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EXTENSION OF CBN TOOLS

Machining of sintered materials, hardened steels and superalloys
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AREZE:

BEZ0IEE

THE DIFFERENCE:
MORE POSSIBILITIES

o Bt S SMNHKE S WS URIELE
High cutting performance in super-
alloys and powder metallurgical steels

« KEEEIRFERMIANTRER

Wide range of tools for hard machining

o FERCERMIEE, HABEZ
Perfectly adapted geometries for a wide
range of applications
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(ph HORN plt)

ZRIFILF AL (CBN)

CBNR—MNEM, BEZ , ENEEEZHENENEN . TRERLHHLS , HEENRCBNIKL
RE, KOHAF , #HHORN CBN R EMRENRER AL, EBANMERST LIFER, ER
WEiES  HEEM40%ELF100%, TEDEIAILAZENL , SEBAMERO/LARIR , HEm@mIT 8
REMNAEE. X&ERT —MNEETZNAEEMNE RN TIHIEM.

Polycrystalline Cubic Boron Nitride (PCBN)

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

Machining

EHEMT

NERAHRMURTEREHE_ENEAME , ARRREGET EMYE , IIMALZER. RERNR,
725 T A 0 75 R B RS UM RE JL AT TR RO ST U O 3 N M AT 257 i T o CBNEMRAEIBRIEEME. B
HHEGRS LK, MRADPMMEEHRSE  AUREFENMLRE , XTUARNGEATEENNARNE, B
CBNEAM, YIHIIOLMARIT, SENHENRENIERSNEERR  SBEERE, BENSRERE
BIETEERER. AFERDBER T T EEEHHRIIR.

SEf5l:

20MnCr5/1.7147 (59-61HRC)  X210CrW12/ 1.2436 (60-62HRC) HS6-5-2C / 1.3343 (60-64HRC)
v, = % 180m/min v, = & 140m/min v, = E 125m/min

iR T

VHRCHNSEEMSMAML , EATHEEMHNSTNI. SEMHNAENEANEE—®Z
BXLEHALACBNINT., SEREESHMEDEML , BIVETHRE  ATRRARRI0ER L,

SL40:

GG25 GGG40 GGG-NiCr

(EN-GJL-250/ 0.6025) (EN-GJS-400-15/ 0.7040) 20-3 (EN-GJSA-XNiCr20-2 / 0.7660)
v, = £ 1.800m/min v, = £ 1.200m/min v, = % 600m/min

Hard machining

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

Examples:
20MnCr5/1.7147 (59-61HRC) X210CrW12/ 1.2436 (60-62HRC) HS6-5-2C / 1.3343 (60-64HRC)
v, = up to 180m/min v, = up to 140m/min v, = up to 125m/min

Machining castings

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

Examples:

GG25 GGG40 GGG-NiCr

(EN-GJL-250/0.6025) (EN-GJS-400-15 / 0.7040) 20-3 (EN-GJSA-XNiCr20-2 / 0.7660)
v, = up to 1.800m/min v, = up to 1.200m/min v, = up to 600m/min
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AT (nh HORN pil)

Machining

REMMT

EROPR , BFENDAERR | ERE-EXBRERBREEIYREEHENEFNEIE. BEREE
RATEE (>70 HRC) MANNHEFRNBRAZBNRRNEEEEDERN. ATCBNHNSREE , T
WHENER, ERREAESMAL , TRAXNESWIESS , MATIEIREHBAILURS | YI5IEEE 7] MR
REME=fF. Nt , HINLARRFZEZERINRLAMRIT. XEEAZANEMITRE , BERERE,
BEBERIBPHREER,

SEfI:

SINT D11 (120HB) SINT D39 (150HB) SINT C42 (170HB)
v, = ZE 390 m/min v, = £ 260 m/min v, = ZE 220 m/min
RESSHTBRSSHMI

REGSANAMBRESHMTESE L PREEK, XEMRUSHRONM, CENRAMETESRHETNT
M=, DEERANMDHZEER. XEMBHMNIAENSLRAPTRERIIKE. CBNEIHIMH AT UERXA
BBHEFERE, BAREENTHN , CEBEEMNINE , BERTEENRARERE.

