25 5.60 6 70 2 A
DST.2.06.2560.05.06 6 0.5 6.0 25 5.60 6 70 2 A
DST.2.06.2560.10.06 6 1.0 6.0 25 5.60 6 70 2 A
DST.2.06.3060.03.06 6 0.3 6.0 30 5.60 6 70 2 A
DST.2.06.3060.05.06 6 0.5 6.0 30 5.60 6 70 2 A
DST.2.06.3060.10.06 6 1.0 6.0 30 5.60 6 70 2 A

A FE7Z [onstock A 4JE /4 weeks X ABIEER / upon request

R84 : mm RERMESRY

Dimensions in mm Further sizes upon request

A102



PRE L4t ] (ph HORN pi»)

Torus End Mill

AT DST

Die and mould industry

SHET ,2H , JREA , @8-12mm
Torus End Mill, 2-fluted with corner radius, @ 8-12 mm

RERG

for Clamping Systems

BS  Schunk
Type Toodle

FmEs d, r 1, I, d, d, I, z ©
Part number 8
T
DST.2.08.2570.03.08 8 0.3 7 25 7.5 8 65 2 A
DST.2.08.2570.05.08 8 0.5 7 25 7.5 8 65 2 A
DST.2.08.2570.10.08 8 1.0 7 25 7.5 8 65 2 A
DST.2.08.4070.03.08 8 0.3 7 40 7.5 8 80 2 A
DST.2.08.4070.05.08 8 0.5 7 40 7.5 8 80 2 A
DST.2.08.4070.10.08 8 1.0 7 40 7.5 8 80 2 A
DST.2.10.3080.05.10 10 0.5 8 30 988 10 70 2 A
DST.2.10.3080.10.10 10 1.0 8 30 913 10 70 2 A
DST.2.10.5080.05.10 10 0.5 8 50 €L 10 90 2 A
DST.2.10.5080.10.10 10 1.0 8 50 OF3 10 90 2 A
DST.2.12.3090.05.12 12 0.5 9 30 11.3 12 75 2 A
DST.2.12.3090.10.12 12 1.0 9 30 11.3 12 75 2 A
DST.2.12.6090.05.12 12 0.5 9 60 11.3 12 105 2 A
DST.2.12.6090.10.12 12 1.0 9 60 11.3 12 105 2 A
A E7F [onstock A4/ /4 weeks x HRIEZER / upon request
R84 : mm RERHESRY
Dimensions in mm Further sizes upon request

A103



YA V)

End Mill

(ph HORN i)

RETI

Die and mould industry

ZHATNREALYT], D 3-10 mm

Multiple Flute End Mill with corner radius, @ 3-10mm

FRES
Part number

DSTV.HM.03.09.02.03
DSTV.HM.03.09.03.03
DSTV.HM.04.10.02.05
DSTV.HM.04.10.03.05
DSTV.HM.05.13.03.06
DSTV.HM.05.13.05.06
DSTV.HM.06.15.02.07
DSTV.HM.06.15.03.07
DSTV.HM.06.15.05.07
DSTV.HM.08.20.03.11
DSTV.HM.08.20.05.11
DSTV.HM.10.25.03.15
DSTV.HM.10.25.05.15

il

O 00 oo O 0ok~ B WW

-
o

10

0.2
0.3
0.2
0.3
0.3
0.5
0.2
0.3
0.5
0.3
0.5
0.3
0.5

DSTV.HM

2.0
2.0
2.0
2.0
3.0
3.0
3t5)
3.5
355
3.0
3.0
3.0
3.0

A FETF /onstock A48 /4 weeks x HRIFER / upon request

RE#4: mm

Dimensions in mm

Al104

10
10
13
13
15
15
15
20
20
25
25

25
25
8.6
315
4.4
4.4
5.0
5.0
5.0
7.0
7.0
9.0
9.0

RERG

for Clamping Systems

& Schunk
Type Toodle

45
45
45
45
55
55
55
55
55
60
60
70
70

W oo oo oo A~DdDSLD

=
o o

N NN oo W W
HDO5

[ el
gk e

> > > > > > > > > > > >

i
(&)]

BEERHEESRY

Further sizes upon request



47 (ph HORN i)

End Mill

AT DST

Die and mould industry

ST, 25, TIREIA , 34.0-16.0mm
End mill, 2-fluted with corner chamfer, @ 4,0 - 16,0 mm

RERG

for Clamping Systems

BS  Schunk
Type Toodle

FRES d, 1, 1, d, d, h z 0 |
Part number 8 8
I T

DST.2.04.1008.03.06 4 8 10 3.9 6 60 2
DST.2.04.2015.03.06 4 10 20 3.9 6 60 2
DST.2.06.1510.04.06 6 15 15 5.8 6 60 2 A
DST.2.06.2015.04.06 6 15 20 5.8 6 60 2 A
DST.2.06.2520.04.06 6 20 25 5.8 6 65 2 A
DST.2.08.1510.06.08 8 10 15 7.8 8 60 2 A
DST.2.08.2015.06.08 8 15 20 7.8 8 60 2 A
DST.2.08.3020.06.08 8 20 30 7.8 8 70 2 A
DST.2.10.2010.08.10 10 10 20 9.8 10 70 2 A
DST.2.10.2515.08.10 10 15 25 9.8 10 70 2 A
DST.2.10.3020.08.10 10 20 30 9.8 10 80 2 A
DST.2.12.2010.10.12 12 10 20 11.7 12 70 2 A
DST.2.12.2515.10.12 12 15 25 11.7 12 70 2 A
DST.2.12.3020.10.12 12 20 30 11.7 12 80 2 A
DST.2.16.2510.20.16 16 10 25 15.6 16 80 2 A
DST.2.16.3015.20.16 16 15 30 15.6 16 80 2 A
DST.2.16.3520.20.16 16 20 35 15.6 16 90 2 A

A FETE [onstock A48 [ 4weeks X IRIFER / upon request

R84 : mm RERMESRY

Dimensions in mm Further sizes upon request

A105



e A e BET)

End Mill Up and Down

(ph HORN i)

MRS T DSUD

Aerospace and Automotive industry

EHEMABRELEET] , 45
Up and down End Mill, 4-fluted

FmEs d, 1, 1,
Part number
DSUD.4.08.15.44.08 8 15 30
DSUD.4.08.20.33.08 8 20 35
DSUD.4.08.24.22.08 8 24 40
DSUD.4.10.15.44.10 10 15 30
DSUD.4.10.20.33.10 10 20 35
DSUD.4.10.24.22.10 10 24 40
DSUD.4.12.15.44.12 12 15 30
DSUD.4.12.20.44.12 12 20 35
DSUD.4.12.24.33.12 12 24 40
DSUD.4.16.15.44.16 16 15 30
DSUD.4.16.20.44.16 16 20 35
DSUD.4.16.24.44.16 16 24 40
A FETF /onstock A48 /4 weeks x HRIBFER / upon request
R84 : mm

Dimensions in mm

A106

7.5
7.5
7.5
9:3
)
9.3
11.3
11.3
11.3
15.3
15:3
15.3

RERG

for Clamping Systems

BS  Schunk
Type Toodle

P HE

pulling and pushing

70
75
80
75
80
85
80
85
90
85
90
95

VA 0

=)

2
4 A
4 A
4 A
4 A
4 A
4 A
4 A
4 A
4 A
4 A
4 A
4 A

RERMESRY

Further sizes upon request



I8 (plr HORN il)

End Mill Finishing

R T DSEN

Aerospace and Automotive industry

ZI/MIHTD , 5-95
Multiple fluted Finishing End Mill, 5-9-fluted

RERSE

for Clamping Systems

BS  Schunk
Type Toodle

Bt
neutral
FmEs d, 1, 1, d, d, X z 0
Part number 8
T
DSFN.5.08.10.54.0.08 8 10 20 7.5 8 60 5 A
DSFN.5.08.20.64.0.08 8 20 30 7.5 8 70 5) A
DSFN.5.10.12.60.0.10 10 12 20 9.3 10 65 5 A
DSFN.5.10.22.70.0.10 10 22 30 9.3 10 75 5 A
DSFN.7.12.15.68.0.12 12 15 25 11.3 12 75 7 A
DSFN.7.12.24.77.0.12 12 24 35 11.3 12 85 7 A
DSFN.7.16.24.80.0.16 16 24 35 15.3 16 85 7 A
DSFN.9.16.24.80.0.16 16 24 35 15.3 16 85 9 A
A FE1F /onstock A 4JE [/ 4weeks X BRIFESR / upon request
R84 0 mm RERHESRSY
Dimensions in mm Further sizes upon request

A107



BT 8t
End Mill Finishing

(ph HORN i)

iR ZEFR T

Aerospace and Automotive industry

ZIBMILET] , 595

Multiple fluted Finishing End Mill, 5-9-fluted

FRES
Part number

DSFU.5.08.10.54.4.08
DSFU.5.08.20.64.3.08
DSFU.5.10.12.60.4.10
DSFU.5.10.22.70.3.10
DSFU.7.12.15.68.4.12
DSFU.7.12.24.77.3.12
DSFU.7.16.24.80.4.16
DSFU.9.16.24.80.4.16

A FE1F /onstock A 4JE [/ 4weeks X BRIFESR / upon request

R84 : mm

Dimensions in mm

A108

8
8
10
10
12
12
16
16

10
20
12
22
15
24
24
24

DSFU

20
30
20
30
25
35
35
35

7.5
7.5
).
9:3
11.3
11.3
{528
15.3

10
10
12
12
16
16

RERSE

for Clamping Systems

BS  Schunk
Type Toodle

HI
pulling

HDO05

60
70
65
75
75
85
85
85

© N NN o oora
> > > > > >

BRERHESRY

Further sizes upon request



I8 (plr HORN il)

