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Ppe3epHble CUCTEMbI
Milling Systems
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HoBeble katanorn HORN - macliTa6bl Baliei NPOU3BOAUTENBHOCTH.

Hawm MHCTpyMeHTbl MpefnaraloT Bam Bce, OT OTAENbHbIX AeTaned OO0 CEepurHOrO NPOM3BOACTBA, Kak Ans
CTaHAAPTHbIX, Tak U ANs creuuanbHbIX MPYMEHEHU,

BbICTPbIE, IKOHOMUYHBIE U BbICOKOKAYECTBEHHBIE PELLEHUS.

Tenepb Mbl 4OGaBWNY B HALLK HOBbIE KaTariorn MUp Hallein 06paboTku pe3aHueM CTaHAapTHLIMU MHCTPYMEHTaMU.

- O6paboTka kaHaBoOK

- Cwuctema Supermini n Mini ans menkopa3mepHoin 06paboTku
- MogyrnbHas ocHacTka

- CBepxTBep/ble pexylive MaTepuarb!

- ®pesepHble CUCTEMbI

- CBeprieHve 1 pasBepTbiBaHUe OTBEPCTUIA

- TBeppocnnasHble KOHLUEBbIe hpesbl

- TokapHasi o6paboTka c Boehlerit

- ®pesepoBaHue ¢ Boehlerit

B kaxpom katanore krnaccudukauus no paboumm onepaumsiv B 3aBUCYMOCTU OT TvMa NpOAyKLMU oBneryut Bam
onepaTuBHbI NOUCK U3AENUI, ONUCAHHbIX B COOTBETCTBUM C 3aka3oM. [Mpu BbIGope MHAMBMAYarbHBIX NapaMeTpoB
pesaHusi B NOMOLLb NPUBOAATCS MHOTOYMCHEHHbIE Tabnuubl C MPOBEPEHHbIMM Ha MPaKTVKE SMMVMPUYECKUMM
3HAYEHUAMK.

Lwall  Mplos Hon Mg/

Lothar Horn Markus Horn Matthias Rommel
ynpaensioLLmin ANPEKTop ynpaensioLLmin ANPEKTop yNpaensioLLmin ANPEKTOp
Paul Horn GmbH Paul Horn GmbH Paul Horn GmbH

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.

gﬁw /4‘% %&@ /é”’ 7 615/

Lothar Horn Markus Horn Matthias Rommel
Managing Director Managing Director Managing Director
Paul Horn GmbH Paul Horn GmbH Paul Horn GmbH



CopnepxaHue / Index

Cucrema DC dpesepoBaHue KaHaBOK U pe3bbodpesepoBaHue
System DC Groove Milling and Thread Milling Cutter

Ppe3epoBaHMe KaHABOK M306 / M308 / M311 / M116
Groove Milling M313 / M328 / M332 / M335
Ppe3epoBaHMe KaHaBOK M275

Groove Milling

PpesepoBaHNe KaHaBOK 380/ 381
Groove Milling

Ppe3epoBaHMe Na3oB M101
Slot Milling

Ppe3epoBaHMe KaHaBOK 1 na3oB 382 /383 / M310
Groove and Slot Milling

Pe3bb6ocpesepoBaHue M275 / M306 / M308 / M310
Thread Milling M311/ M313 / SM328 / 380

3ybope3Hoe ¢hpe3epoBaHue
Gear Milling

®PpesepoBaHue T-o6pa3HbIx nazos M311/M313 / M328
Milling of T-Slots M406 / M409

TexHn4yeckume peKkoMeHOauunmn
®pe3sepoBaHMe KaHaBOK METOAOM KPYroBON MHTEPNONALUU
Technical Instructions Groove Milling (by Circular Interpolation)

MonuroHanbHoe ppesepoBaHne M275/ 381
Polygon Millling

BuxpeBoe Hape3aHue pe3bbbl, MOAYybHas
ocHactka, HORN Turbowhirling®
Thread Whirling, Modular Thread Whirling, HORN Turbowhirling®

Cuctema DA / DAH nnynxepHoe ¢pesepoBaHmne u ppesepoBaHme ¢
BbLICOKUMM NoAayaMu M

System DA / DAH Plunge and High Feed Milling
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anBep)KeHHOCTb Ka4yeCcTBYy U CoxpaHeHue
dKosrnormm

CtaHgapTbl KayecTBa BbII'IyCKaeMOVI npoayKkunn uernnkom
N NOJIHOCTbHO COOTBETCTBYHOT Tpe6OBaHVI$|M HaLnx
3aKka34mkoB. /IX MHEHME HEOCMOPMMO MMEET peLuatoLLee
3Ha4YyeHune.

CoTpyOHVKKN SIBASIKOTCA ANst HAC OCHOBHOW LIEHHOCTbIO.
Bbicokass  kBanudpmkaums 1M npodpeccuroHasnbHas
KOMMNETEHTHOCTb — HEeOo6XoAuMble KavecTBa KaXgoro
cneumanuncta. OHM 4OMKHbI MOCTOSIHHO NOAAEPKUBATLCS
N COBEPLLEHCTBOBATLCS.

Hawa 3agava — O6Hapy)KI/ITb noTeHumanbHble OLIMOKK
[0 MOMEHTA UX BO3HMKHOBEHMS 1 UCMOSb30BaTh AAaHHbIN
OnbIT B Ka4eCTBe Nnoaxoada K ,u,aanelhmemy NOCTOAHHOMY
ynyylweHUo BCcex Npon3BoACTBEHHbIX MPOLEeCCOoB. Haww
nesuns; «CoBepLUEHCTBO Npexae Bcero!»

Mbl nocTosiHHO pabotaem Hag Tem, 4ToObl NoBbIWATh
3(PPEeKTUBHOCTb  Hallelh  CUCTEMbl  ynpaBreHus,
CBOEBPEMEHHO  pacno3HaBaTb BO3MOXHbIE  PUCKW,
KOHLEHTPUPYSICb Ha MEPCNEKTUBHBLIX PELUEHUSX, U Ha
OCHOBE 3TOro paspabaTbiBaTb MepbI, HanpaBneHHbIe Ha
NX MOUCK.

Mbl onpenensieMm aKonorMvyeckue acrnekTbl BCEX BWOOB
Hallen OeATenbHOCTM, MPOoAYKLMU U YCIyr, OLeHuBasi,
B KaKoW CTemneHn OHM MOTyT OKasblBaTb BO3AEWCTBIE Ha
OKpY)XaloLLyto cpedy UM C y4eToM 3TOro hopMynupyem
3KOMOrnyeckme Lenm 1 aKoornyeckyo nporpammy.

Haluy skonorvyeckue nokasaTten OpUeHTMpOBaHbl Ha
MaKCMMarbHO BO3MOXHOE COKpalleHWe YPOBHS Liyma,
3arpAsHALLMX BO3AYX BELLECTB, OTXOA0B, CTOYHbIX BOA,
N Ha cBepexeHne pPecypcoB, Takux Kak aHeprus 1 Boga.

Bnarogaps Hallen cucteme 3KONOrM4ecKoro
MEHe)KMEHTa OXpaHa OKpy>XXaloLLen cpefbl HaxoauTcs
nog, NOCTOSIHHLIM KOHTPOIEM U COBEPLLEHCTBOBAHNEM.

COOTBETCTBUE 3aKOHOAATENBLCTBY SBMASETCS KIOYEBbLIM
PaKTopoM  (PYHKLUMOHMPOBAHWUSI  Hallen  CUCTEMbI
3KONIOrMYECcKOro MeHemxkMeHTa. Ha ero ocHoBaHuu
OCyLLEeCTBMAETCH HenpepbIBHOE pa3BuTne "
ONTMMMU3aLUSA CUCTEMbI IKOJIOIMYECKOrO MEHEMKMEHTA.

Mbl npuBEpP)XEHbI 3HEPreTUHECKOM MONUTUKE, KOoTopas
OTBeYaeT KaK 3akoHoAaTellbHbIM Tpe6OBaHVI$|M n

n ,D,O6DOBOJ'IbelM obsizaTenLcTBamM NPOMBbILUTTEHHbIX
COK30B, TaK W 3KOJIOrTM4eCKMM W1 3KOHOMUYECKUM
Tpe6OBaHl4ﬂM. Mbi 06$|3yeMC$| NMOCTOAHHO NMPOBEPATb U
ynydwatb dHepretu4yeckme acnektbl U 3HepreTndeckme
nokasarernu.

[ns onepaTuBHOM peanu3aumMm Halen 3SHepreTuyecKkomn
MONMUTMKA N ONTMMU3ALMN HALUMX NMPOLECCOB B OTHOLLEHUN
achdeKkTMBHOro obOpalleHNss C 3Hepruet Mbl BHeapUnu
cuctemy yrnpaBneHus 3HepronoTpebneHem B
COOTBETCTBUMU @ ISO 50001.
MeHexep No SHepreTMke B KayecTBe KoopAauHatopa U
COOTBETCTBYWLUMA OTAEN C OTBETCTBEHHbIMM NULLAMM
obecneymBaloT BCEOXBATLIBAKOLLEE aKTMBHOE MpUOOLLEHNE
BCEX COTPYAHUKOB KOMMAHUU K YKa3aHHOW BbILLE MOSIUTUKE.

Quality and Environment Commitment

Our customers set the standard for our quality. Their
opinion of our products is crucial.

Our employees are one of our most important assets.
Excellent qualifications and social skills are a prerequisite
and it is vital that they are constantly maintained and
developed.

We aim to detect potential errors early on in the process
and use them as an impetus to eliminate their causes
and for further and continuous improvement. "Right first
time!" is our motto.

We are constantly working to improve the effectiveness
of our management system. We identify potential risks
and opportunities and develop measures to improve
them.

We identify the environmental aspects of all activities,
products and services and assess the extent to which
these can lead to significant ecological impacts, then
derive objectives and an environmental programme.

Our environmental performance is designed to reduce
noise, air pollutants, waste and waste water as much as
possible and to conserve resources such as water and
energy.

Our environmental management system continuously
monitors and improves environmental protection.

Legal compliance is an essential element of our environ-
mental management system, which is continuously
developed and optimised.

We are comwmitted to an energy policy that is in line with
both legal requirements and the voluntary commitments
of industry associations and which meets ecological
and economical requirements. We are also committed
to continually reviewing and improving energy-related
aspects and performance.

We have implemented an energy management system
in accordance with ISO 50001 in order to implement our
energy policy and optimise the processes in our company
with regard to the efficient use of energy. We ensure the
comprehensive, active involvement of all employees
through an energy manager, who acts as a coordinator,
and a network of employees who share information.
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¢p93bl C TaHreHUmasibHbIM KpenjieHnem

nnactuH M406 / M409
Tangential Milling

ﬂOHOHHMTeanbIe npuHaaneXxHoCTu
Additional Equipment




Cuctema DC
System DC

Pe3bbogdpesepoBarme
Thread milling

LlenbHas
TBEpAoCnaBHas

pe3bboHapesHas dpesa
Thread milling cutter solid
carbide

DCG

LlenbHas
TBEpAocnnaBsHas dpesa

ans 0bpaboTkM KaHaBOK
Groove milling cutter solid
carbide

DCR/DCN/DCX

LlenbHas
TBEpAocnnaBHasa dpesa

AN CHATUS dhacku
Chamfering endmill solid
carbide

DCF

TexHuyeckue

pekomMmeHaaunn
Technical instructions

®pesepoBaHne kaHaBOK NONMHbIN  Ppe3epoBaHue KaHaBOK
paguyc Groove milling
Groove milling Full radius

CrtpaHuual/Page
A3-A8

CTtpaHuua/Page
A9-A11

CtpaHuual/Page
A12

CTpaHuua/pPage
A13-A19

(ph HORN i)
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®pesepoaHie acok
Chamfer milling




Ppe3epoBaHMe KaHaBOK

Groove Milling

l / T
1 = 0 ( B
- | il
®pesepoaHie [TonHbIn pagnyc ®pesepoaHie ®pesepoaHie Topuesoe ®pesepoBaHre
KaHaBOK Full radius OTBEPCTMIA OTBEPCTHI U (hpesepoBaHue nasos
Groove milling Bore milling obpaboTka thacok Face milling Slot milling
Bore milling
and Chamfering
M306 T ) w) 7 Y &) 06
Ds = @9,4/9,6/11,7 mm = | o ¢
XBocToBuk ¢ope3sbl B4-B10 108 m m_
Milling shank ggg K \/ ) = )
CTpaHuua/Page CTpaHuua/Page CTpaHuua/Page CTpaHuua/Page
B11-B13,816-23,826-27 B14, B24 B15, B25, B28-B30 B29
M308 T ) m Y Y &)
Ds = @ 13,4/15,7 mm = : =
XBOCTOBWK hpesbl B34-B39 111 T
Milling shank ggg L W J ‘—’| )
CTpaHuua/Page CTpaHunua/Page CTpanuua/Page
B40-B42,B45-B48,B51  B43, B49 B44, B50, B52
M311 Al T 311 W 3 ) Y ) 611
611 611 0
Ds =@ (15,0)/17,7 Mm 5 |
X_B_OCTOBVIK (pesbl B56-B65 L T L m;
Milling shank L \/ ) )
CTpaHuua/Page CTpaHunua/Page CTpaHuua/Page CTpaHunua/pPage
B66-B69, B72-B73 B70 B71,B75 B74
™
M116 16 w 16 WFB
Ds 2@ 20,4 mm basosas Aepxaska Ans
X_B_OCTOBVIK pesbl B78 '_Tr T Basic holder for
Milling shank k k Y Y 306,308,311,313,328,332
CTpaHuua/pPage CTpaHuua/Page CtpaHuua/pPage
B79-B80 B81 B9,B38,864,891,8121,8140
M313 A w w ) (Y @) 613
Ds =@ 21,7 Mm — 713| 0
XBOCTOBWK hpe3bl B84-B9I2

Milling shank

M328
Ds = @ 24,8/27,7/28,0 mm

XBocToBYK thpesbl B114-B122
Milling shank

M332
Ds = @ 31,7/35,7 mm

XBocToBMK (hpe3bl B136-B141
Milling shank

(ph HORN i)
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Lﬂ[

CtpaHuua/pPage CTpaHuua/Page CTpaHuua/pPage CTpaHuya/pPage
B93-B101, B104-B105  B102 B103, B108, B109 B106-B107, B111
B110
I AR VAR 628 T 768
o L 628 628 0 )
= [ |-
L Qszs) [ ) \_h L ﬂl: ||
e J
CTpaHunua/Page CtpaHuua/Page CtpaHuua/pPage CTpaHuua/Page CTpaHuua/Page
B123 B124-B127,8129-B130  B128, B133 B132 B131
Al ngg ) TV 32) M335 Al T 3% w
= T Ds =@ 34,7 Mm = T
L XBocToBUK (hpesbl B152
\—T Milling shank
/
CTpaHnua/pPage CTpaHuua/Page CTpaHnua/pPage
B142-B143, B145-B149  B144 B153

5



Ppe3epoBaHMe KaHaBOK
Groove Milling

=l ==l

®pesepoBaHne kaHaBOK KaHaBku nog CTOnopHble
Groove milling KonbLa

Circlip grooves

XBOCTOBWK (hpesbl
Milling shank

M275

®dpesa ¢ pe3bboBbIM

XBOCTOBUKOM
Screw-in cutter

M275

HacagHas dpesa
Arbor Mounted Cutter

M275

[wnckoBas dpesa
Disc milling cutter

M275

CtpaHuua/Page
C6

CMeHHas nnacTtuHa %‘D
Indexable insert

S275/RS275 ]

CrtpaHuua/Page
C7-C9

CtpaHnunual/Page
c10

IA

Topuesoe
(bpesepoBaHmne
Face milling

(ph HORN i)




Ppe3epoBaHMe KaHaBOK

Groove Milling

_|eC

®pesepoBaHne kaHaBOK
Groove milling

XBOCTOBWK (hpesbl
Milling shank

380

HacagHas dpesa
Arbor Mounted Cutter

380

MoHobno4yHas

dpesa
Mono Milling Cutter

HSK 380/ABS 380

InckoBas dpesa
Disc milling cutter

381

CMeHHas nnactuHa
Indexable insert

314

KaHaBku noa CTonopHble konbLla
Circlip grooves

D4-D7

CrtpaHuua/Page
D10
CtpaHnunual/Page
D11,D13
CTpaHuua/pPage
D12

(ph HORN i)




dpe3epoBaHue Na3oB

Slot Milling

®pesepoBaHe Nazos
Slot milling

[unckoBas dpesa
Disc milling cutter

M101

HacagHas dpesa
Arbor Mounted Cutter

M101

MnactuHa
Insert

S101

TexHn4yeckue
pekoMeHaauunm
Technical Instructions

1

®pesepoBaHie nasos
Slot milling

=

-

CtpaHuual/Page
E3

h‘\
-

CrtpaHuua/Page
E4-E5

- J

CTtpaHuual/Page
E6-E7

”

CtpaHuua/Page

E8
‘ E3

CrtpaHuua/Page
E9-E10

CTpanuual/Page
E11-E12

(ph HORN i)




Ppe3epoBaHUe KaHaBOK U Na3oB
Groove Milling and Slot Milling

L

®pesepoBaHie kaHaBOK
Groove milling

OunckoBas dpesa
Disc milling cutter

382

HacagHas cdpesa
Arbor Mounted Cutter

383

CMeHHas nnacTtuHa
Indexable insert

314

[unckoBas dpesa
Disc milling cutter

M310

dpesa ¢ pe3bboBbIM

XBOCTOBUKOM
Screw-in cutter

M310

HacagHas dpesa
Arbor Mounted Cutter

M310

CMeHHas nnacTuHa
Indexable insert

S310

T

®pesepoBaHie nasos
Slot milling

o

CTtpaHnunual/Page

CTtpaHuual/Page

11
®
i
Ry

o

CrtpaHuua/Page
F8

—

v

|

CTtpaHuual/Page
F12-F13

' =1

}

|

CrtpaHuua/Page
F14

' =]

/

~—

CtpaHuua/Page
F15-F16

CTtpaHuual/Page
F17

R

CTtpaHuual/Page
F9
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Pe3bbocthpesepoBaHme

Thread Milling

HenonHbIi npodunb
Partial profile

M306
Ds @ 9,6/9,7/11,7 mm

XBoCTOBUK (opesbl G4
Milling shank

M308
Ds @ 13,4/15,7 mm

XBocToBUMK dopesbl G14
Milling shank

M311
Ds @ 17,7 mm

XBoCTOBUK (ppesbl G24
Milling shank

M313
Ds @ 21,7 mm

XBocToBMK dppesbl G32-G33
Milling shank

M328/SM328

Ds @ 27,7 mm

XBOCTOBMK chpesbl G42-G44
Milling shank

M332

Ds @ 31,7 mm

XBocToBMK chpesbl G52
Milling shank

M275
Ds @ 31/38/48/58 mm

XBocTOBUK (ope3bl G58-G59
Milling shank

10

60°

HenonHbIn npodunb
Full profile

HenonHbIin npodhunb/Partial profile
Crpanuua/Page G6-G7,G10

HenonHbin npodunb/Partial profile
CrpaHuua/page G16,G18-G19

311
611

HenonHbin npodunb/Partial profile

Ctpanuua/pPage G26,G29
NI 313
613
Il
60°

HenonHbI NPodub/Partial profile

55°

[TonHbIA Npodunb
Full profile

7Y OGW

MonHbI npodunb/Full profile
CtpaHuua/Page G8

MonHbIn npodunb/Full profile
CrpaHuua/Page G27

MonHblit npodunb/Full profile

Ctpanuua/page G35,G38 Ctpanuua/pPage G36
HenonHbin npodunb/Partial profile
CtpaHuualPage G46,G48
380
Ds @ 44 vm
XBOCTOBYK (hpe3bl G64
Milling shank
HenonHbIin npodiunb/Partial profile
Ctpanuua/page G54
RS275 380
Ds @ 63 Mm
HacapHas dpesa G65
60° Arbor Mounted Cutter
HenonHbin npodunb/Partial profile
CtpaHuua/page G61

(ph HORN i)

306
606

AN

[MonHbIi npodunb/Full profile
Crpanuua/pPage G9,G11

111
608

A

[MonHbI npocunb/Full profile
Crpanuua/pPage G17,G20

[MonHbI# npodmnb/Full profile
Ctpanunua/Page G28

55°

55°

558

N_] 313

[MonHbIi npodunb/Full profile
Ctpanuua/Page G37,G39

AN 328)

[MonHbIi npodunb/Full profile
Ctpanuua/Page G47,G49

314

60°

HenonHbIn npodurb/Partial profile
Ctpanuua/pPage G67




PpesepoBaHUue 3yobLeB

Gear Machining

®pe3sepoBaHue 3ybbeB
Gear milling

MnactuHa
Insert

613/628/632/635

HacagHas cdpesa
Arbor Mounted Cutter

M279

lMnactuHa
Insert

RS279

KoHueBas dpesa
End Mill

DSDS

XBOCTOBUK hpe3sbl
Milling shank

MDG

PexyLas ronoska
Cutter Head

DGF/DGR/DGFF/DGH/
DGK/DGM/DGRR/DGV

[on6nexne 3y6LeB
Gear broaching

CTtpaHnunual/Page

I
@
I
-
o

CrtpaHuua/Page
H14

CrtpaHuua/Page
H15-H16

CrtpaHuua/Page
H20

CTtpaHuua/Page
H24-H27

CrtpaHuual/Page
H28-H35

— bl

YepBsayHbIN Ban
Worm shafts

®pesa ¢ pe3bboBbIM

XBOCTOBMKOM
Screw-in cutter

DAHM25

XBOCTOBUK hpesbl
Milling shank

DAHM25

CMeHHas nnacTtuHa
Indexable insert

DAH25

®pesa ¢ pe3abboBbIM

XBOCTOBMKOM
Screw-in cutter

DAHM37

XBOCTOBUK hpe3bl
Milling shank

DAHM37

HacagHas cdpesa
Arbor Mounted Cutter

DAHM37

CMeHHas nnacTtuHa
Indexable insert

DAH37

(ph HORN i)
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CTpaHuua/pPage
H40

CTtpaHuual/Page
H41-H42

CTtpaHuual/Page
H43

CTtpaHuual/Page
H48

CTpaHuua/pPage
H49

J

CTtpaHuual/Page
H50

CTtpaHuual/Page
H51-H52 1



PpesepoBaHue T-o0pa3HbIX Na3oB

Milling of T-Slots

T-06pasHble nasbl

T-Slot

XBOCTOBUK dhpesbl
Milling shank

M311

lMnactuHa
Insert

311

XBOCTOBWK (ope3bl
Milling shank

M313

MnactuHa
Insert

Sili3

XBOCTOBWK (ope3bl
Milling shank

M328

MnactuHa
Insert

328

12

CHsiTne dhackm
Chamfering

[

|/

5

[

CTtpaHnunual/Page
14

—

|/

5

[]

CTtpaHuual/Page
15-16

[

|/

5

CrtpaHuua/Page
110

[

|/

5

[

CTtpaHnunual/Page
111

[

|/

5

CTtpaHuua/Page
114

™

|/

5

[]

CTtpaHuua/Page
115

XBOCTOBWK hpe3bl
Milling shank

M406

XBOCTOBWK hpe3sbl
Milling Shank

M409

CMeHHasa nnactuHa

Indexable insert

406/409

(ph HORN i)

CTtpaHuual/Page
120

| |-

CrtpaHuual/Page
121

CTpaHuua/pPage
122-123



TexHn4yeckue pPeKomMeHaauuun

cdpe3epoBaHMe KaHaBOK
Technical Instructions Groove Milling

TexHuveckue

pekomeHaauunun
Technical Information

Bbibop TBEpAOro cnnasa
Choice of the carbide grades

dopmyrbl

Formulas

MoMEeHTbI 3aTsHKKM
Torque Specification

HocTtynHble

XBOCTOBVKN (hpes
Available milling shanks

Pexxumbl pe3aHnAa
Cutting data

(ph HORN i)

CTpanuua/pPage J2-J7

CrtpaHuua/page J8

CTtpaHuua/page J9-J10

CtpaHuua/page J11-J12

CtpaHuua/page J13-J15

CrtpaHuua/page J16-J17

13



MonuroHanbHoe ¢pesepoBaHue Cﬁh HORN |]|])

Polygon Millling
N
™~
o>

Kopnyc dpesbl

Cutter

M275
CrtpaHuua/Page
K4-K5

CMeHHas nnacTuHa
Indexable insert

S275

Kopnyc dpesbl
Cutter

381

CtpaHuual/Page
K10, K12, K15-K19, K21-K22

CrtpaHuua/Page
K11, K13-K14, K20

CMeHHas nnactuHa =7
Indexable insert ‘@
N314/314 <

CTtpaHuua/Page
K23-K24

Textnueckue CtpaHuua/pPage K25-K31
pekomeHgaunmn
Technical Information

14



BuxpeBoe Hape3aHue pe3b0bbl, MOAyNbHas

ocHacTka, HORN Turbowhirling®
Thread Whirling, Modular Thread Whirling, HORN
Turbowhirling®

BuxpeBoe Hape3aHue pe3bObl
Thread Whirling

Pe3bboHapesHble

roN0BKM
Whirling Head

Ds =@ 10 mm

CTtpaHuua/page L4 CTtpaHuua/page L6

MopaynbHasa ocHacTka
Modular Thread Whirling

basoBas gepxxaBka
Basic Holder

CTtpaHuua/page L12

KacceTta
Ring Cassettes

CTtpaHuua/page L13

HORN Turbowhirling®
HORN Turbowhirling®

CrtpaHuua/page L14-L17

(ph HORN i)
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NMnyHxepHoe hpesepoBaHMe U
¢pe3epoBaHue Ha Bbicokux nogavax DA/DAH

(ph HORN i)

OpesepoBaHme kapMaHoB

CsepnieHme MnyrxepHoe ®peseposarue Topyesoe BpesaHue noz yriom
Pre-driling dpeseposaHie dacok Pocket milling dpeseposaHie Ramping
Plunge milling Chamfer milling Face milling

XBOCTOBUK (hpesbl
Milling shank

DAM31/DAM62

HacagHas ¢pesa
Arbor Mounted Cutter

DAM32/DAM62

Ppesa ¢ pe3abboBbIM

XBOCTOBUMKOM
Screw-in cutter

DAM31/DAM62

XBOCTOBUK
Adaptor

MD

lMepexonHuk
Reducer

MD

YaonuHutenb
Extension

MD

CMeHHas nnacTuHa
Indexable insert

DA31/DA32/DA6G2/
SDAG62

16

1)

CrtpaHuua/Page
M4-M8

CrtpaHuua/Page
M9-M10

@

CTtpaHuua/Page
M11-M13

CrtpaHuua/Page
M14-M15

CTtpaHuua/Page
M16

CrtpaHuua/Page
M17

CrtpaHuua/Page
M18-M22

XBOCTOBUK (hpesbl
Milling shank

DAHM25

®pesa c pe3abboBbIM

XBOCTOBUKOM
Screw-in cutter

DAHM25/DAHM37

CMeHHas nnactuHa
Indexable insert

DAH25/DAH62/
DAH37

XBOCTOBWK hpe3sbl
Milling Shank

DAHM37

HacagHasa dpesa
Arbor Mounted Cutter

DAHM37/DAHM62

CTtpaHuual/Page
M28-M29

CtpaHuua/Page
M30, M35

CTtpaHuual/Page
M31, M42

b

CTtpaHuual/Page

M37

CtpaHuual/Page

CTpanuual/Page
M34

J

CTtpaHuual/Page
M36, M41



¢pe3bl C TaHreHuuasnibHbIM KpenmneHunem

nnacTtuH

Tangential Milling

XBOCTOBWK (hpesbl
Milling shank

M406

dpesa ¢ pe3bboBbIM
XBOCTOBUKOM
Screw-in cutter

M406

XBOCTOBUK (hpesbl
Milling shank

M409

Ppesa ¢ pe3abboBbIM
XBOCTOBUKOM
Screw-in cutter

M409

®dpesa gns
dhpesepoBaHus
yCTYMnoB
Shoulder Mill
M409

N4-N6

N12, N14

N13, N15

CTpaHuua/Page
N18

(ph HORN i)

[uckoBas dpesa
Disc milling cutter

M406

CmMeHHasa nnacTtuHa
Indexable insert

406

TopueBas HacagHas
dpesa

Face Mill

M409

KykypysHas
dpesa
Shell End Mill

M409

[uckoBasi pesa
Disc milling cutter

M409

CMeHHas nnactuHa
Indexable insert

409

CTtpaHuual/Page
N8

CTtpaHuual/Page
N9

N19, N21

N20, N22

CTtpaHuual/Page

CTtpaHuual/Page
N25

17




(ph HORN pill)
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®pe3epoBaHmMe KaHaBOK U pe3bbodpesepoBaHue Cﬁh HORN |]|D A

Groove milling and thread milling

DC

LlenbHaa TBepaocnnaBHas
KOHUeBas dpe3a
Cucrtema DC

- Pe3bbodpesepoBaHne HENOMHbLIN
npodunb

- Pe3bbodpesepoBaHne NosHbIn
npodunb

- ®pesepoBaHne KaHaBOK

- ®pesepoBaHme pacok

Solid Carbide End Mills
System DC

- Thread milling partial profile
- Thread milling full profile
- Groove milling

- Chamfer milling

A1



A ®pesepoBaHue kaHaBOK n pe3b6otpesepoBanme (ﬁh HORN [il1)

Groove milling and thread milling

CTtpaHuua/Page
LlenbHas A3-A8

TBepaocniiaBHasa

pe3bboHapesHas dpesa
Thread milling cutter solid
carbide

DCG

CtpaHnunua/Page
LleneHas A9-A11
TBepAocnnaBsHas dpesa

ans 0bpaboTkm kKaHaBOK
Groove milling cutter solid
carbide

DCR/DCN/DCX

CTtpaHuua/Page
LlenbHas A12

TBEpAocniaBHas dpesa

Ons CHATUA hbackn
Chamfering endmill solid
carbide

DCF

TexHnyeckue CtpaHuua/Page

pekomeHpauum A13-A19
Technical instructions

A2



MeTpuueckan pe3bba ISO DIN13-20, HenonHbI1 npochuns A
Metric ISO-thread DIN13-20 Partial profile Cﬁh HORN I]h)

LlenbHaa TBepaocnnaBHas DCG
pe3bboHape3Has dhpesa

Thread milling cutter solid carbide

Pesbba Thread M1-M2,5
0511 BHYTPEHHEN
pe3bobl

for internal thread
O6Go3Ha4yeHue Pe3bba D.n Z B d, d, d, I, l, I, ©
Part number Thread O
=
DCG.3.M1.025.2.1.03 M1 0,75 3 0,25 0,70 3 0,33 34 2,50 22 A
DCG.3.M11.025.2.1.03 M1,1 0,80 3 0,25 0,75 3 0,40 34 2,75 22 A
DCG.3.M12.025.2.1.03 M1,2 0,90 3 0,25 0,80 3 0,43 34 3,00 22 A
DCG.3.M14.030.2.1.03 M1,4 1,10 3 0,30 1,00 3 0,43 34 3,50 22 A
DCG.3.M16.035.2.1.03 M1,6 1,20 8 0,35 1,10 3 0,53 34 4,00 22 A
DCG.3.M18.035.2.1.03 M1,8 1,50 3 0,35 1,30 3 0,73 34 4,00 22 A
DCG.3.M2.040.2.1.03 M2 1,70 3 0,40 1,50 3 0,93 34 6,00 22 A
DCG.3.M22.045.2.1.03 M2,2 1,90 3 0,45 1,70 3 1,13 34 6,00 22 A
DCG.3.M25.045.2.1.03 M2,5 2,20 3 0,45 2,00 3 1,30 34 8,00 22 A

A co Cknapa /onstock A4 Hegenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUMBHOE NpUMeEHeHUe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEpAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIN CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades

A3



MeTpuyeckas pe3bba ISO DIN13-20, HenonHbIN npodhunb
Metric ISO-thread DIN13-20 Partial profile Cﬁh HORN I]h)

LlenbHaa TBepaocnnaBHas DCG
pe3bboHape3Has dhpesa

Thread milling cutter solid carbide

Pesbba Thread M3-M12
0511 BHYTPEHHEN
pe3bobl
for internal thread
O603HauyeHue Pesbba D. | Z P P d, | d, d, , I, I 1l
Part number Thread %
<

DCG.3.M3.025.2.1.04 M3 24 | 3 | 0,25 0,25 20 | 4 1,45 | 39 8 22 A
DCG.3.M3.035.2.1.04 M3 24 | 3 | 0,35 0,35 20 | 4 1,35 | 39 8 22 A
DCG.3.M3.050.2.1.04 M3 24 | 3 | 0,50 0,50 20 | 4 1,20 | 39 8 22 A
DCG.3.M35.050.2.1.04 M3,5 2,7 | 3 | 0,50 0,60 23 | 4 1,35 | 39 8 22 A
DCG.3.M4.070.3.1.06 M4 33 | 3 | 0,70 0,75 28 | 6 1,70 | 50 | 10 | 36 A
DCG.3.M5.050.3.1.06 M5 4,2 3 | 0,50 0,75 36 | 6 | 250 | 50 | 10 | 36 A
DCG.3.M5.080.3.1.06 M5 4,2 3 | 0,80 1,00 36 | 6 | 220 | 50 | 10 | 36 A
DCG.4.M6.100.3.1.06 M6 50 | 4 | 1,00 1,25 43 | 6 | 240 | 63 | 10 | 40 A
DCG.4.M6.100.5.1.06 M6 50 | 4 | 1,00 1,25 43 | 6 | 240 | 63 | 16 | 40 A
DCG.4.M8.075.5.1.08 M8-M10 6,5 | 4 | 0,75 1,00 55 | 8 3,85 | 63 | 16 | 40 A
DCG.4.M8.075.6.1.08 M8-M10 6,5 | 4 | 0,75 1,00 55| 8 | 385 | 63 | 20 | 36 A
DCG.4.M8.075.7.1.08 M8-M10 6,5 | 4 | 0,75 1,00 55 | 8 | 3,85 | 77 | 25 | 40 A
DCG.4.M8.125.6.1.08 M8-M10 6,5 | 4 | 1,25 1,50 55 | 8 | 340 | 63 | 20 | 36 A
DCG.4.M8.125.8.1.08 M8-M10 65 | 4 | 1,25 1,50 55 | 8 | 3,40 | 77 | 30 | 40 A
DCG.4.M10.150.6.1.08 M10-M12 80 | 4 | 1,50 1,75 6,8 | 8 | 410 | 63 | 20 | 36 A
DCG.4.M10.150.8.1.08 M10-M12 80 | 4 | 1,50 1,75 6,8 8 | 410 | 77 | 30 | 40 A
A co Cknapa / coCknanpa A4 Hepenu / 4 Hepenu X Mo 3anpocy / Mo sanpocy

e OcHoBHOE npuMmeHeHne | OcHoBHOE NpUMeHeHe

0 AnbTepHaTUBHOE NPUMEHEHNE / AnbTepHaTUBHOE NPUMEHEHNE

- HENPUIrOAHbIN / HenpurogHbiii

TBEPAbIV crnnaB 6e3 NoKpbITUS / Teépablit cnnas 6e3 NoKpLITUS
TBEPAbIV CMNaB C MNOKPbITUEM / TBEpAbIN CNnas ¢ NOKpbITUEM

I ¢ Hanaiikon/Cermet / ¢ nanaiikoit/Cermet

Pa3mepbl ykasaHbl B MM. Mapku TBEpPLOrO cnnasa

Dimensions in mm Carbide grades

A4



MeTpuyeckas pe3bba ISO DIN13-20, nonHbin npodunb A
Metric ISO-thread DIN13-20 Full profile (ph HORN pi»

LlenbHaa TBepaocnnaBHas DCG
pe3bboHape3Has dhpesa

Thread milling cutter solid carbide

Pe3bba Thread M3-M12
ONS BHYTPEHHEN
pe3bobl
for internal thread
O603HauyeHue Pesbba D.. z P d, d, d, , I 8 0
Part number Thread %
<

DCG.3.M3.035.2.2.04 M3 2,4 3 0,35 2,0 4 1,40 39 8 22 A
DCG.3.M3.050.2.2.04 M3 2,4 3 0,50 2,0 4 1,25 | 39 8 22 A
DCG.3.M35.060.2.2.04 M3,5 2,7 8 0,60 2,3 4 1,80 39 9 22 A
DCG.3.M4.050.3.2.06 M4 3,3 3) 0,50 2,8 6 2,50 50 10 | 36 A
DCG.3.M4.070.3.2.06 M4 8.3 8 0,70 2,8 6 1,90 50 10 | 36 A
DCG.3.M5.050.3.2.06 M5 4,2 3 0,50 3,6 6 2,85 | 50 10 | 36 A
DCG.3.M5.080.3.2.06 M5 4,2 8 0,80 3,6 6 2,50 50 10 | 36 A
DCG.4.M6.075.5.2.06 M6 5,0 4 0,75 4,2 6 3,10 63 16 | 40 A
DCG.4.M6.100.5.2.06 M6 5,0 4 1,00 4,2 6 2,80 | 63 16 | 40 A
DCG.4.M8.075.5.2.08 M8 6,5 4 0,75 515 8 4,30 63 16 | 40 A
DCG.4.M8.100.5.2.08 M8 6,5 4 1,00 515 8 4,00 | 63 16 | 40 A
DCG.4.M8.125.5.2.08 M8 6,5 4 1,25 515 8 3,70 63 16 | 40 A
DCG.4.M10.075.6.2.08 M10 8,0 4 0,75 6,8 8 560 | 63 | 20 | 36 A
DCG.4.M10.100.6.2.08 M10 8,0 4 1,00 6,8 8 5,40 63 | 20 | 36 A
DCG.4.M10.100.7.2.08 M10 8,0 4 1,00 6,8 8 5,40 77 | 25 | 40 A
DCG.4.M10.150.3.2.08 M10 8,0 4 1,50 6,8 8 4,70 63 12 | 40 A
DCG.4.M10.150.6.2.08 M10 8,0 4 1,50 6,8 8 4,70 | 63 | 20 | 36 A
DCG.4.M12.100.6.2.10 M12 10,0 4 1,00 8,0 10 6,30 63 | 20 | 36 A
DCG.4.M12.125.8.2.10 M12 10,0 4 1,25 8,0 10 6,10 77 | 30 | 40 A
DCG.4.M12.175.6.2.10 M12 10,0 4 1,75 8,0 10 5,50 63 | 20 | 36 A
DCG.4.M12.175.8.2.10 M12 10,0 4 1,75 8,0 10 5,50 77 | 30 | 40 A
A co Cknaga/ co Cknagpa A4 Hepenu / 4 Hegenu X No 3anpocy / Mo sanpocy

o OCHOBHOE NpUMeHEeHNe / OcHoBHoe NpuMeHeHne

0 AnbTepHaTUBHOE NMPUMEHEHNE / AnbTepHaTUBHOE NPUMEHEHNE

- HENPUIOAHbIN / HenpurogHbIii

TBEPAbIV crnaB 0e3 NOKpbITUSA / Teépabliii cnnas 6e3 NoKpLITUA
TBEPAbIV CMaB C MOKPbITUEM / TBEPABLIN CNnas C NOKPLITUEM

I ¢ Hanankon/Cermet / ¢ nanaiikoit/Cermet

Pa3amepbl ykasaHbl B MM. Mapku TBEépAOrO cnnasa

Dimensions in mm Carbide grades
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AmepukaHckan yHumumposanHan pest6a (i HORN pil)

American Unified thread

LlenbHaa TBepaocnnaBHas DCG
pe3bboHape3Has dhpesa

Thread milling cutter solid carbide

Pe3bba Thread 1/2“-13 UNC
0511 BHYTPEHHEN
pe3bobl
for internal thread
O603HauyeHue Pesbba D.. z P d | d, [d, | I, | 1|1 0
Part number Thread %
<

DCG.3.60.540.2.04 #5 - 40 UNC 2,4 3 063520 4 [11]39| 8 |22 A
DCG.3.60.544.2.04 #5 - 44 UNF 2,5 3 0,577 | 2,0 | 4 - 39| 8 |22 A
DCG.3.60.632.2.04 #6 - 32UNC #8 - 32UNC 2,6 & 0,794 | 22| 4 - 39| 8 |22 A
DCG.3.60.640.2.04 #6 - 40 UNF 2,8 3 0,635 23| 4 - 139 8 |22 A
DCG.3.60.836.3.06 #8 - 36 UNF 3,4 3 0,706 | 25| 6 - [ 50|10 | 36 A
DCG.3.60.1024.3.06 #10 - 24UNC #12 - 24UNC 3,6 3 1,058 |29 | 6 - | 50|10 | 36 A
DCG.4.60.1420.3.06 1/4* - 20 UNC 4,9 4 1,270 | 35| 6 - [ 63|10 40 A
DCG.4.60.1428.3.06 1/4* - 28 UNF 5% 4 0,907 | 35| 6 - | 63]10 |40 A
DCG.4.60.51618.3.06 5/16% - 18 UNC 6,4 4 1,411 |42 | 6 - [ 63|10 40 A
DCG.4.60.3816.7.08 3/8*-16 UNC 7,8 4 1,588 | 55| 8 - |77 12540 A
DCG.4.60.71614.7.08 7/16" - 14 UNC 9,1 4 1,814 | 6,8 | 8 - |77 | 25|40 A
DCG.4.60.71620.7.08 7/16" - 20 UNF 9,1 4 1,270 | 7,2 | 8 - |77 |30 40 A
DCG.4.60.1213.7.08 1/2“ - 13 UNC 10,5 4 1,953 |79 | 8 - |77 |30 |40 A
A co Cknaga/ coCknagpa A4 Hepenu /4 Hegenu X No 3anpocy / Mo sanpocy

o OCHOBHOE NpUMeHEeHNe / OcHoBHOe NpuMeHeHne

0 AnbTepHaTUBHOE NPUMEHEHMWE | AnbTepHaTUBHOE NPUMEHeHue

- HENPUIrOAHbIN / HenpurogHbIii

TBEPAbIV crnaB 06e3 NOKpbITUSA / Teépablii cnnas 6e3 NoKpbITUA
TBEPABIV CMaB C MOKPLITUEM / TBEPABIN CMNas ¢ NOKPLITUEM

I ¢ Hanankon/Cermet / ¢ nanaiikoit/Cermet

Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa

Dimensions in mm Carbide grades
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Pe3bLba ButBopta «cpeaHero knacca» BSW/BSF
Whitworth thread ,medium class* BSW/BSF

(phrornph) A

LlenbHaa TBepaocnnaBHas
pe3bboHape3Has dhpesa

Thread milling cutter solid carbide

DCG

Pesbba Thread 1/8*-1/2*
ONS BHYTPEHHEN
pe3bobl
for internal thread

O603HauyeHue Pesbba D.. Z P d, d, d, L, L)1, 0
Part number Thread %

<
DCG.3.55.1840.2.04 1/8" - 40 BSW 23 & 0635 | 20 | 4 | 100 |39 | 8 | 22 A
DCG.3.55.53232.2.04 5/32" - 32 BSW 2,9 3 0,794 | 23 | 4 - 39 | 8 | 22 A
DCG.3.55.31624.3.06 3/16“ - 24 BSW 34 3 1,058 | 28 | 6 - 50 | 10 | 36 A
DCG.3.55.31632.3.06 3/16" - 32 BSF 37 3 0,794 | 28 | 6 - 50 | 10 | 36 A
DCG.3.55.73224.3.06 7/32" - 24 BSW 4,2 3 1,058 | 36 | 6 - 50 | 10 | 36 A
DCG.3.55.73228.3.06 7/32" - 28 BSF 4,3 3 0,907 | 36 | 6 - 50 | 10 | 36 A
DCG.3.55.1420.5.06 1/4" - 20 BSW 4,7 3 1,270 | 40 | 6 - 63 | 16 | 40 A
DCG.3.55.1426.5.06 1/4“ - 26 BSF 5,0 3 0977 | 42 | 6 - 63 | 16 | 40 A
DCG.4.55.93226.5.06 9/32" - 26 BSF 5,8 4 0977 | 50 | 6 - 63 | 16 | 40 A
DCG.4.55.51618.5.06 5/16“ - 18 BSW 6,1 4 1411 | 52 | 6 - 63 | 16 | 40 A
DCG.4.55.51622.5.08 5/16" - 22 BSF 6,4 4 1,155 | 53 | 8 - 63 | 16 | 40 A
DCG.4.55.3816.5.08 3/8" - 16 BSW 74 4 1,588 | 6,3 | 8 - 63 | 16 | 40 A
DCG.4.55.3820.5.08 3/8“ - 20 BSF 7,8 4 1,270 | 65 | 8 - 63 | 16 | 40 A
DCG.4.55.71614.5.08 716" - 14 BSW 8,7 4 1814 | 72 | 8 - 63 | 16 | 40 A
DCG.4.55.71614.7.08 7/16“ - 14 BSW 8,7 4 1814 | 72 | 8 - 77 | 25 | 40 A
DCG.4.55.71618.5.08 7/16“ - 18 BSF 9,3 4 1,411 | 7,5 8 - 63 | 16 | 40 A
DCG.4.55.71618.7.08 7/16“ - 18 BSF 9,3 4 1411 | 75 | 8 - 77 | 25 | 40 A
DCG.4.55.1212.6.10 1/2" - 12 BSW 9,9 4 2,117 | 85 | 10 - 63 | 20 | 40 A
DCG.4.55.1212.8.10 1/2" - 12 BSW € 4 2,117 | 85 | 10 | 525 | 77 | 30 | 40 A
DCG.4.55.1216.6.10 1/2" - 16 BSF 10,6 4 1,588 | 9,5 | 10 - 63 | 20 | 40 A
DCG.4.55.1216.8.10 1/2“ - 16 BSF 10,6 4 1,588 | 9,5 | 10 - 77 | 30 | 40 A

A co Cknaga/ co Cknagpa A4 Hepenu / 4 Hegenu X No 3anpocy / Mo sanpocy

o OCHOBHOE NpUMeHEeHNe / OcHoBHoe NpuMeHeHne

0 AnbTepHaTUBHOE NMPUMEHEHNE / AnbTepHaTUBHOE NPUMEHEHNE

- HENPUIOAHbIN / HenpurogHbIii
TBEPAbIV crnaB 0e3 NOKpbITUSA / Teépabliii cnnas 6e3 NoKpLITUA
TBEPAbIV CMaB C MOKPbITUEM / TBEPABLIN CNnas C NOKPLITUEM

I ¢ Hanankon/Cermet / ¢ Hanaiikoil/Cermet

Pa3amepbl ykasaHbl B MM.

Dimensions in mm

Mapku TBEpAOrO cnnasa
Carbide grades
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TpybHas pe3abba ButBopta BSP
Whitworth pipe thread BSP

(ph HORN i)

LlenbHaa TBepaocnnaBHas
pe3bboHape3Has dhpesa

Thread milling cutter solid carbide

Pe3bba Thread
O6Go3Ha4yeHue Pe3bba D.. VA
Part number Thread
DCG.4.55.G116.5.06 G 1/16* 6,5 4
DCG.4.55.G18.5.08 G 1/8* 8,5 4
DCG.4.55.G14.6.10 G 1/4* 1,4 4
DCG.4.55.G38.8.10 G 3/8* 14,9 4

1/16%-3/8"

0,91
0,91
1,34
1,34

A co Cknapa/ coCknanpa A4 Hepenu /4 Hepgenn X Mo 3anpocy / Mo sanpocy

o OCHOBHOE NpUMeHeHue / OcHosHoe NpuMeHeHne

0 AnbTepHaTUBHOE NMPUMEHEHNe | AnbTepHaTBHOE NPUMEHeHMe

- HENPUrOAHbIN / HenpurogHbiii
TBEPAbIV crnaB 6e3 NOKPbITUSA / Teépaplit cnnas 6e3 NoKpLITUSA
TBEPAbIV CMNaB C MNOKPbITUEM / TBEpAbIN cNnas ¢ NoKpbITUEM

I c Hanankon/Cermet / ¢ nanaiikoit/Cermet

Pa3Mepb| YKa3aHbl B MM.

Dimensions in mm

A8

55
6,6
9,5
9,8

10
10

DCG

3,9
3,9
7,1
9,4

0511 BHYTPEHHEN

pe3bobl

for internal thread

63
63
63
77

16
16
20
30

40
40
40
40

> » » » AN25

Mapkun TBEpPAOro crnnaea

Carbide grades



®dpesepoBaHUe KaHaBOK MONHbLIN paanyc (ﬁh HORN |]|D A

Groove Milling Full radius

LlenbHaa TBepaocnnaBHas DC R
c¢dpesa ansa o6paboTku na3os

Groove milling cutter solid carbide

@ pexyLuen KpoMKM Cutting edge @ 4-10 mm
[MonHeIn pagnyc Full radius 0,5-1,5 mm
[my6uHa kaHaBKK Depth of groove 0,5-2 mm

gd2h5

O6Go3Ha4YeHue z w t o r d, d, d, L, I8 I, 0
Part number %

<
DCR.3.40.10.05.1.06 3 1,0 0,5 0,50 4 6 2,75 50 4 36 A
DCR.3.60.10.05.1.06 3 1,0 1,0 0,50 6 6 3,70 50 4 36 A
DCR.3.60.10.05.2.06 8 1,0 1,0 0,50 6 6 3,70 63 6 40 A
DCR.3.60.15.75.2.06 3 1,5 1,0 0,75 6 6 3,70 63 6 40 A
DCR.4.80.15.75.3.08 4 1,5 1,5 0,75 8 8 4,60 63 8 40 A
DCR.4.80.15.75.5.08 4 1,5 1,5 0,75 8 8 4,60 63 16 40 A
DCR.4.80.20.10.3.08 4 2,0 1,5 1,00 8 8 4,60 63 8 40 A
DCR.4.80.20.10.5.08 4 2,0 1,5 1,00 8 8 4,60 63 16 40 A
DCR.4.100.10.05.6.10 4 1,0 2,0 0,50 10 10 5,50 77 20 5 A
DCR.4.100.15.75.6.10 4 1,5 2,0 0,75 10 10 5,50 77 20 55 A
DCR.4.100.20.10.6.10 4 2,0 2,0 1,00 10 10 5,50 77 20 655) A
DCR.4.100.25.12.6.10 4 2,5 2,0 1,25 10 10 5,50 77 20 55 A
DCR.4.100.30.15.6.10 4 3,0 2,0 1,50 10 10 5,50 77 20 69) A

A co Cknapa /onstock A4 Hepenw/ 4 weeks X [No 3anpocy / upon request
e OCHOBHOE NpUMeHeHune / recommended
0 AnbTepHaTUBHOE NpUMeHeHNe / alternative recommendation
- HENPUrogHbIN / not suitable
TBEpAbIN cnnas 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMnaB C MNOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpPLOrO cnnasa
Dimensions in mm Carbide grades
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Ppe3epoBaHMe KaHaBOK
Groove milling

(ph HORN i)

LlenbHaa TBepaocnnaBHas
c¢dpesa ansa o6paboTku na3os

Groove milling cutter solid carbide

@ pexyLuen KpoMKM Cutting edge @
LLinpnHa kaHaBku Width of groove
[my6uHa kaHaBKu Depth of groove

O603Ha4yeHue Z w
Part number

DCN.3.40.05.00.1.06 8 0,5
DCN.3.40.10.00.1.06 3 1,0
DCN.3.60.10.00.1.06 3 1,0
DCN.3.60.10.00.2.06 3 1,0
DCN.3.60.15.15.2.06 3 1,5
DCN.4.80.15.15.3.08 4 1,5
DCN.4.80.20.15.3.08 4 2,0
DCN.4.80.15.15.5.08 4 1,5
DCN.4.80.20.15.5.08 4 2,0
DCN.4.100.10.00.6.10 4 1,0
DCN.4.100.15.00.6.10 4 1,5
DCN.4.100.20.15.6.10 4 2,0
DCN.4.100.25.15.6.10 4 2,5
DCN.4.100.30.15.6.10 4 3,0

0,5
0,5
1,0
1,0
1,0
1,5
1,5
1,5
1,8
2,0
2,0
2,0
2,0
2,0

0,15
0,15
0,15

DCN

4-10 mm
0,5-3 mm
0,5-2 mm

d, | d, | d, ,
4 6 | 28 | 50
4 6 | 28 | 50
6 6 | 37 | 50
6 6 | 37 | 63
6 6 | 37 | 63
8 8 | 46 | 63
8 8 | 46 | 63
8 8 | 46 | 63
8 8 | 46 | 63
10 | 10 | 55 | 77
10 | 10 | 55 | 77
10 | 10 | 55 | 77
10 | 10 | 55 | 77
10 | 10 | 55 | 77

A co Cknapga/ co Cknagpa A4 Hepenu / 4 Hegenu X No 3anpocy / Mo sanpocy

o OCHOBHOE NpUMeHEeHMe / OcHoBHOe NpuMeHeHne

0 AnbTepHaTUBHOE NMPUMEHEHNE / AnbTepHaTUBHOE NPUMEHEeHNe

- HENPUIrOAHbIN / HenpurogHbIii

TBEPAbIV crnaB 06e3 NOKPbITUSA / Teépabliii cnnas 6e3 NoKpbITUA
TBEPAbIV CMaB C MOKPbITUEM / TBEPALIN CNnas ¢ MOKPLITUEM

I ¢ Hanankon/Cermet / ¢ Hanaiikoit/Cermet

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

A10
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40
40
40
40
40
40
50
50
50
50
50
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dpe3epoBaHue KaHaBOK (ﬁh HORN fih) A

Groove milling

LlenbHaa TBepaocnnaBHas DCX
c¢dpesa ansa o6paboTku na3os

Groove milling cutter solid carbide

@ pexyLuen KpoMKM Cutting edge @ 20-40 mm
LinpnHa kaHaBku Width of groove 1,5-3 mm
[ny6uHa kaHaBku Depth of groove 7-15 mm
O603Ha4yeHue Z w t o d, d, d, I, l, I, 0
Part number a
<
DCX.6.20.150.2.05.10 6 1,5 7 20 10 5 63 6 50 A
DCX.6.20.200.2.05.10 6 2,0 7 20 10 5 63 6 50 A
DCX.6.20.250.2.05.10 6 2,5 7 20 10 5 63 6 50 A
DCX.6.25.150.2.06.10 6 1,5 9 25 10 6 63 6 51 A
DCX.6.25.200.2.06.10 6 2,0 9 25 10 6 63 6 51 A
DCX.6.25.250.2.06.10 6 2,5 9 25 10 6 63 6 51 A
DCX.6.30.150.4.07.12 6 1,5 11 30 12 7 80 9 65 A
DCX.6.30.200.4.07.12 6 2,0 11 30 12 7 80 9 65 A
DCX.6.30.250.4.07.12 6 2,5 1 30 12 7 80 9 65 A
DCX.6.30.300.4.07.12 6 3,0 11 30 12 7 80 9 65 A
DCX.6.35.150.4.08.12 6 1,5 13 35 12 8 80 1 64 A
DCX.6.35.200.4.08.12 6 2,0 13 35 12 8 80 11 64 A
DCX.6.35.250.4.08.12 6 2,5 13 35 12 8 80 1" 64 A
DCX.6.35.300.4.08.12 6 3,0 13 35 12 8 80 1" 64 A
DCX.8.40.150.4.09.12 8 1,5 15 40 12 9 80 11 65 A
DCX.8.40.200.4.09.12 8 2,0 15 40 12 9 80 1" 65 A
DCX.8.40.250.4.09.12 8 2,5 15 40 12 9 80 11 65 A
DCX.8.40.300.4.09.12 8 3,0 15 40 12 9 80 " 65 A
A co Cknapa/onstock A4 Hepnenu/ 4 weeks x INo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTMBHOE NpUMeEHEHMNe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I ¢ Hanaiikoin/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpgoro cnnasa
Dimensions in mm Carbide grades
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dpesepoBaHue hacok Cﬁh HORN i)

Chamfer milling

LlenbHaa TBepaocnnaBHas DC F
dpesa ana cHATUA dpacku

Chamfering End Mill solid carbide

@ pexyLuen KpoMKM Cutting edge @ 2-7,5 mm
Pasmep dacku Size of chamfer 0,3-1,5 mm
O6o03HauyeHue yA w ®acka t o d, d, d, I, I, I, ©
Part number Chamfer %
<
DCF.3.20.4545.1.04 5 0,2 45° 0,30 2,0 4 1,25 39 4 22 A
DCF.3.30.4545.2.04 3 0,2 45° 0,30 3,0 4 2,10 39 6 22 A
DCF.3.40.4545.3.06 3 0,2 45° 0,75 4,0 6 2,20 50 8 36 A
DCF.3.50.4545.3.06 3 0,2 45° 1,00 50 6 2,70 50 10 36 A
DCF.3.60.4545.5.06 3 0,2 45° 1,25 6,0 6 3,15 63 16 40 A
DCF.3.60.4545.6.06 & 0,2 45° 1,25 6,0 6 3,15 63 20 40 A
DCF.3.75.4545.6.08 3 0,2 45° 1,50 7,5 8 4,10 63 20 40 A
DCF.3.75.4545.8.08 3 0,2 45° 1,50 7,5 8 4,10 77 30 40 A
DCF.4.75.4545.8.08 4 0,2 45° 1,50 7,5 8 4,10 77 30 40 A
A co Cknaga/ coCknagpa A4 Hepenu /4 Hegenu X No 3anpocy / Mo sanpocy
o OCHOBHOE NpUMeHEeHMe / OcHosHoe NpuMeHeHne
0 AnbTepHaTUBHOE NPUMEHEHMWE | AnbTepHaTUBHOE NpUMeHeHue
- HENPUIrOAHbIN / HenpurogHbIii
TBEPAbIV crnaB 6e3 NOKPbITUSA / Teépabliii cnnas 6e3 NoKpbITUSA
TBEPADBIV CNaB C MOKPLITUEM / TBEPABINA CMas ¢ NOKpbLITUEM
I ¢ Hanankon/Cermet / ¢ Hanaiikoit/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpPAOrO cnnasa
Dimensions in mm Carbide grades
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Pexumbl pe3aHus
Cutting data

(phrornph) A

CtaHgapTHble 3Ha4YeHUs1 Ans CKOPOCTU pe3aHus Vv, unoga4u Ha 3y6 1'Z
Standard values for cutting speeds vc and Feed/tooth f,

Marepuan
Material

P

yrﬂepO,ElMCTaﬂ CTarnb
Carbon steel

TNerupoBaHHas cranb
Alloyed steel

BbicokonernposarHas ctanb
high alloyed steel
(>5%)

CranbHoe nuTbe
Cast steel

HepxagetoLas ctanb
Stainless steel

YyryH
Grey cast iron

YyryH co cchepryeckinm
rpacputom

Spheroidal graphite cast
iron

KoBkuit YyryH
Malleable cast iron

Cnnagbl amomMnHus
Al-alloys

AntoMUHNEBOE NUTLE
Al-cast-alloy

Cnnasbl Meau
Copper-alloys

YKaponpoyHblit cinas (Fe)
Heat resistant alloy (Fe)

YKaponpoyhbiii cnnas (Ni, Co)
Heat resistant alloy (Ni, Co)

0,2% C

0,4% C

0,6% C
OTOXOKEHast
annealed

3akanka
quenched

3aKanka
quenched

OTOXKeHas
annealed

3aKaneHHas
hardened

HenernpoBaHHoe
unalloyed

neruposaHHoe
alloyed

MapTeHCUTHasi, (heppuTHast

martensitic, ferritic

ayCTeHUTHas
austenitic

C HU3KUM Npeaesiom
TeKky4ecTn
low tensile strength

C BbICOKVM Mpeserom
TEKy4ecTu
high tensile strength

heppUTHbIN
ferritic

NePAUTHbIN
perlitic

theppuTHbIi
ferritic

NepInTHbIA
perlitic

B MocTaBKke
not heat treatable

YNPOYHEHHbIE
heat treatable

B MOCTaBKe
not heat treatable

YNPOYHEHHbIE
heat treatable

B MoCTaBKe
not heat treatable

YNPOYHEHHbIE
heat treatable

OTOXOKEHBIN
annealed

3aKaneHHbIN
hardened

OTONCKEHBIN
annealed

3aKaneHHbIN
hardened

CkopocTb pesaHns v,

TeepoocTb h
Hardness Cutting speed v, Mopava Ha 3y6 £
Brinell Feed/tooth f,
(HB) AN25 / AS45
140 180 - 250
180 160 - 220
200 140 - 200
180
280 150 - 200
0,01-0,03
350
200
100 - 140
180
130-170
220
200
90 -150 0,02
180
180
190 - 230
250
160
160 - 220 PSSR
250
125
160 - 220
225
30-80
bis max.
up to max.
80-120
80
200 - 600 0,02 - 0,04
100
90
200 - 400
100
200
60 - 120
275
0,01-0,02
250
30-90
350
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TexHun4vyeckne PekomeHpgaunu

(ph HORN i)

PacueT MMHYTHOM nogauu

Mcnonbayto nporpammy HTC Bbl MOXeTe nerko wu
MPOCTO paccunTaTb pexuMmbl pesaHnd.  basoBbie
AaHHble  ansa  pacyeta Bbl cmoxeTe Haltu  Ha
cnefywoLwmnx cTpaHuuax.

OCHOBHbIE PEKOMEHOALIUU

Bbinet MHCTPYMEHTa

Mopbupante MHCTPYMEHT C MakcMmaribHO BO3MOXHbIM
KOPOTKNM BbINNIETOM U NpoBepAnTe bueHne B cobpaHHOM
Buae. bonbwas  rnybuHa  obpaboTkm  Tpebyet
cneumanbHbIX peweHun. B 4vacTHocTn pasHeceHue
OogHOW onepauumM Ha [AgBe nNo rnybuHe, 4TOGLI
YMEHbLUNTb OTrMGaroLLNN MOMEHT.

OwameTp hpesbl

Mpn wucnonb3oBaHuM guameTpa @pesbl, KOTOPbIN
NpaKTU4eCcKkn paBeH anameTtpy OTBEpCTUS,
obecrneynBaeTcs HanMeHbLLee nepemMeLleHve
LeHTpa BpalLeHuns n bonbLuas

NPOM3BOANUTENBHOCTL 3@ CYET MOBLILEHUS MWUHYTHOM
nogayn. Ho yacTo LeHTp BpalleHus dpesbl 3aBA3aH
CO cneunpuyeckMMm ocoBeHHOCTAMU OeTann U BCero
ycTaHoBa.

Pe3bbocpesepoBaHue

C pes3bboBbiMM  dpe3epHbiMn  BcTaBkamm HORN
npodunb pe3bbbl reHepupyeTcs 3a OOAWH MPOXOA Ha
BCtO rnMybuHy npoduna pesbbbl. 37O nos3songaet
nonyyYnte pes3bby C MUHUMAanNbHOM KOHYCHOCTbIO,
0COBGEHHO B BbICOKONErMpoBaHHon crtann. B rnyxux
OTBEPCTUAX peKkoMmeHayeTca pesepoBaTb pe3bby
CHM3y HaBepX. B nMpoTMBHOM cny4yae CyLllecTByeT pUCK
NOBpeXOeHUs UHCTPYMEHTA M3-3a CKOMIIEHUS CTPYXKKU
Ha AHe OTBEPCTUA.
OcHOBHble pekoMeHaauum Ans ¢pesepoBaHunA
pe3b0Obi:

Ouametp dpesbl He pgormkeH npesblwate 70%
Hapy>XHOro AnameTpa pe3bbbl. B npoTMBHOM crnydvae
npousonaeT nogpesaHve npodunsa pesbbbl, YTO MOXET
NPUBECTU K OTKITOHEHUIO OT JOrycKa Ha pa3mepsbl.
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HCT ==
(HORN Circular Technology)

ObICTpO 1 GesonacHo -

onsi ppesepHon 06paboTkM kaHaBOK
(BHYTPEHHUX 1 HapY>HbIX) METOAOM
KpYroBOW MHTEpNonsumn, a takke
npsiMbIX kKaHaBOK. CUCTeMHble
TpeboBaHus Windows 95. EcTtb Ha
CD-ROM.

©
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Technical Instructions

(phrornph) A

Feed rates and time calculation

It is simple and easy to calculate your speed and feeds
using HORN'S HCT programme. We recommend that
you calculate the cutting data with this programme as
it will provide you with the best cutting performance and
results. Basic features of the calculations can be found
on the follwing pages.

BASIC RECOMMENDATIONS:

Overhang of the milling cutter

Select the shortest possible clamping device and milling
shank, to control the runout tolerance of the tools.
Large cutting widths in combination with long overhangs
require specific manufacturing methods such as dividing
the cutting width to achieve the best possible cutting
result due to reduced cutting forces.

Diameter of the milling cutter

When using a large diameter cutter, whose relationship
is close to the bore diameter, manufacturing cycletime
can be reduced, due to the smaller center of rotation
and higher feed rates could be realized. Many times the
rotation of the milling cutter center will be defined by the
parameters of the workpiece and the whole application
setup.

Thread milling

With HORN thread milling inserts the thread profile is
generated in one full cut to the profile depth of the thread.
This produces threads with minimal taper especially in
high alloyed steels.

In blind holes it is recommended to mill from the bottom to
the top. Otherwise there is the risk of damaging the tool
because of milling into chips at the bottom of the blind hole.
A general recommendation for thread milling:

The milling cutter diameter should not exceed 70% of the
minor diameter of the thread. Otherwise recutting of the
profile occurs which could bring the whole thread out of
tolerance.

HCT ==
(HORN Circular Technology)

- safe and fast -

Your cutting data for groove milling by circular
interpolation ofinternal and external grooves
as well as groove milling of linear grooves.
System requirements from Windows 95.
Available on CD-ROM.
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TexHun4vyeckne PekomeHpgaunu

(ph HORN i)

HanpaBneHue ¢ppeszepoBaHus

BonbwunHcTBO opesepHoro nHctpymeHta HORN nmeet
npaBoe UCMOSIHEHNE U pekoMeHOoBaH Ansa obpaboTku
nyTem nonyTHoro opesepoBaHns, Kak 3TO 0ObIYHO
pekomMeHayeTcsa Ans TBepA0CnIaBHOrO MHCTPYMEHTA.

3axona ¢pesbl B maTepuman

Mpn o6bl4HOM paguanbHOM BpesaHun dpesbl B
3aroToBKY  BO3HMKawT  Bubpauumu, Bbl3BaHHbIE
GonbwumM yrnom KoHTakta. Cnegbl oT Bubpauumm
oCTaloTCa Ha AHe nas3a. PekomeHayeTca BXOoAWTb Nopg
yrnom ot 45° go 180° u Ha nonHyto rnybuHy pesaHus.
PacueTHble paaHHble  OTHocATCA K o6paboTke cC
MOMHbIM Bpe3aHMeM. J3TW [aHHble Takke MOoryT
NCnonb3oBaTbCH npu Bpe3aHuu dpesbl B
maTepuan.

Ty
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Technical Instructions Cﬁl’l HORN ill) A

Milling direction

Most HORN milling tools are right handed , and it is re-
commended to use them with the climb milling process
as this is generally recommend for carbide tools.

Milling entry into the workpiece

A simple radial entry of the milling cutter creates a
very long contact angle which leads to vibrations
which will not disappear for the rest of the milling
operation and are visual on the bottom of the groove.
It is recommended to enter the groove with a ramp angle
of 45° up to 180° to the maximum depth of cut. The
calculated cutting data refers to the milling condition
when the insert is in the full cut but can be also used for
the entry loop.
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Ppe3epoBaHMe KaHaBOK MeTOA4O0M KpYyroBow

MHTEepnonAauunum

Groove Milling by circular interpolation

(ph HORN i)

Ppe3epoBaHne BHYTPEeHHEN KaHABKU
Milling of an internal groove

Cos [180° - ¢°] =

r+[R+a-rP-R°

—180°- ¢°—> ¢°

2r[R+a -1]
TMe2reg° A Bpems obpaboTku
= e MM [inuHa pesaHus g= —TA min (ansiA;)
neze
Length of cut z Time for cut (for At)
i Lol Mnowaap CHumaemoro g+ 2 (R-r+a) CKOpOCTb NepeMeLLeHIs
e Ll maTepuana §', == MM/MUH |LigHTpa MHCTPYMEHTa
Area of chip Feed rate of tool centre
. Rta CKopoCTb NepemeLLeHNs
A =m[R+a)-Rqmw? | NOLaAb KaHaBKy §',=§', ———— MM/MVH | KDOMKM UHCTPYMEHTa
T ! Area of groove section R-r+ a, Feed rate of tool tip
O603Ha4YeHue
Specification
0603HayeHe 0603HaveHe
O6o3HayeHme | no ISO O6o3HayeHme | no ISO
Specification | Specification Specification | Specification
CkopocTb pesaHus s' v, Paguyc dpesbl r r
Feed rate Radius of cutter
0O6opoThl n n Panuyc 3aroToBku R R
Revolutions Radius of workpiece
s z z CkopocTb NepeMeLLeHus s Vi,
Number of teeth LYeHTPa MHCTPYMEHTa
Moaaya Ha 3y6 S, fz Feed rate of tool centre
Feed/tooth
CpeqHsist TONLLMHA CTPYXKM h, h. CkopocTb nepemellienys s, v,
medium thickness of chip KPOMKW UHCTPYMEHTa
Feed rate of tool tip
Fny6uHa pesaHus a a,
radial depth of cut
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Popmyrnbl

Formulas

(ph HORN i)

Z = KonwnyecTBo 3y0bLeB

Number of teeth

d = OnameTp cpesbl [mm]

Cutting edge @ [mm]

n = O6opoTbl WNNHAENS

Revolutions

v, = CKOpOCTb pesaHus
Cutting speed

f = TNopava Ha 3y6
Feed/tooth

f= Tlopgaya Ha oGopoT
Feed per revolutions

Vv, = MuHyTHaa nogava
Feed rate

v_* 1000
n=—gom [1/MWH] [1/mm]
dermren
Ve = 71000 [M/MUH]  [m/min]
Vf
f = Zen [MM] [mm]

f=1f «Z [Mm/ 0B] [mmirev]

v,=f «Zen [MM/MUH] [mm/min]
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(ph HORN pill)
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Ppe3epoBaHne KaHaBOK METOAOM

KPYyroBou UHTEepnonsauum
Groove Milling by circular interpolation

(ph HORN i)

Cuctema/System

M306
M308
M311
M116
M313
M328
M332
M335

Ctpanuua/Page
B2

B32
B54
B76
B82
B112
B134
B150

Bl




®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrosoﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

XBOCTOBWK (hpesbl
Milling shank

M306/M306.ER/
M306.ST

BasoBas onpaska
Basic Holder

WFB

dpesa ¢ pe3bboBbIM

XBOCTOBMKOM
Screw-in cutter

M306.M

MnactuHa
Insert

108/306/606

B2

CtpaHuua/Page
B4-B5, B7-B8

(IIL

CrtpaHuua/Page
B6

CtpaHunua/Page
B9

/e,
N2
CtpaHuua/Page
B10

f
L
CrtpaHuua/Page
B11, B16

L
CrtpaHuua/Page
B12-B13, B17-B23, B26-B27

[r N
-
Y

CTtpaHuua/Page
B14, B24

+ —
(

CrtpaHuua/Page
B15, B28

CtpaHunua/Page
B25

CTtpaHuua/Page
B29-B30



Ppe3epoBaHne KaHaBOK METOAOM
KPYyroBou UHTEepnonsauum (ﬁh HORN |]|D

Groove Milling by circular interpolation

M306

Ppe3a co CMEHHOM pexyLuen Milling shank with
NJacTUHOWM exchangeable insert

& otBepcTmd oT 10 Mm from bore @ 10 mm

B3



®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBocTOBUK (ppesbl M306 e —~

Mlllmg shank C BHYTpeHHUM nogsogom COX
with through coolant supply
@ pexyLuen KpoMKM Cutting edge @ 9,6/11,7 mm

\_ Y,

MaTepuan XxBoCcTOBMKa: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

Material of shank: Carbide - Giving a good vibration resistance
Ana nnacTtuHbl

for Insert
Tun 108
| Type 306
. 606
I 2
DING535 HA @Ds
/
- _ - N g
B :—:—il: =D
—— S
w =
& ©
<8
O603Ha4yeHue d l, l, d, doépma
Part number Form
M306.0012.01A 12 80 21 6,0 A
M306.0012.02A 12 90 30 6,0 A
M306.0012.03A 12 100 42 6,0 A
M306.0712.02A 12 90 30 7,3 A
M306.0716.01A 16 100 25 7,3 A
M306.0716.02A 16 110 35 7,3 A
[pyrve pasmepsbl - No 3anpocy. Paswvepbl w, Ds, t  CM. pexyLlyio nnactuHy Pa3smepbl ykasaHbl B MM.
Further sizes upon request w, Ds, t_ see inserts Dimensions in mm

MpumeyaHue ans 3akasa:

Bce xBoCTOBMKN (hpe3bl MOTryT UCMONbL30BaTLCA A4Sl NpaBbIX M NeBbix nnactnH Tuna 108.

XBOCTOBUKMN ¢)pe3b| C noBpexgeHHbIM Nocago4vYHbIM MECTOM NoJ NacTuHy MoryTt ObITb ncnpaeneHbl Ha (*)leMe Horn.
Ordering note:

All milling cutter shanks can be used for right and left hand inserts type 108.

Milling cutter shanks with damaged seating can be repaired by HORN.

MOMEHT 3aTsKKM BUHTOB CM. TexXHU4Yeckue pekomMeHgauunu.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M306... 2.6.5T8EP T8PL
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®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBocTOBUK (ppesbl M306 s —~

Mllllng shank C BHYTpeHHUM nogsogom COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ 9,6/11,7 mm

\_ Y,

MaTepuan XxBoCcTOBMKa: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

Material of shank: Carbide - Giving a good vibration resistance
Ana nnacTtuHbl

for Insert
I 1
| Tun 108
2 T 306
DING535 HB @Ds P o6
_q = —_—__i_ _'—'_—_'_/—'D%
B J S
L* =
% O
g Q
b DING535 HE
———
)
O603Ha4yeHue d l, l, d, doépma
Part number Form
M306.0012.01B 12 80 21 6,0 B
M306.0012.02B 12 90 30 6,0 B
M306.0012.03B 12 100 42 6,0 B
M306.0712.02B 12 90 30 7,3 B
M306.0716.01B 16 100 25 7,3 B
M306.0012.01E 12 80 21 6,0 E
M306.0012.02E 12 90 30 6,0 E
M306.0012.03E 12 100 42 6,0 E
M306.0712.02E 12 90 30 7,3 E
M306.0716.01E 16 100 25 7,3 E
[pyrve pasmepsbl - No 3anpocy. Pasmepbl w, Ds, t _ CM. pexyLyro niactuHy Pa3amepbl ykasaHbl B MM.
Further sizes upon request w, Ds, t_ see inserts Dimensions in mm

anMe‘-IaHVIe Ana 3aKa3a.

Bce xBocTOBMKM (hpesbl MOryT UCNOMNb30BaTbCA AN NpaBbIX U NeBbIxX nnactnH Tuna 108.

XBOCTOBUKMN CbpeBbI C noBpeXxaeHHbIM nocaao4YHbiM MECTOM noA NiacTuHy MoryT ObITb ncnpaeneHbl Ha cbmpme Horn.
Ordering note:

All milling cutter shanks can be used for right and left hand inserts type 108.

Milling cutter shanks with damaged seating can be repaired by HORN.

MOMEHT 3aTsDKKM BUHTOB CM. TEXHUYECKME PEKOMEHAALNN.

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

3anacHble Yactu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M306... 2.6.5T8EP T8PL

BS



®pesepoBaHne KaHaBOK/TopLeBoe (hppe3epoBaHme

Groove Milling / Face Milling

(ph HORN i)

XBocTOBUK (ppesbl M306 e

Milling shank

LinnnHaopuyeckas TBepgocnnaBHas onpaska nog LaHrm
Cylindrical carbide shank for collets

N

o

MaTepuan XxBoCcTOBMKa: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

Material of shank: Carbide - Giving a good vibration resistance

DIN6535 HA

Ana nnacTuHbl

for Insert

Tun
Type

Ob6osHauyeHune d I,

Part number

M306.0707.03A 7,5 100

M306.1010.03A 10,0 120
[pyrve pasmepsbl - No 3anpocy. Paswmepbi t 1 Ds - cMoTpyTe NnacTuHbl
Further sizes upon request t.c @nd Ds see inserts

MpumeyaHve ans 3akasa:

108
306
606

dopma
Form
A
A

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

Kopnyc dopesbl ¢ noBpexaeHHbIM NocagovHbIM MECTOM MOA NIacTUHY MOXeT OblTb BOCCTAHOBIEH Ha chmpme Horn.

Ordering note:

Milling cutter shanks with damaged seating can be repaired by HORN.
MOMEHT 3aTsXKKM BUHTOB CM. TexHU4Yeckmne pekoMeHaaumm.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M306... 2.6.5T8EP T8PL
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®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBocTOBUK (ppesbl M306ER e

Milling shank

XBOCTOBUK nop, LaHroeble natpoHbl DIN ISO 15488
Milling shanks for collet chucks DIN ISO 15488

¢ koHycom ER ans TokapHbIx cTaHKOB

with ER taper for CNC-lathes
Ana nnacTtuHbl

for Insert
Tun 108
’ @ Ds Type 306
e 606
ER...
’ ‘ i I
5 ©
Sty @
T - !
o
y of
O603Ha4yeHue d l, d, Spannmutter
Part number Clamping nut
M306.ER11.02 11 16 6 ER11.6499
[pyrve pasmepsbl - N0 3anpocy. Pasmepbl w, Ds, t _ CM. pexyLlyio nnactuHy Pa3mepbl ykazaHbl B MM.
Further sizes upon request w, Ds, t . see inserts Dimensions in mm

MpumeyaHue ans 3akasa:

HaKVI,D,HaH ramka 3akasbliBaeTcst oTAesN1bHO

Ordering note:

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

Bce pesepHble XBOCTOBUKM MOXHO UCMONb30BaTh 411 NpaBbIX U NEBbIX pexyLmx nnactmH Tuna 108.
All milling cutter shanks can be used for right and left hand inserts type 108.

MOMEHT 3aTSKKM BUHTOB CM. TEeXHUYeckue pekomMmeHgauunn.

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

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M306.ER11.02 2.6.5T8EP T8PL
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

XBocToBUK pe3bl

Milling shank

CranbHas umnuHapuyeckasi onpaBka nog LaHru
Cylindrical steel milling shank for collets

O51s TOKapHbIX cTaHkoB ¢ YlY
with cylindrical shank for CNC-lathes

M3

06.ST

|
2 DIN1835 A @Ds
o /
i [ )
g [ 2 @
< HE k] ©
Rl —
DIN1835 B
-DGI
B Q
O6Go3Ha4yeHue d I, l,
Part number
M306.ST10.01A 10 60 15
M306.ST12.01A 12 70 15
M306.ST10.01B 10 60 15
M306.ST12.01B 12 70 15

[pyrue pa3mepbi - Mo 3anpocy.

Further sizes upon request
MpumeyaHue ansa 3akasa:

Pasmepsbl w, Ds, t
w, Ds, t  see inserts

CM. PEXYLLYIO NNacTUHy

max

Ana nnacTuHbl

for Insert

Tun
Type

o

iy

[e>BN >Rl e)INe)]

108
306

606

Pa3mepbl ykasaHbl B MM.
Dimensions in mm

Bce dpesepHble XBOCTOBMKM MOXHO UCMOMNb30BaTh Af1s1 NPaBblX U NEBLIX peXyLUmMx nnactvH Tuna 108.

Ordering note:

All milling cutter shanks can be used for right and left hand inserts type 108.

3anacHble YacTu
Spare Parts

XBocToBUK hpe3bl
Milling shank

M306...

B8

3axumHou BUHT | Kntou Tun TORX PLUS®
TORX PLUS® Wrench

Clamping Screw
2.6.5T8EP

T8PL



®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

Bba3oBas aepxaBka WFB
Basic Holder

Basosasi onpaska WFB.20 ans dpesbl ¢ pe3b60BbIM XBOCTOBUKOM
Basic holder WFB.20 for screw-in cutter

O6Go3Ha4yeHue | |
Part number

WFB.2012.M081.01 35 7

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request

Ans dpesbl ¢ pe3bGoBLIM XBOCTOBUKOM

for Screw-in cutter

Tun M306.M081...
Type M308.M081...

M311.M081...
M313.M081...
M328.M081...
M332.M081...

d, d

16 30

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

B9



®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

Ppe3a c pe3L60BbLIM
XBOCTOBUKOM

Screw-in cutter

M306.M

®pe3sa ¢ pe3b60BbLIM XBOCTOBUKOM Ans 6a3oBor onpaeku WFB.20
Screw-in Cutter for basic holder type WFB.20

od
|
‘.é‘
SWA3
|
|
M8x1
210

i
i
216
|

tmax
g

O6Go3Ha4yeHue l, I, I8
Part number

M306.M081.01 37 11 25

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request

Paamepbl w, Ds, t
w, Ds, t_ see inserts
MOMEHT 3aTSKKN BUHTOB CM. TEXHUYeckue pekomMeHgaunu.
For torque specification of the screw, please see Technical Instructions.

CM. PEXYLLYIO NIacTUHy

max

3anacHble YacTu
Spare Parts

®pesa c pe3b60BbIM XBOCTOBUKOM | 3aXkMMHOM BUHT | Kntou Tun TORX PLUS®
Screw-in cutter Clamping Screw TORX PLUS® Wrench

M306.M081.01 2.6.5T8EP T8PL
B10

Ana nnacTuHbl

for Insert
Tun 108
Type 306
606
d, SW
6 13

Pa3amepbl ykasaHbl B MM.
Dimensions in mm



®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

NMnacTtunHa 108 e ) — >

Insert
my6uHa kaHaBku 4O Depth of groove up to 1 mm
LLinpnHa kaHaBkmn Nw Width of circlip Nw 0,7-0,9 mm |
@ pexxyLuen KpoMKM Cutting edge @ 9,6 mm \_ j

LLInpuHa kaHaBok nog ctonopHble konbua no DIN 471/472

Widths for circlip grooves DIN 471/472
Ons ope3epHOro XBOCToBMKA

f for Milling shank
P - Tun  M306
' » Type M306.ER
'g o = M306.ST
; Q M306.M
g
2 a
+ gi
1
n *f : ”
t Y
mare XBOCTOBUK (hpesbl
OorpaHu4eHHas rnybuHa
pesaHus
R = nokasaHo npaBoe ucrnomnHeHne L = neBoe vcnonHeHve limited depth of cut
R = right hand version shown L = left hand version
O6o3HayeHune Ds w Nw s 8 f a d b z
Part number
R/L108.0070.00 9,6 0,74 0,7 3,6 3,2 4,8 7,8 6 1 1
R/L108.0080.00 9,6 0,84 0,8 3,6 3,2 4,8 7,8 6 1 1
R/L108.0090.00 9,6 0,94 0,9 3,6 3.2 4,8 7,8 6 1 1

A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpuMeHeHue / alternative recommendation
- HENPUrOAHbIN / not suitable

TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades

TBEPAbIV CMMaB C MNOKPbITMEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpLOro cnnasa
Dimensions in mm Carbide grades
Beibepute R nnu L ncnonHexue.
State R or L version
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

NMnacTtuHa 108

Insert
my6uHa kaHaBku 4O Depth of groove up to 1 mm
LLinpnHa kaHaBkmn Nw Width of circlip Nw 1,1-1,6 mm
@ pexxyLuen KpoMKM Cutting edge @ 9,6 mm

LLInpuHa kaHaBok nog ctonopHble konbua no DIN 471/472
Widths for circlip grooves DIN 471/472

f

./-

T

w —
O =
s i
g a
¢!
2 Z f @
N S YL
i
| Lo XBOCTOBUK (hpesbl
R = nokasaHo npaBoe ncnonHeHne L = neBoe ncnonHeHne
R = right hand version shown L = left hand version
O603Ha4yeHue Ds w Nw s f a
Part number
R/L108.0110.00 9,6 1,19 1,1 3,2 4,8 7,8
R/L108.0130.00 9,6 1,39 1,3 3,2 4,8 7,8
R/L108.0160.00 9,6 1,69 1,6 3,2 4.8 7,8

A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpuMeHeHue / alternative recommendation
- HENPUrOAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMMaB C MNOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm
Beibepute R nnu L ncnonHexue.
State R or L version

B12
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N

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

M306
M306.ER
M306.ST
M306.M

TN35

A/A | A/A | A/A | A/A

A/A | A/A | A/A | A/A

Mapku TBEpLOroO cnnasa
Carbide grades



®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

1 N\
MNnacTtuHa 108 e \
Insert
rJ'Iy6|/IHa KaHaBKU OO Depth of groove up to 1 mm
LLinpnHa kaHaBku 0o Width of groove up to 1,5-2 mm |
@ pexxyLuen KpoMKM Cutting edge @ 9,6 mm \ J
Ons ope3epHOro XBOCToBMKA
f for Milling shank
o
yor e - Tun  M306
: : Type M306.ER
Ee] 8 g I M306.ST
= ) M306.M
N
g a
¢!
2 i T »
N S YL
i
| Lo XBOCTOBUK (hpesbl
R = nokasaHo npaBoe UCNoJIHeEHne L = neBoe ncnonHeHne
R = right hand version shown L = left hand version
O603Ha4yeHue Ds w s f a d t oo z
Part number
R/L108.0150.00 9,6 1,5 3,2 4.8 7,8 6 1 1
R/L108.0200.00 9,6 2,0 3,2 4,8 7,8 6 1 1 A/A | A/A | A/A | A/A

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMA / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I c Hanarkon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM. Mapku TBEpPAOrO cnnasa
Dimensions in mm Carbide grades

Beibepute R nnu L ncnonHexue.
State R or L version

B13



®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

NnactuHa 108 - N\
Insert
rJ'Iy6|/IHa KaHaBKU OO Depth of groove up to 1 mm
[MonHeIn pagnyc Full radius 0,4-0,9 mm v
@ pexxyLuen KpoMKM Cutting edge @ 9,6 mm \ /
Ons ope3epHOro XBOCToBMKA
f for Milling shank
r—
' ] Tun M306
Ve . Type  M306.ER
\ & M306.ST
Tl A - M306.M
\‘—.
a
8 l.r
g I\
= ! &
—
==
: | ;
b \XBOCTOBVIK hpesbl
MonHbIN paguyc
Full radius
R = nokasaHo npaBoe ucnonHeHve L = neBoe ucnonHexHne
R = right hand version shown L = left hand version
O603Ha4yeHue Ds w s f a d r t o z
Part number
R/L108.0004.08 9,6 0,8 3,2 4.8 7,8 6 0,4 1 1
R/L108.0006.12 9,6 1,2 3,2 4.8 7,8 6 0,6 1 1
R/L108.0009.18 9,6 1,8 3,2 4,8 7,8 6 0,9 1 1

A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request

o OCHOBHOE npumeHeHwue / recommended

0 AnbTepHaTUBHOE NpuMeHeHue / alternative recommendation

- HENPUrOAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMMaB C MNOKPbITUEM / coated grades

I ¢ Hanankon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM.