*E 0 TSE40:
Inconel 718 (NiCr19NbMo / 2.4668) XBNiCrTiMoV26-15 (1.4944)
v, = & 300 m/min v, = £ 400 m/min

Sintered steel machining

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

Examples:
SINT D11 (120HB) SINT D39 (150HB) SINT C42 (170HB)
v, =up to 390 m/min v, =up to 260 m/min v, =up to 220 m/min

Machining of Nickel-based and Superalloys

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

Example of finishing:

Inconel 718 (NiCr19NbMo / 2.4668) XBNiCrTiMoV26-15 (1.4944)
v, = up to 300 m/min v, = up to 400 m/min
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AT (ph HorN TIR)

Boring and Profiling

Supermini®

BRI Boring and Profiling
f£F CBN with PCBN

- MR ZEH - Hard Turning

- BHEM BN T - Machining castings

- RENTERESR - Sintered steel and Superalloys

99



ERL MBI

Boring and Profiling

(ph HORN plt)

AR

Insert

&0 A

CBNJI &
PCBN tipped

105

Bore @ from

R=HFE-MHE

R = right hand version shown

Fmis

Part number

R/L105.1813.00.1.2.B
R/L105.1813.01.1.2.B
R105.0513.0.3.B

R/L105.1813.01.0.3.B
R/L105.1813.02.0.3.B
R/L105.1813.01.1.3.B
R/L105.1813.02.1.3.B
R105.0519.1.4.B

R/L105.1815.01.1.4.B
R/L105.1815.02.1.4.B
R/L105.1815.01.2.4.B

0.05
0.10
0.15
0.10
0.20
0.10
0.20
0.20
0.10
0.20
0.10

L=k FR

L = left hand version

1.3 1.7 14
1.3 1.7 14
1.3 27 25
1.3 27 2.4
1.3 27 24
1.3 27 24
1.3 27 24
1.5 3.7 3.4
1.5 3.7 34
1.5 3.7 3.4
1.5 3.7 34

NN NN NN NN N NN

AEEF EE AAE /A x BREBR/BEER

R %47 : mm
Dimensions in mm
SEBIRELE

State R or L version
BERHESRY

Further sizes upon request

100

2mm

N

N N oo

12
10
10
10
15

25
25
25
25
25
30
30
25
25
25
30

(1

B&TIHF
for Toolholder
fidhos H105
Type HC105
B105
VDI
B105C
B105TS
IR105
AlH
N
1SO #HHHEE
ISO Mat. Code
H .
YIHIZH | 116
Cutting data page 116
tmax Dmm a =4 2]
- | @
m | m
o | O
0.2 2 18° AA | AID
0.2 2 18° AA | AID
0.1 B &’ A
0.2 3 18° AL | AID
0.2 3 18° A/A | AA
0.2 3 18° A/D | AlD
0.2 B 18° A/A | AA
0.1 4 &P A
0.2 4 18° A/A | AIA
0.2 4 18° A/A | AD
0.2 4 18° A/A | AA




AT (ph HorN TIR)