End Mill Finishing

R T DSED

Aerospace and Automotive industry

ZI/MIHTD , 5-95
Multiple fluted Finishing End Mill, 5-9-fluted

RERSE

for Clamping Systems

BS  Schunk
Type Toodle

#
pushing
FmEs d, 1, 1, d, d, X z 0
Part number 8
T
DSFD.5.08.10.54.4.08 8 10 20 7.5 8 60 5 A
DSFD.5.08.20.64.3.08 8 20 30 7.5 8 70 5) A
DSFD.5.10.12.60.4.10 10 12 20 9.3 10 65 5 A
DSFD.5.10.22.70.3.10 10 22 30 9.3 10 75 5 A
DSFD.7.12.15.68.4.12 12 15 25 11.3 12 75 7 A
DSFD.7.12.24.77.3.12 12 24 35 11.3 12 85 7 A
DSFD.7.16.24.80.4.16 16 24 35 15.3 16 85 7 A
DSFD.9.16.24.80.4.16 16 24 35 15.3 16 85 9 A
A FE1F /onstock A 4JE [/ 4weeks X BRIFESR / upon request
R84 : mm RERMESRY
Dimensions in mm Further sizes upon request

A109



thHEIS % cvD
Cutting data CVD

(ph HORN i)

FE#%

Shoulder Milling

At

Material

AlSi
(<6 %)

AlSi
(>6- 12 %)

AlSi

(>12 %)
PMMA
(Acryl)
PAG6 -
CFIGF 30

PEEK -
CFIGF30

POM -
CFIGF30

PTFE -
CFIGF30

GFK

CFK

SFKIAFK
(Armid)

Zirkonium

BiA7

Copy Milling

At

Material

AlSi
(<6 %)

AlSi
(>6- 12 %)

AlSi

(>12 %)
PMMA
(Acryl)
PAG6 -
CFIGF 30

PEEK -
CFIGF30

POM -
CFIGF30

PTFE -
CFIGF30

GFK

CFK

SFKIAFK
(Armid)

Zirkonium

Al110

v, (m/min)

3000

1800

800

1100

700

700

800

700

500

250

300

150

v, (m/min)

3000

1800

1100

1100

700

700

800

700

500

250

300

300

a,x @ (mm)

o
(2]
ol

0,60
0,50
0,50
0,50
0,50
0,50
0,50
0,50
0,40
0,45

0,50

P

a x @ (mm)

o
N
(3]

0,20
0,15
0,15
0,15
0,15
0,15
0,15
0,15
0,15
0,15

0,15

a,x @ (mm)

o
o~
o

0,30
0,25
0,50
0,30
0,25
0,50
0,30
0,30
0,25
0,30

0,40

a x @ (mm)

0,15
0,10
0,10
0,15
0,10
0,10
0,015
0,10
0,10
0,10
0,10

0,15

22

0,02
0,01
0,01
0,01
0,008
0,007
0,008
0,01
0,01
0,008
0,01

0,01

@2

0,02
0,001
0,01
0,01
0,008
0,007
0,008
0,001
0,01
0,008
0,01

0,01

0,015
0,01
0,008
0,01
0,015
0,015

0,01

0,015
0,01
0,008
0,01
0,015
0,015

0,01

24

0,03
0,02
0,02
0,02
0,015
0,01
0,015
0,02
0,02
0,015
0,02

0,02

a4

0,03
0,002
0,02
0,02
0,015
0,01
0,015
0,02
0,02
0,015
0,02

0,02

HE4E | Feed rate
f, (mm)

g6 @8 @10

005 010 0,10

0,04 010 0,08

003 0 006

003 005 0,07

0,025 0,04 0,06

0,02 003 005

0,025 0,04 0,06

0,03 0,05

0,03 0,05

0,025 0,04 0,06

0,05 0,07

0,10 0,08

HELS | Feed rate
f, (mm)

g6 @8 @10

005 010 0,10

0,004 010 0,08

003 0 006

003 005 0,07

0,025 0,04 0,06

002 003 005

0,025 0,04 0,06

0,03 0,05

0,03 0,05

0,025 0,04 0,06

0,05 0,07

0,10 0,08

212

0,12
0,10
0,08
0,09
0,08
0,07
0,08
0,09
0,09
0,08
0,09

0,10

212

0,12
0,10
0,08
0,09
0,08
0,07
0,08
0,09
0,09
0,08
0,09

0,10

216

0,15
0,13
0,10
0,12
0,10
0,08
0,10
0,12
0,12
0,10
0,12

0,13

16

0,10
0,13
0,10
0,12
0,10
0,08
0,10
0,12
0,12
0,10
0,12

0,13

@20

0,20
0,18
0,15
0,15
0,12
0,10
0,12
0,15
0,15
0,12
0,14

0,18

@220

0,20
0,18
0,15
0,15
0,12
0,10
0,12
0,15
0,15
0,12
0,14

0,18

bty

Feed rate direction

JIFT4E / Climbing
JFT4E / Climbing
JIF4% / Climbing
JET4% / Climbing
4% / Conventional
4% / Conventional
1 4% / Conventional
4% / Conventional
4% / Conventional
4% / Conventional
144 / Conventional

JIFI4% / Climbing

H#E4E Richtung
Feed rate direction

Gleichlauf / Climbing
Gleichlauf / Climbing
Gleichlauf / Climbing
Gleichlauf / Climbing
Gegenlauf / Conventional
Gegenlauf / Conventional
Gegenlauf / Conventional
Gegenlauf / Conventional
Gegenlauf / Conventional
Gegenlauf / Conventional
Gegenlauf / Conventional

Gleichlauf / Climbing

#E B

recommended cooling

IHI&
MMS
Emulsion
MMS

LIHIR

Emulsion

ERZ=S(T)
EBRGE

dry/

Air pressure to remove
chips

HE S

recom-mended cooling

IHI&
MMS
Emulsion
MMS

LIHIR

Emulsion

EHZ=S(TF)
EBREEE

dry / Air pressure to
remove chips
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Cutting data Grooving Carbide
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wrlgz-g

Gp

wrigz-g
wrigz-g
wrigz-g
wrigz-g
wrlgz-g
wrlgz-g
wrlgz-g

Gp

wrlz1-g
wrlz1-g
wrl/1-g
wrlz1-g
wrl1-g
wrl1-g
wrlz1-g

vp

ajel pea
1 G5

wrlz1-g
wrlz1-g
wrl/1-g
wrl1-g
wrlz1-g
wrlz1-g
wrlz1-g

vp

ajel pea
z
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wrizt-z
umzr-z
wrizt-z
wriz-z
wrizt-z
umzr-g
wrizt-z
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wrizt-z
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wrizt-z
wrizt-z
wrizr-z
wrizt-z
wrizt-z

ep

wrlg-z wrlg-z
wrig-z wrlg-z
wrlg-z wrlg-z
wrlgz  wrlg-z
wrig-z wrlg-z
wrig-z wrig-z
wrig-z wrig-z

9p Gp

alel pas
T HE

wrlgr-z  wrlpt-z
wrlgr-z - wrlpt-z
wrzr-z  wrlpr-z
wrlzr-z  wrlpt-z
wrzr-z  wrlpt-z
wrzr-z - wrlpt-z
wrlzr-z - wrlgr-g

cp GT-TP
wrlgr-z  wrlpr-z
wrlzr-z  wrlpr-z
wrzr-z  wrlpr-z
wrzr-z - wrlpt-z
wrlzr-z  wrlpt-z
wrlzrz - wrlgr-g
wrlzr-z  wrlgr-g

P STIP

wrig-z
wrig-z
wrig-z
wrig-z
wrig-z
wrig-z
wrig-z

g'0op

wrig-1
wrlg-1
wrlg-1
wrlg-t
wrlg-t
wrlg-t
wrlg-1

§'0-cop

wrlg-1
wrlg-t
wrg-1
wrg-1
wrg-1
wrlg-1
wrig-

§'0-cop

TP ElC
PER
TPER
PER
TPEC
PR
TP EC

TPER
TPER
TP ElC
TP el
TP ElC
TP e
TP ElC

TPER
TP EC
TP Ele
TP e
TP ElC
TP e
TP ElC
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BRENT (ph HORN pl)

Monocrystalline Diamond

% %/System 71/ page
= S HI B2
High polish turning

= St sk El B16

High polish milling

Bl



EmEMEa

Monocrystalline Diamond

(ph HORrN i)

AR

Insert

CCGW/VCGW/S117/

105

T+

Toolholder
H117.MD/HC105.
MD/B105.MD

YIPS

Cassette
NH105

B2

T1/Page
B5

T1/Page
B6

T1/Page
B8

ﬁ/Page
B10, B13, B14

T1/Page
B9, B11

1 /Page
B12



B8R eRA (plr HORN il)

Monocrystalline Diamond

=i 5 Hl

High polish turning

o

o

= RE S EH High polish turning
MCD with MCD

B3



BR AR (ph HoRN ph)

Monocrystalline Diamond

—RHIEANO

BRTEZESNAFRIENSEEN , FRERRILMARETHINEBZNSBEMIN
HEAER, IMELANTENTE I ARF<Rz0.02umARERE. YTHINFETEK
T AEEREINRERE,

HKXEHETER , FFEENEE RSN AN RERENEGRAOENEEE, X2
REMBEARTEFMHOIME— %, FTEIHANRITHT TR , WERMIHRNE
32 MCDIEEZATHEECEERESS. RSB (WEH4)HEHZER(WPMMAKIPC)K B
nT,

EZeEtENTEERERN —RTEEAE&SNAMNI,

REHAETENEFMCDIE AT ERIFMEH

Top-class tool cutting edges

In addition to the high level of hardness demonstrated by monocrystalline diamonds, the amorphous structure in
particular is a basic requirement for ultra-precision and high-precision machining with geometrically determined
cutting edges. The extremely sharp and flawless cutting edges allow for surface accuracies of < Rz 0.02 ym.
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.