Dimensions in mm

Beibepute R nnu L ncnonHexue.

State R or L version

Opyrue paguyca - No 3anpocy.

Further radii upon request

Mapku TBEpLOroO cnnasa
Carbide grades

B14



CHATHe hacku
Chamfering

(ph HORN i)

NMnacTtuHa 108

Insert
Pasmep cacku oo Size of chamfer up to 1,4 mm
@ pexyLuen KpoMKM Cutting edge @ 9,3 mm

¥ e
@d
@Ds
|

XBOCTOBUK (ppesbl

R = nokasaHo npaBoe UCNoJIHeEHne L = neBoe ncnonHeHne

R = right hand version shown L = left hand version
O6o3HayeHune E s f Ds a d
Part number
R/L108.4545.02 1,8 3,6 4,65 O8S 7,65 6

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request

o OcHOBHOE npumeHeHwue / recommended

0 AnbTepHaTMBHOE NpUMeEHEHUe / alternative recommendation

- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIV CNnaB C NOKPbITUEM / coated grades

I ¢ Hanawvikon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM.

Dimensions in mm

Bbibepute R unu L ncnonHeHue.

State R or L version

[pyrve pasmepsbl - No 3anpocy.

Further sizes upon request

0,2

45°

\_

\

| —

y/

_J

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

M306
M306.ER
M306.ST
M306.M

Mapku TBEpAOrO cnnasa
Carbide grades
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

NMnactunHa 306

Insert
my6uHa kaHaBku 4O Depth of groove up to 1,15 mm
LLinpnHa kaHaBkmn Nw Width of circlip Nw 0,5-0,7 mm
@ pexxyLuen KpoMKM Cutting edge @ 9,7 mm

LLInpuHa kaHaBok nog ctonopHble konbua no DIN 471/472
Widths for circlip grooves DIN 471/472

b

W-0‘02

o, | \XBOCTOBI/IK thpesbl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue Ds w Nw s
Part number

306.0050.10.00 9,7 0,57 0,5 34
306.0070.10.00 9,7 0,77 0,7 34

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMSA / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I ¢ Hanamkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

B16
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Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M306

Type M306.ER
M306.ST
M306.M

OorpaHu4eHHas rnybuHa

pe3aHus
limited depth of cut

Sl tmax z
3,2 0,85 3
3,2 1,15 3)

Mapkun TBEpPAOro crnnaea
Carbide grades



®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

NMnactunHa 306

Insert

my6uHa kaHaBku 4O Depth of groove up to 1,5 mm
LLinpnHa kaHaBkmn Nw Width of circlip Nw 0,8-1,6 mm
@ pexxyLuen KpoMKM Cutting edge @ 9,7 mm

LLInpuHa kaHaBok nog ctonopHble konbua no DIN 471/472
Widths for circlip grooves DIN 471/472

W—O‘OZ

-

max ‘ \XBOCTOBMK thpessbl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue Ds w Nw
Part number

306.0080.10.00 9,7 0,87 0,8
306.0090.10.00 9,7 0,97 0,9
306.0100.10.00 9,7 1,07 1,0
306.0110.10.00 9,7 1,21 11
306.0130.10.00 9,7 1,41 1,3
306.0160.10.00 9,7 1,71 1,6

A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE NpumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHNe / alternative recommendation
- HEMPUroZHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMNaB C MNOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

3,2
3,2
3,2
3,2
3,2
3.2

[

~

o

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

i85
15
15
15
15
15

M306
M306.ER
M306.ST
M306.M

W W wWwwww

AS45

TA45

> > > > > >

Mapku TBEpPLOrO cnnasa

Carbide grades
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun Cﬁh HORN I]h)

Groove Milling by circular interpolation

NMnactunHa 306 ~

D )

Insert
my6uHa kaHaBku 4O Depth of groove up to 2,5 mm
LLinpnHa kaHaBkmn Nw Width of circlip Nw 1,1-1,6 mm
@ pexxyLuen KpoMKM Cutting edge @ 11,7 mm \

LLInpuHa kaHaBok nog ctonopHble konbua no DIN 471/472
Widths for circlip grooves DIN 471/472

Ans hpesepHOro XBoCTOBYKA

M306
M306.ER
M306.ST
M306.M

> > » MG12

T for Milling shank
Tvn
— Type
o I
e
3 1
! I 7 X 1
ol ! \XBOCTOBVIK chpesbl
[NokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O603Ha4yeHue Ds w Nw s b
Part number
306.0110.00 1,7 1,21 1,1 3,2 2,5
306.0130.00 1,7 1,41 1,3 3,2 2,5
306.0160.00 1,7 1,71 1,6 3,2 2,5

A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpuMeHeHue / alternative recommendation
- HENPUrOAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMMaB C MNOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

B18

Mapku TBEpLOroO cnnasa
Carbide grades



®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

NMnactunHa 306 T D
Insert obpaboTka antoMUHKSA
machining of aluminium S l
N
my6uHa kaHaBku 4O Depth of groove up to 2,5 mm
LLinpnHa kaHaBkmn Nw Width of circlip Nw 1,1-1,6 mm
@ pexxyLuen KpoMKM Cutting edge @ 11,7 mm \

LLInpuHa kaHaBok nog ctonopHble konbua no DIN 471/472

Widths for circlip grooves DIN 471/472
Ons ope3epHOro XBOCToBMKA

T for Milling shank
Tun M306
— Type M306.ER
7 M306.ST
M306.M
o i
2
g [ ——. 1
1 ‘
ol ! \XBOCTOBVIK chpesbl

[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version

O603Ha4yeHue Ds w Nw s b z

Part number

306.0110.40 11,7 1,21 1,1 3,2 25 3

306.0130.40 11,7 1,41 1,3 3,2 2,5 3

306.0160.40 11,7 1,71 1,6 3,2 25 3
A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpuMeHeHue / alternative recommendation
- HENPUrOAHbIN / not suitable

TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMMaB C MNOKPbITUEM / coated grades

I ¢ Hanankon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpLOro cnnasa
Dimensions in mm Carbide grades
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

NMnactunHa 306

Insert
my6uHa kaHaBku 4O Depth of groove up to 1,5 mm
LLinpnHa kaHaBku Width of groove 1,5-2 mm
@ pexxyLuen KpoMKM Cutting edge @ 9,7 mm

=
s
]

W*O‘OZ
-
|
S

e | XBOCTOBUK thpesbl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue Ds w s r
Part number

306.0150.10.00 9,7 1,5 3,2 -
306.0200.10.00 9,7 2,0 3,2 0,2

A co Cknapa/onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMSA / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I ¢ Hanamkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm
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[

D )

o

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

15
15

M306
M306.ER
M306.ST
M306.M

> » AS45

Mapkun TBEpPAOro crnnaea
Carbide grades



®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

NMnactunHa 306

Insert
my6uHa kaHaBku 4O Depth of groove up to 2,5 mm
LLinpnHa kaHaBku Width of groove 1,5-3 mm
@ pexxyLuen KpoMKM Cutting edge @ 11,7 mm

w02
S

XBOCTOBUK (hpesbl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue Ds w s r
Part number

306.0150.00 1,7 15 3,2 -
306.0200.00 1,7 2,0 3,2 0,2
306.0250.00 1,7 2,5 3,2 0,2
306.0300.00 1,7 3,0 3,2 0,2

A co Cknapa /onstock A4 Hepenu/ 4 weeks x INo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeEHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM.
Dimensions in mm

25
2,5
25
2,5

[

D )

o

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

W w ww

M306

M306.ER

M306.ST

M306.M
N 0 Te) [%s]
Ol H | T2
S | < |- |-
A A A A
A A A A
A A A A

A A

Mapkn TBEpPAOro crnnaea
Carbide grades
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

NMnactunHa 306

Insert obpaboTka antoMUHKSA
machining of aluminium
my6uHa kaHaBku 4O Depth of groove up to 2,5 mm
LLinpnHa kaHaBku Width of groove 1,5-2,5 mm
@ pexxyLuen KpoMKM Cutting edge @ 11,7 mm

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6o3Ha4YeHune Ds w s
Part number

306.0150.40 11,7 15 3,2
306.0200.40 11,7 2,0 3,2
306.0250.40 11,7 2,5 3,2

A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpuMeHeHue / alternative recommendation
- HENPUrOAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMMaB C MNOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

B22

0,2
0,2

[

D )

o

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

2,5
2,5
2,5

M306
M306.ER
M306.ST
M306.M

Mapku TBEpLOroO cnnasa
Carbide grades



®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

Mnactuna 306 SRAE N
Insert
N
my6uHa kaHaBku 4O Depth of groove up to 2,5 mm
LLinpnHa kaHaBku Width of groove 1 mm
@ pexxyLuen KpoMKM Cutting edge @ 11,7 mm \
Ons ope3epHOro XBOCToBMKA
for Milling shank
Tun M306
Type M306.ER
M306.ST
M306.M
(O\l'
21
£
i
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O603Ha4yeHue Ds w s b Z
Part number
306.0100.1.00 1,7 1 3,2 2,5 8
A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTMBHOE NpUMeEHEHUe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIV CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

NMnactunHa 306

Insert
my6uHa kaHaBku 4O Depth of groove up to 2,5 mm
[MonHeIn pagnyc Full radius 1,1 mm
@ pexxyLuen KpoMKM Cutting edge @ 11,7 mm

\
C

N/ | S N
| |
{1 | |
XBOCTOBUK (hbpesbl /
MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue Ds W s r t oo
Part number
306.0011.22 1,7 2,2 3,2 1,1 2,5

A co Cknapa/onstock A4 Hepenu/ 4 weeks x [lo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUMBHOE NpUMeEHEHUe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIV CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pasmepbl ykasaHbl B MM.
Dimensions in mm

B24

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M306

Type M306.ER
M306.ST
M306.M

MonHbIN paguyc
Full radius

Mapku TBEpAOrO cnnasa
Carbide grades



®pesepoBaHne oTBEPCTUN U 00paboTKa hacok
Milling of bores and Chamfering

(ph HORN i)

MnacTuHa
Insert

306

Size of chamfer up to
Cutting edge @

1,4 mm
9,3-11,7 mm

Pasmep cacku go
@ pexyLuen KpoMKM

[72]
- )
-
950
tma_x__l—[_:‘ B
. |
1 !
BT Ve
o (I i L? =AY
bD | il
XBOCTOBMK (hpesbl ~ XBOCTOBMK hpesbl
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O603Ha4yeHue E s Ds w dopma t oo
Part number $dépma
306.4545.00 11 3,4 11,7 1,2 A 0,8
306.4593.20 1,6 3,4 9,3 0,2 B 14

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMA / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I c Hanarkon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM.
Dimensions in mm

~

N
N\

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M306
Type M306.ER
M306.ST
M306.M
Z
8
3

Mapkn TBEpPAOro crnnaea
Carbide grades
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

NMnactunHa 606

Insert
my6uHa kaHaBku 4O Depth of groove up to 2,5 mm
LLinpnHa kaHaBkmn Nw Width of circlip Nw 1,1-1,6 mm
@ pexxyLuen KpoMKM Cutting edge @ 11,7 mm

LLInpuHa kaHaBok nog ctonopHble konbua no DIN 471/472
Widths for circlip grooves DIN 471/472

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue Ds w Nw
Part number

606.0110.00 1,7 1,21 1,1
606.0130.00 1,7 1,41 1,3
606.0160.00 1,7 1,71 1,6

A co Cknapga/onstock A4 Hepenu/ 4 weeks X IMo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpuMeHeHue / alternative recommendation
- HENPUrOAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMMaB C MNOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm
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3,5
S15)
3,5

[

D )

o

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

2,5
2,5
2,5

M306
M306.ER
M306.ST
M306.M

Mapku TBEpLOroO cnnasa
Carbide grades



®dpe3epoBaHMe KaHAaBOK MeTOAOM

KPYyroBon MHTepnonsuu

Groove Milling by circular interpolation

(ph HORN i)

NMnactunHa 606
Insert
my6uHa kaHaBku 4O Depth of groove up to 2,5 mm
LLinpnHa kaHaBku Width of groove 1,5-2,5 mm
@ pexxyLuen KpoMKM Cutting edge @ 11,7 mm
=
i \
= 0
XBOCTOBUK dhpesbl
[Moka3aHo npaBoe McnorHeHne
Picture = right hand cutting version
O6Go3Ha4yeHue Ds W s
Part number
606.0150.00 11,7 15 3,2
606.0200.00 11,7 2,0 35
606.0250.00 11,7 2,5 &5

A co Cknapga/onstock A4 Hepenu/ 4 weeks X IMo 3anpocy / upon request

o OCHOBHOE npumeHeHwue / recommended

0 AnbTepHaTUBHOE NpuMeHeHue / alternative recommendation

- HENPUrOAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMMaB C MNOKPbITUEM / coated grades
I ¢ Hanankon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM.
Dimensions in mm

aRlAR

N

Onst ppesepHOro XBoOCToBMKa
for Milling shank
Tun M306
Type M306.ER
M306.ST
M306.M
r b z
= 25 6
0,2 2,5 6
0,2 2,5 6

Mapku TBEpLOro cnnasa
Carbide grades
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CHsTue chacku Cﬁh HORN fil1)

Chamfering

MNnactuHa 606 e B\
Insert

LnpnHa dacku Width of chamfer 1,1-1,5 mm

@ pexyLuen KpoMKM Cutting edge @ 11,7 mm

. J

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M306
Type M306.ER
M306.ST
M306.M

[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version

O6o3Ha4YeHune E s Ds w a b VA 0

Part number 2

'_

606.1515.20 1,9 3,7 1,7 0,2 15° 15 6 A

606.2020.20 1,9 3,7 1,7 0,2 20° 15 6 A

606.3030.20 1,9 3,7 1,7 0,2 30° 15 6 A

606.4545.20 1,9 3,7 1,7 0,2 45° 11 6 A
A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable

TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades

I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
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TopueBoe hpesepoBaHMe
Face Milling

(ph HORN i)

MnacTtuHa 606

Insert
[my6buHa pesaHus oo Depth of cut up to 3,2 mm
@ pexyLuen KpoMKM Cutting edge @ 11,7 mm

__I___ -
j\XBOCTOBMK tbpesbl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3HauyeHune Ds Z r
Part number
606.PLT6.08 1,7 6 0,8

A co Cknapa/onstock A4 Hepenu/ 4 weeks x [lo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpMMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIV CNNaB C NOKPbITUEM / coated grades
I c Hanamnkon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM.
Dimensions in mm

\

\

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

M306
M306.ER
M306.ST
M306.M

3,6

Mapku TBEpAOrO cnnasa
Carbide grades
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TopueBoe hpesepoBaHMe
Face Milling

(ph HORN i)

MnacTtuHa 606

Insert
[ny6uHa pesaHunsa o Depth of cut up to 1,
@ pexyLuen KpoMKM Cutting edge @ 11,

max
e

XBOCTOBUK hpesbl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue Ds Z r
Part number

606.0015.22 1,7 6 0,2
606.0030.22 1,7 6 0,2
606.0045.22 1,7 6 0,2

A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHue / alternative recommendation
- HEMpUroaHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMMaB C MNOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

B30

15°
30°
45°

/

X

.
q,_o

@

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

0,7
1,4
15

M306
M306.ER
M306.ST
M306.M

3,5
S15)
3,5

Mapku TBEpLOroO cnnasa
Carbide grades



(ph HORN pill)
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun

Groove Milling by circular interpolation

(ph HORN i)

XBOCTOBWK (hpesbl
Milling shank

M308/M308.ST/
M308.ER

ba3soBas onpaeka
Basic Holder

WFB

Ppesa ¢ pe3abboBbIM

XBOCTOBUKOM
Screw-in cutter

M308.M

MnactuHa
Insert

111/308/608

B32
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Ppe3epoBaHne KaHaBOK METOAOM
KPYyroBou UHTEepnonsauum (ﬁh HORN |]|D

Groove Milling by circular interpolation

M308

Ppe3a co CMEHHOM pexyLuen Milling shank with
NJacTUHOWM exchangeable insert

& otBepcTna o1 13,7 MM from bore @ 13,7 mm

B33



®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBocTOBUK (ppesbl M308 s —~

Mllllng shank C BHYTpeHHUM nogsogom COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ 13,4/15,7 mm

\_ Y,

MaTepuan XxBoCcTOBMKa: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

Material of shank: Carbide - Giving a good vibration resistance
Ana nnacTtuHbl

for Insert
| i Tvn 111
Type 308
[P 608
DING535 HA @Ds
,/‘
= : rd _‘/ {E
-t = Z—:—i': EEe———————= O r
o Q
W 5
|
g
O603Ha4yeHue d l, l, d, doépma
Part number Form
M308.0012.01A 12 95 29 8,0 A
M308.0012.02A 12 110 42 8,0 A
M308.0012.03A 12 120 56 8,0 A
M308.0012.07 A 12 160 - 8,0 A
M308.1012.02A 12 110 42 9,5 A
M308.1016.01A 16 110 33 9,5 A
M308.1016.02A 16 110 45 9,5 A
M308.1016.03A 16 130 64 9,5 A
[pyrue pasmepsbl - No 3anpocy. Pasmepbl w, Ds, t__ CM. pexyliyto nnactuHy Pa3mepbl ykaszaHbl B MM.
Further sizes upon request w, Ds, t  see inserts Dimensions in mm

I'Ipumeqal-me AnA 3aKasa:

Bce xBocTOBYMKM (hpe3bl MOryT MCNOMb30BaThCA AN NpPaBbIX 1 NeBbIX nnactuH Tuna 111.

XBOCTOBUKM (hpesbl C NOBPEXAEHHBIM NOCAA04YHLIM MECTOM MO, NNACTUHY MOryT ObITb UCTpaBneHbl Ha chrpme Horn.
Ordering note:

All milling cutter shanks can be used for right and left hand inserts type 111.

Milling cutter shanks with damaged seating can be repaired by HORN.

MOMEHT 3aTSKKN BUHTOB CM. TexHuU4Yeckune pekomeHgauunun.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M308... 3.5.12T10EP T10PL

B34



®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBocTOBUK (ppesbl M308 s —~

Mllllng shank C BHYTpeHHUM nogsogom COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ 13,4/15,7 mm

\_ Y,

MaTepuan XxBoCcTOBMKa: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

Material of shank: Carbide - Giving a good vibration resistance
Ana nnacTtuHbl

for Insert
I
Twun 111
I 2 Type 308
DIN6535HB @Ds 608
‘i} 1l o a2 i
=g
W -
: 8
& DIN6535 HE
S
=9
O603Ha4yeHue d l, l, d, doépma
Part number Form
M308.0012.01B 12 95 29 8,0 B
M308.0012.02B 12 110 42 8,0 B
M308.0012.03B 12 120 56 8,0 B
M308.1012.02B 12 110 42 9,5 B
M308.1016.01B 16 110 59 9,5 B
M308.1016.02B 16 110 45 9,5 B
M308.1016.03B 16 130 64 9,5 B
M308.0012.01E 12 95 29 8,0 E
M308.0012.02E 12 110 42 8,0 E
M308.0012.03E 12 120 56 8,0 E
M308.1012.02E 12 110 42 93 E
M308.1016.01E 16 110 33 9,5 E
M308.1016.02E 16 110 45 9.5 E
M308.1016.03E 16 130 64 9,5 E
[pyrve pasmepsbl - No 3anpocy. Pasvepbl w, Ds, t  CM. pexyLlyio nnactuHy Pa3smepbl ykasaHbl B MM.
Further sizes upon request w, Ds, t . see inserts Dimensions in mm

MpumeyaHue ansa 3akasa:
Bce xBocTOBMKN (hpe3bl MOryT UCNOMb30BaThLCA AMs NpaBbIX M NeBbIx NnactnH Tuna 111.
XBOCTOBUKM (hpe3bl C MOBPEXAEHHBIM NOCAA0YHLIM MECTOM MO, NAACTUHY MOryT ObITb UCTpaBneHbl Ha chpme Horn.

Ordering note:
All milling cutter shanks can be used for right and left hand inserts type 111.
Milling cutter shanks with damaged seating can be repaired by HORN.

MoOMEHT 3aTsKKM BUHTOB CM. TexHu4Yeckue pekomMeHagauuu.
For torque specification of the screw, please see Technical Instructions.

3anacHble Yactu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M308... 3.5.12T10EP T10PL
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

XBocToBUK pe3bl

Milling shank

M308.ST

CranbHas umnuHapuyeckasi onpaBka nog LaHru
Cylindrical steel milling shank for collets

O51s TOKapHbIX cTaHkoB ¢ YlY
with cylindrical shank for CNC-lathes

-—

|
2
= —— DIN1835 A
S
A ‘ @‘
E 1 B
& A !
x
_._'E |
,Wﬁ < DIN1835 B
gl
o
B Q
O6Go3Ha4yeHue d I,
Part number
M308.ST10.01A 10 60
M308.ST12.01A 12 70
M308.ST13.01A 13 70
M308.ST10.01B 10 60
M308.ST12.01B 12 70

[pyrve pa3mepbi - Mo 3anpocy.

Further sizes upon request
MpumeyaHue ansa 3akasa:

Bce (bpesepHblie XBOCTOBUKM MOXHO UCMOMb30BaTh 4S8 MPaBbIX Y NEBbIX pexyLumx nnactvH Tuna 111.

Ordering note:

Pasmepbl w, Ds, t

max

w, Ds, t . see inserts

All milling cutter shanks can be used for right and left hand inserts type 111.

3anacHble YacTu
Spare Parts

XBocToBUK hpe3bl
Milling shank

M308...

B36

2

18
18
26
18
18

CM. PEXYLLYIO NIacTUHy

3axumHou BUHT | Kntou Tun TORX PLUS®
TORX PLUS® Wrench

Clamping Screw
3.5.12T10EP

T10PL

Ana nNnacTuHbl
for Insert

Tun
Type

iy

0 0 0 0o 0o

Pa3amepbl ykasaHbl B MM.
Dimensions in mm



®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

XBOCTOBMK ppe3sbl M308.ER

Milling shank

XBOCTOBUK Nop, LaHroeble natpoHbl DIN ISO 15488
Milling shanks for collet chucks DIN ISO 15488

¢ koHycoMm ER ans TokapHbIX CTaHKOB

with ER taper for CNC-lathes

2

max

—
]

LER16/20...

O6Go3Ha4yeHue
Part number

M308.ER11.02
M308.ER16.02
M308.ER20.02
[pyrue pasmepsl - Mo 3anpocy.
Further sizes upon request
MpumeyaHue ans 3akasa:

\_H\”ogl
jl_/,ﬂ,lﬂ'!“

LERT1...
d 1, d,
1 16 8
16 22 8
20 22 8

Paamepbl w, Ds, t
w, Ds, t__ see inserts

CM. pexyLLyto NNnacTuHy

max

HakngHas rarka 3akasbliBaeTcs OTAeNbHO

Ordering note:

Clamping nut is not combined with milling shank - separate order required!
Bce dpesepHble XBOCTOBUKM MOXHO UCMONb30BaTh 4118 MpaBbIX Y NEBbIX pexyLumx nnactuHd Tuna 111.
All milling cutter shanks can be used for right and left hand inserts type 111.
MOMEHT 3aTSKKM BUHTOB CM. TEeXHU4Yeckune pekomeHgauunn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu
Spare Parts

XBocToBUK hpe3bl
Milling shank

M308...

3axumHou BUHT | Knrou Tun TORX PLUS®
Clamping Screw TORX PLUS® Wrench

3.5.12T10EP T10PL

ans

NnNacTUHbl

for Insert

Tun
Type

111
308
608

Spannmutter

Clamping nut

ER11.6499
ER16.6499/ERM16.6499
ER20.6499/ERM20.6499

Pa3amepbl ykasaHbl B MM.
Dimensions in mm
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

Bba3oBas aepxaBka WFB
Basic Holder

Basosasi onpaska WFB.20 ans dpesbl ¢ pe3b60BbIM XBOCTOBUKOM
Basic holder WFB.20 for screw-in cutter

O6Go3Ha4yeHue | |
Part number

WFB.2012.M081.01 35 7

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request

B38

Ans dpesbl ¢ pe3bGoBLIM XBOCTOBUKOM

for Screw-in cutter

Tun M306.M081...
Type M308.M081...
M313.M081...
M328.M081...
M332.M081...
M311.M081...

d

16 30

Pa3amepbl ykasaHbl B MM.
Dimensions in mm



®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

®pesa ¢ pe3b60BLIM M308.M

XBOCTOBUKOM
Screw-in cutter

®pesa ¢ pe3abboBbIM XBOCTOBMKOM Ans 6aszosor onpasku WFB.20
Screw-in Cutter for basic holder type WFB.20

il
Mext
210

A [
r ©
— — - e
<1 L Q
= 1 !
-—
P llw
O603Ha4yeHue I, l, I,
Part number
M308.M081.01 37 14 25
[pyrve pasmepsbl - No 3anpocy. Paamepbl w, Ds, t__ CM. pexyLyro nnactuHy
Further sizes upon request w, Ds, t_ see inserts

MOMEHT 3aTSKKN BUHTOB CM. TEXHUYeckue pekomeHgauunn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
®pesa c pe3b60BbLIM XBOCTOBUMKOM | 3aXXMMHOM BUHT | Kntou Tun TORX PLUS®
Screw-in cutter Clamping Screw TORX PLUS® Wrench
M308.M081.01 3.5.12T10EP T10PL

Ana nnacTuHbl

for Insert
Tvn 111
Type 308
608
d1 SW
8 13

Pa3amepbl ykasaHbl B MM.
Dimensions in mm
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

NnactuHa 111

Insert
my6uHa kaHaBku 4O Depth of groove up to 1,5 mm
LLinpnHa kaHaBkmn Nw Width of circlip Nw 0,7-0,9 mm
@ pexxyLuen KpoMKM Cutting edge @ 13,4 mm

LLInpuHa kaHaBok nog ctonopHble konbua no DIN 471/472
Widths for circlip grooves DIN 471/472

f

B 2

@d

@Ds
|

a

T
ma_ | N\ XBOCTOBMK chpesb

R = nokasaHo npaBoe UCNoJIHeEHne L = neBoe ncnonHeHne

R = right hand version shown L = left hand version
O6o3HayeHue Ds w Nw s SH f a
Part number
R/L111.0070.00 134 | 0,74 | 0,7 | 4,15 | 3,95 | 6,7 | 10,7
R/L111.0080.00 134 | 0,84 | 08 | 415 | 3,95 | 6,7 | 10,7
R/L111.0090.00 134 | 0,94 | 09 | 4,15 | 3,95 | 6,7 | 10,7

A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpuMeHeHue / alternative recommendation
- HENPUrOAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMMaB C MNOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm
Beibepute R nnu L ncnonHexue.
State R or L version
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~

NS

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

M308
M308.ER
M308.ST
M308.M

OorpaHu4eHHas rnybuHa

1,2
1,3
15

pe3aHus
limited depth of cut

Mapku TBEpLOroO cnnasa
Carbide grades



®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

NMnacTtuHa 111 s ™\
Insert

my6uHa kaHaBku 4O Depth of groove up to 2,3 mm

LLinpnHa kaHaBkmn Nw Width of circlip Nw 1,1-1,6 mm

@ pexxyLuen KpoMKM Cutting edge @ 13,4 mm \ J

LLInpuHa kaHaBok nog ctonopHble konbua no DIN 471/472

Widths for circlip grooves DIN 471/472
Ons ope3epHOro XBOCToBMKA

f for Milling shank
————
/ . . Tun M308
: ] ' Type M308.ER
I \ - M308.ST
- -
a M308.M
\\_
2 @ |
2] !
z 1 u,
n B L :
I | ‘
tmax XBOCTOBUK (hppesbl
R = nokasaHo npaBoe ucnonHeHve L = neBoe ucnonHexHne
R = right hand version shown L = left hand version
O6o3HayeHune Ds w Nw s f a d t oo z 0
Part number 2
|_
R/L111.0110.00 13,4 1,19 1,1 &2 6,7 10,7 8 2,3 1 A/A | A/A | A/A | A/A
R/L111.0130.00 13,4 1,39 1,3 3,95 6,7 10,7 8 2,3 1
R/L111.0160.00 13,4 1,69 1,6 3,95 6,7 10,7 8 2,3 1 A/A | A/A | A/A | A/A
A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpuMeHeHue / alternative recommendation
- HENPUrOAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMMaB C MNOKPbITMEM / coated grades
I ¢ Hanankon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpLOro cnnasa
Dimensions in mm Carbide grades

Beibepute R nnu L ncnonHexue.
State R or L version
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®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

NMnacTtuHa 111 e ™\
Insert
my6uHa kaHaBku 4O Depth of groove up to 2,3 mm
LLinpnHa kaHaBku Width of groove 1,5-3 mm
@ pexxyLuen KpoMKM Cutting edge @ 13,4 mm \ J
Ons ope3epHOro XBOCToBMKA
f for Milling shank
————
/ . . Tun M308
: ] ' Type M308.ER
I \ - M308.ST
- -
a M308.M
\\_
g 2 |
2] !
z 1 u,
n Bl :
: , :
T XBOCTOBUK (hpesbl
R = nokasaHo npaBoe ucnonHeHve L = neBoe ucnonHexHne
R = right hand version shown L = left hand version
O603Ha4yeHue Ds w s f a d t o Z N | 0| v | W
Part number 6 8 dI’ 2
S |\ w| | F
R/L111.0150.00 13,4 15 3,95 6,7 10,7 8 2,3 1 A/A | A/A | A/A | A/A
R/L111.0200.00 13,4 2,0 3,95 6,7 10,7 8 2,3 1 A/A | A/A | A/A | A/A
R/L111.0250.00 13,4 2,5 3,95 6,7 10,7 8 2,3 1 A/A | A/A | A/A | A/A
R/L111.0300.00 13,4 3,0 3,95 6,7 10,7 8 2,3 1 A/A | A/A | A/A | A/A
A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades

Bbibepute R nnu L ncnonHexue.
State R or L version
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

NMnacTtuHa 111

Insert
Iny6uHa kaHaBku 4o Depth of groove up to 2,3 mm
[MonHeIn pagnyc Full radius 0,4-1,5 mm
@ pexxyLuen KpoMKM Cutting edge @ 13,4 mm
f
g \ - tDn )
N
\‘—.
A a
8 1 5
< v I
2 .
Lias ‘ \ XBOCTOBMK (hbpesbl
R = nokasaHo npaBoe UCMosHeHve L = neBoe ncnonHeHne
R = right hand version shown L = left hand version
O603Ha4yeHue Ds w s f a d
Part number
R/L111.0004.08 13,4 0,8 3,95 6,7 10,7 8
R/L111.0006.12 13,4 1,2 3,95 6,7 10,7 8
R/L111.0009.18 13,4 1,8 3,95 6,7 10,7 8
R/L111.0010.20 13,4 2,0 3,95 6,7 10,7 8
R/L111.0015.30 13,4 3,0 3,95 6,7 10,7 8

A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE NpumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHNe / alternative recommendation
- HEMPUroZHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMnaB C MNOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

Bbibepute R unu L ncnonHexue.
State R or L version

0,4
0,6
0,9
1,0
15

-

~

N/

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

2,3
2,3
2,3
2,3
2,3

M308
M308.ER
M308.ST
M308.M

MonHbIN paguyc

N

Full radius

Mapku TBEpPLOrO cnnasa
Carbide grades
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CHATHe hacku
Chamfering

(ph HORN i)

NMnacTtuHa 111

Insert
Pa3wvep cdacku go Size of chamfer up to 1,5 mm
@ pexyLuen KpoMKM Cutting edge @ 13,4 mm

Vol &
| Q Q N ]
‘ 1
T
a X
X e —— ‘Q/
T
.
|
| — I »
L
XBOCTOBUK (hpe3bl
R = nokasaHo npaBoe UCNoJIHeEHne L = neBoe ncnonHeHne
R = right hand version shown L = left hand version
O603Ha4yeHue E s f Ds a
Part number
R/L111.4545.02 2,4 4,15 6,7 13,4 10,7

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTMBHOE NpUMeEHEHUe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIV CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM.
Dimensions in mm
Bbibepute R unu L ncnonHeHue.
State R or L version
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Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

0,2

M308
M308.ER
M308.ST
M308.M

Mapku TBEpAOrO cnnasa
Carbide grades



®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

NMnactunHa 308

Insert
my6uHa kaHaBku 4O Depth of groove up to 3,5 mm
LLinpnHa kaHaBkmn Nw Width of circlip Nw 1,1-1,6 mm
@ pexxyLuen KpoMKM Cutting edge @ 15,7 mm

LLInpuHa kaHaBok nog ctonopHble konbua no DIN 471/472
Widths for circlip grooves DIN 471/472

XBOCTOBUK hpesbl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue Ds w Nw s
Part number

308.0110.00 15,7 1,21 1,1 4,5
308.0130.00 15,7 1,41 1,3 45
308.0160.00 15,7 1,71 1,6 4,5

A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpuMeHeHue / alternative recommendation
- HENPUrOAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMMaB C MNOKPbITMEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

[

D )

o

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

3,5
345
3,5

M308
M308.ER
M308.ST
M308.M

Mapku TBEpLOro cnnasa
Carbide grades
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

MnacTuHa
Insert

308

obpaboTka antoMUHKSA
machining of aluminium

my6uHa kaHaBku 4O Depth of groove up to 3,5 mm
LLinpnHa kaHaBkmn Nw Width of circlip Nw 1,1-1,6 mm
@ pexxyLuen KpoMKM Cutting edge @ 15,7 mm
LLInpuHa kaHaBok nog ctonopHble konbua no DIN 471/472
Widths for circlip grooves DIN 471/472
A
]
o
z| [ ] [T [ D
w
t
max
ﬁ,, i -,
XBOCTOBUK hpesbl
[MokasaHo NpaBoe NcnonHeHne
Picture = right hand cutting version
O6Go3Ha4yeHue Ds w Nw
Part number
308.0110.40 15,7 1,21 1,1
308.0130.40 15,7 1,41 1,3
308.0160.40 15,7 1,71 1,6

A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpuMeHeHue / alternative recommendation
- HENPUrOAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMMaB C MNOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm
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aRAE )

N y

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M308
Type M308.ER
M308.ST
M308.M
S (. Z
4,5 3,5 3
4,5 3,5 3
4,5 3,5 &

Mapku TBEpLOroO cnnasa
Carbide grades



®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

NMnacTtuHa 308 T D
Insert
. N
my6uHa kaHaBku 4O Depth of groove up to 3,5 mm
LLinpnHa kaHaBku Width of groove 1,5-2,5 mm
@ pexxyLuen KpoMKM Cutting edge @ 15,7 mm \

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M308
Type M308.ER
M308.ST
M308.M
g_ Fal
|
. w
‘\; i
po [
max | -\ XBOCTOBUK hpesbl
[MokasaHo NpaBoe NcnonHeHne
Picture = right hand cutting version
O603Ha4yeHue Ds w s r t o z
Part number
308.0150.00 15,7 1,5 4,5 - &5 3
308.0200.00 15,7 2,0 4.5 0,2 315 3
308.0250.00 15,7 2,5 4,5 0,2 &5 3

A co Cknapga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpuMeHeHue / alternative recommendation
- HENPUrOAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMMaB C MNOKPbITMEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM. Mapku TBEpLOro cnnasa
Dimensions in mm Carbide grades
MpumeyaHue:

MnacTuHbl WupuHon meHee 0,5 MM MOTyT M3roTaBnMBaTLCS MO 3aNPOCY U TOSNBbKO C YMEHbLLUEHHOW rnyOuHo pesaHus.
Note:
Inserts for widths of groove tmax down to 0,5 mm can be delivered with reduced depth upon request.
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

NMnactunHa 308

Insert obpaboTka antoMUHKSA
machining of aluminium
my6uHa kaHaBku 4O Depth of groove up to 3,5 mm
LLinpnHa kaHaBku Width of groove 1,5-2,5 mm
@ pexxyLuen KpoMKM Cutting edge @ 15,7 mm

w

tmax } :
iXBOCTOBMK thpesbl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3HauyeHune Ds w s
Part number

308.0150.40 15,7 15 4,5
308.0200.40 15,7 2,0 4,5
308.0250.40 15,7 2,5 4.5

A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpuMeHeHue / alternative recommendation
- HENPUrOAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMMaB C MNOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

MpumeyaHwue:

aRAE )

N y

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M308
Type M308.ER
M308.ST
M308.M
r b z
- SIS 8
0,2 S 3
0,2 &5 )

Mapku TBEpLOroO cnnasa
Carbide grades

MnactuHbl WupuHon meHee 0,5 MM MOryT U3roTaBNMBATLCS MO 3aMPOCY U TOMbKO C YMEHbLUEHHON rNyOUHON pe3aHusi.

Note:

Inserts for widths of groove tmax down to 0,5 mm can be delivered with reduced depth upon request.
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

NMnactunHa 308

Insert
my6uHa kaHaBku 4O Depth of groove up to 3,5 mm
[MonHeIn pagnyc Full radius 1,1 mm
@ pexxyLuen KpoMKM Cutting edge @ 15,7 mm

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue Ds W s r t o
Part number
308.0011.22 15,7 2,2 4,5 1,1 BI5

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTMBHOE NpUMeEHEHUe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIV CNnaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM.
Dimensions in mm

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M308

Type M308.ER
M308.ST
M308.M

MonHbIN paguyc
Full radius

Mapku TBEpAOrO cnnasa
Carbide grades
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CHsaTne dacku
Chamfering

(ph HORN i)

MnacTtuHa 308

Insert
Pasmep cacku oo Size of chamfer up to 1,2 mm
@ pexyLuen KpoMKM Cutting edge @ 15,7 mm

=

45° A
3 | "
ww !
45° ?‘ :
Lt ' XBOCTOBUK hpesbl
[MokasaHo NpaBoe NcnonHeHne
Picture = right hand cutting version
O603Ha4yeHue E s Ds w
Part number
308.4545.00 1,6 4,7 15,7 1,4

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpMMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIV CNNaB C NOKPbITUEM / coated grades
I c Hanamnkon/Cermet / brazed/Cermet
Pasmepbl ykasaHbl B MM.
Dimensions in mm
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Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M308
Type M308.ER
M308.ST
M308.M
t Z

Mapku TBEpAOrO cnnasa
Carbide grades



®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

NMnacTtuHa 608 T D
Insert
. N
my6uHa kaHaBku 4O Depth of groove up to 3,5 mm
LLinpnHa kaHaBku Width of groove 1,5-2,5 mm
@ pexxyLuen KpoMKM Cutting edge @ 15,7 mm \

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M308
D Type M308.ER
M308.ST
M308.M

W+D‘02

XBOCTOBUK hpesbl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue Ds W s r t o Z
Part number

608.0150.00 15,7 1,5 4,9 - BI5 6
608.0200.00 15,7 2,0 4,9 0,2 35 6
608.0250.00 15,7 2,5 4,9 0,2 BI5 6

A co Cknapga/onstock A4 Hepenu/ 4 weeks X IMo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpuMeHeHue / alternative recommendation
- HENPUrOAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMMaB C MNOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM. Mapku TBEpLOro cnnasa
Dimensions in mm Carbide grades
MpumeyaHue:

MnacTuHbl WupuHon meHee 0,5 MM MOTyT M3roTaBnMBaTLCS MO 3aNPOCY U TOSNBbKO C YMEHbLLUEHHOW rnyOuHo pesaHus.
Note:
Inserts for widths of groove tmax down to 0,5 mm can be delivered with reduced depth upon request.
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CHsiTue cacku Cﬁh HORN fil1)

Chamfering

MNnactuHa 608 e B\
Insert

Pa3wmep dacku Size of chamfer 0,6-1,7 mm

@ pexyLuen KpoMKM Cutting edge @ 15,7 mm

. J

Ons ope3epHOro XBOCToBMKA
for Milling shank

€j§§ﬂ Tun M308

= o ] Type M308.ER
a ] M308.ST
3 — M308.M
B 1
sl A
o 77
t \ X;. /szix//w
max =72 53 T A ik ]
XBOCTOBUK (ppesbl
Moka3aHo npaBoe UCMNONHeHNe
Picture = right hand cutting version
O6o3Ha4YeHne E S Ds w a b b Z W | o
Part number } N
[
608.1515.20 2,6 51 15,7 0,2 15° 2,2 0,6 6 A
608.2020.20 2,6 51 15,7 0,2 20° 2,2 0,8 6 A
608.3030.20 2,6 51 15,7 0,2 30° 2,2 1,3 6 A
608.4545.20 2,6 51 15,7 0,2 45° 1,7 1,7 6
A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
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®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum

Groove Milling by circular interpolation

(ph HORN i)

XBOCTOBWK (hpesbl
Milling shank

M311/M311.ST/
M311.ER

basoBas onpaska
Basic Holder

WFB

dpesa ¢ pe3bboBbIM

XBOCTOBMKOM
Screw-in cutter

M311.M

MnactuHa
Insert

311/611
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®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBou MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

M311

Ppe3a co CMEHHOM pexyLuen Milling shank with
NJacTUHOWM exchangeable insert

@ otBepcTMA OT 18 MM from bore @ 18 mm

BS5



®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBOCTOBUK (hpesbl M311

Mllllng shank C BHYTpeHHUM nogsogom COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ 17,7 mm

MaTepuan XxBoCcTOBMKa: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

Material of shank: Carbide - Giving a good vibration resistance
Ana nnacTtuHbl

for Insert
Tvn 31
| 4 Type 611
I
DING535 HA
& : 2
g:ié R = s = — ]
sl | Q
w =]
Q
O603Ha4yeHue d l, l, d, doépma
Part number Form
M311.0012.01A 12 100 32 9 A
M311.0012.02A 12 100 45 9 A
M311.0012.03A 12 120 64 9 A
M311.0016.01A 16 100 32 9 A
M311.0016.02A 16 110 45 9 A
M311.0016.03A 16 130 64 9 A
M311.1316.01A 16 110 32 13 A
M311.1316.02A 16 130 45 13 A
M311.1316.03A 16 145 64 13 A
[pyrve pasmepsbl - No 3anpocy. Pasmepbl w, Ds, t _ CM. pexyLyro niactuHy Pa3amepbl ykasaHbl B MM.
Further sizes upon request w, Ds, t_ see inserts Dimensions in mm

anI Me4YyaHue OAnsd 3aKasa:

Kopnyc ¢pe3sbl ¢ NoBpexaeHHbIM NOCa04HbIM MECTOM MO, MIACTUHY MOXET OblTb BOCCTaHOBMNEH Ha doupme Horn.
Ordering note:

Milling cutter shanks with damaged seating can be repaired by HORN.

MOMEHT 3aTsKKM BUHTOB CM. TEXHUYEecKne pekomeHgaumnn.

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

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M311... 4.14T15P T15PQ
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®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBOCTOBUK (hpesbl M311

Mllllng shank C BHYTpeHHUM nogsogom COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ 17,7 mm

MaTepuan XxBoCcTOBMKa: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

Material of shank: Carbide - Giving a good vibration resistance
Ana nnacTtuHbl

for Insert
Tvn 31
[ Type 611
I 2
DING6535 HB
: e R I .8
- %__. =Sl e e == = = | + O
] Q
w =]
Q
O603Ha4yeHue d l, l, d, doépma
Part number Form
M311.0012.01B 12 100 32 9 B
M311.0012.02B 12 100 45 9 B
M311.0012.03B 12 120 64 9 B
M311.0016.01B 16 100 32 9 B
M311.0016.02B 16 110 45 9 B
M311.0016.03B 16 130 64 9 B
M311.1316.01B 16 110 32 13 B
M311.1316.02B 16 130 45 13 B
M311.1316.03B 16 145 64 13 B
[pyrve pasmepsbl - No 3anpocy. Pasmepbl w, Ds, t _ CM. pexyLyro niactuHy Pa3amepbl ykasaHbl B MM.
Further sizes upon request w, Ds, t_ see inserts Dimensions in mm

npumeanMe Ansa 3aKasa:

Kopnyc ¢pesbl ¢ NoBpexaeHHbIM NOCag04HbIM MECTOM MO MIACTUHY MOXET OblTb BOCCTaHOBMEH Ha doupme Horn.
Ordering note:

Milling cutter shanks with damaged seating can be repaired by HORN.

MOMEHT 3aTsPKKM BUHTOB CM. TexHU4Yeckne pekomeHgauunun.

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

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M311... 4.14T15P T15PQ
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®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBOCTOBUK (hpesbl M311

Mllllng shank C BHYTpeHHUM nogsogom COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ 17,7 mm

MaTepuan XxBoCcTOBMKa: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

Material of shank: Carbide - Giving a good vibration resistance
Ana nnacTtuHbl

for Insert
Tvn 31
Type 611
ék =
—
rﬁ
O603Ha4yeHue d l, l, d, doépma
Part number Form
M311.0012.01E 12 100 32 9 E
M311.0012.02E 12 100 45 9 E
M311.0012.03E 12 120 64 9 E
M311.0016.01E 16 100 32 9 E
M311.0016.02E 16 110 45 9 E
M311.0016.03E 16 130 64 9 E
M311.1316.01E 16 110 32 13 E
M311.1316.02E 16 130 45 13 E
M311.1316.03E 16 145 64 13 E
Opyrne pasmepsbl - N0 3anpocy. Pasmepbl w, Ds, t _ cM. pexyLuyto Pasmepbl yka3aHbl B MM.
Further sizes upon request nnacTnHy Dimensions in mm
MpumeyaHue ans 3akasa: w, Ds, t  see inserts

Kopnyc ¢pesbl ¢ NoBpexaeHHbIM NOCaA04HbIM MECTOM MO MIACTUHY MOXET OblTb BOCCTaHOBMNEH Ha doupme Horn.
Ordering note:

Milling cutter shanks with damaged seating can be repaired by HORN.

MOMEHT 3aTsKKM BUHTOB CM. TexHU4eckune pekomeHgauunn.

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

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M311... 4.14T15P T15PQ
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®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum

Groove Milling by circular interpolation

(ph HORN i)

XBocToBUK pe3bl

Milling shank

M311.ST

CranbHas umnuHapuyeckasi onpaBka nog LaHru
Cylindrical steel milling shank for collets

O51s TOKapHbIX cTaHkoB ¢ YlY
with cylindrical shank for CNC-lathes

- DIN1835 A
TS
H _© i
L ol , |
E ! o,
1
W) i
O6Go3Ha4yeHue d I,
Part number
M311.ST10.01A 10 60
M311.ST12.01A 12 70
M311.ST13.01A 13 70
M311.ST16.01A 16 80

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request

Paamepbl w, Ds, t
w, Ds, t__ see inserts

MOMEHT 3aTsKKM BUHTOB CM. TEXHUYECKMEe peKOMeHZALNN.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu
Spare Parts

XBocToBUK hpe3bl
Milling shank

M311...

max

2

18
18
26
26

CM. PeXyLLyto MNacTuHy

3axumHou BUHT | Knrou Tun TORX PLUS®

Clamping Screw
4.14T15P

TORX PLUS® Wrench
T15PQ

Ana nnacTuHbl

for Insert
Tvn 31
Type 611
d; dopma
Form
9 A
9 A
9 A
9 A

Pa3mepbl ykasaHbl B MM.
Dimensions in mm
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrosoﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

XBOCTOBUK thpe3bl M311.ST

Milling shank

Linnuaapuyecknii ctanbHon opesepHbI XBOCTOBMK C NbICKOW
Cylindrical steel milling shank with clamping flat

O51s TOKapHbIX cTaHkoB ¢ YlY
with cylindrical shank for CNC-lathes

2 @Ds
[ - DIN1835B ~ =]
| @‘
T S '
g
W —-—
O6Go3Ha4yeHue d I, l,
Part number
M311.ST10.01B 10 60 18
M311.ST12.01B 12 70 18
[pyrve pasmepsbl - No 3anpocy. Pasmepbl w, Ds, t _ CM. pexyLyro niactuHy

Further sizes upon request w, Ds, t_ see inserts

MOMEHT 3aTS>KKM BUHTOB CM. TEXHUYEeCKne pekoMeHaaumm.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M311... 4.14T15P T15PQ

B60

Ana nnacTuHbl

for Insert
Tvn 611
Type 311
d; dopma
Form
9 B
9 B

Pa3amepbl ykasaHbl B MM.
Dimensions in mm



®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBocTOBUK (ppesbl M311 ER e

Milling shank

XBOCTOBUK Nop, LaHroeble natpoHbl DIN ISO 15488
Milling shanks for collet chucks DIN ISO 15488

¢ koHycoMm ER ans TokapHbIX CTaHKOB

with ER taper for CNC-lathes
Ana nnacTtuHbl

|2 @Ds for Insert
[ -
¥ — i Tun 311
_c‘—ﬂ ] - N oS Type 611
SY | \®©
8 - . |
et |2 -—
' Q.
- M~
| Sy
-4 O
O i
Sy 02y ‘
Vl—J——-— § ‘l
£
Ob6osHauyeHune d l, d; 3axnmMHas ravika
Part number Clamping nut
M311.ER11.02 11 22 9 ER11.6499
M311.ER25.02 25 22 9 ER25.6499
M311.ER16.02 16 22 9 ER16.6499/ERM16.6499
M311.ER20.02 20 22 9 ER20.6499/ERM20.6499
[pyrve pasmepsbl - N0 3anpocy. Pasmepbl w, Ds, t . CM. pexyLyto nnactuHy Pa3mepbl ykasaHbl B MM.
Further sizes upon request w, Ds, t__ see inserts Dimensions in mm

I'Ipumeqarme AnA 3aKasa:

HaKVI,El,Haﬂ ramka 3akasbliBaeTcst oTAesN1bHO

Ordering note:

Clamping nut is not combined with milling shank - separate order required!
MOMEHT 3aTSKKU BUHTOB CM. TexXHU4Yeckune pekomeHgauunn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M311... 4.14T15P T15PQ
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®pesepoBaHne KaHaBOK/TopLeBoe (hppe3epoBaHme
Groove Milling / Face Milling Cﬁh HORN I]h)

XBocTOBUK dppe3bl M311.ER e ~N
Milling shank

XBOCTOBUK Nop, LaHroeble natpoHbl DIN ISO 15488 m I i ] ” ‘ ]l

Milling shanks for collet chucks DIN ISO 15488 \ )

¢ koHycoMm ER ans TokapHbIX CTaHKOB

with ER taper for CNC-lathes
Ana nnacTtuHbl

for Insert
Tvn 31
L i Type 611
I [
BN
|| B |
ol
O603Ha4yeHue d I, d,
Part number
M311.ER20.14.01 20 19,7 12,5
M311.ER25.14.01 25 19,7 14,5
[pyrve paamepsbl - MO 3anpocy. Pasmepbl t . v Ds - cMOTpuTe NIacTuHb Pa3amepbl ykasaHbl B MM.
Further sizes upon request t,..c and Ds see inserts Dimensions in mm

MpumeyaHue gns 3akasa:

HakunpgHas ranka 3akasbiBaeTcs OTAENbHO

Ordering note:

Clamping nut is not combined with milling shank - separate order required!
MOMEHT 3aTSKKN BUHTOB CM. TexXHU4Yeckune pekomMmeHgauunn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu

Spare Parts
XBocToBuUK hpe3bl 3axumHon BUHT | Knroy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M311.ER20.14.01 4.14T15P T15PQ
M311.ER25.14.01 4.14T15P T15PL
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®pesepoBaHne KaHaBOK/TopLeBoe (hppe3epoBaHme
Groove Milling / Face Milling Cﬁh HORN I]h)

XBocCcTOBUK hpe3bl M311 7 ~N
Milling shank

LinnnHaopuyeckas TBepaocnnaBHasn onpaska nog LaHrm
Cylindrical carbide shank for collets

& 4

O51s TOKapHbIX cTaHkoB ¢ YlY

with cylindrical shank for CNC-lathes
Ana nnacTtuHbl

for Insert
DIN6535 HA @Ds Tun 311
‘- =1 Type 611
i |
8,
!
| LS
O603Ha4yeHue d I, dopma
Part number Form
M311.0012.D.00A 12 80 A
M311.0016.D.00A 16 80 A
[pyrve pasmepsbl - No 3anpocy. Pasmepbl t . v Ds - cMOTpuTe NIacTuHb Pa3amepbl ykasaHbl B MM.
Further sizes upon request t,..c and Ds see inserts Dimensions in mm

MpumeyaHue ans 3akasa:

Kopnyc dpesbl ¢ noBpexaeHHbIM Nocago4HbIM MECTOM MOA NNACTUHY MOXET ObITb BOCCTAHOBMNEH Ha oupme Horn.
Ordering note:

Milling cutter shanks with damaged seating can be repaired by HORN.

MoMEHT 3aTsKKM BUHTOB CM. TexXHU4eckme pekoMmeHaaumm.

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

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M311... 4.14T15P T15PQ

B63



®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

Bba3oBas aepxaBka WFB
Basic Holder

BasoBas onpaska WFB.20 ansa dgpesbl ¢ pe3bboBbIM XBOCTOBUKOM
Basic holder WFB.20 for screw-in cutter

O6Go3Ha4yeHue | |
Part number

WFB.2012.M081.01 35 7

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request

B64

Ans dpesbl ¢ pe3bGoBLIM XBOCTOBUKOM

for Screw-in cutter

Tun M306.M081...
Type M308.M081...
M311.M081...
M313.M081...
M328.M081...
M332.M081...

d

16 30

Pa3amepbl ykasaHbl B MM.
Dimensions in mm



®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

Ppe3a c pe3L60BbLIM
XBOCTOBUKOM

Screw-in cutter

M311.M

®pesa ¢ pe3abboBbIM XBOCTOBMKOM Ans 6aszosor onpasku WFB.20
Screw-in Cutter for basic holder type WFB.20

-
-l 2 =
g ol g fiEss

O " . | &

= ] ©

1 —— -—

5! \H pred S

WE !

Llw
O6Go3Ha4yeHue I, l, I,
Part number

M311.M081.01 37 14 25

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request

Paamepbl w, Ds, t
w, Ds, t_ see inserts
MOMEHT 3aTSHKKN BUHTOB CM. TeXHUYeckue pekomMeHagauuu.
For torque specification of the screw, please see Technical Instructions.

CM. PEXYLLYIO NIacTUHy

max

3anacHble YacTu
Spare Parts

3axumHon BuHT | Knrou Tun TORX PLUS®
Clamping Screw TORX PLUS® Wrench

4.14T15P T15PQ

®pesa c pe3b60BbIM XBOCTOBUKOM
Screw-in cutter

M311.M081.01

Ana nnacTuHbl

for Insert

Tvn 31

Type 611
d1 SW
9 13

Pa3amepbl ykasaHbl B MM.
Dimensions in mm
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

NMnacTtuHa 3 11

Insert
my6uHa kaHaBku 4O Depth of groove up to 3,5 mm
LLinpnHa kaHaBkmn Nw Width of circlip Nw 1,1-1,6 mm
@ pexxyLuen KpoMKM Cutting edge @ 17,7 mm

LLInpuHa kaHaBok nog ctonopHble konbua no DIN 471/472
Widths for circlip grooves DIN 471/472

*A/'

W02

|
t
ma"!\ l)C{__A'f ]

XBOCTOBUK hpesbl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue Ds w Nw
Part number

311.0110.00 17,7 1,21 1,1
311.0130.00 17,7 1,41 1,3
311.0160.00 17,7 1,71 1,6

A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpuMeHeHue / alternative recommendation
- HENPUrOAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMMaB C MNOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

B66

[

D )

o

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun

Type
S tmax
5,75 3,5
5,75 3,5
5,75 3,5

M311
M311.ER
M311.ST
M311.M

Mapku TBEpLOroO cnnasa
Carbide grades



®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

NMnactunHa 311 T D
Insert obpaboTka antoMUHKSA
machining of aluminium S l
N
my6uHa kaHaBku 4O Depth of groove up to 3,5 mm
LLinpnHa kaHaBkmn Nw Width of circlip Nw 1,1-1,6 mm
@ pexxyLuen KpoMKM Cutting edge @ 17,7 mm k

LLInpuHa kaHaBok nog ctonopHble konbua no DIN 471/472
Widths for circlip grooves DIN 471/472

*A/'

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tvn M311
i Type M311.ER
M311.ST
] M311.M
8 ——— [
g I
I | (7]
t
T ! - )(_{_7( 7
XBOCTOBWK (hpesbl

[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version

O603Ha4yeHue Ds w Nw s t oo z

Part number

311.0110.40 17,7 1,21 11 5,75 3,5 5

311.0130.40 17,7 1,41 1,3 5,75 3,5 3

311.0160.40 17,7 1,71 1,6 5,75 3,5 3
A co Cknapga/onstock A4 Hepenu/ 4 weeks X IMo 3anpocy / upon request
o OCHOBHOE nprMeHeHwue / recommended
0 AnbTepHaTUBHOE NpuMeHeHue / alternative recommendation
- HENPUrOAHbIN / not suitable

TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMMaB C MNOKPbITUEM / coated grades

I ¢ Hanankon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpLOro cnnasa
Dimensions in mm Carbide grades
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

NMnacTtuHa 3 11

Insert
my6uHa kaHaBku 4O Depth of groove up to 3,5 mm
LLinpnHa kaHaBku Width of groove 1,5-4 mm
@ pexxyLuen KpoMKM Cutting edge @ 17,7 mm

W+O,02

timax XBOCTOBWK (hpesbl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue Ds w s r
Part number

311.0150.00 17,7 15 5,75 -
311.0200.00 17,7 2,0 5,75 0,2
311.0250.00 17,7 2,5 5,75 0,2
311.0300.00 17,7 3,0 5,75 0,2
311.0400.00 17,7 4,0 5,75 0,2

A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE NpumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHNe / alternative recommendation
- HEMPUroZHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMNaB C MNOKPbITMEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm
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[

D )

o

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

3,5
315
3,5
3,5
3,5

M311

M311.ER

M311.ST

M311.M

Z N |0 | 0
0ol3 |2
S| < |+

3 A A

3 A A A

3 A A

3 A A A

8 A

Mapku TBEpPLOrO cnnasa
Carbide grades



®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

MnacTuHa
Insert

my6uHa kaHaBku [0
LLinpnHa kaHaBku
@ pexxyLuen KpoMKM

311

obpaboTka antoMUHKSA
machining of aluminium

Depth of groove up to 3,5 mm
Width of groove 1,5-4 mm
Cutting edge @ 17,7 mm

W +0.02

t max

[MokasaHo npaBoe McnonHeHne

Picture = right hand cutting version

O6Go3Ha4yeHue
Part number

311.0150.40
311.0200.40
311.0250.40
311.0300.40
311.0400.40

| w

|
XBOCTOBUK dhpesbl f
Ds w S
17,7 1,5 5,75
17,7 2,0 5,75
17,7 2,5 5,75
17,7 3,0 5,75
17,7 4,0 NS

A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE NpumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHNe / alternative recommendation

- HEMPUroZHbIN / not suitable

TBEPAbIV crnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMNaB C MNOKPbITMEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

0,2
0,2
0,2
0,2

aRAE )

N y

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M311
Type M311.ER
M311.ST
M311.M
tmax z To]
]
'_
85 5 A
35 3 A
BI5 3 A
85 3 A
BI5 3 A

Mapku TBEpPLOrO cnnasa
Carbide grades

B69



®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

NMnacTtuHa 3 11

Insert
my6uHa kaHaBku 4O Depth of groove up to 3,5 mm
[MonHeIn pagnyc Full radius 1,1 mm
@ pexxyLuen KpoMKM Cutting edge @ 17,7 mm

W+0‘03

A
!

XBOCTOBUK dhpesbl

w

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue Ds w s r
Part number
311.0011.22 17,7 2,2 5,75 1,1

A co Cknapa/onstock A4 Hepenu/ 4 weeks x [lo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUMBHOE NpUMeEHEHUe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIV CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pasmepbl ykasaHbl B MM.
Dimensions in mm

B70

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

M311
M311.ER
M311.ST
M311.M

MonHbIN paguyc
Full radius

Mapku TBEpAOrO cnnasa
Carbide grades



®pe3epoBaHue oTBepCTUM U 00paboTka hacok Cﬁh HORN |]|D

Milling of bores and Chamfering

NMnacTtuHa 3 11

Insert
Pa3wmep dacku Size of chamfer 1,4-2,5 mm
@ pexyLuen KpoMKM Cutting edge @ 15-17,7 mm

-
D
dilmm
N A
‘ AT
458

XBOCTOBWK (hpesbl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue E s Ds w
Part number

311.4545.00 1,70 5,95 17,7 2,5
311.4545.20 2,95 5,95 15,0 0,2

A co Cknapa/onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMSA / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I ¢ Hanamkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

i )

N J

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tvn M311
Type M311.ER
M311.ST
M311.M
dopma t oo VA 0
Form ch)
|_
A 1,4 3 A
B 2,5 3 A

Mapkn TBEpPAOro crnnaea
Carbide grades

B71



®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

NMnacTtuHa 6 11

Insert
my6uHa kaHaBku 4O Depth of groove up to 3,5 mm
LLinpnHa kaHaBkmn Nw Width of circlip Nw 1,1-1,6 mm
@ pexxyLuen KpoMKM Cutting edge @ 17,7 mm

LLInpuHa kaHaBok nog ctonopHble konbua no DIN 471/472
Widths for circlip grooves DIN 471/472

0,2

W+0.02

t max i 3
XBOCTOBUK (hpe3sbl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue Ds w Nw
Part number

611.0110.00 17,7 1,21 1,1
611.0130.00 17,7 1,41 1,3
611.0160.00 17,7 1,71 1,6

A co Cknapga/onstock A4 Hepenu/ 4 weeks X IMo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpuMeHeHue / alternative recommendation
- HENPUrOAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMMaB C MNOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

B72

6,1
6,1
6,1

[

D )

o

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

3,5
345
3,5

M311
M311.ER
M311.ST
M311.M

Mapku TBEpLOroO cnnasa
Carbide grades



®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

NnactuHa 611 T D
Insert
N
my6uHa kaHaBku 4O Depth of groove up to 3,5 mm
LLinpnHa kaHaBku Width of groove 1,5-4 mm
@ pexxyLuen KpoMKM Cutting edge @ 17,7 mm \
NNacTuHbI OT LUMPWHbI pe3aHnst 2,5 MM MMEIT pa3HOHaMNpPaBeHHY0 3aTO4Ky 3yObeB
from width of groove 2,5 mm toothing with cross-cut
Anst pesepHOro XxBoCToBMKa
for Milling shank
Tvn M311
Type M311.ER
M311.ST
M311.M
ma:J I
- ey,
s o XBOCTOBUK hpesbl
Moka3aHo npaBoe UCMNONHeHNe
Picture = right hand cutting version
Ob6osHauyeHune Ds w S r t o z B | o
Part number 3| N
< =
611.0150.00 17,7 15 6,1 - G5 6 A | A
611.0200.00 17,7 2,0 6,1 0,2 35 6 A | A
611.0250.00 17,7 25 6,1 0,2 815 6 A | A
611.0300.00 17,7 3,0 6,1 0,2 315 6 A | A
611.0400.00 17,7 4,0 6,1 0,2 B15) 6 A
A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE NpumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHNe / alternative recommendation
- HEMPUroZHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMNaB C MNOKPbITMEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpPLOrO cnnasa
Dimensions in mm Carbide grades

B73



TopueBoe hpesepoBaHMe
Face Milling

(ph HORN i)

NMnacTtuHa 6 11

Insert
[my6buHa pesaHus oo Depth of cut up to 5,7 mm
@ pexyLuen KpoMKM Cutting edge @ 17,7 mm

|
x \
©
£ ]
1
XBOCTOBMK cbpe3b|/
[MokasaHo NpaBoe NcnonHeHne
Picture = right hand cutting version
O603Ha4yeHue Ds Z r
Part number
611.PL61.62 17,7 6 0,2

A co Cknapa/onstock A4 Hepenu/ 4 weeks x [lo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUMBHOE NpUMeEHEHUe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIV CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pasmepbl ykasaHbl B MM.
Dimensions in mm

B74

4 2

[T

Q 4

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M311
Type M311.ER
M311.ST
M311.M
tmax S
57 6,1

Mapku TBEpAOrO cnnasa
Carbide grades



CHsiTue cacku Cﬁh HORN fil1)

Chamfering

MNnactuHa 611 e B\
Insert

Pa3wmep dacku Size of chamfer 0,75-2,3 mm

@ pexyLuen KpoMKM Cutting edge @ 17,7 mm

. J

Ons ope3epHOro XBOCToBMKA
for Milling shank

@D Tun M311

= o ] Type M311.ER
a : M311.ST
d — M311.M
5 1
sl A
Ko
N7
max =72 53 T A ik ]
XBOCTOBUK (ppesbl
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O6o3Ha4YeHne E S Ds w a b t Z 0 | o
‘max < < Te]
Part number 0| x| Y
< |- | F
611.1515.20 3,2 6,3 17,7 0,2 15° 2,8 0,75 6 A A
611.2020.20 3,2 6,3 17,7 0,2 20° 2,8 1,00 6 A A
611.3030.20 3,2 6,3 17,7 0,2 30° 2,8 1,60 6 A A
611.4545.20 3,2 6,3 17,7 0,2 45° 2,3 2,30 6 A A

A co Cknapa /onstock A4 Hepenu/ 4 weeks x INo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeEHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
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®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBOCTOBWK (hpesbl \
Milling shank (\
M116 /

CtpaHuua/Page
B78

2 B\
lMnactuHa

Insert

116 QJT

- —

CrtpaHuua/Page
B79-B80

CtpaHunua/Page
B81

B76



Ppe3epoBaHne KaHaBOK METOAOM

KPYyroBou UHTEepnonsauum
Groove Milling by circular interpolation

(ph HORN i)

M116

Ppe3a co CMEHHOM pexyLuen
nsacTUHOM

AnaMeTp OTBEPCTUS OT

B HENOABWXHOM
COCTOSIHUMN D 16 Mm
npu BpawieHnn @ 20,4 mm

Milling Cutter with
exchangeable insert

from bore

non rotating @ 16 mm
rotating @ 20,4 mm

B77



®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBocTOBUK (ppesbl M116 e R
Mi"ing shank C BHYTpeHHUM nogsogom COX
with through coolant supply
@ pexyLuen KpoMKM Cutting edge @ 20,4 mm /

- /

MaTepuan XxBoCcTOBMKa: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

Material of shank: Carbide - Giving a good vibration resistance
Ana nnacTtuHbl

for Insert
i o Ds |
= Twun 116
I, DIN6535 HB T
ype
,7~_.__v___.___._._.._‘A_vm
Fe» B S
ol et g
Q
5
Q
O603Ha4yeHue d I, l, d, dopma
Part number Form
M116.0012.01B 12 130 40 11 B
M116.0012.02B 12 130 56 11 B
M116.0016.01B 16 130 40 11 B
M116.0016.02B 16 130 56 11 B
M116.0016.03B 16 150 80 11 B
M116.0016.01E 16 130 40 11 E
M116.0016.02E 16 130 56 11 E
M116.0016.03E 16 150 80 11 E
[pyrve pasmepsbl - No 3anpocy. Pasmepbl w, Ds, t . CM. pexyLyto nnactuHy Pa3amepbl ykasaHbl B MM.
Further sizes upon request w, Ds, t__ see inserts Dimensions in mm

MpumevaHue: @ ot 16 Mm:

Tonbko obpaTHas obpaboTka TopLa ¢ 06s3aTeNbHOM OCTAHOBKOW LUMMHAENS Y OTBOAOM OT LiEHTpa.

Note from @ 16 mm:

Only back face milling with oriented spindlestop offset of centerline.

HpumeanMe Ansa 3aKasa:

Bce xBoCTOBYMKM (hpesbl MOryT UCNOMNb30BaTbCA AN NpaBbIX M NeBbIX nnactnH Tuna 116.

XBOCTOBMKM (bpeabl C noBpeXxaeHHbIM nocago4YHbiM MeCTOM noAa nNacTuHy MoryT ObITb ncnpaeneHbl Ha (bmpme Horn.
Ordering note:

All milling cutter shanks can be used for right and left hand inserts type 116.

Milling cutter shanks with damaged seating can be repaired by HORN.

MOMEHT 3aTsKKM BUHTOB CM. TEXHUYECKME PEKOMEHAALNN.
For torque specification of the screw, please see Technical Instructions.

3anacHble YyacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M116... 5.13T20EP T20PQ

B78



®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

NMnacTtuHa 116

Insert
my6uHa kaHaBku 4O Depth of groove up to 4,3 mm
LLinpnHa kaHaBkmn Nw Width of circlip Nw 1,1-1,6 mm
@ pexxyLuen KpoMKM Cutting edge @ 20,4 mm

LLInpuHa kaHaBok nog ctonopHble konbua no DIN 471/472
Widths for circlip grooves DIN 471/472

f

Ve |
I o
R
) Q
\\‘
a
g
(=] T
E e
| | -
t R
maz_ﬂL XBOCTOBUK (hpesbl
R = nokasaHo npaBoe ncnonHeHne L = neBoe ncnonHeHne
R = right hand version shown L = left hand version
O603Ha4yeHue Ds w Nw s f
Part number
R/L116.0110.00 20,4 1,19 1,1 6,3 10,2
R/L116.0130.00 20,4 1,39 1,3 HE3 10,2
R/L116.0160.00 20,4 1,69 1,6 6,3 10,2

A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpuMeHeHue / alternative recommendation
- HENPUrOAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMMaB C MNOKPbITMEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm
Beibepute R nnu L ncnonHexue.
State R or L version

a d
15,7 11
15,7 11
15,7 11

. D

- J

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M116
Type

TN35

4,3 1
43 1
4,3 1

A/A | A/A | A/A | A/A
A/A | A/A | A/A | A/A
A/A | A/A | A/A | A/A

Mapku TBEpLOro cnnasa
Carbide grades

B79



®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

MnacTuHa
Insert

my6uHa kaHaBku [0
LLinpnHa kaHaBku
@ pexxyLuen KpoMKM

Depth of groove up to
Width of groove

Cutting edge @

\i
o
Q

W+0‘03

o] [

w

XBOCTOBUK (hpesbl

@Ds

116

R = nokasaHo npaBoe ucnonHeHve

R = right hand version shown

O6Go3Ha4yeHue
Part number

R/L116.0200.00
R/L116.0250.00
R/L116.0300.00
R/L116.0350.00
R/L116.0400.00

Ds

20,4
20,4
20,4
20,4
20,4

L = neBoe ucnonHexHne

L = left hand version

2,0
25
3,0
3,5
4,0

5,3
538
5,3
5.3
5,3

10,2
10,2
10,2
10,2
10,2

4,3 mm
2-4 mm
20,4 mm

15,7
15,7
15,7
15,7
15,7

A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE NpumeHeHwue / recommended

0 AnbTepHaTUBHOE NpUMeHeHNe / alternative recommendation

- HEMPUroZHbIN / not suitable

TBEPAbIV crnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMNaB C MNOKPbITMEM / coated grades

I ¢ Hanankon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

Bbibepute R unu L ncnonHexue.

State R or L version

B80

11
11
11
11
11

. D

- J

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tvn M116
Type 145

4,3 1 A/A | A/A | A/A | A/A
43 1 A/A | A/A | A/A | A/A
43 1 A/A | A/A | A/A | A/A
4,3 1 A/A | A/x | A/A | A/A
43 1 A/A | A/A | A/A | A/A

Mapku TBEpPLOrO cnnasa
Carbide grades



®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

NMnacTtuHa 116

Insert
my6uHa kaHaBku 4O Depth of groove up to 4,3 mm
[MonHeIn pagnyc Full radius 0,9-2 mm
@ pexxyLuen KpoMKM Cutting edge @ 20,4 mm
f
‘ g3 .
) Q
\‘—‘
< a
’—-—-—
[w]
-
= J @
t ; | .
max XBOCTOBUK hpesbl
R = nokasaHo npaBoe ucnonHeHve L = neBoe ucnonHexHne
R = right hand version shown L = left hand version
O603Ha4yeHue Ds w s f a d
Part number
R/L116.0009.18 20,4 1,8 8,3 10,2 15,7 11
R/L116.0011.22 20,4 2,2 HE3 10,2 15,7 11
R/L116.0015.30 20,4 3,0 6,3 10,2 15,7 11
R/L116.0020.40 20,4 4,0 HE3 10,2 15,7 11

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIN CNNaB C NOKPbITUEM / coated grades
I c Hanamkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm
Bbibepute R nnu L ncnonHexue.
State R or L version

0,9
11
15
2,0

[

\

N\

7 J

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

4,3
43
4,3
43

M116

MonHbIN paguyc

PR PR

Full radius

Mapkn TBEpPAOro crnnaea
Carbide grades

B81



®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBOCTOBWK (hpesbl

Milling shank /'\
M313/M313.ST/ /eN,
M313.ER A

CtpaHuua/Page CTtpaHuua/Page
B84-B86, B88 B102
( 7 N
CrtpaHuua/Page CrtpaHuua/Page
B89 B103
e

CtpaHunua/Page CTpaHunua/Page
B90 B106-B108, B111

ba3soBas onpaeka

Basic Holder

WFB

CTtpaHuual/Page

CrtpaHuua/Page B109
B91

Ppesa ¢ pe3abboBbIM

XBOCTOBUKOM N \

Screw-in cutter / 77

M313.M N2
CtpaHunual/Page
B92

lMnactuHa

Insert

313/L313/613/713

CtpaHuua/Page
B93-B96, B98-B100, B104, B110

=

CrtpaHuua/Page
B97

CtpaHuua/Page
B101, B105
B82



Ppe3epoBaHne KaHaBOK METOAOM
KPYyroBou UHTEepnonsauum Cﬁh HORN |]|D

Groove Milling by circular interpolation

M313

Ppe3a co CMEHHOM pexyLuen Milling shank with
NJacTUHOWM exchangeable insert

J oTBEPCTUA OT 22 MM from bore @ 22 mm

B83



®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBocTOBUK (ppesbl M313 e

Mlllmg shank C BHYTpeHHUM nogsogom COX
with through coolant supply
@ pexyLuen KpoMKM Cutting edge @ 21,7 mm

MaTepuan XxBoCcTOBMKa: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

Material of shank: Carbide - Giving a good vibration resistance
Ana nnacTtuHbl

for Insert
Tvn 313
[, Type 613
B I, 7 @Ds s
DING535 HA |
=S 1jLZ;_f_%?;fEET:{;_TZ*_ET;_&_;H{
e
= w oS
= Q
O603Ha4yeHue d l, l, d, doépma
Part number Form
M313.0012.01A 12 100 - - A
M313.0012.02A 12 130 - - A
M313.0016.01A 16 100 42 12 A
M313.0016.02A 16 130 60 12 A
M313.0016.03A 16 160 85 12 A
[pyrve pasmepsbl - No 3anpocy. Pasmepbl w, Ds, t _ CM. pexyLyro niactuHy Pa3mepbl ykasaHbl B MM.
Further sizes upon request w, Ds, t . see inserts Dimensions in mm

MpumeyaHue onAa 3akasa:

Kopnyc dpesbl ¢ noBpexaeHHbIM NOCaA04HbIM MECTOM MO MIACTUHY MOXET OblTb BOCCTaHOBMNEH Ha doupme Horn.
Ordering note:

Milling cutter shanks with damaged seating can be repaired by HORN.

MOMEHT 3aTsKKM BUHTOB CM. TeXHUYeckne pekoMeHaaUmm.

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

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M313... 5.14T20P T20PQ

B84



®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBocTOBUK (ppesbl M313 e

Mlllmg shank C BHYTpeHHUM nogsogom COX
with through coolant supply
@ pexyLuen KpoMKM Cutting edge @ 21,7 mm

MaTepuan XxBoCcTOBMKa: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

Material of shank: Carbide - Giving a good vibration resistance
Ana nnacTtuHbl

for Insert
I Tvn 313
D ~ - Type 613
2 713
DING535 HB
G
—HpS B e e e | R
i B s
W IS DIN6535 HE
R —_ 4
B SE
O603Ha4yeHue d l, l, d, doépma
Part number Form
M313.0012.01B 12 100 - - B
M313.0012.02B 12 130 - - B
M313.0016.01B 16 100 42 12 B
M313.0016.02B 16 130 60 12 B
M313.0016.03B 16 160 85 12 B
M313.0012.01E 12 100 - - E
M313.0012.02E 12 130 - - E
M313.0016.01E 16 100 42 12 E
M313.0016.02E 16 130 60 12 E
M313.0016.03E 16 160 85 12 E
[pyrve pasmepsbl - No 3anpocy. Pasmepbl w, Ds, t _ CM. pexyLyro niactuHy Pa3amepbl ykasaHbl B MM.
Further sizes upon request w, Ds, t_ see inserts Dimensions in mm

I'IpumeanMe AnA 3aKasa:

Kopnyc dpesbl ¢ noBpexaeHHbIM NOCaA04HbIM MECTOM MO MIIACTUHY MOXET OblTb BOCCTaHOBMNEH Ha doupmMe Horn.
Ordering note:

Milling cutter shanks with damaged seating can be repaired by HORN.

MOMEHT 3aTsKKM BUHTOB CM. TEXHUYECKME PEKOMEHAALNN.

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

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M313... 5.14T20P T20PQ
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

XBocToBUK pe3bl
Milling shank

M313.ST

CTtanbHas umnmHopuyeckas onpaska nog uaHru

Cylindrical steel milling shank for collets

O51s TOKapHbIX cTaHkoB ¢ YlY
with cylindrical shank for CNC-lathes

42
DIN1835 A
= N - ]
A1
1
|2
[~ et DIN1835 A
11 | .
- o o _UE
=1 A2 Q
= -
w_
N
O6Go3Ha4yeHue d l, I,
Part number
M313.ST10.01A 10 60 -
M313.ST12.01A 12 70 18
M313.ST13.01A 13 70 26
M313.ST16.01A 16 80 26

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request

3anacHble YacTu

Spare Parts
XBocToBUK hpe3bl
Milling shank Clamping Screw
M313... 5.14T20P

B86

Paamepbl w, Ds, t

CM. PeXyLLyto MNacTuHy

max

w, Ds, t__ see inserts

MOMEHT 3aTSKK1 BUHTOB CM. TEXHUYEeCKMe pekoMeHaaUmm.
For torque specification of the screw, please see Technical Instructions.

3axumHou BUHT | Kntou Tun TORX PLUS®

TORX PLUS® Wrench

T20PQ

Ana nnacTuHbl

for Insert

Tun
Type

11,3
11,3
11,3
11,3

613

dopma
Form
Al
A2
A2
A2

Pa3mepbl ykasaHbl B MM.
Dimensions in mm



®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBOCTOBUK thpe3bl M313.ST

Milling shank

Linnuaapuyecknii ctanbHon opesepHbI XBOCTOBMK C NbICKOW
Cylindrical steel milling shank with clamping flat

O51s TOKapHbIX cTaHkoB ¢ YlY

with cylindrical shank for CNC-lathes
Ana nnacTtuHbl

for Insert
Tvn
| Type 613
1 :
_ @Ds
DIN1835-B N
o
©
o
— — — T
Q
Y
O603Ha4yeHue d l, I, d; dopma
Part number Form
M313.ST12.01B 12 70 18 11,3 B
[pyrue pasmepsl - No 3anpocy. Pasmepbl w, Ds, t  cM. pexyLyto nnacTuHy Pa3mepbl ykaszaHbl B MM.
Further sizes upon request w, Ds, t_ see inserts Dimensions in mm

MOMEHT 3aTSKKN BUHTOB CM. TEXHUYeckue pekomMeHgauunn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu

Spare Parts
XBocToBUK hpe3bl 3axumMHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M313.ST12.01B 5.14T20P T20PQ
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrosoﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

XBOCTOBMK ppe3sbl M313.ER

Milling shank

XBOCTOBUK Nop, LaHroeble natpoHbl DIN ISO 15488
Milling shanks for collet chucks DIN ISO 15488

C koHycom ER ans TokapHbIX CTaHKOB
with ER taper for CNC-lathes

ER20/25/32...
B A

i
L]

-
O
|
\

A
|

]
[

=]
Q
A
w
|- X
O603Ha4yeHue d l, d,
Part number
M313.ER16.01 16 20 11,3
M313.ER16.02 16 30 11,3
M313.ER20.01 20 20 11,3
M313.ER20.02 20 30 1,3
M313.ER25.02 25 30 1,3
M313.ER32.02 32 30 1,3
[pyrve pasmepsbl - MO 3anpocy. Pasmepbl w, Ds, t . CM. pexyLyro niactuHy
Further sizes upon request w, Ds, t_ see inserts

MpumeyaHue ans 3akasa:

HakngHas rarika 3akasbliBaeTcsl OTAeNbHO

Ordering note:

Clamping nut is not combined with milling shank - separate order required!
MOMEHT 3aTSKKM BUHTOB CM. TEXHUYECKMe peKOMeHAaLNN.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M313... 5.14T20P T20PQ

B88

-
Ana nNnacTuHbl
for Insert
Tvn 313
Type 613
713

3axMMHas ravika

Clamping nut
ER16.6499/ERM.16.6499
ER16.6499/ERM.16.6499
ER20.6499/ERM.20.6499
ER20.6499/ERM.20.6499

ER25.6499

ER32.6499

Pa3smepbl ykasaHbl B MM.
Dimensions in mm



TopueBoe hpesepoBaHMe
Face Milling

(ph HORN i)

XBOCTOBMK ppe3sbl M313.ER

Milling shank

XBOCTOBUK Nop, LaHroeble natpoHbl DIN ISO 15488
Milling shanks for collet chucks DIN ISO 15488

¢ koHycom ER ans TokapHbIx cTaHKOB
with ER taper for CNC-lathes

2

e E— ]
= ]
71| 4
| 21 Al o
= ‘
l tmax : o ‘l
——— [¢0)
Ob6osHauyeHune d I,
Part number
M313.ER25.14.01 25 19,7
M313.ER32.14.01 32 19,7
[pyrve pasmepsbl - No 3anpocy. Paswvepbi t v Ds - cMOTpyTE NNacTuHbl
Further sizes upon request t . @and Ds see inserts

MpumeyaHue ana 3akasa:

HaknaHas ranka 3akasblBaeTcs oTaernbHO

Ordering note:

Clamping nut is not combined with milling shank - separate order required!
MOMEHT 3aTSKKN BUHTOB CM. TexXHU4Yeckune pekomMmeHgauunn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M313... 5.14T20P T20PQ

14
14

( A

o )

Ana nnacTuHbl

for Insert
Tvn 313
Type 613

713

3axumHas rarnka
Clamping nut

ER25.6499
ER32.6499

Pa3amepbl ykasaHbl B MM.
Dimensions in mm
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®pesepoBaHne KaHaBOK/TopLeBoe (hppe3epoBaHme
Groove Milling / Face Milling Cﬁh HORN I]h)

XBocCcTOBUK hpe3bl M313 7 ~N
Milling shank

LlMHMH,D,pI/I‘-IeCKaFI TBepAocnnaBHaa onpaska noa LaHru
Cylindrical carbide shank for collets

& 4

O51s TOKapHbIX cTaHkoB ¢ YlY

with cylindrical shank for CNC-lathes
Ana nnacTtuHbl

for Insert
DIN6535 HA @Ds Tan 313
- =] Type 613
i 713
§£
!
| LS
O603Ha4yeHue d I, dopma
Part number Form
M313.0016.D.00A 16 80 A
M313.0020.D.00A 20 80 A
[pyrve pasmepsbl - No 3anpocy. Pasmepbl t . v Ds - cMOTpuTe NIacTuHb Pa3amepbl ykasaHbl B MM.
Further sizes upon request t,..c and Ds see inserts Dimensions in mm

MpumeyaHve ansa 3akasa:

Kopnyc copesbl ¢ noBpexaeHHbIM NOCag04HbIM MECTOM MOA NacTUHY MOXeT OblTb BOCCTAHOBIEH Ha hpme
Horn.