Boring and Profiling

AR 105
Insert
AEo B8 Bore @ from 5mm
CBNJI &
PCBN tipped A TIAF
for Toolholder
fidhos H105
Type HC105
B105
VDI
B105C
B105TS
IR105
AlH
© N
1SO ML
ISO Mat. Code
: + [l
R=AFE-MH L=EFH IEISEH T 116
R = right hand version shown L = left hand version Cutting data page 116
Fmis r f a d b 5 Iy to D, a o | v
Part number ol 2
o | O
R105.0523.2.5.B 0.20 23 4.7 4.4 7 15 30 0.10 5.0 5° A
R/L105.1823.01.1.5.B 0.10 2.3 4.4 4.4 7 10 25 0.20 5.0 18° AA | AlA
R/L105.1823.01.2.5.B 0.10 23 4.4 4.4 7 15 30 0.20 5.0 18° A/A | AD
R/L105.1823.02.1.5.B 0.20 23 4.4 4.4 7 10 25 0.20 5.0 18° A/A | AIA
R/L105.1823.02.2.5.B 0.20 23 4.4 4.4 7 15 30 0.20 5.0 18° A/A | AD
R/L105.1823.15.3.5.B 0.15 2.3 4.4 4.4 7 20 35 0.30 5.0 18° A/A | AlA
R105.0533.2.6.B 0.20 3.3 5.7 6.5 7 15 30 0.15 6.0 5° A
R/L105.1833.15.1.6.B 0.15 3.3 5.7 5.3 7 10 25 0.30 6.0 18° A/N | AIA
R/L105.1833.01.2.6.B 0.10 3.3 5.7 6.5 7 15 30 0.20 6.0 18° A/A | AD
R/L105.1833.02.2.6.B 0.20 3.3 5.7 5.3 7 15 30 0.30 6.0 18° A/N | AIA
R/L105.0533.3.6.B 0.20 3.3 5.7 .5 7 20 35 0.15 6.0 s AlA
R/L105.1833.15.3.6.B 0.15 3.3 5.7 5.3 7 20 35 0.30 6.0 18° A/N | AIA
R/L105.1833.15.4.6.B 0.15 3.3 5.7 £ 7 25 40 0.30 6.0 18° A/A | AID
R105.0540.2.7.B 0.20 4.0 6.4 6.0 7 15 30 0.15 6.8 5° A
R/L105.1840.02.2.7.B 0.20 4.0 6.4 6.0 7 15 30 0.30 6.8 18° A/D | AN
R/L105.1840.02.3.7.B 0.20 4.0 6.4 6.0 7 20 35 0.30 6.8 18° A/A | AlID
R/L105.1840.15.4.7.B 0.15 4.0 6.4 6.0 7 25 40 0.30 6.8 18° A/D | AN
CEFIEE AE /4B xBEER/BEER
R &4 : mm
Dimensions in mm
SEBARELE
State R or L version
BRERMESZRY

Further sizes upon request
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ERL MBI

Boring and Profiling

(ph HORN plt)

AR

Insert

&0 A

CBNJI &
PCBN tipped

Bore @ from

R=HFE-MHE

R = right hand version shown

105

L=kFH

L = left hand version

1.3
1.3
1.3
1.3
1.3
1.3
1.5
1.5
1.5
1.5

FRIS r
Part number
R/L105.1813.00.1.2.BA 0.05
R/L105.1813.01.1.2.BA 0.10
R/L105.1813.01.0.3.BA 0.10
R/L105.1813.01.1.3.BA 0.10
R/L105.1813.02.0.3.BA 0.20
R/L105.1813.02.1.3.BA 0.20
R/L105.1815.01.1.4.BA 0.10
R/L105.1815.02.1.4.BA 0.20
R/L105.1815.01.2.4.BA 0.10
R/L105.1815.02.2.4.BA 0.20

CEFI e A4A/4R x REBR/REER

RS #4 : mm

Dimensions in mm

JERARSLE

State R or L version

BRERUESRY

Further sizes upon request

102

.7
1.7
27
27
27
2574
3.7
3.7
3.7
3.7

1.4
1.4
24
24
24
24
3.4
3.4
34
34

NN NN N NN NN N

2mm

25
25
25
30
25
30
25
25
30
30

(1

BE I
for Toolholder
fidhos H105
Type HC105
B105
VDI
B105C
B105TS
IR105
AlH
N
1SO ML
ISO Mat. Code
» [l s
IEISEH T 116
Cutting data page 116
tmax Dm\n
0.2 2
0.2 2
0.2 &
0.2 3
0.2 3
0.2 3
0.2 4
0.2 4
0.2 4
0.2 4

18°
18°
18°
18°
18°
18°
18°
18°
18°
18°




ERL MBI

Boring and Profiling

(ph HORN plt)

AR

Insert

AEo B8 Bore @ from

CBNJI &
PCBN tipped

105

R=AFE-MH L=EFH

R = right hand version shown

Fmis r f
Part number
R/L105.1823.01.1.5.BA 0.10 23
R/L105.1823.02.1.5.BA 0.20 2.3
R/L105.1823.01.2.5.BA 0.10 23
R/L105.1823.02.2.5.BA 0.20 23
R/L105.1823.15.3.5.BA 0.15 23
R/L105.1833.15.1.6.BA 0.15 3.3
R/L105.1833.01.2.6.BA 0.10 3.3
R/L105.1833.02.2.6.BA 0.20 3.3
R/L105.1833.15.3.6.BA 0.15 3.3
R/L105.1833.15.4.6.BA 0.15 3.3
R/L105.1840.02.2.7.BA 0.20 4.0
R/L105.1840.02.3.7.BA 0.20 4.0
R/L105.1840.15.4.7.BA 0.15 4.0
CERFIEE A4E/4E xBEER/ RESR