B4



=M EH

High Polish Turning

(ph HORN i)

AR

Insert

EHIMER
Side turning / Profiling

FmES r
Part number

CCGWO060202.MD.AO | 0,2
CCGWO060202.MD.KO | 0,2
CCGWO060202.MD.MO | 0,2
CCGWO060208.MD.AO | 0,8
CCGWO060208.MD.KO | 0,8
CCGWO060208.MD.MO | 0,8

6,35
6,35
6,35
6,35
6,35
6,35

CCGW 4 3
] hxﬁ
a 2
- o | ll_,.:l'_"':-.- _\-::.\. b
o e | M-
b 'k:x.\_ —::::’lll i
ot ,f"j
L9 i »,
ELISOTIHR
for Toolholder ISO
| =% S  Boehlerit
I I' Type
d, S I, B HFE / Geometries for
o
KEHH BEMH ERMALERY | O
long chipping metals | short chipping metals | transparent synthetics | =
2,8 2,38 2 J A
2,8 2,38 2 J A
2,8 2,38 2 J A
2,8 2,38 2 J A
2,8 2,38 2 J A
2,8 2,38 2 J A

A FETF /onstock A48 /4 weeks X HRIFER / upon request

R84 . mm
Dimensions in mm

BHERLOSIERLE.,

MELIHID |

Centre height must be measured and adjusted to the correct position. Cutting edges must be measured optically!

MCD-RIZEEREE
MCD - Regrind upon request
ARFEERITHES RTMER

Further sizes and versions upon request

BS



= S ZFHl <]ﬁt||i<>!2hl|ﬂt[)

High Polish Turning

AR VCGW - e

Insert
EHIMER
Side turning / Profiling
L vy
ELISOTIHR
MKD A for Toolholder ISO
i SMCD 1
- Y 1 ] S  Boehlerit
| . | Type
i
A J--_é}
| -
] _'_F.;-;"i o "-\:"'\I -J
2 -
EJ Rﬁﬂ =
| el et 1
FmES R w d d, s FERFL / Geometries for
Part number . . g
KEMHE ‘e ERNAIERY | o
long chipping metals | short chipping metals | transparent synthetics | =
VCGW160410.MD.AO 1 2,5 9,525 44 | 4,76 J A
VCGW160410.MD.KO 1 2,5 9,525 4,4 | 4,76 J
VCGW160410.MD.MO 1 25 9,525 44 | 4,76 J

A FEE /onstock A48 | 4weeks x HBIFEEK / upon request

R84 : mm

Dimensions in mm

BAEALSIERNVE, NELTHIN

Centre height must be measured and adjusted to the correct position. Cutting edges must be measured optically!
MCD-RIEEREE

MCD - Regrind upon request

ARFEERITHES RTHER

Further sizes and versions upon request

B6



High Polish Turning

A H117.MD -

Toolholder
L
(=@l
& | for Insert
r il L
Ll T'_r ’ I | B BE  S117..10
£ | = Type
) B | | i 1
b
A A EB C - -
Fig. A Fig. B Fig. U
R Gl Pe—
o' le), KO
_."1 X -
1 /;’/’} L,
o & — R
IH =
— i L
R=AF&-mHE L=EFH
R = right hand version shown L = left hand version
FmEs h b a I, h, 1,
Part number
H117.MD10.00.5.10 10 10 5° 100 10,4 A =
R/LH117.MD10.45.5.10 10 11 5° 100 10,4 C 17,0
R/LH117.MD10.90.5.10 10 10 5° 100 10,4 D 17,5
SEBARZLE R#47 0 mm
State R or L version Dimensions in mm
ARFEERITHESZ RTMER
Further sizes and versions upon request
RYMBEMNE  FREARGHE,
For torque specification of the screw, please see Technical Instructions.
FROETIFT, E Y ERABE
For standard holder please see our catalog Grooving, chapter B
BofF
Spare Parts
T+ R IRET TORX PLUS®IRF
Toolholder Clamping Screw | TORX PLUS® Wrench
H117.... 4.09T15P T15PQ

B7
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High Polish Turning

(ph HORN i)

AR

Insert

EHIMER
Side turning / Profiling

MCDJI R
-r"ﬂ‘ MCD
- N e=—rd ]
l = L]
A
0,1x45" b\l
t 4 [
x ),
i L
w g LE :
Lt -
r
0,1x45°
R=AFH-MH L=EFR

R = right hand version shown

FmES R w
Part number

R/LS117.300.00.A0.10 300 3,5
R/LS117.300.00.K0.10 300 3,5
R/LS117.300.00.M0.10 300 3,5

A E7F [onstock A4/ /4 weeks x HRIEZER / upon request
R84 0 mm

Dimensions in mm

EARSLE

State R or L version

BEALSIEBVE. NELIHT |

L = left hand version

Centre height must be measured and adjusted to the correct position. Cutting edges must be measured optically!

MCD-RIEEREE
MCD - Regrind upon request
ARFEERITHES RTAMER

Further sizes and versions upon request

B8

S117 4 B
-\.\
\
s
s
N vy
[=pikis
for Toolholder
Fidhsy H117
Type SH117
FERFL / Geometries for
o
kBB TR FERHAIERY | O
long chipping metals | short chipping metals | transparent synthetics | =
J A/A
J A/A
J A/A



=i EHl

High Polish Turning

(ph HORN i)

I+

Toolholder
LEo B
i:i:"l
29 -

Fmis

Part number

RHC105.MD1414.2.10
RERBESRS

Further sizes upon request

RLWRENRE , FAEREHA,

HC105.MD

13.5 mm

13.8

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

[

Spare Parts
T+
Toolholder
RHC105.MD1414.2.10

SW2,0 DIN911

42

4 ™
@1‘_ .
e A
(=AY
for Insert
Eilhss 105.2020.MD10
Type 4% Bk /special
f Dmin
8 13.5
RT#47 : mm

Dimensions in mm

B9
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High Polish Turning

(ph HORN i)

AR

Insert
M EZH
Side Turning
10.5
'
)
b |
b
-~
%
= o
= ﬁ-!
1 '-'I_.-":. —
o
£
FmEs

Part number

105.2020.MD.10

105

long chipping metals

MCDI R
- MCD
| || _|III I.-'I
_ \”L.Jif
R w
KEM R
2 2

A E7Z [onstock A4/ /4 weeks x HRIBER / upon request

R~ %47 : mm

Dimensions in mm

BEALSIEBVE. NELIHT |

BL&TFF

for Toolholder

Eilhss RHC105.MD1414.2.10
Type

B RAL / Geometries for
o
EEMH BAEGATARY é

short chipping metals | transparent synthetics

J A

Centre height must be measured and adjusted to the correct position. Cutting edges must be measured optically!

MCD-RIEERERE

MCD - Regrind upon request

ARFBERITHES RTAERX

Further sizes and versions upon request

B10
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High Polish Turning

(ph HORN i)

I+

Toolholder

A1Eo 8

R=AFH-mME

R = right hand version shown

FRES
Part number
R/LB105.MD12.2.13
R/LB105.MD12.4.13
R/LB105.MD12.6.13
R/LB105.MD12.8.13

RS LE

State R or L version

BERERHEESRY

Further sizes upon request

R BENRE |, FREREHA,

Bore & from

12
12
12
12

B105.MD

L=k F®

e o

L = left hand version

42
72
90
125

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

[

Spare Parts
T+ wF

Toolholder Allen Wrench
R/LB105... SW2,5 DIN911

13.5 mm

=t

6.4
6.4
6.4
6.4

- ™
- _I —_— e o — — N
L A
(=@l
for Insert
Fidhsy 105...MD...
Type 45 Pk/special
Dmin SW
13.5 10
1849 10
13.5 10
13.5 10
RSE#4: mm

Dimensions in mm

B11l
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High Polish Machining

(ph HORN i)

IPS

Cassette

B & & T A

for universal use

NH105...4.01

C—+|

U

1]
I
1

FmEs

Part number

NH105.MD06.3.01

NH105.MD06.4.01

NH105.MD06.5.01
RERMESRY

Further sizes upon request

RLWRENE , FAREREHA,

C

o]

NH105

C ] @

C-C 2103 _
@6

h h,
12 6
12 6
12 6

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

[

Spare Parts
ES

Cassette
NH105...

B12

wF
Allen Wrench

SW2,0 DIN911

B&ER

for Insert

Bs 105...D.06

Type
I2 hl Il
17.9 6 23.9
17.9 6 24.8
19.4 6 23.9
R4 : mm

Dimensions in mm



=i EHl

High Polish Turning

(ph HORN i)

AR

Insert

M EZ=HY
Side Turning

FmEs

Part number

105.300.AD.06
105.300.KD.06
105.300.MD.06

300
300
300

105 9

[A=PIPS
) MCD .-'I:I.FI- for Cassette
MCD i
| | Fidhsy NH105.MD...
— Type
-
w FERFL / Geometries for
KEMHE ‘e ERNATIERY
long chipping metals | short chipping metals | transparent synthetics
3,5 J
3,5 J
3,5 J

A FETZ [onstock A48 /4 weeks X ABIEER / upon request

R~ %4 : mm
Dimensions in mm

BEEALSIEBUE. NEDED

Centre height must be measured and adjusted to the correct position. Cutting edges must be measured optically!

MCD-BIzEREE
MCD - Regrind upon request
ARFEERITHESZ RTHER

Further sizes and versions upon request

MD10

> >

B13



=i %A (plr HORN pilh)

High Polish Turning

Ak 105 4 “w

Insert
| ’ ‘
M EZH ,
Side Turning
b s
[A=PIPS
for Cassette
14,6 MED
= - MCD
Fidhsy NH105.MD...
I P 3 Type
I y
. v )
— pre——————————— " = S
\/
"o
W - u
2| R~ H
4 5
Y | =
n'."' v L
oy
[
FmES R w FERFL / Geometries for
Part number . . g
wKEMH mEE EHWAIERY | o
long chipping metals | short chipping metals | transparent synthetics | =
105.3030.MD06 3 3,05 J J J A
A FETE [onstock A48 [ 4weeks X IRIFER / upon request

R84 0 mm

Dimensions in mm

RAEALSIERVE, NELHIX !