Ordering note:

Milling cutter shanks with damaged seating can be repaired by HORN.

MOMEHT 3aTsKKU BUHTOB CM. TexHU4Yeckune pekoMmeHgauunn.

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

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M313... 5.14T20P T20PQ
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

Bba3oBas aepxaBka WFB
Basic Holder

Basosasi onpaska WFB.20 ans dpesbl ¢ pe3b60BbIM XBOCTOBUKOM
Basic holder WFB.20 for screw-in cutter

O6Go3Ha4yeHue | |
Part number

WFB.2012.M081.01 35 7

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request

Ans dpesbl ¢ pe3bGoBLIM XBOCTOBUKOM

for Screw-in cutter

Tun M306.M081...
Type M308.M081...

M311.M081...
M313.M081...
M328.M081...
M332.M081...

d, d

16 30

Pa3amepbl ykasaHbl B MM.
Dimensions in mm
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

Ppe3a c pe3L60BbLIM
XBOCTOBUKOM

Screw-in cutter

M313.M

®pesa ¢ pe3abboBbIM XBOCTOBMKOM Ans 6aszosor onpasku WFB.20
Screw-in Cutter for basic holder type WFB.20

@
o

O6Go3Ha4yeHue l, I, l,
Part number

M313.M081.01 37 15 25

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request

Pasmepsbl w, Ds, t
w, Ds, t . see inserts

MOMEHT 3aTsKKN BUHTOB CM. TeXHUYeckue pekomMeHgauunu.
For torque specification of the screw, please see Technical Instructions.

CM. PeXyLLyto NNacTuHy

'max

3anacHble YacTu
Spare Parts

3axumHon BuHT | Knrou Tun TORX PLUS®
Clamping Screw TORX PLUS® Wrench

5.14T20P T20PQ

®pesa c pe3b60BbIM XBOCTOBUKOM
Screw-in cutter

M313.M081.01

B92

Ana nnacTuHbl

for Insert
Tvn 313
Type 613
713
d, SW
11,3 13

Pa3amepbl ykasaHbl B MM.
Dimensions in mm



®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

MnactuHa 313 T Y
Insert
n W
my6uHa kaHaBku 4O Depth of groove up to 2,5 mm U
LLinpnHa kaHaBkmn Nw Width of circlip Nw 0,7-1,1 mm
@ pexxyLuen KpoMKM Cutting edge @ 21,7 mm k

LLInpuHa kaHaBok nog ctonopHble konbua no DIN 471/472

Widths for circlip grooves DIN 471/472
Ons ope3epHOro XBOCToBMKA

for Milling shank

Tun M313
Type M313.ST
M313.M
M313.ER
Y )
- 7]
0]
|
At
max
] XBOCTOBUK hpesbl

Moka3aHo npaBoe UCMNONHeHNe
Picture = right hand cutting version

O6o3HayeHune Ds w Nw s SH t oo z N | o

Part number 6 2

S | F

313.0070.00 21,7 0,77 0,7 59 5,6 15 3 A

313.0080.00 21,7 0,87 0,8 5,9 5,6 1,7 3 A

313.0090.00 21,7 0,97 0,9 59 5,6 1,9 3 A | A

313.0100.00 21,7 1,07 1,0 5,9 5,6 2,2 3) A

313.0110.00 21,7 1,21 11 59 5,6 2,5 & A
A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE NpumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHNe / alternative recommendation
- HEMPUroZHbIN / not suitable

TBEPAbIV crnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMNaB C MNOKPbITMEM / coated grades

I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpPLOrO cnnasa
Dimensions in mm Carbide grades
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

NMnacTtuHa 3 1 3

Insert

my6uHa kaHaBku 4O Depth of groove up to 4.5 mm
LLinpnHa kaHaBkmn Nw Width of circlip Nw 1,3-5,15 mm
@ pexxyLuen KpoMKM Cutting edge @ 21,7 mm

LLInpuHa kaHaBok nog ctonopHble konbua no DIN 471/472
Widths for circlip grooves DIN 471/472

AL

W _p02

|/ \ | ?

XBOCTOBUK chpesbl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue Ds w Nw s

Part number

313.0130.00 21,7 1,41 1,30 57
313.0160.00 21,7 1,71 1,60 57
313.0185.00 21,7 1,96 1,85 57 0,2
313.0215.00 21,7 2,26 2,15 57 0,2
313.0265.00 21,7 2,76 2,65 57 0,2
313.0315.00 21,7 3,26 3,15 57 0,2
313.0415.00 21,7 4,26 4,15 57 0,2
313.0515.00 21,7 5,26 5,15 57 0,2

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUMBHOE NpUMeEHeHUe / alternative recommendation
- HENPUrOAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIN CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM.
Dimensions in mm

MpumeyaHwue:

4,5
4,5
4,5
4,5
4,5
4,5
4,5
4,5

[

D )

o

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

W W WwwWwwwwow

M313

M313.ER

M313.ST

M313.M
S < | F | F
A A A
A A A
A A A
A A A A
A A A
A A A
A A A
A A A

Mapku TBEépAOrO cnnasa
Carbide grades

MnacTuHbl WnpnHon meHee 0,5 MM MOTYT M3rOTaABNMBATLCA NO 3aMPOCY M TOSMBKO C YMEHbLUEHHO FyGuHON pe3aHus.

Note:

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

MnactuHbl 313.0415.00 1 313.0515.00
TOMBLKO ANSA AepXaBok ¢ 12 = max. 42 mm.
Inserts 313.0415.00 and 313.0515.00

only with toolholder dimension 12 = max. 42 mm
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

NMnacTtuHa 3 1 3

Insert obpaboTka antoMUHKSA
machining of aluminium
my6uHa kaHaBku 4O Depth of groove up to 4.5 mm
LLinpyHa kaHaBku Nw Width of circlip Nw 1,3-5,15 mm
@ pexxyLuen KpoMKM Cutting edge @ 21,7 mm

LLInpuHa kaHaBok nog ctonopHble konbua no DIN 471/472
Widths for circlip grooves DIN 471/472

VA
,Aﬁ—r

YRR @

-
S Ko i e XBOCTOBMK (hpesbl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue Ds w Nw s
Part number

313.0130.40 21,7 1,41 1,30 5,7
313.0160.40 21,7 1,71 1,60 57
313.0185.40 21,7 1,96 1,85 57
313.0215.40 21,7 2,26 2,15 57
313.0265.40 21,7 2,76 2,65 5,7
313.0315.40 21,7 3,26 3,15 57
313.0415.40 21,7 4,26 4,15 5,7
313.0515.40 21,7 5,26 5,15 57

A co Cknapa /onstock A4 Hepnenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTMBHOE NpUMeEHeHUe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NoKpbITUS / uncoated grades
TBEPAbIN CNNaB C NOKPbITUEM / coated grades
I ¢ Hanankown/Cermet / brazed/Cermet
Pa3mepbl yka3aHbl B MM.
Dimensions in mm
MnactuHbl 313.0415.40 n 313.0515.40
TONbKO AN AepXaBok ¢ 12 = max. 42 mm.

Inserts 313.0415.40 and 313.0515.40
only with toolholder dimension 12 = max. 42 mm

0,2
0,2
0,2
0,2
0,2
0,2

[

D )

o

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

4,5
4,5
4,5
4,5
4,5
4,5
4,5
4,5

M313
M313.ER
M313.ST
M313.M

z N o

2=
3 A
3 A
3 A
3 A
3 A
3 A
3 A A
3 A A

Mapku TBEépAOrO cnnasa
Carbide grades
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

MnacTuHa
Insert

L313

ny6uHa kaHaBku 4o Depth of groove up to 4,5 mm
LLinpyHa kaHaBku Nw Width of circlip Nw 1,3-5,15 mm
@ pexxyLuen KpoMKM Cutting edge @ 21,7 mm
LLInpuHa kaHaBok nog ctonopHble konbua no DIN 471/472 ¢ dhackon
Widths for circlip grooves DIN 471/472 with chamfer
AR
/ %)
O
A <
g
e | ‘\ 2
’ \
tmax
J
XBOCTOBUK chpesbl
L = noka3aHo NeBoe UCMOSHEHVE.
Picture = left hand cutting version
O603Ha4yeHue Ds w Nw s r
Part number
L313.0130.00 21,7 1,41 1,30 57 -
L313.0160.00 21,7 1,71 1,60 57 -
L313.0185.00 21,7 1,96 1,85 5,7 0,2
L313.0215.00 21,7 2,25 2,15 57 0,2
L313.0265.00 21,7 2,76 2,65 5,7 0,2
L313.0315.00 21,7 3,26 3,15 57 0,2
L313.0415.00 21,7 4,26 4,15 5,7 0,2
L313.0515.00 21,7 5,26 5,15 5,7 0,2

A co Cknapa /onstock A4 Hepnenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTMBHOE NpUMeEHeHUe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIN CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM.
Dimensions in mm

MpumeyaHue:

4,5
4,5
4,5
4,5
4,5
4,5
4,5
4,5

aRlAR

~

o

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M313
Type M313.ER
Z N [Te) 7o)
=< | 8
S12|F
3 A A A
3) A | A | A
3 A A A
3 A A A
3 A A A
3 A A A
3 A A A
3 A A A

TN35

Mapku TBEépAOrO cnnasa
Carbide grades

MnacTuHbl WnpnHon meHee 0,5 MM MOTYT M3rOTABMMBATLCS MO 3aAMPOCY M TOSBKO C YMEHbLUEHHO FyGUHON pe3aHus.

Note:

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

Pexywme nnactuHbl L313.0415.00 n L313.0515.00
TONbKO ANSA AepXaBokK ¢ 12 = max. 42 mm.

Inserts L313.0415.00 and L313.0515.00

only with toolholder dimension 12 = max. 42 mm
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®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

MnactuHa 313 T\ ™\
Insert

my6uHa kaHaBku 4O Depth of groove up to 2,5 mm

LLinpnHa kaHaBkmn Nw Width of circlip Nw 1,1-4,15 mm

@ pexxyLuen KpoMKM Cutting edge @ 21,7 mm \

LLInpuHa kaHaBok nog ctonopHble konbua no DIN 471/472

Widths for circlip grooves DIN 471/472
Ons ope3epHOro XBOCToBMKA

’! A for Milling shank
2 -
‘ Twun M313
Type M313.ER
M313.ST
M313.M
r l A
| : :
¥ ]
- W
AR TR <
I 145 |
]t ‘
XBOCTOBUK hpesbl ¢ 06paboTKoii hacok
with chamfering
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O603Ha4yeHue Ds w Nw t, s 8, r b z 0| v | v
Part number (75 } 2
< |k |F
313.1105.30 21,7 1,21 1,10 0,47 5,9 5,07 - 0,50 8 A
313.1307.30 21,7 1,41 1,30 0,65 59 517 - 0,70 3 A A
313.1308.30 21,7 1,41 1,30 0,81 59 5,17 - 0,85 3 A A
313.1609.35 21,7 1,71 1,60 0,81 59 5,07 - 0,85 3 A A
313.1610.35 21,7 1,71 1,60 0,95 59 5,07 - 1,00 3 A A
313.1812.35 21,7 1,96 1,85 1,21 5,9 5,19 0,2 1,25 3 A A
313.2115.35 21,7 2,26 2,15 1,45 5,9 5,34 0,2 1,50 5 A | A | A
313.2616.45 21,7 2,76 2,65 1,45 59 5,09 0,2 1,50 3 A A
313.2617.45 21,7 2,76 2,65 1,70 5,9 5,09 0,2 1,75 8 A A
313.3118.45 21,7 3,26 3,15 1,70 59 5,34 0,2 1,75 3 A A
313.4120.55 21,7 4,26 4,15 1,95 5,9 5,34 0,2 2,00 & A A
313.4125.55 21,7 4,26 4,15 2,45 59 5,34 0,2 2,50 3 A A

A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
e OCHOBHOE NpuUMeHeHune / recommended
0 AnbTepHaTUBHOE NpUMeHeHNe / alternative recommendation
- HEMPUroZHbIN / not suitable
TBEpAbIN cnnas 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMMaB C MNOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3mepbl yka3aHbl B MM. Mapku TBEpPLOrO cnnasa
Dimensions in mm Carbide grades
MnactuHbl 313.4120.55 n 313.4125.55
TONbKO AN AepXaBok ¢ 12 = max. 42 mm.
Inserts 313.4120.55 and 313.4125.55
only with toolholder dimension 12 = max. 42 mm
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

NMnacTtuHa 3 1 3

Insert
my6uHa kaHaBku 4O Depth of groove up to 4.5 mm
LLinpnHa kaHaBku Width of groove 1,5-6 mm
@ pexxyLuen KpoMKM Cutting edge @ 21,7 mm

W +0.02

|/ \ | ?

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue Ds w s r
Part number

313.0150.00 21,7 15 5,7 -
313.0150.01 21,7 15 57 0,1
313.0200.00 21,7 2,0 5,7 0,2
313.0250.00 21,7 25 57 0,2
313.0300.00 21,7 3,0 5,7 0,2
313.0350.00 21,7 3,5 57 0,2
313.0400.00 21,7 4.0 57 0,2
313.0500.00 21,7 5,0 57 0,2
313.0600.00 21,7 6,0 6,9 0,2

A co Cknapa /onstock A4 Hegenu/ 4 weeks x [lo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTMBHOE NpUMeEHeHUe / alternative recommendation
- HENPUIrOAHbIN / not suitable
TBEpAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIN CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

MpumeyaHwue:

4,5
4,5
4,5
4,5
4,5
4,5
4,5
4,5
4,5

[

D )

o

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

W WWWwWwwWwwwow

M313
M313.ER
M313.ST
M313.M
S < | F | F
A A A
A
A A
A A A A
A A A
A A A
A A A
A A
A A A

Mapku TBEpAOrO cnnasa
Carbide grades

MnacTuHbl WupnHon meHee 0,5 MM MOTYT M3rOTaBMMBATLCA MO 3aMPOCY M TOSBKO C YMEHbLUEHHO FyGUHON pesaHus.

Note:

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

MpumeyvaHue ans 3aka3sa:

Pexyuwasn nnactuHa 313.0600.00 co cTpyxkornom!
Ordering note:

Insert 313.0600.00 with chip divider!
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

MnacTuHa
Insert

313

obpaboTka antoMUHKSA
machining of aluminium

my6uHa kaHaBku 4O Depth of groove up to 4.5 mm
LLinpnHa kaHaBku Width of groove 1,5-4 mm
@ pexxyLuen KpoMKM Cutting edge @ 21,7 mm
- U
7]
()]

L/

t

max
——

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3HauyeHune
Part number

313.0150.40
313.0200.40
313.0250.40
313.0300.40
313.0400.40

XBOCTOBUK (hpesbi

Ds w s
21,7 15 5,7
21,7 2,0 57
21,7 2,5 5,7
21,7 3,0 57
21,7 4,0 5,7

A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE NpumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHNe / alternative recommendation

- HEMPUroZHbIN / not suitable

TBEPAbIV crnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMNaB C MNOKPbITMEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

0,2
0,2
0,2
0,2

[

D )

o

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

4,5
4,5
4,5
4,5
4,5

M313
M313.ER
M313.ST
M313.M
z Te)
N
|_
3 A
3 A
3 A
3 A
3 A

Mapku TBEpPLOrO cnnasa
Carbide grades
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

MnacTuHa
Insert

L313

ny6uHa kaHaBku 4o Depth of groove up to 4,5 mm

LLnprHa kaHaBku Width of groove 1,5-6 mm

@ pexxyLuen KpoMKM Cutting edge @ 21,7 mm

A <
8
\ _,_J‘,.\ | “ s
’ \
tmax
J
XBOCTOBWK (hpe3bl
L = noka3aHo NeBoe UCMOSHEHVE.
Picture = left hand cutting version

O603Ha4yeHue Ds w s r
Part number
L313.0150.00 21,7 15 5,7 -
L313.0150.01 21,7 15 57 0,1
L313.0200.00 21,7 2,0 5,7 0,2
L313.0250.00 21,7 25 57 0,2
L313.0300.00 21,7 3,0 57 0,2
L313.0350.00 21,7 3,5 57 0,2
L313.0400.00 21,7 4,0 5,7 0,2
L313.0500.00 21,7 5,0 5,7 0,2
L313.0600.00 21,7 6,0 6,9 0,2

A co Cknapa /onstock A4 Hegenu/ 4 weeks x [lo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTMBHOE NpUMeEHeHUe / alternative recommendation
- HENPUIrOAHbIN / not suitable
TBEpAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIN CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

MpumeyaHue:

4,5
4,5
4,5
4,5
4,5
4,5
4,5
4,5
4,5

aRAE )

N y

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M313
Type M313.ER

Z N | w | n| W
©|a |2
S| < || F

3 A A A

3 A

3 A A

3 A A A A

3 A | A A

3 A A A

3 A | A A

3 A A

3 A A A

Mapku TBEpAOrO cnnasa
Carbide grades

MnacTuHbl WnpnHon meHee 0,5 MM MOTYT M3rOTaBMAMBATLCA MO 3aMPOCY M TOSBKO C YMEHbLUEHHO FNyGUHON pe3aHus.

Note:

Inserts for widths of groove tmax down to 0,5 mm can be delivered with reduced depth upon request.
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

NMnacTtuHa 3 13

Insert
my6uHa kaHaBku 4O Depth of groove up to 4.5 mm
LLinpnHa kaHaBkn 0o Width of groove up to 1 mm
@ pexxyLuen KpoMKM Cutting edge @ 21,7 mm
o
e
<
=

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue Ds w s b
Part number
313.0100.1.00 21,7 1 5,7 4,5

A co Cknapa/onstock A4 Hepenu/ 4 weeks x [lo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUMBHOE NpUMeEHEHUe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIV CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

[

Wy )

o

L y

ans

¢hbpesepHOro XBoCTOBYKA

for Milling shank

Tun
Type

M313
M313.ER
M313.ST
M313.M

NnoBblLLEeHHadA rny6|/|Ha

pesaHus
increased milling depth

Mapku TBEpAOrO cnnasa
Carbide grades
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

NMnacTtuHa 3 1 3

Insert
my6uHa kaHaBku 4O Depth of groove up to 4.5 mm
[MonHeIn pagnyc Full radius 0,5-2,5 mm
@ pexxyLuen KpoMKM Cutting edge @ 21,7 mm

XBOCTOBWK (ppesbl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue Ds w s
Part number

313.0005.10 21,7 1,0 5,7
313.0010.20 21,7 2,0 57
313.0014.28 21,7 2,8 5,7
313.0015.30 21,7 3,0 57
313.0020.40 21,7 4,0 57
313.0025.50 21,7 50 57

A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE NpumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHNe / alternative recommendation
- HEMPUroZHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMNaB C MNOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

B102

0,5
1,0
14
15
2,0
2,5

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M313

Type M313.ER
M313.ST
M313.M

MonHbIN paguyc
Full radius

AS45

4,5
4,5
4,5
4,5
4,5
4,5

» » » » » » TN35

W W wwww
> > > > >

Mapku TBEpPLOrO cnnasa
Carbide grades



®pesepoBaHne oTBEPCTUN U 00paboTKa hacok
Milling of bores and Chamfering

(ph HORN i)

NMnacTtuHa 3 13

Insert
Pa3wmep dacku Size of chamfer 1,7-3 mm
@ pexyLuen KpoMKM Cutting edge @ 21,7 mm

Mg el
45 |\ XBOCTOBMK (hpesbl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue E s Ds w
Part number

313.4545.00 2,15 71 21,7 3,0
313.4545.30.00 3,60 9,4 21,7 2,6

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMSA / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I ¢ Hanamkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

-

N

~

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

M313
M313.ER
M313.ST
M313.M

Mapkun TBEpPAOro crnnaea

Carbide grades
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

NMnacTtuHa 6 1 3

Insert
my6uHa kaHaBku 4O Depth of groove up to 4.5 mm
LLinpnHa kaHaBku Width of groove 1,5-4 mm
@ pexxyLuen KpoMKM Cutting edge @ 21,7 mm

NMacTUHbI OT WMPUHBI pe3aHns 2,5 MM UMEIOT pa3HOHaMNPaBIIEHHYHO 3aTOYKy 3yObeB

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

XABOCTOBWK thpesbl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue Ds w s
Part number

613.0150.00 21,7 15 5,7
613.0200.00 21,7 2,0 57
613.0250.00 21,7 25 5,7
613.0300.00 21,7 3,0 57
613.0400.00 21,7 4,0 57

A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request

o OCHOBHOE NpumeHeHwue / recommended

0 AnbTepHaTUBHOE NpUMeHeHNe / alternative recommendation

- HEMPUroZHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMNaB C MNOKPbITMEM / coated grades

I ¢ Hanawikon/Cermet / brazed/Cermet

Pasmepbl ykasaHbl B MM.

Dimensions in mm

MnactuHa 613.0400.00

TONbKO ANSA AepXaBok ¢ 12 = max. 42 mm.

Insert 613.0400.00

only with toolholder dimension 12 = max. 42 mm

B104

0,2
0,2
0,2
0,2

[

D )

o

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

4,5
4,5
4,5
4,5
4,5

M313

M313.ER

M313.ST

M313.M
Z g 8

< =

6 A A
6 A A
6 A A
6 A A
6 A A

Mapku TBEpPLOrO cnnasa
Carbide grades



®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

NnactuHa 613 T D
Insert
N
my6uHa kaHaBku 4O Depth of groove up to 4.5 mm
LLinpnHa kaHaBku Width of groove 1 mm
@ pexxyLuen KpoMKM Cutting edge @ 21,7 mm k
Ans pe3epHOro XBOCTOBMKA
- for Milling shank
T [ Tun M313
Type M313.ER
L M313.ST
i 3 M313.M
N
B‘I S e e = e et
: ‘ ‘ %)
1 [ 1
max | 1 i i
XBOCTOBUK dhpesbl RTINS
rnybuHa pesanus
MokasaHo NpaBoe UCMOoNHeHVe increased milling depth
Picture = right hand cutting version
O6o3HayeHune Ds w s b z
Part number
613.0100.1.00 21,7 1 57 45 6

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTMBHOE NpUMeEHEHUe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIV CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
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TopueBoe hpesepoBaHMe
Face Milling

(ph HORN i)

NMnacTtuHa 6 13

Insert
[my6buHa pesaHus oo Depth of cut up to 5,7 mm
@ pexyLuen KpoMKM Cutting edge @ 21,7 mm

w
XBOCTOBUK (hpesbl
[MokasaHo NpaBoe NcnonHeHne
Picture = right hand cutting version
O603Ha4yeHue Ds Z r
Part number
613.PL61.62 21,7 6 0,2

A co Cknapa/onstock A4 Hepenu/ 4 weeks x [lo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUMBHOE NpUMeEHEHUe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIV CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pasmepbl ykasaHbl B MM.
Dimensions in mm

B106

4 2

[T

Q 4

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M313
Type M313.ER
M313.ST
M313.M
t S

S 6,1

Mapku TBEpAOrO cnnasa
Carbide grades



TopueBoe hpesepoBaHMe
Face Milling

(ph HORN i)

MnactuHa 6 13

Insert
[my6buHa pesaHus oo Depth of cut up to 5,7 mm
@ pexyLuen KpoMKM Cutting edge @ 21,7 mm

-_
w

=y

| “ﬁ\XBOCTOBMchpeSH

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue Ds Z r
Part number
613.PLT6.15 21,7 6 1,5

A co Cknapa/onstock A4 Hepenu/ 4 weeks x [lo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpMMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIV CNNaB C NOKPbITUEM / coated grades
I c Hanamnkon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM.
Dimensions in mm

\

\

[T

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

M313
M313.ER
M313.ST
M313.M

6,1

Mapku TBEpAOrO cnnasa
Carbide grades
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TopueBoe hpesepoBaHMe
Face Milling

(ph HORN i)

NMnacTtuHa 6 13

Insert
[my6buHa pesaHus oo Depth of cut up to 3,5 mm
@ pexyLuen KpoMKM Cutting edge @ 21,7 mm

@Ds

XBOCTOBUK dhpesbl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6o3Ha4YeHune Ds Z r a
Part number

613.0015.25 21,7 6 0,5 15°
613.0030.25 21,7 6 0,5 30°
613.0045.25 21,7 6 0,5 45°

A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpuMeHeHue / alternative recommendation
- HENPUrOAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMMaB C MNOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

B108

/

X

@

Ny
0

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

11
23
3,5

M313
M313.ER
M313.ST
M313.M

o,
57
5,7

Mapku TBEpLOroO cnnasa
Carbide grades



CHsiTue cacku Cﬁh HORN fil1)

Chamfering

MNnactuHa 613 e B\
Insert

LLinpuHa cackm Width of chamfer 2,5-2,7 mm

@ pexyLuen KpoMKM Cutting edge @ 21,7 mm

. J

Ons ope3epHOro XBOCToBMKA
for Milling shank

@D Tun M313

= o ] Type M313.ER
a ] M313.ST
3 — M313.M
B 1
sl A
o 77
t \ X;. /szix//w
max =72 53 T A ik ]
XBOCTOBUK (ppesbl
Moka3aHo npaBoe UCMNONHeHNe
Picture = right hand cutting version
O6o3Ha4YeHne E S Ds w a b t oo Z W | o
Part number } N
[
613.1515.20 3,3 6,3 21,7 0,2 15° 2,7 0,75 6 A
613.2020.20 3,3 6,3 21,7 0,2 20° 2,7 1,00 6 A
613.3030.20 3,3 6,3 21,7 0,2 30° 2,7 1,60 6 A
613.4545.20 3,3 6,3 21,7 0,2 45° 25 2,50 6
A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
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®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

NMnactuHa 713 v T T N
Insert ..j
| |
N
[mny6uHa kaHaBku 0O Depth of groove up to 4,5 mm
LLinpuHa kaHaBku Width of groove 0,4-3 mm
@ pexxyLuen KpoMKM Cutting edge @ 21,7 mm \‘
NNacTuHbI OT LUMPWHbI pe3aHnst 2,5 MM MMEIT pa3HOHaMNpPaBeHHY0 3aTO4Ky 3yObeB
from width of groove 2,5 mm toothing with cross-cut
Ons ope3epHOro XBOCToBMKA
B for Milling shank
/’ 4 \\\
y Tvn M313
4 " Type  M313.ER
{ \ a M313.ST
| | M313.M
8 -~
?
= [LI TR LT T
A\ 2]
tmax :\_LIL.JL.I_IE
XBOCTOBMK (hbpe3bl
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
Ob6osHauyeHune Ds w S toax VA © | 5
Part number % N
< =
713.0040.00 21,7 0,4 59 - 2,3 12 A
713.0050.00 21,7 0,5 59 - 2,8 12 A
713.0080.00 21,7 0,8 59 - 4,5 12 A
713.0100.00 21,7 1,0 59 - 4,5 12 A
713.0150.00 21,7 15 59 - 4,5 12 A
713.0200.00 21,7 2,0 59 0,2 4,5 12 A
713.0250.00 21,7 25 59 0,2 4,5 12 A
713.0300.00 21,7 3,0 59 0,2 45 12 A
A co Cknapa /onstock A4 Hepnenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTMBHOE NpUMeEHeHUe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMnaB C NOKPbITMEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEépAOrO cnnasa
Dimensions in mm Carbide grades
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TopueBoe hpesepoBaHMe
Face Milling

(ph HORN i)

NMnactuHa
Insert

713

Depth of cut up to 3,5 mm
Cutting edge @ 21,7 mm

[ny6uHa pesaHunsa o
@ pexyLuen KpoMKM

ML

XBOCTOBUK (hpe3bl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue Ds Z r
Part number
713.PL35.15.02 21,7 12 0,2

A co Cknapa /onstock A4 Hegenu/ 4 weeks x [lo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpMMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIV CNNaB C NOKPbITUEM / coated grades
I c Hanamnkon/Cermet / brazed/Cermet
Pasmepbl ykasaHbl B MM.
Dimensions in mm

\

\

Ans hpesepHOro XBoCTOBYKA

for Milling shank

Tun M313

Type M313.ER
M313.ST
M313.M

tmax S

855 5

Mapku TBEpAOrO cnnasa

Carbide grades
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®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBOCTOBWK (hpesbl

Milling shank

M328/M328.ST/

M328.ER
CtpaHuua/Page CTtpaHuual/Page
B114-B115, B118 B127

77 O

CrtpaHuua/Page CTtpaHuua/Page
B116 B128

o

CtpaHunua/Page CTpanuua/Page
B117, B120 B131
CtpaHuua/Page CTtpaHuual/Page
B119 B132
basoBas onpaBka
Basic Holder
WFB
CrtpaHuua/Page CrtpaHuual/Page
B121 B133
®dpesa ¢ pe3bboBbIM
XBOCTOBUKOM N \
Screw-in cutter / 77
M328.M N2
CrtpaHuua/Page
B122
[
MnactunHa S
Insert
325/328/628 v
CTtpaHuua/Page
B123

Uk

CtpaHuua/Page
B124-B126, B129-B130
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Ppe3epoBaHne KaHaBOK METOAOM 1
KPYyroBou UHTEepnonsauum (ﬂh HORN |]|D

Groove Milling by circular interpolation

M328

Ppe3a co CMEHHOM pexyLuen Milling shank with
NJacTUHOWM exchangeable insert

@ oTBEPCTUA OT 28 MM from bore @ 28 mm
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®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBOCTOBMK chpesbl M328

Mlllmg shank C BHYTpeHHUM nogsogom COX
with through coolant supply
@ pexyLuen KpoMKM Cutting edge @ 24.,8/27,7 mm

MaTepuan XBOCTOBVKa: TBEPAbIV criae, o6ecneymsaeT XopoLUyo BUOPOYCTONYMBOCTL

Material of shank: Carbide - Giving a good vibration resistance
Ana nnacTtuHbl

for Insert
| Tun 325
B ~ DIN6535 HA B 7
M &
== = ._.'c‘j_ S - v ———| 'O2 ! # \ }
X V& S 2y (=
e =
w
O603Ha4yeHue d I, l, d, doépma
Part number Form
M328.0016.01A 16 100 42 14,3 A
M328.0016.02A 16 130 60 14,3 A
M328.0016.03A 16 160 85 14,3 A
M328.0020.01A 20 100 42 14,3 A
M328.0020.02A 20 130 60 14,3 A
M328.0020.03A 20 160 85 14,3 A
[pyrve pasmepsbl - No 3anpocy. Pasvepbl w, Ds, t _ CM. pexyLlyio nnactuHy Pa3smepbl ykasaHbl B MM.
Further sizes upon request w, Ds, t _ see inserts Dimensions in mm

MpumeyaHue gnsa 3akasa:

Kopnyc dpesbl ¢ noBpexaeHHbIM NOCago4HbIM MECTOM MO, NNACcTUHY MOXET ObITb BOCCTAHOBNEH Ha oupme Horn.
Ordering note:

Milling cutter shanks with damaged seating can be repaired by HORN.

MoOMEHT 3aTsPKKM BUHTOB CM. TexHu4Yeckue pekomeHgauunun.

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

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M328... 5.14T20P T20PQ
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®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBOCTOBMK chpesbl M328

Mllllng shank C BHYTpeHHUM nogsogom COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ 24.,8/27,7 mm

MaTepuan XxBoCcTOBMKa: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

Material of shank: Carbide - Giving a good vibration resistance
Ana nnacTtuHbl

for Insert
. I, _ Tan 325
] _oDs _ e 328
~ - DIN6535 HB
g N
- wl
- IS B S £\ j7
S N ;
NELL DIN6535HE
|
E|S J
O603Ha4yeHue d I, l, d, doépma
Part number Form
M328.0016.01B 16 100 42 14,3 B
M328.0016.02B 16 130 60 14,3 B
M328.0016.03B 16 160 85 14,3 B
M328.0020.01B 20 100 42 14,3 B
M328.0020.02B 20 130 60 14,3 B
M328.0020.03B 20 160 85 14,3 B
M328.0016.01E 16 100 42 14,3 E
M328.0016.02E 16 130 60 14,3 E
M328.0016.03E 16 160 85 14,3 E
M328.0020.01E 20 100 42 14,3 E
M328.0020.02E 20 130 60 14,3 E
M328.0020.03E 20 160 85 14,3 E
[Opyrue pasmepsl - No 3anpocy. Paamepbl w, Ds, t__ CM. pexyLyro nnacTuHy Pa3mepbl yka3aHbl B MM.
Further sizes upon request w, Ds, t_ see inserts Dimensions in mm

MpumeyaHue ans 3akasa:

Kopnyc dpesbl ¢ noBpexaeHHbIM NocafovHbiM MECTOM MO NIacTUHY MOXeT OblTb BOCCTAHOBIEH Ha hupme Horn.
Ordering note:

Milling cutter shanks with damaged seating can be repaired by HORN.

MoMEHT 3aTsKKM BUHTOB CM. TexHU4Yeckme pekoMeHaauumm.

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

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M328... 5.14T20P T20PQ
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®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBOCTOBMK chpesbl M328

Mlllmg shank C BHYTpeHHUM nogsogom COX
with through coolant supply
@ pexyLuen KpoMKM Cutting edge @ 28 mm

MaTepuan XxBoCcTOBMKa: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

Material of shank: Carbide - Giving a good vibration resistance
Ana nnacTtuHbl

for Insert
Tun 328
DIN6535 HA
— Type 628
_Dgl
A Qo
|1
DIN6535 HB
) B 91
anda nnactuH C
yBenuyeHHom
rnybuHom pesaHus
for inserts with increased
milling depth
O603Ha4yeHue d I, l, d; dopma
Part number Form
M328.0909.01A 9 120 - 9 A
M328.0912.01A 12 100 32 9 A
M328.0912.01B 12 100 32 9 B
[pyrve pasmepsbl - No 3anpocy. Pasmepbl w, Ds, t . CM. pexyLuyio niactudy Pa3amepbl ykasaHbl B MM.
Further sizes upon request w, Ds, t  see inserts Dimensions in mm

* = 6e3 nogsoga COX!

* = no through coolant supply!

MpumeyaHue ans 3akasa:

Kopnyc dpesbl ¢ noBpexaeHHbIM NocafovHbIM MECTOM MNOA NNacTUHY MOXeT OblTb BOCCTAHOBIEH Ha hupme Horn.
Ordering note:

Milling cutter shanks with damaged seating can be repaired by HORN.

MOMEHT 3aTsKKM BUHTOB CM. TexHU4Yeckue pekoMmeHgauunu.

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

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M328... 5.14T20P T20PQ
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®pesepoBaHne KaHaBOK/TopLeBoe (hppe3epoBaHme
Groove Milling / Face Milling Cﬁh HORN I]h)

XBOCTOBUK thpe3bl M328.ST

Milling shank

CranbHas umnuHapuyeckasi onpaBka nog LaHru
Cylindrical steel milling shank for collets

O51s TOKapHbIX cTaHkoB ¢ YlY

with cylindrical shank for CNC-lathes
Ana nnacTtuHbl

50 @Ds for Insert
. DIN1835 A (__ Tun 325
L = o ! i Type 328
—EGHERESEEE= e s o ‘ 628
£ Q Al |Q
: : |
7 DIN1835 A DIN1835 B
= —1 T o ol
s e —— | .~ B B
| }(SJ A2 |8, B1/B2 |8,
4—-E 1 WI
2
|- 1 -
O603Ha4yeHue d l, l, d, doépma
Part number Form
M328.ST12.01A 12 70 - 14 Al
M328.ST13.01A 13 70 - 14 Al
M328.ST12.2.01A 12 70 20 9 A2
M328.ST16.01A 16 90 36 14 A2
M328.ST20.01A 20 100 36 14 A2
M328.ST12.01B 12 70 - 14 Bl
M328.ST12.2.01B 12 70 20 9 B2
[pyrve pasmepebi - no sanpocy. Pasmepbl w, Ds, t . CcM. pexyLiyio niactudy Pasmepbl ykasaHbl B MM.
Further sizes upon request w, Ds, t  see inserts Dimensions in mm
MpumeyaHue:

®pesepHble xBocToBUKM M328.ST12.2.01A n M328.ST13.2.01A npegHasHayeHbl AN peXyLUMX NacTuH C YBENMUYEHHON
rny6uHon dpesepoBaHus!

Note:

Milling shanks M328.ST12.2.01A and M328.ST13.2.01A are usable for inserts with increased milling depth!

MOMEHT 3aTSXKK1 BUHTOB CM. TeXHMYecKne pekoMmeHgaunm.

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

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M328... 5.14T20P T20PQ
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®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBOCTOBMK ppe3sbl M328.ER

Milling shank

XBOCTOBUK Nop, LaHroeble natpoHbl DIN ISO 15488
Milling shanks for collet chucks DIN ISO 15488

¢ koHycom ER ans TokapHbIx cTaHKoOB

with ER taper for CNC-lathes
Ana nnacTtuHbl

| for Insert
- 2 _  ER20 WO L0,
s p——
S i Tun 325
] - Type 328
—— g = o) 628
xY "!
g ‘7 iil
TUw ©
L ER25/32
o —— |
Q
<1
£
o lw
O603Ha4yeHue d l, d; 3axumHas ravika
Part number Clamping nut
M328.ER20.02 20 35 14 ER20.6499/ERM20.6499
M328.ER25.02 25 35 14 ER25.6499
M328.ER32.02 32 35 14 ER32.6499
[pyrve pa3mepsbl - N0 3anpocy. Pa3mepbl w, Ds, tmax CM. PEXYLLY NnacTuHy Pa3amepbl ykasaHbl B MM.
Further sizes upon request w, Ds, t  see inserts Dimensions in mm

MpumeyaHue ans 3akasa:

HakngHas rarka 3akasbliBaeTcs OTAeNbHO

Ordering note:

Clamping nut is not combined with milling shank - separate order required!
MOMEHT 3aTSKKU BUHTOB CM. TexXHU4Yeckune pekoMmeHgaunun.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M328... 5.14T20P T20PQ
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TopueBoe hpesepoBaHMe
Face Milling

(ph HORN i)

XBOCTOBMK ppe3sbl M328.ER

Milling shank

XBoCTOBUK Nog LaHry ucrnonHexme no DIN ISO 15488
Milling shanks for collet chucks DIN ISO 15488

¢ koHycoMm ER ans TokapHbIX CTaHKOB
with ER taper for CNC-lathes

2
- -
8
ke ao)
Q (]
= B i
| | |
_h_L_._t!FEE '
O603Ha4yeHue d I, d,
Part number
M328.ER25.16.01 25 21,7 15
M328.ER32.16.01 32 21,7 20
[pyrve paamepsbl - MO 3anpocy. Pasmepbl t . v Ds - cMOTpuTe NIacTuHb
Further sizes upon request t,..c and Ds see inserts

MpumeyaHue gns 3akasa:

HakunpgHas ranka 3akasbiBaeTcs OTAENbHO

Ordering note:

Clamping nut is not combined with milling shank - separate order required!
MOMEHT 3aTSKKN BUHTOB CM. TexXHU4Yeckune pekomMmeHgauunn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M328... 5.14T20P T20PQ

( A

o )

Ana nnacTuHbl

for Insert
Tvn 325
Type 328

628

3axumHas rarnka
Clamping nut

ER25.6499
ER32.6499

Pa3amepbl ykasaHbl B MM.
Dimensions in mm
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrosoﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

XBocTOBUK (ppesbl M328
Milling shank

LinnnHaopuyeckas TBepaocnnaBHasn onpaska nog LaHrm
Cylindrical carbide shank for collets

O51s TOKapHbIX cTaHkoB ¢ YlY
with cylindrical shank for CNC-lathes

DING535 HA _9Ds _
i
§£
!
Ob6osHauyeHune d I,
Part number
M328.0016.D.00A 16 80
M328.0020.D.00A 20 80
[pyrve pasmepsbl - No 3anpocy. Paswvepbi t v Ds - cMOTpuTE NMNacTuHbI
Further sizes upon request t..c @nd Ds see inserts

MpumeyaHve ansa 3akasa:

(

-

N

Ana nnacTuHbl

for Insert

Tun
Type

325
328
628

dopma
Form
A
A

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

Kopnyc dpesbl ¢ noBpexaeHHbIM NocafouHbIM MECTOM M0 NNACTUHY MOXET OblTb BOCCTAHOBIIEH Ha hupme

Horn.

Ordering note:

Milling cutter shanks with damaged seating can be repaired by HORN.
MOMEHT 3aTsKKU BUHTOB CM. TexHU4Yeckune pekoMmeHgauunn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M328... 5.14T20P T20PQ
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

Bba3oBas aepxaBka WFB
Basic Holder

Basosasi onpaska WFB.20 ans dpesbl ¢ pe3b60BbIM XBOCTOBUKOM
Basic holder WFB.20 for screw-in cutter

O6Go3Ha4yeHue | |
Part number

WFB.2012.M081.01 35 7

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request

Ans dpesbl ¢ pe3bGoBLIM XBOCTOBUKOM

for Screw-in cutter

Tun M306.M081...
Type M308.M081...

M311.M081...
M313.M081...
M328.M081...
M332.M081...

d, d

16 30

Pa3amepbl ykasaHbl B MM.
Dimensions in mm
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

®pesa ¢ pe3b60BLIM M328.M

XBOCTOBUKOM
Screw-in cutter

®pe3sa ¢ pe3b60BbLIM XBOCTOBUKOM Ans 6a3oBor onpaeku WFB.20
Screw-in Cutter for basic holder type WFB.20

1
o
-
Q
s ‘
1
O603Ha4yeHue l, I, I,
Part number
M328.M081.01 37 15 25
[pyrve pasmepsbl - No 3anpocy. Paamepbl w, Ds, t__ CM. pexyLyro nnactuHy
Further sizes upon request w, Ds, t_ see inserts

MOMEHT 3aTSKKN BUHTOB CM. TEXHUYeckue pekomMeHgauunn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
®pesa c pe3b60BbIM XBOCTOBMKOM | 3axkuMHoM BUHT | Kntoy Tun TORX PLUS®
Screw-in cutter Clamping Screw TORX PLUS® Wrench
M328.M081.01 5.14T20P T20PQ
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Ana nnacTuHbl

for Insert
Tvn 325
Type 328
628
d, SW
14,3 13

Pa3amepbl ykasaHbl B MM.
Dimensions in mm



dpesepoBaHme OTBEPCTMUI Cﬁh HORN [il1)

Milling of bores

MnactuHa 325 @ [
Insert o
[my6uHa kaHaBku 4o Depth of groove up to 5 mm v
@ pexyLuen KpoMKM Cutting edge @ 24,8 mm

= J

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M328
Type M328.ER
M328.ST
M328.M
M332.M
g |
(=]
H
=
|
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O603Ha4yeHue Ds w s r t o Z
Part number
325.0350.52 24,8 3,5 5,7 0,2 5 8
A co Cknapa/onstock A4 Hepenu/ 4 weeks x [lo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUMBHOE NpUMeEHEHUe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIV CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request
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®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

NMnacTtuHa 328 T D
Insert
N
my6uHa kaHaBku 4O Depth of groove up to 6,5 mm
LLinpnHa kaHaBku Width of groove 2-10 mm
@ pexxyLuen KpoMKM Cutting edge @ 27,7 mm k
Ons ope3epHOro XBOCToBMKA
for Milling shank
Tun M328
Type M328.ER
M328.ST
7 M328.M
M332.M
g )
o
+
= : 2
Ar 1 | o
t \XBOCTOBMK dpessbl
max )
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O603Ha4yeHue Ds w s r b oo z 0w | v
Part number % 2
< |
328.0200.00 27,7 2,0 5,7 0,2 6,5 5 A | A
328.0250.00 27,7 2,5 57 0,2 6,5 3 A | A
328.0300.00 27,7 3,0 57 0,2 6,5 3 A | A
328.0350.00 27,7 3,5 57 0,2 6,5 3 A | A
328.0400.00 27,7 4,0 5,7 0,2 6,5 3 A | A
328.0500.00 27,7 50 57 0,2 6,5 3 A | A
328.0600.00 27,7 6,0 7,0 0,2 6,5 3 A | A
328.1000.00 27,7 10,0 10,0 0,2 6,5 3 A | A
A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUMBHOE NpUMeEHeHUe / alternative recommendation
- HENPUrOAHbIN / not suitable
TBEPAbIN cnnae 6e3 NoKpbITUS / uncoated grades
TBEPAbIN CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. [pyrve pasmepsbl - Mo 3anpocy. Mapku TBEépAOrO cnnasa
Dimensions in mm Further sizes upon request Carbide grades

Mpumevanue:

[MnacTuHbl WwupnHon meHee 0,5 MM MOryT M3roTaBnMBaTLCA MO 3aMNPOCY U TONBbKO C YMEHbLUEHHOW rnybuHom pesaHus.

Note:

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

MnactmHa 328.1000.00 nmeeT 3yObsa pacnonoXeHHble B LaxmaTtHoM nopsaake (Z=1), nnactuHa 328.0600.00 co cTpyxkonom (Z=3)!
Insert 328.1000.00 with staggered tooth (Z=1) and insert 328.0600.00 with chip divider (Z=3)!

Ong dwvkcauum nnactnHbl 328.1000.00 ncnonb3ynte yAnMHEHHbIM BUHT 5.13T20P.

For the insert 328.1000.00 please use only the longer screw 5.13T20P.
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®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

NMnacTtuHa 328 T D
Insert obpaboTka antoMUHKSA
machining of aluminium S l
N
my6uHa kaHaBku 4O Depth of groove up to 6,5 mm
LLinpnHa kaHaBku Width of groove 2,5-4 mm
@ pexxyLuen KpoMKM Cutting edge @ 27,7 mm k
Ons ope3epHOro XBOCToBMKA
for Milling shank
Tun M328
Type M328.ER
M328.ST
M328.M
M332.M
g )
T
= ‘ 7,
A r.” ‘ :
‘ tmax :
e T XBOCTOBUK dhpesbl
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O603Ha4yeHue Ds w s r t oo Z 5
Part number N
|_
328.0250.40 27,7 2,5 5,7 0,2 6,5 8 A
328.0300.40 27,7 3,0 5,7 0,2 6,5 3 A
328.0350.40 27,7 3,5 5,7 0,2 6,5 3 A
328.0400.40 27,7 4,0 5,7 0,2 6,5 3 A
A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request

MpumeyaHue:

MnactuHel WwWyprHon MeHee 0,5 MM MOTyT M3roTaBnNMBATLCS MO 3aMPOCY M TOMBbKO C YMEHbLUEHHOW rMy6GuHON pe3aHus.
Note:

Inserts for widths of groove tmax down to 0,5 mm can be delivered with reduced depth upon request.
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

NMnactunHa 328

Insert
rJ'Iy6|/IHa KaHaBKU OO Depth of groove up to 5mm
LLinpnHa kaHaBku Width of groove 0,82 mm
@ pexxyLuen KpoMKM Cutting edge @ 27,7 mm
g |
2 I | AR
1 [ %)

tmax : "
\ XBOCTOBVK (hpesbi

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3HauyeHune Ds w s
Part number
328.0082.1.00 27,7 0,82 5,7

A co Cknapa/onstock A4 Hepenu/ 4 weeks x [lo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUMBHOE NpUMeEHEHUe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIV CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pasmepbl ykasaHbl B MM.
Dimensions in mm
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Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M328

Type M328.ER
M328.ST
M328.M
M332.M

Mapku TBEpAOrO cnnasa
Carbide grades



®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

MnacTuHa

Insert

my6uHa kaHaBku [0
LLinpnHa kaHaBku
@ pexxyLuen KpoMKM

Depth of groove up to
Width of groove
Cutting edge @

328

[T |

max

w

1

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue
Part number

328.0110.2.00
328.0120.2.00
328.0132.2.00
328.0150.2.00
328.0160.2.00
328.0200.2.00
328.0250.2.00

Ds

28
28
28
28
28
28
28

9,3 mm
1,1-2,5 mm
28 mm

XBOCTOBUK hpeskl

1,10
1,20
1,32
1,50
1,60
2,00
2,50

Sy
5,7
5,7
5,7
5,7
5,7
5,7

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

A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request

o OCHOBHOE npumeHeHwue / recommended

0 AnbTepHaTBHOE NpuMeHeHue / alternative recommendation

- HENPUrOAHbIN / not suitable

TBEPAbIV crnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMaB C MNOKPbITMEM / coated grades

I ¢ Hanankon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.

Dimensions in mm

aRAE )

L )

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M328.0909.01A

Type M328.0912.01A
M328.0912.01B
M328.ST12.2.01A
M328.5T12.2.01B

yBeInn4eHHas
rnybuHa pesanus
increased milling depth

tmax z g l&) §

< | F|F
9,3 3 A | A
9,3 3 A A
9,3 3 A | A
9,3 3 A A A
9,3 3 A | A | A
9,3 3 A A A
9,3 3 A | A | A

Mapku TBEpAOrO cnnasa
Carbide grades
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®pe3epoBaHue 0TBEpPCTUN U 00paboTKka hacok
Milling of bores and Chamfering

(ph HORN i)

NMnactunHa 328

Insert
Pa3wvep cdacku go Size of chamfer up to 3,5 mm
@ pexyLuen KpoMKM Cutting edge @ 27,7 mm
= i
F lf 4B,
: // L ! [
. dh \\‘ . A E]
X, A 4
: !
- %50
| >
= i3 A i
Sy \
= 1 1 ‘ M o
. ml T ™, o T SA‘;/ I\ =
\.‘?‘6@} . XBOCTOBVK (ppe3bl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue E s Ds w
Part number
328.4545.35.00 3,8 10,2 27,7 2,6

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTMBHOE NpUMeEHEHUe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIV CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pasmepbl ykasaHbl B MM.
Dimensions in mm
[ns dukcaunm nnactuHbl 28.4545.35.00 ncnonb3ynte yanmHeHHbIn BUHT 5.13T20P.
For insert 328.4545.35.00 please use only the longer screw 5.13T20P.
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Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M328
Type M328.ER
M328.ST
M328.M
M332.M
tmax Z
815 3

Mapku TBEpAOrO cnnasa
Carbide grades



®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

NMnactunHa 628

Insert
my6uHa kaHaBku 4O Depth of groove up to 6,5 mm
LLinpyHa kaHaBku Nw Width of circlip Nw 1,3-2,65 mm
@ pexxyLuen KpoMKM Cutting edge @ 27,7 mm

LLInpuHa kaHaBok nop ctonopHele konbua no DIN 471/472
OT WMPUHbI pe3aHus 2,65 MM 3yObsa MMEKOT NONEPEYHYHO 3aTOUKY
Widths for circlip grooves DIN 471/472, from width of groove 2,65 mm toothing with cross-cut

= N e 1 B e

i | ®
tmax '
- XBOCTOBUK (hpesbl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue Ds w Nw s
Part number

628.0130.00 27,7 1,41 1,30 6,1
628.0160.00 27,7 1,71 1,60 6,1
628.0185.00 27,7 1,96 1,85 6,1
628.0215.00 27,7 2,26 2,15 6,1
628.0265.00 27,7 2,76 2,65 6,1

A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE NpumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHNe / alternative recommendation
- HEMPUroZHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMNaB C MNOKPbITMEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

aRAE )

N y

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M328
Type M328.ER
M328.ST
M328.M
M332.M
r t o YA g 8
< =
- 6,5 6 A | A
- 6,5 6 A | A
0,2 6,5 6 A | A
0,2 6,5 6 A | A
0,2 6,5 6 A | A

Mapku TBEpPLOrO cnnasa
Carbide grades
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®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

NMnacTtuHa 628 T D
Insert
N
my6uHa kaHaBku 4O Depth of groove up to 6,5 mm
LLinpnHa kaHaBku Width of groove 2,5-4 mm
@ pexxyLuen KpoMKM Cutting edge @ 27,7 mm \
NNacTuHbI OT LUMPWHbI pe3aHnst 2,5 MM MMEIT pa3HOHaMNpPaBeHHY0 3aTO4Ky 3yObeB
from width of groove 2,5 mm toothing with cross-cut
Ons ope3epHOro XBOCToBMKA
for Milling shank
Tun M328
Type M328.ER
M328.ST
M328.M
M332.M
o r
S
<
s 1]
r
tmax
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
Ob6osHauyeHune Ds w s r t oo z w | V| o
Part number SR
<|F | F
628.0250.00 27,7 2,5 6,1 0,2 6,5 6 A A
628.0300.00 27,7 3,0 6,1 0,2 6,5 6 A A
628.0350.00 27,7 Bi5) 6,1 0,2 6,5 6 A A
628.0400.00 27,7 4,0 6,1 0,2 6,5 6 A | A | 4

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIN CNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
MpumeyaHwue:

MnactuHbl WrpuHon meHee 0,5 MM MOTyT U3roTaBNMBATLCS MO 3aNPOCY U TONMbKO C YMEHbLUEHHOM rMyOUHON pe3aHusi.
Note:

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

MnactuHa 628.0400.00

TONbKO ANSA AepXaBok ¢ 12 = max. 42 mm.

Insert 628.0400.00

only with toolholder dimension 12 = max. 42 mm
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Ppe3epoBaHUe Nasos

Slot Milling

(ph HORN i)

MnacTuHa

Insert

[my6uHa KaHaBKku 40

LLinpnHa kaHaBku

@ pexxyLuen KpoMKM

628

Depth of groove up to
Width of groove
Cutting edge @

NMAaCTUHbI OT WMPWHBI pe3aHnus 2,5 MM MMEIOT pa3HOHaMNPaBIIEHHYHO 3aTOUKy 3yObeB

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

]

[MokasaHo npaBoe McnonHeHne

2]

[ |

]

!

Picture = right hand cutting version

O6Go3Ha4yeHue
Part number

628.0100.2.00
628.0120.2.00
628.0150.2.00
628.0160.2.00
628.0200.2.00
628.0240.2.00
628.0250.2.00

A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request

Ds

28,0
28,0
28,0
28,0
28,0
28,0
27,7

o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE nNpuMeHeHue / alternative recommendation
- HENPUrOAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMMaB C MNOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet

Pa3mepbl yka3aHbl B MM.

Dimensions in mm

! \XBOCTOBMKCbpe3H

1,0
12
15
1,6
2,0
2,4
25

6,1
6,1
6,1
6,1
6,1
6,1
6,1

0,2

i )

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M328.0909.01A

Type M328.0912.01A
M328.0912.01B
M328.ST12.2.01A
M328.5T12.2.01B

yBeInn4eHHas
rnybuHa pesanus
increased milling depth

tmax z §) 8

< =
9,3 6 A
9,3 6 A
9,3 6 A A
9,3 6 A | A
9,3 6 A | A
9,3 6 A A
93 6 A | A

Mapku TBEpAOrO cnnasa
Carbide grades
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TopueBoe hpesepoBaHMe
Face Milling (ph HORN piD)

NMnactunHa 628 e N
Insert

[my6buHa pesaHus oo Depth of cut up to 5,7 mm I" I i ] ” ‘]I

@ pexyLuen KpoMKM Cutting edge @ 27,7 mm

o )

PasHoHanpaBneHHasi 3aTouka 3yobeB

Helical teeth
Ons ope3epHOro XBOCToBMKA

for Milling shank

Tun M328
Type M328.ER
| - M328.ST
M328.M
M332.M
W
— li\ XBOCTOBUK (hpesbl
[MokasaHo NpaBoe NcnonHeHne
Picture = right hand cutting version
O603Ha4yeHue Ds Z r t o s
Part number
628.PL61.62 27,7 6 0,2 5,7 6,1

A co Cknapa /onstock A4 Hegenu/ 4 weeks x [lo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUMBHOE NpUMeEHEHUe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIV CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
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CHsTue chacku Cﬁh HORN fil1)

Chamfering

MNnactuHa 628 e B\
Insert

LLnpuHa dackm Width of chamfer 2,8 mm

@ pexyLuen KpoMKM Cutting edge @ 27,7 mm

. J

Ons ope3epHOro XBOCToBMKA
for Milling shank

@D Tun M328

Type M328.ER

j:'- M328.ST
By M328.M
v M332.M
N\
A
\ XBOCTOBWUK (ppesbl
Moka3aHo npaBoe UCMNONHeHNe
Picture = right hand cutting version
O6Go3Ha4yeHue E s Ds w a b t oo VA o | v
Part number o3
< | F
628.1515.20 3,2 6,3 27,7 0,2 15° 2,8 0,75 6 A
628.2020.20 3,2 6,3 27,7 0,2 20° 2,8 1,00 6 A
628.3030.20 3,2 6,3 27,7 0,2 30° 2,8 1,60 6 A
628.4545.20 3,2 6,3 27,7 0,2 45° 2,8 2,80 6 A
A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeEHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun

Groove Milling by circular interpolation

(ph HORN i)

XBOCTOBWK (hpesbl
Milling shank

M332/M332.ST/
M332.ER

BasoBas onpaska
Basic Holder

WFB

dpesa ¢ pe3bboBbIM

XBOCTOBMKOM
Screw-in cutter

M332.M

MnactuHa
Insert

332/632/636/932

B134
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Ppe3epoBaHne KaHaBOK METOAOM 1
KPYyroBou UHTEepnonsauum (ﬂh HORN |]|D

Groove Milling by circular interpolation

M332

Ppe3a co CMEHHOM pexyLuen Milling shank with
NJacTUHOWM exchangeable insert

@ otBEpCTUA OT 38 MM from bore @ 38 mm
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®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBOCTOBMK (hpesbi M332

Mllllng shank C BHYTpeHHUM nogsogom COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ 31,7 mm

MaTepwuan XBOCTOBVKa: TBEPAbI criae, o6ecneymsaeT XopoLUyo BUOPOYCTONYMBOCTL

Material of shank: Carbide - Giving a good vibration resistance
Ana nnacTtuHbl

for Insert
'
- | -— Tvn 332
= DIN6535 HA Type 632
e 636
L 1 932
T&& — 1 A
|
-OI
W 59 DING6535 HB
|
=
el e o)
B Q i
[NokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O603Ha4yeHue d I, l, d, doépma
Part number Form
M332.0016.01A 16 100 42 14,3 A
M332.0016.02A 16 130 60 14,3 A
M332.0016.03A 16 160 85 14,3 A
M332.0020.01A 20 100 42 14,3 A
M332.0020.02A 20 130 60 14,3 A
M332.0020.03A 20 160 85 14,3 A
M332.0016.01B 16 100 42 14,3 B
M332.0016.02B 16 130 60 14,3 B
M332.0016.03B 16 160 85 14,3 B
M332.0020.01B 20 100 42 14,3 B
M332.0020.02B 20 130 60 14,3 B
M332.0020.03B 20 160 85 14,3 B
[pyrve pasmepsbl - No 3anpocy. Pasmepbl w, Ds, t . CM. pexyLyro niactuHy Pa3mepbl ykasaHbl B MM.
Further sizes upon request w, Ds, t  see inserts Dimensions in mm

MpumeyaHue anAa 3akasa:

Kopnyc dopesbl ¢ noBpexaeHHbIM NOCag04HbIM MECTOM MOA NNACTUHY MOXET ObITb BOCCTAHOBMNEH Ha dompme Horn.
Ordering note:

Milling cutter shanks with damaged seating can be repaired by HORN.

MOMEHT 3aTsKK1 BUHTOB CM. TexHU4Yeckue pekoMeHaaumm.

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

3anacHble YyacTu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M332... 5.17T20P T20PQ
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®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBOCTOBMK (hpesbi M332

Mlllmg shank C BHYTpeHHUM nogsogom COX
with through coolant supply
@ pexyLuen KpoMKM Cutting edge @ 31,7 mm

MaTepuan XxBoCcTOBMKa: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

Material of shank: Carbide - Giving a good vibration resistance
Ana nnacTtuHbl

for Insert
g | s - Tun 332
- 2 _ DING6535 HA ) Type ggé
T ! e 932
T o I L —
‘ |
L ST DIN6535 HB
ol
——e e - |
B S i ANSt NNAacTUH C

yBENNYEeHHON
rnyobuHon pesaHus

for inserts with increased
MokasaHo nNpaBoe UCMOMHeHVe milling depth
Picture = right hand cutting version

O603Ha4yeHue d I, l, d, dopma
Part number Form
M332.0012.2.01A 12 100 32 11 A
M332.0016.2.01A 16 100 32 11 A
[pyrve pasmepsbl - No 3anpocy. Pa3wmepbl w, Ds, t .« CM. pexyLLyto Pa3amepbl ykasaHbl B MM.
Further sizes upon request nNacTuHy Dimensions in mm
MpumeuaHune ans 3akasa: w, Ds, t_, see inserts

Kopnyc dpesbl ¢ noBpexaeHHbIM NOCago4HbIM MECTOM MOA NNACTUHY MOXET ObITb BOCCTAHOBNEH Ha oupme Horn.
Ordering note:

Milling cutter shanks with damaged seating can be repaired by HORN.

MoMEeHT 3aTsKKM BUHTOB CM. TeXHUYEeCKMe pekoMeHaaunun.

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

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M332... 5.17T20P T20PQ
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®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBOCTOBUK thpe3bl M332.ST

Milling shank

CranbHas umnuHapuyeckasi onpaBka nog LaHru
Cylindrical steel milling shank for collets

Ana nnacTuHbl

for Insert
Tvn 332
1 Type 632
I 636
2 932
o DINB535 HA
N o
15 g Qf | e | -cg
I I Q
W
&
_'_'E
[NokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O603Ha4yeHue d I, l, d, doépma
Part number Form
M332.ST12.2.01A 12 70 25 11,0 A
M332.ST13.2.01A 13 70 25 11,0 A
M332.ST16.01A 16 90 36 14,3 A
M332.ST20.01A 20 100 36 14,3 A
M332.8ST12.2.01B 12 70 25 11,0 B
[pyrve pasmepsbl - No 3anpocy. Pasmepbl w, Ds, t _ CM. pexyLyro niactuHy Pa3mepbl ykasaHbl B MM.
Further sizes upon request w, Ds, t . see inserts Dimensions in mm

MpumeyaHwme:

®pesepHble xBocToBUKN M332.ST12.2.01A, M332.ST12.2.01B n M332.ST13.2.01A npeaHasHayeHbl ANt PEXYLUMX NNAacTUH C
yBenuyeHHown rnyouHon gpesepoBaHus!

Note:

Milling shanks M332.8T12.2.01A, M332.ST12.2.01B and M332.8T13.2.01A are usable for inserts with increased milling depth!

MOMEHT 3aTSKKM BUHTOB CM. TEeXHUYeckune pekomeHgaLunn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M332... 5.17T20P T20PQ
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

XBOCTOBMK ppe3sbl M332.ER

Milling shank

XBOCTOBUK Nop, LaHroeble natpoHbl DIN ISO 15488
Milling shanks for collet chucks DIN ISO 15488

¢ koHycoMm ER ans TokapHbIX CTaHKOB
with ER taper for CNC-lathes

od,
max

B

W

@12,6

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6o3HayeHune d l, d,

Part number

M332.ER20.02 20 35 14,3
Opyrve pasmepsbl - No 3anpocy. Pasmepbl w, Ds, t_ cM. pexyLyo nnacTuHy

max
Further sizes upon request w, Ds, t_ see inserts

I'IpumeanMe AnA 3aKasa:

HakunpgHas ranka 3akasblBaeTcs OTAENbHO

Ordering note:

Clamping nut is not combined with milling shank - separate order required!
MOMEHT 3aTSKKU BUHTOB CM. TexXHU4Yeckune pekomeHgauunun.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M332.ER20.02 5.17T20P T20PQ

Ana nnacTuHbl

for Insert

Tvn 332

Type 632
636
932

3axnmHas ranka
Clamping nut

ER20.6499/ERM20.6499

Pa3amepbl ykasaHbl B MM.
Dimensions in mm
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

Bba3oBas aepxaBka WFB
Basic Holder

BasoBas onpaska WFB.20 ansa dgpesbl ¢ pe3bboBbIM XBOCTOBUKOM
Basic holder WFB.20 for screw-in cutter

O6Go3Ha4yeHue | |
Part number

WFB.2012.M081.01 35 7

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request

B140

Ans dpesbl ¢ pe3bGoBLIM XBOCTOBUKOM

for Screw-in cutter

Tun M306.M081...
Type M308.M081...
M313.M081...
M328.M081...
M332.M081...
M311.M081...

d

16 30

Pa3amepbl ykasaHbl B MM.
Dimensions in mm



®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

Ppe3a c pe3L60BbLIM M332.M r

XBOCTOBUKOM
Screw-in cutter

®pe3sa ¢ pe3bO0BbLIM XBOCTOBUKOM Ans 6a3oByto onpasky WFB.20
Screw-in Cutter for basic holder type WFB.20

Ana nnacTuHbl

for Insert
Tvn 628
Type 332
632
932
O603Ha4yeHue l, I, I, d, SW
Part number
M332.M081.01 37 15 25 14,3 13
[pyrve pasmepsbl - No 3anpocy. Paamepbl w, Ds, t__ CM. pexyLyro nnactuHy Pa3amepbl ykasaHbl B MM.
Further sizes upon request w, Ds, t_ see inserts Dimensions in mm

MOMEHT 3aTsHKKN BUHTOB CM. TeXHUYeckue pekomMeHagauuu.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
®pesa c pe3b60BbIM XBOCTOBMKOM | 3axkuMHoM BUMHT | Kntoy Tun TORX PLUS®
Screw-in cutter Clamping Screw TORX PLUS® Wrench
M332.M081.01 5.17T20P T20PQ
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

NMnactunHa 332

Insert

my6uHa kaHaBku 4O Depth of groove up to 8,3 mm
LLinpnHa kaHaBku Width of groove 2-4 mm
@ pexxyLuen KpoMKM Cutting edge @ 31,7 mm

L | ! XBOCTOBUK ppesbl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue Ds w s
Part number

332.0200.00 31,7 2,0 5,7
332.0250.00 31,7 2,5 57
332.0300.00 31,7 3,0 5,7
332.0350.00 31,7 3,5 57
332.0400.00 31,7 4,0 57

A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE NpumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHNe / alternative recommendation
- HEMPUroZHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMNaB C MNOKPbITMEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

B142

0,2
0,2
0,2
0,2
0,2

[

N

o

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

8,3
8,3
8,3
8,3
8,3

M332.M

M332

M332.ST
M332.ER

W W www

>» » » > > AS45

TI25

> > >

Mapku TBEpPLOrO cnnasa

Carbide grades



®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

MnacTuHa
Insert

332

my6uHa kaHaBku [0
LLinpnHa kaHaBku
@ pexxyLuen KpoMKM

Width of groove
Cutting edge @

1.
=

XBOCTOBUK (hpesbl

Depth of groove up to 10 mm
1,5-3 mm
31,7 mm

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue Ds w s
Part number

332.0150.2.00 31,7 15 5,7
332.0160.2.00 31,7 1,6 57
332.0200.2.00 31,7 2,0 5,7
332.0250.2.00 31,7 2,5 57
332.0300.2.00 31,7 3,0 5,7

A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE NpumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHNe / alternative recommendation
- HEMPUroZHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMNaB C MNOKPbITMEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

0,2
0,2
0,2
0,2
0,2

aRAE )

L )

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M332.0012.2.01A
Type M332.0016.2.01A
M332.8T12.2.01A
M332.8T12.2.01B

yBeInn4eHHas
rnybuHa pesanus
increased milling depth

TI25

10
10
10
10
10

>» » » > > AS45

W W www
> > > > >

Mapku TBEpPLOrO cnnasa
Carbide grades
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®pe3epoBaHue oTBepCTUM U 00paboTka hacok Cﬁh HORN |]|D

Milling of bores and Chamfering

NnactuHa 332 T ™\
Insert

Pa3wvep cdacku go Size of chamfer up to 3,5 mm

@ pexyLuen KpoMKM Cutting edge @ 31,7 mm

- J

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tvn M332
Type M332.ER
M332.ST
M332.M
S
o
+1
=
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O603Ha4yeHue E s Ds w b oo z
Part number
332.4545.35.00 4,25 10,6 31,7 2,6 &5 5
A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTMBHOE NpUMeEHEHUe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIV CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

NMnactunHa 632

Insert
my6uHa kaHaBku 4O Depth of groove up to 8,3 mm
LLinpnHa kaHaBku Width of groove 2-4 mm
@ pexxyLuen KpoMKM Cutting edge @ 31,7 mm

NMAaCTUHbI OT WMPWHBI pe3aHnus 2,5 MM MMEIOT pa3HOHaMNPaBIIEHHYHO 3aTOUKy 3yObeB

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

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue Ds W s
Part number

632.0200.00 31,7 2,0 6,1
632.0250.00 31,7 2,5 6,1
632.0300.00 31,7 3,0 6,1
632.0400.00 31,7 4,0 6,1

A co Cknapa /onstock A4 Hepnenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeEHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIN CNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM.
Dimensions in mm

0,2
0,2
0,2
0,2

[

D )

o

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

8,3
8,3
8,3
8,3

M332

M332.ER

M332.ST

M332.M
¢ 2 9

2| &

6 A A
6 A A
6 A A
6 A A

Mapkn TBEpPAOro crnnaea
Carbide grades
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®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

NnactuHa 632 T D
Insert
N
my6uHa kaHaBku 4O Depth of groove up to 10 mm
LLinpnHa kaHaBku Width of groove 1-3 mm
@ pexxyLuen KpoMKM Cutting edge @ 31,7 mm k " l
NNacTuHbI OT LUMPWHbI pe3aHnst 2,5 MM MMEIT pa3HOHaMNpPaBeHHY0 3aTO4Ky 3yObeB
from width of groove 2,5 mm toothing with cross-cut
Onst ppesepHOro XBoOCToBMKa
for Milling shank
[
Tun M332.0012.2.01A
Type M332.0016.2.01A
M332.ST12.2.01A
8 M332.ST12.2.01B
|
2 =1 |
___| [
S|
\XBOCTOBMK dpesbl PR ERR R
rnybuHa pesanus
MokasaHo NpaBoe UCMOoNHeHVe increased milling depth
Picture = right hand cutting version
O6o3Ha4YeHne Ds w S r t o Z 0 | v
Part number o3
< | &
632.0100.2.00 31,7 1,0 6,1 - 10 6 A
632.0120.2.00 31,7 1,2 6,1 0,1 10 6 A
632.0150.2.00 31,7 15 6,1 0,2 10 6 A | A
632.0160.2.00 31,7 1,6 6,1 0,2 10 6 A | A
632.0200.2.00 31,7 2,0 6,1 0,2 10 6 A | A
632.0250.2.00 31,7 2,5 6,1 0,2 10 6 A | A
632.0300.2.00 31,7 3,0 6,1 0,2 10 6 A | A

A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE nNpuMeHeHue / alternative recommendation
- HENPUrOAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMMaB C MNOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpLOroO cnnasa
Dimensions in mm Carbide grades
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

NMnactunHa 636

Insert
my6uHa kaHaBku 4O Depth of groove up to 10,2 mm
LLinpnHa kaHaBku Width of groove 1,5-3 mm
@ pexxyLuen KpoMKM Cutting edge @ 35,7 mm

NMAaCTUHbI OT WMPWHBI pe3aHnus 2,5 MM MMEIOT pa3HOHaMNPaBIIEHHYHO 3aTOUKy 3yObeB

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

—

e
W o e

—

W+0.02

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue Ds w s

Part number

636.0150.00 35,7 1,5 6,1 0,1
636.0200.00 35,7 2,0 6,1 0,2
636.0250.00 35,7 2,5 6,1 0,2
636.0300.00 35,7 3,0 6,1 0,2

A co Cknapa /onstock A4 Hepnenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeEHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIN CNaB C NOKPbITUEM / coated grades
I c Hanankon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm
MpumeyaHue:
YuuTbiBaiTe nocagoyHbln AnameTp Bd1 dpesepHoro xsoctoBumka!
Note:
Please consider pocket seat @ d1 of the miling shank!

[

‘A )

L )

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

10,2
10,2
10,2
10,2

M332
M332.ST
M332.M
M332.ER

TA45

> » » » AS45

()Mo )Rie> NN e)]
> > > >

Mapkn TBEpPAOro crnnaea
Carbide grades
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®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

NnactuHa 636 T D
Insert
N
my6uHa kaHaBku 4O Depth of groove up to 12 mm
LLinpnHa kaHaBku Width of groove 1,1-2,5 mm
@ pexxyLuen KpoMKM Cutting edge @ 35,7 mm k " l
NNacTuHbI OT LUMPWHbI pe3aHnst 2,5 MM MMEIT pa3HOHaMNpPaBeHHY0 3aTO4Ky 3yObeB
from width of groove 2,5 mm toothing with cross-cut
Ans pe3epHOro XBOCTOBMKA
ﬁ for Milling shank
= Tun M332.0012.2.01A
L 1 Type M332.0016.2.01A
H - M332.ST12.2.01A
- M332.5T12.2.01B
g0
*g: ";‘r* 2 L e e
"/ o me:l !
\ XBOCTOBMK ppesbl
yBeJNin4eHHada
rnybuHa pesanus
MokasaHo NpaBoe UCMOoNHeHVe increased milling depth
Picture = right hand cutting version
O6o3Ha4YeHne Ds w S r t o Z 0 | v
Part number o3
< | &
636.0110.2.00 35,7 11 6,1 0,1 12 6 A
636.0130.2.00 35,7 1,3 6,1 0,1 12 6 A
636.0150.2.00 35,7 15 6,1 0,1 12 6 A | A
636.0200.2.00 35,7 2,0 6,1 0,2 12 6 A | A
636.0250.2.00 35,7 2,5 6,1 0,2 12 6 A | A

A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE NpumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHNe / alternative recommendation
- HEMPUroZHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMNaB C MNOKPbITMEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM. Mapku TBEpPLOrO cnnasa
Dimensions in mm Carbide grades
MpumeyaHwue:

YuuTbiBaiTe nocagouHbln AnameTp Bd1 dpesepHoro xsocToBumka!

Note:

Please consider pocket seat @ d1 of the miling shank!
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

MnacTuHa
Insert

932

my6uHa kaHaBku 4O Depth of groove up to 8,3 mm
LLinpnHa kaHaBku Width of groove 2-4 mm
@ pexxyLuen KpoMKM Cutting edge @ 31,7 mm

7]
0o
Y
e
= -
Y
t | AN
LS |\ XBOCTOBMK (ppesbl
[MokasaHo NpaBoe NcnonHeHne
Picture = right hand cutting version
O603Ha4yeHue Ds w s
Part number
932.0200.00 31,7 2,0 6,1
932.0250.00 31,7 25 6,1
932.0300.00 31,7 3,0 6,1
932.0400.00 31,7 4,0 6,1

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIN CNaB C NOKPbITUEM / coated grades
I c Hanankon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM.
Dimensions in mm

0,2
0,2
0,2
0,2

aRAE )

N y

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M332

Type M332.ST
M332.M
M332.ER

8,3
8,3
8,3
8,3

> » » » AS45

© © © ©

Mapkn TBEpPAOro crnnaea
Carbide grades
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®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBOCTOBWK (hpesbl

Milling shank

M335
CtpaHuua/Page
B152

MnactuHa L I

Insert — [

335 J
CrtpaHuua/Page
B153
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Ppe3epoBaHne KaHaBOK METOAOM
KPYyroBou UHTEepnonsauum Cﬁh HORN |]|D

Groove Milling by circular interpolation

M335

Ppe3a co CMEHHOM pexyLuen Milling shank with
NJacTUHOWM exchangeable insert

@ otBepcTmA OT 35 MM from bore @ 35 mm

B151



®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBOCTOBMK (hpesbl M335

Mlllmg shank C BHYTpeHHUM nogsogom COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ Ds 34,7 mm

MaTepwuan XBOCTOBVKa: TBEPAbI criae, obecrneymsaeT XopoLUyo BUBGPOYCTOMYMBOCTL

Material of shank: Carbide - Giving a good vibration resistance
Ana nnacTtuHbl

for Insert
'1 Tun 335
I, Type
i DING6535 HA e
L ol
}} R S >
TH A |3
L
- %1
8- DING535 HB
Wl = DIN6535 HE
gl t
L S5 | 3
B | o | S
[MokasaHo NpaBoe NcnonHeHne
Picture = right hand cutting version
O603Ha4yeHue d I, l, d, doépma
Part number Form
M335.0020.01A 20 100 40 17,5 A
M335.0020.02A 20 130 60 17,5 A
M335.0020.03A 20 150 80 17,5 A
M335.0020.01B 20 100 40 17,5 B
M335.0020.02B 20 130 60 17,5 B
M335.0020.02E 20 130 60 17,5 E
[pyrve pasmepsbl - No 3anpocy. Pasvepbl w, Ds, t _ CM. pexyLlyio nnactuHy Pa3smepbl ykasaHbl B MM.
Further sizes upon request w, Ds, t_ see inserts Dimensions in mm

MpumMeyaHue ana 3akasa:

Kopnyc dopesbl ¢ noBpexaeHHbIM MOCag04HbIM MECTOM MOA NNACTUHY MOXET ObITb BOCCTAHOBMNEH Ha oupme Horn.
Ordering note:

Milling cutter shanks with damaged seating can be repaired by HORN.

MOMEHT 3aTsKKM BUHTOB CM. TexHU4Yeckne pekomeHgauunun.

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

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M335... 6.17T25P T25PQ
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®dpe3epoBaHMe KaHAaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

NMnactunHa 335

Insert
my6uHa kaHaBku 4O Depth of groove up to 8 mm
LLinpnHa kaHaBku Width of groove 2-6 mm
@ pexxyLuen KpoMKM Cutting edge @ 34,7 mm

W+0,U2

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue Ds w s
Part number

335.0200.00 34,7 2 8,7
335.0300.00 34,7 3 8,7
335.0400.00 34,7 4 8,7
335.0500.00 34,7 5 8,7
335.0600.00 34,7 6 8,7

A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE NpumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHNe / alternative recommendation
- HEMPUroZHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMNaB C MNOKPbITMEM / coated grades
I ¢ Hanarkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

Mo 3anpocy:

0,2
0,2
0,2
0,2
0,2

[

D )

o

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

© 00 00 00 00

M335

> » » » » AS45
TI25

> > > > >

W W www

Mapku TBEpPLOrO cnnasa
Carbide grades

[MnactuHel wupunHon ot 8,0 Ao 15,0 MM AOCTYNHbLI TOMBKO MO 3aNpoCy Kak NpodunbHble NracTuHbl. icnonb3oBaHne Taknux

nnacTuH 3aBUCUT OT TWUNa Aetann n snaa 06pa6OTKM.
Upon request:

Insert widths of 8,0 - 15,0 mm are only available as special profiled inserts.Use of these widths depend from the workpiece material to be machined.
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®dpe3epoBaHMe KaHaBOK MEeTOAOM
KPYyroBowu MHTepnonsuum Cﬁh HORN [il)

Groove Milling by circular interpolation

M275

Ppe3a gnsa Groove milling cutter
00paboTKM KaHaBOK

@ pexyLien KpoMkn ot 31 Mm from cutting edge @ 31 mm

C1



®dpe3epoBaHMe KaHaBOK MEeTOAOM
KPYyroBowu MHTepnonsuum Cﬁh HORN [il)

Groove Milling by circular interpolation

XBOCTOBWK (hpesbl
Milling shank

M275

dpesa ¢ pe3bboBbIM

XBOCTOBMKOM
Screw-in cutter

M275

HacagHas dpesa
Arbor Mounted Cutter

M275

[unckoBas dpesa
Disc Milling Cutter

M275

CTtpaHuual/Page
C6

CMeHHas nnacTuHa QD
Indexable insert

S275/RS275 ]

CrtpaHuua/Page
C7-C9

E@

CtpaHuua/Page
C10

C2



®dpe3epoBaHMe KaHaBOK MEeTOAOM
KPYyroBowu MHTepnonsuum Cﬁh HORN [il)

Groove Milling by circular interpolation

XBOCTOBMK dhpesbl M275

Mllllng shank C BHYTpeHHUM nogsogom COX
with through coolant supply
@ pexyLuen KpoMKM Cutting edge @ 31 mm

MaTepuran XBoCToBWKa: cTasb (He PpEKOMEHAYETCS UCMOMNb30BaHWE C
TepmonaTpoHamu)

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

for Indexable insert

- 1 - Tun S275
Type RS275

[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version

O6o3HaueHune z Ds d I, A

Part number

M275.031.D25.3.04A 4 31 25 125 4°
[Opyrne pasmepsl - No 3anpocy. Pa3mepbl w 1 tmax cm. pexyLLyo nnacTuHy Pa3amepsbl ykasaHbl B MM.
Further sizes upon request wandt  see inserts Dimensions in mm

MOMEHT 3aTSKKN BUHTOB CM. TeXHUYeckue pekomMeHgaunun.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu
Spare Parts

XBocToBUK hpe3bl 3axkumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M275.031.D25.3.04A 3.5.10T10P T10PL

C3



®dpe3epoBaHMe KaHaBOK MEeTOAOM
KPYyroBowu MHTepnonsuum Cﬁh HORN [il)

Groove Milling by circular interpolation

Ppe3a c pe3L60BbLIM M275

XBOCT_OBMKOM C BHYTpeHHUM nogsogom COX
Screw-in cutter with through coolant supply
@ pexyLuen KpoMKM Cutting edge @ 31/36 mm

MaTepman XBOCTOBMKa: CTallb

Material of shank: Steel .
Ana CMeHHOU nNnacTUHbl

for Indexable insert

Twun S275
Type RS275
9
MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O6o3HayeHune z Ds I, l, d, d, SW
Part number
M275.031.M16.1.04 4 31 45 22 25 29 24
M275.036.M16.1.04 4 36 45 22 30 29 27
[Opyrve pasmepsbl - No 3anpocy. Pa3mepbl w 1 tmax cm. pexyLuyo nnacTuHy Pasmepbl ykaszaHbl B MM.
Further sizes upon request wandt  see inserts Dimensions in mm

MOMEHT 3aTs>KKM BUHTOB CM. TEXHUYECKME PEKOMEHAALNN.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu
Spare Parts

®pesa c pe3b60BbIM XBOCTOBMKOM | 3aXkMMHOW BUHT | Kntou Tun TORX PLUS®
Screw-in cutter Clamping Screw TORX PLUS® Wrench

M275... 3.5.10T10P T10PL
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Ppe3epoBaHMe KaHaBOK METOAOM
KPYyroBou UHTEpnonsuuu Cﬁh HORN I]ID
Groove Milling by circular interpolation

HacapgHas c¢pesa M275
Arbor Mounted Cutter G BHyTPEHHIM NoasomoM COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ 38/48/58/78 mm

OTBepcTUe 1 WNOHO4YHbIN na3 no DIN 138

Cutterhole and cross keyway as per DIN 138 .
Aana cMeHHoOU nNnacTuHbl

for Indexable insert

Tvn S275
Type RS275
[NokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O603Ha4yeHue z Ds h, h d, d, d, l, I, b © d,
Part number
M275.0038.A16.05 5 38 32,7 33,0 13,5 32,0 16 18 22,7 8,4 5,6 32,0
M275.0048.A22.08 8 48 36,7 37,0 18,5 40,5 22 20 24,7 10,4 6,3 40,5
M275.0058.A27.10 10 58 42,2 42,5 22,0 48,0 27 22 27,2 12,4 7,0 50,0
M275.0078.A32.14 14 78 49,7 50,0 33,0 58,0 32 25 36,7 14,4 8,0 70,5
[Opyrve pasmepsbl -Mo 3anpocy. Pa3mepbl w 1 tmax cMm. pexyLyto nnacTuHy Pasmepbl ykaszaHbl B MM.
Further sizes upon request wandt  see inserts Dimensions in mm
MOMEHT 3aTsKKM BUHTOB CM. TEXHUYECKME PEKOMEHZALNN.
For torque specification of the screw, please see Technical Instructions.
3anacHble YacTu
Spare Parts
HacapgHas cpesa 3axumHou BUHT | Knrou Tun TORX PLUS® | MogknagHas wanba | BUHT
Arbor Mounted Cutter Clamping Screw TORX PLUS® Wrench Washer Screw
M275.0038.A16.05 3.5.10T10P T10PL 020.0813.3438
M275.0048.A22.08 3.5.10T10P T10PL 10.5.433 10.25.912
M275.0058.A27.10 3.5.10T10P T10PL 12.30.912

M275.0078.A32.14 3.5.10T10P T10PL
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®dpe3epoBaHMe KaHaBOK MEeTOAOM
KPYyroBowu MHTepnonsuum Cﬁh HORN [il)

Groove Milling by circular interpolation

OuckoBas dpesa M275

Disc Milling Cutter

@ pexyLuen KpoMKM Cutting edge @ 58/78/98 mm

OtBepcTue (d2) ¢ npoaonbHbIM LWNOHOYHBIM Naszom no DIN 138

Bore (d2) with longitudinal keyway to DIN 138 .
Aana cMeHHoOU nNnacTuHbl

. h for Indexable insert
4w
Twun S275
> Type
E, | o
h, BB s
R = npaBopexyLias, kak nokasaHo L = neBopexyLuas
R = right hand cutting version shown L = left hand cutting version
O6o3HayeHune z Ds d, d, d, h, h
Part number
R/LM275.0058.522.10 10 58 22 34 50,5 14,2 14
R/LM275.0078.527.14 14 78 27 43 70,5 16,2 16
R/LM275.0098.S32.16 16 98 32 48 90,5 20,2 20
[pyrue pasmepsl -No 3anpocy. Pa3smepbl w 1 tmax cM. pexxyLuyto nnacTuHy Pa3smepbl ykasaHbl B MM.
Further sizes upon request wandt  see inserts Dimensions in mm

Bbibepute R unu L ncnonxewwe.