R %24 : mm

Dimensions in mm

EHARSHLE

State R or L version

BERHESRY

Further sizes upon request

L = left hand version

44
44
44
44
44
5.7
5.7
5.7
5.7
5.7
6.4
6.4
6.4

4.4
44
4.4
4.4
4.4
5.3
5.3
5.3
5.3
5.3
6.0
6.0
6.0

NN NN N NN NN NN NN

5 mm

10
10
15
15
20
10
15
15
20
25
15
20
25

25
25
30
30
35
25
30
30
35
40
30
35
40

BE I

for Toolholder

fidhos H105

Type HC105
B105
VDI
B105C
B105TS
IR105
AlH
N

1SO ML

ISO Mat. Code

p I s

IEISEH T 116
Cutting data page 116

tmax Dmm
0.2 5.0
0.2 5.0
0.2 5.0
0.2 5.0
0.3 5.0
0.3 6.0
0.3 6.0
0.3 6.0
0.3 6.0
0.3 6.0
0.2 6.8
0.3 6.8
0.3 6.8

18°
18°
18°
18°
18°
18°
18°
18°
18°
18°
18°
18°
18°
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ERL MBI

Boring and Profiling

(ph HORN )

k&
Insert
107/108/111/11P/114

T/ Page
106-107
i gU§§k T1/Page
Cutting Data 116

104



ERL MBI

Boring and Profiling

(ph HORN plt)

Mini

MBI
{£H CBN

- BRI

- AT

- BERABREES

Boring and Profiling
with PCBN
- Hard Turning

- Machining castings

- Sintered steel and Superalloys
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Boring and Profiling

Insert
AEo B8 Bore @ from 6.8 mm
CBNJI &
PCBN tipped
P maDH
for Toolholder
mE  B107
Type B108
o B111
S B11P
B114
HC114
°
w '
A
2] .
1SO ML
ISO Mat. Code
H .
R=HBFH-EA L=EFH YIHIZH | 116
R = right hand version shown L = left hand version Cutting data page 116
RS s f a r d D, a o | w
Part number ol 2
o | O
R107.0537.02.B 3.30 3.70 6.30 0.20 5.2 6.8 5° A
R/L107.1837.01.B 3.30 3.70 6.30 0.10 5.2 6.8 18° AA | AID
R/L107.1837.02.B 3.30 3.70 6.30 0.20 5.2 6.8 18° A/A | AD
R108.0547.03.B 3.50 4.65 7.65 0.30 6.0 7.8 5° A
R/L108.1847.03.B 3.50 4.65 7.65 0.30 6.0 7.8 18° AlA | AA
R/L108.1847.15.B 3.50 4.65 7.65 0.15 6.0 7.8 18° A/A | AlD
R111.0557.03.B Bl5 5.70 9.70 0.30 8.0 10.0 5° A
R111.0567.03.B 3.95 6.70 10.70 0.30 8.0 11.0 5° A
R/L/11P.1859.03.B 4.20 5.90 9.40 0.30 7.0 9.8 18° A/A | AIA
R/L11P.1859.15.B 4.20 5.90 9.40 0.15 7.0 9.8 18° AN | AID
R114.0572.04.B 5.30 7.25 11.75 0.40 9.0 125 5° A
R/L114.1872.02.B 5.30 7.25 11.75 0.20 9.0 12.5 18° AlA | Ala
R/L114.1872.04.B 5.30 7.25 11.75 0.40 9.0 125 18° AlA | A/A
CERFIEE A4E/4E xBEER/ RESR
R %24 : mm
Dimensions in mm
EHARSHLE
State R or L version
BERHESRY

Further sizes upon request
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ERL MBI

Boring and Profiling

(ph HORN plt)

AR

Insert

&0 A

CBNJI &
PCBN tipped

R=GFH-MH

R = right hand version shown

Fmis

Part number

R/L107.1837.01.BA
R/L107.1837.02.BA
R/L108.1847.15.BA
R/L108.1847.03.BA
R/L11P.1859.15.BA
R/L11P.1859.03.BA
R/L114.1872.02.BA
R/L114.1872.04.BA