Centre height must be measured and adjusted to the correct position. Cutting edges must be measured optically!

MCD-RIEEREE

MCD - Regrind upon request

ARFEERITHESRITAERL

Further sizes and versions upon request

B14



052 25 MU0 T 524 (i HORN pih)

Cutting Data High Polish Turning

' I .
M L e a, - Fil) WEAHNAR
Material (mm/U) (mm) Geometry Recommended Coolant
min max (mml/rev)
Ag 50 300 0,010- 0,06 0,005 - 0,05 M g‘ﬁ
Al Mg 100 2500  0,005-0,15 0,005 - 0,05 A 2 (L%
Au 50 300 0,005 - 0,06 0,005 - 0,05 M 6'?
Cu 50 500 0,005 - 0,08 0,005 - 0,04 A g‘?
Cui 40 250 0,010 - 0,06 0,005 - 0,04 M/A %“b.ﬁ
mulsion
cusn 50 300 0,005 - 0,08 0,005 - 0,04 A 6‘?
Cuw 40 250 0,010 - 0,07 0,005 - 0,04 A 6‘?
Cuzn 50 450 0,005 - 0,10 0,005 - 0,05 M 6‘?
Cuzn e
(4R /TR 50 350 0,005 - 0,10 0,005 - 0,05 A 6”
lead-free/low-lead
Ir/Pd /Pt 30 100 0,005 - 0,05 0,005 - 0,03 A #EMB?HE
mulsion
Mo 35 120 0,010 - 0,05 0,005 - 0,03 A f“b?ﬁ
mulsion
Ni 40 200 0,010 - 0,06 0,005 - 0,03 M/A f“b?ﬁ
mulsion
T 40 200 0,010 - 0,06 0,005 - 0,03 K ‘;;Lﬂsﬁ
mulsion
Zn 80 350 0,005 - 0,12 0,005 - 0,05 A 3;“'5?75
mulsion
PA 60 220 0,010- 0,25 0,010 - 0,10 Rk ALK
Special Emulsion
g {3 =
PC 50 200 0,005 - 0,20 0,010 - 0,10 K ?lé‘t@ LN
mulsion / Air
PE 80 350 0,010- 0,25 0,010 - 0,10 Sy AR
Special Emulsion
PEEK 60 250 0,010-0,25 0,010-0,10 ;ﬁf’* A&
pecial Emulsion
3 =
PMMA 80 300 0,005 - 0,20 0,010 - 0,10 K ELE‘W.&/ =S
mulsion / Air
POM 80 350 0,010 - 0,25 0,010 - 0,10 K iumﬁ
mulsion
PTFE 70 300 0,01-0,25 0,010 - 0,10 ff?’* R (A
pecial Emulsion
PVC 60 250 0,01- 0,25 0,010 - 0,10 ff' W ALk
pecial Emulsion

B15



B Na

Monocrystalline Diamond

(ph HORN i)

BLEI AT
Chamfer Milling Cutter
DSFF.MD

NEVERL T 88 T)
Micro End Mill Ballnose
DSK.MD

B

Milling shank
M117K/M117P/
M117U/M117

AR

Insert

S$117/105

B16

T1/Page
B18

T1/Page

B19
| I
| Cassette

NH105

Z

T1/Page

B20

_ﬂ'l_/Page
B22

T1/Page
B23-B24

T1/Page
B25-B26

T1/Page
B28

71 /Page
B30

T1/Page
B29



Monocrystalline Diamond

S by
High polish milling

sk ) High polish milling
MCD with MCD

B17



High polish milling

18159 7 DSFFMD 7

Chamfer Milling Cutter

B3, MKDE R
single fluted, MCD tipped
L S
A "
Y - =21
I =]
'k SE, @
VAL ' o
e i )
pm—— Hile
2 ]
A '
g e | :
1 e | -
o o+
81 =c==ooil A
f.0. &
-
FmEs d, Ds a I, d, d, t o X y eyl =
Part number Type o
=
DSFF.MD.30.38.3 0.3 2.0 30° 5.5 2.8 3 1.50 38 - 1 A
DSFF.MD.30.66.6 0.3 2.0 30° 5.5 2.8 6 1.50 66 4° 2 A
DSFF.MD.45.38.3 0.3 2.8 45° 5.5 2.8 3 1.25 38 - 1 A
DSFF.MD.45.66.6 0.3 2.8 45° 5.5 2.8 6 1.25 66 4° 2 A
DSFF.MD.60.38.3 0.3 2.8 60° 5.5 2.8 3 0.72 38 - 1 A
DSFF.MD.60.66.6 0.3 2.8 60° HY5) 2.8 6 0.72 66 4° 2 A
A FETF /onstock A48 /4 weeks x HRIFER / upon request
R84 0 mm

Dimensions in mm

AR\EERITHES RITAFERX

Further sizes and versions upon request

B18



= e gtEl

High polish milling

(ph HORN i)

INBIBRSL ST ¥ TD
Micro End Mill Ballnose

B3, MKDE R
single fluted, MCD tipped

TA

i" I._l

FRES
Part number

DSK.MD.020.38.3
DSK.MD.030.38.3
DSK.MD.040.38.3
DSK.MD.050.38.3
DSK.MD.080.38.3
DSK.MD.100.38.3
DSK.MD.150.38.3
DSK.MD.200.38.3
DSK.MD.200.66.6
DSK.MD.300.66.6
DSK.MD.400.66.6
DSK.MD.500.66.6
DSK.MD.600.66.6

0.2
0.3
0.4
0.5
0.8
1.0
1.5
2.0
2.0
3.0
4.0
5.0
6.0

0.10
0.15
0.20
0.25
0.40
0.50
0.75
1.00
1.00
1.50
2.00
2.50
3.00

DSK.MD

g A
'..r _.-r 'ﬂﬁl i
LY = b LS s
1) ™
s WL
o K
pant ||
At s L B S
| o~
(2)
B
- g -I r T j
3 il
r“..-' ¥ _3;."“1
b ©)]
a I, d,
20° 55 1.6
20° 55 16
15° 55 1.6
- 5.5 16
- 55 1.6
- 5.5 16
- 55 1.6
- 5.5 16
- 55 1.6
- - 2.6
- - 3.5
- - 45
2 2 45

A FETF /onstock A48 /4 weeks X HRIBER / upon request

RE#4: mm

Dimensions in mm

AR\EERITHES RITAFERX

Further sizes and versions upon request

D OO0 WWWWwWwwWwww

0.10
0.15
0.20
0.25
0.40
0.50
0.75
1.00
1.00
1.50
2.00
2.50
3.00

i ™y
-

A o
X Y EFiil =)
Type o
=
38 20.0° 1 A
38 20.0° 1 A
38 20.0° 1 A
38 20.0° 2 A
38 20.0° 2 A
38 20.0° 2 A
38 20.0° 2 A
38 20.0° 3 A
66 6.0° 3 A
66 4.5° 3 A
66 3.5° 3 A
66 2.0° 3 A
66 2.0° 3 A

B19



2857 Y

Ballnose Milling

(ph HORN )

B+t

Milling shank

BERFEREETIR-RERE

Cylindrical carbide shank - shrink fit

THFHR : BEERESE - RIFVTUIRMERE

Material of shank: Carbide - Giving a good vibration resistance

BR=AF2

Picture = right hand cutting version

FRES
Part number
M117K.MD06.06.5.05
M117K.MD08.08.5.07
M117K.MD10.10.5.09

BERHUESRY

Further sizes upon request

DIN B535-HA

-—

Ds

10

RLRENRE , FARRGHA,

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

B+

Spare Parts
B
Milling shank
M117K.MD06.06.5.05
M117K.MD08.08.5.07
M117K.MD10.10.5.09

B20

iR RET

Clamping Screw
030.265P.0821
030.265P.0819
030.400P.0227

:J
)

M117K

@D

-

d l
6 63
8 77
10 100

TORX PLUS®RF
TORX PLUS® Wrench

T8PL
T8PL
T15PQ

-
(=AY
for Insert
Eilhss S117.MD...K.X0
Type
, d, R #s
Size

25 5,6 05

35 7,6 07

50 9,6 09

R~F247 : mm

Dimensions in mm



2857 Y

Ballnose Milling

(ph HORN i)

AR

S117 - N
Insert
%
=L S B H
High polish milling 3
L vy
ATHHITIWR
a@D= . for Milling shank
' L Fidhsy M117K
e o e m— Type
_artrffh ol —
. R ¥
'...H. ..| ._-
| Js
h, " o
FRis Ds R R ##& B / Geometries for
Part number Size R g
KEHH EREMR ERHOAIERY | o
long chipping metals | short chipping metals | transparent synthetics | =
S117.MD06.05K.X0 6 3 05 J J A
S117.MD08.07K.X0 8 4 07 J J J A
S117.MD10.09K.X0 10 5 09 J J J A

A E7F [onstock A4/ /4 weeks x HRIEZER / upon request
R84 : mm

Dimensions in mm

THIAFELFNE |

Cutting edges must be measured optically!