State R or L version

MOMEHT 3aTsKKM BUHTOB CM. TeXHUYeCcKme pekoMeHaauumm.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu
Spare Parts

AunckoBas cpesa 3axkumHon BUHT | Kntou Tun TORX PLUS®
Disc Milling Cutter Clamping Screw TORX PLUS® Wrench
R/LM275... 3.5.10T10P T10PL
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®dpe3epoBaHMe KaHaBOK MEeTOAOM
KPYyroBowu MHTepnonsuum Cﬁh HORN [il)

Groove Milling by circular interpolation

CMEeHHOM NMacCTUHbI 8275 a

Indexable insert

[my6uHa kaHaBku 4o Depth of groove up to 2,5 mm
LLinpnHa kaHaBkm Nw Width of circlip Nw 1,1-3,15 mm

\ J

LLInpuHa kaHaBok nog ctonopHble konbua no DIN 471/472
Widths for circlip grooves DIN 471/472

ans gpesbl
for Milling tool
g
= — Tvn M275
J u Type
tal

2] i

N S

I |

__tmax__
R = nokasaHo npaBoe ncnonHexHue L = neBoe ncnonHeHve
R = right hand version shown L = left hand version

O6o3HayeHune Nw w S r t oo o)
Part number (7)
<
R/LS275.0110.00 1,10 1,20 4,3 0,10 2,5 ANA
R/LS275.0130.00 1,30 1,40 4,3 0,10 2,5 A/A
R/LS275.0160.00 1,60 1,70 4,3 0,10 2,5 A/A
R/LS275.0185.00 1,85 1,95 4,3 0,15 2,5 A/A
R/LS275.0215.00 2,15 2,25 4,3 0,15 2,5 A/A
R/LS275.0265.00 2,65 2,75 4,3 0,15 2,5 A/A
R/LS275.0315.00 3,15 3,25 4,3 0,15 2,5 A/A

A co Cknaga/onstock A4 Hepenu/ 4weeks X Mo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTuUBHOE NpuMeHeHwue / alternative recommendation
- HENpUrogHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMA / uncoated grades
TBEPAbIV CMnaB C MNOKPbITMEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM. Mapku TBEpPLOrO cnnasa
Dimensions in mm Carbide grades

Bbibepute R nnu L ncnonHexue.
State R or L version

Cc7




®dpe3epoBaHMe KaHaBOK MEeTOAOM

prroaoﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

CmMeHHada nnacTtuHa
Indexable insert

S275

[my6uHa kaHaBku 4o Depth of groove up to 1,75 mm
LLinpnHa kaHaBkm Nw Width of circlip Nw 1,1-3,15 mm
LLInpuHa kaHaBok nog ctonopHble konbua no DIN 471/472 ¢ dhackon
Widths for circlip grooves DIN 471/472 with chamfer
R = nokasaHo npaBoe ncnonHeHne L = neBoe ncnonHeHne
R = right hand version shown L = left hand version
O603Ha4yeHue Nw w t, S
Part number
R/LS275.1105.41 1,10 1,20 0,47 4.1
R/LS275.1308.41 1,30 1,40 0,81 4.1
R/LS275.1610.41 1,60 1,70 0,95 4.1
R/LS275.1812.41 1,85 1,95 1,21 4.1
R/LS275.2115.41 2,15 2,25 1,45 4.1
R/LS275.2617.41 2,65 2,75 1,70 4.1
R/LS275.3118.41 3,15 25 1,70 4.1

A co Cknaga/onstock A4 Hepenu/ 4weeks X Mo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTuUBHOE NpuMeHeHwue / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMA / uncoated grades
TBEPAbIV CMnaB C MNOKPbITMEM / coated grades
I ¢ Hanankon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm
Bbibepute R nnu L ncnonHexue.
State R or L version

C8

3,17
3,27
3,17
3,29
3,44
3,39
3,70

C

\

ans gpesbl
for Milling tool

Tun M275
Type

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

0,50
0,85
1,00
1,25
1,50
1,75
1,75

Mapku TBEpLOroO cnnasa

Carbide grades



®dpe3epoBaHMe KaHaBOK MEeTOAOM

prroaoﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

CMeHHas nnacTuHa S275

Indexable insert o6paboTka anioM1HS

machining of aluminium

[my6uHa kaHaBku 4o Depth of groove up to 2,5 mm
LLinpnHa kaHaBkm Nw Width of circlip Nw 1,1-3,15 mm

LLInpuHa kaHaBok nog ctonopHble konbua no DIN 471/472
Widths for circlip grooves DIN 471/472

g
K
tal
< i |
I |
__tmax__
R = nokasaHo npaBoe UCNoJIHeEHNEe L = neBoe ncnonHeHne
R = right hand version shown L = left hand version
O6o3HayeHune Nw w S
Part number
R/LS275.0110.40 1,10 1,20 4,3
R/LS275.0130.40 1,30 1,40 4,3
R/LS275.0160.40 1,60 1,70 4,3
R/LS275.0185.40 1,85 1,95 4,3
R/LS275.0215.40 2,15 2,25 4,3
R/LS275.0265.40 2,65 2,75 4,3
R/LS275.0315.40 3,15 3,25 4,3

A co Cknaga/onstock A4 Hepenu/ 4weeks X Mo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTuUBHOE NpuMeHeHwue / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMA / uncoated grades
TBEPAbIV CMnaB C MNOKPbITMEM / coated grades
I ¢ Hanankon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm
Bbibepute R nnu L ncnonHexue.
State R or L version

-

L

ans gpesbl

for Milling tool

Tvn M275

Type

r tmax
0,10 2,5
0,10 2,5
0,10 2,5
0,15 2,5
0,15 2,5
0,15 2,5
0,15 2,5

Mapku TBEpPLOrO cnnasa

Carbide grades
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TopueBoe hpesepoBaHMe
Face Milling (ph HORN piD)

CMeHHas nnacTuHa RSZ75 / L | N

Indexable insert

my6buHa pesaHus oo Depth of cut up to 4 mm

% 4

ans gpesbl
for Milling tool
Tvn M275
Type
/.
?:
>
(1]
F n
R = nokasaHo npaBoe ucnonHexHve
R = right hand version shown
O603Ha4yeHue r b S
Part number
RS275.PL43.52 0,2 4 4,3
A co Cknapa / onstock A4 Hegenu/ 4 weeks x [No 3anpocy / upon request
e OcHOBHOE npumeHeHwne / recommended
0 AnbTepHaTVBHOE NpUMeEHEHMe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIV CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades

C10



®dpe3epoBaHMe KaHaBOK MEeTOAOM

prFOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

380/381

XBocTtoBUK hpe3bl
HacagHasa dpe3sa
MoHoGno4Hasn dpe3sa
OuckoBas dpes3a

@ oTBepcTUnA OT 45 MM

Milling Shank

Arbor Mounted Cutter
Mono Milling Cutter
Disc Milling Cutter

from bore @ 45 mm

D1



®dpe3epoBaHMe KaHaBOK MEeTOAOM
KPYyroBow MHTepnonsuum Cﬁh HORN [il)

Groove Milling by circular interpolation

XBOCTOBWK (hpesbl
Milling shank

380

HacagHas dpesa
Arbor Mounted Cutter

380

D4-D7

MoHob6no4yHas

dpesa
Mono Milling Cutter

HSK380/ABS 380

[wnckoBas dpesa
Disc Milling Cutter

381

CrtpaHuua/Page

CMeHHas nnactuHa

D10
Indexable insert ( I T
314

CtpaHuua/Page
D11,D13

@\
CtpaHuua/Page
D12

D2



Ppe3epoBaHMe KaHaBOK METOAOM
KPYyroBou UHTEpnonsuuu Cﬁh HORN I]ID
Groove Milling by circular interpolation

XBocTOBUK (ppesbl 380

Milling shank
my6uHa kaHaBku 4O Depth of groove up to 4 mm
LLinpnHa kaHaBkn 0o Width of groove up to 6 mm
@ pexyLuen KpoMKM Cutting edge @ 44 mm )
AN CMEHHOW NnacTUHbI
|1 for Indexable insert
23 Tun 314
Type
£
Al 1l Q
-~ o
© T ©
e| |2 I A |
J B ] J ___E]
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O603Ha4yeHue Z Ds d l, d, b A dopma
Part number Form
380.0044.03A 3 44 25 125 34 4 14° A
380.0044.03B 3 44 25 125 34 4 14° B
380.0044.03E 3 44 25 125 34 4 14° E
[pyrve pasmepsbl -Mo 3anpocy. Pasmepbl ykasaHbl B MM.
Further sizes upon request Dimensions in mm

MoMeHT 3aTsKn BUHTOB CM. TeXHUYecKne pekomeHaaLmnm.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu
Spare Parts

XBocToBUK hpe3bl 3axkumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
380... 5.12T20P T20PQ

D3




®dpe3epoBaHMe KaHaBOK MEeTOAOM

prroaoﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

380

(ph HORN i)

HacapgHas c¢pesa
Arbor Mounted Cutter

my6uHa kaHaBku 4O Depth of groove up to 5 mm
LLinpnHa kaHaBkn 0o Width of groove up to 6 mm
@ pexyLuen KpoMKM Cutting edge @ 63 mm
OTBepcTUe 1 WNoHO4YHbIN na3 no DIN 138
Cutterhole and cross keyway as per DIN 138 .
Aana cMeHHoOU nNnacTuHbl
for Indexable insert
h
2 ,Lq_A Tun 314
1, e Type
= Tl s o
4 \9 _/@ \\
o =] / \ \
A — o ! \ < \
[o:6] \a Fell a0 e T g ! @
—
2 <l o1s L 1O / H
" /
o
j X \\ \ N //
v -
6,3 N
|2 @ Ds
h
[NokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O6o3HayeHune z Ds t oo h, h d, l, I, A d,
Part number
380.0063.05 5 63 5 39,6 40 22 20 27,6 10° 51

[pyrve pa3mepbl -No 3anpocy.
Further sizes upon request

MOMEHT 3aTSKKN BUHTOB CM. TeXHUYeckue pekoMeHgaunu.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu
Spare Parts

Pasmepbl ykaszaHbl B MM.
Dimensions in mm

Knrou Tun TORX PLUS®
TORX PLUS® Wrench

T20PQ

3aXUMHOM BUHT | BUHT
Clamping Screw Screw

5.12T20P 10.25.912

HacapgHas cpesa
Arbor Mounted Cutter

380.0063.05

MoaknagHas wanba
Washer

10.5.433

D4



Ppe3epoBaHMe KaHaBOK METOAOM
KPYyroBou UHTEpnonsuuu Cﬁh HORN I]ID
Groove Milling by circular interpolation

HacapgHas c¢pesa 380
Arbor Mounted Cutter ¢ BHyTPEHHIM Noasomom COX
with through coolant supply

my6uHa kaHaBku 4O Depth of groove up to 5 mm
LLinpnHa kaHaBkn 0o Width of groove up to 6 mm
@ pexyLuen KpoMKM Cutting edge @ 63 mm

OTBepcTUe 1 WNoHO4YHbIN na3 no DIN 138

Cutterhole and cross keyway as per DIN 138 .
Aana cMeHHoOU nNnacTuHbl

for Indexable insert

h
2 ,Lq_A Tun 314
1, e Type
= Tl s o
4 \9 "e \\
= / i
w i - A <
0| — I - - ! \ Y
-y
a < (SIS ‘\ @/ @ / H
] o SUC L
v e, #ag
6,3 A
|2 @ Ds
h
[NokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O6o3HayeHune z Ds t oo h, h d, l, I, A d,
Part number
380.0063.05IK 5 63 5 39,6 40 22 20 27,6 10° 51
[pyrvne pasmepsbl -No 3anpocy. Pasmepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm

MOMEHT 3aTSKKN BUHTOB CM. TEXHUYeckue pekomMmeHgauunn.

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

MpumeyaHue ana 3akasa:

d)peaepHaﬂ onpaBKa He BXOAUT B KOMMNJIEKT NMNOCTaBKWU. I'IomanyMCTa, 3akasblBanTe OT/J,eJ'IbHO!
Ordering note:

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

3anacHble YacTu
Spare Parts

HacapgHas cpesa 3axkumHon BUHT | Kntou Tun TORX PLUS®
Arbor Mounted Cutter Clamping Screw TORX PLUS® Wrench
380.0063.05IK 5.12T20P T20PQ

D5



®dpe3epoBaHMe KaHaBOK MEeTOAOM
KPYyroBowu MHTepnonsuum Cﬁh HORN [il)

Groove Milling by circular interpolation

HacapgHas c¢pesa 380 ; ~
Arbor Mounted Cutter . 1; )

my6uHa kaHaBku 4O Depth of groove up to 5 mm
LLinpnHa kaHaBkn 0o Width of groove up to 6 mm
@ pexyLuen KpoMKM Cutting edge @ 80 mm Y,

OTBepcTUe 1 WNoHO4YHbIN na3 no DIN 138

Cutterhole and cross keyway as per DIN 138 .
Aana cMeHHoOU nNnacTuHbl

for Indexable insert

h,
— Tvn 314
Type
7,3
(o] 7‘:0.. o o~
™M — — 4 N | T | O
Q L. ~— | Q|
AN
h
[NokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O6o3HayeHune z Ds b oo h, h d, l, A d,
Part number
380.0080.08 8 80 8 31,6 32 27 21,6 10° 68
[Opyrve pasmepsbl -No 3anpocy. Pasmepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm

MOMEHT 3aTsKKM BUHTOB CM. TeXHUYeckue pexkomeHgauunn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu
Spare Parts

HacapgHas cpesa 3axkumHon BUHT | Kntou Tun TORX PLUS®
Arbor Mounted Cutter Clamping Screw TORX PLUS® Wrench
380.0080.08 5.12T20P T20PQ
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®dpe3epoBaHMe KaHaBOK MEeTOAOM
KPYyroBowu MHTepnonsuum Cﬁh HORN [il)

Groove Milling by circular interpolation

HacapgHas c¢pesa 380 ; ~

Arbor Mounted Cutter ¢ BHyTPEHHIM Noasomom COX - 1— -
with through coolant supply \

[mny6uHa kaHaBku 4o Depth of groove up to 5 mm : @
LLinpnHa kaHaBkn 0o Width of groove up to 6 mm @
@ pexyLuen KpoMKM Cutting edge @ 80 mm )

OTBepcTUe 1 WNoHO4YHbIN na3 no DIN 138

Cutterhole and cross keyway as per DIN 138 .
Aana cMeHHoOU nNnacTuHbl

for Indexable insert

h,
- Tun 314
Type
7,3
(o] 7‘:0.. o o~
M 1 1—4 N |T|O
Q R, SN
AN
h
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O6o3HayeHune z Ds b oo h, h d, l, A d,
Part number
380.0080.08IK 8 80 8 39,8 40 27 21,6 10° 68
[pyrve pasmepsbl -No 3anpocy. Pasmepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm
MOMEHT 3aTSXXKN BUHTOB CM. TeXHMYeCcKne pekoMmeHgaunm.
For torque specification of the screw, please see Technical Instructions.
MpumeyaHve ans 3akasa:
3atskHon BUHT dopesbl 030.0012.0726 He BXOAWT B KOMMIEKT NOCTABKM.
Ordering note:
Bolt screw 030.0012.0726 is combined with the milling cutter.
3anacHble YacTu
Spare Parts
HacapgHas cpesa 3axkumHon BUHT | LlecturpanHbin knto4 | Knroy Tun TORX PLUS®
Arbor Mounted Cutter Clamping Screw Allen Wrench TORX PLUS® Wrench
380.0080.08IK 5.12T20P SW10,0 DIN 911 T20PQ
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®dpe3epoBaHMe KaHaBOK MEeTOAOM
KPYyroBowu MHTepnonsuum Cﬁh HORN [il)

Groove Milling by circular interpolation

MoHoGnouHas dpesa HSK380

Mono Milling Cutter

C BHyTpeHHUM nogsoaom COX
with through coolant supply

my6uHa kaHaBku 4O Depth of groove up to 5 mm
LLinpnHa kaHaBkn 0o Width of groove up to 6 mm
@ pexyLuen KpOMKM OT Cutting edge @ Ds from 44 mm
AN CMEHHOW NnacTUHbI
for Indexable insert
h HSK-A Tan 314

/DIN 69893 e
, Q)Q@ Typ

Ll “
e E |

(]

e !

MokasaHo npaBoe UcnoriHeHne
Picture = right hand cutting version

cuctema kpenneHna HSK
HSK-coupling system

O6o3HayeHune Ds z t oo h d, A
Part number
HSK32-380.0044.03 44 3 4,0 515 34 14°
HSK40-380.0050.04 50 4 4,5 55 40 14°
HSK40-380.0063.05 63 5 5,0 55 51 10°
HSK50-380.0063.05 63 5 5,0 65 51 10°
HSK50-380.0080.08 80 8 5,0 65 68 10°
HSK63-380008008 80 8 5,0 70 68 10°
[Opyrve pasmepsbl -Mo 3anpocy. Pa3mepbl yka3aHbl B MM.
Further sizes upon request Dimensions in mm
MoMeHT 3aTsKKM BUHTOB CM. TeXHU4eckme pekoMmeHaaumm.
For torque specification of the screw, please see Technical Instructions.
3anacHble YacTu
Spare Parts
MoHo6no4Has ¢pesa 3axkumHon BUHT | Kntou Tun TORX PLUS®
Mono Milling Cutter Clamping Screw TORX PLUS® Wrench

HSK32-380... 5.12T20P T20PQ
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Ppe3epoBaHMe KaHaBOK METOAOM
KPYyroBou UHTEpnonsuuu Cﬁh HORN |]ID
Groove Milling by circular interpolation

MoHoGnouHas dpesa ABS 380

Mono Mllllng Cutter C BHYTpeHHUM nogsogom COX
with through coolant supply

my6uHa kaHaBku 4O Depth of groove up to 5mm
LLinpnHa kaHaBkn 0o Width of groove up to 6 mm
@ pexyLuen KpOMKM OT Cutting edge @ Ds from 44 mm

anda CMEHHOW MnacTuHbI
for Indexable insert

nuuensus ABS KOMET Tun 314

) h / Type

L4 o
e 5 o
cuctema kpenneHus ABS
KOMET
[NokasaHo npaBoe UcnoriHeHne ABS-COUp“ng SyStem
. ) } ) Licence KOMET
Picture = right hand cutting version
O6o3HayeHune z Ds t oo h A d,
Part number
ABS32.380.0044.03 3 44 4,0 85) 14° 34
ABS40-380.0050.04 4 50 4,5 40 14° 40
ABS40.380.0063.05 5 63 5,0 40 10° 51
ABS50.380.0063.05 5) 63 5,0 50 10° 51
ABS50.380.0080.08 8 80 5,0 50 10° 68
ABS63.380.0080.08 8 80 5,0 63 10° 68
[Opyrve pasmepsbl -no 3anpocy. Pa3mepbl yka3aHbl B MM.
Further sizes upon request Dimensions in mm

MOMEHT 3aTsKKN BUHTOB CM. TEXHUYecKue pekomeHgauunun.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu
Spare Parts

MoHo6no4Has ¢pesa 3axkumHon BUHT | Kntou Tun TORX PLUS®
Mono Milling Cutter Clamping Screw TORX PLUS® Wrench
ABS32... 5.12T20P T20PQ
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®dpe3epoBaHMe KaHaBOK MEeTOAOM
KPYyroBowu MHTepnonsuum Cﬁh HORN [il)

Groove Milling by circular interpolation

OuckoBas ¢ppesa 381 / ; - —
Disc Milling Cutter

L R
my6uHa kaHaBku 4O Depth of groove up to 5 mm L R
LLinpnHa kaHaBku 0O Width of groove up to 6 mm 7 L
@ pexyLuen KpOMKM OT Cutting edge @ Ds from 63 mm \ )

OtBepcTue (d2) ¢ npoaonbHbIM WNOHOYHBIM Naszom no DIN 138

Bore (d2) with longitudinal keyway to DIN 138 .
Aana cMeHHoOU nNnacTuHbl

for Indexable insert
A-A #

/ Tun 314
Type

—

® nocaaku d3

[

R=npaBoe HanpaBneHune 06pa6OTKVI - YCTaHOBKa cneBa L=neBoe HanpaBneHune 06p860TKI/I - YCTaHOBKa cnpasa

R = right hand cutting - left side mounted L = left hand cutting - right side mounted
O6o3HayeHune z Ds t oo d, h, h d, A d,
Part number
R/L381.0063.05 5 63 5 22 14,2 14 51 14° 34
R/L381.0080.08 8 80 5 27 16,2 16 68 10° 43
R/L381.0100.10 10 100 5 32 20,2 20 88 10° 48
Bbibepute R vnun L ncnonHexue. Pasmepbl ykasaHbl B MM.
State R or L version Dimensions in mm
[Opyrve pasmepsbl -No 3anpocy.
Further sizes upon request
MOMEHT 3aTsXKn BUHTOB CM. TeXHUYecKne pekoMmeHaaunm.
For torque specification of the screw, please see Technical Instructions.
3anacHble YacTu
Spare Parts
AunckoBas cpesa 3axkumHon BUHT | Kntou Tun TORX PLUS®
Disc Milling Cutter Clamping Screw TORX PLUS® Wrench
R/L381... 5.12T20P T20PQ
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Ppe3epoBaHMe KaHaBOK METOAOM
KPYyroBou UHTEpnonsuuu Cﬁh HORN |]ID
Groove Milling by circular interpolation

CmeHHast nnacTuHa 3 14 @ ™

Indexable insert

[my6uHa kaHaBku 4o Depth of groove up to 5 mm
LLinpnHa kaHaBkm Nw Width of circlip Nw 1,3-5,15 mm k

LLInpuHa kaHaBok nog ctonopHble konbua no DIN 471/472
Widths for circlip grooves DIN 471/472

ans gpesbl
for Milling tool
&~ Tun 380
Type 380...IK
HSK 380
HSK 380
381
reoMeTpusa 3aBUCUT OT
yrna yCTaHoBKu A
» Geometries depending on
angle of seating A
8
&l A Y a
S 7
*'/ 10° 15° 6°
14° 11° 10°
R = nokasaHo npaBoe UCNoJIHeEHNEe L = neBoe ncnonHeHne
R = right hand version shown L = left hand version
O6Go3Ha4yeHue Nw w r s N w| | W
Part number Ol |2
S < | F | F
R/L314.0130.00 1,30 1,41 0,10 54 A/A A/A
R/L314.0160.00 1,60 1,71 0,10 54 A/A A/A
R/L314.0185.00 1,85 1,96 0,15 54 A/A A/
R/L314.0215.00 2,15 2,26 0,15 54 A/A | A/A A/A
R/L314.0265.00 2,65 2,76 0,15 54 A/D | A/D | AlX | A/A
R/L314.0315.00 3,15 3,26 0,15 54 A/A | A/A | Alx | A/A
R/L314.0415.00 4,15 4,26 0,15 54 A/A | A/D | AlX | A/A
R/L314.0515.00 5,15 5,26 0,15 54 A/D | A/A | AlX | A/A

A co Cknapa /onstock A4 Hegenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwne / recommended
0 AnbTepHaTVBHOE NpUMeEHEeHMe / alternative recommendation
- HENPUroAHbIN / not suitable

TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades

TBEPAbIN CNNaB C NOKPbITUEM / coated grades
I c Hanamnkon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEépAOrO cnnasa
Dimensions in mm Carbide grades
Bbibepute R unu L ncnonHexue.
State R or L version
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®dpe3epoBaHMe KaHaBOK MEeTOAOM
KPYyroBowu MHTepnonsuum Cﬁh HORN [il)

Groove Milling by circular interpolation

Indexable insert

CmeHHast nnacTuHa 3 14 G “ ™

\, p- |
L >
[my6uHa kaHaBku 4o Depth of groove up to 3 mm
LLinpnHa kaHaBkm Nw Width of circlip Nw 1,1-5,15 mm k
LLInpuHa kaHaBok nog ctonopHble konbua no DIN 471/472 ¢ dhackon
Widths for circlip grooves DIN 471/472 with chamfer
ans gpesbl
for Milling tool
Tvn 380
Type 380...1K
HSK 380
HSK 380
381
reomMeTpusa 3aBUCUT OT
yrna yCTaHoBKu A
Geometries depending on
angle of seating A
A Y a
10° 15° 6°
14° 11° 10°
R = nokasaHo npaBoe ucnonHeHve L = neBoe ucnonHexHne
R = right hand version shown L = left hand version
O603Ha4yeHue Nw w r 3, S t oo t, 0w | v
Part number a2
< |+
R/L314.1105.54 1,10 1,21 0,10 4,52 5,45 0,50 0,49 AA
R/L314.1307.54 1,30 1,41 0,10 4,62 5,45 0,75 0,67 NA | NA
R/L314.1308.54 1,30 1,41 0,10 4,62 5,45 0,85 0,83 A | NA
R/L314.1609.54 1,60 1,71 0,10 4,52 5,45 0,85 0,83 A/A | A/A
R/L314.1610.54 1,60 1,71 0,10 4,52 5,45 1,00 0,97 AA | DA
R/L314.1812.54 1,85 1,96 0,15 4,64 5,45 1,25 1,23 A/A | A/A
R/L314.2115.54 2,15 2,26 0,15 4,79 5,45 1,50 1,47 A/A | A/A
R/L314.2616.54 2,65 2,76 0,15 4,54 5,54 1,50 1,47 A/A | A/A
R/L314.2617.54 2,65 2,76 0,15 4,54 5,54 1,75 1,72 A/A | A/A
R/L314.3118.54 3,15 3,26 0,15 4,54 5,54 1,75 1,72 A/A | A/A
R/L314.4120.54 4,15 4,26 0,15 4,99 5,45 2,00 1,97 A/A | A/A
R/L314.4125.54 4,15 4,26 0,15 4,99 5,45 2,50 2,47 A/A | A/A
R/L314.5130.61 5,15 5,26 0,15 5,85 6,10 3,00 2,97 A/A | A/A

A co Cknapa / onstock A4 Hepenw/ 4 weeks X [No 3anpocy / upon request
e OCHOBHOEe NpumeHeHune / recommended
0 AnbTepHaTUBHOE NpUMeHeHue / alternative recommendation
- HENPUroAgHbIN / not suitable
TBEpAbIN cnnas 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpPLOrO cnnasa
Dimensions in mm Carbide grades

Bbibepute R unu L ncnonHexme.
State R or L version
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®dpe3epoBaHMe KaHaBOK MEeTOAOM

prroaoﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

CmeHHas nnacTuHa 314

Indexable insert o6paboTka anioM1HS

machining of aluminium

[ny6uHa kaHaBku [o
LLinpnHa kaHaBkm Nw

Depth of groove up to 5 mm
Width of circlip Nw 1,3-5,15 mm

LLInpuHa kaHaBok nog ctonopHble konbua no DIN 471/472
Widths for circlip grooves DIN 471/472

W02

A

L = neBoe ncnonHeHne
L = left hand version

R = nokasaHo npaBoe UCNoJIHeEHNEe
R = right hand version shown

O603Ha4yeHue Nw w r
Part number

R/L314.0130.40 1,30 1,41 0,10
R/L314.0160.40 1,60 1,71 0,10
R/L314.0185.40 1,85 1,96 0,15
R/L314.0215.40 2,15 2,26 0,15
R/L314.0265.40 2,65 2,76 0,15
R/L314.0315.40 3,15 3,26 0,15
R/L314.0415.40 4,15 4,26 0,15
R/L314.0515.40 5,15 5,26 0,15

A co Cknapa/onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTVBHOE NpUMeEHeHMe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIN CNNaB C NOKPbITUEM / coated grades
I c Hanamnkon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM.
Dimensions in mm

Bbibepute R unu L ncnonHexue.
State R or L version

é )

. J

ans gpesbl

for Milling tool

Twun 380

Type 380...IK
HSK 380
HSK 380
381

reoMeTpusa 3aBUCUT OT
yrna yCTaHoBKu A
Geometries depending on

angle of seating A
A Y a
10° 15° 6°
14° 11° 10°

S (‘:{ (LQ ::g

Ol =2

> || F

54 NA | AA | AA
54 AA | AA | AA
54 Y/ R/ Y/
54 AN | AA | AA
5,4 AA | AA | AA
54 NA | AA | A/A
54 AN | AA | AA
54 A | A/A | AA

Mapku TBEépAOrO cnnasa
Carbide grades
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Ppe3epoBaHUe Nasos

Slot Milling (ph HORN piD)

M101

OwuckoBas ¢ppesa ansa Slotting cutter
¢pe3epoBaHMsa Nna3oB
@ pexyLien KpOMKN OT 63 MM from cutting edge @ 63 mm

LLnpnHa kaHaBku 1,2 - 4,6 mm Width of groove 1,2 - 4,6 mm

El



Ppe3epoBaHUe Nasos

Slot Milling

(ph HORN i)

[unckoBas dpesa
Disc Milling Cutter

M101

HacagHas dpesa
Arbor Mounted Cutter

M101

MnactuHa
Insert

S101

TexHn4yeckue

pekoMmeHaaumm
Technical Instructions

E2

CtpaHuual/Page
E3

T )

-

CrtpaHuua/Page
E4-E5

/—%\
-

CTtpaHunual/Page
E6-E7

7

CTtpaHuual/Page

E8
‘ .E3

CrtpaHuua/Page
E9-E10

Crpanuual/Page
E11-E12



Ppe3epoBaHMe Na3oB

(ph HORN i)

Slot Milling
OvckoBas ¢ppesa M101 "l k!
Disc |\/|I||Il‘lg Cutter C BHYTPEHHIM MOABOAOM COX i
with through coolant supply !
[my6uHa dpesepoBaHns Ao Depth of milling up to 19,5 mm - ) B =
LLnpuHa kaHaBku Width of groove 1,2-2,3mm
@ pexyLuen KpoMKM Cutting edge @ 63 mm \ /

HacapgHas dpe3sa ¢ xsoctoBukom no DIN1835-A / DIN1835-B

Arbor mounted cutter with shank as per DIN1835-A / DIN1835-B

A

MokasaHo npasoe ucnosfiHeHue

Picture = right hand cutting version

Ana NnacTuHbl
for Insert
™n S101
Type

C BCTPOEHHOWN BHYTPEHHEN
nopgadven COX
with integrated through
coolant supply

O6osHauyeHune Z | Ds| d I, l,b | d | b t . | ®opma | Pasvep | LupvHa kaHaekm | n
Part number Form Size Width of groove

M101.063.D16.23.2.16A 5|63 |16 | 110,00 | 30,0 | 23 | 1,30 | 19,5 A 16 1,6-1,8 7500
M101.063.D16.23.2.20A 5|63 |16 | 110,35 | 30,4 | 23 | 1,30 | 19,5 A 20 2,0-2,3 7500
M101.063.D20.23.2.16B 5|63 |20 110,00 | 30,0 | 23 | 1,60 | 19,5 B 16 1,6-1,8 7500
M101.063.D20.23.2.20B 5|63 |20 110,35 | 30,4 | 23 | 1,60 | 19,5 B 20 2,0-2,3 7500
M101.063.D16.23.2.12A 5|63 |16 110,00 | 30,0 | 23 | 0,95 | 19,5 A 12 1,2-1,2 7500
M101.063.D20.23.2.12B 5|63 |20 110,00 | 30,0 | 23 | 0,95 | 19,5 B 12 1,2-1,2 7500
M101.063.D25.23.2.12B 5|63 |25 110,00 | 30,0 | 23 | 0,95 | 19,5 B 12 1,2-1,2 7500
M101.063.D16.23.2.14A 5|63 | 16| 110,00 | 30,0 | 23 | 1,15 | 19,5 A 14 1,4-1,4 7500
M101.063.D20.23.2.14B 5| 63|20 110,00 | 30,0 | 23 | 1,15 | 19,5 B 14 1,4-1,4 7500
M101.063.D25.23.2.14B 5|63 |25 110,00 | 30,0 | 23 | 1,15 | 19,5 B 14 1,4-1,4 7500
M101.063.D25.23.2.16B 5|63 | 25| 110,00 | 30,0 | 23 | 1,30 | 19,5 B 16 1,6-1,8 7500
M101.063.D25.23.2.20B 5|63 |25 110,00 | 30,0 | 23 | 1,60 | 19,5 B 20 2,0-2,3 7500

[pyrve pa3mepbi - Mo 3anpocy.

Further sizes upon request
MpumeyaHwme:

Kntou P101.01 He BXOAWUT B KOMMNNEKT
nocrtaeku cpesbl. [NoxanynicTa,

Pasmep W - CMOTpUTE NNacTUHbI

w see inserts

Note:

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

Pa3mepbl ykasaHbl B MM.
Dimensions in mm

MOMEHT 3aTs>KKM BUHTOB CM. TexHUYeckune
pekoMeHaauum

3aKasblBanTe oTAerbHO! required! For torque specification of the screw, please see
Technical Instructions

3anacHble YacTu

Spare Parts
IOuckoBas dpesa XBOCTOBUMK IleaBue Kntou Tun TORX PLUS® | 3aXXMMHOW BUHT
Disc Milling Cutter Shank Blade TORX PLUS® Wrench Clamping Screw
M101.063.D16.23.2.16A 020.D16.23.2.16A | M101.0063.28.23.16 T8PL 030.3543.T8P
M101.063.D16.23.2.20A 020.D16.23.2.16A | M101.0063.28.23.20 T8PL 030.3543.T8P
M101.063.D20.23.2.16B 020.D20.23.2.16B | M101.0063.28.23.16 T8PL 030.3543.T8P
M101.063.D20.23.2.20B 020.D20.23.2.16B | M101.0063.28.23.20 T8PL 030.3543.T8P
M101.063.D16.23.2.12A 020.D16.23.2.12 A | M101.0063.28.23.12 T8PL 030.3543.T8P
M101.063.D20.23.2.12B 020.D20.23.2.12B | M101.0063.28.23.12 T8PL 030.3543.T8P
M101.063.D25.23.2.12B 020.D25.23.2.12B | M101.0063.28.23.12 T8PL 030.3543.T8P
M101.063.D16.23.2.14A 020.D16.23.2.12 A | M101.0063.28.23.14 T8PL 030.3543.T8P
M101.063.D20.23.2.14B 020.D20.23.2.12B | M101.0063.28.23.14 T8PL 030.3543.T8P
M101.063.D25.23.2.14B 020.D25.23.2.12B | M101.0063.28.23.14 T8PL 030.3543.T8P
M101.063.D25.23.2.16B 020.D25.23.2.16B | M101.0063.28.23.16 T8PL 030.3543.T8P
M101.063.D25.23.2.20B 020.D25.23.2.20B | M101.0063.28.23.20 T8PL 030.3543.T8P
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Ppe3epoBaHUe Nasos
Slot Milling

(ph HORN i)

OvckoBas ¢ppesa
Disc Milling Cutter

M101

[pyrue paamepbl - No 3anpocy.
Further sizes upon request

MpumeyaHwe:

w see inserts

Paamep W - CMOTpUTE NNacTUHbI

my6uHa cpesepoBaHna 4o  Depth of milling up to 33 mm
LLinpnHa kaHaBku Width of groove 1,6 - 2,3 mm
@ pexyLuen KpoMKM Cutting edge @ 80-125 mm
OTBepcTUe 1 WNoHO4YHbINM na3 no DIN 138
Cutterhole and cross keyway as per DIN 138
b

I

g

o

Q

—

E
Y
Jlw
@ Ds

[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O603Ha4yeHue z Ds | t.. b d, b, d, d,
Part number
M101.0080.22.12 7 80 20 | 0,95 | 22 | 13,0 | 36 | 4,25
M101.0080.22.14 7 80 20 | 1,15 | 22 | 13,1 | 36 | 4,25
M101.0080.22.16 7 80 20 | 1,30 | 22 | 13,3 | 36 | 4,25
M101.0100.22.16 9 | 100 | 30 | 1,30 | 22 | 13,3 | 36 | 4,25
M101.0125.32.16 11 | 125 | 33 | 1,30 | 32 | 21,3 | 55 | 6,25
M101.0080.22.20 7 80 20 | 160 | 22 | 13,6 | 36 | 4,25
M101.0100.22.20 9 | 100 | 30 | 1,60 | 22 | 136 | 36 | 4,25
M101.0125.32.20 11 | 125 | 33 | 1,60 | 32 | 21,6 | 55 | 6,25

29
29
29
29
45
29
29
45

4 2
i
. ot
ONs NnacTuHbl
for Insert
™n S101
Type
N... | Pasvep | LnpuHa kaHaBkm
Size Width of groove
6000 12 1,2-1,2
6000 14 1,4-1,4
6000 16 1,6-1,8
5000 16 1,6-1,8
4000 16 1,6-1,8
6000 20 2,0-2,3
5000 20 2,0-2,3
4000 20 2,0-2,3

Pasmepbl yka3aHbl B MM.

Dimensions in mm

Kntoy P101.01 1 Habopbl NOBOAKOBbLIX KOMEL, HE BXOAST B KOMMMEKT NOCTaBku dopesbl. [oxanyicTa, 3akasbiBaiTe oTAeNbHO!

Note:

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

3anacHble YyacTu

Spare Parts

[AunckoBas cpesa NMoBoakoBoe KkonbLo | Jleasue

Disc Milling Cutter Driving hole ringset Blade
M101.0080.22.12 020.22.06.36 020.0980.4887
M101.0080.22.14 020.22.06.36 020.1180.4888
M101.0080.22.16 020.22.06.36 020.1380.3777
M101.0100.22.16 020.22.06.36 020.1310.3784
M101.0125.32.16 020.32.10.55 020.1312.3786
M101.0080.22.20 020.22.06.36 020.1680.3778
M101.0100.22.20 020.22.06.36 020.1610.3785
M101.0125.32.20 020.32.10.55 020.1612.3787
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Ppe3epoBaHUe Nasos
Slot Milling

(ph HORN i)

OvckoBas ¢ppesa
Disc Milling Cutter

my6uHa cpesepoBaHna 4o  Depth of milling up to
LLinpnHa kaHaBku Width of groove
@ pexyLuen KpoMKM Cutting edge @

OTBepcTUe 1 WNoHO4YHbINM na3 no DIN 138
Cutterhole and cross keyway as per DIN 138

b
-
__W
[NokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O603Ha4yeHue Z Ds |t . b d,
Part number
M101.0080.22.30 6 80 20 | 24 | 22
M101.0100.22.30 8 100 | 26 | 24 | 22
M101.0125.32.30 10 | 125 | 34 | 24 | 32
M101.0160.40.30 12 | 160 | 39 | 24 | 40
M101.0080.22.40 6 80 20 | 3,2 | 22
M101.0100.22.40 8 100 | 26 | 3,2 | 22
M101.0125.32.40 10 | 125 | 34 | 3,2 | 32
M101.0160.40.40 12 | 160 | 39 | 3,2 | 40
M101.0200.40.40 16 | 200 | 59 | 3,2 | 40
[Opyrue pasmepsl - No 3anpocy.
Further sizes upon request w see inserts
MpumeyaHue:

M101

59 mm
2,8 -4,6 mm
80-200 mm
i
1
b, d, d,
14,4 | 36 | 4,25
224 | 46 | 5,25
224 | 55 | 6,25
26,4 | 80 | 11,25
15,2 | 36 | 4,25
23,2 | 46 | 5,25
23,2 | 55 | 6,25
27,2 | 80 | 11,25
27,2 | 80 | 11,25

Pa3mep w - cMOTpUTE NNacTWHbI

29
32
45
63
29
32
45
63
63

4 2
i
. ot
ONs NnacTuHbl
for Insert
™n S101
Type
N... | Pasvep | LnpuHa kaHaBkm
Size Width of groove
6000 30 2,8-3,4
5000 30 2,8-3,4
4000 30 2,8-3,4
3000 30 2,8-3,4
6000 40 3,8-4,6
5000 40 3,8-4,6
4000 40 3,8-4,6
3000 40 3,8-4,6
2500 40 3,8-4,6

Pa3mepbl yka3aHbl B MM.

Dimensions in mm

Kntou P101.02 1 Habopbl NOBOAKOBLIX KOMEL, HEe BXOAST B KOMMMEKT NocTaBky cpesbl. Moxanyncra, 3akasblBaniTe OTAENbHO!

Note:

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

3anacHble YacTu
Spare Parts

[uckoBas cpes3a Jle3Bue

Disc milling cutter Blade
M101.0080.22.30 020.2480.4466
M101.0100.22.30 020.2410.4468
M101.0125.32.30 020.2412.4471
M101.0160.40.30 020.2416.4473
M101.0080.22.40 020.3280.4467
M101.0100.22.40 020.3210.4470
M101.0125.32.40 020.3212.4472
M101.0160.40.40 020.3216.4474
M101.0200.40.40 020.3220.4475

NoBoakoBoOe KONbLIO
Driving collar set

020.22.06.36
020.22.10.46
020.32.10.55
020.40.12.80
020.22.06.36
020.22.10.46
020.32.10.55
020.40.12.80
020.40.12.80

ES



Ppe3epoBaHUe Nasos
Slot Milling

(ph HORN i)

HacapgHas c¢pesa
Arbor Mounted Cutter

M101

my6uHa cpesepoBaHna 4o  Depth of milling up to 34 mm
LLinpnHa kaHaBku Width of groove 1,6-2,3mm
@ pexyLuen KpoMKM Cutting edge @ 80-125 mm

®pesa no DIN 8030-A
Arbor mounted cutter as per DIN 8030-A

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6o3HaueHue Z | Ds |t.| h b d | d, | L] 8
Part number

M101.0080.A16.12 | 7 | 80 | 20 | 33,0 | 0,95 | 13,5|32,0| 18 | 22,7 | 8,4
M101.0080.A16.14 | 7 | 80 | 20 | 33,2 |1,15|13,5|32,0| 18| 22,7 | 8,4
M101.0080.A16.16 | 7 | 80 | 20 | 33,0 | 1,30 | 13,5 | 32,0 | 18 | 22,7 | 8,4
M101.0100.A22.16 | 9 | 100 | 28 | 37,0 | 1,30 | 18,5 | 40,5 | 20 | 24,7 | 10,4
M101.0125.A32.16 | 11 | 125 | 34 | 50,0 | 1,30 | 28,5 | 45,0 | 25 | 36,7 | 14,4
M101.0080.A16.20 | 7 | 80 | 20 | 33,0 | 1,60 | 13,5 | 32,0 | 18 | 22,7 | 8,4
M101.0100.A22.20 | 9 | 100 | 28 | 37,0 | 1,60 | 18,5 | 40,5 | 20 | 24,7 | 10,4
M101.0125.A32.20 | 11 | 125 | 34 | 50,0 | 1,60 | 28,5 | 45,0 | 25 | 36,7 | 14,4

[Opyrve pasmepsbl - No 3anpocy.
Further sizes upon request
MpumeyaHwe:

Kntou P101.01 He BXxOQUT B KOMMMEKT NOCTaBKU ppesbl.

Moxanyncra, 3aka3biBanTe OTAENBHO!
Note:
Wrench P101.01 is not combined with slotting cutter - separate order required!

Pasmep W - CMOTpUTE NNacTUHbI
w see inserts

3anacHble YyacTu
Spare Parts

for Insert

™n S101

Type

P d, | d, | n., |Pasvep | LW1pnHa kaHasku
Size Width of groove

5,6 | 37,0 | 16 | 6000 12 1,2-1,2
5,6 | 37,0 | 16 | 6000 14 1,4-1,4
5,6 | 37,0 | 16 | 6000 16 1,6-1,8
6,3 | 40,5 | 22 | 5000 16 1,6-1,8
8,0 | 55,0 | 32 | 4000 16 1,3-1,8
5,6 | 37,0 | 16 | 6000 20 2,0-2,3
6,3 | 40,5 | 22 | 5000 20 2,0-2,3
8,0 | 55,0 | 32 | 4000 20 1,6-2,3

e N

-

Ana nnacTuHbl

Pa3smepbl ykasaHbl B MM.
Dimensions in mm

MOMEHT 3aTSXKKN BUHTOB CM. TEXHUYecKne

HacapgHas Ile3Bue ®naHey BuHT MoaknagHasa
cpesa Blade Flange Screw wanba
Arbor Mounted Washer

Cutter

M101.0080.A16.12
M101.0080.A16.14
M101.0080.A16.16
M101.0100.A22.16
M101.0125.A32.16
M101.0080.A16.20
M101.0100.A22.20
M101.0125.A32.20

E6

M101.0080.28.12
M101.0080.28.14
M101.0080.28.16
M101.0100.28.16
M101.0125.28.16
M101.0080.28.20
M101.0100.28.20
M101.0125.28.20

020.0016.32.09
020.0016.32.09
020.0016.32.13
020.0022.40.13
020.0032.55.13
020.0016.32.16
020.0022.40.16
020.0032.55.16

DIN912-M8x25
DIN912-M8x25
DIN912-M8x25
DIN912-M10x25
DIN7984-M16x35
DIN912-M8x25
DIN912-M10x25

DIN7984-M16x35

020.0813.3438
020.0813.3438
020.0813.3438
DIN433-10.5-St
DIN433-17-St
020.0813.3438
DIN433-10.5-St

pekomeHaaumm
For torque specification of the screw, please see Technical
Instructions.
LWecturpanHbin | Kntoy Tun 3axumMmHomn
KMoy TORX PLUS® | BUHT
Wrench TORX PLUS® Screw
Wrench
SW6,0 DIN911 T8PL 030.3543.T8P
SW6,0 DIN911 T8PL 030.3543.T8P
SW6,0 DIN911 T8PL 030.3543.T8P
SW8,0 DIN 911 T8PL 030.3543.T8P
SW12,0 DIN 911 T8PL 030.3543.T8P
SW6,0 DIN911 T8PL 030.3543.T8P
SW8,0 DIN 911 T8PL 030.3543.T8P
SW12,0 DIN 911 T8PL 030.3543.T8P

DIN433-17-St




Ppe3epoBaHUe Nasos

Slot Milling

(ph HORN i)

HacaagHas

¢dppesa

Arbor Mounted Cutter

my6uHa pesepoBaHns fo
LLinpnHa kaHaBku
@ pexyLuen KpoMKM

®pesa no DIN 8030-A
Arbor mounted cutter as per DIN 8030-A

ed,

[MokasaHo nNpaBoe ncnonHeHne
Picture = right hand cutting version

O603Ha4yeHue
Part number

M101.0080.A22.30
M101.0100.A22.30
M101.0125.A32.30
M101.0160.A40.30
M101.0080.A22.40
M101.0100.A22.40 | 8
M101.0125.A32.40
M101.0160.A40.40
M101.0200.A40.40

[pyrve pasmepsbl -

Z | Ds

6
8
10
12
6

80
100
125
160

80
100
125
12 | 160
16 | 200

no 3anpocy.

10

Further sizes upon request

MpumeyaHwe:

‘DN
' Q

!
t| D b
19 | 37,0 | 2,4
29 1370 24
34 150,024
39 150,024
19 | 37,9 |32
29 (37,9 3,2
34 1509 | 3.2
39 150932
59 | 50,9 | 3,2

M101

Depth of milling up to

Width of groove
Cutting edge @

59 mm

2,8 -4,6 mm
80-200 mm

d I |

1 1 2

18,5
18,5
28,5
34,5
18,5
18,5
28,5
34,5
34,5

20
20
25
28
20
20
25
28
28

24,7
24,7
36,7
35,0
24,7
24,7
36,7
35,0
35,0

s P |d

10,4
10,4
14,4
16,4
10,4
10,4
14,4
16,4
16,4

6,3
6,3
8,0
9,0
6,3
6,3
8,0
9,0
9,0

22
40
55
80
22
40
55
80
80

Pasmep w - cmoTpuTe nnacTuHbl
w see inserts

Kntou P101.02 He BXxOQUT B KOMMIEKT NOCTaBKU ppesbl.
Moxanyncra, 3aka3biBanTe OTAENBHO!

Note:

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

3anacHble YyacTu

Spare Parts

HacapgHas

cpesa
Arbor Mounted

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

Jle3Bue
Blade

M101.0080.28.30
M101.0100.22.30
M101.0125.32.30
M101.0160.40.30
M101.0080.28.40
M101.0100.22.40
M101.0125.32.40
M101.0160.40.40
M101.0200.40.40

®drnaHey
Flange

020.0022.40.3.30
020.0022.40.30
020.0032.55.30
020.0040.80.30

020.0022.40.3.30
020.0022.40.30
020.0032.55.30
020.0040.80.30
020.0040.80.30

BuHT
Screw

DIN912-M10x25
DIN912-M10x25
DIN7984-M16x35
DIN7984-M16x35
DIN912-M10x25
DIN912-M10x25
DIN7984-M16x35
DIN7984-M16x35
DIN7984-M16x35

MoaknagHas
wanba
Washer

DIN433-10.5-St
DIN433-10.5-St
DIN433-17-St
DIN433-21-St
DIN433-10.5-St
DIN433-10.5-St
DIN433-21-St
DIN433-21-St
DIN433-21-St

(

N

-

Ana nnacTuHbl

for Insert

™n S101

Type
d, | n_ | Paavep

Size

22 | 5000 30
22 | 5000 30
32 | 4000 30
40 | 3000 30
22 | 5000 40
22 | 5000 40
32 | 4000 40
40 | 3000 40
40 | 2500 40

LecTurpaHHbIi
KNy
Wrench

SW8,0 DIN 911
SW8,0 DIN 911
SW12,0 DIN 911
SW14,0 DIN 911
SW8,0 DIN 911
SW8,0 DIN 911
SW14,0 DIN 911
SW14,0 DIN 911
SW14,0 DIN 911

LLinpnHa kaHaBKku
Width of groove

2,8-3,4
2,8-3,4
2,8-3,4
2,8-3,4
3,8-4,6
3,8-4,6
3,8-4,6
3,8-4,6
3,8-4,6

Pa3amepbl ykasaHbl B MM.

Dimensions in mm

MOMEHT 3aTSKKM BUHTOB CM. TEeXHUYeckune

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

Kntoy tvn
TORX PLUS®

TORX PLUS®
Wrench

T15PQ
T15PQ
T20PQ
T20PQ
T15PQ
T15PQ
T20PQ
T20PQ
T20PQ

Instructions.

3axXumMHoOMn

BUHT
Screw

030.0520.0912
030.0520.0912
030.0620.0913
030.1030.0911
030.0520.0912
030.0520.0912
030.0620.0913
030.1030.0911
030.1030.0911
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dpesepoBaHMe KaHaBOK (ﬁh HORN i)

Groove milling

MnactuHa S101 a ™\

Insert CO CTPY’>KKOJIOMOM

with chip forming

LLinpnHa dopesepoBaHns Width of milling 1,2-2 mm

- J

[uckoBas pesa
Disc Milling Cutter

™n M101
Type
~
O6o3HayeHune w r Pasmep
Part number Size
S101.0120.315 1,2 0,15 12
S101.0140.315 1,4 0,15 14
S101.0160.315 1,6 0,15 16
S101.0200.320 2,0 0,20 20
A co Cknapa/onstock A4 Hepenu/ 4 weeks x INo 3anpocy / upon request
e OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades
[0 TBEépAbI cnnaB ¢ NOKPbITMEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
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dpesepoBaHMe KaHaBOK (ﬁh HORN i)

Groove milling

MnactuHa S101 a ™\

Insert CO CTPY’>KKOJIOMOM
with chip forming

LLinpnHa dopesepoBaHns Width of milling 3-4 mm

-

[uckoBas dpesa
Disc Milling Cutter

™n M101
Type
/n
2
S
O6o3HayeHune w r Pasmep
Part number Size
S101.0300.E32 3 0,2 30
S101.0400.E33 4 0,3 40
A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
e OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTVBHOE NpUMEHEHME / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades
[ TtBEpAbIV cNnaB ¢ NOKPbITUEM / coated grades
I ¢ Hanamkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpPAOrO cnnasa
Dimensions in mm Carbide grades
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Ppe3epoBaHMe KaHaBOK
Groove milling

(ph HORN i)

NMnactuHa S101

Insert CO CTPY’>KKOJIOMOM
with chip forming

[MonHeIn pagnyc Full radius 0,8-1,5 mm

-~
=
O6Go3Ha4yeHue w r
Part number
S$101.0160.E3.R08 1,6 0,8
S$101.0200.E3.R10 2,0 1,0
$101.0300.E3.R15 3,0 1,5

A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMEHEHME / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMA / uncoated grades
[ TtBEpAbIV cnnaB ¢ NOKpbITUEM / coated grades
I ¢ Hanankon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

E10

/

-

N

[uckoBas pesa
Disc Milling Cutter

T™Tn
Type

M101

MonHbIn pagnyc
Full radius

Pasmvep
Size

16
20
30

Mapku TBEpLOroO cnnasa
Carbide grades



Anwendungshinweise
Instructions for use

(ph HORN i)

YcrtaHoBo4Has no3uuyusa knoya P101.01
Setting position clamping wrench P101.01

OTKPbITO 3aKpbITO

open closed

P101.01

P101.01

O6paTMTe BHUMaHUe Ha MakKCMallbHble
obopoTbl ans dpes!
Please note the max. revolutions!

@ OnameTp dpe3bl Makc. o6opoTbi n
@ Disc milling cutter max. Revolutions n__

g 63 mm 7.500 min

@ 80 mm 6.000 min™

@ 100 mm 5.000 min-*!

@ 125 mm 4.000 min™’

@ 160 mm 3.000 min

@ 200 mm 2.500 min

Ell



PekomeHAauumn no npMmMeHeHUIo (ﬁh HORN fil1)

Instructions for use

o anMeHHVITe TOJIbKO NonyTHOE q)pe3epOBaH|/|;| ans n3bexaHus 3axartums CTPY>KN
e [locne 3ameHbl NNacTuH YMeHbLUNTE Noga4vy Ha 50% [0 KOHTaKTa C geTarnbio

® Use only conventional milling to avoid chip jamming
® After changing inserts reduce the feed rate by 50% for initial contact

CTaHpapTHbIE 3Ha4eHus CKOpOCTelt pe3anust V. n CpeaHen TONLWyHbI CTPYXKW hy, Anst pacyeTa paboumnx pexmumos B nporpamme HCT
Standard values for cutting speeds v, and medium thickness h,_ for calculating feed rates by calculating cutting programm »HCT«.

Teepaocte v (m/min) h,, (mm)
Matepuan H;“.’nelsls
Material e
(HB) AS45
P 0,2% C 140 200
ZITIepOp,VICTaﬂ cranb 04% C 180 170 0,02 - 0,05
arbon steel
0,6% C 200 130
OTOXeHHas
JlerupoBaHHas ctanb annealed 180 130 002003
Alloyed steel Uz -4,
RS 3aKanka 280 100
quenched 350 80
BbICOKOMErMpoBaHHas crarb
high alloyed steel s 200 80 0,02-0,03
(>5%)
HeneryposaHHoe 180 160
CranbHoe nutbe unalloyed 0.02-0,03
Cast steel nermpoBaHHoe ' ’
Tt 220 100
M MapTeHCUTHaS,
heppuTHas 200 120
HepxxagetoLuas cranb martensitic, ferritic 0.02-0.03
Stainless steel ' '
ayCTeHUTHast 180 100
austenitic
C HU3KMM MPezIeniom MPOYHOCT!
CepbIit YyryH low tensile strength i &
G i
rey cast iron E.BbICOKVI'M npezenom npo4HOCT! 250 80
igh tensile strength
YyryH co ccheponaanbHbIM eppuTHbIA 160 )
rpacdmom fiits : 0,01-0,03
Spheroidal graphite NepnUTHbINA
cast iron perlitic 250 >0
(t)(-:‘PpVITHbM 125 )
KoBkuii uyryH ferritic
Malleable cast iron NeprvNTHbIN 295 100
perlitic
B N1ocTaBKke
N Crnasb! antOMUHUS not heat treatable 3080 200
Al-alloys YNPOYHEHHbIE
heat treatable CUIAY 200
B M0CTaBKe
AMIOMUHVEBOE NUTHE not heat treatable & 200 0.01-0.08
Al-cast-alloy YPOUHEHHbIE S
heat treatable e 170
B M0CTaBke
Cnnasbl Meay not heat treatable = 100
Copper-alloys YNPOYHEHHbIE
heat treatable A <l
S gegliiht 200 70
YKaponpouHbIii cnnas izl
Heat resistant alloy (Fe) gehértet 275 )
hardened 0.01-002
gegliiht 250 30 ’ ’
YKaponpouHbIii cnnas annealed
Heat resistant alloy (Ni, Co) gehértet 350 )
hardened
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Ppe3epoBaHMe KaHaAaBOK 1 Na3oB

Groove and Slot Milling

(ph HORN i)

Cuctema/System

382/383
M310

o~
- e

CtpaHuua/Page
F2

F10

F1



Ppe3epoBaHMe KaHaBOK

Groove milling

(ph HORN i)

[wnckoBas dpesa
Disc Milling Cutter

382

HacagHas dpesa
Arbor Mounted Cutter

383

CMeHHas nnactuHa
Indexable insert

314

F2

i

CtpaHuua/Page
F4-F5

o

CrtpaHuua/Page
F6-F7

i

CtpaHunua/Page
8

T

%

CTtpaHuual/Page
F9



dpesepoBaHMe KaHaBOK (ﬁh HORN i)

Groove milling

382/383

OuckoBas c¢pesa Disc Milling Cutter
HacagHas dpe3sa Arbor Mounted Cutter
LUnpuHa kaHaBku 6-10 Mm Width of groove 6 - 10 mm

@ pexywen kpomkn 80 - 200 mm Cutting edge @ 80 - 200 mm

F3



dpesepoBaHMe KaHaBOK (ﬁh HORN [il1)

Groove milling

OvckoBas ¢ppesa 382 e N
Disc Milling Cutter :

my6uHa kaHaBku Depth of groove 21-50 mm =

LLinpnHa kaHaBku Width of groove 6-12 mm

@ pexxyLuen KpoMKM Cutting edge @ 80-160 mm \‘ /

OtBepcTue (d2) ¢ npoaonbHbIM LWNOHOYHBIM Naszom no DIN 138

Bore (d2) with longitudinal keyway to DIN 138 .
Ana cMeHHOU NNnacTuHbI

b, L314... R314... for Indexable insert

| Tun 314
Type
wI
©
[
I !
3
1= |
w
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O603Ha4yeHue z Ds t oo d, b, d, w npaeasi nnacTuMHa neeasi nnacTuHa
Part number right hand insert left hand insert
382.0080.27.06 8 80 21,0 27 10 36 6 4x R314.... 4x L314...
382.0080.27.08 8 80 21,0 27 12 36 8 4x R314.... 4x L314...
382.0080.27.10 8 80 21,0 27 12 36 10 4x R314.... 4x L314...
382.0100.32.06 10 100 25,5 32 10 47 6 5x R314... 5x L314...
382.0100.32.08 10 100 25,5 32 12 47 8 5x R314... 5x L314...
382.0100.32.10 10 100 25,5 32 12 47 10 5x R314... 5x L314...
382.0125.40.06 12 125 25 40 10 58 6 6x R314... 6x L314...
382.0125.40.08 12 125 32,5 40 12 58 8 6x R314... 6x L314...
382.0125.40.10 12 125 25 40 14 58 10 6x R314... 6x L314...
382.0125.40.12 12 125 32,5 40 14 58 12 2x4 R314... 4x L314...
382.0160.40.06 16 160 50,0 40 10 58 6 8x R314... 8x L314...
382.0160.40.08 16 160 50,0 40 12 58 8 8x R314... 8x L314...
382.0160.40.10 16 160 50,0 40 14 58 10 8x R314... 8x L314...
382.0160.40.12 15 160 50,0 40 14 58 12 2x5 R314... 5x L314...
Opyrve pasmepsbl - No 3anpocy. Pa3smepbl ykasaHbl B MM.
Further sizes upon request Dimensions in mm

MOMEHT 3aTsXKKN BUHTOB CM. TEXHMUYeckue pekoMeHagauuu.
For torque specification of the screw, please see Technical Instructions.

3anacHble Yyactu

Spare Parts
AuckoBas cpesa 3axumHow BUHT | Knoy Tun TORX PLUS®
Disc Milling Cutter Clamping Screw TORX PLUS® Wrench
382...06 5F.06T15P T15PQ
382...08 5F.08T20P T20PQ
382...10/12 5.10T20P T20PQ
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Ppe3epoBaHMe KaHaBOK

Groove milling

(ph HORN i)

OvckoBas ¢ppesa
Disc Milling Cutter

my6uHa kaHaBku
LLinpnHa kaHaBku
@ pexxyLuen KpoMKM

OtBepcTue (d2) ¢ npoaonbHbIM LWNOHOYHBIM Naszom no DIN 138
Bore (d2) with longitudinal keyway to DIN 138

b

L

LS ]

T o Oy

od,

max

t
P

W

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue
Part number

382.0200.50.06
382.0200.50.08
382.0200.50.10
382.0200.50.12
382.0200.50.14

[Opyrve pasmepsbl - Mo 3anpocy.
Further sizes upon request

Depth of groove
Width of groove
Cutting edge @

18
18
18
18
18

382

63,5 mm
6-14 mm
200 mm

Ds

200
200
200
200
200

tmax d2
63,5 50
63,5 50
63,5 50
63,5 50
63,5 50

MOMEHT 3aTsKKM BUHTOB CM. TEXHUYECKME PEKOMEHOALNN.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu
Spare Parts

OuckoBas cpesa
Disc Milling Cutter
382.0200.50.06
382.0200.50.08
382.0200.50....

10
12
14
14
16

71
71
71
71
71

3axumHou BUMHT | Knrou Tun TORX PLUS®
TORX PLUS® Wrench

T15PQ
T20PQ
T20PQ

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

[e¢]

12
14

a N

. _J

anda CMEHHOW NNnacTuHbI
for Indexable insert

Tun 314
Type

npasasi nnacTuHa nesas nnacTuHa
right hand insert left hand insert
9x R314... 9x L314...
9x R314... 9x L314...
9x R314... 9x L314...
2x6 R314... 6x L314...
2x6 R314... 6x L314...

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

F5



dpesepoBaHMe KaHaBOK (ﬁh HORN [il1)

Groove milling

HacapgHas c¢pesa 383 e N
Arbor Mounted Cutter

my6uHa kaHaBku 4O Depth of groove up to 25 mm =
LLinpnHa kaHaBku Width of groove 6-10 mm
@ pexxyLuen KpoMKM Cutting edge @ 100 mm K /

OtBepcTue (d3) c nonepeyHbIM WNOHOYHLIM na3om rno DIN 138
Bore (d3) with cross keyway to DIN 138 .
ONst CMEHHOWN MNacTWHbI

h for Indexable insert
PO | S L314... R314...
| Tun 314
Type
[}
ol o
1| — - 5o
Qe
!
w
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O603Ha4yeHue z Ds b oo h d, d, w npasas nnactuvHa neeasi nnacTuHa
Part number right hand insert left hand insert
383.0100.27.06 10 100 25 50 48 27 6 5x R314... 5x L314...
383.0100.27.08 10 100 25 50 48 27 8 5x R314... 5x L314...
383.0100.27.10 10 100 25 50 48 27 10 5x R314... 5x L314...
[Opyrve pasmepsbl - Mo 3anpocy. Pa3amepbl ykasaHbl B MM.

Further sizes upon request Dimensions in mm

MOMEHT 3aTSXKN BUHTOB CM. TexXHMYeckne pekoMeHgaunm.
For torque specification of the screw, please see Technical Instructions.

3anacHble YyacTu

Spare Parts
HacapHas cdpesa 3aXXMMHOM BUHT | BUHT Knrou Tun TORX PLUS®
Arbor Mounted Cutter Clamping Screw Screw TORX PLUS® Wrench
383.0100.27.06 5F.06T15P 12.30.912 T15PQ
383.0100.27.08 5F.08T20P 12.30.912 T20PQ
383.0100.27.10 5.10T20P 12.30.912 T20PQ
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Ppe3epoBaHMe KaHaBOK

Groove milling

(ph HORN i)

HacapgHas c¢pesa
Arbor Mounted Cutter

my6uHa kaHaBku [0
LLinpnHa kaHaBku
@ pexxyLuen KpoMKM

383

Depth of groove up to 54 mm
Width of groove 6-12 mm
Cutting edge @ 200 mm

OtBepcTue (d3) c nonepeyHbIM WNOHOYHLIM na3om rno DIN 138
Bore (d3) with cross keyway to DIN 138

h

-

%

W C

{1 “g,
wj_L

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue
Part number

383.0200.40.06
383.0200.40.08
383.0200.40.10
383.0200.40.12

Opyrve pasmepsbl - No 3anpocy.
Further sizes upon request

R314...
L314.. !

18 200 54 50 90 40
18 200 54 50 90 40
18 200 54 50 90 40
18 200 54 50 90 40

MOMEHT 3aTsKKM BUHTOB CM. TEXHUYECKME PEKOMEHAALNN.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu
Spare Parts

HacapgHas cdpesa
Arbor Mounted Cutter
383.0200.40.06
383.0200.40.08
383.0200.40....

3axumHou BUMHT | Knrou Tun TORX PLUS®

Clamping Screw TORX PLUS® Wrench
5F.06T15P T15PQ
5F.08T20P T20PQ

5.10T20P T20PQ

o]

12

a N

. _J

anda CMEHHOW NNnacTuHbI
for Indexable insert

Tvn 314
Type

npasas nnactuHa
right hand insert

neBagd nfactuHa
left hand insert

9x R314... 9x L314...
9x R314... 9x L314...
9x R314... 9x L314...
2x6 R314... 6x L314...

Pa3mepbl ykasaHbl B MM.
Dimensions in mm
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Ppe3epoBaHMe KaHaBOK
Groove milling

(ph HORN i)

CmMeHHada nnacTtuHa
Indexable insert

314

LLinpnHa kaHaBku Width of groove 6-14 mm
R = nokasaHo npaBoe ncnonHeHne L = neBoe ucnonHexHve
R = right hand version shown L = left hand version
O603Ha4yeHue w b, r
Part number
R/L314.6032.00 6 3,2 0,2
R/L314.8043.00 8 43 0,2
R/L314.0054.00 14 5,4 0,2
N314.0056.00 - 5,6 0,2

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeEHeHMe / alternative recommendation
- HENPUrOAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMNaB C NOKPbITUEM / coated grades
I ¢ Hanamkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm
Beibepute R (npaBsoe), L (neBoe) vnu N (HenTpanbHoOe) NCNOMNHEHNeE.
State R, L or N version
MpumeyaHwme:

CranpapTHas nnactuHa N314.0056.00 anst ucnonb3oBaHus B cneuunanbHbix gopesax.
Note:
Standard insert N314.0056.00 for use with special cutters.

F8
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[uckoBas ppesa
Disc Milling Cutter

Tun 382
Type 383

2,7
4.1
5,2
52

Mapku TBEpPAOrO cnnasa

Carbide grades



dpesepoBaHMe KaHaBOK (ﬁh HORN [il1)

Groove milling

CMeHHas nnacTtuHa 314 e Y

Indexable insert I

LLinpnHa kaHaBku Width of groove 6-10 mm

\ ¢ J

[uckoBas ppesa
Disc Milling Cutter

Tvn 382
Type 383
r il
|
\—J N { w
— o) ©

R = nokasaHo npaBoe UCMosHeHve L = neBoe ucnonHexHve
R = right hand version shown L = left hand version

Ob6osHauyeHune w b, r 0 | 1

<
Part number o | Y
< =

R/L314.0320.20 6 3,20 2,0 A/A | A/A

R/L314.0430.20 8 4,30 2,0 A/A | A/A

R/L314.0430.25 8 4,30 2,5 A/A | A/A

R/L314.0540.20 10 5,43 2,0 A/A | A/A

R/L314.0540.25 10 5,44 2,5 A/A | A/A

R/L314.0540.40 10 5,47 4,0 A/A | A/A
A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE NpumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHNe / alternative recommendation
- HEMPUroZHbIN / not suitable

TBEPAbIV crnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMNaB C MNOKPbITUEM / coated grades

I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpPLOrO cnnasa
Dimensions in mm Carbide grades

Bbibepute R unu L ncnonHexue.
State R or L version
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Ppe3epoBaHUe Nasos

Slot Milling

(ph HORN i)

[wnckoBas dpesa
Disc Milling Cutter

M310

dpesa ¢ pe3bboBbIM

XBOCTOBUKOM
Screw-in cutter

M310

HacagHas dpesa
Arbor Mounted Cutter

M310

CMeHHas nnactuHa
Indexable inser

tS310

F10

@
CtpaHuua/Page
F12-F13
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F14
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F15-F16
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Ppe3epoBaHMe nasos
Slot Milling (ph HORN piD)

M310

OuckoBas c¢pesa Disc Milling Cutter
Ppe3a c pe3bO60BbLIM Screw-in Cutter
XBOCTOBUKOM Arbor Mounted Cutter

HacagHas dpesa
Width of slot 3-5mm
LLInpmHa nasa 3 - 5 Mm Cutting edge @ 50 - 200 mm

@ pexyLien kpomkm 50 - 200 mm
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Ppe3epoBaHUe Nasos
Slot Milling

(ph HORN i)

OvckoBas ¢ppesa
Disc Milling Cutter

M310 4 [ A

my6uHa cpesepoBaHns Ao Depth of milling up to 50 mm
LLinpuHa nasa Width of slot 3 mm
@ pexxyLuen KpoMKM Cutting edge @ 80-160 mm \ /
OtBepcTue (d2) ¢ npoaonbHbIM LWNOHOYHBIM Naszom no DIN 138
Bore (d2) with longitudinal keyway to DIN 138 .
ONst CMEHHOWN MNacTWHbI
b2 for Indexable insert
LS310...
‘ 'a Tun S310
RS310... E Type
| o
o
(o]
éJ
E
b
8 Ds W
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O603Ha4yeHue Z Ds b oo d, b, d, w npaeasi nnacTuHa nesas nnactuHa
Part number right hand insert left hand insert
M310.0080.27.03 8 80 18 27 8 40 3 4x RS310.3017.00 4x LS310.3017.00
M310.0100.32.03 10 100 25 32 8 46 3 5x RS310.3017.00 5x LS310.3017.00
M310.0125.40.03 12 125 32 40 10 54 3 6x RS310.3017.00 6x LS310.3017.00
M310.0160.40.03 16 160 50 40 10 54 3 8x RS310.3017.00 8x LS310.3017.00

[Opyrve pasmepsbl - Mo 3anpocy.
Further sizes upon request

MOMEHT 3aTSKKM BUHTOB CM. TEXHUYeCcKkne pekoMeHaaumm.
For torque specification of the screw, please see Technical Instructions.

Pa3mepbl ykasaHbl B MM.
Dimensions in mm

3anacHble YacTu
Spare Parts

3axumHou BUHT | Knrtou Tunm TORX PLUS®
Clamping Screw TORX PLUS® Wrench

030.0324.T7P T7PL

AunckoBas cpesa
Disc Milling Cutter

M310...
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Ppe3epoBaHUe Nasos
Slot Milling

(ph HORN i)

OvckoBas ¢ppesa
Disc Milling Cutter

M310

my6uHa cpesepoBaHns Ao Depth of milling up to 70 mm
LLinpuHa nasa Width of slot 4-5 mm
@ pexxyLuen KpoMKM Cutting edge @ 80-200 mm
OtBepcTue (d2) ¢ npoaonbHbIM LWNOHOYHBIM Naszom no DIN 138
Bore (d2) with longitudinal keyway to DIN 138
b
LS310...
RS310... %
| o
o
(o]
éJ
E
b
8 Ds )
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O603Ha4yeHue VA Ds b oo d, b, d, w
Part number
M310.0080.27.04 8 80 18 27 8 40 4
M310.0100.32.04 10 100 25 32 8 46 4
M310.0125.40.04 12 125 32 40 10 54 4
M310.0160.40.04 16 160 50 40 10 54 4
M310.0200.40.04 20 200 70 40 10 54 4
M310.0080.27.05 8 80 18 27 8 40 5
M310.0100.32.05 10 100 25 32 8 46 5
M310.0125.40.05 12 125 32 40 10 54 5
M310.0160.40.05 16 160 50 40 10 54 5
M310.0200.40.05 20 200 70 40 10 54 5

Opyrve pasmepsbl - No 3anpocy.
Further sizes upon request

MOMEHT 3aTSHKKN BUHTOB CM. TEeXHUYeckue pekomMeHgauuu.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu

Spare Parts
AunckoBas cpesa 3axumHon BUHT | Knrou Tun TORX PLUS®
Disc Milling Cutter Clamping Screw TORX PLUS® Wrench
M310.... 030.3535.T8P T8PL
M310.... 030.3543.T8P T8PL

ff

\¢

anda CMEHHOW NNnacTuHbI
for Indexable insert

Tun S310

Type

npasas nnactuHa
right hand insert

4x RS310.4023.00
5x RS310.4023.00
6x RS310.4023.00
8x RS310.4023.00
10x RS310.4023.00
4x RS310.5028.00
5x RS310.5028.00
6x RS310.5028.00
8x RS310.5028.00
10x RS310.5028.00

nesagd nfactuHa
left hand insert

4x LS310.4023.00
5x LS310.4023.00
6x LS310.4023.00
8x LS310.4023.00
10x LS310.4023.00
4x LS310.5028.00
5x LS310.5028.00
6x LS310.5028.00
8x LS310.5028.00
10x LS310.5028.00

Pa3mepbl ykasaHbl B MM.

Dimensions in mm
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Ppe3epoBaHUe Nasos
Slot Milling

(ph HORN i)

Ppe3a c pe3L60BbLIM
XBOCTOBUKOM

Screw-in cutter

M310 f A

my6uHa cpesepoBaHns Ao Depth of milling up to 20 mm
LLinpuHa nasa Width of slot 3-5 mm
@ pexxyLuen KpoMKM Cutting edge @ 50-63 mm \ Y,
ONsi CMEHHOW NNacTUHbI
for Indexable insert
h
i @ Ds K n Tun  S310
W Type

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue Z | Ds | h I, d, d, | SW | w | t_ | npasasnnactvHa neBas nnacTuHa
Part number right hand insert left hand insert
M310.0050.M10.03 6 | 50 | 33 |13 | M10 | 18 | 15 | 3 | 15 | 3x RS310.3017.00 | 3x LS310.3017.00
M310.0063.M12.03 6 | 63 |39 |15 | M12 | 21 | 17 | 3 | 20 | 3x RS310.3017.00 | 3x LS310.3017.00
M310.0050.M10.04 6 | 50 | 34 | 14 | M10 | 18 | 15 | 4 | 15 | 3x RS310.4023.00 | 3x LS310.4023.00
M310.0063.M12.04 6 | 63 |40 | 16 | M12 | 21 | 17 | 4 | 20 | 3x RS310.4023.00 | 3x LS310.4023.00
M310.0050.M10.05 6 | 50 | 35 | 15 | M10 | 18 | 15 | 5 | 15 | 3x RS310.5028.00 | 3x LS310.5028.00
M310.0063.M12.05 6 | 63 | 41 | 17 | M12 | 21 | 17 | 5 | 20 | 3x RS310.5028.00 | 3x LS310.5028.00

[pyrve pa3mepsl - MO 3anpocy.
Further sizes upon request

MOMEHT 3aTSKKN BUHTOB CM. TEXHUYecKkune pekomMeHgauunu.
For torque specification of the screw, please see Technical Instructions.

3anacHble YyacTu

Spare Parts

®pe3a ¢ pe3b60BbLIM XBOCTOBUKOM

Screw-in cutter

Clamping Screw TORX PLUS® Wrench

M310...03 030.0324.T7P T7PL
M310...04 030.3535.T8P T8PL
M310...05 030.3543.T8P T8PL

F14
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Ppe3epoBaHUe Nasos
Slot Milling

(ph HORN i)

HacapgHas c¢pesa
Arbor Mounted Cutter

M310

my6uHa pesepoBaHnsa fo Depth of milling up to 44 mm
LLinpuHa nasa Width of slot 3 mm
@ pexxyLuen KpoMKM Cutting edge @ 80-160 mm
OtBepcTue (d3) c nonepeyHbIM WNOHOYHLIM na3om rno DIN 138
Bore (d3) with cross keyway to DIN 138
o o™
— | T
e, 8
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O603Ha4yeHue VA Ds t oo h d, d, w
Part number
M310.0080.22.03 8 80 23,0 40 33 27 3
M310.1100.27.03 10 100 25,0 50 48 27 3
M310.1125.27.03 12 125 35,7 50 48 27 3
M310.1125.32.03 12 125 3215 50 58 32 3
M310.1125.40.03 12 125 26,5 50 70 40 3
M310.1160.40.03 16 160 44,0 50 70 40 3

Opyrve pasmepsbl - No 3anpocy.
Further sizes upon request

MOMEHT 3aTsKKN BUHTOB CM. TeXHUYeckue pekoMmeHagauuu.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu
Spare Parts

HacapgHas cdpesa
Arbor Mounted Cutter
M310.0080.22.03
M310.1100.27.03
M310.1...

Allen Wrench
Sws,0 DIN 911
SW10,0 DIN 911

Clamping Screw
030.0324.T7P
030.0324.T7P
030.0324.T7P

~

N

anda CMEHHOW NNnacTuHbI
for Indexable insert

Tun S310

Type

npasas nnactuHa
right hand insert

4x RS310.3017.00
5x RS310.3017.00
6x RS310.3017.00
6x RS310.3017.00
6x RS310.3017.00
8x RS310.3017.00

LLlecTurpaHHbin kntod | 3axxumHon BUHT | Kntou Tun TORX PLUS®
TORX PLUS® Wrench

T7PL
T7PL
T7PL

neBagd nfactuHa
left hand insert

4x LS310.3017.00
5x LS310.3017.00
6x LS310.3017.00
6x LS310.3017.00
6x LS310.3017.00
8x LS310.3017.00

Pa3smepbl ykasaHbl B MM.

Dimensions in mm
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Ppe3epoBaHUe Nasos

(ph HORN i)

Slot Milling
HacapgHaa dpe3sa M310 7 ~
Arbor Mounted Cutter
my6uHa cpesepoBaHns Ao Depth of milling up to 64 mm
LLinpuHa nasa Width of slot 4-5 mm
@ pexxyLuen KpoMKM Cutting edge @ 80-200 mm \ Y,
OtBepcTue (d3) c nonepeyHbIM WNOHOYHLIM na3om rno DIN 138
Bore (d3) with cross keyway to DIN 138 .
ONst CMEHHOWN MNacTWHbI
for Indexable insert
Tvn S310
Type
o o™
— T | T
SR o)
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O603Ha4yeHue z Ds b h d, d, w npasas nnacTMHa nesas nnactuHa
Part number right hand insert left hand insert
M310.0080.22.04 8 80 23,0 | 40 33 22 4 4x RS310.4023.00 4x LS310.4023.00
M310.1100.27.04 10 100 25,0 50 48 27 4 5x RS310.4023.00 S$229.0300./0400...
M310.1125.27.04 12 125 37,5 50 48 27 4 6x RS310.4023.00 6x LS310.4023.00
M310.1125.32.04 12 125 32,5 50 58 32 4 6x RS310.4023.00 6x LS310.4023.00
M310.1125.40.04 12 125 26,5 50 70 40 4 6x RS310.4023.00 6x LS310.4023.00
M310.1160.40.04 16 160 44,0 50 70 40 4 8x RS310.4023.00 8x LS310.4023.00
M310.1200.40.04 20 200 64,0 50 70 40 4 10x RS310.4023.00 10x LS310.4023.00
M310.0080.22.05 8 80 23,0 40 33 22 5 4x RS310.5028.00 4x LS310.5028.00
M310.1100.27.05 10 100 25,0 50 48 27 5 5x RS310.5028.00 5x LS310.5028.00
M310.1125.27.05 12 125 37,5 50 48 27 5| 6x RS310.5028.00 6x LS310.5028.00
M310.1125.32.05 12 125 32,5 50 56 32 5 6x RS310.5028.00 6x LS310.5028.00
M310.1125.40.05 12 125 26,5 50 70 40 5] 6x RS310.5028.00 6x LS310.5028.00
M310.1160.40.05 16 160 44,0 50 70 40 5 8x RS310.5028.00 8x LS310.5028.00
M310.1200.40.05 20 200 64,0 50 70 40 5] 10x RS310.5028.00 10x LS310.5028.00

[pyrve pasmepsbl - Mo 3anpocy.
Further sizes upon request

MOMEHT 3aTSXXKN BUHTOB CM. TEXHU4YecKne pekomeHgauunun.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu
Spare Parts

Pa3smepbl ykasaHbl B MM.
Dimensions in mm

HacagHas cpesa
Arbor Mounted Cutter

M310.0080.22.04
M310....04
M310.0080.22.05
M310...27.05
M310....32.05/...40.05

F16

LLlecTUrpaHHbIN KNnto4
Allen Wrench

SW8,0 DIN 911

SW8,0 DIN 911
SW10,0 DIN 911

3aXXMMHOW BUHT
Clamping Screw

030.3535.T8P
030.3535.T8P
030.3543.T8P
030.3543.T8P
030.3543.T8P

Knrou Tun TORX PLUS®
TORX PLUS® Wrench

T8PL
T8PL
T8PL
T8PL
T8PL



Ppe3epoBaHUe Nasos

Slot Milling

(ph HORN i)

CmMeHHada nnacTtuHa

Indexable insert

LLinpnHa kaHaBku

R = nokasaHo npaBoe ucnonHeHve

IK

10

A

R = right hand version shown

O6Go3Ha4yeHue
Part number

R/LS310.3017.00
R/LS310.3118.00
R/LS310.4023.00
R/LS310.5028.00

!

S310

Width of groove

|

=1

3,000
3,175
4,000
5,000

L = neBoe ncnonHeHne
L = left hand version

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

3-5 mm

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation

- HENPUroAHbIN / not suitable

TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIN CNNaB C NOKPbITUEM / coated grades
I c Hanamkon/Cermet / brazed/Cermet

Pa3Mepr YKa3aHbl B MM.

Dimensions in mm

Bbibepute R nnu L ncnonHexue.