107/108/11P/114

Bore @ from

33
3.3
3.5
3.5
4.2
4.2
53
5.3

L=k FR

L = left hand version

3.70
3.70
4.65
4.65
5.90
5.90
7.25
7.25

“ERFIEE ANB/ 4B x BREER/BEER

RI &4 : mm
Dimensions in mm
JERARSELE

State R or L version
BRERUESRY

Further sizes upon request

6.30
6.30
7.65
7.65
9.40
9.40
11.75
11.75

6.8 mm

0.10
0.20
0.15
0.30
0.15
0.30
0.20
0.40

5.2
52
6.0

7.0
7.0
9.0
9.0

BE I

for Toolholder

BME  B107

Type  B108
B11P
B114
HC114

1SO ML
ISO Mat. Code

p i s

IEISEH T 116
Cutting data page 116

12.5
12.5

18°
18°
18°
18°
18°
18°
18°
18°




YifE

i (ph HORN )
Grooving
k&
Insert
229
ﬁ/Page
110-111
BJHJ§§& T1/Page
Cutting Data 117
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Grooving

229

{EACBN Turning with PCBN
- MR ZEH - Hard Turning
- HEMR T - Machining castings

- BREMNBRES - Sintered steel and Superalloys

109



ik ]

Grooving

(ph HORN plt)

AR 229

Insert
FRAR Depth of groove up to 18 mm
Width of groove 3-6 mm
CBNJI &
PCBN tipped
30,4 30,6
) =}
~ ~

- ~
2 ) |
g ¢ —
R S

E 3-5mm TR 6 mm

Width 3 - 5 mm Width 6 mm
FRES w '
Part number
229.0300.22.B B 0.2
229.0300.24.B 3 0.4
229.0400.22.B 4 0.2
229.0400.24.B 4 0.4
229.0500.22.B 5 0.2
229.0500.24.B 5 0.4
229.0600.24.B 6 0.4
229.0600.26.B 6 0.6
CERFIEE A4B 4B x REZER/REER

R %4 : mm

Dimensions in mm

WAIRN T A ATRTAFMEFRIF

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

Further sizes upon request

110

—
B& T
for Toolholder
i 210
Type 218
226
219
213
214
849
R/LA210
R/LA226
225
257
1SO ML
ISO Mat. Code
H .
YIEISEH | 117

Cutting data page 117

RYME

Size

CB10
CB35

03
03
04
04
04
04
05
05

== L
[ S S S S S




ik ]

Grooving

(ph HORN plt)

AR 229

Insert
FRAR Depth of groove up to 18 mm
Width of groove 3-6 mm
CBNJI &
PCBN tipped
30,4 30,6
) =}
~ ~

~ ~
2 () |
g ¢ —
R e

E 3-5mm TR 6 mm

Width 3 - 5 mm Width 6 mm
FRES w '
Part number
229.0300.22.BA B 0.2
229.0300.24.BA 3 0.4
229.0400.22.BA 4 0.2
229.0400.24.BA 4 0.4
229.0500.22.BA 5 0.2
229.0500.24.BA 5 0.4
229.0600.24.BA 6 0.4
229.0600.26.BA 6 0.6
CERFIEE A4B 4B x REZER/REER

R %4 : mm

Dimensions in mm

WAIRN T A ATRTAFMEFRIF

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

BRERUESRY

Further sizes upon request

—
B& T
for Toolholder
i 210
Type 218
226
219
213
214
849
R/LA210
R/LA226
225
257
1SO ML
ISO Mat. Code
YIEIsEH | 117

Cutting data page 117

RY#

Size

03
03
03
03
04
04
05
05

>>p>B> > > B> > CHIG

1M



YifE

I HORN ph
Grooving (l] 1 )
pibay
Insert

ﬁ/Page

114-115
mgU§§k T1/Page
Cutting Data 117

12
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Grooving

315

t)#& £H CBN Turning with PCBN
- MR ZEH - Hard Turning
- BHEM BT - Machining castings

- BREMNBRES - Sintered steel and Superalloys
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ik ]

Grooving

(ph HORN plt)