AREERITHES RITAFERX

Further sizes and versions upon request

B21



T HtHl

Face Milling

(ph HORN )

B A M117P

Milling shank

BERFEREE IR-AERE
Cylindrical carbide shank - shrink fit

THFHR : BEERESE - RIFVTUIRMERE

Material of shank: Carbide - Giving a good vibration resistance

DIM B535-HA

1

BR=AF2

Picture = right hand cutting version

FmEs Ds d

Part number

M117P.MD06.08.5.05 8 6

M117P.MD08.10.5.07 10 8
BRERHUESRY

Further sizes upon request

REWRENRE , FAERGHA,

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

Boft

Spare Parts
BIFF R IRET TORX PLUS®IRF
Milling shank Clamping Screw TORX PLUS® Wrench
M117P.MD06.08.5.05 030.265P.0818 T8PL
M117P.MD08.10.5.07 2.6.5T8EP T8PL

B22

63
77

e =

B&ER

for Insert

HE S117.MD08.05.P...
Type  S117.MD10.07.P...
T /page B25

R A&

Size

05

07

RS2 : mm

Dimensions in mm



= & 5% H

Peripheral Milling

(ph HORN )

B+t

Milling shank

BERFEREE IR-AERE
Cylindrical carbide shank - shrink fit

M117U

THFHR : BEERESE - RIFVTUIRMERE

Material of shank: Carbide - Giving a good vibration resistance

o e oDsg
DIN 6535-HA o
RhFH
Picture = right hand cutting version
Fmis Ds d
Part number
M117U.MD06.08.5.05 8 6
M117U.MD08.10.5.07 10 8
RERMESRY
Further sizes upon request
R BB | F BRI,
For torque specification of the screw, please see Technical Instructions.
Bt
Spare Parts
BIFF R IRET TORX PLUS®IRF
Milling shank Clamping Screw TORX PLUS® Wrench
M117U.MD06.08.5.05 030.265P.0818 T8PL
M117U.MD08.10.5.07 2.6.5T8EP T8PL

63
77

L

B&ER

for Insert

HE S117.MD08.4.05U...
Type  S117.MD10.5.07U...
T /page B26

R A&

Size
05
07

R84 : mm

Dimensions in mm

B23
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Peripheral and Face Milling

(ph HORN )

#IH M117

Milling shank A IR R
with through coolant supply

BERFEREE IR-AERE
Cylindrical carbide shank - shrink fit

TFHR : BAEREE - RIFNTUIRMERE

Material of shank: Carbide - Giving a good vibration resistance

0 D52

BR=-ATE

Picture = right hand cutting version

FRis Ds d

Part number

M117.MD10.12.5.09 12 10
RERMESRY

Further sizes upon request

RLWRENRE , FAEREHA,

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

Boft

Spare Parts
BT PR IRET TORX PLUS®#fRF
Milling shank Clamping Screw TORX PLUS® Wrench
M117.MD10.12.5.09 030.400P.0227 T15PQ

B24

100

L

B&ER

for Insert

Fidhsy S117.MD12.09P...

Type Tl/page B25
S117.MD12.5.09U...
T1/page B26

RY M

Size
09
R~F#47 : mm

Dimensions in mm



T HtHl

Face Milling

(ph HORN i)

AR

Insert

&4 S B Al
High polish milling

FRils
Part number

S117.MD08.05P.M0
S117.MD08.05P.X0
S117.MD10.07P.MO
S117.MD10.07P.X0
S117.MD12.09P.MO
S117.MD12.09P.X0

A EfF [onstock A 48 | 4 weeks

R84 : mm
Dimensions in mm

TIHIDERFENE |

S117 e

aDs"
=y r e
—_——" A
A
Ds R w | REHE
Size
8 50 3,2 05
8 50 3,2 05
10 100 3,7 07
10 100 3,7 07
12 100 4,0 09
12 100 4,0 09
X RIEER / upon request

Cutting edges must be measured optically!

AREERITHES RITAMERX

Further sizes and versions upon request

By
L vy
ATHHITIWR
for Milling shank
Fidhsy M117
Type
3 yp!
FERFL / Geometries for
o
KBHH BEMH ERNAIAEY | o
long chipping metals | short chipping metals | transparent synthetics | =
J A
J J A
J A
J J A
J A
J J A

B25
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Peripheral Milling

AR S117 . =~,

Insert
= e B H g
High polish milling
L vy
ATHHITIWR
aDg 02 for Milling shank
+ Fidhsy M117U...
i . I Type M117.MD10.12.5.09
' L === = —
ol " 4
o
R 1
I,
FmES Ds R I, RF##& FERFL / Geometries for
Part number Size . . g
wKEMH ‘e EHWAIERY | o
long chipping metals | short chipping metals | transparent synthetics | =
S117.MD08.4.05U.M0 8 100 4,2 05 J A
S117.MD08.4.05U.X0 8 100 4,2 05 J J A
S117.MD10.5.07U.MO 10 150 5,2 07 J A
S117.MD10.5.07U.X0 10 150 5,2 07 J J A
S117.MD12.5.09U.M0 12 150 5,2 09 J A
S117.MD12.5.09U.X0 12 150 5,2 09 J J A
A FETF /onstock A48 /4 weeks x HRIBER / upon request
R84 : mm
Dimensions in mm
THIDERZNE !

Cutting edges must be measured optically!

AREERITHES RITAMERX

Further sizes and versions upon request

B26
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Face Milling

(ph HORN i)

B+t

Milling shank

BT ERE T & % R EED F &

Milling shank is fully assembled with insert and balanced

o SN <

Foarm &

¥ 80546
R

BR=AF2

Picture = right hand cutting version

FmEs Ds
Part number

M117P.MD050.D20.M0 50
M117P.MD050.D20.X0 50
M117P.MD100.D32.M0 100
M117P.MD100.D32.X0 100
M117P.MD150.D32.M0 150
M117P.MD150.D32.X0 150
M117P.MD200.D32.M0 200
M117P.MD200.D32.X0 200

RERMESRY

Further sizes upon request

M117P

EENER AR
with through coolant supply

R i
g 11 |
. |

FormB _ @49,

J’F_ - —
L [
D05+
2Ds_
d 1,
20 102
20 102
32 112
32 112
32 112
32 112
32 112
32 112

Fraser beinhaltet Schneidplatten, montiert, eingestellt, gewuchtet
Milling shank contains inserts, mounted, balanced, adjusted.

R WRENRE , FARRGHA,

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

BofF

Spare Parts
BT wF
Milling shank Allen Wrench
M117P... SW2,0 DIN911

TORX PLUS®RF
TORX PLUS® Wrench

T15PQ

30
30
30
30
30
30
30
30

BEIR

for Insert

ME  S117P.MD10...
Type  105.MDV05.03

i

Form
B
B
A
A
A
A
A
A

R~#4 : mm

Dimensions in mm

58
58
108
108
158
158
208
208

B27



i) (ph HORN pi»)

Face Milling

IJJH;t 105/117 aa - A
nse - 0
{1 s117
=
5 0 et ) . 105
High polish milling
N .
ATHHITIWR
for Milling shank
MKD 10 13,6 XD
J/ MCD st P ~ . BE  M117P.MD...
L& T
1 :ﬂ“_‘_‘l Type
sl ] —-— d
] ____‘_-..'\-_h" Eq‘
=) B
S117TPMD10.300.M0 105 MOV.05.03
FmEs R TEAFEL / Geometries for
Part number . g | e
KEMH ‘R ERANAIERY | o | o
long chipping metals | short chipping metals | transparent synthetics | = o
105.MDV05.03 0,3 J J J A
S117P.MD10.300.MO 300,0 J
S117P.MD10.300.X0 300,0 J J

A E7F [onstock A4/ /4 weeks x HRIEZER / upon request

R#47 0 mm

Dimensions in mm

HAERAOSIEBUE, NETHEIF !

Centre height must be measured and adjusted to the correct position. Cutting edges must be measured optically!
MCD-RIZEEREE

MCD - Regrind upon request

AR\EERITHES RITAFERX

Further sizes and versions upon request

B28
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High Polish Machining

(ph HORN i)

IPS

Cassette

[TA=pEPAL Y

for universal use

s
MH105...4.01
C—=
1]
1]
C—n
FmEs b
Part number
NH105.MD06.3.01 6
NH105.MD06.4.01 6
NH105.MD06.5.01 6
RERMESRY

Further sizes upon request

RLWRENE , FAREREHA,

NH105

C ] @

C-C 2103 _
@6

h h,
12 6
12 6
12 6

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

[

Spare Parts
VIES wF
Cassette Allen Wrench
NH105... SW2,0 DIN911

B&ER

for Insert

Bs 105...D.06

Type
I2 hl Il
17.9 6 23.9
17.9 6 24.8
19.4 6 23.9
R4 : mm

Dimensions in mm

B29



High polish milling

Ak 105 4 “w

Insert
&4l S B Al
High polish milling
% ol
[A=PIPS
A 13 MCDIOE for Cassette
Y 7 7 MCD
¥ [ ] e 1
—l s, 2 A BS  NH105
1 | Type
0.1x45 A
i g T
: |
N |
- | |
1 o ol S
0.1x45°
FmES R w FERFL / Geometries for
Part number . . g
KEMHE ‘e ERNAIERY | o
long chipping metals | short chipping metals | transparent synthetics | =
105.300.AF.06 300 3,5 J A
105.300.KF.06 300 3,5 J A
105.300.MF.06 300 3,5 J

A E7F [onstock A4/ /4 weeks x HRIEZER / upon request
R#47 0 mm

Dimensions in mm

HAEAOSIEBULE, NEDHEIF !