State R or L version

1,7
1,8
23
2,8

®pesa ona nasos
Slotting cutter

Tvn M310
Type
S 0| v | W
< < | @
(9] LL Z
< | -
1,6 A/A
1,6 A/A
2,2 A/A | A/A | A/A
2,7 A/A | A/A | A/A

Mapkn TBEpPAOro crnnaea
Carbide grades
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(ph HORN pill)
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Peab6odpesepoBanue (ph HORN ph)

Thread Milling
Cuctema/System Ctpanuua/Page
M306 G2
M308 G12
M311 G22
M313 G30
M328 G40
M332 G50
M275 G56

380 G62

Gl



Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal) Cﬁh HORN I]h)

XBOCTOBWK (hpesbl

Milling shank

M306
CtpaHuua/Page
G4

MnactuHa

Insert

107/306/606
CrtpaHuua/Page
G6-G7, G10

7\

CtpaHunua/Page
G8
CtpaHuua/Page
G9, G11

G2



Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal) Cﬁh HORN I]h)

M306

Pe3bboHape3Hasn cdpes3a Thread Milling Cutter
(dbpesepoBaHue no (by circular interpolation)

KPpyroBom MHTepnonsauum)
from Cutting edge @ 9,6 mm

@ pexyLlen KpoMKM OT 9,6 Mm

G3



Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal) Cﬁh HORN I]h)

XBocTOBUK dppe3bl M306 R N

Mllllng Shank C BHYTPEHHUM NOABOAOM COX
with through coolant supply

@ pexyLLen KpOMKM OT Cutting edge @ Ds from 9,6/9,7/11,7 mm

L _J

MaTepuan XxBoCcTOBMKa: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

Material of shank: Carbide - Giving a good vibration resistance
Ana nnacTtuHbl

for Insert
|1
I2 DIN6535HA Tun 108
: Type 306
%“ 2 606
L A 8
E®]
Q
DIN6535HB DIN6535HE
/
N L
[=] [=)]
{ 3 b
) B Is; | E s
[NokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O603Ha4yeHue d l, l, d, doépma
Part number Form
M306.0712.02A 12 90 30 7,3 A
M306.0716.01A 16 100 25 7,3 A
M306.0716.02A 16 110 85 7,3 A
M306.0712.02B 12 90 30 7,3 B
M306.0716.01B 16 100 25 7,3 B
M306.0716.02B 16 110 35 7,3 B
M306.0712.02E 12 90 30 7,3 E
M306.0716.01E 16 100 25 7,3 E
M306.0716.02E 16 110 B85 7,3 E
[pyrve pasmepsbl - No 3anpocy. Pa3mep Ds cM. pexyLuyto nnactuHy Pasmepbl ykasaHbl B MM.
Further sizes upon request Ds see inserts Dimensions in mm

I'IpwmeanMe AnA 3aKasa:

Kopnyc ¢pesbl ¢ noBpexaeHHbIM NOCaf04HbIM MECTOM MO, MACTUHY MOXET ObITb BOCCTAHOBIEH Ha hupme Horn
Ordering note:

Milling cutter shanks with damaged seating can be repaired by HORN.

MOMEHT 3aTSKKN BUHTOB CM. TEXHUYecKkue pekoMmeHgauunn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M306... 2.6.5T8EP T8PL
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O630p nporpammel pesbbodpesepoBaHUsA (ﬁh HORN [il1)

Thread Overview

Bbi6op pe3b60BbLIX NNacTuH Tun 108, 306, 606
Selection for thread inserts type

HenonHbiii npodunb, metTpuyeckas pesbba Tun 108, 306, 606
Partial profile, metric type 108, 306, 606

- War/picn P | 05 |(0,75)] 10 |(1,25] 15 |(1,75)] 20 | 25 | 30
HomuHanbHbI guameTp / Nominal diameter

Tun / type 108 / Ds 9,6

R/L 108.0205.01 | 212 | 212

R/L108.0510.01 214 | 214

R/L108.0815.01 216 | 216

Tun / type 306 / Ds 10,0

306.0515.01 212 [ 212 | 213 [ 213 | 214

306.1020.01 > 16

Twun / type 306 / Ds 11,7

306.0815.01 218

306.0720.01 216 | 216 | 216 | 216 | 216
306.2530.01 220 | 220
Tun / type 606 / Ds 10,0

606051501 | 212 [ 212 | 213 | 213 | 214 | | | |
Tun / type 606 / Ds 11,7

606.0720.01 | | | 216 | 216 | 216 | 216 | 216 | |

MonHbIN Npodunb, MeTpuyeckaa pesbba Tun 306
Full profile, metric type 306

War/picnP | 15 | 20 | 25 | 30 | 35

HomMmuHanbHbIN anamerp /
Nominal diameter

60°

Tun / type 306 / Ds 11,7

306.0815.02 | 222 | | | |
Tun / type 306 / Ds 10,0
306.1020.02 | | 224 | | |

MonHbIi Nnpoduns, pe3bba Buteopta Tun 306, 606
Full profile, Whitworth type 306, 606

- Yncno HUTOK Ha Aroim/ 19 14 11 Brnmanue: .
I tpi Ecnv HoMUHanbHLIN gnameTp
Peanba / Thread pe3bbbl byget MEHbLLE YeMm

pekomMeHayeMbIN, TO 3TO

Tr ftype 306 /D519, 7 NPUBEAET K OTKIOHEHMIO

306.5519.10.02 2 | cbopMbl Npoduns pe3sbbl BO

Tun / type 306 / Ds 11,7 BpeMs ppesepoBaHus.

306.5519.02 G%" Attent?on: - .

306.5514.02 Gy Recutting Qf the m|II|_ng tool WI|.|
create profile errors if the nominal

306.5511.02 G1" diameter of the component will be

Tun / type 606 / Ds 9,7 smaller than recommended.

606.5519.10.02 (€L7%

Twun / type 606 / Ds 11,7

606.5519.02 G¥%"

606.5514.02 Gy2"

G5



Pe3bbodpesepoBaHue (BHyTpeHHee)
HenosHbIN npocunb Cﬁh HORN |]ID
Thread Milling (internal) Partial profile

MnactuHa 107 N
Insert
Lar Pitch 0,5-1,75 mm
@ pexyLuen KpoMKM Cutting edge @ 9,6 mm
& /
Anst pesepHOro XxBoCToBMKa
for Milling shank
Tun M306
Type
a X
e
X s —_—
i’, L
XBOCTOBUK (hpesbl
MeTpuueckas pesbba
Metric ISO thread
R = nokasaHo npaBoe UCMosHeHve L = neBoe ucnonHexHne
R = right hand version shown L = left hand version
O6o3HayeHune P P o E f a d Ds
Part number
R/L108.0205.01 0,5 0,75 2,8 4,8 7,8 6 9,6
R/L108.0815.01 1,5 1,75 2,6 4,8 7,8 6 9,6
R/L108.0510.01 1,0 1,25 2,8 4,8 7,8 6 9,6
A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpuMeHeHue / alternative recommendation
- HENPUrOAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMMaB C MNOKPbITUEM / coated grades
I ¢ Hanankon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpLOroO cnnasa
Dimensions in mm Carbide grades

Beibepute R nnu L ncnonHexue.
State R or L version
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Pe3bbodpesepoBaHue (BHyTpeHHee)
HenosHbIN npocunb Cﬁh HORN |]ID
Thread Milling (internal) Partial profile

MNnacTtuHa 306 /7 ™
Insert

Lar Pitch 0,5-3 mm

@ pexyLuen KpoMKM Cutting edge @ 10-11,7 mm

\ 4

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tvn M306
Type

:ﬁjﬁﬁiﬁi\XBOCTOBMK(bpe3H

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

MeTpuueckas pesbba
Metric ISO thread

O603HavYeHune P P o E s Ds W | w | Ww| | W
Part number % } E & 2
< | F | F|F|E
306.0515.01 0,5 1,5 2,30 34 10,0 A | A A
306.1020.01 2,0 2,0 2,20 3,4 10,0 A A
306.0720.01 1,0 2,0 1,95 34 11,7 A A | A | 4
306.0815.01 1,5 1,5 2,25 3,4 11,7 A A | A | A
306.2530.01 2,5 3,0 1,70 34 11,7 A A | A | A

A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE NpumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHNe / alternative recommendation
- HEMPUroZHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMnaB C MNOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM. Mapku TBEpPLOrO cnnasa
Dimensions in mm Carbide grades

G7



Pe3bbodpesepoBaHue (BHyTpeHHee)

NONHbIN Npodunb
Thread Milling (internal) Full profile

(ph HORN i)

NMnactunHa 3 O 6
Insert
Llar Pitch 1,5-2 mm
@ pexyLLen KpoMKn Cutting edge @ 10,0/11,7 mm
w
XBOCTOBUK (hbpesbl
[Moka3aHo npaBoe McnorHeHne
Picture = right hand cutting version
O6Go3Ha4yeHue P E s
Part number
306.1020.02 2,0 2,20 3,4
306.0815.02 1,5 2,25 3,4

A co Cknapa/onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMSA / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I ¢ Hanamkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

G8

-

N

77— ~

J

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

M306

MeTpuueckas pesbba

Metric ISO thread

Ds [T}
<
()]
<
10,0 A
1,7 A

Mapkun TBEpPAOro crnnaea
Carbide grades



Pe3bbodpesepoBaHue (BHyTpeHHee)
NONHbIN Npodunb Cﬁh HORN |]ID
Thread Milling (internal) Full profile

MnacTtuHa 306 y N
Insert

Yucno HATOK Ha Aonm Threads per inch 11-19

@ pexyLLen KpoMKn Cutting edge @ 9,7/11,7 mm

\ y,

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tvn M306
Type
i) »
o
e
! i \XBOCTOBV'K ¢hpesbl Tpy6Has pesbba ButsopTa no

| DIN ISO 228; (259) n 2999
n Whitworth pipe thread as per DIN
OKasaHo NpaBoe UCMONHeHne ISO 228:(259) and 2999

Picture = right hand cutting version

O603HavYeHune TPI E s Ds W | | Ww| | W

Part number % } E & 2
< | F | F|F|E

306.5519.10.02 19 2,2 3,4 9,7 A | A

306.5511.02 11 1,7 3,4 1,7 A | A A X

306.5514.02 14 2,0 3,4 11,7 A | A X A

306.5519.02 19 2,2 3,4 1,7 A | A

A co Cknapa /onstock A4 Hepenu/ 4 weeks x INo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeEHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
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Pe3bbodpesepoBaHue (BHyTpeHHee)

HenosiHbIN Npodunb
Thread Milling (internal) Partial profile

(ph HORN i)

NMnactunHa 606

Insert
Llar Pitch 0,5-2 mm
@ pexyLLen KpoMKn Cutting edge @ 10,0/11,7 mm

XBOCTOBUK hpesbl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue B P E
Part number

606.0515.01 0,5 1,5 2,30
606.0720.01 1,0 2,0 1,95

A co Cknapa/onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMSA / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I ¢ Hanamkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

G10

s )

\ 4

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tvn M306
Type

MeTpuueckas pesbba
Metric ISO thread

s Ds [T}
<

)

<

3,15 10,0 A
3,15 11,7 A

Mapkun TBEpPAOro crnnaea
Carbide grades



Pe3bbodpesepoBaHue (BHyTpeHHee)

NONHbIN Npodunb
Thread Milling (internal) Full profile

(ph HORN i)

MnacTuHa
Insert

Yucno HATOK Ha Aonm
@ pexyLuen KpoMKM

606

Threads per inch
Cutting edge @

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue
Part number

606.5519.10.02
606.5514.02
606.5519.02

A co Cknapga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request

TPI

19
14
19

o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpuMeHeHue / alternative recommendation

- HENPUrOAHbIN / not suitable

14-19
9,7/11,7 mm
|
w
|
XBOCTOBWK (hpesbl
E s
2,1 33
2,0 33
2,1 33

TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMMaB C MNOKPbITMEM / coated grades
I ¢ Hanankon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

-

~

\

ans

¢hbpesepHOro XBoCTOBYKA

for Milling shank

Tun
Type

TpybHas pe3bba ButeopTta no

DIN

Whitworth pipe thread as per DIN
ISO 228;(259) and 2999

M306

ISO 228; (259) n 2999

Ds

9,7
1,7
1,7

Mapku TBEpLOro cnnasa
Carbide grades

Gl



Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal)

(ph HORN i)

XBOCTOBWK (hpesbl
Milling shank

M308

lMnactuHa
Insert

111/308/608

G12

CtpaHuua/Page
Gl14

CrtpaHuua/Page
G16, G18-G19

CtpaHunua/Page
G17, G20



Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal) Cﬁh HORN I]h)

M308

Pe3bboHape3Hasn cdpes3a Thread Milling Cutter
(dbpesepoBaHue no (by circular interpolation)

KPpyroBom MHTepnonsauum)
from cutting edge @ 13,4 mm

@ pexyLuen KpoMkm ot 13,4 Mm

G13



Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal)

(ph HORN i)

XBocToBUK pe3bl
Milling shank

M308

C BHYTPEHHUM NOABOAOM COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ 13,4/15,7 mm

MaTepuan XxBoCcTOBMKa: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb
Material of shank: Carbide - Giving a good vibration resistance

1

2 i DINB535HA
] 2
N A 8
©
Q
DIN6535HB DIN6535HE
< 3 | =
) B sy | E s
MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O6o3HayeHune d l, l,
Part number
M308.0012.07 A 12 160 -
M308.1012.02A 12 110 42
M308.1016.01A 16 110 33
M308.1016.02A 16 110 45
M308.1016.03A 16 130 64
M308.1012.02B 12 110 42
M308.1016.01B 16 110 88
M308.1016.02B 16 110 45
M308.1016.03B 16 130 64
M308.1012.02E 12 110 42
M308.1016.01E 16 110 B8]
M308.1016.02E 16 110 45
M308.1016.03E 16 130 64

Pasmep Ds cMm. pexyLuyto nnactmHy
Ds see inserts

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request

MpumeyaHue ansa 3aka3sa:

A

N

Ana nNnacTuHbl
for Insert

Tun 11
Type 308
608

8,0
9,5
9,5
9,5
9,5
9,5
9,5
9,5
95
9,5
95
9,5
9,5

doépma

Form

MMM©W®®>>>> >

m

Pa3amepbl ykasaHbl B MM.

Dimensions in mm

Kopnyc Cbpe3bl C noBpeXaeHHbIM Nnocaao4YHbIM MECTOM MoA4 NNAacTUHy MOXeT ObITb BOCCTAHOBMEH Ha cbmpme Horn

Ordering note:

Milling cutter shanks with damaged seating can be repaired by HORN.
MOMEHT 3aTsKKU BUHTOB CM. TexHu4Yeckune pekomeHgauunn.
For torque specification of the screw, please see Technical Instructions.

3anacHble Yactu
Spare Parts

3axumHou BUHT | Knrou Tun TORX PLUS®
Clamping Screw TORX PLUS® Wrench

3.5.12T10EP T10PL

XBocToBUK hpe3bl
Milling shank

M308...

G14



O630p nporpammel pe3bbodpeseposaHus (ﬁh HORN ill)

Thread Overview

Bbi6op pe3b60BbLIX NNacTuH Tun 111, 308, 608

Selection for thread inserts
type

HenonHbiii npodunb, metTpudyeckas pesbba Tun 111, 308, 608
Partial profile, metric type 111, 308, 608

Warpicn P | 05 |(0,75)] 10 |(1.25] 15 |(1,75)] 20 | 25 | 30
HomMuHanbHbIM agnameTp / Nominal diameter

60°

Tun / type 111/ Ds 13,4
RIL111.020501 | 218 | 216
R/L111.0510.01 218 | 218
R/L111.0815.01 220 | 220
R/L111.1020.01 > 22
R/L111.1325.01 > 24
Tun / type 308 / Ds 13,2

308.1325.01 | | | | | | | | 218 |
Tun / type 308 / Ds 15,7

308.0815.01 222
308.0720.01 220 | 220 | 220 | 220 | 220
308.2530.01 224 | 224

HenonHbii npocunb, meTpuyeckas pesbba Tun 608
Partial profile, metric type 306

Warkicn P | 05 |(0,75)] 10 |(1,25] 15 |(1,75)] 20 | 25 | 30
HomuHanbHbIN AnameTp / Nominal diameter

60°

Twn / type 608 / Ds 13,2

608.1325.01 | | | | | | | | 218 |

Twn / type 608 / Ds 15,7

608.0720.01 220 | 220 | 220 | 220 [ 220

608.2530.01 >24 | 224

MonHbI Nnpocduns, peabba ButeopTta Tun 111, 608
Full profile, Whitworth type 111, 608

= Yncno HATOK Ha AtonMm 19 14
S / tpi

HomuHanbHbIN gnameTp /
Nominal diameter

Twun / type 111 / Ds 13,4
111.5519.02 >18
111.5514.02 =221
Pesbba / Thread

Twn / type 608 / Ds 13,5
608.5514.02 | | owrew

BHumaHue:
Ecnv HoMuHanbHbIN anameTp pe3bbbl OyaeT MeHbLUe YeM peKOMeHAYeMbIW, TO 3TO nNpuseaeT K
OTKITOHEHMIO opMbI Npodunsi pe3bbbl BO BpeMsi ope3epoBaHus.

Attention:
Recutting of the milling tool will create profile errors if the nominal diameter of the component will be smaller than
recommended.

G15



Pe3bbodpesepoBaHue (BHyTpeHHee)
HenosHbIN npocunb Cﬁh HORN |]ID
Thread Milling (internal) Partial profile

MnacTtuHa 111 j ™

Insert

Lar Pitch 0.5-2.5
@ pexyLuen KpoMKM Cutting edge @ 13,4 mm K
Anst pesepHOro XxBoCToBMKa
f for Milling shank

I Tun M308

T - Type

Dmin/ g
a getanb X
X —
Y ar
et K8
=e=" )

: wL
- —
nocagoYHbIA Topey !
MeTpuueckas pesbba
Metric ISO thread
R = nokasaHo npaBoe UCMosHeHve L = neBoe ncnonHeHune
R = right hand version shown L = left hand version
O6o3HayeHune P P oo E S f a d B N | o | W
Part number 6 8 dI’ 2
S| W |- | F
R/L111.0205.01 0,5 0,75 85 4,15 6,7 10,7 8 11 A/A | A/A | A/A
R/L111.0510.01 1,0 1,25 3%3 4,15 6,7 10,7 8 11 A/A | A/A | A/A
R/L111.0815.01 1,5 1,75 8,3 4,15 6,7 10,7 8 11 A/A | A/A | A/A
R/L111.1020.01 2,0 2,0 3,0 4,15 6,7 10,7 8 11 A/A | A/A | A/A
R/L111.1325.01 2,5 2,5 2,8 4,15 6,7 10,7 8 11 NA | A/ | A/A | AIA
A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE NpumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHNe / alternative recommendation
- HEMPUroZHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMNaB C MNOKPbITMEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpPLOrO cnnasa

Carbide grades

Dimensions in mm

Bbibepute R unu L ncnonHexue.
State R or L version

G16



Pe3bbodpesepoBaHue (BHyTpeHHee)

NOSNHbIN Npodunb
Thread Milling (internal) Full profile

(ph HORN i)

NMnactunHa 111
Insert
Yncno HATOK Ha AtoM Threads per inch 14-19
@ pexyLLen KpoMKn Cutting edge @ 13,4 mm
f

aetanb X

XBOCTOBUK (hpesbl

R = nokasaHo npaBoe UCNoJIHeEHne L = neBoe ncnonHeHne

R = right hand version shown L = left hand version
O6o3HayeHune TPI E s f a
Part number
R/L111.5514.02 14 2,5 4,15 6,7 10,7
R/L111.5519.02 19 29 4,15 6,7 10,7

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMA / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I c Hanarkon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM.
Dimensions in mm

Beibepute R nnu L ncnonHexue.
State R or L version

-

~

\

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

TpybHas pe3bbaBuTBOpTa NO
DIN ISO 228; (259) n 2999
Whitworth pipe thread as per DIN
ISO 228;(259) and 2999

Ds

13,4
13,4

M308

Mapkn TBEpPAOro crnnaea
Carbide grades
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Pe3bbodpesepoBaHue (BHyTpeHHee)
HenosHbIN npocunb
Thread Milling (internal) Partial profile

(ph HORN i)

NMnactunHa 308

Insert
Lar Pitch 1-3 mm
@ pexyLLen KpoMKn Cutting edge @ 13,2/15,7 mm

|

N XBOCTOBMK (ppesbl

[}
I
]
i
i
!
=F
]
i
i

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6o3HaueHune B P oo E s
Part number

308.1325.01 2,5 2,5 3,3 4,7
308.0720.01 1,0 2,0 3,3 4,7
308.0815.01 1,5 1,5 3,7 4,7
308.2530.01 2,5 3,0 2,7 4,7

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

G18

s )

\ 4

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tvn M308
Type

MeTpuueckas pesbba
Metric ISO thread

Ds W w|w|lw;w|w
I |E|8|2
< | F|F|F|FE

13,2 A | A

15,7 A A A

15,7 A A

15,7 A A A

Mapkn TBEpPAOro crnnaea
Carbide grades



Pe3bbodpesepoBaHue (BHyTpeHHee)
NONHbIN Npodunb Cﬁh HORN |]ID
Thread Milling (internal) Full profile

MNnacTtuHa 608 /7 ™
Insert

Lar Pitch 1-3 mm

@ pexyLLen KpoMKn Cutting edge @ 13,2/15,7 mm

\ 4

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tvn M308
Type

MeTpuueckas pesbba
Metric ISO thread

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue P P E s Ds
Part number

608.1325.01 2,5 2,5 3,3 4,55 13,2
608.0720.01 1,0 2,0 3,3 4,55 15,7
608.2530.01 2,5 3,0 2,9 4,55 15,7

A co Cknapga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpuMeHeHue / alternative recommendation
- HENPUrOAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMMaB C MNOKPbITMEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpLOro cnnasa
Dimensions in mm Carbide grades
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Pe3bbodpesepoBaHue (BHyTpeHHee)

NONHbIN Npodunb
Thread Milling (internal) Full profile

(ph HORN i)

NMnactunHa 608

Insert
Yucno HATOK Ha Aonm Threads per inch 14
@ pexyLLen KpoMKn Cutting edge @ 13,2/15,7 mm

fop

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue TPI E s
Part number
608.5514.02 14 3,2 4,7

A co Cknapa /onstock A4 Hegenu/ 4 weeks x [lo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUMBHOE NpUMeEHEHUe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIV CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pasmepbl ykasaHbl B MM.
Dimensions in mm

G20
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~

&

ans

¢hbpesepHOro XBoCTOBYKA

for Milling shank

Tun
Type

M308

TpybHasa pe3bba ButBopTa no

DIN

ISO 228; (259) n 2999

Whitworth pipe thread as per DIN
ISO 228;(259) and 2999

Ds

13,5

Mapku TBEpAOrO cnnasa
Carbide grades



(ph HORN pill)
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Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal)

(ph HORN i)

XBOCTOBWK (hpesbl
Milling shank

M311

lMnactuHa
Insert

311/611

G22

CtpaHuua/Page
G24

CrtpaHuua/Page
G26, G29

7\

CtpaHunua/Page
G27

CtpaHuua/Page
G28



Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal) Cﬁh HORN I]h)

M311

Pe3bboHape3Hasn cdpes3a Thread Milling Cutter
(dbpesepoBaHue no (by circular interpolation)

KPpyroBom MHTepnonsauum)
from cutting edge @ 17,7 mm

@ pexyLlen KpoOMKM oT 17,7 MM

G23



Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal) Cﬁh HORN I]h)

XBocTOBUK dppe3bl M311 R N

Mllllng Shank C BHYTPEHHUM NOABOAOM COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ 17,7 mm

L _J

MaTepuan XxBoCcTOBMKa: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

Material of shank: Carbide - Giving a good vibration resistance
Ana nnacTtuHbl

|1 for Insert
, DIN6535HA a1
e
_ " Type 611
i x _g
=
Q
DIN6535HB DING535HE
K I B
) B 8y | E &

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue d l, l, d, doépma

Part number Form

M311.0012.05A 12 130 20 9 A

M311.1316.01A 16 110 32 13 A

M311.1316.02A 16 130 45 13 A

M311.1316.03A 16 145 64 13 A

M311.1316.01B 16 110 32 13 B

M311.1316.02B 16 130 45 13 B

M311.1316.03B 16 145 64 13 B

M311.1316.01E 16 110 32 13 E

M311.1316.02E 16 130 45 13 E

M311.1316.03E 16 145 64 13 E
[pyrne pasmepsl - No 3anpocy. Pa3smep Ds cM. pexyLLyto nnacTuHy Pa3mepbl ykaszaHbl B MM.
Further sizes upon request Ds see inserts Dimensions in mm

MpumeyaHue ansa 3akasa:

Kopnyc dpesbl ¢ noBpexxaeHHbIM NOCaf04HbIM MECTOM MO, MacTUHY MOXET ObITb BOCCTAHOBIEH Ha hupme Horn
Ordering note:

Milling cutter shanks with damaged seating can be repaired by HORN.

MOMEHT 3aTS>KKM BUHTOB CM. TEXHUYeCcKne pekoMeHaaumm.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M311... 4.14T15P T15PQ

G24



O630p nporpammel pe3bbodpeseposaHus (ﬁh HORN ill)

Thread Overview

Bbi6op pe3b60BbLIX NacTuH Tun 311, 611
Selection for thread inserts type

HenonHbiii npodunb, metTpuyeckas pesbba Tun 311, 611
Partial profile, metric type 311, 611

Warpicn P | 05 |(0,75)| 1.0 |(1,25)] 1.5 |(1,75)] 20 | 25 | 30 | 35
HomuHanbHbIN gnameTp / Nominal diameter

Tun / type 311/ Ds 17,7

311.0515.01 220 | 220 | 220 | 220 | 222
311.0510.01 =22
311.0720.01 222 | 222 | 222 | 222 | 222
311.0815.01 224
311.1020.01 =28
311.1325.01 >34
311.1630.01 >34
311.1835.01 >34
311.2535.01 228 | 224 | 226
Typ / type 611 / Ds 17,7
611.0515.01 220 | 220 | 220 | =220 | 222
611.0720.01 222 | 222 | 222 | 222 | 222
611.2535.01 228 | 224 | 226

MonHbIN Npodunb, MeTpuyeckas pesbba Tun 311
Full profile, metric type 311

Warpicn P | 15 |(1,75)] 20 | 25 | 30 | 35
HomuHanbHbIN gnameTp / Nominal diameter
Tun / type 311/ Ds 17,7

60°

311.0815.02 =23
311.0917.02 2245
311.1020.02 2255
311.1325.02 >28,5
311.1630.02 232
311.1835.02 =35
MonHbI Nnpoduns, peabba ButeopTta Trnn 311 BHumaHwue:
Full profile, Whitworth type 311 Ecnu HomnHanbHbIM AnameTp
pe3bbbl OyoeT MeHbLUe YeMm
= Yuncno HUTOK Ha 14 11 pekoMeHAyeMbl, TO 3TO
N Atonm/ / tpi NpPUBEAET K OTKIOHEHWIO
HomuHanbHbIn guamMeTp / Nominal diameter dopMbl npodunnst pe3bbbl BO
Tun / type 311/ Ds 17,7 Bpems (hpeseposaHns.
S e Qtetfﬂ:.'ﬁg of the milling tool wil
311.5511.02 G1" create profile errors if the nominal

diameter of the component will be
smaller than recommended.
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Pe3bbodpesepoBaHue (BHyTpeHHee)
HenosHbIN npocunb Cﬁh HORN |]ID
Thread Milling (internal) Partial profile

NnactuHa 311 o D
Insert
Lar Pitch 0,5-3,5 mm
@ pexyLuen KpoMKM Cutting edge @ 17,7 mm L
_J

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M311
Type

MeTpuueckas pesbba
Metric ISO thread

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6o3Ha4YeHne P P E s Ds 0| 1w | v
Part number (75 :r( 2
< |k |F
311.0515.01 0,5 1,5 4.8 5,95 17,7 A | A
311.0510.01 1,0 1,0 50 5,95 17,7 A A
311.0720.01 1,0 2,0 4,6 5,95 17,7 A A
311.0815.01 1,5 1,5 4,8 5,95 17,7 A A
311.1020.01 2,0 2,0 4,6 5,95 17,7 A A
311.1325.01 2,5 2,5 4,4 5,95 17,7 A A
311.2535.01 2,5 & 3,7 5,95 17,7 A A
311.1630.01 3,0 3,0 4,3 5,95 17,7 A A
311.1835.01 3,5 35 4.1 5,95 17,7 A A

A co Cknapa /onstock A4 Hegenu/ 4 weeks x [lo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTMBHOE NpUMeEHeHUe / alternative recommendation
- HENPUIrOAHbIN / not suitable
TBEpAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIN CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
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Pe3bbodpesepoBaHue (BHyTpeHHee)
NONHbIN Npodunb Cﬁh HORN |]ID
Thread Milling (internal) Full profile

MnacTtuHa 311 A Y
Insert

Lar Pitch 1,5-3,5 mm

@ pexyLuen KpoMKM Cutting edge @ 17,7 mm

N /

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M311
Type

1
i ; XBOCTOBUK thpesbl

MeTpuueckas pesbba

Metric ISO thread
[Noka3aHo npaBoe UCnoriHeHne

Picture = right hand cutting version

O6Go3Ha4yeHue P E s Ds o | v
Part number % 2

< |
311.0815.02 1,5 4.8 5,95 17,7 A A
311.1020.02 2,0 4,6 5,95 17,7 A A
311.1325.02 2,5 4.4 5,95 17,7 A A
311.1630.02 3,0 4,3 5,95 17,7 A A
311.1835.02 3,5 4.1 5,95 17,7 A A

A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE NpumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHNe / alternative recommendation
- HEMPUroZHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMNaB C MNOKPbITMEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpPLOrO cnnasa
Dimensions in mm Carbide grades
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Pe3bbodpesepoBaHue (BHyTpeHHee)

NOSNHbIN Npodunb
Thread Milling (internal) Full profile

(ph HORN i)

NMnacTtuHa 3 11

Insert
Yucno HATOK Ha Aonm Threads per inch 11-14
@ pexyLLen KpoMKn Cutting edge @ 17,7 mm

|
= | XBOCTOBMK (ppesb

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue TPI E s
Part number

311.5511.02 11 4,00 5,95
311.5514.02 14 4,35 5,95

A co Cknapa/onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMSA / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I ¢ Hanamkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

G28

4 )

\ y,

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M311.M
Type M311
M311.ST

TpybHasa pe3bba ButBopTa no

DIN ISO 228; (259) n 2999
Whitworth pipe thread as per DIN
ISO 228;(259) and 2999

Ds

17,7
17,7

> » AS45
> > TA45
> » TN35

Mapkun TBEpPAOro crnnaea
Carbide grades



Pe3bbodpesepoBaHue (BHyTpeHHee)

HenosHbIN npocunb Cﬁh HORN |]ID
Thread Milling (internal) Partial profile

MnacTtuHa 611 T ™\
Insert
Lar Pitch 0,5-3,5 mm
@ pexyLuen KpoMKM Cutting edge @ 17,7 mm L
_J

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M311.M
Type M311
M311.ST

MeTpuueckas pesbba
Metric ISO thread

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue P P E s Ds
Part number

611.0515.01 0,5 1,5 4.8 5,75 17,7
611.0720.01 1,0 2,0 4,6 5,75 17,7
611.2535.01 2,5 BI5 3,7 5,75 17,7

A co Cknapga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpuMeHeHue / alternative recommendation
- HENPUrOAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMMaB C MNOKPbITMEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpLOro cnnasa
Dimensions in mm Carbide grades
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Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal) Cﬁh HORN I]h)

XBOCTOBWK (hpesbl

Milling shank
M313
CtpaHuua/Page
G32-G33
AN
MnactuHa
Insert
313/613
CrtpaHuua/Page
G35, G38
N
CtpaHunua/Page
G36
N\

L

CtpaHuua/Page
G37, G39

G30



Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal) Cﬁh HORN I]h)

M313

Pe3bboHape3Hasn cdpes3a Thread Milling Cutter
(dbpesepoBaHue no (by circular interpolation)

KPpyroBom MHTepnonsauum)
from Cutting edge @ 21,7 mm

@ pexyLen KpoMKkM oT 21,7 MM

G31



Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal) Cﬁh HORN I]h)

XBocTOBUK dppe3bl M313 R N

Mllllng Shank C BHYTPEHHUM NOABOAOM COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ 21,7 mm

L _J

MaTepuan XxBoCcTOBMKa: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

Material of shank: Carbide - Giving a good vibration resistance
Ana nnacTtuHbl

|1 for Insert
| I @ Ds
U DIN6535HA ™ Tan 313
o ‘ Type 613
(=} P ]
A —— O
B A |= i
e
[S]
DING6535HB DING6535HE
{ 3 3
) B 8 ) E |=
[NokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O603Ha4yeHue d l, l, d, doépma
Part number Form
M313.1620.01A 20 110 45 16 A
M313.1620.02A 20 130 65 16 A
M313.1620.03A 20 160 85 16 A
M313.1620.01B 20 110 45 16 B
M313.1620.02B 20 130 65 16 B
M313.1620.03B 20 160 85 16 B
M313.1620.01E 20 110 45 16 E
M313.1620.02E 20 130 65 16 E
M313.1620.03E 20 160 85 16 E
[pyrve pasmepsbl - No 3anpocy. Pa3mep Ds cM. pexyLuyto nnactuHy Pasmepbl ykasaHbl B MM.
Further sizes upon request Ds see inserts Dimensions in mm

I'IpwmeanMe AnA 3aKasa:

Kopnyc ¢pesbl ¢ noBpexaeHHbIM NOCaf04HbIM MECTOM MO, MACTUHY MOXET ObITb BOCCTAHOBIEH Ha hupme Horn
Ordering note:

Milling cutter shanks with damaged seating can be repaired by HORN.

MOMEHT 3aTSKKN BUHTOB CM. TEXHUYecKkue pekoMmeHgauunn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M313... 5.14T20P T20PQ
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Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal)

(ph HORN i)

XBocToBUK pe3bl

M313

Mllllng Shank C BHYTPEHHWUM NOABOAOM COX
with through coolant supply
@ pexyLuen KpoMKM Cutting edge @ 21,7 mm

MaTepuan XxBoCcTOBMKa: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

Material of shank: Carbide - Giving a good vibration resistance

— -—

DIN 6535 HA

[P
ed, N

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue d | |

Part number * ’

M313.0016.07A 16 160 20
[pyrve pasmepsbl - No 3anpocy. Pa3mep Ds cM. pexyLyto nnactuHy
Further sizes upon request Ds see inserts

I'IpumeanMe AnA 3aKasa:

2 )

L _J

Ana nnacTuHbl

for Insert
Tvn 313
Type 613
d, doépma
Form
12 A

Pasmepbl ykaszaHbl B MM.
Dimensions in mm

Kopnyc dpesbl ¢ noBpexxaeHHbIM NOCaf04HbIM MECTOM MO, MIacTUHY MOXET ObITb BOCCTAHOBMNEH Ha hupme Horn

Ordering note:

Milling cutter shanks with damaged seating can be repaired by HORN.
MOMEHT 3aTS>KKM BUHTOB CM. TEXHUYeCcKne pekoMeHaaumm.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M313.0016.07A 5.14T20P T20PQ

G33



O630p nporpammel pe3bbodpeseposaHus (ﬁh HORN ill)

Thread Overview

Bbi6op pe3b60BbLIX NNacTuH Tun 313, 613

Selection for thread inserts
type

HenonHbii npodunb, meTpudeckass pesbba Tun 313, 613
Partial profile, metric type 313, 613

Warpicn P | 1,0 |(1,28)] 1.5 |(1,75)] 20 | 25 | 30 | 35| 40 | 45
HomuHanbHbIN agnameTp / Nominal diameter

Tun / type 313 / Ds 21,7

313.0720.01 227 | 226 | 226 | 226 | 226
313.0815.01 230
313.1020.01 =32
313.1630.01 > 36
313.1835.01 > 36

313.2140.01 > 36

313.2445.01 = 38

313.2545.01 233 | 232 | 230 | 230 | 230

Tun / type 613 / Ds 21,7

613.0720.01 227 | 226 | 226 | 226 | 226

613.2545.01 233 | 232 | 230 | 230 | 230

MonHbIi Nnpodunb, MeTpuyeckas pesbba Tun 313
Full profile, metric type 313

LLar/pitch P | 1,5 | 2,0 | 3,0 | 3,5 | 4,0 | 45
HomuHanbHbIn gnameTp / Nominal diameter
Twun / type 313 / Ds 21,7
313.0815.02 =27
313.1020.02 =30
313.1630.02 =37
313.1835.02 =40
313.2140.02 244
313.2445.02 =48

MonHbIn npodunb, pe3bba ButsopTta Tun 313, 613
Full profile, Whitworth type 313, 613

- Yneno HUTOK Ha 11 8 6 BHumaHwue: )
— AKoiM / tpi Ecnu HOMUHanbHbI gnameTp

HoMMHANbHBIN AMameTp / Nominal diameter. ~ PE300b! 6YAET MeHbLIe Yem
Tun / type 313 / Ds 21,7 peKoMeHOYyEMbIN, TO 3TO

npuBeneT K OTKIIOHEHUIO

313.5508.02 > 40
y ) - dopMbl npodunst pe3bbbl BO
SI3:2500 1 =ED BpeMsi (bpesepoBaHus.
Pesbb6a / Thread Attention:

Twun / type 313 / Ds 21,7 Recutting of the milling tool will

313.5511.02 | Gl | | cnl'eate profile errors if the non_1|nal
diameter of the component will be

Tun / type 613 / Ds 21,7 smaller than recommended.

6135511.02 | G1" | |

G34



Pe3bbodpesepoBaHue (BHyTpeHHee)
HenosHbIN npocunb Cﬁh HORN |]ID
Thread Milling (internal) Partial profile

MNnactuHa 313 v ™\
Insert

Lar Pitch 1-4,5 mm

@ pexyLuen KpoMKM Cutting edge @ 21,7 mm

N J

Ons ope3epHOro XBOCToBMKA
for Milling shank

: Twun M313
\\ Type
@ | )
: -7 i &)
2§/
W
\ A
e 1
8 | n
1
=
“ 1 \XBOCTOBMK dpesbl MeTpuyeckas pesbba
Metric ISO thread
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O6o3Ha4YeHne P P oo E s Ds Z 0| v | v
Part number (75 E 2
< | F | F
313.0720.01 1,0 2,0 4,6 59 21,7 3 A A
313.0815.01 1,5 1,5 4.8 59 21,7 3 A A
313.1020.01 2,0 2,0 4,6 5,9 21,7 3 A A
313.1630.01 3,0 3,0 4,3 59 21,7 3 A A
313.1835.01 B15) 3,5 4.1 5,9 21,7 3 A A
313.2140.01 4,0 4,0 3,9 59 21,7 3 A | A | A
313.2445.01 4,5 4,5 3,7 5.9 21,7 3 A A
313.2545.01 2,5 4,5 3,7 59 21,7 3 A A
A co Cknapa/onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUMBHOE NpUMeEHeHUe / alternative recommendation
- HENPUrOAHbIN / not suitable
TBEPAbIN cnnae 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEépAOrO cnnasa
Dimensions in mm Carbide grades

G35



Pe3bbodpesepoBaHue (BHyTpeHHee)
NOSNHbIN Npodunb Cﬁh HORN |]ID
Thread Milling (internal) Full profile

NMnactuHa 313 ~ /¥I( ™\
Insert

Lar Pitch 1,5-4,5 mm
@ pexyLuen KpoMKM Cutting edge @ 21,7 mm J

o

Ons ope3epHOro XBOCToBMKA
for Milling shank

PASN Tan  M313

Type

Wz

—
| MXBOCTOBMK dpesbl MeTpuyeckas pe3bba
Metric ISO thread

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue P E s Ds 0w | v
Part number % c'Z°

< |+
313.0815.02 1,5 4,8 59 21,7 A | A
313.1020.02 2,0 4,6 59 21,7 A | A
313.1630.02 3,0 4,3 5,9 21,7 A | A
313.1835.02 315) 4.1 59 21,7 A | A
313.2140.02 4,0 3.9 5,9 21,7 A | A
313.2445.02 4,5 3,8 59 21,7 A | A

A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE NpumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHNe / alternative recommendation
- HEMPUroZHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMNaB C MNOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpPLOrO cnnasa
Dimensions in mm Carbide grades
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Pe3bbodpesepoBaHue (BHyTpeHHee)

NONHbIN Npodunb
Thread Milling (internal) Full profile

(ph HORN i)

NMnacTtuHa 3 13

Insert
Yucno HATOK Ha Aonm Threads per inch 6/8/11
@ pexyLuen KpoMKM Cutting edge @ 21,7 mm

i . \XBOCTOBUK (hpe3bl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue TPI E
Part number

313.5506.02 6 3,0
313.5508.02 8 3,6
313.5511.02 11 4,0

A co Cknapga/onstock A4 Hepenu/ 4 weeks X IMo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpuMeHeHue / alternative recommendation
- HENPUrOAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMMaB C MNOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

519
59
5,9

-

/\Ir A

N\

J

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

TpybHas pesbba ButBopTa no
DIN ISO 228; (259) n 2999
Whitworth pipe thread as per DIN
ISO 228;(259) and 2999

M313

Ds

21,7
21,7
21,7

Mapku TBEpLOro cnnasa
Carbide grades

G37



Pe3bbodpesepoBaHue (BHyTpeHHee)
HenosHbIN npocunb Cﬁh HORN |]ID
Thread Milling (internal) Partial profile

MNnactuHa 613 v ™\
Insert

Lar Pitch 1-4,5 mm

@ pexyLuen KpoMKM Cutting edge @ 21,7 mm

N J

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tvn M313
Type

MeTpuueckas pesbba
Metric ISO thread

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue B P E s Ds 0
Part number %

<
613.0720.01 1,0 2,0 4,6 5,60 21,7 A
613.2545.01 2,5 4,5 3,7 5,75 21,7 A

A co Cknapa/onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMSA / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I ¢ Hanamkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpPAOrO cnnasa
Dimensions in mm Carbide grades

G38



Pe3bbodpesepoBaHue (BHyTpeHHee)
NONHbIN Npodunb Cﬁh HORN |]ID
Thread Milling (internal) Full profile

NMnactuHa 613 s /\Ir Y
Insert

Yucno HATOK Ha Aonm Threads per inch 11
@ pexyLuen KpoMKM Cutting edge @ 21,7 mm

\_ J

Ons ope3epHOro XBOCToBMKA
for Milling shank

Y Tvn M313
A Type
— e

<

1 XBOCTOBWK thpesbl TpybHas pesbba ButBopTa no

! DIN ISO 228; (259) n 2999

n Whitworth pipe thread as per DIN
OKa3aHO NpaBoe UCTONMHeHVe ISO 228:(259) and 2999

Picture = right hand cutting version

O6Go3Ha4yeHue TPI E s Ds
Part number
613.5511.02 11 34 54 21,7

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTMBHOE NpUMeEHEHUe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIV CNnaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
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Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal) Cﬁh HORN I]h)

XBOCTOBWK (hpesbl

Milling shank
M328/SM328
CtpaHuua/Page
G42-G44
MnactuHa
Insert
328/628
CrtpaHuua/Page
G46, G48
Nl

L

CtpaHunua/Page
G47, G49

G40



Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal) Cﬁh HORN I]h)

M328

Pe3bboHape3Hasn ¢ppesa Thread Milling Cutter
(ansa BbinonHeHusa kpyroeon (by circular interpolation)
UHTepnonsauum)

from Cutting edge @ 27,7 mm
@ pexyLLen KpOMKM OT 27,7 MM

G41



Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal) Cﬁh HORN I]h)

XBocTOBUK dppe3bl M328 R N

Mllllng Shank C BHYTPEHHUM NOABOAOM COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ 27,7 mm

L _J

MaTepuan XxBoCcTOBMKa: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

Material of shank: Carbide - Giving a good vibration resistance
Ana nnacTtuHbl

for Insert
|1
@ Ds Tvn 328
DIN6535HA - - e 628
1
w0
) .
{ ( o By
DIN6535HB DING535HE
Vi . l / —
5| 8|
o | o
( g S 3 ( E = 3
[NokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O603Ha4yeHue d l, dopma
Part number Form
M328.0020.D.05A 20 145 A
M328.0020.D.06A 20 160 A
M328.0020.D.07A 20 180 A
M328.0020.D.05B 20 145 B
M328.0020.D.06B 20 160 B
M328.0020.D.07B 20 180 B
M328.0020.D.05E 20 145 E
M328.0020.D.06E 20 160 E
M328.0020.D.07E 20 180 E
[pyrve pasmepsbl - No 3anpocy. Pasmep Ds cm. pexyLuyto nnactuHy Pa3amepbl ykasaHbl B MM.
Further sizes upon request Ds see inserts Dimensions in mm

I'IpwmeanMe AnA 3aKasa:

Kopnyc ¢pesbl ¢ noBpexaeHHbIM NOCaf04HbIM MECTOM MO, MACTUHY MOXET ObITb BOCCTAHOBIEH Ha hupme Horn
Ordering note:

Milling cutter shanks with damaged seating can be repaired by HORN.

MOMEHT 3aTSKKN BUHTOB CM. TEXHUYecKkue pekoMmeHgauunn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M328... 5.17T20P T20PQ

G42



Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal) Cﬁh HORN I]h)

XBocTOBUK (ppesbl M328 F ™~
Mlllmg Shank C BHYTPEHHUM NOABOAOM COX
with through coolant supply
@ pexyLuen KpoMKM Cutting edge @ 27,7 mm

L _J

MaTepuan XxBoCcTOBMKa: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

Material of shank: Carbide - Giving a good vibration resistance
Ana nnacTtuHbl

for Insert
I1
@Ds Tun 328
DIN6535HA - oo 628
1
| 2
©
= ( ( =y
MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O603Ha4yeHue d l, dopma
Part number Form
M328.0020.10A 20 250 A
[pyrve pasmepsbl - No 3anpocy. Pa3mep Ds cm. pexyLlyto nnactuHy Pasmepbl ykaszaHbl B MM.
Further sizes upon request Ds see inserts Dimensions in mm

anIMe‘-IaHVIe AnA 3aKasa:

Kopnyc dpesbl ¢ noBpexxaeHHbIM NOCaf04HbIM MECTOM MO, MIacTUHY MOXET ObITb BOCCTAHOBMNEH Ha hupme Horn
Ordering note:

Milling cutter shanks with damaged seating can be repaired by HORN.

MOMEHT 3aTS>KKM BUHTOB CM. TEXHUYeCcKne pekoMeHaaumm.

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

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M328.0020.10A 5.14T20P T20PQ

G43



Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal) Cﬁh HORN I]h)

XBocTOBUK (ppesbl SM328 T By
Mlllmg Shank C BHYTPEHHUM NOABOAOM COX
with through coolant supply
@ pexyLuen KpoMKM Cutting edge @ 27,7 mm

L _J

Matepuan xBocToBuMKa: TBepAbI cnnae, obecneynBaeT XOpoLLy BUOPOYCTOMYNBOCTb

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

| for Insert
- L -
‘ |:2 _ DIN6535HB Ton 308
C L] I Type 628
—_— -cm
{ R S
g
Q
DING535HE
) BN s
[NokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O603Ha4yeHue d l, l, d, doépma
Part number Form
SM328.0020.05B 20 130 25 15 B
SM328.0020.06B 20 145 - 20 B
SM328.0020.07B 20 160 25 15 B
SM328.0020.08B 20 200 - 20 B
SM328.0020.05E 20 130 25 15 E
SM328.0020.06E 20 145 - 20 El
SM328.0020.07E 20 160 25 15 B
SM328.0020.08E 20 200 - 20 E
Opyrne pasmepsbl - N0 3anpocy. Pasmep Ds cMm. pexyLuyto nnactuHy Pasmepbl ykasaHbl B MM.
Further sizes upon request Ds see inserts Dimensions in mm

I'IpwmeanMe AndA 3aKasa:

Kopnyc ¢pesbl ¢ noBpexxaeHHbIM NOCaA04HbIM MECTOM MO, MACTUHY MOXET ObITb BOCCTAHOBIEH Ha chupme Horn
Ordering note:

Milling cutter shanks with damaged seating can be repaired by HORN.

MOMEHT 3aTSKKM BUHTOB CM. TEXHUYeckne pekomeHgaunn.

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

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
SM328... 5.17T20P T20PQ
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O630p nporpammel pe3bbocdpeseposaHus Cﬁh HORN ill)

Thread Overview

Bbi6op pe3b60BbLIX NacTuH Tun 328, 628
Selection for thread inserts type

HenonHbii npodunb, meTpuyeckast pesbba Tun 328, 628
Partial profile, metric type 328, 628

Warpin P | 1,0 |(1,25)] 15 [(1,75)] 20 | 25
HomuHanbHbIN agnameTp / Nominal diameter
Tun / type 328 /| Ds 27,7

328.0720.01 232 | 232 | 232 | 232 | 232
328.1525.01 234 | 234 | 234 | 234
Typ / type 628 |/ Ds 27,7

628.1525.01 | | | 234 | 234 | 234 | 234
WarpicnP | 30 | 35 | 40 | 45 | 50 | 55 | 60

HomuHanbHbIn agnameTp / Nominal diameter
Tun / type 328 / Ds 27,7

328.3050.01 240 | 238 | 238 | 238 | 238

328.5060.01 248 | 246 | 244
Tun / type 628 / Ds 27,7

628.3050.01 240 | 238 | 238 | 238 | 238

628.5060.01 248 | 246 | 244

MonHbIn npodunb, pe3bba Butsopta Tun 328, 628
Full profile, Whitworth type 328, 628

= Yueno HUTOK Ha 11
—_— Ao/ tpi

HomuHanbHbIN gnameTp / Nominal diameter
Tun / type 328 / Ds 27,7

328.5511.02 | G1%"
Tun / type 628 / Ds 27,7
628.5511.02 | G1Y%"

BHumaHue:
Ecnu HoMuHanbHbIN aAnameTp pe3bbbl OyaeT MeHbLUe YeM pekoMeHAYEeMbIN, TO 3TO NpuBeaeT K
OTKITOHEHUIO hOPMbI NpoduIs pe3bbbl BO BpeMst (ope3epoBaHuS.

Attention:
Recutting of the milling tool will create profile errors if the nominal diameter of the component will be smaller than

recommended.
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Pe3bbodpesepoBaHue (BHyTpeHHee)
HenosHbIN npocunb Cﬁh HORN |]ID
Thread Milling (internal) Partial profile

MNnactuHa 328 F By
Insert
LWar Pitch 1-6 mm
@ pexyLuen KpoMKM Cutting edge @ 27,7 mm
< _J

Ons ope3epHOro XBOCToBMKA
for Milling shank

y - Tan  M328
] Type SM328

|
/

{

1
XBOCTOBMK (hpesbl MeTpuueckas pesbba

Metric ISO thread

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

Ob6osHauyeHune P P E s Ds W | n| O
Part number B S| 2

< |\ F | F
328.0720.01 1,0 2,0 4,6 5,95 27,7 A A
328.1525.01 1,5 2,5 4,3 5,95 27,7 A A
328.3050.01 3,0 5,0 4,8 7,20 27,7 A | A | a
328.5060.01 5,0 6,0 4,4 7,20 27,7 A A

A co Cknapa /onstock A4 Hepnenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeEHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
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Pe3bbodpesepoBaHue (BHyTpeHHee)
NONHbIN Npodunb Cﬁh HORN |]ID
Thread Milling (internal) Full profile

NMnactuHa 328 s /\Ir Y
Insert

Yucno HATOK Ha Aonm Threads per inch 11
@ pexyLuen KpoMKM Cutting edge @ 27,7 mm

\_ J

AN pe3epHOro XBoCToBKKA
STIE . for Milling shank

Tun M328
Type SM328
1)
(]
j Q "‘I ” i
el \
FTE) =
| \_lﬁ\')!‘ L—F w
C 17 X TpybHas pesbba ButBopTa no
BOCTOBUK (ppesbl DIN ISO 228; (259) 1 2999
n Whitworth pipe thread as per DIN
0OKasaHo NpaBoe MCMONHeHNe ISO 228:(259) and 2999
Picture = right hand cutting version ’
O603Ha4yeHue TPI E s Ds
Part number
328.5511.02 11 3,9 5,95 27,7
A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTMBHOE NpUMeEHEHUe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIV CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
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Pe3bbodpesepoBaHue (BHyTpeHHee)
HenosHbIN npocunb Cﬁh HORN |]ID
Thread Milling (internal) Partial profile

MNnactuHa 628 F By
Insert

Lar Pitch 1,5-6 mm

@ pexyLuen KpoMKM Cutting edge @ 27,7 mm

L _J

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M328
Type SM328

MeTpuueckas pesbba
Metric ISO thread

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue B P E s Ds
Part number

628.1525.01 1,5 2,5 4.8 6,00 27,7
628.3050.01 3,0 5,0 3,7 5,75 27,7
628.5060.01 5,0 6,0 3,2 5,75 27,7

A co Cknapga/onstock A4 Hepenu/ 4 weeks X IMo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpuMeHeHue / alternative recommendation
- HENPUrOAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMMaB C MNOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpLOroO cnnasa
Dimensions in mm Carbide grades
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Pe3bbodpesepoBaHue (BHyTpeHHee)
NONHbIN Npodunb Cﬁh HORN |]ID
Thread Milling (internal) Full profile

NMnactuHa 628 s /\Ir Y
Insert

Yucno HATOK Ha Aonm Threads per inch 11
@ pexyLuen KpoMKM Cutting edge @ 27,7 mm

\_ J

Ons ope3epHOro XBOCToBMKA
for Milling shank

ﬁ i ] Tvn M328

Type SM328

TpybHas pesbba ButBopTa no

DIN ISO 228; (259) n 2999
n Whitworth pipe thread as per DIN
OKasaHo NpaBoe UCMONHeHne ISO 228;(259) and 2999

Picture = right hand cutting version

XBOCTOBUK dopesbl

O6Go3Ha4yeHue TPI E s Ds
Part number
628.5511.02 11 3,9 5,85 27,7

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTMBHOE NpUMeEHEHUe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIV CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
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Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal)

(ph HORN i)

XBOCTOBWK (hpesbl
Milling shank

M332

lMnactuHa
Insert

632

G50

CtpaHuua/Page
G52

CrtpaHuua/Page
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Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal) (ﬁh HORN I]h)

M332

Pe3bboHape3Hasn cdpes3a Thread Milling Cutter
(dbpesepoBaHue no (by circular interpolation)

KPYyroBom MHTEpPNonsaumumn)
from Cutting edge & 31,7 mm

@ pexyLen KpoMkm ot 31,7 Mm
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Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal) Cﬁh HORN I]h)

XBocTOBUK (ppesbl M332 F ™~
Mlllmg Shank C BHYTPEHHUM NOABOAOM COX
with through coolant supply
@ pexyLuen KpoMKM Cutting edge @ 31,7 mm

L _J

MaTepuan XxBoCcTOBMKa: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

Material of shank: Carbide - Giving a good vibration resistance
Ana nnacTtuHbl

for Insert
Iw @ Ds
| Twun 632
2 T
= - ype
= DINB535HA
Sy
Mild
v |
[NokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O603Ha4yeHue d I, l, d, doépma
Part number Form
M332.2325.06A 25 160 95 23,5 A
M332.2325.07A 25 180 115 23,5 A
M332.2325.08A 25 200 135 23,5 A
M332.2325.09A 25 250 185 23,5 A
[pyrve pasmepsbl - No 3anpocy. Pa3mep Ds cm. pexyLLyto nnacTuHy Pasmepbl ykaszaHbl B MM.
Further sizes upon request Ds see inserts Dimensions in mm

MpumeyaHue ana 3akasa:

Kopnyc dopesbl ¢ NoBpeXaeHHbIM NoCaao4HbIM MECTOM MOA NAaCTUHY MOXET ObiTb BOCCTaHOBIEH Ha hupme Horn
Ordering note:

Milling cutter shanks with damaged seating can be repaired by HORN.

MOMEHT 3aTSKKM BUHTOB CM. TexHU4Yeckne pekoMeHaaumm.

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

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M332... 5.17T20P T20PQ
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O630p nporpammel pesbbodpesepoBaHUsA Cﬁh HORN [il1)

Thread Overview

Bbi6op pe3b60BbLIX NNacTuH Tun 632

Selection for thread inserts
type

HenonHbii npodunb, metTpuyeckass pesbba Tmn 632
Partial profile, metric type 632

war rrienP | 25 | 30 | 35 | 40 | 45 | 50 | 55 | 60
HomuHanbHbIn gnameTtp / Nominal diameter

Tun / type 632 / Ds 31,7
632.2545.01 242 | 242 | 246 | 242 | 242
632.4060.01 246 | 246 | 246 | 246 | 246

BHuMaHue:
Ecnn HoMuHanbHbIN gnameTp pe3bbbl OyaeT MeHbLUE YEM PEKOMEHAYEMbIN, TO 3TO NpMBeaeT K
OTKITOHEHUIO OpPMbI Npodunsi pe3bbbl BO BpeMsi pe3epoBaHus.

Attention:
Recutting of the milling tool will create profile errors if the nominal diameter of the component will be smaller than

recommended.
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Pe3bbodpesepoBaHue (BHyTpeHHee)
HenosHbIN npocunb Cﬁh HORN |]ID
Thread Milling (internal) Partial profile

MNnactuHa 632 F By
Insert
Lar Pitch 2,5-6 mm
@ pexyLuen KpoMKM Cutting edge @ 31,7 mm
< _J

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M332
Type

XBOCTOBWK opesbl

MeTpuueckas pesbba

Metric ISO thread
[Noka3aHo npaBoe UCnoriHeHne

Picture = right hand cutting version

O6Go3Ha4yeHue B P E s Ds 0
Part number %

<
632.2545.01 2,5 4,5 3,7 5,8 31,7 A
632.4060.01 4,0 6,0 3,2 5,8 31,7 A

A co Cknapa/onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMSA / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I ¢ Hanamkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpPAOrO cnnasa
Dimensions in mm Carbide grades
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(ph HORN pill)
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Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal)

(ph HORN i)

XBOCTOBWK (hpesbl
Milling shank

M275

HacapgHasa cdpesa
Arbor Mounted Cutter

M275

CMeHHas nnactuHa
Indexable insert

RS275

G56

G58

CrtpaHuua/Page
G59
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Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal) Cﬁh HORN I]h)

M275

Pe3bboHape3Hasn c¢pes3a Thread Milling Cutter
(dbpesepoBaHue no (by circular interpolation)

KPYyroBom MHTEpPNonsaumumn)
from Cutting edge @ 31 mm

@ pexyLuen KpoMkm oT 31 Mm
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Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal)

(ph HORN i)

XBOCTOBMK chpesbl M275

Mllllng Shank C BHYTPEHHWUM NOABOAOM COX
with through coolant supply
@ pexyLuen KpoMKM Cutting edge @ 38/48/58/78 mm

MaTepuan XxBoCTOBUKA: He PEKOMEHAYeTCs 3axuMaTb B TepmonaTpoHax
Material of shank: Steel (not recommended for shrink fitting)

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue Z Ds d
Part number
M275.031.D25.3.04A 4 31 25

[pyrve pasmepsbl - Mo 3anpocy.
Further sizes upon request

MOMEHT 3aTSXKKN BUHTOB CM. TEXHUYecKne pekomeHgaumnn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M275.031.D25.3.04A 3.510T10P T10PL

G58

anda CMEHHOW MnacTuHbI
for Indexable insert

Tun S275
Type RS275

| A

125 4°

Pasmepbl ykaszaHbl B MM.
Dimensions in mm



Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal)

(ph HORN i)

Ppe3a
Milling cutter

M275

C BHYTPEHHUM NOABOAOM COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ 38/48/58/78 mm

anda CMEHHOW MnacTuHbI
for Indexable insert

= h -
Jw l, Tun  S275
| ; . Type RS275
. i
o oo 5 o
! 1
1 !
C
b L:
- h2 -
[NokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O6o3HayeHune z Ds h, h d; d, d, I, I, b © d,
Part number
M275.0038.A16.05 5 38 32,7 33,0 13,5 32,0 16 18 22,7 8,4 5,6 32,0
M275.0048.A22.08 8 48 36,7 37,0 18,5 40,5 22 20 247 10,4 6,3 40,5
M275.0058.A27.10 10 58 42,2 42,5 22,0 48,0 27 22 27,2 12,4 7,0 50,0
M275.0078.A32.14 14 78 49,7 50,0 33,0 58,0 32 25 36,7 14,4 8,0 70,5
[pyrve pa3mepsbl - MO 3anpocy. Pasmepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm
MOMEHT 3aTsKKM BUHTOB CM. TEXHUYECKME pEKOMEHAALNN.
For torque specification of the screw, please see Technical Instructions.
3anacHble YacTu
Spare Parts
®pesa 3axkumHon BUHT | Knrou Tun TORX PLUS® | LLlan6a BuHT
Milling cutter Clamping Screw TORX PLUS® Wrench Washer Screw
M275.0038.A16.05 3.510T10P T10PL 020.0813.3438
M275.0048.A22.08 3.510T10P T10PL 10.5.433 10.25.912
M275.0058.A27.10 3.510T10P T10PL 12.30.912
M275.0078.A32.14 3.510T10P T10PL
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O630p nporpammel pesbbodpesepoBaHUs Cﬁh HORN [il1)

Thread Overview

Bbi6op pe3b60BbLIX NNacTuH Tun S275

Selection for thread inserts
type

HenonHbiii npodunb, meTpudeckasi pesbba Tun S275
Partial profile, metric type S275

War/picnP | 15 | 20 | 25 | 30 | 35
HomMuHanbHbIi AnameTp / Nominal diameter

Tun / type S275 / Ds 31

RS275.1535.01 | 245 | | | |

Tun / type S275 / Ds 38

RS275.1535.01 | 254 | | | |

Tun / type S275 / Ds 48

RS275.1535.01 | 270 | | | |

Tun / type S275 / Ds 58

RS275.1535.01 | 283 | | | |

BHumaHue:

Ecnv HoMuHanbHbIN agnameTp pe3bbbl OyaeT MeHbLUe YeM peKOMeHAYeMbIN, TO 3TO NpuBeaeT K
OTKITOHEHMIO hopMbl Npodunsi pe3bbbl BO BpeMsi pe3epoBaHus.

Attention:

Recutting of the milling tool will create profile errors if the nominal diameter of the component will be smaller than
recommended.
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Pe3bbodpesepoBaHue (BHyTpeHHee)
HenosHbIN npocunb Cﬁh HORN |]ID
Thread Milling (internal) Partial profile

CMeHHas nnacTtuHa RSZ75 r N

Indexable insert

Lar Pitch 1,5-3,5 mm

\ 4

Ons ope3epHOro XBOCToBMKA
for Milling shank

n Tun M275
Type

V

MeTpuueckas pesbba

Metric ISO thread
R = nokasaHo npaBoe UCNoJIHeEHne

R = right hand version shown

O6Go3Ha4yeHue B P E s
Part number
RS275.1535.01 1,5 315 2,3 4.1

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTMBHOE NpUMeEHEHUe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIV CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
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Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal)

(ph HORN i)

XBOCTOBWK (hpesbl
Milling shank

380

®pesa
Arbor Mounted Cutter

380

CMeHHas nnactuHa
Indexable insert

314

G62

G64
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Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal) Cﬁh HORN I]h)

380

Pe3bboHape3Hasn c¢pes3a Thread Milling Cutter
(Ppe3epoBaHue no (by circular interpolation)

KPYyroBom MHTEpPNonsaumumn)
from Cutting edge @ 44 mm

@ pexyLLen KpOMKM OT 44 Mm
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Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal) Cﬁh HORN I]h)

XBocTOBUK (ppesbl 380

Milling shank
@ pexyLuen KpoMKM Cutting edge @ 44 mm
ana CMEHHOW MNacTuHbI
| for Indexable insert
1
23 Tan 314
Type
\ 8
B ©
LA ls
B _ __E
[NokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O603Ha4yeHue Z Ds d l, d; to A dopma
Part number Form
380.0044.03A 8 44 25 125 34 4 14° A
380.0044.03B 3 44 25 125 34 4 14° B
380.0044.03E 3 44 25 125 34 4 14° E
[Opyrve pasmepsbl -Mo 3anpocy. Pasmepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm

MOMEHT 3aTSXKN BUHTOB CM. TexXHMYeckmne pekoMeHgaunm.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
380... 5.12T20P T20PQ
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Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal) Cﬁh HORN I]h)

Ppe3a 380

Milling cutter

@ pexyLuen KpoMKM Cutting edge @ 63 mm

OTBepcTUe 1 WNoHO4YHbIN na3 no DIN 138

Cutterhole and cross keyway as per DIN 138 .
Ana cMeHHoOU nNnacTuHbl

for Indexable insert

2 | ,L.._A Tun 314
; e Type
= Tl s o
4 @ _.'@ \\
=] / \
w i \ <
ch : B0 Bas By -Om _DW ] | ¥
-y
= = il L \ @’ o ! H
EiE S
« ~ ’
v e, #ag
6,3 A
|2 @ Ds
h
[NokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O6o3HayeHune z Ds b h, h d, l, I, A d,
Part number
380.0063.05 5 63 5 39,6 40 22 20 27,6 10° 51
[Opyrve pasmepsl -Mo 3anpocy. Pasmepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm
MOMEHT 3aTsPKKM BUHTOB CM. TexHu4eckne pexkomeHgauunn.
For torque specification of the screw, please see Technical Instructions.
3anacHble YacTu
Spare Parts
®pesa 3aXMMHOW BUHT | BUHT Kntou Tun TORX PLUS® | LLlan6a
Milling cutter Clamping Screw Screw TORX PLUS® Wrench Washer
380.0063.05 5.12T20P 10.25.912 T20PQ 10.5.433

G65



O630p nporpammel pesbbodpesepoBaHUsA Cﬁh HORN [il1)

Thread Overview

Bbi6op pe3b60BbLIX NNacTuH Tun 314

Selection for thread inserts
type

HenonHbii npodunb, metTpudyeckas pessba Tun 314
Partial profile, metric type 314

60° LLar / Pitch P | 1,5 | 2,0 | 2,5 | 3,0 | 4,0 | 50 | 55 | 6,0
HomuHanbHbIN agnameTp / Nominal diameter
Tun / type 314 / Ds 44
R314.1535.01 =52 =50 =50 =50
R314.2140.01 272
R314.3260.01 285
R314.4060.01 =65 = 56 =64
Tun / type 314 / Ds 63
R314.1535.01 =72 270 270 =70
R314.2140.01 =95
R314.3260.01 =110
R314.4060.01 =88 =80

BHumaHue:

Ecnv HoMuHanbHbIN agnameTp pe3bbbl OyaeT MeHbLUe YeM peKOMeHAYeMbIN, TO 3TO NpuBeaeT K
OTKITOHEHMIO hopMbl Npodunsi pe3bbbl BO BpeMsi pe3epoBaHus.

Attention:

Recutting of the milling tool will create profile errors if the nominal diameter of the component will be smaller than
recommended.
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Pe3bbodpesepoBaHue (BHyTpeHHee)

HenosiHbIN Npodunb
Thread Milling (internal) Partial profile

(ph HORN i)

CmeHHas nnacTuHa 314
Indexable insert

Lar Pitch 1,5-6 mm
@ pexyLuen KpoMKM Cutting edge @ 44 / 63 mm

(2]

MokasaHo npaBoe UCnoriHeHne

Picture = right hand cutting version
O6o3HaueHune B P oo E
Part number
R314.1535.01 1,5 3,5 S5
R314.2140.01 4,0 4,0 3,0
R314.4060.01 4,0 6,0 2,7
R314.3260.01 6,0 6,0 2,7

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIN CNaB C NOKPbITUEM / coated grades
I c Hanankon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm
MpumeyaHue:
R314.3260.01 Tonbko ansa dpesbl 380.0063.05

Note:
R314.3260.01 only for milling cutter 380.0063.05

~

-

~

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

5,45
5,45
5,45
5,45

380
380...IK

MeTpuueckas pesbba
Metric ISO thread

Ds

44
44
44
63

» » » » TN35

Mapkn TBEpPAOro crnnaea

Carbide grades

G67
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3y6006paboTka Cﬁh HORN i)

Gear Machining

Cuctema/System CtpaHuua/Page
613/628/632/635 H2
M279 H12
DS H18
DG H22
DAH H38

DAH37 H46

H1



Pasmep mopyns
[mn]
Module

Tun nHcTpymeHTa/npUmeHeHmne
Tools / Use

OnucaHue MHCTPyMeEHTa
Tools description

WHcTpymeHTanbHas

cuctema HORN
Tooling system HORN

WHCTpyMeHTanbHble cUCTEMbI ANs TPagULIMOHHON 3y6006paboTku
Existing catalogue tools for conventional gear machining

mom0,5d0 3/
upto 3

LinnnHapuryeckue 3yGuaTble koreca ¢ 9BONIbBEHTHBIM 3alLenfieHneM, YNCTOBas

obpaboTka
Cylindrical gears with involted flanks, for finishing

MnactuHa and ombm@o._.xs KaHaBOK C NOSHbIM
npocmnem 3yda
Groove milling insert full profile

613; 628; 632; 635

(ph HORN i)

Es:s:hvs:moxsm w<@cmdu_m Koneca, w<@Lm.:u_® Balbl; YEPBAYHbIE Ballbl, YACTOBAA

HacagHas dpesa > Ds @80

ining

Ao upto m, 4 omvmmod& Arbor mounted milling cutter M279
Cylindrical gears, gear shafts, worm shafts, finishing
S larmi. 3yboHapesanue, apyrie npodhuny no 3anpocy HacapgHas ¢pesa Ds 963; 280 M121
A P n Gears, further profiles upon customers request Arbor mounted milling cutter
®pesepoBaHKe C BLICOKOW Noaayel M KonupoBanbHoe (hpeepoBaHue
High feed milling and Copy milling
Ds 06 - 616 KoHueBas dpesa
ot /fromm 7 -20 @o-0 . Endmill DSDS
n NpeyMyLLECTBEHHO YEPHOBOE PPe3epOBaHIE / recommended for rough milling
Ds 210 @12: ¢16: 320 _UmeEmm_ ronoska
m, 20 - 30 o1t 01, 019, 0 - Cutter Head DGH
n NpeyMyLLECTBEHHO YEPHOBOE Ppe3epoBaHue / recommended for rough milling
B 3aBucumoctu ot Ds 210: 12: 316: 20 _Umv_QEmm_ ronoska
mogyns o ) Cutter Head DGK
; uncToBas 06paboTka OKPYKHOCTU BNAAWH / Finishing of root circle
depending on module
Ds 210: 12 &1 _umv_QE_mm_ ronoska
m5-30 s 010, 212, 016 ) Cutter Head DGFF
I (bpesepoBaHue C LeNblo yaaneHus 3ayceHueB ¢ npotuns 3yobes / deburring of tooth flanks
Ds 212 0o 825 ®pesa Ans hpesepoBaHns C BbICOKON NoAaYei
m, 20 - 30 @12 no o . High feed milling cutter DAHM.25
yepHoBoe dpesepoBaHue | for rough milling
Ds 220 bis 263 ®pesa ans hpesepoBaHus € BbICOKO Nogavei
m, 25-30 o o . High feed milling cutter DAHM.37
YepHoBOe hpesepoBaHue / for rough milling
Ds 210; 912; 216; 20 Pexyllas ronoska
m_>30 o7%, 81z, 016, 0 . o Cutter Head DGVZ
uncToBOE (hpesepoBaHmne Npodouneit 3ybbes / finishing of tooth flanks
U3rotoBneHue _.__uo%s._._m_ w<m_uow nocpeacTBoM npowuecca ponbneHus
Tooth shape machining with broaching process
[pyrve npocunu no
3anpocy BHelLHee 1 BHyTpeHHee 3yboHapesaHue, NpsMoe 1 B BUAE CrMpanu Cucrema gonbnenus H117 S17

further profiles upon
customers request

External and internal toothing, straight and helical form

Broaching system

3yb6oob6paboTka
Gear Mach

H2



PpesepoBaHUue 3yobLeB
Gear Milling Cﬁh HORN I]h)

4 )

PpesepHble NMACTUHbI ANA LUIIMHAPUYECKUX 3yb4aTbIX Konec 1 3yb4yaTtbix BanoB
Milling inserts for spur gears and gear shafts

Linnungpuyeckme 3ybuatble koneca/ 3ybyaTtble Banbl/coeanHeHne Tvn NnacTuHbI Ds
3yb4yaTble perku Tvna Ban-cTynuua/TpeyronbHoe | Insert type [mm]
McxoaHbii npoduns (3ybyaton penku) | WnvueBoe CoeanHeHve
1 cornacHo DIN 3972 DIN 5480 / ANSI B92.1
Cylindrical gears/Tooth bars Gear shafts/Shaft-hub/Serration
Basic profile 1 according to DIN 5480 / ANSI B92.1
DIN 3972
m <0,8 m_<1/d, 240 606 11,7
m_ <1 m <1,5/d, 240 608 15,7
m <1,25 m_<2/d, 240 611 17,7
m <1,5 m <3/d, 222 613 21,7
m <2 m_<2,5/d, 240 628 27,7
m <25/Nr.5-8
m <225/Nr.2-8 m <25/d, =30 632 31,7
m <2Nr.1-8
m <3 m <3/d, 250 635 34,7
m <1,5 m <2/d, 260 636 35,7

H3



®dpesepoBaHue 3y6bLeB Cﬁh HORN i)

Gear Milling
MnactuHa
Insert
613/628/632/635
CtpaHuua/Page
H6-H10

*z (Kon-Bo 3y6beB LMnMHAPUYECKoro
3yb4aToro komneca)
2 (N” of teeth cylindrical gear) Mpumep 3akasa: 613.3972.100.8

12-13 Ordering example:
14 - 16 ®pesa Ne / Milling cutter N° 8

Ppesa Ne
Milling cutter N°

1

2

3 17-20 Mogyrb 1 / Module 1

4 21-25 DIN 3972

5 26 - 34 ®pesa Tvn / Milling cutter type 613
6 35-54

7 55-134

8

> 135...8ybuaTas peika/Tooth bar

H4



PpesepoBaHUue 3yobLeB
Gear Milling (ﬁh HORN I]h)

613/628/632/635

NnactuHa c 6 Inserts with 6
PeXyLWmnumMm KpoMKamm cutting edges

ans moaynen 0,5 - 3,0 for Module 0,5 - 3,0

H5



PpesepoBaHUue 3yobLeB
Gear Milling Cﬁh HORN I]h)

MnactuHa 613 a ™\

Insert

MpodunbHas 3ybopesHas dpesa Ans LUMNMHAPUYEecKx 3ybyaTbix Konec ¢
3BOJIbBEHTHbIM 3auenneHnem cornacHo DIN 867, ucxoaHsi npodunb (3y6yaTon
peikn) 1 cornacHo DIN 3972 gnsi ynctoBoi 06paboTkm, koadhrumneHT cmeLeHns 0
Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867

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

Ons ope3epHOro XBOCToBMKA
for Milling shank

ﬁ Tvn M313
Type

MamepMTeanaﬂ NOBEPXHOCTb
/Measuring surface

el [T n
' ' Yron gasnexHus 20°
Pressure angle 20°

O6o3Ha4YeHne Mogynen z. Z E, S b Ds 7o)
Part number Module 5

<
613.3972.050.1 0,5 12 13 1.1 5,7 1,1 21,7 A
613.3972.050.2 0,5 14 16 11 57 1.1 21,7 A
613.3972.050.3 0,5 17 20 1,1 5,7 1,1 21,7 A
613.3972.050.4 0,5 21 25 11 57 1,1 21,7 A
613.3972.050.5 0,5 26 34 1,1 5,7 1,1 21,7 A
613.3972.050.6 0,5 35 55 11 57 1,1 21,7 A
613.3972.050.7 0,5 55 134 1,1 57 1,1 21,7 A
613.3972.050.8 0,5 135 999 1,1 5,7 1,1 21,7 A
613.3972.100.1 1,0 12 13 2,5 5,7 2,2 21,7 A
613.3972.100.2 1,0 14 16 2,5 5,7 2,2 21,7 A
613.3972.100.3 1,0 17 20 2,5 5,7 2,2 21,7 A
613.3972.100.4 1,0 21 25 2,5 57 2,2 21,7 A
613.3972.100.5 1,0 26 34 2,5 5,7 2,2 21,7 A
613.3972.100.6 1,0 35 54 2,5 57 2,3 21,7 A
613.3972.100.7 1,0 55 134 2,5 5,7 2,3 21,7 A
613.3972.100.8 1,0 135 999 2,5 5,7 2,4 21,7 A

A co Cknapa/onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CNnaB C NOKPbITUEM / coated grades
I c Hanankon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades

H6



PpesepoBaHUue 3yobLeB
Gear Milling Cﬁh HORN I]h)

MnactuHa 613 a ™\

Insert

MpodunbHas 3ybopesHas dpesa Ans LUMNMHAPUYEecKx 3ybyaTbix Konec ¢
3BOJIbBEHTHbIM 3auenneHnem cornacHo DIN 867, ucxoaHsi npodunb (3y6yaTon
peikn) 1 cornacHo DIN 3972 gnsi ynctoBoi 06paboTkm, koadhrumneHT cmeLeHns 0
Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867

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

Ons ope3epHOro XBOCToBMKA
for Milling shank

ﬁ Tvn M313
Type

MamepMTeanaﬂ NOBEPXHOCTb
/Measuring surface

i = [T n
' ' Yron gasnexHus 20°
Pressure angle 20°

O6o3Ha4YeHne Mogaynen 20 Z E, S b Ds 7o)
Part number Module 5

<
613.3972.125.1 1,25 12 13 2,5 5,7 2,6 21,7 A
613.3972.125.2 1,25 14 16 2,5 57 2,7 21,7 A
613.3972.125.3 1,25 17 20 2,5 5,7 2,7 21,7 A
613.3972.125.4 1,25 21 25 2,5 57 2,7 21,7 A
613.3972.125.5 1,25 26 34 2,5 5,7 2,7 21,7 A
613.3972.125.6 1,25 35 54 2,5 57 2,7 21,7 A
613.3972.125.7 1,25 55 134 25 57 2,8 21,7 A
613.3972.125.8 1,25 135 999 2,5 57 2,8 21,7 A
613.3972.150.1 1,50 12 13 2,5 5,7 3,1 21,7 A
613.3972.150.2 1,50 14 16 25 57 3,2 21,7 A
613.3972.150.3 1,50 17 20 2,5 5,7 3,2 21,7 A
613.3972.150.4 1,50 21 25 25 57 383 21,7 A
613.3972.150.5 1,50 26 34 2,5 5,7 8.3 21,7 A
613.3972.150.6 1,50 35 54 2,5 57 82 21,7 A
613.3972.150.7 1,50 55 134 2,5 5,7 82 21,7 A
613.3972.150.8 1,50 135 999 2,5 57 3k 21,7 A

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
e OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CNnaB C NOKPbITUEM / coated grades
I c Hanankon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades

H7



PpesepoBaHUue 3yobLeB
Gear Milling Cﬁh HORN I]h)

MnactuHa 628 a ™\

Insert

MpodhmnbHasn 3ybopesHasn pesa 4na LMNMHOPUYECKMX 3yO4aTbIX KOMec ¢
3BOJSIbBEHTHbIM 3auennennem cornacHo DIN 867, ncxogHei npocunb (3ybuaTon
pevikn) 1 cornacHo DIN 3972 gnsi yuctoBo 06paboTkuM, koadhhUUMEHT cMeLLeHns O
Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867

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

Ons ope3epHOro XBOCToBMKA
for Milling shank

ﬁ Tvn M328
Type

MamepMTeanaﬂ NOBEPXHOCTb
/Measuring surface

o = | T )
' ' Yron gasnexHus 20°
Pressure angle 20°

O6o3Ha4YeHne Mogynen o Z o E, s . Ds 7o)
Part number Module 5

<
628.3972.175.1 1,75 12 13 3,4 7,45 3,8 27,7 A
628.3972.175.2 1,75 14 16 3,4 7,45 3,8 27,7 A
628.3972.175.3 1,75 17 20 3,4 7,45 3,8 27,7 A
628.3972.175.4 1,75 21 25 3,4 7,45 3,9 27,7 A
628.3972.175.5 1,75 26 34 3,4 7,45 3,9 27,7 A
628.3972.175.6 1,75 35 54 3,4 7,45 3,9 27,7 A
628.3972.175.7 1,75 65) 134 3,4 7,45 3,9 27,7 A
628.3972.175.8 1,75 135 999 3,4 7,45 3,9 27,7 A
628.3972.200.1 2,00 12 13 3,4 7,45 4,2 27,7 A
628.3972.200.2 2,00 14 16 3,4 7,45 4,2 27,7 A
628.3972.200.3 2,00 17 20 3,4 7,45 4,2 27,7 A
628.3972.200.4 2,00 21 25 3,4 7,45 4,3 27,7 A
628.3972.200.5 2,00 26 34 3,4 7,45 4.4 27,7 A
628.3972.200.6 2,00 35) 54 3,4 7,45 4.4 27,7 A
628.3972.200.7 2,00 55! 134 3,4 7,45 4.4 27,7 A
628.3972.200.8 2,00 135 999 3,4 7,45 4,5 27,7 A

A co Cknapa/onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CNnaB C NOKPbITUEM / coated grades
I c Hanankon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades

H8



PpesepoBaHUue 3yobLeB
Gear Milling Cﬁh HORN I]h)

MnactuHa 632 a ™\

Insert

MpodhmnbHasn 3ybopesHasn pesa 4na LMNMHOPUYECKMX 3yO4aTbIX KOMec ¢
3BOJSIbBEHTHbIM 3auennennem cornacHo DIN 867, ncxogHei npocunb (3ybuaTon
pevikn) 1 cornacHo DIN 3972 gnsi yuctoBo 06paboTkuM, koadhhUUMEHT cMeLLeHns O
Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867

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

Ons ope3epHOro XBOCToBMKA
for Milling shank

ﬁ Tun M332
Type

MamepMTeanaﬂ NOBEPXHOCTb
/Measuring surface

e S (L )
' i i Yron gasnexHus 20°
Pressure angle 20°

O6o3Ha4YeHne Mogynen o Z o E, S toox Ds 7o)
Part number Module 5

<
632.3972.225.2 2,25 14 16 3,45 7,5 4,7 31,7 A
632.3972.225.3 2,25 17 20 3,45 7,5 4,8 31,7 A
632.3972.225.4 2,25 21 25 3,45 7,5 4,9 31,7 A
632.3972.225.5 2,25 26 34 3,45 7,5 4,9 31,7 A
632.3972.225.6 2,25 35 54 3,45 7,5 5,0 31,7 A
632.3972.225.7 2,25 55 134 3,45 7.5 5,0 31,7 A
632.3972.225.8 2,25 135 999 3,45 7,5 5,0 31,7 A

A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHue / alternative recommendation
- HENPUrOAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMMaB C MNOKPbITUEM / coated grades
I ¢ Hanankon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades

H9



PpesepoBaHUue 3yobLeB
Gear Milling Cﬁh HORN I]h)

MnactuHa 635 a ™\

Insert

MpodhmnbHasn 3ybopesHasn pesa 4na LMNMHOPUYECKMX 3yO4aTbIX KOMec ¢
3BOJSIbBEHTHbIM 3auennennem cornacHo DIN 867, ncxogHei npocunb (3ybuaTon
pevikn) 1 cornacHo DIN 3972 gnsi yuctoBo 06paboTkuM, koadhhUUMEHT cMeLLeHns O
Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867

Basic profile 1 according to DIN 3972 for finishing, addendum shift 0 \ /
Ons ope3epHOro XBOCToBMKA
for Milling shank
Tun M335
Type

MamepuTeneHas NoBepPXHOCTb
Measuring surface

ur =)| Yron gaenenns 20°
=L ” Pressure angle 20°

O603HaYeHue Mogynew z. z E, s t o Ds 0
Part number Module %

<
635.3972.225.1 2,25 12 13 5,5 11,9 4,7 34,7 A
635.3972.250.1 2,50 12 13 515 11,9 54 34,7 A
635.3972.250.2 2,50 14 16 5,9 11,9 54 34,7 A
635.3972.250.3 2,50 17 20 565 1,9 54 34,7 A
635.3972.250.4 2,50 21 25 8.3 11,9 55 34,7 A
635.3972.250.5 2,50 26 34 55 11,9 55 34,7 A
635.3972.250.6 2,50 35 54 55 11,9 55 34,7 A
635.3972.250.7 2,50 55 134 55 11,9 57 34,7 A
635.3972.250.8 2,50 135 999 B85 11,9 5,7 34,7 A
635.3972.275.1 2,75 12 13 55 11,9 57 34,7 A
635.3972.275.2 2,75 14 16 585 11,9 5,8 34,7 A
635.3972.275.3 2,75 17 20 515 11,9 5,8 34,7 A
635.3972.275.4 2,75 21 25 5.5 11,9 59 34,7 A
635.3972.275.5 2,75 26 34 5 11,9 5,9 34,7 A
635.3972.275.6 2,75 35 54 8.5 11,9 6,0 34,7 A
635.3972.275.7 2,75 55 134 5 1,9 6,1 34,7 A
635.3972.275.8 2,75 135 999 B85 11,9 6,1 34,7 A
635.3972.300.1 3,00 12 13 55 11,9 6,2 34,7 A
635.3972.300.2 3,00 14 16 515 11,9 6,4 34,7 A
635.3972.300.3 3,00 17 20 55 11,9 6,4 34,7 A
635.3972.300.4 3,00 21 25 585 11,9 6,4 34,7 A
635.3972.300.5 3,00 26 34 55 11,9 6,5 34,7 A
635.3972.300.6 3,00 35 54 5.5 11,9 6,5 34,7 A
635.3972.300.7 3,00 55 134 55 11,9 6,6 34,7 A
635.3972.300.8 3,00 135 999 5,3 11,9 6,6 34,7 A

A co Cknapa/onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I c Hanamkon/Cermet / brazed/Cermet
Pa3smepbl ykasaHbl B MM. Mapku TBEpPLOrO cnnasa
Dimensions in mm Carbide grades
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PpesepoBaHUue 3yobLeB

Gear Milling

(ph HORN i)

HacagHas cdpesa
Arbor Mounted Cutter

M279

lMnactuHa
Insert

RS279

H12

CtpaHuua/Page
H14

oD

CrtpaHuua/Page
H15-H16



PpesepoBaHUue 3yobLeB
Gear Milling Cﬁh HORN I]h)

HacapHas dpe3sa Arbor Mounted Cutter
C NyflacTUHOM with Inserts

ansa mogynen 3,25 -4,0 for Module 3,25 -4,0

H13



PpesepoBaHUue 3yobLeB
Gear Milling Cﬁh HORN I]h)

HacapgHas c¢pesa M279 7 N\
Arbor Mounted Cutter

C BHyTpeHHUM nogsoaom COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ 100 mm

. /

OTBepcTUe 1 WNoHO4YHbIN na3 no DIN 138

Cutterhole and cross keyway as per DIN 138
Ana nnacTtuHbl

for Insert
Tvn RS279
h Type

ol iR~ o o N
T |~ — Ll <t | O | ol
Q | — —

(o] mel 1 o
M279.0100.A32... , @Ds M279.0100.A32.2...