AR 315

Insert
FRAE Depth of groove up to
ﬁ ﬁ Width of groove
CBNJI &
PCBN tipped
8
S !
2
I
R=AFE-MH L=EFH
R = right hand version shown L = left hand version
Fmis w r
Part number
R/L315.0532.01.B 0.5 0.10
R/L315.1032.01.B 1.0 0.10
R/L315.1532.15.B 1.5 0.15
R/L315.2032.02.B 2.0 0.20
R/L315.2532.02.B 25 0.20
R/L315.3032.02.B 3.0 0.20
R/L315.4054.02.B 4.0 0.20
CERFIEE AAA/4E x BEER/REER
RI#4 : mm

Dimensions in mm

114

5 mm
0.5-4 mm

1.1
2.0
3.0
4.0
5.0
5.0
5.0

3.2
3.2
3.2

3.2
3.2
3.2

BE I

for Toolholder

S 356
Type 333
1SO #HHHEH
ISO Mat. Code
H .
YIHIZH | 117
Cutting data page 117
R#% oy
om om
o | o
03 AlA | A/A
03 AlA | AlA
03 AlA | A/A
03 AlA | AlA
03 AlA | AlA
03 AlA | AlA
03 AlA | A/A
ERRUESRT

Further sizes upon request



YifE

Grooving

(ph HORN plt)

AR

Insert

HRAE
i b

CBNJI &
PCBN tipped

W 0,02

R=HFE-MHE

R = right hand version shown

FRES
Part number

R/L315.0532.01.BA
R/L315.1032.01.BA
R/L315.1532.15.BA
R/L315.2032.02.BA
R/L315.2532.02.BA
R/L315.3032.02.BA
R/L315.4054.02.BA

315

Depth of groove up to
Width of groove

0.5
1.0
1.5
2.0
25
3.0
4.0

L=k FR

L = left hand version

0.10
0.10
0.15
0.20
0.20
0.20
0.20

AR I AAE4A x BEBR/BEER

R~F#47 0 mm

Dimensions in mm

5 mm
0.5-4 mm

1.1
2.0
3.0
4.0
5.0
5.0
5.0

3.2
32
3.2

3.2
3.2
3.2

BE I

for Toolholder

S 356
Type 333

1SO ML
ISO Mat. Code

p I s

YIEIsEH | 117
Cutting data page 117

RYA#E 9]
5
03 AlA
03 AlA
03 AlA
03 AlA
03 AlA
03 AlA
03 AlA
RERUESRY

Further sizes upon request
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YIE13 % Supermini 1 Mini
Cutting Data Supermini and Mini

(ph HORN pl)

f

n

R MR | R Ve (mm/trs) g picEAl
Material Substrate | Application m/min (mm/giro) (mm) Coolant
SEREA - Pl @2-@4 | 80-140 | 0,01-0,03 | 0,01-0,05 | m=y
Hardened Steel - without interrupted cut | CB10 YIH®
45-65 HRC >34 90-150 | 0,02-0,05 | 0,02-0,15 | Emulsion/Air
H
SEREAN - MRS @2-@4 | 90-150 | 001-0,03 | 0,01:0,05 | .
Hardened Steel - with interrupted cut CB35 );I:\'
45-65 HRC >4 100-160 | 0,02-0,05 | 0,02-0,15
=+ . H - - - -
o ?Qn’ B (f5lm: Sint D11) CH1G 22 - @4 80-280 | 0,02-0,10 | 0,02-0,12 D
intered steel, soft CB35 E
<220 HB >0 4 100-390 | 0,02-0,18 | 0,02-0,40
R "GG" (GJL) @2-34 |300-1000 | 0,02-0,10 | 0,02-0,45 | NMI®/
Grey cast iron CB35 ®=
< 240 HB >4 400-1200 | 0,03-0,18 | 0,02-0,40 | Emulsion/Air
& ,GGV* (GJV) @2-@4 | 150-650 | 0,02-0,07 | 0,02-0,12 | tIHIRK/
Grey cast iron CB35 "=
220-300 HB >4 200-700 | 0,02-0,13 | 0,02-0,35 | Emulsion/Air
T4 ,GGG" (GJS) CH1G | D2-D4 | 140-400 | 0,01-0,05 | 0,01-0,25 | EIHIH/
Grey cast iron m=
220-300 HB CB35 | >g4 | 180-550 | 0,02-0,11 | 0,02-0,32 | Emulsion/air
@2 - P4 50-110 |0,01-0,025| 0,01-0,05 I
ADI (#1, / hardened) CH1G Bl
>34 80-130 | 0,01-0,06 |0,015-0,25| =mvson
BEASHBRBASH @2 - @4 140-250 | 0,01-0,03 | 0,01-0,06 YIEI&
Nickel based and Superalloys CH1G E(IEJIE)
. muilsion
. FEIL / Finishing >@4 | 180-350 |0,01-0,045| 0,01-0,18 | (High pressure)
@2-@4 | 60-200 |0,01-0,025| 0,01-0,04 | HIHIA
S RE I CH1G (BE)
fanium (pure). Titanium alloys >@4 | 100-300 | 0,01-0,05 | 0,01-0,08 | (un mion