Centre height must be measured and adjusted to the correct position. Cutting edges must be measured optically!
MCD-RIEEREE

MCD - Regrind upon request

ARFEERITHES RTMER

Further sizes and versions upon request

B30



e BEEI N TS84 (ﬁh HORN fil1)

Cutting Data High polish milling

: fIf .
M Ve 1" a, - Fil) WELHNAR
Material (mm/U) (mm) Geometry Recommended Coolant
min max (mml/rev)
Ag 50 300 0,010 - 0,06 0,005 - 0,05 M 6‘?
Al/ Mg 100 2.500 0,005-0,15 0,005 - 0,05 A Emulsion
Au 50 300 0,005 - 0,06 0,005 - 0,05 M 6'?
Cu 50 500 0,005 - 0,08 0,005 - 0,04 A 6?
Cui 40 250 0,010 - 0,06 0,005 - 0,04 M/A %“b.ﬁ
mulsion
cusn 50 300 0,005 - 0,08 0,005 - 0,04 A 6‘?
Cuw 40 250 0,010- 0,07 0,005 - 0,04 A 6‘?
Cuzn 50 450 0,005 - 0,10 0,005 - 0,05 M 6‘?
Cuzn e
(B4R /T 50 350 0,005 - 0,10 0,005 - 0,05 A h
lead-free/low-lead
Ir/Pd /Pt 30 100 0,005 - 0,05 0,005 - 0,03 A #EMB?HE
mulsion
Mo 35 120 0,010 - 0,05 0,005 - 0,03 A 5‘;“'3?75
mulsion
Ni 40 200 0,010- 0,06 0,005-0,03 M /A %“'335
mulsion
T 40 200 0,010 - 0,06 0,005 - 0,03 K %“tﬁ
mulsion
Zn 80 350 0,005 - 0,12 0,005 - 0,05 A "’f'E“'ﬁ?ﬁ
mulsion
PA 60 220 0,010- 0,25 0,010- 0,10 ff' W L&
pecial Emulsion
S| {3 =
PC 50 200 0,005 - 0,20 0,010 - 0,10 K ?LEW.§/ LN
mulsion / Air
PE 80 350 0,010- 0,25 0,010 - 0,10 fﬂ’* AR
pecial Emulsion
PEEK 60 250 0,010-0,25 0,010-0,10 ;ﬁf’* A&
pecial Emulsion
3 =
PMMA 80 300 0,005 - 0,20 0,010- 0,10 K ELE‘W.&/ =S
mulsion / Air
POM 80 350 0,010 - 0,25 0,010 - 0,10 K iumﬁ
mulsion
PTFE 70 300 0,01-0,25 0,010 - 0,10 ff?’* R (A
pecial Emulsion
PVC 60 250 0,01-0.25 0,010-0,10 ff' W ALk
pecial Emulsion

B31
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CBN (ph HORN pil)

Cubic Boron Nitride

% 5/System T1/Page
Supermini® C2
Mini C6
229 Cl4

315 C18

C1



TEEE I (ph HORN pil1)

Hard Boring

AR

Insert

105

=

T1/Page
C5

Cc2



E\’f E:J)ring (ﬁh HORN I]h)
Supermini®
= Hl Hard Boring
/EECEN with PCBN

JI#Fi%E L Supermini® & Mini #2<

For toolholder please see our
catalog Supermini® & Mini

C3



CBNRZ (ph HORN i)

Application of cubic boron nitride

RBUFRCWEOORNTENAEZEME  HYE, IIBIACEERNINBSEREE
Ro NANEMAMMNEEREIZGANE , BRI MITFERREHES EFEELNLH
Ao RMMIH,THETIERNENARBRACEECF RN LT EZBMCHEE, X
—RMEEERE NI BRI AT, it , PCBN#IA R B —FE A Y B #1
B, WA T THESR., ARNEEMBURBENTISEE .

PCBNEMWA THIRIES AR MR, TRNGRI K. BNRINEEH ARPFSHT
EETEAMERE , XEMETUREFTENNAMBSIRANIA. BEREEAR D HK
X2 PCBNEM ., XRFEEMIER , A UEISORAES137 3k El, PCBNEMMWHEE
A, YHINERRT, REURENRENTEREESHEERE, RENSREARE
MTEHER, ERDVBERT , FEZT ALK,

CB07 TREMBEMIL IR T, NI (45-70HRC)ZEHN
CB10  Hard machining of steel (45-70 HRC) with a smooth and lightly interrupted cut

BRI TR T, 10T (45-70HRC) % & N
Hard machining of steel (45-70 HRC) with a heavily interrupted cut

BT

Cast iron machining
BREMEL BREESH/MI.

Sintered materials, precision machining of superalloys

CB50

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.

c4



TEEH|
Hard Boring

(ph HORN i)

AR

105

Insert
AED 8B Bore @ from 3 mm
CBNJI A&
PCBN tipped
- s O
1y -
— _—
oy El:'
I T ) L -i
r:.l peli "::-_{':-.I)-_": .—- 'IE:II
‘.' [ E
E
-
R=AF&-mHE L=EFH
R = right hand version shown L = left hand version
Fmis r f a d b
Part number
R105.0513.0.3.B 0.15 1.3 2.7 2.5 5.9
R105.0519.1.4.B 0.20 15 3.7 3.4 6.4
R105.0523.2.5.B 0.20 23 4.7 4.4 7.0
R105.0533.2.6.B 0.20 33 5.7 HE3 7.0
R/L105.0533.3.6.B 0.20 SES) 5.7 5.3 7.0
R105.0540.2.7.B 0.20 4.0 6.4 6.0 7.0

A ETF [onstock A4/ /4 weeks x HRIEZER / upon request

R~#4Z : mm
Dimensions in mm
FEBRHLA

State R or L version
RERHBESRSY

Further sizes upon request

10
15
15
20
15

A !
="

L v

A T4

for Toolholder

BE H105
Type HC105
B105
VDI
B105C
B105TS
IR105
962
AlH
963
N
5 tmax Dmin ‘9
m
O
25 0.10 3.0 8
25 0.10 4.0 .
30 0.10 5.0 8
30 0.15 6.0 2
35 0.15 6.0 a/a
30 0.15 6.8 A

C5



TEEE I (ph HORN pil1)

Hard Boring
yibay
Insert
107/108/111/114/116
T1/Page
C8-C12

C6



TEEE I (ph HORN pil1)

Hard Boring

Mini

AR EE £ Hard Boring
& CBN with PCBN

- - - For toolholder please see our
J)#Fi# W Supermini® & Mini #4< catalog Supermini® & Mini

C7



RE S M) (ph'HOoRN ph)

Hard Boring

ol 107

Insert

AZo 8 Bore @ from 6.8 mm

CBNI A&

PCBN ti d
tippe il

for Toolholder

Eilhss B107
Type

R=AFH-mMHE

R = right hand version shown

FRisS s f a r d D,
Part number

CB10

R107.0537.02.B SIS 3.7 6.3 0.2 5.2 6.8 2

A E7Z [onstock A4/ /4 weeks x HRIBER / upon request
R824 . mm

Dimensions in mm

BRERHESRY

Further sizes upon request

C8



TEEE I (ph HORN pil1)

Hard Boring

ol 108

Insert
AZo 8 Bore @ from 7.8 mm
CBNJ K&
PCBN ti d
Pe BA A
for Toolholder
—' - Eilk=s B108
Type
=
in r ™
/ A o
h . -
W
= . 1
# i
2 (1 | DT

Tonihgider face
R=FFH-E

R = right hand version shown

FRisS s f a r d D,
Part number

CB10

R108.0547.03.B 3.5 4.65 7.65 0.3 6 7.8 2

A E7Z [onstock A4/ [ 4weeks x HBIFESK / upon request
R824 . mm

Dimensions in mm

BRERHESRY

Further sizes upon request

C9



TEEE I (ph HORN pil1)

Hard Boring

Ak 111

Insert
1RO H Bore @ from 10 mm
CBNJ K&
PCBN tipped
e B T
for Toolholder
! Eilhss B111
Type 125
=
in r 0
! A o
| . F
W
-] A !‘
5° || =Y DT
Tealhoider face
R=AFH-mME
R = right hand version shown
FmEs s f & r d D, o
Part number m
(@)
R111.0557.03.B 3.95 5.7 9.7 0.3 8 10 o
R111.0567.03.B 3.95 6.7 10.7 0.3 8 11 s
A FE7F [onstock A 4JE /4 weeks X ABIEER / upon request
R824 . mm
Dimensions in mm
RERBESRSY

Further sizes upon request

C10



TEEH|
Hard Boring

(ph HORN )

AR

Insert

114

20 B 12.5 mm

Bore & from

CBNJ K&
PCBN tipped

\ S TAFTA R

Tonihgider face

g |
. |

R=AFH-mMHE

R = right hand version shown

FRisS s f a r
Part number

R114.0572.04.B 5.3 7.25 11.75 0.4

A E7Z [onstock A4/ [ 4weeks x HBIFESK / upon request
R824 . mm

Dimensions in mm

BRERHESRY

Further sizes upon request

BL&TFF

for Toolholder

BE B114
Type HC114

min

CB10

9 12,5 a

Ccl




RE e (ph HORN pih)

Hard Boring

Ak 116

Insert
20 B Bore @ from 14 mm
CBNJ K&
PCBN tipped
e B T
for Toolholder
—' - Eilhss B116
Type 145
=
in r 0
! A o
| . -
w
5" : :
|
Hill | DT

Tonihgider face
R=FFH-E

R = right hand version shown

FRES s f a r d D,
Part number

CB10

R116.0582.04.B 5.3 8.2 13.7 0.4 11 14 :

A E7Z [onstock A4/ [ 4weeks x HBIFESK / upon request
R824 . mm

Dimensions in mm

BRERHESRY

Further sizes upon request

C12
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Tz (nh HORN pih)

Hard Turning

AR

Insert

229

T1/Page
C16

C14



B (phrHoRN i)

Hard Turning

229

% {£F CBN Hard Turning with PCBN

PARSuEFURAIET B =N For holder please see our
catalog Grooving

C15



B (ph HORN i)

Hard Turning

ol 229

Insert
FERAA Depth of groove up to 18,0 mm
R Width of groove 3-6 mm
CBNJ K&
PCBN ti d
Pe B& T
e~ 3,{1‘1 L Bﬂ. g for Toolholder
L. ] —
Eilhss 210
Type 218
226
g o | H224
= | = i 219
1 213
214
849
“ -~ LA210
1 RA210
z | | g LA226
b L { RA226
=l = ' 225
; 257
E 3-5mm T 6 mm
Width 3 -5 mm Width 6 mm
FRisS w r R ##& ol o | o
Part number Size 0 g g
(@] (@] (@)
229.0300.22.B 3 0.2 03 . A N
229.0300.24.B 3 0.4 03 R A N
229.0400.22.B 4 0.2 04 B A | A
229.0400.24.B 4 0.4 04 B .
229.0500.22.B 5 0.2 04 A A
229.0500.24.B 5 0.4 04 B .
229.0600.24.B 6 0.4 05 A A | A
229.0600.26.B 6 0.6 05 A .
A E7Z [onstock A4/ /4 weeks x HRIBEK / upon request
R~#4 : mm

Dimensions in mm

BWARMTI A AT AEFMEFRIIMN

Indexable inserts can be used in right and left hand toolholders.