[MokasaHo NpaBoe NcnonHeHne
Picture = right hand cutting version

O603Ha4yeHue VA Ds h d, d, d,

Part number

M279.0100.A32.10.10.IK 10 100 50 17,5 79 32

M279.0100.A32.2.10.05.1K 10 100 50 17,5 79 32
Pa3mepbl yka3aHbl B MM.
Dimensions in mm
MOMEHT 3aTsKKM BUHTOB CM. TeXHUYEeCKMe pekoMeHaaunm.
For torque specification of the screw, please see Technical Instructions.
3anacHble yacTu
Spare Parts

HacapgHas cpesa LLlecTurpaHHbIn koY | 3axxnmHon BUHT | Knrtou Tun TORX PLUS®

Arbor Mounted Cutter Allen Wrench Clamping Screw TORX PLUS® Wrench

M279... SW14,0 DIN 911 030.0516.T20P T20PQ

H14



PpesepoBaHUue 3yobLeB
Gear Milling Cﬁh HORN I]h)

MnactuHa RS279 a ™\

Insert

MpodhmnbHasn 3ybopesHasn pesa 4na LMNMHOPUYECKMX 3yO4aTbIX KOMec ¢
3BOJSIbBEHTHbIM 3auennennem cornacHo DIN 867, ncxogHei npocunb (3ybuaTon
pevikn) 1 cornacHo DIN 3972 gnsi yuctoBo 06paboTkuM, koadhhUUMEHT cMeLLeHns O
Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867

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

ans gpesbl
for Arbor mounted cutter

i Tvn M279
\ Type
R
; C
A =B OOWH psg B =B JBa psga
= single-row = wo-row
E L
o8 i
i 1o L i
S \ | {
L i
\Onopﬂaﬂ cTopoHa
Blockside
Yron gasnexHus 20°
Pressure angle 20°
O603Ha4yeHue Mogaynen 2 Z E, s t o z dopma 0
Part number Module Form §
RS279.3972.325.1 3,25 12 13 5,25 10,5 6,70 2 A A
RS279.3972.325.2 3,25 14 16 5,25 10,5 6,80 2 A A
RS279.3972.325.3 3,25 17 20 5,25 10,5 7,00 2 A A
RS279.3972.325.4 3,25 21 25 5,25 10,5 7,00 2 A A
RS279.3972.325.5 3,25 26 24 5,25 10,5 7,10 2 A A
RS279.3972.325.6 3,25 35 54 5,25 10,5 7,20 2 A A
RS279.3972.325.7 3,25 55 134 5,25 10,5 7,20 2 A A
RS279.3972.325.8 3,25 135 999 5,25 10,5 7,20 2 A A
RS279.3972.350.1L 3,50 12 13 5,25 10,5 7,35 2 B A
RS279.3972.350.1R 3,50 12 13 5,25 10,5 7,35 2 B A
RS279.3972.350.2L 3,50 14 16 5,25 10,5 7,45 2 B A
RS279.3972.350.2R 3,50 14 16 5,25 10,5 7,45 2 B A
RS279.3972.350.3 3,50 17 20 5,25 10,5 7,40 2 A A
RS279.3972.350.4 3,50 21 25 5,25 10,5 7,50 2 A A
RS279.3972.350.5 3,50 26 34 5,25 10,5 7,65 2 A A
RS279.3972.350.6 3,50 35 54 5,25 10,5 7,70 2 A A
RS279.3972.350.7 3,50 55 134 5,25 10,5 7,80 2 A A
RS279.3972.350.8 3,50 135 999 5,25 10,5 7,80 2 A A
A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTMBHOE NpUMeEHEHUe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I ¢ Hanaiikoin/Cermet / brazed/Cermet
Pa3smepbl ykasaHbl B MM. Mapku TBEpgoro cnnasa
Dimensions in mm Carbide grades
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PpesepoBaHUue 3yobLeB
Gear Milling Cﬁh HORN I]h)

MnactuHa RS279 a ™\

Insert

MpodhmnbHasn 3ybopesHasn pesa 4na LMNMHOPUYECKMX 3yO4aTbIX KOMec ¢
3BOJSIbBEHTHbIM 3auennennem cornacHo DIN 867, ncxogHei npocunb (3ybuaTon
pevikn) 1 cornacHo DIN 3972 gnsi yuctoBo 06paboTkuM, koadhhUUMEHT cMeLLeHns O
Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867

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

ans gpesbl
- —:i for Arbor mounted cutter
j R Tvn M279
. C Type
A =B 0AuH paa B =B gBa psga
= single-row = wo-row
L i
0 i
rII=] L
o | ! Yron gasnenus 20°

Pressure angle 20°
OnopHas cTopoHa
Blockside

O603Ha4yeHue Mogynen Z.o Z E, s b Z dopma 0
Part number Module Form §
RS279.3972.375.1L 3,75 12 13 5,25 10,5 7,80 2 B A
RS279.3972.375.1R 3,75 12 13 5,25 10,5 7,80 2 B A
RS279.3972.375.2L 3,75 14 16 5,25 10,5 7,85 2 B A
RS279.3972.375.2R 3,75 14 16 5,25 10,5 7,85 2 B A
RS279.3972.375.3L 3,75 17 20 5,25 10,5 8,00 2 B A
RS279.3972.375.3R 3,75 17 20 5,25 10,5 8,00 2 B A
RS279.3972.375.4L 3,75 21 25 5,25 10,5 8,10 2 B A
RS279.3972.375.4R 3,75 21 25 5,25 10,5 8,10 2 B A
RS279.3972.375.5 3,75 26 34 5,25 10,5 8,10 2 A A
RS279.3972.375.6 3,75 35 54 5,25 10,5 8,20 2 A A
RS279.3972.375.7 3,75 55) 134 5,25 10,5 8,30 2 A A
RS279.3972.375.8 3,75 135 999 5,25 10,5 8,35 2 A A
RS279.3972.400.1L 4,00 12 13 5,25 10,5 8,30 2 B A
RS279.3972.400.1R 4,00 2 13 5,25 10,5 8,30 2 B A
RS279.3972.400.2L 4,00 14 16 5,25 10,5 8,40 2 B A
RS279.3972.400.2R 4,00 14 16 5,25 10,5 8,40 2 B A
RS279.3972.400.3L 4,00 17 20 5,25 10,5 8,55 2 B A
RS279.3972.400.3R 4,00 17 20 5,25 10,5 8,55 2 B A
RS279.3972.400.4L 4,00 21 25 5,25 10,5 8,65 2 B A
RS279.3972.400.4R 4,00 21 25 5,25 10,5 8,65 2 B A
RS279.3972.400.5L 4,00 26 34 5,25 10,5 8,75 2 B A
RS279.3972.400.5R 4,00 26 34 5,25 10,5 8,75 2 B A
RS279.3972.400.6L 4,00 85) 54 5,25 10,5 8,80 2 B A
RS279.3972.400.6R 4,00 35 54 5,25 10,5 8,80 2 B A
RS279.3972.400.7 4,00 55) 134 5,25 10,5 8,80 2 A A
RS279.3972.400.8 4,00 135 999 5,25 10,5 8,90 2 A A

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OCHOBHOE NpuUMeHeHMe / recommended
0 AnbTepHaTUBHOE NpMMeHeHue / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIN CNNaB C NOKPbITUEM / coated grades
I ¢ Hanalikoi/Cermet / brazed/Cermet

Pa3smepbl ykasaHbl B MM. Mapku TBEépAOrO cnnasa
Dimensions in mm Carbide grades
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CDpe3b| AnA BbICOKUX noaad
High Feed Milling Cﬁh HORN I]h)

CTtpaHuua/Page

KoHueBas cpesa H20
End Mil

DSDS
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¢pe3bl AnA BbICOKUX noaad
High Feed Milling (ﬁh HORN I]h)

DS

KOHLUEBAA ®PE3A DSDS End Mill DSDS
@ pexyLien KpoMku 6 - 16 Mm Cuttingedge @6 -16 mm
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KoHueBas dopesa ¢ ABOUHLIM pagnycom
End Mill double radius (ph HORN pi»

PekomeHayeTcsa Ana o6paboTku ChipbIX cTaneun DSDS
Recommended material group Il - soft milling

4-x 3y6asi
4-fluted

[-~[0.005] A

de h5

[~10,01]AR

O6o3Ha4YeHne d, Mheo I8 d, d, l, Z a, N~
Part number $
|_

DSDS.4.06.63.06.08 6 0,8 15 54 6 63 4 0,4 A
DSDS.4.06.77.06.08 6 0,8 15 54 6 77 4 0,4 A
DSDS.4.08.63.08.10 8 1,4 20 7,2 8 63 4 0,5 A
DSDS.4.08.77.08.10 8 1,4 20 7,2 8 77 4 0,5 A
DSDS.4.10.77.10.15 10 2,0 25 9,0 10 77 4 0,7 A
DSDS.4.10.99.10.15 10 2,0 25 9,0 10 99 4 0,7 A
DSDS.4.12.77.12.15 12 2,1 30 10,8 12 77 4 0,8 A
DSDS.4.12.99.12.15 12 21 30 10,8 12 99 4 0,8 A
DSDS.4.16.77.16.20 16 2,8 40 14,4 16 77 4 1,0 A
DSDS.4.16.99.16.20 16 2,8 40 14,4 16 99 4 1,0 A
A co Cknapa /onstock A4 Hepnenu/ 4 weeks x [No 3anpocy / upon request

o OCHOBHOE NnpumeHeHwue / recommended

0 AnbTepHaTUBHOE NpUMeEHeHUe / alternative recommendation

- HENPUroAHbIN / not suitable

TBEPAbIV crnnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades

I ¢ Hanaiikoin/Cermet / brazed/Cermet

Pa3smepbl ykasaHbl B MM. Mapku TBEpLOrO cnnasa

Dimensions in mm Carbide grades

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request
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PpesepoBaHUue 3yobLeB

Gear Milling

(ph HORN i)

XBOCTOBWK (hpesbl
Milling shank

MDG

Pe>|<yu.|,a;| ronoBKa
Cutter Head

DGF/DGR/DGFF/
DGH/DGK/DGM/
DGRR/DGV

H22

CtpaHuua/Page
H24-H27

CrtpaHuua/Page
H28, H33

CtpaHunua/Page
H29

[T ]

G

CtpaHuua/Page
H30

H31

CtpaHuua/Page
H35



PpesepoBaHUue 3yobLeB
Gear Milling (ﬁh HORN I]h)

DG

®pesepHan cuctema DG Milling system DG

- ®pesepoBaHne OTBEPCTUI U NA30B - Centre cutting and groove milling
- CHaTHne hackn un ueHTpoBKa - Chamfering and centering

- [lpodhmnnbHOEe dpesepoBaHmne - Copy milling

- ®pe3sbl Ansa BbICOKUX nogad - High feed milling
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dpesepoBaHMe KaHaBOK Cﬁh HORN [il1)

Groove milling

XBocCcTOBUK hpe3bl MDG vl ~N

M"Img shank C BHYTpeHHUM nogsogom COX
with through coolant supply

XBoCTOBUK 87° - AOnd ncnonb3oBaHuA ¢ TepMonaTtpoHamMmu
Shank 87° - shrink fit

MaTtepunan xBocToBMKa: TBEpPAbIA CNnas

Material of shank: Carbide
Pemyu.l,aﬂ rorioBka

Cutter Head
|2
: Tvn DGK
o Type DGM
-..\87 DGF
Y ! DGR
o 2 DGRR
4 0 |8 ] DGFF
| ‘ DGH
S | DGV
| e 1 | DGVZ
O603Ha4yeHue d I, I, d; I,
Part number
MDG.10.0012.87.01.A 12 85 19,7 9,8 22
MDG.12.0016.87.01.A 16 100 23,1 1,7 42
MDG.16.0020.87.01.A 20 100 29,6 15,6 43
[pyrve pasmepsbl - No 3anpocy. Pasmepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm

Ha dpesepHbix xBocTtoBukax MDG10... pe3bba HE cermeHTuposaHa!

For toolholders MDG10... Please note the threads are NOT segmented.

3anacHble Yactu

Kntoun n npyHagnexHocT He BXOAAT B KOMMNIEKT NOCTaBKW M AOMKHbI 3aKasbiBaTbCa oTAENbHO. [logpobHyto nHdopmaumio
1 HeoOXxoAMMble MOMEHTbI 3aTSKKM CM. TEeXHUYecKkne pekomeHaaumm Ha cTp. H37.

Spare Parts
Wrenches and additional equipment are not combined with the milling shank. Separate order required! For more details and torque specifications please

see the technical data on page H37.
XBOCTOBUKM C NOBPEXAEHHBIM MTHE30M PEXYLLEN rOfOBKN MOIYTObITb BOCCTaHOBMEHbI B koMnaHun HORN .
Milling cutter shanks with damaged seating can be repaired by HORN.
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dpesepoBaHMe KaHaBOK Cﬁh HORN [il1)

Groove milling

XBocCcTOBUK hpe3bl MDG vl ~N

M"Img shank C BHYTpeHHUM nogsogom COX
with through coolant supply

XBocToBUK 89° - AN UICNONBb30BaHUSI C TEPMONATPOHaAMM
Shank 89° - shrink fit

MaTtepunan xBocToBMKa: TBEpPAbIA CNnas

Material of shank: Carbide
Pemyu.l,aﬂ rorioBka

Cutter Head
| |2 | Tvin DGK
=1 Type DGM
o DGF
- §9 ‘ | DGR
. J DGRR
ﬁ L gz o DGFF
8 S i DGH
! DGV
| DGVZ
3
|1
O6Go3Ha4yeHue d I, I, d; I,
Part number
MDG.10.0012.89.01.A 12 115 285 9,8 50
MDG.12.0016.89.01.A 16 140 28,8 1,7 75
MDG.16.0020.89.01.A 20 160 37,2 15,6 75
[Opyrue pasmepsl - No 3anpocy. Pasmepbl ykasaHbl B MM.

Further sizes upon request Dimensions in mm

Ha dpesepHbix xBocTtoBukax MDG10... pe3bba HE cermeHTuposaHa!

For toolholders MDG10... Please note the threads are NOT segmented.

3anacHble Yactu

Kntoun n npyHagnexHocT He BXOAAT B KOMMNIEKT NOCTaBKW M AOMKHbI 3aKasbiBaTbCa oTAENbHO. [logpobHyto nHdopmaumio
1 HeoOXxoAMMble MOMEHTbI 3aTSKKM CM. TEeXHUYecKkne pekomeHaaumm Ha cTp. H37.

Spare Parts
Wrenches and additional equipment are not combined with the milling shank. Separate order required! For more details and torque specifications please

see the technical data on page H37.
XBOCTOBUKM C NOBPEXAEHHBIM MTHE30M PEXYLLEN rOfOBKN MOIYTObITb BOCCTaHOBMEHbI B koMnaHun HORN .
Milling cutter shanks with damaged seating can be repaired by HORN.
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dpesepoBaHMe KaHaBOK Cﬁh HORN [il1)

Groove milling

XBocCcTOBUK hpe3bl MDG 7 N\

Mlllmg shank C BHYTpeHHUM nogsogom COX
with through coolant supply

XBocToBuk 90° - 4N UICNONb30BaHUSI C TEPMONATPOHaMM
Shank 90° - shrink fit

-

MaTtepunan xBocToBMKa: TBEpPAbIA CNnas

Material of shank: Carbide
Pemyu.l,aﬂ rorioBka

Cutter Head
|2 _ Tun DGK
e —— | B Type DGM
o o | DGF
Y =1 DGR
@‘E H DGRR
DGFF
I i DGH
I, DGV
DGVz
O603Ha4yeHue d I, I, d, Cuncrema
Part number System
MDG.10.0010.90.00.A 10 72,8 30,0 9,8 DG10
MDG.10.0010.90.01.A 10 101,8 56,8 9,8 DG10
MDG.12.0012.90.00.A 12 83,3 36,0 1,7 DG12
MDG.12.0012.90.01.A 12 114,3 59,3 1,7 DG12
MDG.16.0016.90.00.A 16 98,8 48,0 15,6 DG16
MDG.16.0016.90.01.A 16 129,8 64,8 15,6 DG16
MDG.20.0020.90.00.A 20 112,3 60,0 19,5 DG20
MDG.20.0020.90.01.A 20 150,3 70,3 19,5 DG20
Opyrne pasmepsbl - N0 3anpocy. Pa3mepbl ykasaHbl B MM.
Further sizes upon request Dimensions in mm

Ha dpesepHbix xBocToBukax MDG10... peabba HE cermeHTnpoBaHal

For toolholders MDG10... Please note the threads are NOT segmented.

3anacHble 4YacTtu

Kntoun n NPUHaANEeXXHOCTU HE BXOOAT B KOMMJIEKT NOCTAaBKN U OOJIKHbI 3aKa3blBaTbCA OTAEJIbHO. I'Ion,poﬁHyro VIH(*)OpMaLI,VIIO
1N He06X0AUMbIE MOMEHTLI 3aTSXKKM CM. TeXHU4Yeckne pekomeHgauum Ha cTp. H37.

Spare Parts

Wrenches and additional equipment are not combined with the milling shank. Separate order required! For more details and torque specifications please
see the technical data on page H37.

XBOCTOBMKN C NOBPEXAEHHLIM FTHE3A0M PeXyLLEN rofioBK1 MOryTbbiTb BOCCTaHOBMEHb! B komnaHum HORN .

Milling cutter shanks with damaged seating can be repaired by HORN.
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dpesepoBaHMe KaHaBOK Cﬁh HORN [il1)

Groove milling

XBocTOBUK (ppesbl MDG 4

Milling shank 6e3 COXK
no coolant supply —
XBocToBuk 90°- HE pEKOMEHAYETCS UCMOMb30BaTb C TEPMONATPOHaMM
Shank 90° - not recommended for shrinking \

MaTtepuan xBocToBuKa: ctanb
Material of shank: Steel

Pex(ymaﬂ ronoeka

|1 Cutter Head
— |2 -
~ = r/';li\ Twun DGK
S Type DGM
| e DGF
NSk ¢!
| DGRR
ke DGFF
Q |1 DGH
| e - DGV
.2 (2) DGVZ
o i
NSE 5
Sy
=7
Q|
O603Ha4yeHue d I, l, d, doépma
Part number Form
MDG.10.ST10.90.01.A 10 91,8 36,8 9,8 1
MDG.10.ST16.90.01.A 16 91,8 19,8 9,8 2
MDG.12.ST12.90.01.A 12 109,3 443 11,7 1
MDG.12.5T16.90.01.A 16 99,3 22,3 11,7 2
MDG.16.ST16.90.01.A 16 134,8 49,8 15,6 1
MDG.16.ST20.90.01.A 20 104,8 27,8 15,6 2
MDG.20.ST20.90.01.A 20 150,3 60,3 19,5 1
MDG.20.ST25.90.01.A 25 110,3 33,3 19,5 2
Opyrne pasmepsbl - N0 3anpocy. Pa3mepbl ykasaHbl B MM.
Further sizes upon request Dimensions in mm

Ha dpesepHbix xBocToBukax MDG10... peabba HE cermeHTnpoBaHal

For toolholders MDG10... Please note the threads are NOT segmented.

3anacHble 4YacTtu

Kntoun n NPUHaANEeXXHOCTU HE BXOOAT B KOMMJIEKT NOCTAaBKN U OOJIKHbI 3aKa3blBaTbCA OTAEJIbHO. I'Ion,poﬁHyro VIH(*)OpMaLI,VIIO
1N Heo6X0aUMbIE MOMEHTLI 3aTSXKKM CM. TeXHU4Yeckne pekomeHgauum Ha ctp. H37.

Spare Parts

Wrenches and additional equipment are not combined with the milling shank. Separate order required! For more details and torque specifications please
see the technical data on page H37.

XBOCTOBMKU C NOBPEXAEHHLIM FTHE3A0M PeXyYLLEN rofioBK1 MOryTbbiTb BOCCTaHOBMEHb! B komnaHum HORN .

Milling cutter shanks with damaged seating can be repaired by HORN.
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dpesepoBaHMe yCTYNOB U Na3oB Cﬁh HORN i)

Corner and Groove Milling

PexyLian ronoBka DGF 4 - N\
Cutter Head

o

PexyLuas ronoska ¢ gackomn
Cutter head with corner chamfer

. 4

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun MDG
|2 Type

'D‘_ Scs
) ©

SW

bX4-50 pexyLias Kpomka ¢
nepekpbITMeM LeHTpa
face cutting edge cutting

[Noka3aHo npaBoe UCnoriHeHne
across centre

Picture = right hand cutting version

O6Go3HauyeHune Cucrtema SW Z d, d, l, I, b o
Part number System g

<
DGF.3.10.1000.02.00 DG10 8 3 10 9,8 16,8 55 0,20 A
DGF.3.12.1200.02.00 DG12 10 3 12 11,7 19,3 6,5 0,20 A
DGF.4.16.1600.02.00 DG16 13 4 16 15,6 24,8 8,5 0,20 A
DGF.4.20.2000.03.00 DG20 17 4 20 19,5 30,3 12,0 0,25 A

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
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CHsTue chacku Cﬁh HORN fil1)

Chamfering
PexyLllian ronoBka DGFF / ™\
Cutter Head
—J
L
Yron cpacku Angle of chamfer 45 °
. J
Ons ope3epHOro XBOCToBMKA
for Milling shank
|3
Tun MDG
| Type
2
/\ S,
W )
Al o = - O 'g
Q Q

SW

pexyLas KpoMka 6e3
nepeKkpbiTna LeHTpa
MokasaHo nNpaBoe UCMOMHeHVe not face cutting
Picture = right hand cutting version

O603Ha4yeHue Cucrtema SW z Ds d, l, l, d, o
Part number System %

<
DGFF.3.10.45.00 DG10 8 3 10 9,8 16,8 4,0 2 A
DGFF.3.12.45.00 DG12 10 3 12 11,7 19,3 50 2 A
DGFF.3.16.45.00 DG16 13 3 16 15,6 24,8 7,0 2 A
DGFF.4.10.45.00 DG10 8 4 10 9,8 16,8 4,5 1 A
DGFF.4.12.45.00 DG12 10 4 12 11,7 19,3 55 1 A
DGFF.6.16.45.00 DG16 13 6 16 15,6 24,8 7,5 1 A

A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE NpumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHNe / alternative recommendation
- HEMPUroZHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMNaB C MNOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpPLOrO cnnasa
Dimensions in mm Carbide grades
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¢pe3bl AnA BbICOKUX noaad
High Feed Milling Cﬁh HORN I]h)

PexyLian ronoBka DGH 4 ™\
Cutter Head

O
PexyLuas ronoska ¢ pagmycom mﬂ
Cutter head with corner radius K /

Ons ope3epHOro XBOCToBMKA
for Milling shank

3 Tun MDG
| Type

]

SW

theo
pexyLias Kpomka 6e3
nepexkpbITUA LeHTpa
face cutting edge not cutting

[MokasaHo npaBoe McnonHeHne across centre

Picture = right hand cutting version

O6Go3Ha4yeHue Cuctema SW VA d; d, I, l, I o
Part number System g

<
DGH.4.10.1000.00 DG10 8 4 10 9,8 16,8 0,7 1,07 A
DGH.4.12.1200.00 DG12 10 4 12 11,7 19,3 0,8 1,18 A
DGH.4.16.1600.00 DG16 13 4 16 15,6 24,8 1,0 1,38 A
DGH.4.20.2000.00 DG20 17 4 20 19,5 30,3 1,2 1,96 A

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
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MpodmnbHoe ppesepoBaHne
Copy Milling (ph HORN piD)

Pexywas ronoBka DGK ' N\
Cutter Head —

LLlapoBas copesa 180°
Ballnose milling head 180°

. 4

Ons ope3epHOro XBOCToBMKA
I for Milling shank

| Tun MDG
2 Type

o a= ) i
Q

od,

SW

r pexyLiaa Kpomka ¢
nepekpbITMeEM LeHTpa
face cutting edge cutting

[MokasaHo npaBoe McnonHeHne across centre

Picture = right hand cutting version

O603Ha4yeHue Cucrema SW Z d, d, r l, I, o
Part number System %
<

DGK.2.10.1000.00 DG10 8 2 10 9,8 5 16,8 5,5 A
DGK.2.12.1200.00 DG12 10 2 12 1,7 6 19,3 6,5 A
DGK.2.16.1600.00 DG16 13 2 16 15,6 8 24,8 8,5 A
DGK.2.20.2000.00 DG20 17 2 20 19,5 10 30,3 12,0 A
DGK.4.10.1000.00 DG10 8 4 10 9,8 5 16,8 585) A
DGK.4.12.1200.00 DG12 10 4 12 1,7 6 19,3 6,5 A
DGK.4.16.1600.00 DG16 13 4 16 15,6 8 24,8 8,5 A
DGK.4.20.2000.00 DG20 17 4 20 19,5 10 30,3 12,0 A
A co Cknapa /onstock A4 Hepnenu/ 4 weeks x [No 3anpocy / upon request

o OcHOBHOE npumeHeHwue / recommended

0 AnbTepHaTMBHOE NpUMeEHeHUe / alternative recommendation

- HENPUroAHbIN / not suitable

TBEPAbIN cnnae 6e3 NoKpbITUS / uncoated grades
TBEPAbIN CNNaB C NOKPbITUEM / coated grades

I ¢ Hanawvikon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM. Mapku TBEépAOrO cnnasa

Dimensions in mm Carbide grades
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dpesepoBaHMe yCTYNOB U Na3oB Cﬁh HORN i)

Corner and Groove Milling

PexyLian ronoBka DGM e - N\
Cutter Head

°(

MHorosy6asi
multiple fluted

. 4

Ons ope3epHOro XBOCToBMKA
for Milling shank

3 Tvn MDG
I Type
___2r
—
h ("‘)
© o ©
Q Q
r SW pexyLias Kpomka 6e3
nepekpbITna LeHTpa
face cutting edge not cutting
[MokasaHo npaBoe McnonHeHne across centre
Picture = right hand cutting version

O603Ha4yeHue Cuctema SW z d, d, r I, l, o
Part number System g

<
DGM.7.10.1000.02.0 DG10 8 7 10 9,8 0,2 16,8 55 A
DGM.7.10.1000.10.0 DG10 8 7 10 9,8 1,0 16,8 55 A
DGM.7.12.1200.02.0 DG12 10 7 12 1,7 0,2 19,3 6,5 A
DGM.7.12.1200.10.0 DG12 10 7 12 1,7 1,0 19,3 6,5 A
DGM.9.16.1600.02.0 DG16 13 9 16 15,6 0,2 24,8 9,0 A
DGM.9.16.1600.10.0 DG16 13 9 16 15,6 1,0 24.8 9,0 A
DGM.9.20.2000.02.0 DG20 17 9 20 19,5 0,2 30,3 11,0 A
DGM.9.20.2000.10.0 DG20 17 9 20 19,5 1,0 30,3 11,0 A

A co Cknapa /onstock A4 Hepnenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTMBHOE NpUMeEHeHUe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NoKpbITUS / uncoated grades
TBEPAbIN CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM. Mapku TBEépAOrO cnnasa
Dimensions in mm Carbide grades
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dpesepoBaHMe yCTYNOB U Na3oB (ﬁh HORN i)

Corner and Groove Milling

PexyLiasa ronoBka DGR -~ | N\
Cutter Head

°(

PexyLuas ronoska ¢ pagmycom
Cutter head with corner radius

. 4

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun MDG
| Type

T N
S

ad,

pexyLiaa Kpomka ¢
r nepekpbITMeEM LeHTpa
face cutting edge cutting

[MokasaHo npaBoe McnonHeHne across centre

Picture = right hand cutting version

O603Ha4yeHue Cucrema SW VA d; d, r l, l, o
Part number Cuctema %

<
DGR.3.10.1000.05.00 DG10 8 8 10 9,8 0,5 16,8 55 A
DGR.3.10.1000.10.00 DG10 8 3 10 9,8 1,0 16,8 55 A
DGR.3.12.1200.05.00 DG12 10 8 12 11,7 0,5 19,3 6,5 A
DGR.4.10.1000.05.00 DG10 8 4 10 9,8 0,5 16,8 55 A
DGR.4.10.1000.10.00 DG10 8 4 10 9,8 1,0 16,8 55 A
DGR.4.12.1200.05.00 DG12 10 4 12 1,7 0,5 19,3 6,5 A
DGR.4.12.1200.10.00 DG12 10 4 12 11,7 1,0 19,3 6,5 A
DGR.5.16.1600.05.00 DG16 13 5) 16 15,6 0,5 24,8 8,5 A
DGR.5.16.1600.10.00 DG16 13 5 16 15,6 1,0 24,8 8,5 A
DGR.5.16.1600.15.00 DG16 13 5) 16 15,6 1,5 24,8 8,5 A
DGR.5.16.1600.20.00 DG16 13 © 16 15,6 2,0 24,8 8,5 A
DGR.5.20.2000.05.00 DG20 17 5) 20 19,5 0,5 30,3 12,0 A
DGR.5.20.2000.10.00 DG20 17 5 20 19,5 1,0 30,3 12,0 A
DGR.5.20.2000.15.00 DG20 17 5 20 19,5 1,5 30,3 12,0 A
DGR.5.20.2000.20.00 DG20 17 5) 20 19,5 2,0 30,3 12,0 A

A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE NpumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHue / alternative recommendation
- HENPUrOAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMnaB C MNOKPbITMEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpLOrO cnnasa
Dimensions in mm Carbide grades
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YepHoBoe chpe3epoBaHuMe
Roughing End Milling (ph HORN piD

Pexywas ronoBka DGRR ~ ™\
Cutter Head

PexyLuas ronoska ¢ gackomn
Cutter head with corner chamfer

. _4

Ons ope3epHOro XBOCToBMKA
for Milling shank

%] Tvn MDG
| Type
*42'*
-1
- _Om
e 48R
Q Q
bx45° SW
pexyLas KpoMka C
nepekpbiTuemM LeHTpa
face cutting edge cutting
[MokasaHo NpaBoe NcnonHeHne across centre
Picture = right hand cutting version

O603Ha4yeHue Cucrema SW VA d; d, I, I, b o
Part number System g

<
DGRR.3.10.1000.00 DG10 8 3 10 9,8 16,8 55 0,3 A
DGRR.3.12.1200.00 DG12 10 3 12 11,7 19,3 6,5 0,5 A
DGRR.4.10.1000.00 DG10 8 4 10 9,8 16,8 5,5 0,3 A
DGRR.4.12.1200.00 DG12 10 4 12 1,7 19,3 6,5 0,5 A
DGRR.5.16.1600.00 DG16 13 5 16 15,6 24,8 8,5 0,5 A
DGRR.5.20.2000.00 DG20 17 5 20 19,5 30,3 12,0 0,5 A

A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE NpumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHNe / alternative recommendation
- HEMPUroZHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMNaB C MNOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpPLOrO cnnasa
Dimensions in mm Carbide grades
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Ppe3epoBaHMe CKPYrneHU Cﬁh HORN fil1)

Corner Rounding

PexyLian ronoBka DGV s ~
Cutter Head u—
-
BorHyTbIi pagunyc Radius concave 0,2-3 mm
\ /

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tvn MDG
50 Type

@Ds
od,

] 5
%’E
od,

pexyLas KpoMka 6e3

NepPEKpbITUS LIeHTpa
MokasaHo nNpaBoe UCMOMHeHVe not face cutting
Picture = right hand cutting version

O603Ha4yeHue Cuctema SW VA Ds d, r l, d, o
Part number System %

<
DGV.4.10.R020.00 DG10 8 4 10 9,8 0,20 16,8 8,6 A
DGV.4.10.R050.00 DG10 8 4 10 9,8 0,50 16,8 8,0 A
DGV.4.10.R100.00 DG10 8 4 10 9,8 1,00 16,8 7,0 A
DGV.4.10.R125.00 DG10 8 4 10 9,8 1,25 16,8 6,5 A
DGV.4.10.R150.00 DG10 8 4 10 9,8 1,50 16,8 6,0 A
DGV.4.10.R200.00 DG10 8 4 10 9,8 2,00 16,8 50 A
DGV.4.10.R250.00 DG10 8 4 10 9,8 2,50 16,8 4,0 A
DGV.4.10.R300.00 DG10 8 4 10 9,8 3,00 16,8 3,0 A

A co Cknapa /onstock A4 Hepnenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTMBHOE NpUMeEHeHUe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NoKpbITUS / uncoated grades
TBEPAbIN CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
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Pexumbl pesaHus
Cutting data Cﬁh HORN I]h)

PekomeHayemasi CkopocTb pesaHust
recommended cutting speeds

Marepuar TBEpAOCTE  (peseposatme ®dpeaepoBatme peaepoBaHme MpodouribHoe
Material Hardness Brinell ycTynos YCTYnoB nasos hpe3sepoBaHie
(HB) Shoulder milling Shoulder milling Groove milling Copy milling
ap<0,5xDs ap<0,5xDs ap<0,5xDs ap<0,02xDs
a,<0,3xDs ae<‘|,0xDs*
a a a

v, (m/min) v, (m/min)
P 0,2%C 140 250 180
gg:&;:]ogl:;ﬁﬂ cranb 04% C 180 220 160 140 320
0,6% C 200 200 140 130 300
OTOMOKEHast
TNerupoBaHHas ctanb led 180
Alloyed steel — 200 150 130 280
3aKanka
280
quenched
BbIcoKonerposaHHast OTOXOKeHas 200
cTanb el 140 100 90 180
highoalloyed steel 3aKaneHHas
(>5%) hardened
HemnervpoBaHHoe 180
lloyed
CranbHoe nuTbe UiElopE 170 130 120 280
Cast steel nernpoBaHHoe 220
alloyed
M MapTeHCUTHas,
eppuUTHas 200
HepageloLuast cTank ?ar?eemsmc ferritic 150 90 80 180
Stainless steel -
ayCTeHUTHas 180
austenitic
C HW3KMM Npesernom
TeKy4ecTi 180
gyry.H low tensile strength 230 190 170 280
ast iron C BbICOK/M Npefenom
TeKy4ecTn 250
high tensile strength
UyryH co ?)Q?pMTHbIVI 160
ctheponanbHbIM ENG . 220 160 140 300
rpajutom ) NEPNUTHBINA 250
Spheroidal graphite cast iron peritic
heppUTHbIN 125
KoBKui uyryH feritic 220 160 140 320
Malleable cast iron NePAUTHbIA
” 225
perlitic
N B MOCTaBKe 30-80
Crinasbl anioMuHus not heat treatable [10 MaKe [10 MaKc [10 MaKc [10 MaKe
Al-alloy VIPOYHEHHbIE 80-120 up to max. up to max. up to max. up to max.
heat treatable
B NOCTaBKe 80
not heat treatable
'/&\IJ'I}OIVtIVI“VIeBOG nmTbe 600 200 180 600
Rezgelloy YNPOYHEHHbIE 100
heat treatable
B MOCTaBKe 90
not heat treatable
gl'lﬂaBbI”Me,U,Vl 600 200 180 600
Yrparele) YNPOYHEHHbIE 100
heat treatable
S OTONOKEHbI 200
YKaponpouHbIii crinas 2TEE B 80 60 50 80
Heat resistant alloy (Fe) 3aKaneHHbIN 275
hardened
OTOMOKEHbIN
250 45 35
YKaponpouHIii crinas ETEE B 30 60
Heat resistant alloy (Ni, Co)  savanenmbiit
350 25 25

hardened
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TexHn4Yeckue pekomeHgauum Cﬁh HORN fill)

Technical Information

MomeHTbI 3aTshKKK
Torque for setting

Cuctema MomeHT 3aTshkku  Pasmep raeyHoro  KoMOBUHMpPOBaHHbIN [MHaMoOMeTpUYECKMNI raeYHbI KoY
System Torque for setting Kroya KIroY Torque wrench
Nm Wrench size Combination wrench
sw MpuMeHeHMe [nanasoH AN Menkmx
P nN3MepeHni cepuii
Application Effective range  for small series
DG10 10 8 S.DG1012 D.DG1001 D0525VK
’ 5-25Nm
DG12 14 10 D.DG1201 D1050VK
10 - 50 Nm
DG20 35 17 EIEGranii i

PykoBoacTBo Mo cbopke

1. OunCTUTL NOCa0YHOE THE3O0 B XBOCTOBUKE M OTBETHYIO HaCTb B PEXYLLEN FONOBKE.

2. 3axkaTb XBOCTOBMK (hpe3 B MPUCNOCOBIEHNN.

3. HaHectu cmasky B ob6rnacti pe3bbbl, KOHYCHOW U NIOCKON KOHTAKTHON NOBEPXHOCTW PEXYLLEN FOIOBKM.

4. BCTaBUTb PEXYLLYHO FONMOBKY B XBOCTOBUK B COOTBETCTBUW C MapKMPOBKOW U BPYYHYHO NOBEPHYTL ee -OcTopokHO!
OnacHocTb TpaBMUpoBaHus!

5. 3aTsHyTb pexyLLyo rofnoBKy B XBOCTOBUKE C COOTBETCTBYHOLLMM MOMEHTOM 3aTSPKKW, UCTIONb3YS
OVHaMOMETPUYECKUI raeyHbIiA KoY.

Mprmeyanus:

Vcnonb3oBaHue cmasku CHKaeT TPeHVe MexXay PEXYLLEN rofioBKOM 1 XBOCTOBUKOM. [INs AOCTWPKEHUST BbICOKON
TOYHOCTVM MO paguanbHOMy 1 TOpLEBOMY BeHMI0 HeOGXOAMMO crieauTb, YTOObl MHTEPdENC COeQNHEHUST peXyLLE
FOMOBKM C XBOCTOBUKOM ObIfT YUCTLIM BO BPEMS COOPKW. 3aTsKa pexyLLMX FOfIOBOK C UCMONb30BaHWEM NpeanMcaHHoro
MOMEHTa rapaHTUpyeT NpaBunbHYH UKCaLuio.

Assembly instruction

1. Remove any dirt from the interface and seating surface of the milling cutter shank and Cutter Head.
2. Grip milling cutter shank in jig.
3. Apply lubricant sparingly to thread, taper and seat surface of Cutter Head.
4. Insert Cutter Head into shank and clamp it manually according to mark.
Attention: risk of injury!
5. Tighten Cutter Head in milling cutter shank with a torque wrench, using the recommended torque.

Note:
The use of lubricant reduces friction between Cutter Head and tool holder. For optimum radial and axial run-out precision it is crucial that interfaces and seat
surfaces are clean. Applying the recommended tightening torque for gripping Cutter Heads guarantees the correct insert fit.
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PpesepoBaHUue 3yobLeB

Gear Milling

(ph HORN i)

®pesa ¢ pe3b6oBbIM

XBOCTOBUKOM
Screw-in cutter

DAHM25

XBOCTOBWK (ope3bl
Milling shank

DAHM25

CMeHHas nnactuHa
Indexable insert

DAH25

H38
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PpesepoBaHUue 3yobLeB
Gear Milling (ﬁh HORN I]h)

DAH

Ppe3bl AnA BbICOKMX noaay High feed milling
cucrtema DAH25 System DAH25

H39



CDpe3b| AnA BbICOKUX noaad
High Feed Milling Cﬁh HORN I]h)

Ppe3a c pe3L60BbLIM DAHM25 7 N

XBOCTOBUKOM
Screw-in cutter l

@ pexyLuen KpoMKM Cutting edge @ 12-25 mm

. /

MaTepman XBOCTOBMKa: CTallb

Material of shank: Steel .
Ana CMeHHOU nNnacTUHbl

for Indexable insert

Tun DAH25

[ Type
P Y g
T | T | T
[SH SRS
||
|1
noaxoauT Ans
xBocToBuka tun MD
suitable for Shank Type MD
O6Go3Ha4yeHue Z Ds I, l, d; a, d, d,
Part number
DAHM.25.012.M062.02 2 12 26 13,5 11 1 M6 11,5
DAHM.25.016.M083.02 2 16 39 20,5 13 1 M8 15,4
DAHM.25.016.M083.03 3 16 39 20,5 13 1 M8 15,4
DAHM.25.020.M104.03 3 20 45 25,5 18 1 M10 19,0
DAHM.25.025.M125.04 4 25 50 28,0 21 1 M12 24,0
[Opyrve pasmepsbl - Mo 3anpocy. Pasmepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm

MOMEHT 3aTsKKM BUHTOB CM. TEXHUYECKME PEKOMEHOALINN.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu

Spare Parts
®pesa c pe3b60BbIM XBOCTOBMKOM | 3axkuMHoM BUMHT | Kntoy Tun TORX PLUS®
Screw-in cutter Clamping Screw TORX PLUS® Wrench
DAHM.25.012.M062.02 030.2547.T8P T8PL
DAHM.25.... 030.2553.T8P T8PL
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¢pe3bl AnA BbICOKUX noaad
High Feed Milling Cﬁh HORN I]h)

XBocTOBUK pesbl DAHM25 al l N\
Milling shank

@ pexyLuen KpoMKM Cutting edge @ 12-25 mm

. /

MaTepman XBOCTOBMKa: CTallb

Material of shank: Steel .
Ana CMeHHOU nNnacTUHbl

for Indexable insert

Tun DAH25

DIN1865B Type
7
(e} i
5 '
Q
a
£
I2 |3
|1
O6Go3Ha4yeHue Z Ds d I, I, d; I, a,
Part number
DAHM.25.012.D122.02 B 2 12 12 61,5 15 11,0 45 1
DAHM.25.016.D163.03.B 3 16 16 69,5 20 14,5 48 1
DAHM.25.020.D204.03B 3 20 20 76,5 25 18,0 50 1
DAHM.25.025.D255.04.B 4 25 25 85,5 28 23,0 56 1

Pa3mepbl ykazaHbl B MM.
Dimensions in mm

MOMEHT 3aTsKKM BUHTOB CM. TEXHUYECKME PEKOMEHOALNN.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu

Spare Parts
XBocToBuUK hpe3bl 3axumHon BUHT | Knroy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
DAHM.25.012.D122.02 B 030.2547.T8P T8PL
DAHM.25.... 030.2553.T8P T8PL
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CDpe3b| AnA BbICOKUX noaad
High Feed Milling Cﬁh HORN I]h)

XBocTOBUK dppe3bl DAHM25 vl ~N

Milling shank

@ pexyLuen KpoMKM Cutting edge @ 12-25 mm

. /

MaTepuan XxBoCToBMKa: CTanb (He PeKOMEeHAYEeTCH UCMOMb30BaHMe C
TepmonaTpoHamu)

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

for Indexable insert

Tun DAH25

DIN18358B Type
J.r‘
= 7 i
-gF ’ _ofa
=y
aP
i [2 3 o Ds
=g — — e -—
1
O603Ha4yeHue VA Ds d l, l, d, I8 a,
Part number
DAHM.25.012.D124.02B 2 12 12 82,5 36 11,5 45 1
DAHM.25.016.D165.02B 2 16 16 97,5 48 15,4 48 1
DAHM.25.016.D165.03B 3 16 16 97,5 48 15,4 48 1
DAHM.25.020.D206.03B 3 20 20 11,5 60 19,0 50 1
DAHM.25.025.D257.04B 4 25 25 132,5 75 24,0 56 1
[pyrve pa3mepsbl - MO 3anpocy. Pasmepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm

MOMEHT 3aTsKKM BUHTOB CM. TEXHUYECKME PEKOMEHAALNN.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu

Spare Parts
XBocToBuUK hpe3bl 3axumHon BUHT | Knroy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
DAHM.25.012.D124.02B 030.2547.T8P T8PL
DAHM.25.... 030.2553.T8P T8PL
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¢pe3b| AnA BbICOKUX noaad
High Feed Milling (ﬁh HORN I]h)

CmeHHast nnacTuHa DAH 25 - N

Indexable insert

my6buHa pesaHus oo Depth of cut up to 1 mm

- J

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun DAHM25

Type

O603Ha4yeHue a, a h r.

Part number

DAH.25.011.D.04 1 4.4 2,6 0,4

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwne / recommended
0 AnbTepHaTUBHOE NpMMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable

TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades

[0 TBEépAbIV cnnaB C NOKPbITMEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. . Mapku TBEpAOrO cnnasa
Dimensions in mm TeopeTuieckuil paiyc 3akpyrneHus yrna Carbide grades

r,, = 3anporpamMmupoBaHHslit paanyc
(QaxTyeckuit KoHyTp no aanpocy!

theoretical corner radius r,= programming radius
actual outline upon request!
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Popmynbl pacyeta cuctema DAH25
Formulas System DAH25 Cﬁh HORN I]h)

Z = KonwuyecTBo 3ybbeB
Number of teeth

d_. =[encTBuTenbHbI AMaMeTp OKPYXXHOCTU pe3aHmns
effective cutting edge @

v+ 1000
n = O060poTbl WNUHAENS n="q g [1/min]
Revolutions eff
deff *Tmen .
v, = CKopOCTb pesaHus Ve 71000 [m/min]
Cutting speed
Vf
f = Mopava Ha 3y6 f,= 75 [mm]
Feed/tooth
Vv, = MvHyTHasa nogava v.=Ff «Z+n [mm/min]
Feed rate
a,*a v _
Q = O6beM CHMMaEMOWN CTPYXKKM Q= 1000 [cm3/min]
(Npon3BOANTENBHOCTD)

Material removal rate

Ons onpepgerneHnda 4actoTtbl BpalweHuna ¢

MonpaBoYHbIN
CKOPOCTU pe3aHnd pacyeT 4OSMKEH BbIMOMHATLCS

N KoacpcpunumeHT
C ydeToMm [OencTtBuTeribHOro AguamMeTpa deff' Correction value
OH BbIMUCNSETCA B 3aBUCUMMOCTU OT FJ'Iy6VIHbI
pesaHunsa ap, AuameTpa OKpY>KHOCTU pesaHus Ds a_[mm] K_ [mm]
1 nonpaeo4Horo koadpduumerTa K. P 01 ° 53
dgs = Kp + (Ds - 12) 0,2 6,5
The effective cutting diameter d_. must be calculated to 0.3 7.4
obtain the correct RPM and the cutting feed. 0,4 8,1
The effective cutting diameter is calculated using the 0,5 8.8
following values and formula.
a = depth of cut 0.6 9,4
Ds = cutter diameter 0,7 10,0
K, = from Correction value chart 0,8 10,5
e = Ky + (Ds - 12) 0,9 11,0

1,0 12,0

H44



Pexunmbl pesaHna cuctema DAH25
Cutting Data System DAH25 Cﬁh HORN I]h)

ISO Marepwuan Teepagocte  [Nogava Ha 3y6 f, (Mm) CkopocTb pesaHusi
Material Hardness HB  Feed/tooth f, (mm) Cu(ttir;g §;;eed
v_(m/min
P HenerwposaHhas cTanb 125 06~18 200 - 300

unalloyed steel

HenernmposaHHas ctanb 190 06~18 200 - 300

unalloyed steel

Hu3konernpoaHHas cTans 200 06~16 180 - 300
low alloyed steel 2 2

HuakonervposaHHast cTanb 300 06~16 160 - 280

low alloyed steel

BbicokonermpoBaHHas cTanb 200 05~15 150 - 250
high alloyed steel ’ ’

M Hepxasetowas crans
MapTeHCUTHas 240 06~15 140 - 220
Stainless steel martenistic

HepxagetoLLas cTarnb

ayCTEHUTHas 180 05~12 120 - 200
Stainless steel austenitic

KoBkuit YyryH (peppuTHBbIN 130 06~18 160 - 280
Malleable cast iron ferritic ’ ’

KOBKMI1 4yryH nepnuTHbIN 230 06~15 150 - 250

Malleable cast iron perlitic

YyryH co ccheporaansHbim

rpaduToM PepPUTHbIA/MEPIUTHBIN 180 06~15 150 - 250
Spheroidal graphite ’ ’
cast iron ferritic/perlitic

YyryH co ccheponganbHbiM

rpacduToM NepnmUTHBINA 260 06~15 140 - 240
Spheroidal graphite cast iron perlitic
EYW” . 160 0,6~22 180 - 320
rey cast iron
N CnnaBbl antoMUH1s! 90 08~25 1000 - 1500
Al-alloys ’ ’

3anporpaMMUpoOBaHHbIN paguyc u

Yron norpyxeHus OTKINOHeHue
Diving angle Programming radius and difference
& (mm) Yron norpy>eHus (°) r,,(mm) MaKC. OTKIIOHEeHWE (MM)
Diving angle (°) max. difference (mm)
12 6,5 1,4 0,61
16 2,5
20 1,5

25 1,0

TeopeTtunyeckuii pagnyc
3aKkpyrrneHus yrmar,

= 3anporpaMmMupoBaHHbIN paguyc
theoretical corner radius r,

= programming radius

\

MaKC. OTKIOHEHne
max. difference
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®dpesepoBaHue 3y6bLeB Cﬁh HORN i)

Gear Milling
dpesa ¢ pe3bboBbIM
XBOCTOBWUKOM EQ/
Screw-in cutter
DAHM37 =
CtpaHuua/Page

H48

XBOCTOBWK (ope3bl
Milling shank

DAHM25

H49

HacagHas dpesa
Arbor Mounted Cutter

DAHM37
CtpaHunua/Page
H50
CMeHHas nnacTtuHa
Indexable insert
DAH37
CtpaHuua/Page
H51
CrtpaHuua/Page
H52
XBOCTOBUK
Adaptor
MD
CrtpaHuua/Page
H55-H56
MNepexogHuk T
I:Aegucer EEE§=E=5
CTtpaHuua/Page
H57
Yanuuutenb
Extension
MD
CtpaHuua/Page
H58
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PpesepoBaHUue 3yobLeB
Gear Milling (ﬁh HORN I]h)

DAH37

Ppe3bl AnA BbICOKMX noaay High feed milling
cuctema DAH37 System DAH37
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¢pe3bl AnA BbICOKUX noaad
High Feed Milling Cﬁh HORN I]h)

®pe3sa ¢ pe3bL60oBbLIM DAHM37

XBOCTOBUKOM
Screw-in cutter

@ pexyLuen KpoMKM Cutting edge @ 20-40 mm

MaTepman XBOCTOBMKa: CTallb

Material of shank: Steel .
Ana CMeHHOU nNnacTUHbl

for Indexable insert

Tun DAH37

] i Type
Ni <t Gt
— = HO | O |T
S * SHRS
| |
@ Ds
L
noaxoauT Ans
xBocToBuka Tun MD
suitable for Shank Type MD
O6Go3Ha4yeHue VA Ds I, I, d; a, d, d, SW
Part number
DAHM.37.020.M104.02 2 20 45 25 19 1,2 M10 18 15
DAHM.37.025.M125.03 3 25 52 30 24 1,2 M12 21 17
DAHM.37.032.M166.04 4 32 58 35 31 1,2 M16 29 24
DAHM.37.040.M166.05 5 40 58 35 39 1,2 M16 29 24

Pasmepbl ykaszaHbl B MM.
Dimensions in mm

MowmeHT 3atarmBaHus BuHTa - 030.3070.T10P = 3.4 Hm
Torque specification of the screw 030.3070.T10P = 3,4 Nm.

3anacHble YacTtu

Spare Parts
®pesa c pe3b60BbIM XBOCTOBMKOM | 3axkuMHoM BUHT | Kntoy Tun TORX PLUS®
Screw-in cutter Clamping Screw TORX PLUS® Wrench
DAHM... 030.3070.T10P T10PL

H48



CDpe3b| AnA BbICOKUX noaaY

High Feed Milling

(ph HORN i)

XBocToBUK pe3bl

Milling shank

@ pexyLuen KpoMKM

MaTepman XBOCTOBMKa: CTallb

Material of shank: Steel

Cutting edge @

DAHM37

DIN1835B
g
P i
£ 2
ISP P | I
Q
'
l, |
O6Go3Ha4yeHue Z Ds d
Part number
DAHM.37.020.D204.02B 2 20 20
DAHM.37.025.D255.03B 3 25 25
DAHM.37.032.D326.04B 4 32 32
DAHM.37.040.D326.05B 5 40 32

MowmeHT 3atarmBaHus BuHTa - 030.3070.T10P = 3.4 Hm
Torque specification of the screw 030.3070.T10P = 3,4 Nm.

3anacHble YacTu
Spare Parts

XBocToBUK hpe3bl
Milling shank

DAHM...

20-40 mm

87
101
111
111

3axumHou BUHT | Knrou Tun TORX PLUS®

Clamping Screw
030.3070.T10P

TORX PLUS® Wrench
T10PL

34
41
47
47

/

-

~

anda CMEHHOW MnacTuHbI
for Indexable insert

Tun
Type

19
24
31
39

DAH37

3

50
56
60
60

g

1,2
1,2
1,2
1,2

Pasmepbl ykaszaHbl B MM.
Dimensions in mm
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¢pe3bl AnA BbICOKUX noaad
High Feed Milling Cﬁh HORN I]h)

Ppesa DAHM37

Milling cutter

@ pexyLuen KpoMKM Cutting edge @ 40-80 mm

®pesa no DIN 8030-A

Arbor mounted cutter as per DIN 8030-A .
Ana CMeHHOU nNnacTUHbl

for Indexable insert

h2
C Tvn DAH37
Type
[To] B o~ X
o] 0] T T
Q | | [ SIS
7 2.7
|
a | 2
h
[NokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O603Ha4yeHue Z Ds a, h, h d, d, l, b C d,
Part number
DAHM.37.040.A1635.05 40 1,2 34,4 35 16,0 33 22 8,4 5,6 16

DAHM.37.050.A2235.06
DAHM.37.063.A2240.07
DAHM.37.063.A2740.07
DAHM.37.080.A3245.08

50 1,2 39,4 40 19,5 41 24 10,4 6,3 22
63 1,2 39,4 40 19,5 49 24 10,4 6,3 22
63 1,2 44,4 45 21,5 49 27 12,4 7,0 27
80 1,2 54,4 55 29,5 59 33 12,4 8,0 32

Pasmepbl ykaszaHbl B MM.
Dimensions in mm

0 NN O O

MomeHT 3atarnBaHms BuHTa - 030.3070.T10P = 3.4 Hm
Torque specification of the screw 030.3070.T10P = 3,4 Nm.

3anacHble YyacTu

Spare Parts
®pe3sa 3axumHon BUHT | Kntoy Tun TORX PLUS® | LLlecturpaHHbIN kntoYy | BuHT Lan6a
Milling cutter Clamping Screw TORX PLUS® Wrench Allen Wrench Screw Washer
DAHM.37.... 030.3070.T10P T10PL SW8,0 DIN 911 10.25.912 10.5.433
DAHM.37.063.A2740.0... 030.3070.T10P T10PL SW8,0 DIN 911 12.30.912

H50



CDpe3b| Ansa BbICOKUX noaga4
High Feed Milling (ﬁh HORN I]h)

CMeHHas nnacTuHa DAH 37 - >

Indexable insert

my6buHa pesaHus oo Depth of cut up to 1,2 mm

- J

ans dgpesbl
for Milling tool

Tun DAHM37

Type
o
©
Nno3nTmnBHasA
reomeTpus
positiv geometry
O603Ha4yeHue a, a h r
Part number
DAH.37.022.S08 1,2 7,9 3,18 0,8
A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwne / recommended
0 AnbTepHaTUBHOE NpMMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
[0 TBEépAbIV cnnaB C NOKPbITMEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm TeopeTuiecknit paguyc 3akpyIieHns yina Carbide grades

r,=3anporpaMmMnpoBaHHbI paguyc QakTUieckii
KOHyTp no 3anpocy!

theoretical corner radius r, = programming radius

actual outline upon request!
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CDpe3b| Ansa BbICOKUX noaga4
High Feed Milling (ﬁh HORN I]h)

CMeHHas nnacTuHa DAH 37 ' >

Indexable insert

my6buHa pesaHus oo Depth of cut up to 1,2 mm

- J

ans dgpesbl
for Milling tool

Twun DAHM37
Type

h
HenTpanbHas reoMeTpus
neutral geometry
O603Ha4yeHue a, a h r
Part number
DAH.37.022.N.08 1,2 7,9 3,18 0,8

A co Cknapa /onstock A4 Hegenu/ 4 weeks x [lo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpMMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
[0 TBEépAbIV cnnaB C NOKPbITMEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm TeopeTuiecknit paguyc 3akpyIieHns yina Carbide grades
r,=3anporpaMmMnpoBaHHbI paguyc QakTUieckii
KOHyTp no 3anpocy!
theoretical corner radius r, = programming radius
actual outline upon request!
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Popmynbl cuctema DAH37
Formulas System DAH37 Cﬁh HORN I]h)

Z = KonwuyecTBo 3ybbeB
Number of teeth

d . =HenctButenbHbin AMaMeTP OKPY>XHOCTU pesaHns
ff
' effective cutting edge 9

v, + 1000 _
n = O60opoThl WNNUHAENS N="q .q [1/min]
Revolutions eff
deemen
= CKOpOCTb pe3aHus v == ——— [m/min]
Ve °~ 1000
Cutting speed
Vf
f = Mopava Ha 3y6 f,= 75 [mm]
Feed/tooth
Vv, = MuHyTHaa nogava v.=Ff «Z+n [mm/min]
Feed rate
a,ta v _
Q = O6beM CHUMaeMOW CTPYXKU Q= ~ 7000 [cm3/min]
(Npon3BOANTENBHOCTD)
Material removal rate
[ns onpegeneHna 4acToTbl BpalleHuss U MonpaBoYHbIN
CKOPOCTU pe3aHusi pacHeT AOMMKEH BbINONMHATHCA Koa(b(b_uu,weHT
C ydyeToM AenctBuTenibHoro auameTpa d. Correction value
OH BbluMCNSETCA B 3aBUCUMOCTU OT ryOUHbI
pesaHua ap, OMaMeTpa OKPYXHOCTU pesaHus a, [mm] Kp [mm]
Ds 1 nonpaeo4Horo koagpdpuumeHTta K. 0,1 9,71
d =K, + (Ds - 20) 0,2 11,47
0,3 12,81
0,4 13,93
The effective cutting diameter d_. must be calculated to
obtain the correct RPM and the cutting feed. 0,5 14,92
The effective cutting diameter is calculated using the 0,6 15,82
following values and formula. 0,7 16,63
a_= depth of cut
Dps = cutter diameter s D38
K, = from Correction value chart 0.9 18,10
d.; =K, + (Ds - 20) 1,0 18,77
1,1 19,40
1,2 20,00
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Pexxumbl pesaHna Cuctema DAH37
Cutting Data System DAH37 Cﬁh HORN I]h)

ISO Martepwuan Teepmocte  [Nogaya Ha 3y6 f, (Mm) CkopocTb pe3aHust

Material Hardness HB Feed/tooth f, (mm) Cutting speed
v, (m/min)
HenernposaHHas cTanb
P ekl ue 125 0,8-22 200 - 300

HeneruposaHHas cTanb 190 08-22 200 - 300
unalloyed steel ’ ’
low alloyed steel ’ ’
HuskonerpoBaHHas cTanb 300 0.8-20 160 - 280

low alloyed steel

high alloyed steel

M Hepxasetowas ctans
MapTeHCUTHas 240 0,8-2,0 140 - 220

Stainless steel martenistic

Hepxaaeromaﬂ CTanb

ayCTEHNTHas 180 0,6-1,6 120 - 200
Stainless steel austenitic
KoBKuit 4yryH cheppuTHbIN 130 08-22 160 - 280

Malleable cast iron ferritic

KoBKuit YyryH nepnuTHbIA 230 07-18 150 - 250

Malleable cast iron perlitic

YyryH co ccheporaansHeIM rpacuTom

qaeppy|THb|F1/qepnMTHb|V| 180 07-18 150 - 250
Spheroidal graphite
cast iron ferritic/perlitic

YyryH co ccheponganbHbiM rpadutom
NEPRUTHBIN 260 0,7-1,8 140 - 240

Spheroidal graphite cast iron perlitic

Hyry 160 08-25 180 - 320

Grey cast iron

/il‘lﬂaBbl antoMuH1S 90 1,0-3,0 1000 - 1500
-alloys

3anporpaMmMMpoOBaHHbLIN paguyc m

OTKITIOHEeHue
Yron norpyxeHus Programming radius and difference
Diving angle .
TeopeTuyeckuii paguyc
o 3aKpyrneHns yrmar,
@ (mm) y!'qn TN R G ) =SanporpaMMMpOBgHHbll7l paauyc
Diving angle (°) theoretical corner radius r,,
20 50 = programming radius
25 4,0
32 1,0 MaKC. OTKIOHeHWe
40 0’5 max. difference
50 0,5 r,,(mm) MaKC. OTKIOHEeHwe (MM)
63 04 max. difference (mm)
80 0,4 2 0,83
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()
Miﬁ:;epOBane Cﬁh HORN I]ID

XBOCTOBMK MD d N\
Adaptor

XBOCTOBMK Anisi ope3epHoin ronoskn DAM/DAHM...M n nepexogHuka MD...M
for screw-in cutter DAM/DAHM...M and reducer MD...M

MaTepuan XBoCTOBWKa: CTarb (HE peKOMeHAyeTcs UCNoNb3oBaHUe ¢

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

|2 |3
. DIN 1835B
o
(5]
- EInT 2
o e
S i Q
O6Go3Ha4yeHue l, l, l, d d, d,
Part number
MD13.02.00.D16B 73 14 53 16 13 M8
MD18.04.00.D20B 80 20 55 20 18 M10
MD21.06.00.D25B 91 23 61 25 21 M12
MD29.08.00.D32B 100 29 65 32 29 M16
HauymHas ¢ @ 25 MM 2 3aXXMMHbI€ NI0CKOCTH Pasmepbl ykaszaHbl B MM.
from @ 25 mm 2 clamping flats Dimensions in mm
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()
Milﬁ:;epOBane Cﬁh HORN I]ID

XBOCTOBMK MD d N\
Adaptor
\
it

XBOCTOBMK Ansi ppesepHon ronoskn DAM/DAHM...M n nepexogHuka MD...M
for screw-in cutter DAM/DAHM...M and reducer MD...M

MaTepuan XBoCTOBWKa: CTarb (HE peKOMeHAyeTcs UCNoNb3oBaHUe ¢

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

1
@ |
3
l, DIN 1835B
L HEa e ©
ko) il o
) u 9 S
O6Go3Ha4yeHue I, l I, d d, d, a
Part number
MD13.02.85.D20B 105 7 55 20 13 M8 85°
MD18.04.85.D25B 115 10 61 25 18 M10 85°
MD21.06.85.D32B 140 8 65 32 21 M12 85°
MD29.08.85.D40B 150 8 75 40 29 M16 85°
HauymHas ¢ @ 25 MM 2 3aXXMMHbI€ NI0CKOCTH Pasmepbl ykaszaHbl B MM.
from @ 25 mm 2 clamping flats Dimensions in mm

H56



Ppe3epoBaHUue

Milling (ph HORN D)
MNMepexogHuk MD il ™\
Reducer

MepexopHuk ans dopesepHon ronosku DAM/DAHM...M
Reducer for screw-in cutter DAM/DAHM...M

MaTtepuan xBocToBuKa: ctanb
Material of shank: Steel

o
i
[ Y
— B I‘\ [3] Ll
-O f—  —— -»-'U‘ — et el e r———————— o
Q Tz (S S o
e e oy Q
|
|
|
2 I |
1
O6Go3Ha4yeHue I, I, I8 d, d,
Part number
MD18.02.77.M10 49 6 20 13 M8
MD21.04.77.M12 56 10 22 18 M10
MD29.06.77.M16 52 6 23 21 M12

M10
M12
M16

d, sw a

18 15 77,5°
21 17 77,5°
29 24 77,5°

Pasmepbl ykaszaHbl B MM.
Dimensions in mm
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()
Miﬁ:;epOBaHMe Cﬁh HORN |]|D

YanuHuTenb MD e ™\

Extension

Yonuuutens ans pesepHon ronoeskn DAM/DAHM...M
Extension for screw-in cutter DAM/DAHM...M

MaTtepuan xBocToBuKa: ctanb
Material of shank: Steel

A
!

O603Ha4yeHue l, I, I8 d, d, d, SW
Part number

MD13.02.00.M08 48 30 18 M8 M8 13 10
MD18.04.00.M10 55 35 20 M10 M10 18 15
MD21.06.00.M12 57 35 22 M12 M12 21 17
MD29.08.00.M16 58 35 23 M16 M16 29 24

Pasmepbl ykaszaHbl B MM.
Dimensions in mm
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3yb6o0o06paboTka
Gear Machining

(ph HORN pill)

Mpumepbl 06paboTkn
Examples for machining

» LlleBpoHHOE 3auenneHne
Herringbone gearing

S UunnHgpudeckoe 3y6anoe 3auenneHune
Spur gearing

» YepsauHoe Koneco
Worm gears

» [vnongHoe 3auennenne
Cycloid palloid tooth system

> Hape3aHV|e 3y6‘-IaTbIX Konec gonbneHnem
Gear broaching
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LLleBpOHHOE 3aLienneHne (ﬁh HORN [il1)

Herringbone gearing

aHanorunyHo moaynio 10
similar Module 10

yepHoBas ob6paboTka hpe3epoBaHNEM C BbICOKOW nogayen/ymcroBas
npocunbHas obpaboTka

Roughing high feed milling / Finishing copy milling

DAHM.25
Matepuan WHCTpYyMEHTbI Ds v, v, O6pabaTbiBaoLmm LEeHTP
Material Tools [mm] | [m/min] | [mm/min] | Machining centre
18CrNiMo7 DAHM.25 12 250 | 6600 5';’_‘;::""

HG0



Lunuuapuyeckoe 3ybyaTtoe 3auenneHue Cﬁh HORN |]|D
Spur gearing

moaynb 30 npaAMo3y6bin, anameTpom Ao 4000 mm
Module 30 straight luted, up to @ 4000 mm

yepHoBas ob6paboTka hpe3epoBaHNEM C BbICOKOW nogayen/ymcroBas
npocunbHas obpaboTka

Roughing high feed milling / Finishing copy milling

DGH
DAHM.37
Matepuan WHCTpYyMEHTbI Ds v, Q O6pabaTbiBaoLmm LEeHTP
Material Tools [mm] [m/min] | [cm3min] | Machining centre
DAHM.37 40 280 720 -
St52 5-OCH.bIl/I
DGH 20 280 410 S-axis
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YepBsiuHOE KONeco Cﬁh HORN [il)

Worm gears

oceBon moaynb 7,9 / @ 420 mm
Axial module 7,9/ @ 420 mm

yepHoBas ob6paboTka hpesepoBaHNeEM C BbICOKOW nogaden/yncrosasi npodunbHas
obpaboTka
Roughing conventionally / Finishing copy milling

DPTP DSK DPTR

Matepuan MHCTpyMEHTbI Ds v, Q O6pabaTbiBatoLLmi LEHTP
Material Tools [mm] [m/min] | [cm3/min] | Machining centre
DPTP 8 200 145
CuSn12Ni DSK 8 225 80 S-0CHbIN
5-axis
DPTR 6 225
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M'MnongHoe 3auenneHue
Cycloid palloid tooth system (ﬁh HORN I]h)

moaynb 13,56
Module 13,56

yepHoBas ob6paboTka hpe3epoBaHNEM C BbICOKOW nogayen/ymcroBas
npocunbHas obpaboTka

Roughing high feed milling / Finishing copy milling

DGH DSDS DSK DSM

Matepuan MHCTpyMEHTbI Ds v, O6pabaTbiBaloLwmnm LeHTp
Material Tools [mm] [m/min] | Machining centre
DGH 12 /16 300
DSDS 8 200 5-0CHbIN
5-axis
C45
DSK 10 190
DSM 12 260
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MapameTpbl 3aLenneHus ans sanpoca Cﬁh HORN i)

Toothing parameters

Tpebyemble gaHHbIe (C gonyckamu)
Information required (with tolerances)

Kon-Bo 3y6beB
Number of teeth

1 LLlar 3ybbes/moaynb
Flank pitch / module

p/m,

2 ﬂmameTp Ll,eJ'II/ITeJ'IbHOVI OKPYXHOCTHU d
Pitch diameter

3 Yron gaBnenusa
Pressure angle

Yron HakroHa B
Helix angle

HanpaBneHl/le HaKJ10Ha RH /LH
Helix direction

4 [unameTp OKpY>XHOCTM BEPLUNH 3yObeB d
Tip circle a

5 [nameTp OKpy>XHOCTW BNaguH d
Root circle f

6 3akpyrneHue HOXku 3yba
Root radius O

Mpunyck Ha WnmMdoBKy (YepHoBas obpaboTka)
Grinding stock (Roughing) q

7 Pasmep mexay 2-ponvkamu /2-luapamm M/ M
Diametral 2-roll dimension / 2-ball dimension dR dK

8 @ NamepuTtenbHOro ponvka / @ namepuTenbHOro Lwapvka D
@ Metering roller / @ Measuring ball M

9 [OnvHa obLuen Hopmanu W
Tooth width Kk

10 YUuncno 3ybbeB, oxBaTbiBaEMbIX ANIMHOM 00LLENn HopMmanu K
Measuring teeth
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Tpebyemble faHHble

Informat

(ph HORN i)

d

Ion require

OHH98101881000 B9AE
painba uoReWIoM! = X oual 8 egAe nLooHxdagou noHoxadau
aI9HHET slaweAgadL = X X | X | X | X |@eMHaHOLML0/egAE OLdL g I9HMMda8 OLIoNO
egAe 11o0HXdag0U N0EON0Q SUHBHOLMLO
VLI UKOH/I9HMMdag anHaLAdN)
X suHesodundod diswenfy
(s@ v UolA MISHROEOHELDA
BehoiLMa) 19eadd sLUMdodu ewdod uLm
X "MMHBKhaD Wosgandol MLM WoHILrewdoH
‘08820 8 (MI9HhUIOLIBHE UL 4X Lived
num 1I91eHnitdoos) sumdodu enwdogp
BHOLMEH LIoJA Uum
X X X ewa4qou oA uum
We4rro
VBKOH MLUM/W 19HMmdag anHaLIAd D u
edem @ 0 ewdod
MUendoH naimgo MOHULIT XISWaeSaIqLeax0 segoderm-g seHduedowen uum
N o ‘8999A€ WOLOUK O ULIEWdOH USTTIQO BHULIT UL X | X | X | X exvuod g o endod
edem @ 1 unexmndem B-g Atxan deweed :num segaoynuod-g seHqawredlanwens :uum
exuurod @ u nwexnuod sn-z Akew deweed uum BegA€ BHUIMLIOL BEESOO
BLUMdodu eimard 1Haunndgeoy) X | x| x | X HUTeus NLOOHXAAYNO @
X X HUTeud NLOOHXAdNO G X X | X | X | X 8999A¢ HUMAdag NLOOHKAANO @
X X 8999A¢ HUMdag NLOOHXANO @ X X | X | x| X NLOOHXAdNO NOHALBLMLBT g
X X BUHaLger LrolA niaHLdetHel) X X | x| x| X WMHULF NOo80LHUE auHaLrgedueH
WKOH LM/ I9HMmdag anHaLAd®)
rewdoH
1aimQo MOHULIT XI9naeaIqLeaxo ‘gaadgAe
WOLOWh O ULIEWdOH KTTIQO BHULIT UL
X X g999Ae 08-LI0)| edem X | X | X | X sBHegodundod LolL
9 @ v unexndem sn-z Adkew deweed :uLm
exumrod
@ v uwennrod Bn-z Akew deweed :uum
Bundgodu einard tHannnddeoy
X X quUATOW niaHLdeTHeL) HUTeusa NLOOHXAdNO g X | X | X | X g999A¢e 08-Lr0)|
LM g099Ae HUMdag NLOOHXAdNO & nioonxAdio
VOHIUBL1ULUBT @ U Waqmo | :num
X | X | X | x
ena4qrou
1269 ISNV BUHaLIge LIoJA YiaHLdeTHeL) oA 1 auAToW yiaH1deTHELD ULm
X X ‘L¥1-22 3 4N ‘(yvmaadeLof) ZgySNIA ‘08¥SNIA) g9994¢ 08-LI0Y quAom o800
eLde’HeLO SUHEEOHSWVEH SOHLIOL | quATow yiqHiderHeL) X | x| x| Xx go99Ae aumdod]|
numcodu
enuuALy | Leg b 12 |2 |NZ|vZ
(e19gAsonwsdu) al9HqLreuntiau) G/6ENIA

89994 waLmdodu WIGHLHEgqL08g€E O BNUUALO-LIeE BUM] BUHSHNTO0D)

B09L0Y 919.BhgAE amioahndTHULIN

19Lred a1I9HhBadapR
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Tpebyemble faHHble

(ph HORN i)

d

ion require

Informat

Worm shafts

Cylindrical gears

Shaft-hub-connection with involuted flanks

DIN3975 Special (straight) Shaft | Hub
ZA [ ZN [ zk [ z1 | shapes

Flank shape X X X X Normal module x | complete describtion of norm
Axial module Number of teeth X _Aw_uw_w_mhwo_ DIN5482 (...), NF E 22141, ANSI X X
or: Z.o::m_ module and j.m__x angle X X X X Normal pressure angle X
or: Pitch and reference circle

Tip circle X or:
Number of teeth X X X X Root circle x | Normal module X X

Addendum modification coefficient:
Generating anale N M N M or: diametral 2-rollers-dimension with roller-@ x| Number of teeth M X

gang or: diametral 2-ball-dimension with ball-@

or: base tangent length with number of measured teeth
Thread direction X X X X X Tip-/root radii and/or relief x | Normal pressure angle X X
Reference circle X X X X X Tip circle X X
Tip circle X X X X X Root circle X X
Root circle X X X X o )

Addendum modification coefficient:
Axial tooth thickness or: diametral 2-rollers-dimension with roller-@
) ) L X X

or: Normal module and helix angle X X X X or: diametral 2-ball-dimension with ball-@
or: Pitch and reference circle or: base tangent length with number of measured teeth
Lead
or lead angle X Tip-/root radii and/or relief X X
or helix angle
Profile shape (coordinates or DXF file, etc.)
using axial, normal or transverse section X
or: Profile shape of the milling cutter
(including blade angle and Ds)
Generating diameter X
Tip-/root radii and/or relief X X X X

X = Tpebyemble AaHHbIe
x = information required
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Ppe3epoBaHue T-ob6pa3HbIX Na3oB
Milling of T-Slots (ph HORN piD)

Cuctema/System Ctpanuua/Page
M311 12
M313 18
M328 112

M406/M409 118



PpesepoBaHue T-o6pa3HbIX Na3oB
Milling of T-Slots (ph HORN piD)

XBOCTOBWK (hpesbl ( \

Milling shank l J

M311
CtpaHuua/Page
14

MnacTtuhHa

Insert

311
CTpaHuua/Page
15
CTpaHuua/Page
16




Ppe3epoBaHue T-ob6pa3HbIX Na3oB
Milling of T-Slots (ph HORN piD)

M311

®dpe3a onga M3rotoBneHus T-Slot Cutter with
T-o6pa3HbIx nNasoB exchangeable inserts
CO CMEHHON pexyLien

NNacTUHON from cutting edge @ 17 mm

@ pexyLLen KpOMKM OT 17 Mm



PpesepoBaHue T-o6pa3HbIX Na30B
Milling of T-Slots (ph HORN piD)

XBocTOBUK dppe3bl M311 e ~
Milling shank

N
E
N Y,

Ana nnacTuHbl

@ pexyLuen KpoMKM Cutting edge @ 17 mm

MaTepuan XxBoCcTOBMKa: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb
Material of shank: Carbide - Giving a good vibration resistance

| 1 , for Insert
LD |
- DIN6535HB ™n 311
. S| ,’ Type
________ S |-
B s

DIN6535HE  DINB535HA

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue d I, l, d; dopma
Part number Form
M311.0016.00A 16 90 25 9 A
M311.0016.00B 16 90 25 9 B
M311.0016.00E 16 90 25 g E
[pyrve pasmepsbl - No 3anpocy. Ds cm. pexyLyto nnactuHy Pasmepbl ykaszaHbl B MM.
Further sizes upon request Ds see inserts Dimensions in mm

MpumeyaHue ansa 3akasa:

XBOCTOBUKM cbpeSbI C noBpexXxgeHHbIM Nocago4YHbIM MeCTOM NoJ NNacTtuHy MoryTt ObITb ncnpaeneHbl Ha cbvlpme Horn.
Ordering note:

Milling cutter shanks with damaged seating can be repaired by HORN.

MoOMEHT 3aTsKKM BUHTOB CM. TexHU4Yeckue pekomMeHgauuu.

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

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axkumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M311... 4.16T15KP T15PQ

14



PpesepoBaHue T-o6pa3HbIX Na3oB
Milling of T-Slots

(ph HORN i)

NMnacTtuHa 3 11

Insert
T-o6pasHble nasbl no DIN 650 T-Slots DIN 650 10 mm
@ pexyLLen KpoMKn Cutting edge @ 17 mm

Sty

XBOCTOBUK hpesbl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue Ds Z s w
Part number
311.1016.00 17 3 7,7 7,2

A co Cknapa /onstock A4 Hegenu/ 4 weeks x [lo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpMMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIV CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm
[Opyrue pasmepsl - No 3anpocy.
Further sizes upon request

0,5

)

Ons ope3epHOro XBOCToBMKA
for Milling shank

™n M311.0016.00A
Type M311.0016.00B
M311.0016.00E

a

0,8 10

Mapku TBEpAOrO cnnasa
Carbide grades




OGpaboTka thacok B T-o6pa3HbIX nasax
Chamfering of T-Slots

(ph HORN i)

NMnacTtuHa 3 11

Insert
T-o6pasHble nasbl no DIN 650 T-Slots DIN 650 10/12/14 mm
@ pexyLuen KpoMKM Cutting edge @ 15,8 mm

&8\

' 29,5 \XBOCTOBVIK dpesbl
Ds

MokasaHo npaBoe UCnoriHeHne

Picture = right hand cutting version

O6Go3Ha4yeHue Ds Z E
Part number
311.4216.00 15,8 3 3

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpMMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIV CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm
[Opyrue pasmepsl - No 3anpocy.
Further sizes upon request

Ons ope3epHOro XBOCToBMKA
for Milling shank

™n M311.0016.00A
Type M311.0016.00B
M311.0016.00E

5,95 10

Mapku TBEpAOrO cnnasa
Carbide grades



(ph HORN pill)




PpesepoBaHue T-o6pa3HbIX Na3oB
Milling of T-Slots (ph HORN piD)

XBOCTOBWK (hpesbl ( \
Milling shank 1
M313 J
CtpaHuua/Page
110
MnactuHa
Insert
313
CTpaHuua/Page
111




Ppe3epoBaHue T-ob6pa3HbIX Na3oB
Milling of T-Slots (ph HORN piD)

M313

®dpe3a onga M3rotoBneHus T-Slot Cutter with
T-o6pa3HbIx nNasoB exchangeable inserts
CO CMEHHON pexyLien

NNacTUHON from cutting edge @ 20 mm

@ pexyLuen KpoMkm ot 20 Mm



PpesepoBaHue T-o6pa3HbIX Na30B
Milling of T-Slots (ph HORN piD)

XBocTOBUK dppe3bl M313 e ~
Milling shank

N
E
N Y,

Ana nnacTuHbl

@ pexyLuen KpoMKM Cutting edge @ 20 mm

MaTepuan XxBoCcTOBMKa: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb
Material of shank: Carbide - Giving a good vibration resistance

|1 , for Insert
LD |
- DIN6535HB ™n 313
. S| ,’ Type
________ - s
B s

DIN6535HE  DINB535HA

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue d l, I, d; dopma
Part number Form
M313.0016.00A 16 93 30 11,5 A
M313.0016.00B 16 93 30 11,5 B
M313.0016.00E 16 93 30 11,5 E
[pyrve pasmepsbl - No 3anpocy. Ds cm. pexyLyto nnactuHy Pasmepbl ykaszaHbl B MM.
Further sizes upon request Ds see inserts Dimensions in mm

I'IpumeanMe AnA 3aKa3sa.

XBOCTOBUKM (hpe3bl C MOBPEXAEHHBIM NOCAA04YHBIM MECTOM MO MIACTUHY MOryT ObITb UCpaBneHbl Ha mpme Horn.
Ordering note:

Milling cutter shanks with damaged seating can be repaired by HORN.

MOMEHT 3aTSKKN BUHTOB CM. TEXHUYeCKne pekoMeHaaumm.

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

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axkumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M313... 5.13T20KP T20PQ

110



PpesepoBaHue T-o6pa3HbIX Na3oB
Milling of T-Slots

(ph HORN i)

NMnacTtuHa 3 13

Insert
T-o6pasHble nasbl no DIN 650 T-Slots DIN 650 12 mm
@ pexyLuen KpoMKM Cutting edge @ 20 mm

Sty

XBOCTOBUK hpesbl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue Ds Z s w
Part number
313.1219.00 20 3 8,7 8,2

A co Cknapa /onstock A4 Hegenu/ 4 weeks x [lo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpMMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIV CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm
[Opyrue pasmepsl - No 3anpocy.
Further sizes upon request

0,5

)

Ons ope3epHOro XBOCToBMKA
for Milling shank

™n M313.0016.00A
Type M313.0016.00B
M313.0016.00E

a

0,8 12

Mapku TBEpAOrO cnnasa
Carbide grades
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PpesepoBaHue T-o6pa3HbIX Na3oB
Milling of T-Slots (ph HORN piD)

XBOCTOBWK (hpesbl ( \
Milling shank 1
M328 J
CtpaHuua/Page
114
MnactuHa
Insert
328
CTpaHuua/Page
115

112



Ppe3epoBaHue T-ob6pa3HbIX Na3oB |
Milling of T-Slots (ph HORN i)

M328

Ppe3a Ans M3rotoBrieHUs T-Slot Cutter with
T-o6pa3HbIx nNasoB exchangeable inserts
CO CMEHHON pexyLien

NNacTUHON from cutting edge @ 24 mm

@ pexyLLen KpOMKM OT 24 Mm

113



PpesepoBaHue T-o6pa3HbIX Na30B
Milling of T-Slots (ph HORN piD)

XBocTOBUK dppe3bl M328 e ~
Milling shank

N
E
N Y,

Ana nnacTuHbl

@ pexyLuen KpoMKM Cutting edge @ 24 mm

MaTepuan XxBoCcTOBMKa: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb
Material of shank: Carbide - Giving a good vibration resistance

|1 , for Insert
LD |
- DIN6535HB ™n 328
. S| ,’ Type
________ - s
B s

DIN6535HE  DINB535HA

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue d I, l, d, doépma
Part number Form
M328.0020.00A 20 104 35 13,5 A
M328.0020.00B 20 104 35 13,5 B
M328.0020.00E 20 104 35 13,5 E
[pyrve pasmepsbl - No 3anpocy. Ds cm. pexyLyto nnactuHy Pasmepbl ykaszaHbl B MM.
Further sizes upon request Ds see inserts Dimensions in mm

I'IpumeanMe AnA 3aKa3sa.