116

(High pressure)



tIHIS 5 251 229 # 315
Cutting Data Systems 229 and 315

(ph HORN plt)

fn
e MR |NA % (mm/trs) ap o
Material Substrate | Application m/min | (mm/giro) (mm) Coolant
YERA TR
VEREAN - EL N GE;ooving in solid 80-140 ) 0,02-0,06 . w=/
Hardened Steel - without CB10 o0 YIHI&
interrupted cut BERYIE , MmE AT ,10- Emulsion/Air
H Panrtial cut, Side turning 90-150 | 0,03-0,08 0,25
" V&R TR
RN - BTEE Hl GErooving in solid SOHSY | GRS . W=
Hardened Steel - with inter- CB35 070 ‘Air
rupted cut BEIE, MEMT g U=
Panrtial cut, Side turning 100-16010,03-0,08 0,25
R, B TEATRAEMR ¥ y ;

p (B SintD11) CH1G Grooving in solid 100-280) 0,03-0,15 e
Sintered steel, soft CB35 BERL Y| , M@ HnT 0,10- Emulsion
<220 HB Pannial cut, Side turning 100-39010,03-0,20 0,65

A YA TR MR 400- .
X "GG" (GJL) Eisvirng 7 i 1000 |0:05-0.30 - HlBI
Grey cast iron CB35 BHUE MEML 200- m=
SEIULE Panrtial cut, Side turning 1200 0,05-0,45/0,10-1,0 | Emulsion/Air

z YA TRAEME .
(;U_‘%* GtGV (GJS) cB35 GE:ooving in solid 200-65010,03-0,15 - wﬂg“f/
rey cast iron W=
5 BEBLIEI , ME T 0,05- -
220-300 HB Paﬂmal out, Side turning 200-70010,03-0,20 0.75 Emulsion/Air
. YA TRAEME .
TS "GGG (GJS) CH1G GErooving in solid 180450/ 0,03-0,15 : R
Grey cast iron CB35 BEHOE WEMT 0.05- =
220-300 HB Panrtial ot adel e 180-600 | 0,03-0,20 0',70 Emulsion/Air
YR TRAME
ADI (A / hardened) | CH1G snonphza | T BORAIE - THIR
ardene :
BEOH WEML | 55130 003010 205 | FmE
Partial cut, Side turning ? ? 0,65
REASNBRA SN TRATAENH - - - U
Nickel based and Superalloys CH1G rooving in soll (%‘E)
BT N Emulsion
| T 0,02- .
s Finishing %Pﬁﬁz]ﬁ{ ’Si{ggﬁrﬂung 180-350 | 0,02-0,07 020 (High pressure)
YERTRAEME B3
ﬁ: (ﬁ ) ,ﬁéﬁ . GErooving in solid 80-250 | 0,02-0,04 : w—fji—:;ﬁ
Titanium (pure), Titanium CH1G BEHUE  WEML 003 E(m'E] Is"o)n
,03- ulsi
alloys P;rtial cut, ,Side turning 100-30010,02-0,08 0,30 (High pressure)

17
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BEZEEERLEAR I T HA

Further information can be found in our catalogue
Ultra Hard Cutting Materials.

- QW - W - @mW - GRsEM - A - &M

EmRinT
£RIAFCBN

Ultra Hard Cutting Materials

Diamond and Cubic Boron Nitride

2020 (plt HoRN D)

GROOVING » PARTING OFF » GROOVE MILLING * BROACHING ¢ PROFILE MILLING » DRILLING * REAMING
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