RERHESRY

Further sizes upon request

C16
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Tz (nh HORN pih)

Hard Turning

IR
Insert
@

el

T1/Page
C20

C18



B (phrHoRN i)

Hard Turning

315

% {£F CBN Hard Turning with PCBN

PARSuEFURAIET B =N For holder please see our
catalog Grooving

C19



B (ph HorN piD)

Hard Turning

IR 315 -
Insert |
FERAA Depth of groove up to 18,0 mm l ‘
R Width of groove 3-6 mm '|,h_ .
CBNJI A&
PCBN tipped
Pe B4
for Toolholder
Eilhss 356
Type 333
R=AF&-mHE L=EFH
R = right hand version shown L = left hand version
Fmis w r t s R A% 0
Part number R##% A
O
R/L315.1032.01.B 1.0 0.10 2 3.2 03 a/a
R/L315.1532.01.B 1.5 0.15 8 3.2 03 ala
R/L315.2032.02.B 2.0 0.20 4 3.2 03 a/a
R/L315.2532.02.B 2.5 0.20 5 3.2 03 ala
R/L315.3032.02.B 3.0 0.20 5 3.2 03 ala
A E7F [onstock A4/ /4 weeks X HRIEZER / upon request
R84 0 mm RERHEESZRSY
Dimensions in mm Further sizes upon request
RERMESRY

Further sizes upon request

C20



133

Hard Turning

(ph HORN i)

RS

Material

R84 45-65 HRC
Hardened Steel 45-65 HRC

BELEH

non interrupted cut

T84 45-65 HRC
Hardened Steel 45-65 HRC

M E2 L Hi
with interrupted cut

Fegk (GJL)

Grey Cast Iron

gk (GJL)

Grey Cast Iron

BREK (GJS)

Spheroidal graphite cast iron

REK (GJS)

Spheroidal graphite cast iron

Bedh IEREAL A

Sintered Steel, non hardened

W42/ IF M SR ST H

interrupted/non interrupted cut

MR

Substrate

CB10

CB10

CB35
CB50

CB35
CB50

CB35
CB50

CB35
CB50

CB35
CB50

CB35
CB50

CB35
CB50

CB35
CB50

R A
Application
R TrREME

Grooving in full material

BEREIHI , fUE s T

Partial cut, Flanc machining

A TrRREHE

Grooving in full material

REREIH , fUmE 0T

Partial cut, Flanc machining

YA T A #

Grooving in full material

RERLIH , fUE T

Partial cut, Flanc machining

PR T A

Grooving in full material

BRERYIEI , MET

Partial cut, Flanc machining

PR TArAE

Grooving in full material

JRIESDIAY, QU

Partial cut, Flanc machining

Y& J) 353 229 FM 315 / Grooving System 229 and 315

\

c

m/min

90-140

90-150

90-140

90-150

500-1050

500-1250

200-550

200-650

120-400

140-450

f

n

(mmltrs)
(mm/giro)
0,03-0,06
0,04-0,08
0,03-0,06
0,04-0,08
0,10-0,25
0,05-0,40
0,07-0,15
0,05-0,10

0,07-0,20

0,05-0,10

4,

(mm)

0,10-0,25

0,10-0,25

0,10-1,00

0,10-0,70

0,10-0,70

A RBAEIMI Supermini® und Mini / Boring and Profiling System Supermini® and Mini

e

Material

HEH 45-65 HRC

Hardened Steel

45-65 HRC

[R5k

Grey Cast Iron

Rk

Spheroidal graphite cast iron
BR 4 FEREL AR
Sintered Steel, non hardened
R4 FEREL AR

Sintered Steel, non hardened

MR

Substrate

CB10

CB10

CB35
CB50

CB35
CB50

CB35
CB50

CB35
CB50

CB35
CB50

R

Application
BEL&AH|

non interrupted cut

MR HE|

light interrupted cut

E WL H

heavy interrupted cut

W42/ SF T £2 H] H

interrupted/non interrupted cut

M2/ IE M L2 LT HI
interrupted/non interrupted cut
HELAHI

non interrupted cut

R WL HI

light interrupted cut

\

C

m/min

70-125

70-130

75-120

200-950

100-350

100-300

110-350

fn
(mmltrs)

(mmigiro)
0,01-0,05
0,01-0,05
0,01-0,05
0,10-0,25
0,02-0,15

0,07-0,2

0,05-0,10

4,

(mm)
0,02-0,08
0,02-0,08
0,02-0,08
0,03-0,50
0,03-0,25

0,03-0,25

0,03-0,25

pcp il
Coolant
THIR/RS
Emulsion/Air
THIR/RS
Emulsion/Air
THIBR/RS
Emulsion/Air
w=
Air
HIR/RS
Emulsion/Air
PHIR/RS
Emulsion/Air
THIR/RS
Emulsion/Air
[ at
Air
THIR/RS
Emulsion/Air
m=
Air

pcp il
Coolant
THIR/RS
Emulsion/Air
w=
Air
w=
Air
/et
Air
PHIR/RS
Emulsion/Air
THIR/RS
Emulsion/Air
i at
Air
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Torque of Screws

(ph HORN i)

KT RAVEANRITAERE FAEUERAFANEER MEES AN X THRERF AETHPRE

Following torques are allowed for screws of inserts. We recommend to use no additionel gliding means (such as copper paste)
for screws. For torque screw drivers please see chapter additional equipment.

R 44T MNm  RERF TR

type Screw Clamping wrench Blade
B105.MD... DIN913-M5x5 1.0 SW2.5DIN911 DSW25K
H117.1... 4.09T15P 5.0 T15PQ DT15PK
H117.MD... 030.400P.0227 5.0 T15PQ DT15PK
HC105.MD DIN913-M5x5 1.0 SW2.0DIN911 DSW20K
M117K...05 030.265P.0821 1.2 T8PL DT8PK
M117K...07 030.265P.0819 1.2 T8PL DT8PK
M117K...09 030.400P.0227 43 T15PQ DT15PK
M117.MD10... 030.400P.0227 43 T15PQ DT15PK
M117.MD...M0/...X0 4.09T15P 5.0 T15PQ DT15PK
M117P...05 030.265P.0818 1.2 T8PL DT8PK
M117P...07 2.6.5T8EP 1.2 T8PL DT8PK
M117U...05 030.265P.0818 1.2 T8PL DT8PK
M117U...07 2.6.5T8EP 1.2 T8PL DT8PK
NH105.MD... DIN913-M4x5 1.0 SW2.0DIN911 DSW20K
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Surface quality
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REARBESIRFEMHLRERX.
ERRGREN., THRRMUBES R TFRRRTRFE.

Surface quality

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

o B um
Data's in pm
<‘ ﬂ Rt = i _ f =V8xrxRt
—T 8xr 8 x Rt
BieRkERE
theoretical surface quality
Ra(um)| 04-08 | 0.8-1.6 16-32 | 32-63 | 6.3-125 | 125-25
Rt (um) 1.6 4 10 16 28 40
Radius fn (mm/U)
Radius fn(mm/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

FEREXANNRERE

Surface quality with Wiper-Geometry
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Wiper Geometries

NTHREHMKEMTHERNEERARE  RITRTREMEREXIVAEENTD . Z
RERETRAANRGOYB N BB —Nas% , HROTURIB0RILIHI T, BIMEE2-4E KR
LETHREIEFNREARE. BEXRERIEAY  ESRARTRENRRENIEFHH
BN, EEEZE LR B e T R R A

ERE XA EER
BiA FEABNA NEGIRFNELANR ERARERE.
CCGW/T=95° DCGW /T =93°

EBRIGE, EAREFRITERATIRNZE UG RFNIIBRNKRERE.
Vi TET A0 T 75 6] LM R R B /MR
HTES , XEWRHINERS , fAlANMETE L,

EXBHENER:

° AIFWIIFIZH T EENRERE

e EEMHALR-AFERAR - R TEMINEMNT

o BN ESHAXANEENTIEES

e EEMHLRERETZNTHNIBINE , RS THELENIESE®,

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

RS RRBRERMNAT T2 M. A REPONRMEH) SHERE PO (JLAEH) RN T, /M58 FE,
RIR: http://de.wikipedia.org/wiki/Unwucht

EXNTIETHEXENSEEREMEANIAFSESCIINIEETYE NRUAIX -], e RE
REFERN,] TﬁéEMIEMEﬁ% MAB TR YR EREXREEN B RERKNB T HE.N
TRANFERRANER BIEEENBIRNEE T T BS0EREFATFEHHM.
BATFENDISTFEREXAN R FNEOEREEMAR R RER LT THE.

NTEIE SREETRAR XEREE - THLFHEEEREBN(EBD).

BN TEAECADH BBIRIT L FEH EXKP XEREEERRITHMREZEZERELREREE X2 -1

BARBRMNOREN R H AR -—HEFTN TEREERARE FE S E AT, XTUEEH R ERAFHEAN
RENFE.

iz L 55

Axis of rotation Priority axis

L 55 L

Priority axis ﬁfﬁs of roratiol
BT T AT T
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 an impact 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.