XBOCTOBUKM (hpe3bl C MOBPEXAEHHBIM NOCAA04YHBIM MECTOM MO MIACTUHY MOryT ObITb UCpaBneHbl Ha mpme Horn.
Ordering note:

Milling cutter shanks with damaged seating can be repaired by HORN.

MOMEHT 3aTSKKN BUHTOB CM. TEXHUYeCKne pekoMeHaaumm.

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

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axkumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M328... 5.13T20KP T20PQ
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PpesepoBaHue T-o6pa3HbIX Na3oB
Milling of T-Slots

(ph HORN i)

NMnactunHa 328

Insert
T-o6pasHble nasbl no DIN 650 T-Slots DIN 650 14 mm
@ pexyLLen KpoMKn Cutting edge @ 24 mm

Sty

XBOCTOBUK hpesbl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue Ds Z s w r,
Part number
328.1423.00 24 3 9,8 9,2 0,5

A co Cknapa /onstock A4 Hegenu/ 4 weeks x [lo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpMMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIV CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm
[Opyrue pasmepsl - No 3anpocy.
Further sizes upon request

)

Ons ope3epHOro XBOCToBMKA
for Milling shank

™n M328.0020.00A
Type M328.0020.00B
M328.0020.00E

Mapku TBEpAOrO cnnasa
Carbide grades
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Ppe3epoBaHue T-o6pa3HbIX Na3oB

Milling of T-Slots

(ph HORN i)

TexHONorna ncnosib3oBaHUs

Application Technology

Pexxumbl pe3aHus

Cutting data

a,=02xs

prd

a,

pekomMmeHayeTca
recommended

®PpesepoBaHue T-o6pa3HbIX Na3oB

Milling of T-slots

MaTtepuan 3arotoBku
Workpiece material

anepop,MCTaﬂ cTanb
Carbon steel

JlernpoBaHHas ctanb
Alloyed steel
YyryH

Grey cast iron

O6pabaTbiBaemblii

marepuan
Cutting material

TI25 / AS45
TI25 / AS45

TI25 / AS45

O6paboTka cpacok T-o6pa3HbIX Na3oB

Chamfering of T-slots

MaTtepuan 3arotoBku
Workpiece material

YrnepogucTasa ctanb
Carbon steel

ﬂeFI/IpOBaHHaﬂ CcTanb
Alloyed steel

YyryH

Grey cast iron

O6pabaTbiBaemblii

maTepuarn
Cutting material

TI25 / AS45
TI25 / AS45

TI25 / AS45

He pekomMeHayeTcs

not recommended

v, (m/min)

200 - 300
140 - 220

100 - 160

v, (m/min)

300 - 400
180 - 300

140 - 240

f, (mm), Z=2
Ds 17 mm

0,03 - 0,06
0,02 - 0,04

0,03 - 0,06

f, (mm), Z=3

0,10-0,13
0,13-0,21

0,16 - 0,27

f, (mm), Z=2
Ds 20-24 mm

0,05-0,08
0,03 -0,05

0,05-0,10

Pexnmbl pe3aHuna 0EeNCTBUTENbHbI TOMNbKO B clny4ae ncnosib3oBaHUA TBepaocCnsiaBHbIX XBOCTOBUKOB,
nepeyvyncrieHHbIX B 3TON rnase.

The cutting data is only valid for standard carbide toolholders (shanks) listed in this chapter.
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(ph HORN pill)
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Ppe3epoBaHue T-ob6pa3HbIX Na3oB
Milling of T-Slots (ph HORN piD)

|/

-

XBOCTOBWK (hpesbl il
Milling shank
M406
CTpaHuual/Page
120
)
XBOCTOBUK ppesbl i
Milling shank
M409
Seite/Page
121
CmeHHada nnactuHa
Indexable insert
406/409
CTpaHuua/Page
122-123
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Ppe3epoBaHue T-ob6pa3HbIX Na3oB
Milling of T-Slots (ph HORN piD)

M406/M409

®Ppe3a gnA T-Slot Cutter with
nsrotosneHusa T- exchangeable inserts
oOpa3HbIX Na3oB CO

CMEHHbIMU NflaCTUHaAMM cutting edge @ 25-50 mm

pexyLien KpoMkn 25-50 mm
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PpesepoBaHue T-o6pa3HbIX Na3oB

Milling of T-Slots

(ph HORN i)

XBocToBUK pe3bl
Milling shank

@ pexyLuen KpoMKM Cutting edge @

|2
DIN1835-B
*L*
i i
- o o S
== ._.':T.':T.':_.:__'_.'.'E r o
[
_ Y
e
Q
[NokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O6o3HayeHune Z|Zg|Ds| d || |1
Part number

M406.025.11.D16.1.02.B 4|2 25|16 |83 |31

[pyrve pasmepsbl - N0 3anpocy.

Further sizes upon request

HaunHasi ¢ @ 25 MM 2 3aKMMHbI€ MNOCKOCTH

from @ 25 mm 2 clamping flats

MOMEHT 3aTSKKM BUHTOB CM. TeXHUYecKne pekoMeHaaumm.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu
Spare Parts

XBocToBUK hpe3bl
Milling shank

M406.025.11.D16.1.02.B

Clamping Screw
030.2608.T8P

120

M406

C BHYTPEHHUM NOABOAOM COX
with through coolant supply

124 | 11

4 )

25 mm

-

anda CMEHHOW MnacTuHbI
for Indexable insert

™n
Type

406

a N..x | MpaBas nnactuHa | nesas nnactmHa
right hand insert left hand insert
12,9 | 19000 | 2x R406.063.U... | 2x L406.063.U...

Pasmepbl ykaszaHbl B MM.
Dimensions in mm

3axumHou BUHT | Knrtou Tunm TORX PLUS®
TORX PLUS® Wrench

T8PL



PpesepoBaHue T-o6pa3HbIX Na3oB

Milling of T-Slots

(ph HORN i)

XBocToBUK pe3bl

M409

Mlllmg shank C BHYTPEHHMM NOABOAOM COX
with through coolant supply
@ pexyLuen KpoMKM Cutting edge @ 32-50 mm
|2
DIN1835-B
SRR, S
i i
— L - S
=== ._.':T.':T.':_.:__'_.'._I r o
Q
- ||
©
Q
[NokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O603Ha4yeHue Z|Z,|Ds|d I, l, d; w a M o
Part number
M409.032.14.D25.1.02.B 4| 2 |32 |25]103 |39 | 16,4 | 14 | 16,9 | 15600
M409.040.18.D25.1.02.B 4| 2 |40 | 25| 109 | 48 | 20,4 | 18 | 20,9 | 13900
M409.050.22.D032.1.02.B 6| 2 |50 |32)|125 |59 |264 |22 26,9 | 12500
Opyrue pasmepbl - No 3anpocy.
Further sizes upon request
HaunHas ¢ @ 25 MM 2 3a)XKMMHbIe NIIOCKOCTU
from @ 25 mm 2 clamping flats
MOMEHT 3aTSXKKN BUHTOB CM. TEXHUYecKne pekomMmeHgaunn.
For torque specification of the screw, please see Technical Instructions.
3anacHble YacTu
Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M409... 030.3511.T10P T10PL

4 )

& 4

anda CMEHHOW MnacTuHbI
for Indexable insert

™n 409
Type

npaeas nnactuHa | nesas nnacTuHa
right hand insert left hand insert

2x R409.093.U... | 2x L409.093.U...
2x R409.093.U... | 2x L409.093.U...
4x R409.093.U... | 2x L409.093.U...

Pasmepbl ykaszaHbl B MM.
Dimensions in mm
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Ppe3epoBaHue T-ob6pa3HbIX Na3oB
Milling of T-Slots (ph HORN piD)

CmeHHast nnacTuHa 406 ' >

Indexable insert

my6buHa pesaHus oo Depth of cut up to 6,3 mm

- J

Ons ope3epHOro XBOCToBMKA
for Milling shank

h ‘ ™n M406
Type

C 4-M4 pexyLmmm
KpoMKamu
with 4 usable cutting edges

O6Go3HauyeHune a, h r.
Part number

R/L406.063.U.04 6,3 3,85 0,4
R/L406.063.U.08 6,3 3,85 0,8

A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTVBHOE NPUMEHEHME / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades
[ TBEpAbIV CcNnaB ¢ NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpPAOrO cnnasa
Dimensions in mm Carbide grades

Beibepute R nnu L ncnonHexue.
State R or L version
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Ppe3epoBaHue T-ob6pa3HbIX Na3oB
Milling of T-Slots (ph HORN piD)

CmeHHast nnacTuHa 409 ' >

Indexable insert

my6buHa pesaHus oo Depth of cut up to 9,3 mm

- J

Ons ope3epHOro XBOCToBMKA
h for Milling shank

™n M409
Type

(o]
Y
C 4-M4 pexyLmmm
KpOMKaMu
with 4 usable cutting edges

O603Ha4yeHue a, h r
Part number

R/L409.093.U.04 9,3 5,2 0,4
R/L409.093.U.08 9,3 5,2 0,8
R/L409.093.U.12 9,3 5,2 1,2

A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeEHEHWe / alternative recommendation
- HEMpUroaHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
[ TBEpAbIV CcNnaB ¢ NOKPbITUEM / coated grades
I ¢ Hanankon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpLOro cnnasa
Dimensions in mm Carbide grades

Bbibepute R unm L ncnonxewwe.
State R or L version
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PpesepoBaHue T-o6pa3HbIX Na30B
Milling of T-Slots (ph HORN piD)

TexHonorua ncnosnib3oBaHus
Application Technology

a,=02xs
/4
1]
_ N w
pekomMeHayeTcA HE peKOMeHOYyeTCA
recommended not recommended

Pexxumbl pe3aHus
Cutting data

®PpesepoBaHue T-o6pas3HbIX na3oB P25/ @32 mm
Milling of T-Slots

MaTtepuan 3arotoBku ObpabatbiBaembii v, (m/min) f (mm)
Workpiece material marepuvan
Cutting material
E’”V”L“e““a“ crane AS4B 120 - 160 0,07 - 0,14
eat-treatable steel
YyryH
Grey cast iron AS4B 100 - 160 0,07 -0,14

®PpesepoBaHue T-o6pasHbIx nazoB J40/ @50 mm
Milling of T-Slots

MaTtepuan 3arotoBku ObpabatbiBaembii v, (m/min) f, (mm)
Workpiece material Marepwuar
Cutting material
yJ'IyLILLIeHHaﬂ cTanb
heat-treatable steel A5 60 -90 0,06 -0,08
gyryH . AS4B 90 - 140 0,06 - 0,08
rey cast iron
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TexHMYecKue pekomeHaaLmm -
dpe3epoBaHue KaHaBOK Cﬁl’l HORN [il1)

Technical Instructions Groove Milling
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CopepxxaHne/Summary CtpaHuua/Page

TexHU4Yeckune pekomeHgaumm J2-J7

Technical Information

BbiGop TBepaoro cnnaea J8

Choice of Carbide Grades

Popmynbl J9-J10 J
Formulas

MoOMEeHTbI 3aTSXKN J11-J12

Torque Specification
NMocTaBnsiemMmble XBOCTOBUKU

¢pesbl J13-J15
Available Milling Shanks
PeXxunmbl pe3aHus J16-J17

Cutting Data
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TexHn4eckue peKkomMmeHaaunmn

(ph HORN i)

PacuyeT MMHyTHOM noaauu

Wcnonbayto nporpammy HTC Bbl MOXeTe nerko wu
NPoOCTO paccyntTatb pexumbl pe3aHus. basosble
AaHHble ans  pacyeta Bbl  cmoxeTe HauWTM  Ha
cnegylowmx cTpaHuuax.

OCHOBHbIE PEKOMEHOALIUU

MNMepekpbiTne hpesbl

MoabupanTe NHCTPYMEHT C MakCUManbHO BO3MOXHbIM
KOPOTKMM BbISIETOM U NpoBepsinTe bueHne B cobpaHHOM
Bnae. bonblias rnybmnHa obpaboTtkm TpebyeT
cneumanbHbIX peweHnn. B yacTHOCTU pa3sHeceHne
O4HOW onepauunu Ha ABe no rnybuHe, 4TobbI
YMEHbLUNTb OTrMbaroLLmii MOMEHT.

OwameTp dpe3sbl

Mpn wucnonb3oBaHuM guameTpa @pesbl, KOTOPbIN
NPaKkTU4eCKu paBeH anameTtpy OTBEpCTUA,
obecneynBaeTcs HaMMEHbLUEE MEPEMELLEHNE LEeHTpa
BpalleHns n Gonbluasi NPoM3BOAUTENBHOCTbL 3a CYET
NOBbILEHUS MUHYTHOW nogayn. HoO 4acto UueHTp
BpalweHna @pesbl 3aBs3aH CO cneumguyecknmm
ocoBeHHOCTSIMM AeTanu n BCero yctaHoBa.

MoMeHT 3aTSAXKKN ANA BUHTA

PekomeHayeTca ncnonb3oBaTb TapupOBaHYH OTBEPTKY,
4TOObLI 06eCcnNeYnTb YKa3aHHbI MOMEHT 3aTSKKM
BMHTOB CMEHHbIX NNacTuH. HeT Heo6xoamMmocTu B
AOMONTHUTENBHOM CMa3biBaHUN BMHTOB NacTamun Ha
OCHOBE Meaun. OTO OTpuLATENbHO BNUSET HA yCcunme
3aTsarmBaHus.

Bce BUHTBI y)Xe UMeloT cMa3bliBaloLLee NoKpbITUE .

J2

HCT 222

(HORN Circular Technology)

ObICTPO 1 Be3onacHo -

ans dppesepHort 06paboTku KaHaBOK
(BHYTPEHHMX U HAPY>KHbIX) METOAOM
KPYroBOW MHTepnonsauum, a Takke
NpsIMbIX kaHaBoK. CUCTEMHbIE
TpeboBaHusa Windows 95. EcTb Ha
CD-ROM.




TexHM4YecKkue pekomeHAaLUm Cﬁl’l HORN |]|D

HanpaBneHue ¢ppeszepoBaHus

BonbwwnHcTBO opesepHoro nHctpymeHta HORN nmeet
npaBoe UCMOSIHEHNE U pekoMeHOoBaH Ansa obpaboTku
nyTem nonyTHOro dpesepoBaHnd, Kak 3TO O6bIYHO
pekomMeHayeTca Ansi TBepA0CnIaBHOrO MHCTPYMEHTA.

3axopn chpe3bl B MaTepuan

Mpn o06blMHOM paguanbHOM Bpe3aHun dpesbl B yron saxoga > 45°
3aroToBKY BO3HMKalOT BMBpaumm, Bbi3aBaHHbIE BOMNbLLMM
yrrom KoHTakta. Crieabl oT BUbpaumm octaroTcs Ha gHe
nasa. PekomeHayeTcs BXxoauTb nopg yrnom ot 45° fo
180° n Ha nonHyw rnybuHy pesaHund. PacyeTHble
AaHHble OTHOCATCSA K 00paboTke C NOMHbLIM Bpe3aHUeM.
OTWU [aHHble TakKe MOryT WCMonb30BaTbCs MNpwu
Bpe3aHun dopesbl B MaTepuan.

¢pe3GPOBaHMe oTBepCcTnAa metoaoom
nHTEepnonAaAunmn

®pesepHble nnactuHbl HORN wnngoBaHbl ¢ KpyrnbiMu
CTPYXKOIOMaMu. 3OTO  3HA4YMT, YTO, HaynHaa C
rnybuHbl pe3aHna oT 2 MM B OCEBOM HanpasneHuwu,
nnactuHa HavvMHaeT paboTaTb KPOMKOW C HeraTUBHbIM
yrnom 3atouku. [lpu obpaboTke METOAOM  KpyroBow
WHTEpNoNsauMM  orpaHudeHve no rnybvHe pesaHuns
mMakcumym 2 wMM. bonbwas rmybuHa pesaHus
AoCTUraeTcs MyTeMm MUCMNONb30BaHUA  crneumanbHbIX
CTpyxkorniomoB. [lo BceM p[anbHeuwum BoOnNpocam
obpallanTechb K HaWNM TEXHUYECKUM CneumanmncTam.
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TexHM4YecKkue pekomeHAaLUm Cﬁh HORN |]|D

OAHOKPOMOUYHbIE NMAaCTUHbI

[na obpaTHoro TopueBoro pesepoBaHuss M d¢acok
MOXHO Mcnonb3oBaTtb pesbl C AnaMeTPOM BpalleHus
bonbwe 4em guameTp oTBepcTus. [Ons  aToro
HeobxoOQMMO 3aBecTM B OTBEPCTME He BpalLaloLMNCA
WHCTPYMEHT CO CMELleHMeM OT OCU OTBEpPCTUS.
OpHo3ybble nnacTMHbI He WUMEeKT Jornycka Ha
pagunanbHoe bueHue.

Pe3bbodpesepoBaHue

Mpwn paboTe pe3bboBbiMM NnactuHamm HORN
npodunb pe3bbbl 06pasyeTcst 3a 0AUH NOMHbIA 060pOT
1 Ha BCtO rNyObuHy Npoduns, 4TO NO3BONSET AenaTb
TOYHYI0 pe3bby Jaxe B BbICOKONErMpoOBaHHbIX CTansx.
Mmyxyto pe3bby pekoMeHayeTCs HavunHaTb pe3aTb CO
AHa oTBepcTus. VIHaye, cylecTByeT pUCK NOIOMKM
WHCTPYMEHTA B CNeACTBUN HAKOMMEHUS CTPYXKM Ha
AHe rnyxoro otBepctus. nameTp dopesbl HE A0KEH
npeBbiwaTtb 70% OT BHYTpPEeHHero anameTpa pesbbbl. B
NPOTMBHOM Clly4ae NpOUCXOAUT U3MEHEHME reOMETPUM
npomng, KOTopoe MOXET NPUBECTU K OTKITOHEHUIO
pe3bbbl OT gonycka.
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Technical Information Cﬁh HORN ill)

Feed rates and time calculation A

HCT Z2®
It is simple and easy to calculate your speed and feeds (HORN Circular Technology)
using HORN'S HCT programme. We recommend that - safe and fast -
you calculate the cutting data with this programme as I]‘:;‘:C;g't?gnd:ftﬁgg;?m"e{‘)'('t'g‘r?];y‘;gg‘\’/':sr
it will provide you with the best cutting performance and as wZn as groove milling of linear grc?oves.
results. Basic features of the calculations can be found System requirements from Windows 95.

ki Available on CD-ROM.
on the follwing pages.

BASIC RECOMMENDATIONS

Overhang of the milling cutter

Select the shortest possible clamping device and milling |
shank, to control the runout tolerance of the tools. 2
Large cutting widths in combination with long overhangs ]
require specific manufacturing methods such as dividing g =
the cutting width to achieve the best possible cutting
result due to reduced cutting forces.

MM

Diameter of the milling cutter

When using a large diameter cutter, whose relationship
is close to the bore diameter, manufacturing cycletime
can be reduced, due to the smaller center of rotation
and higher feed rates could be realized. Many times the
rotation of the milling cutter center will be defined by the
parameters of the workpiece and the whole application
setup.

Clamping torque of the screws

We recommend to use a torque screw driver to achieve M,
the indicated torque values per insert and tool type.
Additional additives such as copper paste are not
permitted. This will have a negative effect and change
the clamping forces.

All clamping screws are already coated with additives.
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Technical Information

(ph HORN i)

Milling direction

Most HORN milling tools are right handed, and it is re-
commended to use them with the climb milling process
as this is generally recommend for carbide tools.

Milling entry into the workpiece

A simple radial entry of the milling cutter creates a very
long contact angle which leads to vibrations which will
not disappear for the rest of the milling operation and are
visual on the bottom of the groove.

It is recommended to enter the groove with a ramp angle
of 45° up to 180° to the maximum depth of cut. The
calculated cutting data refers to the milling condition
when the insert is in the full cut but can be also used for
the entry loop.

Bore milling and offset milling by helical
interpolation

HORN milling inserts are manufactured with a round chip
breaker. This means that beyond a depth of cut of 2 mm
in axial direction the insert gets a negative cutting angle.
Milling inserts are limited to a depth of cut of 2 mm when
used for helical interpolation. Larger depths of cut can
only be produced when choosing special chip breakers.
Please contact us in case of any further questions.

J6

Ramp angle > 45°




Technical Information

(ph HORN i)

Sinlge edged inserts

When entering through a bore off centre and without
rotating it is possible to generate back chamfers and
flats with inserts having a larger cutting diameter than
the bore diameter. Single edged cutters have no run out
tolerance.

Thread milling

With HORN thread milling inserts the thread profile is
generated in one full cut to the profile depth of the thread.
This produces threads with minimal taper especially in
high alloyed steels.

In blind holes it is recommended to mill from the bottom
to the top. Otherwise there is the risk of damaging the
tool because of milling into chips at the bottom of the
blind hole.

A general recommendation for thread milling:

The milling cutter diameter should not exceed 70% of the
minor diameter of the thread. Otherwise recutting of the
profile occurs which could bring the whole thread out of
tolerance.
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BbI60p TBEpAoro cnnaea Cﬁh HORN [il1)

Choice of Carbide Grades

‘ll I I I V13HOCOYCTON4NBOCTb / Wear resistance ‘ll I I I
CkopocTb pe3aHus / Cutting speed
I I I III} Mpo4HOCTb / Toughness I I I II’
Mopaya / Feed rate

WHCTpymeHT ans obpabotkum

LIBETHbIX MeTanmnos
Synthetic cutting-tool material
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®dpe3epoBaHMe KaHaBOK METOAOM

prrosoﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN i)

Ppe3epoBaHUe HAPYKHbIX KAHABOK

Milling of a linear groove - external

2r
s,=h V=3

T

S=neze SZMM/MI/IH

r+[R+r-a]-R°

Cos 9° = 0)
2r(R+r-a]
¢« 91 e @° A Bpemsi 06paboTku
L= me2reg” MM MyTb pesanms = — wH | F,)m ) >
360° Length of cut nNezeA Ll, Af
Z Time for cut (for A)
Mnowaab CHUIMaeMoro e 2 (R4-a) CKopoCTb nepemeLLeHmst
= (] 2 1
A,=L+h mm MaTepuana s = * MM/MVH | LEHTPa MHCTPYMeHTa
Area of chip t Feed rate of tool centre
. R-a CKopoCTb nepemeLLeHms
(- I
A_ =1 [R?-(R-a)’] mm? TollaAb karaski S,=S, MM/MUH | KpOMKI MHCTPYMEHTa
T ’ Area of groove section R+r-a Feed rate of tool tip

1‘;‘/')
i

4

6bICTpO 1 6Ge3onacHo -

HCT (HORN Circular Technology)

ansi ppesepHoi 06paboTkn KaHABOK (BHYTPEHHWNX U HAPYXXHbIX) METOAOM KPYroBOW MHTEPMONSALUM, a Takke
npsiMbIX kaHaBok. CuctemHble TpeboaHus Windows 95. Ectb Ha CD-ROM.

Jo



®dpe3epoBaHMe KaHaBOK METOAOM

prrOBOI;i nHTepnonAaAunun

Groove Milling by circular interpolation

(ph HORN i)

®dpe3epoBaHne BHYTPEeHHEN KaHaBKU

Milling of an internal groove

r+[R+a-rP-R

Cos [180° - ¢°] =

—180°- ¢°—> ¢°

2rR+a -1]
e 2reo° A Bpewms obpaboTku
L= o MM [yTb pesaHns t= ey TA MUH (ans A)
° [ ]
Lol e z Time for cut (for A,)
Mnowanas cH1mMaemoro e 2 (R+r-a) CkopocTb nepemelLeHys
= [ 2 1
Ay =Leh, um mMaTepuana §',=——— MM/MMH | LI€HTPa MHCTPyMeHTa
Area of chip t Feed rate of tool centre
R-a CKopoCTb NepeMeLLeHNs
A =TRE(Ray uye || VOUBAS KaHasKs S2 S Ryr.g "MMAH | KpOMK UHCTPYMeHT
T j Area of groove section R+r-a .
r Feed rate of tool tip
O603HauYeHune
Specification
ISO ISO
ObosHayeHme ObosHayeHne ObosHayenne | OBosHaueHue
Specification Specification Specification Specification
CKopoCTb pesaHus S' v, Paguyc dpesbl r r
Feed rate Radius of cutter
O6opoTbl n n Panuyc 3arotoBku R R
Revolutions Radius of workpiece
s g g CKopocTb NepeMeLLeHIs S Vv
Number of teeth LieHTpa UHCTPYMEHTa ! e
Mopaya Ha 3yb S, f, Feed rate of tool centre
Feed/tooth
CpenHsis TonwmHa h h CKopOoCTb NepemeLLeHus s, v,
m m
CTRYXKN , KPOMKI MHCTPYMEHTa
medium thickness of chip Feed rate of tool tip
nybuHa pesaHus a a,
radial depth of cut

s

- safe and fast -

HCT (HORN Circular Technology)

Your cutting data for groove milling by circular interpolation of internal and external grooves as well as groove milling

of linear grooves.

System requirements from Windows 95. Available on CD-ROM.
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MoMeHTbI 3aTSXXKN Ha BUHTbI
Torque of Screws

(ph HORN i)

Hwxe nepeyncneHbl MOMEHTbI 3aTAXKM BUHTOB AJ14 BCEX CUCTEM. Mol He pekomeHgyem ncnosnb3oBaTb
OOMOJTHNUTEJIbHYO CMa3Ky BMHTOB. ,D,J'Iﬂ O3HakoMIeHuna ¢ AMHaMoOMeTpU4YeCKMMKN OTBEPTKaMMN CMOTpUTe
rnaBy ,D,OI'IOJ'IHI/ITeJ'IbeIe NPUHAONEeXHOCTHU

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

™n BuHT M,Nm Krirou JlesBne

type Screw Clamping wrench Blade

380 5.12T20P 6,50 T20PQ DT20PK / DT20PQ
381.0... 5.12T20P 6,50 T20PQ DT20PK / DT20PQ
382...06 5F.06T15P 5,50 T15PQ DT15PK

382...08 5F.08T20P 5,50 T20PQ DT20PK
382...10/12/14 5.10T20P 6,50 T20PQ DT20PK / DT20PQ
383...06 5F.06T15P 5,50 T15PQ DT15PK

383...08 5F.08T20P 5,50 T20PQ DT20PK
383...10/12 5.10T20P 6,50 T20PQ DT20PK / DT20PQ
ABS 5.12T20P 6,50 T20PQ DT20PK / DT20PQ
ADR.O1... C009000 0,75 TeW DT6K
ADR.02/03... C009001 1,50 T8L DT8K
ADR.04/05/06... C009002 1,50 T8L DT8K
B105/BKT105 6.075T15P 5,00 T15PQ DT15PK
B110/BKT110 6.075T15P 5,00 T15PQ DT15PK

BKT356 5.12T20P 6,50 T20PQ DT20PK / DT20PQ
DAH 5.12T20P 6,50 T20PQ DT20PK / DT20PQ
DAHM.25.012... 030.2547.T8P 1,30 T8PL DT8PK
DAHM.25... 030.2553.T8P 1,30 T8PL DT8PK
DAHM.37... 030.3070.T10P 3,40 T10PL DT10PK
DAHM.62... 5.12T20P 6,50 T20PQ DT20PK / DT20PQ
DAM31...02B 030.2541.T8P 1,10 T8PL DT8PK
DAM31...03A/B 030.2547.T8P 1,10 T8PL DT8PK
DAM31...04A/B 030.2553.T8P 1,10 T8PL DT8PK
DAM31...05A/B 030.2557.T8P 1,10 T8PL DT8PK
DAM32...A... 030.3576.T10P 3,50 T10PL DT10PK
DAM32...02A/B 030.3562.T10P 3,50 T10PL DT10PK
DAM32.025.D...03A/B 030.3569.T10P 3,50 T10PL DT10PK
DAM32.032.D...03A/B 030.3576.T10P 3,50 T10PL DT10PK
DAM32.417...03B 030.3569.T10P 3,50 T10PL DT10PK

DAM62 030.3070.T10P 3,00 T10PL DT10PK

DRHD 6.075T15P 5,00 T15PQ DT15PK

HSK 5.12T20P 6,50 T20PQ DT20PK / DT20PQ
L381.A060... 5F.08T20P 5,50 T20PQ DT20PK
L381.D080... 5F.08T20P 5,50 T20PQ DT20PK
L381.D086... 5.12T20P 6,50 T20PQ DT20PK / DT20PQ
L381.G070... 5.10T20P 6,50 T20PQ DT20PK / DT20PQ
L381.G080... 5F.08T20P 5,50 T20PQ DT20PK
L381.G086/090/098 5.12T20P 6,50 T20PQ DT20PK / DT20PQ
L381.N090... 5F.08T20P 5,50 T20PQ DT20PK

L381.S... 5.15T20P 6,50 T20PQ DT20PK / DT20PQ
L381.T... 5F.08T20P 5,50 T20PQ DT20PK
L381.X090... 5.12T20P 6,50 T20PQ DT20PK / DT20PQ
LM275.D... 030.357P.0315 3,00 T10PL DT10PK

M101 030.3543.T8P 2,00 T8PL DT8PK
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MoMeHTbI 3aTAXXKU Ha BUHTDI

Torque of Screws

(ph HORN i)

T™n

type
M101...A22...30/...40
M101...A32...30/...40
M101...A40...30/...40
M116

M117K...05
M117K...07
M117K...09
M117.MD10...
M117U...05
M117U...07
M117P...05
M117P...07

M271

M274

M275

M279

M306

M308

M310...03
M310...04
M310...05

M311
M311.0016.00.B/E
M313
M313.0016.00.B/E
M328
M328.0020.00.B/E
M328.0020.D...
M332

M335
M406...02/03
M406

M409

MDR.01...
MDR.02/03...
MDR.04/05/06...
MDR.08/09/10...
R381.T...
R381.X090...
R381.X073...
RM275.D...
RM275.T...
SM328

Z7313...057
Z7313...082
Z7313...107

J12

BuHT
Screw

030.0520.0912
030.0620.0913
030.1030.0911
5.13T20EP
030.265P.0821
030.265P.0819
030.400P.0227
030.400P.0227
030.265P.0818
2.6.5T8EP
030.265P.0818
2.6.5T8EP
030.2609.T8P
030.3513.T15P
3.5.10T10P
030.0516.T20P
2.6.5T8EP
3.5.12T10EP
030.0324.T7P
030.3535.T8P
030.3543.T8P
4.14T15P
4.16T15KP
5.14T20P
5.13T20KP
5.14T20P
5.13T20KP
5.17T20P
5.17T20P
6.17T25P
030.2669.T8P
030.2608.T8P
030.3511.T10P
C009000
C009001
C009002
C009004
5F.08T20P
5.12T20P
5F.08T20P
030.357P.0315
3.510.T10P
5.17T20P
5.26T20P
5.28T20P
5.30T20P

M. Nm

6,50
8,00
15,00
6,50
1,20
1,20
4,30
4,30
1,20
1,20
1,20
1,20
1,20
3,00
3,00
6,50
1,20
3,00
1,20
2,00
2,00
5,00
5,00
6,50
6,50
6,50
6,50
6,50
6,50
12,00
1,20
1,20
3,50
0,75
1,50
1,50
3,50
6,50
6,50
6,50
3,00
3,00
6,50
6,50
6,50
6,50

Kntoy

Clamping wrench
T15PQ
T20PQ
SW6,0 DIN911
T20PQ
T8PL
T8PL
T15PQ
T15PQ
T8PL
T8PL
T8PL
T8PL
T8PL
T15PQ
T10PL
T20PQ
T8PL
T10PL
T7PL
T8PL
T8PL
T15PQ
T15PQ
T20PQ
T20PQ
T20PQ
T20PQ
T20PQ
T20PQ
T25PQ
T8PL
T8PL
T10PL
T6W
T8L
T8L
T15Q
T20PQ
T20PQ
T20PQ
T10PL
T10PL
T20PQ
T20PQ
T20PQ
T20PQ

Jle3Bue
Blade

DT15PK
DT20PK / DT20PQ

DT20PK / DT20PQ
DT8PK

DT8PK

DT15PK

DT15PK

DT8PK

DT8PK

DT8PK

DT8PK

DT8PK

DT15PK

DT10PK
DT20PK / DT20PQ
DT8PK

DT10PK

DT7PK

DT8PK

DT8PK

DT15PK

DT15PK
DT20PK / DT20PQ
DT20PK / DT20PQ
DT20PK / DT20PQ
DT20PK / DT20PQ
DT20PK / DT20PQ
DT20PK / DT20PQ
DT20PQ

DT8PK

DT8PK

DT10PK

DT6K

DT8K

DT8K

DT15K
DT20PK / DT20PQ
DT20PK / DT20PQ
DT20PK / DT20PQ
DT10PK

DT10PK
DT20PK / DT20PQ
DT20PK / DT20PQ
DT20PK / DT20PQ
DT20PK / DT20PQ



O6G30p nocraBnAeMbIX XBOCTOBUKOB

pe3

Summary Available Milling shanks

(ph HORN i)

130
130
130
130
150

125

80
90
100
100
120
90
100
110
16
37
60
70
95
110
120
160
110
110
110
110
16
22
22
37
60
70
70
100
100
120
130
130
80

80

90
100
110
130
110
130
145
22
22
22
22

Pasmepbl
Dimensions
dgG I2
12 40
12 56
16 40
16 56
16 80
25 -
12 21
12 30
12 42
7,5 -
10 -
12 30
16 25
16 35
11 -
16 11
10 15
12 15
12 29
12 42
12 56
12 -
12 42
16 &3
16 33
16 &3
11 -
16 -
20 -
16 14
10 18
12 18
13 26
12 32
12 45
12 64
12 20
12 20
12 -
16 =
16 25
16 32
16 45
16 64
16 32
16 45
16 64
11 -
16 -
20 -
25 -

11
11
11
11
11

25

()N o) Ie)]

7,3
7,3
7,3

0 o 0 OO O O

o © © ©©p
[$, TN, IS, BS) B

© © © © © © 00 0 0 0 o

0603Ha4eHue
Part number

M116.0012.01B
M116.0012.02B
M116.0016.01B/E
M116.0016.02B/E
M116.0016.03B/E

M275.031.D25.3.04A

M306.0012.01A/B/E
M306.0012.02A/B/E
M306.0012.03A/B/E
M306.0707.03A
M306.1010.03A
M306.0712.02A/B/E
M306.0716.01A/B/E
M306.0716.02A/B/E
M306.ER11.02
M306.M081.01
M306.ST10.01A/B
M306.ST12.01A/B
M308.0012.01A/B/E
M308.0012.02A/B/E
M308.0012.03A/B/E
M308.0012.07A
M308.1012.02A/B/E
M308.1016.01A/B/E
M308.1016.02A/B/E
M308.1016.03A/B/E
M308.ER11.02
M308.ER16.02
M308.ER20.02
M308.M081.01
M308.ST10.01A/B
M308.ST12.01A/B
M308.ST13.01A
M311.0012.01A/B/E
M311.0012.02A/B/E
M311.0012.03A/B/E
M311.0012.05A
SM311.0012.05B/E*
M311.0012.D.00A

M311.0016.D.00A

M311.0016.00B/E
M311.0016.01A/B/E
M311.0016.02A/B/E
M311.0016.03A/B/E
M311.1316.01A/B/E
M311.1316.02A/B/E
M311.1316.03A/B/E
M311.ER11.02
M311.ER16.02
M311.ER20.02
M311.ER25.02

*MaTepunan XBOCTOBUKA: TBEPAbIV CNnas - MO 3anpocy
*Material of shank tungsten alloy - upon request

MnacTuHbI MpumeHeHue
Inserts Use
Tun type t . Ds
116 43 20,4 I
S275 2,5 31 —|_|_
JAVAVAN
1,0/2,5 9,6/11,7 —l_l—
ap max
3,2 1.7 —|<;
108/306/606 75 I
NN\N
9,6/11,7
1,0/2,5 —l_l—
1L
1L
VAVAVA

111/308/608  2,3/3,5  13,4/15,7

allE
39 g
311/611 _ 17,7 AN
ap max
5,7 —ll
311 17 E 5
3,5 17,7 _l_l_
311/611
- | NAN
311/611 3,5 17,7 | I

Pa3smepbl B MM
Dimensions in mm J13



OG30p nocraBnAeMbIX XBOCTOBMKOB
¢pe3

Summary Available Milling shanks

(ph HORN i)

19,7
19,7
37
60
70
70
80
130
130
100
130
93
90
100
130
160
160
130
160
80
80
110
130
160
20
30
20
30
30
30
19,7
19,7
37
60
70
70
80
80
80
100
130
160
100
130
160

104
100

Pazmepbl
Dimensions
dgG Iz
20 -
25 -
16 14
10 18
12 18
13 26
16 26
12 -
16 25
12 -
12 -
16 30
16 23
16 42
16 60
16 85
16 20
16 20
16 20
16 -
20 -
20 45
20 65
20 85
16 -
16 -
20 -
20 -
25 -
32 -
25 -
32 -
16 15
10 -
12 18
13 26
16 26
16 -
20 -
16 42
16 60
16 85
20 42
20 60
20 85
20 85
20 25

12,5
14,5

© © © ©

11,3
11,3
11,3
11,3
11,3
11,3
14
14
11,3
11,3
11,3
11,3
11,3

14,3
14,3
14,3
14,3
14,3
14,3
13,5
15

0603Ha4eHune
Part number

M311.ER20.14.01
M311.ER25.14.01
M311.M081.01
M311.ST10.01A/B
M311.ST12.01A/B
M311.ST13.01A
M311.ST16.01A
SM313.0012.00B/E*
SM313.0016.00B/E*
M313.0012.01A/B/E
M313.0012.02A/B/E
M313.0016.00B/E
SM313.0016.00B/E*
M313.0016.01A/B/E
M313.0016.02A/B/E
M313.0016.03A/B/E
M313.0016.07A
SM313.0016.05B/E*
SM313.0016.07B/E*
M313.0016.D00A
M313.0032.D00A
M313.1620.01A/B/E
M313.1620.02A/B/E
M313.1620.03A/B/E
M313.ER16.01
M313.ER16.02
M313.ER20.01
M313.ER20.02
M313.ER25.02
M313.ER32.02
M313.ER25.14.01
M313.ER32.14.01
M313.M081.01
M313.ST10.01A
M313.ST12.01A/B
M313.ST13.01A
M313.ST16.01A
M328.0016.D.00A
M328.0020.D.00A
M328.0016.01A/B/E
M328.0016.02A/B/E
M328.0016.03A/B/E
M328.0020.01A/B/E
M328.0020.02A/B/E
M328.0020.03A/B/E

M328.0020.00B/E
SM328.0020.00B/E*

*MaTepunan XBOCTOBUKa: TBEPAbIV CNnas - MO 3anpocy
*Material of shank tungsten alloy - upon request

J14

MnacTtuHbl
Inserts

Tun type t

max

ap max
5,7

311/611
815

4,5/3,2
313/613
4,5/3,2

313 =

4,5/3,2

4,5/3,2

ap max
5,7

313/613

4,5

ap max
5,7

313/613 4,5

613

313/613 4,5

ap max

328/628 5.7

325/328/628 5/6,5/9,3

328 -

Pa3smepbl B MM
Dimensions in mm

Ds

17,7

21,7

20

21,7

27,7

24.8/27,7

24

MpumeHeHue
Use

f

{0 f ¢ 3fuzcd g

=

E



OG30p nocraBnAeMbIX XBOCTOBMKOB

dope3

Summary Available Milling shanks

(ph HORN i)

130
145
160
200
250
80
80
145
160
180
120
100
94,3
37
85
35
35
21,7
21,7
70
70
70
90
100
100
100
100
130
160
100
130
160
160
180
200
250
35
70
70
90
100
37
100
130
160

125

Pazmepbl
Dimensions
dgG Iz
20 25
20 -
20 25
20 -
20 -
16 -
20 -
20 -
20 -
20 -

9 =
12 32
12 26,3
16 15
20 -
25 -
32 -
25 -
32 -
12 -
12 20
13 -
16 36
20 36
12 32
16 32
16 42
16 60
16 85
20 42
20 60
20 85
25 95
25 115
25 135
25 185
20 -
12 25
13 25
16 36
20 36
16 15
20 40
20 60
20 85
25 23

15
20
15
20

23,5
23,5
23,5
2885
14,3
11
11
14,3
14,3
14,4
17,5
17,5
17,5

34

0603Ha4eHune
Part number

SM328.0020.05B/E
SM328.0020.06B/E*
SM328.0020.07B/E*
SM328.0020.08B/E*
M328.0020.10A
M328.0016.D.00A
M328.0020.D.00A
M328.0020.D.05A/B/E
M328.0020.D.06A/B/E
M328.0020.D.07A/B/E
M328.0909.01A
M328.0912.01A
M328.0912.01B
M328.M081.01
M328.ER20.02
M328.ER25.02
M328.ER32.02
M328.ER25.16.01
M328.ER32.16.01
M328.ST12.01A/B
M328.ST12.2.01A/B
M328.ST13.01A
M328.ST16.01A
M328.ST20.01A
M332.0012.2.01A
M332.0016.2.01A
M332.0016.01A/B
M332.0016.02A/B
M332.0016.03A/B
M332.0020.01A/B
M332.0020.02A/B
M332.0020.03A/B
M332.2325.06A
M332.2325.07A
M332.2325.08A
M332.2325.09A
M332.ER20.02
M332.ST12.2.01A/B
M332.ST13.2.01A
M332.ST16.01A
M332.ST20.01A
M332.M081.01
M335.0020.01A/B
M335.0020.02A/B/E
M335.0020.03A

380.0044.03A/B/E

*MaTepunan XBOoCTOBUKa: TBEPAbIV CNnas - MO 3anpocy
*Material of shank tungsten alloy - upon request

MnacTtuHbl
Inserts
Tun type t .
328/628
9,3
6,5
6,5
ap max
5,7
325/328/628
5,0/6,5
10,0
332/632/636
8,3
335 8,0
314 4,0

MpumeHeHue
Use
Ds
NN\
27,7
=
NN\
28
1
27,7
=
24,8/27,7
1
1
31,7
NN\
1L
34,7 —|_|_
24 I
JAVAVA

Pa3smepbl B MM
Dimensions in mm

J15



PexuMbl pe3aHus (ph HORN i)

Cutting Data

HavanbHble 3Ha4eHWs CKOPOCTY pe3aHus V.1 CpefHelt TONLWMHbI CTPYXKK h ., And pacyeta MWHYTHOM NOAa4M C UCMOMb30BaH1eM NPorpaMMbl HCT.
Standard values for cutting speeds v_ and medium thickness h,_for calculating feed rates by calculating cutting programm »HCTx.

0 CKOpOCTb pesaHns v, CPeAHAR TOLLMHA CTPYXKU h
Marepuen 'g % Cutting speed v, medium thickness of chip h_
Material g3 TN35 ASA5 Tun nnactuubl/insert Type 108,111,116, 306-336,606-636
8 % m MG12 TI25 TA45 04€Hb KECTKUA KECTKUI HEXeCTKUA
I TH35 very rigid Tigid not rigid
P 02%C 140 - 240 240 -
Yrnepoauctas ctanb
N 0,4% C 180 - 210 210 -
0,6% C 200 - 160 160 -
OTOMOKEHas
p——— 180 - 150 150 - 0,05 0,03 0,01
JlervpoBaHHas ctanb 3aKarnka
Alloyed steel quenched 280 ) 120 120 -
sakanka = T -
quenched
OTOXOKEHAS
BbICOKONervpoBaHHas CTarb  annealed 200 = 70 70 -
high alloyed steel
(>5%) 3aKarneHHas B : ) ) B B B
hardened
HenernpoBaHHoe
CransHoe NuTbe unalloyed 180 e -
Cast steel
nernpoBaHHoe 220 70 120 120
alloyed
M MapTeHCUTHas,
cheppuTHas 200 80 130 130
HepxasetoLLas cranb martensitic, ferritic
Stainless steel
ERIC T 180 70 120 120 -
austenitic
C HI3KUM Npesenom
TeKy4ecTn 180 70 100 100
YyryH low tensile strength
Cast iron C BbICOKUM Mpeeniom
TeKy4ecTn 250 60 90 90
high tensile strength
heppuTHbIt
UyryH co ccheporanbHbIM - ferrtic 160 70 100 120
rpacutom ;
Spheroidal graphite cast i nepruTHbIA
pheroidal graphite cast iron perrl)itic 250 ; 60 60 - 005 003 001
heppuTHbI
o ferrtic 125 60 100 100
YryH
Malleable cast iron "
NEBEariAT] 225 70 120 120 -
perlitic
B NOCTaBKe
N CnnaBbl anOMUHVS not heat treatable e | ) -
Al-alloy
YMPOYHEHHbIE " .
heat treatable 80-120 a4 300 -
B MOCTaBKe
80 220 300 - -
AMOMUHVEBOE MNThE not heat treatable
Al-cast-alloy
XI‘IpO‘-IHeHHbIe 100 100 200 ) -
eat treatable
B MOCTaBKe
Crinasbl ey not heat treatable 90 120 : : -
Copper-alloy
YNPOYHEHHbIE ) )
heat treatable 100 e -
S OTONOKEHBIN 200 40 80 80 -
YaponpouHbIii cnnas annealed
Heat resistant alloy (Fe -
y (Fe) 3akaneHHbIN 275 30 i i -
hardened
OTOMNOKEHBIN
250 20 40 40 -
YaponpouHbIii cnas annealed
Heat resistant alloy (Ni, Co) i
y (Ni, Co) 3akaneHHbIi 350 15 i i -
hardened

J16



Pexumbl pe3aHus
Cutting Data

(ph HORN i)

HavanbHble 3Ha4eHWs CKOPOCTY pe3aHus V.1 CpefHelt TONLWMHbI CTPYXKK h ., And pacyeta MWHYTHOM NOAa4M C UCMOMb30BaH1eM NPorpaMMbl HCT.
Standard values for cutting speeds v_ and medium thickness h,_for calculating feed rates by calculating cutting programm »HCTx.

Marepuan
Material

P

*KepMeT JOCTYreH TOMbKO B peXxyLLuX nnactuHax tuna 314

YrnepoaucTtas cranb
Carbon steel

JlervpoBaHHas ctanb
Alloyed steel

BbicokonerpoBaHHas cTarnb
high alloyed steel
(>5%)

CranbHoe nuTbe
Cast steel

HepxagetoLLas cTanb
Stainless steel

YyryH
Castiron

UYyryH co ceponpanbHbim
rpacuTom
Spheroidal graphite cast iron

Kok vyry
Malleable cast iron

CnnaBbl antOMUHNS
Al-alloy

AnOMUHVEBOE NNTbE
Al-cast-alloy

Cnnasbl Meau
Copper-alloy

YKaponpoyHbli cnnas
Heat resistant alloy (Fe)

YKaponpouyHbii cnnas
Heat resistant alloy (Ni, Co)

0,2%C
0,4%C

0,6%C

OTOXOKEHas
annealed

3aKanka
quenched

3aKanka
quenched

OTOXOKEeHast
annealed

3aKaneHHas
hardened

HenervposaHHoe
unalloyed

nermpoBaHHoe
alloyed

MapTeHcUTHas,
theppuTHas
martensitic, ferritic

ayCTeHUTHas
austenitic

C HI3KUM Npeaenom
TeKy4ecTn
low tensile strength

C BbICOKUM Npezesiom
TeKy4ecTn
high tensile strength

heppUTHbI
ferritic

nepruTHbIA
perlitic

heppuTHbI
ferritic

MepnTHbIA
perlitic

B NOCTaBKe
not heat treatable

YMPOYHEHHbIE
heat treatable

B MOCTaBke
not heat treatable

YMpOYHEHHbIe
heat treatable

B NOCTaBKe
not heat treatable

YNPOYHEHHbIE
heat treatable

OTONOKEHBIN
annealed

3aKaneHHbIN
hardened

OTONOKEHBIN
annealed

3aKaneHHbIN
hardened

*Cermet only indexable insert type 314 available

—

TeepaocTb
Hardness Brinell

-
N
o

180

200

180

280

350

200

180

220

200

180

180

250

160

250

125

225

30-80

80-120

80

100

90

100

200

275

250

350

CKopoCTb pesaHns Vv,

Cutting speed v,
TN35
MG12  TI25
TH35
- 240
- 210
- 160
- 150
- 120
- 70
- 70
80 180
70 120
80 130
70 120
70 100
60 90
70 100
- 60
60 100
70 120
550 800
220 300
220 300
100 200
120 -
100 -
40 80
30 -
20 40
15 -

AS45
TA45

240

210

160

150

120

70

70

180

120

130

120

100

90

120

60

100

120

[o ]
o

o
o

CPeAHAR TOLLMHA CTPYXKU h
medium thickness of chip h_

Tun nnactukbi/insert Type S310 / 314 / S275

OY4eHb KECTKU KECTKMA HEXECTKMI
very rigid rigid not rigid
0,1 0,05 0,03
0,1 0,05 0,03

J17
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NMonuroHanbHoe dpe3epoBaHUue
Polygon Milling Cﬁh HORN I]h)

Cuctema/System CtpaHuua/Page

M275 K2
381 K8

K1



NMNonuroHanbHoe pe3epoBaHUue
Polygon Milling Cﬁh HORN I]h)

Kopnyc dpesbl
Cutter
M275

K4-K5

CMeHHas nnacTtuHa
Indexable insert

S275

CrtpaHuua/Page
K6

K2



NMonuroHanbHoe dpe3epoBaHUue
Polygon Milling Cﬁh HORN I]h)

M275

Kopnyc dpesbl Cutter

@ pexyLien Kpomkn ot 40 Mm from cutting edge @ 40 mm

K3



NMonuroHanbHoe hpe3epoBaHue
Polygon Milling Cﬁh HORN I]h)

Kopnyc ¢pesbl M275 7 U ~N

Cutter

@ pexyLuen KpoMKM Cutting edge @ 40 mm

anga ctaHka: Tornos
for machine: Tornos

ana nnacTtuHbI

R/LS275.MK13.MO
L = nokasaHo neBoe MCronHeHune. for insert R/LS275.MK13.M0O
Picture = left hand cutting version

O6o03HayeHue Ds d, h t o d, d, Tun craHka
Part number Machine type
R/LM275.D040.10.04 40 88 7,9 8 10 15,5 EvoDECO 10

[pyrve pasmepsbl - No 3anpocy.

Further sizes upon request

|/|CI'IOﬂb3yl7ITe npaByo Oep>KaBKy A4 NMpaBblX PexyLmnx NnacTtruH 1 NeByk AepXXaBKy ONA NeBbIX PexyLmnX nnacTtuH.
Right hand toolholders use right hand inserts. Left hand toolholders use left hand inserts.

MOMEHT 3aTSKKM BUHTOB CM. TexHU4Yeckmne pekoMeHaaumm.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu

Spare Parts
Kopnyc dpesbi 3aXXMMHOW BUHT Knroy Tun TORX PLUS® BanaHCUPOBOYHbLIN 3NIEMEHT
Cutter Clamping Screw TORX PLUS® Wrench Balancing element
LM275.D040.10.04 030.357P.0315 T10PL LS275.AT41.HM
RM275.D040.10.04 030.357P.0315 T10PL RS275.AT41.HM

K4



NMonuroHanbHoe dpe3epoBaHUue
Polygon Milling Cﬁh HORN I]h)

Kopnyc ¢pesbl M275

Cutter

@ pexyLuen KpoMKM Cutting edge @ 64 mm

nons ctanka: Traub
for machine: Traub

ana nnacTtuHbI

RS275.MK13.MO
[Moka3aHo npaBoe McnorHeHne for insert RS275.MK13.M0
Picture = right hand cutting version

O603Ha4yeHue Ds d, h b d, d, | Tun cranka

Part number Machine type

RM275.7T064.33.03 64 56 39 3 33 36 | TNL12-7 MpoTrBOnonoxHoin wnuHaens/Subspindle
[Opyrve pasmepsbl - No 3anpocy. Pasmepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm

MOMEHT 3aTSKKM BUHTOB CM. TeXHUYeckue pekomeHgauunn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YyacTu

Spare Parts
Kopnyc dpe3bi 3axumHon BUHT | Knroy Tun TORX PLUS®
Cultter Clamping Screw TORX PLUS® Wrench
RM275.T064.33.03 3.510T10P T10PL

K5



NMonuroHanbHoe dpe3epoBaHUue
Polygon Milling Cﬁh HORN I]h)

CMeHHas nnacTtuHa 8275 s ~

Indexable insert

LLinpuHa pesa Width of cut 4 mm

Kopnyc dopesbl

+ A Cutter

™n M275
Type

MpogonkHoe =
peseposaHue
Side milling

A t
N — \

;_
R = nokasaHo npaBoe UCNoJIHeEHne L = neBoe ncnonHeHne
R = right hand version shown L = left hand version
O6o3HayeHune w r S
Part number
R/LS275.MK13.MO 1,3 0,2 3,9

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpMMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIV CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
Bbibepute R unu L ncnonHeHue.
State R or L version
[Opyrne pasmepsl - No 3anpocy.
Further sizes upon request

K6
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NMNonuroHanbHoe hpe3epoBaHue
Polygon Milling Cﬁh HORN I]h)

Kopnyc dpesbl
Cutter
381

CtpaHuua/Page
K10, K12, K15-K19, K21-K22

CrtpaHuua/Page
K11, K13-K14, K20

CMeHHas nnactuHa
Indexable insert

N314/314

CtpaHunua/Page
K23-K24

K8



NMonuroHanbHoe hpe3epoBaHUue
Polygon Milling Cﬁh HORN I]h)

381

Kopnyc dpesbl Cutter

@ pexyLien KpoMmkn ot 60 Mm from cutting edge @ 60 mm

K9



NMonuroHanbHoe dpe3epoBaHUue
Polygon Milling Cﬁh HORN I]h)

Kopnyc ¢pesbl 381
Cutter

@ pexyLuen KpoMKM Cutting edge @ 60 mm

[ns ctaHka: Star
for machine: Star

h
-t A-A
=
J] |
(")‘ o™~
--—-1 © O
S RS
]_] |
Aanga nnacTtUHbI
N314.MK40.20
L = nokasaHo neBoe UCTONHEHNE. for insert N314.MK40.20

Picture = left hand cutting version

O603Ha4yeHue Ds d, h t o d, Tun cTaHka
Part number Machine type
L381.A060.13.04 60 50 8,2 4,5 13 Star SR-20J
[Opyrve pasmepsbl - MO 3anpocy. Pasmepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm

MOMEHT 3aTSKKN BUHTOB CM. TEXHUYecKue pekomMmeHgauunn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu

Spare Parts
Kopnyc dpesbi 3aXXMMHOW BUHT Kntou Tun TORX PLUS® BanaHCMPOBOYHLIN ANIEMEHT
Cutter Clamping Screw TORX PLUS® Wrench Balancing element
L381.A060.13.04 5F.08T20P T20PQ L314.AT30.HM

K10



NMonuroHanbHoe dpe3epoBaHUue

Polygon Milling

(ph HORN i)

Kopnyc ¢pesbl
Cutter

@ pexyLuen KpoMKM Cutting edge @

ons ctanka: Gildemeister
for machine: Gildemeister

L = nokasaHo neBoe UCMOSIHEHNE.
Picture = left hand cutting version

O6Go3Ha4yeHue Ds
Part number

L381.G070.15.04 70
L381.G086.25.04 86
L.381.G098.26.04 98

[pyrve pa3mepsbl - MO 3anpocy.
Further sizes upon request

58
74
86

381

70/86/98

h a
15 8,16°
23 8,16°
23 8,32°

MOMEHT 3aTsXKK1 BUHTOB CM. TEeXHUYEeCKMe pekoMmeHaauum.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu

Spare Parts
Kopnyc dpesbi 3axumHon BUHT | Knrou Tun TORX PLUS®
Cutter Clamping Screw TORX PLUS® Wrench
L381.G070.15.04 5.10T20P T20PQ
L381.G... 5.12T20P T20PQ

Ona pexywmx nnactmH

L314.MK50...
for inserts L314.MK50...

d Tun cTaHka
Machine type

11,5 GLD25/GD32
18,0 GM20-6,-35-8/GMC35
20,0 GM35-6,-35-8,-42-6/GMC35

Pasmepbl ykaszaHbl B MM.
Dimensions in mm

BanaHCUPOBOYHbLIN 3NeMeHT
Balancing element

N314.AT40.HM
N314.AT40.HM

K11



NMonuroHanbHoe dpe3epoBaHUue
Polygon Milling Cﬁh HORN I]h)

Kopnyc ¢pesbl 381
Cutter

@ pexyLuen KpoMKM Cutting edge @ 80 mm

ons ctanka: Gildemeister
for machine: Gildemeister

ana nnacTtuHbI

N314.MK40.20
L = nokasaHo neBoe MCronHeHune. for insert N314.MK40.20
Picture = left hand cutting version

O603Ha4yeHue Ds d, h b d, Twn cTaHka
Part number Machine type
L381.G080.16.04 80 68 9 5 16 SPRINT 20/32
[Opyrve pasmepsbl - No 3anpocy. Pasmepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm

MOMEHT 3aTSHKKN BUHTOB CM. TeXHUYeckue pekomeHgauunn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YyacTu

Spare Parts
Kopnyc dpe3bi 3aXXMMHOW BUHT Kntou Tun TORX PLUS® | BanaHCMpPOBOYHbLIN 3IeMEHT
Cultter Clamping Screw TORX PLUS® Wrench Balancing element
L381.G080.16.04 5F.08T20P T20PQ L314.AT30.HM

K12



NMonuroHanbHoe dpe3epoBaHUue

Polygon Milling

(ph HORN i)

Kopnyc ¢pesbl
Cutter

381

@ pexyLuen KpoMKM Cutting edge @

ons ctanka: Gildemeister
for machine: Gildemeister

2ds;
od,

[ ]

L = nokasaHo neBoe UCMOSIHEHNE.
Picture = left hand cutting version

O6Go3Ha4yeHue Ds d, h
Part number
L.381.G090.22.04 90 78 20

[pyrve pa3mepsbl - N0 3anpocy.
Further sizes upon request

MOMEHT 3aTSKKN BUHTOB CM. TeXHUYeckue pekomMeHgaunu.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

90 mm

Ona pexywmx nnactmH

L314.MK50...
for inserts L314.MK50...

d, d, Tun cTaHka
Machine type
22 30 SPRINT 32L/-42L

Pasmepbl ykaszaHbl B MM.
Dimensions in mm

BanaHCUMPOBOYHbLIN 3NeMeHT

Balancing element

Spare Parts
Kopnyc dpesbi 3axkumHon BUHT | Kntou Tun TORX PLUS®
Cutter Clamping Screw TORX PLUS® Wrench
L381.G090.22.04 5.12T20P T20PQ

N314.AT40.HM

K13



NMonuroHanbHoe dpe3epoBaHUue
Polygon Milling Cﬁh HORN I]h)

Kopnyc ¢pesbl 381
Cutter

@ pexyLuen KpoMKM Cutting edge @ 90 mm

ans ctanka: INDEX
for machine: INDEX

Ona pexywmx nnactmH

R/L314.MK50...
[Moka3aHo npaBoe McnorHeHne for inserts R/L314.MK50...
Picture = right hand cutting version

O603Ha4yeHue Ds d, h t oo d, Tun cTaHka MnactuHa
Part number Machine type Insert
L381.X090.27.04 90 78 16,2 5 27 Index ABC L314...
R381.X090.27.04 90 78 16,2 5 27 Index ABC R314...
Bbibepute R nnum L ncnonHeHwe. Pasmepbl ykaszaHbl B MM.
State R or L version Dimensions in mm

[pyrvue pasmepsbl - N0 3anpocy.

Further sizes upon request

MOMEHT 3aTSKKM BUHTOB CM. TEXHUYeckne pekomeHgauunn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YyacTu

Spare Parts
Kopnyc dpe3bl 3aXXMMHOW BUHT Kntou Tun TORX PLUS® BanaHCUPOBOYHbLIN 3NIeMEHT
Cultter Clamping Screw TORX PLUS® Wrench Balancing element
R/L381.X090.27.04 5.12T20P T20PQ 020.0314.1531
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NMNonuroHanbHoe ppe3epoBaHUue
Polygon Milling

(ph HORN i)

Kopnyc ¢pesbl 381 Ve ~— DY
Cutter

@ pexyLuen KpoMKM Cutting edge @ 73,5 mm

ans ctanka: INDEX
for machine: INDEX

ana nnacTtuHbI

N314.MK40.20

[Moka3aHo npaBoe McnorHeHne for insert N314.MK40.20

Picture = right hand cutting version

O6Go3Ha4yeHue Ds d, h t oo d, Twn cTaHka
Part number Machine type
R381.X073.16.04 73,5 63,5 8 5 16 Index MS25

[Opyrvne pasmepsbl - Mo 3anpocy.
Further sizes upon request

Pasmepbl ykaszaHbl B MM.
Dimensions in mm

MOMEHT 3aTSKKM BUHTOB CM. TeXHUYeckue pekomeHgauunn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu
Spare Parts

Kntou Tun TORX PLUS® | BanaHCMpPOBO4YHbLIN 3N1EMEHT
TORX PLUS® Wrench Balancing element

T20PQ R314.AT30.HM

Kopnyc dpe3bi 3aXXMMHOW BUHT
Cultter Clamping Screw

R381.X073.16.04 5F.08T20P
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NMonuroHanbHoe dpe3epoBaHUue

Polygon Milling

(ph HORN i)

Kopnyc ¢pesbl
Cutter

@ pexyLuen KpoMKM

ans ctaHka: Nakamura
for machine: Nakamura

h

|

L = nokasaHo neBoe UCMOSIHEHNE.
Picture = left hand cutting version

Cutting edge @

381

90 mm

e ~— ™\

ana nnacTtuHbI

N314.MK40.20
for insert N314.MK40.20

O6Go3Ha4yeHue Ds d, h t oo d, Twn cTaHka
Part number Machine type
L.381.N090.16.04 90 80 7,8 5 16 WT250

[pyrvue pasmepsbl - Mo 3anpocy.
Further sizes upon request

MOMEHT 3aTsKKM BUHTOB CM. TexXHu4Yeckune pexkomeHgauunn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu
Spare Parts

Pasmepbl ykaszaHbl B MM.
Dimensions in mm

Knrou Tun TORX PLUS®
TORX PLUS® Wrench

T20PQ

BanaHCUPOBOYHbLIN 3NIEMEHT
Balancing element

L314.AT30.HM

3aXXMMHOW BUHT
Clamping Screw

5F.08T20P

Kopnyc cdpesbi
Cutter

L381.N090.16.04
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NMonuroHanbHoe dpe3epoBaHUue
Polygon Milling Cﬁh HORN I]h)

Kopnyc ¢pesbl 381 e N
Cutter

@ pexyLuen KpoMKM Cutting edge @ 78/98/118

ans ctaHka: A.H. Schitte
for machine: A.H. Schutte

Angd nnacTtuHbl
L314.MK70.MO

L = nokasaHo neBoe UCTONHEHNE. for insert L314.MK70.MO
Picture = left hand cutting version

O6o3HayeHune Ds d, h a b d, Tun cTaHka
Part number Machine type
L.381.S078.30.02 78 66,0 19 5,42° 5 26,3 SG18, SG20, AG18
L381.5098.30.02 98 94,6 19 5,42° 5 26,3 SG20/SF26,-S,-L/SE18/AF26,32
L.381.5118.30.02 118 115,0 19 5,42° 5 26,3 SF32,42,51,67/AF42
[pyrve pasmepsbl - No 3anpocy. Pasmepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm
MpumeyaHwme:
YCUIEHHbIN KapMaH, nogaya no ocu
Note:

reinforced pocket, feed in axial direction

* tmax npogonbHoe pesepoBarre = 5,0 MM / ppedepoBaHne kaHaBku = 1,2 MM
* tmax Side Milling = 5,0 mm / Groove Milling = 1,2 mm

MOMEHT 3aTSKKN BUHTOB CM. TEXHUYeckue pekomMeHgauunn.

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

3anacHble YacTtu

Spare Parts
Kopnyc dpesbi 3axkumHon BUHT | Kntou Tun TORX PLUS®
Cutter Clamping Screw TORX PLUS® Wrench
L381... 5.15T20P T20PQ
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NMonuroHanbHoe dpe3epoBaHUue
Polygon Milling

(ph HORN i)

Kopnyc ¢pesbl 381
Cutter

@ pexyLuen KpoMKM Cutting edge @ 78 /98 /118 mm

ans ctaHka: A.H. Schitte
for machine: A.H. Schutte

A-A
6
‘ - 3\
: f
| o "o
=) T -
. Q [
Kl >
B nh | B
* ol
L = nokasaHo NeBO€e UCMONHEHME.
Picture = left hand cutting version
O6o3HayeHune Ds d, h a b
Part number
L.381.5078.30.03 78 77,0 19 5,42° 5
1L.381.5098.30.03 98 94,6 19 5,42° 5
L.381.5118.30.03 118 115,0 19 5,42° 5

[pyrve pasmepsbl - No 3anpocy.

Further sizes upon request

MpumeyaHwme:

YCUIEHHbIN KapMaH, nogaya no ocu

Note:

reinforced pocket, feed in axial direction

* tmax npogonbHoe pesepoBarre = 5,0 MM / ppedepoBaHne kaHaBku = 1,2 MM
* tmax Side Milling = 5,0 mm / Groove Milling = 1,2 mm

MOMEHT 3aTSKKM BUHTOB CM. TEeXHUYeckne pekomeHgauunn.

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

3anacHble YacTtu

Spare Parts
Kopnyc dpesbi 3axkumHon BUHT | Kntou Tun TORX PLUS®
Cutter Clamping Screw TORX PLUS® Wrench
L381... 5.15T20P T20PQ
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ana nnacTtuHbI

L314.MK70.MO
for insert L314.MK70.MO

d Tun cTtaHka
Machine type

26,3 | SG18, SG20, AG18
26,3 | SG20/SF26,-S,-L/SE18/AF26,32
26,3 | SF32,42,51,67/AF42

Pasmepbl ykaszaHbl B MM.
Dimensions in mm




NMonuroHanbHoe dpe3epoBaHUue

Polygon Milling

(ph HORN i)

Kopnyc ¢pesbl
Cutter

381

@ pexyLuen KpoMKM Cutting edge @

ans ctaHka: Tornos
for machine: Tornos

h

1]

L = nokasaHo neBoe UCMOSIHEHNE.
Picture = left hand cutting version

O6Go3Ha4yeHue Ds d, h
Part number
L.381.D080.16.04 80 57,5 13,6

[pyrve pasmepsbl - Mo 3anpocy.
Further sizes upon request

MOMEHT 3aTSKKN BUHTOB CM. TEXHUYecKne pexkomMmeHgauunn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

80 mm

ana nnacTtuHbI

N314.MK40.20
for insert N314.MK40.20

d, d, Twun cTaHka
Machine type
16 23 DECO 2000/DECO 13/20/26

Pasmepbl ykaszaHbl B MM.
Dimensions in mm

Spare Parts
Kopnyc dpesbi 3axumHon BUHT | Kntoy Tun TORX PLUS® | BanaHCUPOBOYHbIN 3rieMeHT
Cutter Clamping Screw TORX PLUS® Wrench Balancing element
L381.D080.16.04 5F.08T20P T20PQ L314.AT30.HM
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NMonuroHanbHoe dpe3epoBaHUue
Polygon Milling Cﬁh HORN I]h)

Kopnyc ¢pesbl 381
Cutter

@ pexyLuen KpoMKM Cutting edge @ 86 mm

ans ctaHka: Tornos
for machine: Tornos

-c(\l
o
Ona pexywmx nnactmH
L314.MK50...
L = noka3aHo NeBoe UCMOSHEHVE. for inserts L314.MK50...
Picture = left hand cutting version
O603Ha4yeHue Ds d, h . d, d, Tun cTaHka
Part number Machine type
L381.D086.25.04 86 74 23 5 247 18 Tornos Multi-Deco
Opyrve pasmepsbl - No 3anpocy. Pasmepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm
MOMeHT 3aTSXKK1 BUHTOB CM. TEXHUYECKMe pekoMeHaauum.
For torque specification of the screw, please see Technical Instructions.
3anacHble yacTu
Spare Parts
Kopnyc dpesbi 3aXXMMHOW BUHT Kntou Tun TORX PLUS® | BanaHCUMPOBOYHbIN 3rIeMeHT
Cutter Clamping Screw TORX PLUS® Wrench Balancing element
L381.D086.25.04 5.12T20P T20PQ N314.AT40.HM
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NMonuroHanbHoe hpe3epoBaHue
Polygon Milling Cﬁh HORN I]h)

Kopnyc ¢pesbl 381 Ve ~— DY
Cutter

@ pexyLuen KpoMKM Cutting edge @ 80 mm

nons ctanka: Traub
for machine: Traub

de

ana nnacTtuHbI

N314.MK40.20
[Moka3aHo npaBoe McnorHeHne for insert N314.MK40.20

Picture = right hand cutting version

O6Go3Ha4yeHue Ds d, h t o d, Twun cTaHka
Part number Machine type
R381.7T080.16.04 80 69 12 5 16 TRAUB TNL18

[Opyrve pasmepsbl - Mo 3anpocy. Pasmepbl ykaszaHbl B MM.

Further sizes upon request Dimensions in mm

MOMEHT 3aTSKKM BUHTOB CM. TeXHUYeckue pekomeHgauunn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu

Spare Parts
Kopnyc dpesbi 3aXXMMHOW BUHT Kntou Tun TORX PLUS® | BanaHCUPOBOYHbIN 3eMeHT
Cutter Clamping Screw TORX PLUS® Wrench Balancing element
R381.7080.16.04 5F.08T20P T20PQ R314.AT30.HM
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NMonuroHanbHoe dpe3epoBaHUue
Polygon Milling Cﬁh HORN I]h)

Kopnyc ¢pesbl 381
Cutter

S Wl

@ pexyLuen KpoMKM Cutting edge @ 69 mm

nons ctanka: Traub
for machine: Traub

@d,

ana nnacTtuHbI

N314.MK40.20
L = nokasaHo neBoe MCronHeHune. for insert N314.MK40.20
Picture = left hand cutting version

O603Ha4yeHue Ds d, h b d, Tun cTaHka

Part number Machine type

L381.T069.12.04 69 57,5 8 ) 12 TNL12-7/TNL26/TNK36
[Opyrve pasmepsbl - Mo 3anpocy. Pasmepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm

MOMEHT 3aTSKKN BUHTOB CM. TEXHUYEeCcKne pexkomeHgauunn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YyacTu

Spare Parts
Kopnyc dpe3bi 3axumHou BUHT | Kntou Tun TORX PLUS® | BanaHCUPOBOYHbLIN 3f1IEMEHT
Cultter Clamping Screw TORX PLUS® Wrench Balancing element
L381.7T069.12.04 5F.08T20P T20PQ L314.AT30.HM
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NMonuroHanbHoe dpe3epoBaHUue
Polygon Milling

(ph HORN i)

CmMeHHada nnacTtuHa
Indexable insert

N314

LLinpuHa pesanusa Width of cut 4-7 mm

Kopnyc dopesbl
Cutter
™n 381
Type
DpeseposaHue MpogensHoe
KaHaBOK thpeseposaHne
Groove milling Side miling
* *t ‘ —
tmax A —-—ia;-— A
”~ ‘
= 0| = 1 2
= / J )_ |
|
A N
L314... ol N314...
O6o3HayeHune w r s
Part number
N314.MK40.20 4 - 3,6
R/L314.MK50.20 5 0,15 52
L314.MK70.MO 7 0,15 7,4
A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHue / alternative recommendation
- HENPUrOAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMMaB C MNOKPbITMEM / coated grades
I ¢ Hanankon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpLOro cnnasa
Dimensions in mm Carbide grades
Beibepute R (npaBoe), L (neBoe) vnu N (HenTpanbHoOe) NCNONHEHNeE.
State R, L or N version
Opyrne pasmepsbl - N0 3anpocy.
Further sizes upon request
o ®pesepoBaHue kaHaBok | lpoponbHoe hpesepoBaHme
Groove Milling Side Milling
N314.MK40.20 cM. ®pesa/see cutter 2,5
R/L314.MK50.20 cMm. Ppesalsee cutter 5,0
L314.MK70.M0 cM. Ppesalsee cutter 5,0

K23



NMonuroHanbHoe dpe3epoBaHUue
Polygon Milling

(ph HORN i)

CmeHHas nnacTuHa 314
Indexable insert

LLinpuHa pesanusa Width of cut 5-5,4 mm

2
<
tmax
L = nokasaHo NeBOe UCMONHEeHNE R = npaBoe UCnoJiHeHne
L = left hand version shown R = right hand version
O6o3HayeHune w r s
Part number
R/L314.MK50.5.20 5,0 0,15 54
R/L314.MK50.20.L 5,4 0,60 54

A co Cknapa/onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request

o OcHOBHOE npumeHeHwue / recommended

0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation

- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMSA / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades

I ¢ Hanamkon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM.

Dimensions in mm

Beibepute R nnu L ncnonHexue.

State R or L version

[Opyrne pasmepsl - No 3anpocy.

Further sizes upon request
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Kopnyc dopesbl
Cutter

™n 381
Type

MpogoneHoe
pe3sepoBaHue

Side milling

Mapkun TBEpPAOro crnnaea
Carbide grades



TexHu4yeckasa uHcgpopmauus Cﬁl’l HORN ill)

TexHornormna opesepoBaHNs MHOrOrpaHHMKOB

O6paboTka MHOrorpaHHMKOB - 3TO NMpoLecc 06paboTkM NNOCKOCTEN HA BPaLLAKOLLMXCS
aetansax npu nomMoLum crneyuanbHbiX hpes Ha TokapHbIX cTaHkax ¢ YUllY vnu
MHorownuHaensHoM obopyaoBaHun. [letanb (rnaBHbIN WNMHAENL) 1 hpe3a (NpnBOAHOM
WHCTPYMEHT) LOSMKHbI BpaLlaTbCA CUHXPOHHO.

Mpu paHHOM Buae o6paboTKkm ucnonbiyercsa BcTpeuHoe dbpesepoBaHue!

KonnyectBo CTOPOH MHOrOrpaHHMKa 3aB1UCUT OT COOTHOLLEHWS BPaLLLEHNsI 3aroTOBKK U
dpesbl 1 kKonmyecTBa 3yoObeB pesbl.

Mpun cooTHOWEHUN 2:1 NOBEPXHOCTb MMeeT HeBOonMbLUYIO BbINyKNOCTb. OTKNOHEHWE OT
dopmMbl JONYCTUMO 1151 BCEX BUAOB AaHHON 06paboTKu.

Mpu cooTHOWwEHUN 1:1 NOBEPXHOCTb MMEET CUSbHYIO BbIMYKNOCTb. OTKNOHEHME
HeZonyCcTMMO ANSA NOBEPXHOCTEN MHOrOrpaHHuKa.

Mpu cooTHOWEHUN 3:1 MOBEPXHOCTb MMEET CUSbHYIO BOTHYTOCTb. OTKNOHEHNETaKKe He
noaxoauT Ans NoBepxXHOCTeN MHOrorpaHHuKa.

WNcxopsa ns atoro, Tpebyemoe Konm4yecTBO CTOPOH MHOFOrpaHHMKa AOSMKHO ObiTh B ABa
pasa 6onblue KonMYyecTBa CMEHHbIX NacTUH Ha Koprnyce dpesbl.

[nsa pacyeta bopMbl NOCKOCTEN HEOBXOOMMbI CneayoLlmMe AaHHble:

1. OnameTp dpesbl.

2. lWnpnHa obpabaTtbiBaeMon rpaHu.

3. AnameTp npeasaputenbHon o6paboTku.

4. KonmyecTtBO CTOPOH.

5. CooTHOLLEHME BpaLleHns bpesbl U 3aroTOBKMW.

[MnoCKOCTU MOXHO NOMy4YMTb NyTeM NPOLOSbHOMO (ppes3epoBaHUa N METOLOM Bpe3aHUs.
TaKke BO3MOXHO CHATUE hackn npodmnbHON 06paboTKoN.

dpesepoBaHMe KaHaBOK MpononkHoe pesepoBaHne [MpodunbHoe dpesepoBaHme

] ] ]
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TexHu4yeckasa uHcgpopmauus Cﬁh HORN ill)

[1Be rpaHu obpabaTbiBatoTCs 0AHON nNracTuHon. COOTHOLWLEHME YacTOoThl BpalleHus 2:1 K

rmaBHOMY LLUNUHAOETHO.

YeTblpe rpaHn obpabartbiBatoTca AByMSA nnacTuHamu. COOTHOLLEHNE YacTOoThbl BpaLLEHUs
2:1 K rmaBHOMY LUMNUHAEN!O.

—

LLlecTb rpaHen obpabaTbiBaoTca Tpems nnactTuHamu. COOTHOLLEHME YacTOThl BpaLLEeHNS
2:1 K rmaBHOMY LUMUHAEN!O.
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Technical Information Cﬁl’l HORN ill)

The concept of Polygon Milling

Polygon milling describes the manufacturing of flats while rotating components with polygon
milling cutters on CNC lathes, Swiss Automatics lathes or Multi Spindle machines.

The component (main spindle) and the milling cutter (live tool) have to run with synchronized
rotations.

The operation only works in conventional milling!

The number of flats depends on the rotation ratio between component and milling cutter as
well as on the number of inserts of the milling cutter.

At a revolution ratio of 2:1, the shape of the produced flats are little convex. The form error is
suitable for most applications such as across-flats.

At a revolution ratio of 1:1, the shape of the produced flats are heavily convex. This shape
is not suitable for across-flats.

At a revolution ratio of 3:1, the shape of the produced flats are heavily concave. This shape
is as well not suitable for across-flats.

According to this, the number of flats at the component is twice the number of cutting inserts
on the milling cutter.

To calculate the shape of the flats following parameter are necessary:

1. Cutting diameter of the polygon miling cutter

2. Across-flats dimension

3. Premachined diameter of the component

4. Number of flats

5. Revolution ratio of component and milling cutter

The flats can be produced by grooving or by turning. Chamfers can be produced by profiling
(deburring).

Copy Milling and
Side milling

] ] |

Groove milling Side milling
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Technical Information Cﬁh HORN ill)

Two flats machined with 1 cutting edge. Revolution ratio 2:1 to the main spindle.

=

Four flats machined with 2 cutting edges. Revolution ratio 2:1 to the main spindle.

—

Six flats machined with 3 cutting edges. Revolution ratio 2:1 to the main spindle.
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TexHn4yeckaa nHpopmauuma

(ph HORN i)

KonuuyectBo

®dopma
nnacTuH

BpaLleHus

CooTHOLLUEeHME YacToThbl

WUHcTpymeHT : Wnuupens

NMoBepxHoCTU

HenoaxoasALmMN, CUNBbHO BbIMYKbIN

=N
N —
-

HenoaxXoAsLmMI, BbIMyKbIn
OYeHb MOAXOASALLMIA, HEMHOTO BbINyKIbIN

N
N
w o=
=

HEeNOAXOASALNNA, BbINYKNbIV
noaxoAsALLMN, BbIMYKbIN
O4Y€eHb NoAXOAALMIA, HEMHOIO BOTHYThIV

O4eHb NOAXOAALMNIA, HEMHOTO BbIMYKIbINA
HEenoaXoOsALNNA, BOTHYThIN

3 1,66 : 1
25:1

N

noaxoAsALMN, BbIMYKMbIN
O4YeHb NoAXOASALMIA, HEMHOTO BOTHYTbIV
HEeNOAXOASALNIA, BOTHYThIN

OYeHb NOAXOASLLNA, HEMHOTO BbIMYKIbIV
HeNoaXoasALLMNA, BOTHYThIN

= N
AN
-

Pexxnmbl pe3aHus

OY€eHb MOAXOASALLMNIA, HEMHOTO BbIMYKIbIN
HenoaxoasLwmnn, BOrHYThIN

Mopaua f, Mm
MaTepuan CnnaBbl VvV, M/MUH MpononbHoe dpeseposaHie
hpesepoBaHne KaHaBOK
Al TI25,MG12 500 - 1000 0,10 - 0,20 0,05-0,10
Ms58 TI25,MG12 500 - 1000 0,10 - 0,20 0,05-0,10
9SMnPb28 TH35,TI25,AS45 200 - 500 0,08 -0,15 0,04 - 0,08
16MnCr5/C45 TH35,TI25,AS45 150 - 250 0,05-0,10 0,03 - 0,05

3HayeHuns paboyen nogaum AeNCTBUTENbHbI TONLKO ANSA NPOAOSILHOrO
c¢pesepoBanHus! NMpu dppesepoBaHnn KaHaBOK pabouas nogaya AoMKHa ObITb
cHuxxeHa Ha 30 - 50 %, B 3aBMCUMOCTMU OT LUIMPUHBbI NNACTUHDbI!

Mpumep:
MpoponbHoe pe3epoBaHme
Matepuan: Ctanb

12

Kopnyc cdpesbl & 90 mm

SW 24

SW 24 mm (@ 27,7 mm)
v, = 448 M/MUH

f,=0,08 mm

3 Mnactuhsl, | = 2:1
OnuHa rpanHn: 12 mm
Bpewms uukna: ~ 2,19 cek.

< )

MHCTpyMeHT:
1372,00 mm?
388,25 Mm/MuH

Nz =

Vc WZ=
3aroToBka:
n,. = 686,00 MMt

WS
V o= 59,75 MM/MUH

cWS
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Technical Information

(ph HORN i)

Form No. of inserts on Ratio = Flats
the cutter Tool:Spindel
‘ 1 1:1 not suitable, heavily convex

2 1:1 not suitable, convex

1 2:1 very suitable, little convex

3 1:1 not suitable, convex

A 2 1,5:1 suitable, convex

1 3:1 very suitable, little concave

2 2:1 very suitable, little convex

1 4:1 not suitable, concave

3 1,66 : 1 suitable, convex

2 2,5:1 very suitable, little concave

1 5:1 not suitable, concave

3 2:1 very suitable, little convex

2 3:1 not suitable, concave

4 2:1 very suitable, little convex

2 4:1 not suitable, concave

Cutting data
Feed rate f, mm
Material Grades v, m/min
Side milling Groove milling

Al TI25,MG12 500 - 1000 0,10- 0,20 0,05-0,10
Ms58 TI125,MG12 500 - 1000 0,10-0,20 0,05-0,10
9SMnPb28 TH35,TI25,AS45 200 - 500 0,08 -0,15 0,04 - 0,08
16MnCr5/C45 TH35,TI25,AS45 150 - 250 0,05-0,10 0,03 -0,05

Feed rate values only valid for side milling process!
At groove milling process the feed rate has to be reduced by 30 - 50 %, depending on the

insert width!