A distinction 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
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HORN-
MR

MD10

HDO03
HDO05
HDO08

PD02

PD70

PD75

HORN-
Grades

D6

MD10

HDO03
HDO05
HDO08

PD02

PD70

PD75

COHI##

MKD

CVD-D

PKD

PKD

PKD

Cutting
material

MCD

CVD-D

PKD

PCD

PCD

3

EhERERA
FTHRRAR  WBEE , THEROWREE
REIHID , EEE,

CVD£NIA

(ZRERGEMN)
EERAERESMRAATLTERMELET, 99.9%%
NiA , FEESNBEENMELE  THBERHOE
PIHINEEF , FEBEIRES.

ZRENEA  PHRNMRY
RAHMYE , TR

ZRENE , BE&EN
BAEREEMRL , NEAR  IHDEFE

%
B = RO T B E AN #) 1

SRENE MR
BABEREER , KEAR  IHDEFRIH
%, REMEENHE

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 me-
tallic binder. 99.5% Diamond, Highest hardness
and wear resistance, sharp cutting edge
without micro fractures, improved toughness

Polycrystalline Diamond, average grain size
maximum toughness with good wear resistance

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

REHEE LA

FEEESE. TERMEREN, REEN
RESSHMWENMSHIEMNT

NIFERELE. Bes. MERRE
# REAS. EREE. WEZEEN

NIFERELE  JESATERIR

BRATARGSENERNFEREN
#, AT EEMNT

BERATARGSENERIMEREN
B, BEABMITAMNGETEEMNT

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

Machining of all nonferrous metals, preferably
used for difficult operations

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
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IR#ZDIN 1SO 513 (2001)RY LI ElIF1 FRi%BA

Description of cutting materials according DIN ISO 513 (2001)

A MKD/MCD
Prpenrs

Monocrystalline Diamond

CVvD-D
ZRENA

Polycrystalline Diamond

PKD / PCD
SRENA

uncoated grades

Polycrystalline Diamond

[
o
c
)
(2]
‘0
e
S
()
=
H
£
+=
E CA! LS8
—
M -
i .
Ceramic
= _Ar-*n
SEME
Cermet HT
TREES

BC iR/= CBN
coated PCBN

BH CBN 70 -95%
PCBN 70 - 95%

BL CBN 40 - 65%
PCBN 40 - 65%

REES

coatet grades

-“. &

RRITRRBHER S
Micro grain carbif uncoated

1% | Toughness

D7
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Additional Equipment
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D 041 VL
0,4-1 Nm

D15VL
1-5Nm

D 28 VL
2-7 Nm

ED 28 VL

B / for
D041VL / D15VL / D28VL

D8

w ZI E RN AERF

- 4AE AT

-RESRARME

HBELTHRET  FEAGIERENSAGFR , BMEEN
%

It , ¥R EHRER R THESEE.

(br/E: EN ISO 6798, BS EN 26789, ASME B 107.14.M.)
(FEE: £ 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).
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 %)

REREHNREZ
WER : BEBRLTEM R , RENARE
HER : N\BF , BCAE |, HEEHE

Device for setting the required torque.
Handle: Celluloseacetat with micro structured surface
Blade: Octogonal (8 flats) blade, hardened galvanized
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Additional Equipment

(ph HORN i)

DT6PK
DT7PK
DT8PK
DTI9PK
DT10PK
DT15PK
DT20PK
DT25PK
DT27PK

B / for
D041VL / D15VL / D28VL

T6PW
T7PW
T8PW
T9PW
T10PW
T15PW
T20PW

&2 / for
D041VL / D15VL / D28VL

DSW15K
DSW20K
DSW25K
DSW30K

DSWA40K
Bie / for
D041VL / D15VL / D28VL

¢ — | —

J13k-Torx424T

Tk SmABHAM , ELAE | HE
Wiha8B4& TSk RIE T RIFNRRE,
BEeEABRIEZE

A . FRBATREERLE , MWihatREHRF T #R4E

PAN
Ho

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.

J13L-TORX PLUS®4&4T
A% . EEMENTORX PLUS®RET. ;X &= FAEA T Torxig4T

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

WF T k-R A A LRET
T3k . MmN  BLAE | 455,
WihafB8 T FRIL T BFNBRE,

ERLERE
RA : ERAENHREEE  EE5—MWihailtsE
Fo

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

D9



Additional Equipment

BRAHE
T ERTF AR C6.3FEG.3(1/4“) 4k 3k

T3k . BEmRSRN  RELAE | FE58
D14ZBK 8. TER

B2 / for N ERERZTIFRAESER  EE—EHE , 7
D041VL / D15VL / D28VL B HIRARE

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.

HZIEWHRERF

AR

-RESTNRAERME

MELRAT , FEARIERENZAGFR , BRMEEN
®it , HRFEEREN 2 HE TR,

(54 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

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

Ergonomical form gives perfect handling abilities. Audible signal when

set torque is reached.

D51 5QL (Standard: EN ISO 6798, BS EN 26789, ASME B 107.14.M.)
(Precision: + 6 %)

5-15 Nm

HIERERF
= WER: (THER SRS RE
FE: AR BT EILALE | HER

E D51 5QL Device for setting the required torque.

Handle: Celluloseacetat with micro structured surface

BL / for Blade: Octogonal (8 flats) blade, hardened galvanized
D515QL

D10
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Additional Equipment
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L

DT15PQ
DT20PQ
DT25PQ
DT27PQ Plus
DT30PQ

Be / for
D515QL

O m—

D14ZBQ

#e / for
D515QL

14ZQK

J13k-TORX PLUS® 24T

Tk SmABRHM , BLARE | HE
Wiha%84& J1 K RIE T BIFNBRE,
HefBhge

A% . FRIZTRIEERE , MWihalERF IRELE.

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.

BRH%E

B F A #9.C6.3FE6.3(1/4*) 4k 3k

T3k BRABYN Y LR, HE.
| . TFN

NA . ATEEHRE , HERSRI.

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.

BRATEIRNHEE

AT rrE#C6.3MEG.3(1/4“) &5k

73k BmAEAN  KECLE , 8B
T . TEHH

Rif . FRR¥RE

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

D11
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INI#1444H nach DIN ISO 513
Cutting Material Groups per DIN ISO 513

48 3 &
Main group
HT
HF
HC
Eéﬂer_;ﬁmic cutting material CA
CM
CN
CC
el all
DP
o BN
ZRTHEAREBIA K.

BMX RIS IRT RABERE.
BERTAFERD REIHHBEDRED.

wET: £t A/2019

FL 5
Subgroups

FREBREE WCEMR

uncoated carbides based upon WC

EREERAE, TIC/TIN-BEi& (EEME)

uncoated carbides based upon TiC/TiN (Cermets)

AHBHERE

micro grane carbides

REERET/EEME

coated carbides / cermets

StYEE Al203-Eik

Oxide ceramics based upon Al,O,

REME A203 + EEBRALY-EE

Mixed ceramics based upon Al,O, + metal carbide

RYIBEE, Si3N4-E 4k

Nitride ceramics based upon Si,N,

REEE

Coated ceramics

B R&£NA (MCD)

Monocrystaline diamond (MCD)

1% 4RI (PCD)

Polycrystaline diamond (PCD)

S AELE (CBN)

Polycrystaline, cubic boron nitride (PCBN)

Subject to technical changes developments.

No responsibility for errors or printer’s errors accepted.

This catalogue may not be reprinted or photocopied in whole or in part
without our written permission.

Edition: June 2019



Germany

Hartmetall Werkzeugfabrik

Paul HORN GmbH

Unter dem Holz 33-35, D-72072 Tlbingen

Tel +49 (0)7071/70040, Fax +49 (0)7071/72893
E-Mail: info@phorn.de, www.phorn.de

UK and Ireland

HORN CUTTING TOOLS Ltd.

32 New Street, Ringwood, Hampshire,
BH24 3AD, Tel +44 (0)1425/481 800

Fax +44 (0)1425/481 888

E-Mail: info@phorn.co.uk, www.phorn.co.uk

France

HORN S.A.S

665, av. Blaise Pascal, Zone Industrielle,

77127 Lieusaint

Tel +33 (0)1648859-58, Fax +33 (0)1648860-49
E-Mail: infos@horn.fr, www.horn.fr

USA

HORN USA, Inc.

320 Premier Court, Suite 205, Franklin,

TN 37067

Tel +1 (888)818-HORN, Fax +1(615)771-4101
E-Mail: sales@hornusa.com, www.hornusa.com

Hungary

HORN Magyarorszag Kft.

H-9027 Gyor, Gesztenyefa u. 4

Tel +36 96 55 05 31, Fax +36 96 55 05 32

E-Mail technik@phorn.hu, www.phorn.hu

GROOVING e PARTING OFF e GROOVE MILLING ¢ BROACHING e PROFILE MILLING ® DRILLING  REAMING

HORN-# F H K
HORN - EXCELLENCE IN TECHNOLOGY

China

HORN (Shanghai) Trading Co. Ltd.

Room 905, No. 518 Anyuan Road, P.R. of China
Putuo District, Shanghai 200060
EBHRIZERES5185905% R4 : 200060

Tel : +86 21 52833505 ; 52833205

Fax : +86 21 52832562

E-Mail: info@phorn.cn, www.phorn.cn

Mexico

HORN HERRAMIENTAS MEXICO

Av. Hércules # 500 Bodega #8

Poligono Empresarial Sta. Rosa

Santa Rosa Jauregui, Querétaro

C.P. 76220

Tel.: +442 291-0321, Fax: +442 291-0915
E-Mail: ventas@phorn.mx, www.phorn.mx

Russia

HORN RUS LLC

121059, Moscow

5 Bryanskaya street

Tel.: +7 (495) 968 21 68, Fax +7 (495) 960 21 68
E-Mail: info@hornrus.com, www.hornrus.com

BLU@COMPETENCE

Alliance Member

Partner of the Engineering Industry
Sustainability Initiative

(ph HORN pil)
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