Example: 12 Tool:

Side milling SW 24 n,, = 1372,00 mm*
——

Material: Steel Vouz= 388,25 mm/min

Cutter @ 90 mm ( i ) e Workpiece:

SW 24 mm (& 27,7 mm) O Nys = 686,00 mm*

Vo= 448,00 m/min Vows = 59,75 mm/min

f,= 0,08 mm

3 Cutting edges, | = 2:1
Flat length: 12 mm
Cycle time: ~2,19 s
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0O630p Kopnyc dpesbl (ﬁh HORN |]|D
Summary Cutter

Mpounssogutenb CTtaHoK Kopnyc dpe3bl CMeHHas nnacTuHa N, Ppesa
Machine manufacturer Machine Cutter Indexable inserts n_.Milling cutter
Gildemeister GD32 L381.G070.15.04 L314.MK50.20 TN35 2/3  13.000 min-1
Gildemeister GLD25 L381.G070.15.04 L314.MK50.20 TN35 2/3  13.000 min-1
Gildemeister GM20-6 L381.G086.25.04 L314.MK50.20 TN35 2/3  11.000 min-1
Gildemeister GM26-6 L.381.G080.16.04 L314.MK40.20 TN35 2/3  12.000 min-1
Gildemeister GM35-6 L.381.G098.26.04 L314.MK50.20 TN35 2/3  10.000 min-1
Gildemeister GM35-8 L381.G086.25.04 L314.MK50.20 TN35 2/3  11.000 min-1
Gildemeister GM35-8 L381.G098.26.04 L314.MK50.20 TN35 2/3  10.000 min-1
Gildemeister GM42-6 L381.G098.26.04 L314.MK50.20 TN35 2/3  10.000 min-1
Gildemeister GMC35 L381.G086.25.04 L314.MK50.20 TN35 2/3  11.000 min-1
Gildemeister GMC35 L.381.G098.26.04 L314.MK50.20 TN35 2/3  10.000 min-1
Gildemeister SPRINT20/32  L381.G080.16.04 L314.MK40.20 TN35 2/3  12.000 min-1
Gildemeister SPRINT32L L381.G090.22.04 L314.MK50.20 TN35 2/3  13.000 min-1
Gildemeister SPRINT44L L381.G090.22.04 L314.MK50.20 TN35 2/3  13.000 min-1
INDEX ABC R381.X090.27.04 R314.MK50.20 TN35 2/3  11.000 min-1
INDEX ABC L381.X090.27.04 L314.MK50.20 TN35 2/3  11.000 min-1
INDEX MS25 L381.X073.16.04 N314.MK40.20 TN35 2/3  13.000 min-1
NAKAMURA WT250 L381.N090.16.04 N314.MK40.20 TN35 2/3  11.000 min-1
Alfred H. Schiitte AF26 L381.5098.30.03 L314.MK70.MO TN35 3 15.000 min-1*
Alfred H. Schiitte AF26 L381.5098.30.02 L314.MK70.MO0 TN35 2 15000 min-1*
Alfred H. Schitte AF32 L381.S098.30.03 L314.MK70.M0 TN35 S 15.000 min-1*
Alfred H. Schitte AF32 L381.S098.30.02 L314.MK70.M0 TN35 2 15.000 min-1*
Alfred H. Schitte AF42 L381.5118.30.03 L314.MK70.MO TN35 3 12.000 min-1*
Alfred H. Schiitte AF42 L381.5118.30.02 L314.MK70.MO0 TN35 2 12,000 min-1*
Alfred H. Schitte AG18 L381.5078.30.03 L314.MK70.MO TN35 3 20.000 min-1*
Alfred H. Schitte AG18 L381.S078.30.02 L314.MK70.M0 TN35 2 20.000 min-1*
Alfred H. Schitte SE18 L381.S098.30.03 L314.MK70.MO TN35 3 15.000 min-1*
Alfred H. Schiitte SE18 L381.5098.30.02 L314.MK70.MO0 TN35 2 15000 min-1*
Alfred H. Schitte SF20 L381.S098.30.03 L314.MK70.MO TN35 S 15.000 min-1*
Alfred H. Schitte SF20 L381.S098.30.02 L314.MK70.M0 TN35 2 15.000 min-1*
Alfred H. Schitte SF26L L381.S098.30.03 L314.MK70.M0 TN35 3 15.000 min-1*
Alfred H. Schitte SF26L L381.S098.30.02 L314.MK70.MO TN35 2 15.000 min-1*
Alfred H. Schitte SF26 L381.S098.30.03 L314.MK70.MO TN35 3 15.000 min-1*
Alfred H. Schitte SF26S L.381.5098.30.03 L314.MK70.MO TN35 3 15.000 min-1*
Alfred H. Schitte SF26S L381.S098.30.02 L314.MK70.M0 TN35 2 15.000 min-1*
Alfred H. Schitte SF26 L381.S098.30.02 L314.MK70.MO TN35 2 15.000 min-1*
Alfred H. Schiitte SF32 L381.5118.30.03 L314.MK70.MO TN35 3 12,000 min-1*
Alfred H. Schiitte SF32 L381.5118.30.02 L314.MK70.MO TN35 2 12,000 min-1*
Alfred H. Schitte SF42 L381.5118.30.03 L314.MK70.M0 TN35 3 12.000 min-1*
Alfred H. Schitte SF42 L381.5118.30.02 L314.MK70.M0 TN35 2 12.000 min-1*
Alfred H. Schiitte SF51 L381.5118.30.03 L314.MK70.MO TN35 3 12000 min-1*
Alfred H. Schiitte SF51 L381.5118.30.02 L314.MK70.MO0 TN35 2 12,000 min-1*
Alfred H. Schitte SF67 L381.5118.30.03 L314.MK70.M0 TN35 S 12.000 min-1*
Alfred H. Schitte SF67 L381.5118.30.02 L314.MK70.M0 TN35 2 12.000 min-1*
Alfred H. Schitte SG18 L381.S078.30.03 L314.MK70.MO TN35 3 20.000 min-1*
Alfred H. Schiitte SG18 L381.5078.30.02 L314.MK70.MO0 TN35 2 20.000 min-1*
Alfred H. Schitte SG20 L381.5078.30.03 L314.MK70.MO TN35 3 20.000 min-1*
Alfred H. Schitte SG20 L381.S078.30.02 L314.MK70.M0 TN35 2 20.000 min-1*
TORNOS Deco7/10 R/LM275.D040.10.04 R/LS275.MK13.M0 TN35 2/3  15.000 min-1
TORNOS Deco13 L381.D080.16.04 N314.MK40.20 TN35 2/3  12.000 min-1
TORNOS Deco20 L381.D080.16.04 N314.MK40.20 TN35 2/3  12.000 min-1
TORNOS Deco26 L381.D080.16.04 N314.MK40.20 TN35 2/3  12.000 min-1
TORNOS Deco2000 L381.D080.16.04 N314.MK40.20 TN35 2/3  12.000 min-1
TORNOS Multi Deco L381.D086.25.04 L314.MK50.20 TN35 3 15.000 min-1
TRAUB TNL12-7 RM275.7064.33.03 RS275.MK13.MOTN35 3 13.000 min-1
TRAUB TNL12-7 L381.T069.12.04 N314.MK40.20 TN35 2/3  13.000 min-1
TRAUB TNL26 L381.T069.12.04 N314.MK40.20 TN35 2/3  13.000 min-1
TRAUB TNK36 L381.T069.12.04 N314.MK40.20 TN35 2/3  13.000 min-1

Kopnyca dpes onga apyrmx cTaHKoB MO 3anpocy.
Polygon cutter for further machines upon request.

* YCUNEHHBI KapMaH

* reinforced pocket
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BuxpeBoe Hape3aHue pe3bobl
Thread Whirling Cﬁh HORN I]h)

CMeHHble TBepAaocnnaBHbIe MNAaCTUHbI ANA BUXpPEeBbIX roJIOBOK
Indexable carbide inserts for Whirling Heads

g 4G9

[iByx3axoaHas pe3bba OpHosaxoaHas pesbba [Byx3axopHas
Two starts One start Two starts
CMeHHas nnactuHa tin 314 CmeHHasi nnactuHa tun S302

'ny6uHa npodpuns t =6 Mmm, w=5,4/6,5/7,5 Mm 'nybuHa npocpunsa t=4,3 mm,w=4,4/54/6,1 mm
Indexable Insert Type 314 Indexable Insert Type S302

Depth of profile bist =6 mm,w="5,4/6,5/7,5mm Depth of profile uptot=4,3mm,w=4,4/54/6,1 mm

[na Npov3BOACTBA MAACTUH C Pa3NMYHBIMU NPOMUNAMU HEOBX0OMMO NPUCLINaTh crieumarnsHy dopmy
3anpoca

To manufacture accurate customer specific profiles, the complete thread form data is required.
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BuxpeBoe Hape3aHue pe3bobl
Thread Whirling Cﬁh HORN I]h)

BuxpeBas ronoka

Whirling Head
Ds =@ 10 mm

CTtpaHuualpage L4 CTpaHuualpPage L6
PykoBoacTBo Ans 3anpoca CTpaHnua/pPage L7

Order guideline
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BuxpeBas ronoska M302
Whirling Head M302 (ph HORN pi»)

MOﬂyanaﬂ cucrtema.

[laHHoe peweHne npeagHa3Ha4yeHo and CTaHKoB C OrpaHM4YeHHbIM pa60‘-IVIM
NPOCTPaHCTBOM. ba3oBas JepXaBKa OCTaeTCA B CTaHKe, B TO BpEMA KakK
Kopnyc C nnactmHamMmm CHMMaeTCA C NOMOLLbIO 32aXKMMHOW ramku. Pe>i<yu.wle
NMaCTUHbI MOXHO 3aMeHUTb 6e3 BCAKNX MOMEX BHE CTaHKa.

Modular Tooling System:

The solution for tool changes on machines with limitted handling space. The basic holder will remain on
the machine while the cutter body is removed with the clamping nut. The indexable inserts can now be
changed outside the machine without interference.

Hanpasnsrowme
WTUTbI
Driving pins

BasoBas
AepxaBkKa
Basic holder
Kopnyc c
nnacTuHamMmu

Cutter body

3aXXMMHas ramka
Clamping nut

PasnuyHble BapyaHTbl rONOBOK AOCTYMHbI MO 3anpocy.
HeoGxoammble AaHHbIe Ans 3anpoca:

- pexyLumn gnameTp BUXPEBOMN rONOBKU
- MakcMMarbHbIW HAPYXXHbIN ANaMeTp BUXPEBOW rOSTIOBKU
- MakcuMarbHbIN Yrosl NoBOpoTa BMUXpeBoro 6rioka.

Takke npu pasMeLleHnin 3aka3a Heob6xoaMmo YKa3aTtb npon3BogunTesnd n
Moderb BUXPEBOIo onoka.

Other combinations are available upon request. The following data will be required:

- required cutting diameter of the whirling head
- maximum outer diameter of the whirling head
- maximum tilt angle of the whirling system

Please also supply the Make and Model number of your whirling system when placing a purchase order.
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MOAyHbHaﬂ BUXpeBas royioBkKa
Modular Thread Whirling

(ph HORN i)

BuxpeBas ronoBka

Whirling Head

HacTtpoeyHbi paamep

O6o3Ha4yeHne
Part number

CTaHOapTHbIV MHCTPYMEHT (OOCTYMNEH Ha ckrage)

Standard tools (ex stock)

M302.AM12.40.06
M302.DM11.0.40.06
M302.AM12.T.40.06

C Centre of form
%ﬁ:gL
L
= 4‘f:|__ I

I

N
[~ —IT 17O
Q
_/
=b

M302 / 006

*HacTtpoeyHbin

asmMep
Centre of form

11,9
7,8
5,0

12
6 | 11
12

CneumnanbHbI MHCTPYMEHT (ocTaBka 6 Hepernb)

Special tools (delivery 6 weeks)

006.0050.1348

15,0

47 (52)
60
60

20,7
20,5
17,0

40
40
40

6 14 | 67 |180 | 50

* HacTpoeuHblii pa3amep 3aBUCUT OT NPOUns NacTyH.
* The centre of form depends on the individual insert.

Mopenb cTtaHka
Model number of machine

[MnacTtuHa

Insert

S302 | Star SV12/20ECAS20
S302 | Tornos Deco 2000/13a/20
S302 | Star SR20lI

' S302 | Traub TNL 26

Pasmepbl ykaszaHbl B MM.
Dimensions in mm

Mpwv pa3mMeLleHnn 3akasa Ha NOCTaBKY yka3blBalTe NPOU3BOAMTENS U MOAENb BUXpeBOro 6roka.

Please also supply the Make and Model number of your whirling system when placing a purchase order.
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BuxpeBas ronoska M302
Whirling Head M302 (ph HORN piD)

MoHonuTHaa cuctema:
MaKCVIMyM TOYHOCTU N XXECTKOCTU

Monobloc System:
means maximum precision and rigidity

Pa3nnyHble BapnaHTbl FONOBOK AOCTYMHbI MO 3anpocy.
Heobxoanmble AaHHbIe ANs 3anpoca:

- peXxyLnin AnaMeTp BUXPEBOW roNoBKM
- MaKCMMarbHbIA Hapy>XHblA AMamMeTp BUXPEBOWN FOMOBKM
- MaKkcMMarbHbI yron noBopoTa BUXpeBoro 6roka.

Takke npu pasmelleHnmn 3akasa HeobxoanMo ykasaTb NpPon3BogUTENS U
MoAesNb BUxpeBoro 6rioka.

Other combinations are available upon request. The following data will be required:

- required cutting diameter of the whirling head
- maximum outer diameter of the whirling head
- maximum tilt angle of the whirling system

Please also supply the Make and Model number of your whirling system when placing a purchase order.
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MoHonuTHaa BuxpeBasi royioBka Cﬁh HORN |]|D
Thread Whirling Monobloc

BuxpeBasi rornioBkKa 1.389 / M302

Whirling Head

HacTpoe4Hbi pasamep HacTpoeyHbli pasmep
Centre of form Centre of form

[72]
-8 'UN Tl O
Q|8 ©
A h B
O6o3HaueHve *HacTpoeuHbit | Z | Ds d h d, © Mopenb cTaHka / Tun
Part number pasmep § Bmxpeaoro 6n0|<a' i type
*Centre of form 5 Model number of machine / Unit
© £
=}
CTaHOapTHbIV MHCTPYMEHT (QOCTYMNEH Ha ckrage)
Standard tools (ex stock)
L.389.D014.40.06 12,750 6 | 14,0 57,2 | 21,0 | 40,000 314 Tornos DECO 2000/20a A
M302.T025.54.06 11,000 6 | 25,0 | 106,0 | 24,1 | 53,975 | S302 | Traub TNL 26/ Front unit A
M302.T010.37.06 6,700 6 | 10,0 | 73,55 | 16,5 (36,990 | S302 | Traub TNL 12/ Front unit A
Citizen L20/M20/M32 /
M302.C012.33.06 8,000 6 | 12,0 46,9 | 15,5 | 33,000 S302 Whirling unit BTW-1000 A
Citizen Cincom M16 /
Whirling unit PCM: MSW-101
M302.C012.40.06 11,000 6 | 12,0 | 46,0 | 17,0 | 45,000 | S302 | Whiling unit PCM: LSW-215-1000 B
Nexturn SA20 / SA32 /
Whirling unit PCM: NESA-32-SWG15
M302.A012.40.06 6,575 6 | 120 | 47,0| 17,540,000 | S302 | Star SVISRA/ECAS20/ A
Whirling unit 42173
Device WTO TN762004 /
M302.W012.32.06 8,500 6 | 12,0 43,8 | 21,5 | 32,000 | S302 Whiriing unit WTO TN762004 A
Citizen - Jarvis /
M302.C112.40.06 10,000 6 | 120 | 46,0| 155 /40,000 |S302 | oo e o | B
CnevumnanbHbIi MHCTPYMEHT (OoCTaBka 6 Heaernb)
Special tools (delivery 6 weeks)
M302.0013.0124 : 6| 135 | 620 180 | 62000 | S302 | Gidemeister Speed 2018 A

* HacTpoeuHblli paamep 3aBUCUT OT NPocuns NAacTuH.

* The centre of form depends on the individual insert. Pasmepbl ykasaHb! B MM.

Dimensions in mm

Mpyv pa3mMeLleHnn 3akasa Ha NOCTaBKy yKa3biBalTe NPOU3BOAMTENSI U MOAENb BUXPeBOro 6roka.

Please also supply the Make and Model number of your whirling system when placing a purchase order.
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PykoBoacTBO AnAa 3anpoca

Request Guideline

(ph HORN i)

PasmeweHue Kopnyca ¢ nfiacTuHamMmu

Cutting location

HanpaBneHue BpalleHus
npyTka
Turning direction of bar

HanpaBneHue BpalleHUsi BUXpeBOM1
royfioBku
Turning direction of whirling unit

Cneumndmkaums ctaHka
Machine speci ications

[MponssoguTens
Machine manufacturer

Mopenb
Model number of machine

I'Ipomsso,qmenb I'Ipl/IBOJ:lHOVI CUCTEMbI
Machine manufacturer driven tools

Tun npueogHoro 6roka
Type driven tools

Ocb Y

Y-axis

COXX BblCOKOrO AaBneHust
High pressure coolant

HanpaBneHue BpalleHus BUXpEBOM
rOII0BKM
Turning direction of whirling unit

Hanpasnerue BpalLeHus npyTka
Turning direction of bar

Paameu.leHme Kopnyca ¢ nnactnHamun
Cutting location

MaTepuan getanu
Material

0O6o3HaueHme (DIN)
Specification (DIN)

[uametp npyTka @

Bar diameter

Pe3bba
Thread

MMpochunb peswobl

Profile drawing

opalyes CHET/no

OpuH 3axon,
One start
opalyes OHeT/ no
[Ba 3axoga
Two starts
o5 o6
o7 o8

ol1o2o03oci4
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MOﬂyanaﬂ BUXpeBas roJsioBkKa
Modular Thread Whirling (ph HORN piD

basoBas gepxaBska
Basic Holder

LAOO2

CrtpaHuual/Page L12

KonbLeBas kacceTa
Ring cassette

LM271

CTtpaHuual/Page L13
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Mop,yanaﬂ BuxpeBas roysioBka
Modular Thread Whirling Cﬁh HORN I]h)

MoaynbHas Modular thread whirling
BUxXpeBasi royioBkKa system

OKOHOMUYHOE MPOon3BOACTBO Economical manufacturing of
pe3bobl threads

L9



O630p

(ph HORN i)

Overview
CraHok Buxpesoit 6ok Basoas nepxaska | Konbliesas kacceta
Machine Unit Basic adaptor Ring cassette
Mponssogutens| Tun Mpoussoautens | Tun PaccTosiHie Mexy TOHKOM MPUBS3KA 11 TOPLIEM BUXPEBOM LLndpp LLndpp
Manufacturer | Type Manufacturer | Type ronoski H Distance centre of form - Locating face Whirling head H| part number Part number
SR-20RIII STAR 68172
SR-20RII STAR 54178
ECAS-12/20
STAR SV-20 STAR 42173 10 LA002.A040.4124.08
SV-12 10
SV-32 STAR 43172
ECAS-32T STAR 58171
A20 PCM BSW-215-000 1
C16 PCM LSW-315-000 1
LSW-215-000 1
L20/1L25 PCM LSW-212-000 1
LSW-101-000 11
CITIZEN LSW-315-000 11
M12 / M16 PCM
MSW-101-000 11
KSW-101-000 11 LA002.PC40.4124.06
YERIVER BEY LSW-215-000 1
LSW-212-000 1
LSW-101-000 11
Gildemeister | SPEED12-7/20-11 | PCM SPW-1220-000 1
Maier ML 20D PCM ML-20-W1-15 11 LM271.12.4124.07.4.9
Nexturn SA20/32 PCM NESA-32-000 1 tmg;iggjgjg;jg
Nomura NN20 PCM NN20-W15 1 LM271.12.4124.07.4.6
CITIZEN c16 PCM LSW-424-000 15 LA02.PC35.4124.10 | LM271.09.4124.07.4.6
M12 / M16 LM271.06.4124.07.4.6
CITIZEN L20/M20/M32 | CITIZEN BTW-1000 8 LM271.12.4124.08.5.9
LA002.B033.4124.06
CITIZEN L20/M20/M32 | CITIZEN BTW-2000 797
LTR0128 10
LTR0132 10
L20/M20/M32 | JARVIS LTR0139 LA002.J040.4124.06
LTRO168
LTR0183 10
CITIZEN
LTR0131 10
LTR0162
L20/M20/M32 | JARVIS LTR0169 LA002.J037.4124.06
LTRO170
LTRO187
TORNOS DECO 13a/20a TORNOS 306101 8,5
TORNOS DECO 20 Pibomulti 250320 8,5
TORNOS DECO 20 MPU.TO.S800.DE20 8,5 LA002.DP40.4124.03
DECO 13 W&F MPU.TO.0800.DE18 9,5
DECO 20 MPU.TO.0800.DE2 9,5
SPEED 20/8 9,775
Gildemeister | SPEED 20/11 Gildemeister g%ggggé LA002.G042.4124.06
SPRINT 20/8
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MOAyHbHaﬂ BUXpeBas royioBkKa
Modular Thread Whirling

(ph HORN i)

Bba3oBas aepxaBka

Basic Holder

>

;

-—

d

" —
L__I

i
!

O6Go3Ha4yeHue
Part number

LA002.A040.4124.08
LA002.B033.4124.06
LA002.DP40.4124.03
LA002.G042.4124.06
LA002.J037.4124.06

LA002.J040.4124.06

LA002.PC35.4124.10
LA002.PC40.4124.06

3anacHble YyacTu
Spare Parts

Ba3oBas gepxaBka
Basic Holder

LA002.A040.../...J040..

”B“ ”C“
— 2
E L | ED:
\ :[]»: :
= B
| i
i |
il ,_4_%, i
i ;
: \
[T 1
: [ (]
| -
‘'n =
Gl = .
*
h,| L h,
d d,
41 40,0
41 33,0
41 40,0
41 425
41 37,0
41 40,0
41 35,0
41 40,0

LA002.PC040.../...DP40...

LA002.J037.4124.06
LA002.PC35.4124.10

3aXXUMHOM BUHT
Clamping Screw

4.14T15P
4.12T15EP
3.14T9P
4.16T15P

LAOO2

*HacTtpoeyHbin pa3amep

*Locating face

d

1

M24x1,5LH
M24x1,5LH
M24x1,5LH
M24x1,5LH
M24x1,5LH
M24x1,5LH
M24x1,5LH
M24x1,5LH

Koy Tun TORX PLUS®
TORX PLUS® Wrench

T15PQ
T15PQ
TOPL
T15PQ

15,40
16,00
17,15
13,15
16,50
16,00
10,65
16,50

fir Ringkassetten
for Ring Cassettes

Tun
Type

h

1

8,20
6,30
9,95
5,95
6,30
6,30
3,45
6,30

LM271

WcnonHeHne
Type
A

TOOTmWO

C

Pa3mepbl ykasaHbl B MM.

Dimensions in mm
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MOAyHbHaﬂ BuxpeBas roysioBka
Modular Thread Whirling Cﬁh HORN I]h)

KonbueBasi kKacceTta |_ M 2 7 1 7 ~N

Ring cassette

h, HacTtpoeyHbIn pasmep

ONs NNacTUHbI
Centre of form .
or Inserts
|
4,15 [
- - ) Tun S271
q = l Type
=
B T | O
—
—
o r
h3
h
O603Ha4yeHue Ds d d, h h, h, z Pasmep
Part number Size
LM271.06.4124.07.4.6 6 41 M24x1,5LH 18,3 7,2 5,05 6 04
LM271.06.4124.07.4.9 6 41 M24x1,5LH 13,3 7,2 5,05 9 04
LM271.09.4124.07.4.6 9 41 M24x1,5LH 13,3 7,2 5,05 6 04
LM271.09.4124.07.4.9 9 41 M24x1,5LH 13,3 7,2 5,05 9 04
LM271.12.4124.07.4.6 12 41 M24x1,5LH SES 7,2 5,05 6 04
LM271.12.4124.07.4.9 12 41 M24x1,5LH 13,3 7,2 5,05 6 04
LM271.12.4124.08.5.9 12 41 M24x1,5LH 14,3 8,2 5,05 9 05

Pa3amepbl ykasaHbl B MM.
Dimensions in mm
Kntoy 020.3504.5410 He BXOOUT B KOMMMEKT NOCTaBKW. 3akasbiBanTe oTaenbHo!
Wrench 020.3504.5410 is not combined with cassette. Please order separately!
LM271...6 = 0Obl4Has ronoska
LM271...9 = TexHonorus HORN Turbowhirling®

LM271...6 = conventional whirling
LM271...9 = HORN Turbowhirling®

L 3anacHble YyacTu
Spare Parts
KonbueBas kacceTa 3aXXUMHOW BUHT Kntouy Tun TORX PLUS®
Ring cassette Clamping Screw TORX PLUS® Wrench
LM271... 030.260P.1013 T8PL
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HORN Turbowirbeln®
HORN Turbo Whirling®

(ph HORN i)

HORN
Turbowirbeln®

BaoBoe ObicTpee €
yBenMM4YeHHON
CTOMKOCTbIO NNTacTuUH!

MpenBapuTenbHas 1
OKOH4YaTesibHas obpaboTka B
OOHOM npoLiecce

HORN
Turbo whirling®

Twice as fast with
higher tool life

Pre- and finish whirling
In a single process
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HORN
Turbowirbeln®

HenasHo paspaboTaHHasa TexHonorns HORN Turbo whirling®
ONTUMU3NPYET NPOLIECC BUXPEBOIO Hape3aHusl pe3b0obl u
nosbiwaeT adpekTnBHOCTb. KomnaHns HORN paspabotana
Kopryca C pa3genbHbiMy NIacTUHaMMU cneunanbHO Ass
06paboTkn pe3bbbl ¢ 6onblwmMu Npunyckamn. OTaenbHble
nnacTuHbl paboTatoT Kak mpeaBapuTenbHbIN UHCTPYMEHT U
00pabaTbiBalOT 3aroToBKY A0 ONpeaesieHHOro HapyXHoro
OnameTpa. B cnyyae kopnycoB € AEBATHIO NiacTHamm
pasgeneHve pesaHus NO3BONSET pacnpeaenuTb npoLecc
0bpaboTkn Takum 06pa3omM, YTOBbI Kaxaasa pexyLuas Kpomka
nogBepranach paBHOWN Harpyske, YTO NO3BONSET OOCTUraThb
3Ha4MTENbHO BoMee BbICOKMX CPOKOB CryXObl. nacTuHbl ons
UHULLIHOM 06paboTKM Hape3aloT OKOHYATENbHYH pe3b0y B
onTMManbHOM paboyem guana3oHe. HesaBrucrumo ot
BHELUHEro AmameTpa 3aroToBKM, codeTaHue psga npodunen
NNacTuH cos3gaeT onTUMarbHY pe3bby ¢ NPeBOCXOOHOM
CTONKOCTbIO MHCTPYMEHTA.

TexHonorus HORN Turbo whirling® nossonset o6pabaTtbiBath
Kak ogHO3axoAHble, Tak U MHOro3axoAHble pe3bbbl. bonee
TOro, Anst obecneyeHns aToro Npouecca NPeL3nNoHHO
LWNMOBaHHbIE ABYXKPOMOYHbIE NacTuHbl S271
paspabatbiBaloTCA Mo COOTBETCTBYOLLMIA NPOthunb pe3bbbl
n obpabaTtbiBaeMbln MaTtepuan. CMeHHble MacTUHbI
32>KMMatOTCH B OTSIMYHO MOAOTMHAHHbIX, NPeAenbHO XECTKNX
MOCafdoYHbIX THe34ax, Kak B HOBbIX MOLYIbHbIX BUXPEBbIX
rorioBKax, Tak M 0ObIYHBIX MOHOSUTHbBIX FONOBKAX.

HORN
Turbo whirling®

The newly developed HORN turbo whirling® process optimises
machining during thread whirling and increases
efficiency. HORN has developed cutting tools for whirling with a
new cutting division specially for machining threads with a
larger allowance. To this end, individual cutting edges work
as pre-cutters and machine the workpiece to the defined
external diameter. In the case of nine-cutter tools, the
cutting division allows the machining work to be divided so
that each cutting edge is subject to equal load, meaning that
individual cutting edges can achieve significantly higher
service lives. The finishing cutting edges produce the
finished thread flanks within the optimised working range.
Regardless of the external workpiece diameter, combining a
range of cutting edge profiles creates an optimum thread with
reproducible tool life.

HORN turbo whirling can be applied to single-start and
multi-start threads and profiles. What's more, during this
process, the S271 precision-ground double-edged indexable
inserts are tailored to the respective thread profile and the
material to be machined. The indexable inserts are clamped
in positive-fit, extremely stable insert seats either in the new
modular whirling heads with optimised handling during
insert replacement or conventionally in the Mono block tools.

L15



HanpasneHue koppeKLm pexyLiei KpOMKM Ha CTaHKe

direction centerhight correction on swiss lathe
——
—

TexHuYyeckas nHdopmauums Cﬁh HORN fil1)

Technical Information

PacuyeT nonoxeHus pexyLwen KpoOMKU
Calculation of the centre height correction of the cutting edge

PacuyeTt oTknoHeHnunsa AL
Calculation of the difference value AL

X=h +h,

AL=X-H

Pacuyet oTkrnoHeHusa Ay
Calculation of the correction value Ay

Ay = AL x sin a

H PaccTtosiHue ocv noBopoTa BUXpeBOro 651oka 40 6a30BOV NOBEPXHOCTY BUXPEBOW FONMOBKM
Distance sviwel-axis whirling unit / location face whirling head

hl PacctosiHne ot 6a30B0ON NOBEPXHOCTM BUXPEBOro 6rioka 40 6a30BOM MOBEPXHOCTU KOMbLIEBOW KacceTbl
Distance locating face whirling unit / location face ring cassette

h2 PaccTosiHue o1 6a30BOIN NOBEPXHOCTU KOMbLIEBOWM KACCETbI 40 PEXYLLEN KPOMKU

Distance locating face ring cassette / centre of form of the insert

X PaccTtosiHue oT pexyLLern KpoMK1 4o 6a30BON NOBEPXHOCTU BMXPEBOro 61oka
Distance centre of form of the insert / locating face of the whirling unit

AL PaccTtosiHue oT pexyLLen KpOMK1 40 NOBOPOTHOWM OCY BUXPEBOTO Oroka
Distance centre of form of the insert / sviwel-axis of the whirling unit

Ay Koppekuus pexyLien KpoMKu
Correction value centre height

o Yron noBopoTa BxpeBoro 6roka
Sviwel angle of the tool

i

Ocb BpalLieHNs 3arotoBkun v
direction centerhight correction on swiss lathe B

Koppekuus pexyLle

KPOMKM
center hight correction

] . \
> TN a
!
PeanbHoe nonoxeHue I'IOBOpOTHOVI ocKn
real position of sviwel-axis

PeanbHoe nonoxeHue

—

Bl " " Ocb BpaLLEHWS BUXPEBOI Monoxetive MOBOPOTHOI OCH
- rOMNOBKM MoBOPOTHOM OCK AnA real position of sviwel-axis
rotation axis of whirling haed pacyeTa
n . position of sviwel axis
ONOXeHWe NOBOPOTHOM OCK ANnA for calcualtion

pacyeta
position of sviwel-axis for calculation
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Hangnte nogxogsuee peweHne on4a Bawero cTaHka
Find the right tool for your machine:

(ph HORN i)

https://www.hornrus.com/produkty/frezerovanie/

- -
rezbonareznoiinstrument/

Auswahl

Maschine Antriebseinheit

Bitte wahlen A

Auswahl

Antriebseinheit
Star 42173

Maschine
Star SV-12

Ergebnis fiir Star 42173

Grundkorper Ringkassette

LAD02.A040.4124.08 LM271.12.41240749

LA002.A040.4124.08 LM271.12.4124.0859

Home > Products > Milling > Thread Whirling

Your selection

Machine Whirling unit
Please Select = w
Your selection
Machine Whirling unit
Star SV-12 | star42173 BN seorcn |
Result for Star 42173

N T

LAD02 A040.4124.08 LM271.12.4124 0749

LADO2 AD40.4124 .08 LM271.12.4124.0859

PaccunTtanTte ontumanbHble pexunmbl pe3aHnAa Ncnosib3ya nporpamMmmy HCT
Find the correct cutting data for your application with HCT cutting data calculator

http://hct.phorn.de

GEWINDEWIRBELN
Kopfdaten
Datum AngebotiAufirag Nr. Bearbeiter Werkstickbezeichnung Zeichnungsnr. Werkstick
\ | [ | | |
Werkstoff Fraserbezeichnung Zeichnungsnr. Fraser Sct q Schneidstoff
\ § | TR | I |
Was ist bekannt? Weiters Eingabewerte
Ve [m/min] hm [mm)] Werkzeugschneiden GeWi n dea bmaBe
‘ I | J ‘ Aufs messer Kerndurchmesser
‘ | 1mmi \ | i
Gewinde-Steigung Gewinde-Lange
| [mm] [mm]
s Eilzsl_ell\_nﬂnkel Werkzeughalter
o ] e
e Werkzeughalter-Daten
Yo Y-Versatz Werkzeugschn.-Kreisbahndurchm.
| [mm] [mm}
Lange Sinuslineal Max. Drehzahl der Wirbeleinheit
] o ) | miny
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NnyHxepHoe hpesepoBaHue /

dpe3epoBaHue Ha BbICOKUX noga4vax (ﬁh HORN [il)

Plunge Milling / High Feed Milling

R

R

L:“n\li

e A o TS e s 1

Cuctema/System Ctpanuua/Page
DA M2
DAH M26

M1



Ppe3epoBaHue

Milling

(ph HORN i)

XBOCTOBWK (hpesbl
Milling shank

DAM31/DAM62

HacagHas dpesa
Arbor Mounted Cutter

DAM32/DAMG2/
DAM31

Ppesa ¢ pe3abboBbIM

XBOCTOBMKOM
Screw-in cutter

DAM31/DAM62

XBOCTOBUK
Adaptor

MD

lMepexonHuk
Reducer

MD

YaonuHurtenb
Extension

MD

M2

i

CtpaHuua/Page
M4-M8

CrtpaHuua/Page
M9-M10

=X

CtpaHunua/Page
M11-M12

CtpaHuua/Page
M13

CrtpaHuua/Page
M14-M15

=

CrtpaHuua/Page
M16

CTtpaHuua/Page
M17

CMeHHad nnacTtuHa
Indexable insert

DA31/DA32/DA62/

SDA62
CTtpaHuual/Page
M18-M20
CTtpaHuual/Page
M21-M22



Ppe3epoBaHue
Milling

(ph HORN ph)

DA

Cucrtema DA

- XBOCTOBUK dopesbl

- HacagHas dpesa

- ®pesa ¢ pe3bboBbIM XBOCTOBUKOM

- CMeHHag nnacTtuHa

System DA
- Milling shanks
- Arbor Mounted Cutter

- Screw-in Cutter

- Indexable Inserts

M3



dpesepoBaHue (ﬁh HORN fil1)

Milling

XBoCTOBUK hpe3bl DAM31/DAM32 Y ~N

Milling shank

@ pexyLuen KpoMKM

Cutting edge @ 16-32 mm

. /

MaTepuan XBoCTOBWKa: CTarb (HE peKOMeHAyeTcs UCNoNb3oBaHUe ¢

TepMmonaTpoHamMu)

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

anda CMEHHOW NNnacTuHbI
for Indexable insert

Tun DA31
DIN 18358 e DA32
S / T~
= 0 g j
- RIS (B
(S E W )’ /
(NIF—/
Y~
] 2 3
1
O6Go3Ha4yeHue Z Ds d I, I, d, I, a, MnacTtuHa
Part number Insert
DAM31.016.D163.02B 2 16 16 79 17 15 54 3,0 DA31.016...
DAM31.020.D204.03B 3 20 20 86 21 19 59 3,0 DA31.020...
DAM31.025.D255.04B 4 25 25 97 27 24 64 3,0 DA31.025...
DAM31.032.D326.05B 5 32 32 106 32 31 68 3,0 DA31.032...
DAM32.020.D205.02B 2 20 20 87 22 19 19 4.8 DA32.020...
DAM32.025.D256.03B 3 25 25 102 32 24 64 4.8 DA32.025...
DAM32.032.D327.03B 3 32 32 106 32 31 68 4.8 DA32.032...
HaunHasi ¢ @ 25 MM 2 3aXUMHbIE NTOCKOCTU Pa3mepbl ykaszaHbl B MM.

from @ 25 mm 2 clamping flats

MOMEHT 3aTSKKN BUHTOB CM. TeXHMYeckue pekomMmeHgauunu.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu
Spare Parts

XBocToBUK hpe3bl
Milling shank
DAM31.016.D163.02B
DAM31.020.D204.03B
DAM31.025.D255.04B
DAM31.032.D326.05B
DAM32.020.D205.02B
DAM32.025.D256.03B
DAM32.032.D327.03B

M4

Dimensions in mm

3axumHon BUHT | Knroy Tun TORX PLUS®

Clamping Screw TORX PLUS® Wrench
030.2541.T8P T8PL
030.2547.T8P T8PL
030.2553.T8P T8PL
030.2557.T8P T8PL
030.3562.T10P T10PL
030.3569.T10P T10PL
030.3576.T10P T10PL



Ppe3epoBaHUue
Milling

(ph HORN i)

XBOCTOBMK ¢hpe3bl DAM31/DAM32

Milling shank ONst hpesepoBaHmst U 06paboTku hacok
nog yrrnom 45°
for 45° Milling and Chamfering

@ pexyLuen KpoMKM Cutting edge @ 10,4-17,6 mm

Matepuan xBocToBUKa: cTanb (He peKoMeHOyeTCs UCNOoNb30BaHNE C
TepMonaTpoHamu)
Material of shank: Steel (not recommended for shrink fitting)

™
T, R
T T | O s e el ©
el elg o
vy Y Sy
-~ I3 —
O6Go3Ha4yeHue VA Ds d I, I, d,
Part number
DAM31.411.D163.02B 2 10,4 16 80 20,0 15,8
DAM31.414.D204.03B 3 14,4 20 87 23,0 18,8
DAM32.417.D256.03B 3 17,6 25 103 34,5 24,8

[pyrve pasmepsbl - MO 3anpocy.
Further sizes upon request

MOMEHT 3aTSKKN BUHTOB CM. TeXHU4Yeckune pekomMeHgauuu.
For torque specification of the screw, please see Technical Instructions.

3anacHble YyacTu

Spare Parts
XBOCTOBUK hpesbl 3axumHow BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
DAM31.411.D163.02B 030.2541.T8P T8PL
DAM31.414.D204.03B 030.2547.T8P T8PL
DAM32.417.D256.03B 030.3569.T10P T10PL

P
2,0

2,0
32

e )

. 4

anda CMEHHOW NNnacTuHbI
for Indexable insert

Tun DA31
Type DA32

I, d, d, MnacTtuna
Insert

5 16,9 15 DA31.016...
62 20,9 19 DA31.020...
67 28,3 24 DA32.025...

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

M5



dpesepoBaHue Cﬁh HORN fil1)

Milling
XBoCTOBUK (ppesbl DAM31 4 | ™\
Milling shank |
@ pexyLuen KpoMKM Cutting edge @ 20-32 mm -
- J

O51s TOKapHbIX cTaHkoB ¢ YlY

with cylindrical shank for CNC-lathes .
Ana CMeHHOW NNnacTUHbI

for Indexable insert

Tvn DA31
Type
O6o3HayeHune z Ds d I, l, d; I, a, MnactuHa
Part number Insert
DAM31.020.D160.03A S 20 19 52 17 16 85 3 DA31.020...
DAM31.025.D161.04A 4 25 24 55 20 16 35 3 DA31.025...
DAM31.025.D201.04A 4 25 24 55) 20 20 35 3 DA31.025...
DAM31.032.D162.05A 5 32 31 60 25 16 35 3 DA31.032...
DAM31.032.D202.05A 5 32 31 60 25 20 &5 S DA31.032...
[pyrve paamepsbl - MO 3anpocy. Pasmepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm

MOMEHT 3aTsKKM BUHTOB CM. TEXHUYEeCKne pekoMeHAaUmm.
For torque specification of the screw, please see Technical Instructions.

3anacHble YyacTu

Spare Parts
XBOCTOBUK hpesbl 3axumHow BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
DAM31.020.D160.03A 030.2547.T8P T8PL
DAM31.025.... 030.2553.T8P T8PL
DAM31.032.... 030.2557.T8P T8PL

M v



Ppe3epoBaHUue

Milling

(ph HORN i)

XBOCTOBMK hpe3bl DAM31

Milling shank

@ pexyLuen KpoMKM

O51s TOKapHbIX cTaHkoB ¢ YlY
with cylindrical shank for CNC-lathes

Cutting edge @ 20-32 mm

e

- | O

ay a

!

@ Ds
. -—
O603Ha4yeHue VA Ds d l, l,
Part number

DAM32.020.D160.02A 2 20 19 52 17
DAM32.025.D161.03A 3 25 24 55 20
DAM32.032.D162.03A 3 32 31 60 25

[pyrve pasmepsbl - o 3anpocy.

Further sizes upon request

MOMEHT 3aTSXKK1 BUHTOB CM. TeXHMYeCcKMe pekoMmeHgaunm.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu
Spare Parts

XBOCTOBUK hpe3bl
Milling shank
DAM32.020.D160.02A
DAM32.025.D161.03A
DAM32.032.D162.03A

3axumHon BUHT | Kntou Tun TORX PLUS®
Clamping Screw TORX PLUS® Wrench

030.3562.T10P T10PL
030.3569.T10P T10PL
030.3576.T10P T10PL

16
16
16

~

anda CMEHHOW MnacTuHbI
for Indexable insert

Tvn DA32
Type
I, a, lMnactuHa
Insert
B35 4,5 DA32.020...
35 4,5 DA32.025...
35 4,5 DA32.032...

Pasmepbl ykaszaHbl B MM.
Dimensions in mm
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Ppe3epoBaHUue
Milling

(ph HORN i)

XBocToBUK ope3bl
Milling shank

@ pexyLuen KpoMKM

Cutting edge @

DAMG2

C BHYTPEHHUM NOABOAOM COX
with through coolant supply

20-32 mm

MaTepuan XBocToBMKa: CTarnb (He peKOMeHAyeTCsl UCMONb30BaHue C

TepMonaTpoHamm)

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

DIN1835-B
./ & i
[(=]
e |
Q
!
[NokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O603Ha4yeHue VA Ds d l, I,
Part number
DAM62.020.D20.4.02B 2 20 20 85 33
DAM62.025.D25.5.03B 3 25 25 95 37
DAM62.032.D032.6.04B 4 32 32 111 47

[pyrve pa3mepsbl - MO 3anpocy.
Further sizes upon request

MOMEHT 3aTsXKkn BUHTOB CM. TEeXHUYEeCKMe pekoMmeHaauum.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu
Spare Parts

XBocToBUK hpe3bl
Milling shank

DAMG62...

M8

3axumHou BUHT | Knrou Tun TORX PLUS®
Clamping Screw

030.3070.T10P

TORX PLUS® Wrench
T10PL

anda CMEHHOW MnacTuHbI
for Indexable insert

Tun DA62

Type
d, a, I,
19 4,5 50
24 4,5 56
31 4.5 60

Pasmepbl ykaszaHbl B MM.
Dimensions in mm



()
Miﬁ:;epOBane Cﬁh HORN |]|D

HacapgHas c¢pesa DAM32 "l

Arbor Mounted Cutter

~

@ pexyLuen KpoMKM Cutting edge @ 40-63 mm

. /

®pesa no DIN 8030-A

Arbor mounted cutter as per DIN 8030-A .
Ana CMeHHOU nNnacTUHbl

h for Indexable insert
2
il Tun  DA32
Type
|
i .
o . oD | O
[ (O] (]
\ \
J
—
|2
—— ap
— h r—

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue z Ds a, h, h d; I, b © d,

Part number

DAM32.040.A1635.04 4 40 4,8 34,4 55 16,0 22 8,4 5,6 88

DAM32.050.A2240.05 5 50 4,8 39,4 40 19,5 24 10,4 6,3 41

DAM32.063.A2745.06 6 63 4,8 44,4 45 21,5 27 12,4 7,0 49
[Opyrve pasmepsbl - Mo 3anpocy. Pasmepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm

MOMEHT 3aTSXKN BUHTOB CM. TeXHUYeCckne pekoMeHgaunm.
For torque specification of the screw, please see Technical Instructions.

3anacHble YyacTu

Spare Parts
HacapHas cdpesa LLecTturpaHHbin kntoY | 3axxumHon BUHT | Kntoy Tun TORX PLUS® | BuHt Lan6a
Arbor Mounted Cutter Allen Wrench Clamping Screw TORX PLUS® Wrench Screw Washer
DAM32.040.A1635.04 SW6,0 DIN911 030.3576.T10P T10PL
DAM32.050.A2240.05 SW8,0 DIN 911 030.3576.T10P T10PL 10.25.912 | 10.5.433
DAM32.063.A2745.06 SW10,0 DIN 911 030.3576.T10P T10PL 12.30.912
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Ppe3epoBaHue

Milling

(ph HORN i)

HacapgHas c¢pesa
Arbor Mounted Cutter

@ pexyLuen KpoMKM

®pesa no DIN 8030-A

Cutting edge @

Arbor mounted cutter as per DIN 8030-A

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHue
Part number

DAM62.0040.A16.05
DAM62.0050.A22.06
DAM62.0063.A22.08
DAM62.0080.A27.10

[pyrve pa3mepbl - No 3anpocy.

Further sizes upon request

DAMG2

C BHYTPEHHUM NOABOAOM COX

with through coolant supply

40-80 mm

Z Ds a, h, h

5 40 45 34 35
6 50 45 39 40
8 63 45 39 40

10 80 4,5 49 50

MOMEHT 3aTsKKM BUHTOB CM. TEXHUYECKME pPEKOMEHOALNN.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu
Spare Parts

HacapgHas cdpesa
Arbor Mounted Cutter
DAM®62.0040.A16.05
DAMG62.0...
DAM62.0080.A27.10

M10

LLlecTUrpaHHbIN Kno4

Allen Wrench
SW6,0 DIN911
SW8,0 DIN 911
SW10,0 DIN 911

Clamping Screw
030.3070.T10P
030.3070.T10P
030.3070.T10P

16,0
19,5
19,5
215

16
22
22
27

anda CMEHHOW MnacTuHbI
for Indexable insert

Tun
Type

21,5
23,5
24,0
27,5

3axumHou BUMHT | Knrou Tun TORX PLUS®

TORX PLUS® Wrench
T10PL
T10PL
T10PL

DAG2
SDA62

b C d

K

8,4 5,6 33
10,4 6,3 41
10,4 6,3 49
12,4 7,0 59

Pasmepbl ykaszaHbl B MM.
Dimensions in mm

BuHT
Screw

10.25.912



Ppe3epoBaHUue

Milling

(ph HORN i)

Ppe3a c pe3L60BbLIM

XBOCTOBUKOM
Screw-in cutter

@ pexyLuen KpoMKM

MaTepman XBOCTOBMKa: CTallb

Material of shank: Steel

DAM31 4

Cutting edge @

o <t b
--------- O O | o
[SHRSHE S
|
O6Go3Ha4yeHue VA Ds l,
Part number
DAM31.016.M083.02B 2 16 38
DAM31.020.M104.03B 3 20 45
DAM31.025.M125.04B 4 25 52
DAM31.032.M166.05B 5 32 58
DAM32.020.M104.02B 2 20 45
DAM32.025.M125.03B 3 25 52
DAM32.032.M166.03B 3 32 58

[pyrve pa3mepsl - MO 3anpocy.

Further sizes upon request

16-32 mm

anda CMEHHOW NNnacTuHbI
for Indexable insert

Tun DA31
Type DA32

noaxoauT Ans
xBocToBuka Tmn MD
suitable for Shank Type MD

l, d, a, d, d, SW MnactuHa
Insert
20 15 3,0 M8 13 10 DA31.016...
25 19 3,0 M10 18 15 DA31.020...
30 24 3,0 M12 21 17 DA31.025...
35 31 3,0 M16 29 24 DA31.032...
25 19 4,8 M10 18 15 DA32.020...
30 24 4,8 M12 21 17 DA32.025...
35 31 4,8 M16 29 24 DA32.032...

Pasmepbl ykasaHbl B MM.
Dimensions in mm

MOMEHT 3aTsXKKN BUHTOB CM. TEXHMUYecKue pekoMmeHagauuu.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu
Spare Parts

®pesa ¢ pe3b60BbLIM XBOCTOBMKOM

Screw-in cutter

DAM31.016.M083.02B
DAM31.020.M104.03B
DAM31.025.M125.04B
DAM31.032.M166.05B
DAM32.020.M104.02B
DAM32.025.M125.03B
DAM32.032.M166.03B

3axumHon BuHT | Knrou Tun TORX PLUS®

Clamping Screw
030.2541.T8P
030.2547.T8P
030.2553.T8P
030.2557.T8P
030.3562.T10P
030.3569.T10P
030.3576.T10P

TORX PLUS® Wrench
T8PL
T8PL
T8PL
T8PL
T10PL
T10PL
T10PL

M11
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Ppe3a c pe3bL60BbLIM DAM31 /DAM32 '

XBOCTOBUKOM ans dopesepoBaHus 1 06paboTkun dacok

Screw-in cutter nof yrnom 45°
for 45° Milling and Chamfering 1

@ pexyLuen KpoMKM Cutting edge @ 10,5-17,6 mm

MaTtepuan xBocToBuKa: ctanb
Material of shank: Steel

~

AN CMEHHOW NNacTuHbI

for Indexable insert
45°
Tvn DA31
Type DA32
o~ < >
1 1o |T
Q [ [
T
nogxoauT ongd
xBocToBuka Tun MD
suitable for Shank Type MD
O603Ha4yeHue Z Ds l, I, d, a, d, d, d, d, SW MnactuHa
Part number Insert
DAM31.411.M083.02B 2 10,5 38 20 15,8 2,0 M8 13 il 16,9 10 DA31.016...
DAM31.414.M104.03B 3 14,4 45 25 19,8 2,0 M10 18 19 20,9 15 DA31.020...
DAM32.417.M125.03B 3 17,6 52 30 24,8 3,2 M12 21 24 28,3 17 DA32.025...
[pyrvne pasmepsbl - MO 3anpocy. Pa3amepbl ykasaHbl B MM.
Further sizes upon request Dimensions in mm
MOMEHT 3aTSXKK1 BUHTOB CM. TeXHUYecKkme pekoMmeHgaunm.
For torque specification of the screw, please see Technical Instructions.
3anacHble YacTu
Spare Parts
®pesa ¢ pe3b60BbIM XBOCTOBUMKOM 3axumHon BUHT | Kntoy Tun TORX PLUS®
Screw-in cutter Clamping Screw TORX PLUS® Wrench
DAM31.411.M083.02B 030.2541.T8P T8PL
DAM31.414.M104.03B 030.2547.T8P T8PL
DAM32.417.M125.03B 030.3569.T10P T10PL

M M12
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Ppe3a c pe3bL60BbLIM DAM 62 '
XBOCTOBUKOM

Screw-in cutter

@ pexyLuen KpoMKM Cutting edge @ 20-32 mm

MaTepman XBOCTOBMKa: CTallb

Material of shank: Steel
CMeHHas nnactuHa

Indexable insert

Tun DAG2
Type SDAG2

noaxoauT Ans
xBocToBuka Tmn MD

MokasaHo NpaBoe UCMOoNHeHVe suitable for Shank Type MD
Picture = right hand cutting version

O603Ha4yeHue z Ds I, I, d; a, d, d, SW

Part number

DAM62.020.M10.4.02 2 20 3 30 19 4,5 M10 18 15

DAM62.025.M12.5.03 3 25 57 35 24 4,5 M12 21 17

DAM62.032.M16.6.04 4 32 66 43 31 4.5 M16 29 24
[Opyrve pasmepsbl - No 3anpocy. Pasmepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm

MoMeHT 3aTsXKK1 BUHTOB CM. TeXHUYecKne pekomeHaaLmnmn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
®pesa c pe3b60BbIM XBOCTOBMKOM | 3axkuMHoM BUMHT | Kntoy Tun TORX PLUS®
Screw-in cutter Clamping Screw TORX PLUS® Wrench
DAMG62... 030.3070.T10P T10PL
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XBOCTOBUK MD d N\
Adaptor

XBOCTOBMK Ansi ppesepHon ronoskn DAM/DAHM...M n nepexogHuka MD...M
for screw-in cutter DAM/DAHM...M and reducer MD...M

MaTepuan xBocToBUKa: cTanb (HE peKoMeHOyeTCs MCNOoNb30BaHNE C
TepmonaTpoHamu)
Material of shank: Steel (not recommended for shrink fitting)

I2 |3
. DIN 1835B
o
(5]
< | IR [ 2
i ol e
(o] ]l s 8
O6Go3Ha4yeHue l, l, I, d d, d,
Part number
MD13.02.00.D16B 73 14 53 16 13 M8
MD18.04.00.D20B 80 20 55 20 18 M10
MD21.06.00.D25B 91 23 61 25 21 M12
MD29.08.00.D32B 100 29 65 32 29 M16
HauymHas ¢ @ 25 MM 2 3aXXMMHbI€ NI0CKOCTH Pa3mepbl ykasaHbl B MM.
from @ 25 mm 2 clamping flats Dimensions in mm
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XBOCTOBUK MD d N\
Adaptor

XBOCTOBMK Ans dopesepHon ronoskm DAM/DAHM...M n nepexogHuka MD...M
for screw-in cutter DAM/DAHM...M and reducer MD...M

MaTepuan xBocToBUKa: cTanb (HE peKoMeHOyeTCs MCNOoNb30BaHNE C
TepmonaTpoHamu)
Material of shank: Steel (not recommended for shrink fitting)

1
@ |
3
l, DIN 1835B
L HEa e ©
© ; o o
a| S 8
O6Go3Ha4yeHue I, l, I, d d, d, a
Part number
MD13.02.85.D20B 105 7 55 20 13 M8 85°
MD18.04.85.D25B 115 10 61 25 18 M10 85°
MD21.06.85.D32B 140 8 65 32 21 M12 85°
MD29.08.85.D40B 150 8 75 40 29 M16 85°
HauymHas ¢ @ 25 MM 2 3aXXMMHbI€ NI0CKOCTH Pa3mepbl ykasaHbl B MM.
from @ 25 mm 2 clamping flats Dimensions in mm
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MNMepexogHuk |\/| D "l ™\

Reducer

MepexopHuk ans dopesepHon ronosku DAM/DAHM...M
Reducer for screw-in cutter DAM/DAHM...M

MaTtepuan xBocToBuKa: ctanb
Material of shank: Steel

T
|

@d,

N

)
|

O6Go3Ha4yeHue | | | d d d d SW a
Part number

MD18.02.77.M10 49 6 20 13 M8 M10 18 15 77,5°
MD21.04.77.M12 56 10 22 18 M10 M12 21 17 77,5°
MD29.06.77.M16 52 6 23 21 M12 M16 29 24 77,5°

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

M16



()
Miﬁ:;epOBaHMe (ﬁh HORN |]|D

YanuHutenb MD a N\

Extension

Yonuuutens ans pesepHon ronoeskn DAM/DAHM...M
Extension for screw-in cutter DAM/DAHM...M

MaTtepuan xBocToBuKa: ctanb
Material of shank: Steel

o <t
g | S . © o
Q [
l, I,
B e
lw
] =
O6Go3Ha4yeHue l, I, I, d, d, d, SW
Part number
MD13.02.00.M08 48 30 18 M8 M8 13 10
MD18.04.00.M10 55 35 20 M10 M10 18 15
MD21.06.00.M12 57 35 22 M12 M12 21 17
MD29.08.00.M16 58 35 23 M16 M16 29 24

Pa3mepbl ykasaHbl B MM.
Dimensions in mm
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CMeHHas nnacTuHa D A3 1 ' >

Indexable insert

[my6buHa pesaHus oo Depth of cut up to 3 mm
@ pexyLuen KpoMKM Cutting edge @ 16-32 mm

- J

Ons ope3epHOro XBOCToBMKA
for Milling shank

Twun DAM31
Type

O603Ha4yeHue Ds a, a h r.
Part number
DA31.016.A.00 16 3 3 3,1 -
DA31.016.A.02 16 3 3 3,1 0,2
DA31.016.A.04 16 8 3 3,1 0,4
DA31.020.A.00 20 3 3 3,1 -
DA31.020.A.02 20 3 3 3,1 0,2
DA31.020.A.04 20 3 3 3,1 0,4
DA31.025.A.00 25 3 3 3,1 -
DA31.025.A.02 25 3 3 31 0,2
DA31.025.A.04 25 3 3 3,1 0,4
DA31.032.A.00 32 3 3 3,1 -
DA31.032.A.02 32 3 3 3,1 0,2
DA31.032.A.04 32 3 3 3,1 0,4
A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request

e OCHOBHOE NpuMeHeHune / recommended

0 AnbTepHaTUBHOE NpUMeHeHue / alternative recommendation

- HEMPUroZHbIN / not suitable

TBEpAbIN cnnae 6e3 NoKpbITUS / uncoated grades

8 TtBEpAbIV cNnaB ¢ NOKPbITUEM / coated grades

I ¢ Hanawikon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM. Mapku TBEpLOrO cnnasa

Dimensions in mm Carbide grades

Teepabivi cnnae TA45 ana nerkoobpabaTtbiBaeMblx MaTeprarnos, artoMUHUS U YnCToBOM 0bpaboTkn. Teepablii cnnas SA4B ans
cpefHe-n TpyaHoobpabaTbiBaeMbIX MaTepunarnos.

Carbide grade TA45 preferred for easy to machine materials, aluminium and finishing. Carbide grade SA4B preferred for middle and difficult to machine
materials.
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CMeHHas nnacTuHa D A32 ' >

Indexable insert

[my6buHa pesaHus oo Depth of cut up to 4,8 mm
@ pexyLuen KpoMKM Cutting edge @ 20-32 mm

- J

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun DAM32
Type
O603Ha4yeHue Ds a, a h r. m | 0
Part number I 3
| F
DA32.020.A.00 20 4,8 4,6 4,7 -
DA32.020.A.02 20 4,8 4,6 4,7 0,2
DA32.020.A.04 20 4,8 4,6 4,7 0,4
DA32.020.A.08 20 4,8 4,6 4,7 0,8
DA32.020.A.10 20 4,8 4,6 4,7 1,0
DA32.025.A.00 25 4,8 4,6 4,7 -
DA32.025.A.02 25 4,8 4,6 4,7 0,2
DA32.025.A.04 25 4,8 4,6 4,7 0,4
DA32.025.A.08 25 4,8 4,6 4,7 0,8
DA32.025.A.10 25 4,8 4,6 4,7 1,0
DA32.032.A.00 32 4,8 4,6 4,7 -
DA32.032.A.02 32 4,8 4,6 4,7 0,2
DA32.032.A.04 32 4,8 4,6 4,7 0,4
DA32.032.A.08 32 4,8 4,6 4,7 0,8
DA32.032.A.10 32 4,8 4,6 4,7 1,0
A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE NpumeHeHwue / recommended
0 AnbTepHaTVBHOE NPUMEHEHME / alternative recommendation
- HEMpUroZHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
[ T1BEpAbIV cNnaB ¢ NOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpLOrO cnnasa
Dimensions in mm Carbide grades

Teepabivi cnnae TA45 ana nerkoobpabaTtbiBaeMblx MaTeprarnos, antoMUHUS U YncToBo obpaboTkn. Teepablvi cnnas SA4B ans
cpeaHe-u TpyaHooGpabaTbiBaeMbIX MaTepranos.

Carbide grade TA45 preferred for easy to machine materials, aluminium and finishing. Carbide grade SA4B preferred for middle and difficult to machine
materials.
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Ppe3epoBaHue
Milling

(ph HORN i)

CmMeHHada nnacTtuHa
Indexable insert

my6buHa pesaHus oo

C aniMa3HoWn BCTaBKOW
Diamond tipped

O6Go3Ha4yeHue
Part number

DA32.020.25.02.C
DA32.020.25.02.P
DA32.020.25.X2.C
DA32.025.25.02.C
DA32.025.25.02.P
DA32.025.25.X2.C
DA32.032.25.02.C
DA32.032.25.02.P
DA32.032.25.X2.C

Depth of cut up to

_—

DA32

Ds

20
20
20
25
25
25
32
32
32

3,8
3,8
3,8
3,8
3,8
3,8
3,8
3,8
3,8

3,5
3,5
&5
3,5
35
3,5
35
3,5
3,5

3,8 mm

4,7
4,7
4,7
4,7
4,7
4,7
4,7
4,7
4,7

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request

o OcHOBHOE npumeHeHwue / recomm:

ended

0 AnbTepHaTUBHOE NpUMeHeHue / alternative recommendation

- HENPUIrOAHbIN / not suitable

TBEpAbIN cnnae 6e3 NokpbITUS / uncoated grades

[0 TBEépAbIV cnnaB C NOKPbITMEM / coated grades

I ¢ Hanankon/Cermet / brazed/Cermet

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request

Pa3smepbl ykasaHbl B MM.
Dimensions in mm

M20
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0,2
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0,2
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Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

DAM32

b x 45°

Mapku TBEpAOrO cnnasa
Carbide grades
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CmeHHast nnacTuHa DA62 - N

Indexable insert

my6buHa pesaHus oo Depth of cut up to 4,5 mm

- J

ans dgpesbl
for Milling tool

Tvn DAM62
Type

h -—
C 6 pexyLLMMn KpoMKamMm
with 6 usable cutting edges
O6Go3HauyeHune a, h r
Part number
DA62.0400.A.04 45 5,20 0,4
DA62.0400.A.08 4,5 5,16 0,8

A co Cknapa/onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMSA / uncoated grades
[0 TBEépAbIV cnnaB C NOKPbITMEM / coated grades
I ¢ Hanamkon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM. Mapku TBEpPAOrO cnnasa
Dimensions in mm Carbide grades
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Ppe3epoBaHue
Milling

(ph HORN i)

CMeHHasi nnacTMHa SDAGB2

Indexable insert

my6buHa pesaHus oo Depth of cut up to 4,5 mm

npeLun3noHHo crnevyeHas
precision sintered

h -—
O6Go3Ha4yeHue a, h
Part number
SDA62.0400.A.08 4,5 5,16

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwne / recommended
0 AnbTepHaTUBHOE NpMMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
[0 TBEépAbIV cnnaB C NOKPbITMEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pasmepbl ykasaHbl B MM.
Dimensions in mm

M22
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Ons ope3epHOro XBOCToBMKA
for Milling shank

Tvn DAM62
Type

C 6 pexyLUMMn KpoMKamMu
with 6 usable cutting edges

0,8

Mapku TBEpAOrO cnnasa
Carbide grades



Pexunmbl pesaHna cuctema DA
Cutting Data System DA (ﬁh HORN I]h)

ISO  Marepuan [MnactHa DA31 [MnactnHa DA32 CkopocTb pesatus v (m/min)
Material o o [MogayaHa3y6 f, (mm) Monava Ha 3y6 f, (mm) Cutting speed
S E Insert size DA31 Insert size DA32
i:;. % Feed/tooth f, (mm) Feed/tooth f, (mm) TA45 SA4B
= T
P HenervposarHas crans 125 0,03-0,30 0,04 - 0,40 240 - 340 260 - 380
unalloyed steel
HenernposaHHas ctarb 190 0,03-0.30 0,04 - 0,40 290 - 320 240 - 350
unalloyed steel
AERIET ARG G | g 0,03-0,30 0,04- 0,40 180 - 290 200 - 320
low alloyed steel
Hw3konernposaHHas ctanb 300 0,03-0,30 0,03-0.30 140 - 230 140 - 250
low alloyed steel
BbicokonervposaHHas ctarnb 200 0,03-0,30 0,03-0,30 100 - 190 110-210

high alloyed steel

M HepxagetoLas ctanb
MapTeHCUTHas 240 0,03-0,30 0,03-0,30 110 - 180 130-200

Stainless steel martenistic

HepxaBetoLLas cTanb
ayCTeHUTHas 180 0,03-0,14 0,03-0,20 100-170 110- 190

Stainless steel austenitic

KoBKaA JyryH deppuTHBIn 44, 0,03-0,30 0,04-0,30 140 - 220 150 - 250

Malleable cast iron ferritic

KOBIAAYIYH NBPIMTHEIA - gy 003-0.15 004-025 120 - 200 130 - 230

Malleable cast iron perlitic

YyryH co cdeponaansHbim

rpacpmToM heppUTHbIA/

NepANTHIi 180 0,03-0,15 0,04-0,25 120 - 190 120 - 200
Spheroidal graphite

cast iron ferritic/perlitic

YyryH co cheponpansHbiv

rPaUTOM NEepIMTHbIA 260 0,03-0,15 0,04-0,20 100 - 180 100 - 190

Spheroidal graphite cast iron perlitic

grye;yc*;st - 160 0,03-0,30 0,04- 0,40 130 - 220 150 - 250
N ETEZH ATIOMAE 9 0,03-040 0,05-0,50 500 - 1200 500 - 1200

S  Cynepcnnas Ha ocHose
Ni/Co 350 0,03-0,10 0,03-0,20 30-40 30-70
Super alloy Ni/Co based

Turarioble cnnabl 350 0,03-0,10 0,03-0,20 30-40 30-70

Titanium based alloy

Mpun ucnonb3oBaHum dpesbl ¢ yrinom 45° Heo6xoaAMMO yBenuM4uTb noga4vy Ha 3y6 Ha 1,4!
When 45° Milling the feed per tooth f, could be increased by factor 1,4!
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Pexunmbl pesaHusa cuctema DAG2
Cutting Data System DAG2

(ph HORN i)

MaTe_pman TBepooct  CKoOpoCTb pesaHus CpeHsist TONLLMHA CTPYKM
Material Hardness Cutting speed medium thickness of chip
Brinell v, (m/min) h, (mm)
m
(HB)
P 0,2% C 140 240
YrnepoaucTas cranb 0.4% C 180 210 0.11
Carbon steel d !
0,6% C 200 160
OTOMOKEHast
NervposanHas cTans annealed 180 150
Alloyed steel 0,08
ovedsiee 3akarnka 280 120
quenched 350 70
BbicokonernpoBaHHas
cTanb OTOMOKEHast
high alloyed steel annealed 200 70 0,08
(>5%)
HenernpoBaHHoe 180 180
CranbHoe nutbe unalloyed 0.08
Cast steel !
ast steel riermpoBaHHoe 220 120
alloyed
M MapTeHCUTHas,
beppUTHbIN 200 130 0,07
HepxaBetoLas cranb martensitic, ferritic
Stainless steel
aycreHnTHas 180 120 0,06
austenitic
C HU3KUM Npeaenom
TEKy4ecTn 180 100
YyryH low tensile strength 013
Grey cast iron C BbICOKVIM Mpeaeriom '
TeKy4ectn 250 90
high tensile strength
YyryH co eppUTHBbIN
chepovganbHbIM ferritic e —
rpacgpuTom . 0,10
Spheroidal graphite At 250 60
cast iron perlitic
iz g L 125 100
Koskuin vyryH ferritic 010
Malleable cast iron 1 !
I NepnTHbIA 295 120
perlitic
B rocTaBke
N CI'U'IaBbI antoMuHus not heat treatable 30-80 800
Al-all
alloy znpqueHHble 80-120 300
eat treatable
B rioctaBke
ANOMUHNEBOE NUTLE not heat treatable 80 300 020
Al-cast-allo !
Y KI‘IpOl-IHeHHbIe 100 200
eat treatable
B MoCTaBke 90
Cnnasbl Mean not heat treatable
Copper-alloy YNPOYHEHHbIE 100
heat treatable

@ pesyLueit KPOMKH Yron norpyxeHusi (°) HavanbHble 3Ha4eHUst CKOPOCTW pesaHns V_ W CPeOHemn TOMLIMHbI
Cutting edge @ Diving angle (°) CTPYyXKu h_ [ona pacdeta MUHYTHOWN Nofaqun C MCMoMNb30BaHMEM
[mm] nporpammbl HCT.

20 2,4

o5 175 Standard values for cutting speeds v. and medium thickness hn for calculating feed rates

! by calculating cutting programm »HCT«.

32 1,25

40 0,95

50 0,7

63 0,55

80 0,4
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PexuMbl pe3aHus (ph HORN i)

Cutting Data

Bpe3aHue nop yrnom u nnyHxepHoe cdpesepoBaHue ¢ 90° chpesamu
Ramp angle and plunging with a 90° milling cutter

@ (Mm) 32 25 20 32 25
MnacTuHal Insert size DA32 DA32 DA32 DA31 DA31
Yron Bpe3anusi (°) 350 350 35° 4.0° 350
Diving angle (°) ’ ! ’ ) )

MaKC. BennynHa Cbema npu
BEPTUKaNbHOM Bpe3aHun (MM) 1,0 0,6 04 1,7 0,8
vertical full diving max. (mm)
a, Mpy NNYHXEPHOM
tbpe3sepoBaHn (Mm) 46 46 46 3,1 3,1
vertical side diving a, max. (mm)
MwHvmansHoe oTBepcTHe
nepes ceepneqnem D, (Mm) 228 15,8 10,8 258 18,8

Predrilling D, min. (mm)

Bpe3aHue nop yrnom u nnyHxepHoe cpesepoBaHue ¢ 45° cppesamu
Ramp angle and plunging with a 45° milling cutter

@ (mm) 17 14,4 10,5
[nactiHa / Insert size DA32 DA31 DA31
Yron norpyxenus (°) & 5 5
Diving angle (°) v v 10,5

MaKc. Ben14nHa Cbema npu
BEPTMKaNbHOM Bpe3aHun (M) 3,2 2,0 20
vertical full diving max. (mm)

MonpaBoYHbIN KO3 DULMEHT AN YMEHbLUEHUA rMyOUHbI pe3aHus ¢ y4eToM

yrnoBoro paguyca npu dpesepoBaHuum nog yrrnom 45°,
Correction factor for reduced cutting depth in consideration to the corner radius when 45° milling.

20
DA31

3,5°

0,6

3.1

13,8

16
DA31
3,0°

0,4

31

98

Paonyc yrmar, (Mm) ﬂonpaBOqulﬁ koathdnLMeHT fap (Mm)
Corner radius r (mm) Correction factor fap (mm)

0 0

0,2 0,078

0,4 0,17

0,8 0,33

1,0 0,41
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Ppe3epoBaHue

Milling

(ph HORN i)

XBOCTOBWK (hpesbl
Milling shank

DAHM25

®dpesa ¢ pe3bboBbIM

XBOCTOBUKOM
Screw-in cutter

DAHM25/DAHM37/
DAHMG62

CMeHHas nnacTtuHa
Indexable insert

DAH25/DAH62/
DAH37

XBOCTOBUK dhpe3bl
Milling shank

DAHM37

HacagHas cdpesa
Arbor Mounted Cutter

DAHM37/DAHM62

M26
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Ppe3epoBaHue

Milling

(ph HORN i)

DAH

¢pe3bl AnA BbICOKUX noaa4
cucrtema DAH

- XBOCTOBUK dopesbl

- HacagHas dpesa

- ®pesa ¢ pe3bboBbIM XBOCTOBUKOM

- CMeHHaga nnacTtuHa

High feed milling
System DAH

- Milling shanks

- Arbor Mounted Cutter

- Screw-in Cutter

- Indexable Inserts
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¢pe3bl AnA BbICOKUX noaad
High Feed Milling Cﬁh HORN I]h)

XBocTOBUK (hpesbl DAHM25 4 [ N
Milling shank

@ pexyLuen KpoMKM Cutting edge @ 12-25 mm

. /

MaTepman XBOCTOBMKa: CTallb

Material of shank: Steel .
Ana CMeHHOW nNNnacTUHbI

for Indexable insert

Tun  DAH25
DIN1865B Type

= '
Q
|3
I1
O603Ha4yeHue V4 Ds d I, I, d; I, a,
Part number
DAHM.25.012.D0122.02 B 2 12 12 61,5 15 11,0 45 1
DAHM.25.016.D163.03.B 3 16 16 69,5 20 14,5 48 1
DAHM.25.020.D204.03B 3 20 20 76,5 25 18,0 50 1
DAHM.25.025.D255.04.B 4 25 25 85,5 28 23,0 56 1
Opyrve pasmepbl - N0 3anpocy. Pa3mepsbl ykasaHbl B MM.
Further sizes upon request Dimensions in mm

MoMEHT 3aTsKKM BUHTOB CM. TexHu4Yeckue pekomeHgauunun.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu

Spare Parts
XBocToBuUK hpe3bl 3axumHon BUHT | Knroy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
DAHM.25.012.D122.02 B 030.2547.T8P T8PL
DAHM.25.... 030.2553.T8P T8PL
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¢pe3bl AnA BbICOKUX noaad
High Feed Milling Cﬁh HORN I]h)

XBocTOBUK dppe3bl DAHM25 7 ~N

Milling shank

@ pexyLuen KpoMKM Cutting edge @ 12-25 mm

. /

MaTepman XBoCTOBMKa: CTanb (HE PEKOMEHAYETCs UCTONb30BaHUe C
TepmonaTpoHamu)

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

for Indexable insert

Tun DAH25

"DIN‘ISSSB Type
=4 ,t': I
o ’ £
S )
'
a
—— p [
2 3 @ Ds
=g — — e -—
1
O603Ha4yeHue VA Ds d l, l, d, I, a,
Part number
DAHM.25.012.D124.02B 2 12 12 82,5 36 11,5 45 1
DAHM.25.016.D165.02B 2 16 16 97,5 48 15,4 48 1
DAHM.25.016.D165.03B 3 16 16 97,5 48 15,4 48 1
DAHM.25.020.D206.03B 3 20 20 111,5 60 19,0 50 1
DAHM.25.025.D257.04B 4 25 25 132,5 75 24,0 56 1
[Opyrve pasmepsbl - Mo 3anpocy. Pa3amepbl ykasaHbl B MM.
Further sizes upon request Dimensions in mm

MOMEHT 3aTSKKM BUHTOB CM. TEXHUYECKME PEKOMEHAALIMN.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu

Spare Parts
XBocToBuUK hpe3bl 3axumHon BUHT | Knroy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
DAHM.25.012.D124.02B 030.2547.T8P T8PL
DAHM.25.... 030.2553.T8P T8PL
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CDpe3b| AnA BbICOKUX noaaY

High Feed Milling

(ph HORN i)

Ppe3a c pe3L60BbLIM

XBOCTOBUKOM
Screw-in cutter

@ pexyLuen KpoMKM

MaTtepuan xBocToBuKa: ctanb
Material of shank: Steel

Cutting edge @

DAHM25

12-25 mm

O6Go3Ha4yeHue
Part number

DAHM.25.012.M062.02
DAHM.25.016.M083.02
DAHM.25.016.M083.03
DAHM.25.020.M104.03
DAHM.25.025.M125.04

[pyrve pa3mepsbl - MO 3anpocy.
Further sizes upon request

AW wWNDN

Ds

12
16
16
20
25

|1 IZ

26 135
39 20,5
39 205
45 255
50 28,0

MOMEHT 3aTs>KKM BUHTOB CM. TEXHUYECKME PEKOMEHAALINN.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu
Spare Parts

®pe3a ¢ pe3b60BbLIM XBOCTOBUKOM

Screw-in cutter
DAHM.25.012.M062.02
DAHM.25....

M30

3aXXUMHOW BUHT
Clamping Screw

030.2547.T8P T8PL
030.2553.T8P T8PL

11
13
13
18
21

Kniou Tun TORX PLUS®
TORX PLUS® Wrench

e )

anda CMEHHOW NNacTUHbI
for Indexable insert

Tvn DAH25
Type

noaxoauT Ans
xBocToBuka Tmn MD
suitable for Shank Type MD

a, d, d,

1 M6 11,5
1 M8 15,4
1 M8 15,4
1 M10 19,0
1 M12 24,0

Pasmepbl ykaszaHbl B MM.
Dimensions in mm



¢pe3b| AnA BbICOKUX noaad
High Feed Milling Cﬁh HORN I]h)

CmeHHast nnacTuHa DAH 25 - N

Indexable insert

my6buHa pesaHus oo Depth of cut up to 1 mm

- J

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun DAHM25

Type

O603Ha4yeHue a, a h r.

Part number

DAH.25.011.D.04 1 4.4 2,6 0,4

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwne / recommended
0 AnbTepHaTUBHOE NpMMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable

TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades

[0 TBEépAbIV cnnaB C NOKPbITMEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm TeopeTudeckuii paguyc 3akpyrnexus yrna Carbide grades

I, =3anporpamMMUpoBaHHbIR pagnyc DakTHueckmii
KOHYTP o 3anpocy!

theoretical corner radius r,= programming radius
actual outline upon request!
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Popmynbl cuctema DAH25
Formulas System DAH25

(ph HORN i)

Z = KonwuyecTBo 3ybbeB
Number of teeth

d . =HenctButenbHbin AMaMeTP OKPY>XHOCTU pesaHns
eff

effective cutting edge @

v+ 1000
n = O060poTbl WNNUHAENS n="q g [1/min]
Revolutions eff
deemen _
v, = CKOpOCTb pesaHus Ve 71000 [m/min]
Cutting speed
Vf
f = lNopava Ha 3y6 f = Zn
Feed/tooth
Vv, = MuHyTHaa nogava v.=Ff «Z+n [mm/min]
Feed rate
a,ca v _
Q = Ob6beM CHUMaEMOW CTPYKKM Q= ~—1000 [cmé/min]
(Npon3BOANTENBHOCTD)

Material removal rate

[na onpegeneHus 4acToTbl BpalleHUs U
CKOPOCTU pe3aHns pacHeT JOSMKEH BbIMOMHATLCA
C ydyeToM AenctBuTenbHoro auameTpa d_.
OH BbluMCNSETCA B 3aBUCUMOCTU OT ryOUHbI
pesaHus ap, AnameTpa OKPY>XHOCTU pe3aHust
Ds 1 nonpaeo4Horo koagpdpmumeHTta K.
d.=K,+(Ds-12)

The effective cutting diameter d_. must be calculated to
obtain the correct RPM and the cutting feed.

The effective cutting diameter is calculated using the
following values and formula.

a = depth of cut

Ds = cutter diameter

K, = from Correction value chart

d, =K, +(Ds-12)

M32

MonpaBoYHbIN

KoacpcpunumeHT
Correction value

a, [mm]
0,1
0,2
0,3
0,4
0,5
0,6
0,7
0,8
0,9
1,0

K, [mm]
53
6,5
7.4
8,1
8,8
9,4

10,0
10,5
11,0
12,0



Pexunmbl pesaHna cuctema DAH25
Cutting Data System DAH25 (ﬁh HORN I]h)

ISO Marepuan Teeppgocte  [lNogava Ha 3y6 f, (mm) CkopocTb pesaHusi
Material Hardness HB  Feed/tooth f, (mm) Cu(ttir;g §r;eed
v_(m/min
P HenernposaHHas ctanb 125 06~18 200 - 300

unalloyed steel

HenernpoBaHHas ctanb 190 06~18 200 - 300

unalloyed steel

IH|/|3|<or|er|/|pOBaHHa;| cTanb 200 0,6~16 180 - 300
ow alloyed steel

Hu3konervpoBaHHas cTanb 300 06~16 160 - 280

low alloyed steel

BbicokonernpoBaHHasa ctanb 200 05~15 150 - 250
high alloyed steel ’ ’

M Hepxasetowas cranb
MapTeHCUTHas 240 06~1,5 140 - 220
Stainless steel martenistic

Hep>KaBelou.|,aﬂ cralb

aycTeHuUTHas 180 05~12 120 - 200
Stainless steel austenitic

KoBKkuin YyryH dpepputHbIn 130 06~18 160 - 280
Malleable cast iron ferritic ’ ’

KoBKMI YyryH nepnuTHbIN 230 0.6~15 150 - 250

Malleable cast iron perlitic

YyryH co cdpepouvaarnbHbiM

rpaduToM OepPPUTHBINA/

rIepJ'IVITHbII7I 180 0,6 ~ 1,5 150 - 250
Spheroidal graphite

cast iron ferritic/perlitic

YyryH co cdhepovparnbHbiM

rpadoUTOM NepnnUTHbINA 260 06~15 140 - 240
Spheroidal graphite cast iron perlitic
gyry” . 160 0,6~22 180 - 320
rey cast iron
N Cnnaebl antoMUHNUS 90 0.8~25 1000 - 1500
Al-alloys ’ ’

3anporpaMMUpoOBaHHbIN paguyc u

Yron norpyxeHusi OTKINOHeHue
Diving angle Programming radius and difference
J (Mm) Yron norpyxeHus (°) (MM MaKC. OTKIIOHEHWE (MM)
Diving angle (°) max. difference (mm)
12 6,5 1,4 0,61
16 25
20 1,5

25 1,0

TeopeTtunyeckuii pagnyc
3aKkpyrrneHus yrmar,

= 3anporpaMmMupoBaHHbIN paguyc
theoretical corner radius r,

= programming radius

\

MaKC. OTKINOHEHne
max. difference
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¢pe3bl AnA BbICOKUX noaad
High Feed Milling Cﬁh HORN I]h)

XBocToBUK pe3bl DAHM37 ol | N\
Milling shank J
|
|
|
|
@ pexyLuen KpoMKM Cutting edge @ 20-40 mm =

& 4

MaTepman XBOCTOBMKa: CTallb

Material of shank: Steel .
Ana CMeHHOWM nNnacTUHbl

for Indexable insert

DIN1835B Tun DAH37
Type
/ i
7 ©
£
ke s el o
Q
L
1, | 9 DS”'_
1
O603Ha4yeHue z Ds d l, I, d; I, a,
Part number
DAHM.37.020.D204.02B 2 20 20 87 34 19 50 1,2
DAHM.37.025.D255.03B 3 25 25 101 41 24 56 1,2
DAHM.37.032.D326.04B 4 32 32 111 47 31 60 1,2
DAHM.37.040.D326.05B 5 40 32 111 47 39 60 1,2
[pyrve pa3mepsbl - MO 3anpocy. Pasmepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm
MOMEHT 3aTSKKM BUHTOB CM. TEXHUYECKMEe pEKOMEHAALINN.
For torque specification of the screw, please see Technical Instructions.
3anacHble YacTu
Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
DAHM... 030.3070.T10P T10PL

M M34



CDpe3b| AnA BbICOKUX noaaY

High Feed Milling

(ph HORN i)

Ppe3a c pe3L60BbLIM
XBOCTOBUKOM

Screw-in cutter

@ pexyLuen KpoMKM

MaTtepuan xBocToBuKa: ctanb
Material of shank: Steel

DAHM37

Cutting edge @

i
O T/ T|T
Q ' Q ‘ Q
|
O603Ha4yeHue z Ds I,
Part number
DAHM.37.020.M104.02 2 20 45
DAHM.37.025.M125.03 3 25 52
DAHM.37.032.M166.04 4 32 58
DAHM.37.040.M166.05 5 40 58

[pyrve pa3mepsbl - MO 3anpocy.
Further sizes upon request

MOMEHT 3aTsKKM BUHTOB CM. TEXHUYECKME PEKOMEHAALNN.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu
Spare Parts

®pesa c pe3b60BbIM XBOCTOBUKOM
Screw-in cutter

DAHM...

20-40 mm

25
30
85
35

19
24
31
39

1,2
1,2
1,2
12

3axumHou BUHT | Knrou Tun TORX PLUS®
Clamping Screw

030.3070.T10P

TORX PLUS® Wrench

T10PL

anda CMEHHOW MnacTuHbI
for Indexable insert

Tun DAH37

Type

NoaxoauT Ans

xBocToBuka Tmn MD
suitable for Shank Type MD

M10
M12
M16
M16

d

4

18
21
29
29

SW

15
17
24
24

Pasmepbl ykaszaHbl B MM.
Dimensions in mm
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¢pe3bl AnA BbICOKUX noaad
High Feed Milling Cﬁh HORN I]h)

HacagHas dpesa DAHM37

Arbor Mounted Cutter

@ pexyLuen KpoMKM Cutting edge @ 40-80 mm

®pesa no DIN 8030-A

Arbor mounted cutter as per DIN 8030-A .
Ana CMeHHOW nNNnacTUHbI

for Indexable insert

h2
C Tun DAH37
Type
@
oy B o~ X
e 07T | T
Q | | [ SIS
7 él/
|
a | 2
h

[NokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue Z Ds a, h, h d, d, l, b c d,

Part number

DAHM.37.040.A1635.05 5 40 1,2 34,4 85 16,0 58 22 8,4 5,6 16

DAHM.37.050.A2235.06 6 50 1,2 39,4 40 19,5 41 24 10,4 6,3 22

DAHM.37.063.A2240.07 7 63 1,2 39,4 40 19,5 49 24 10,4 6,3 22

DAHM.37.063.A2740.07 7 63 1,2 44.4 45 21,5 49 27 12,4 7,0 27

DAHM.37.080.A3245.08 8 80 1,2 54,4 55 29,5 59 33 12,4 8,0 32
Opyrve pasmepsbl - No 3anpocy. Pa3mepsbl ykasaHbl B MM.
Further sizes upon request Dimensions in mm

MoOMEHT 3aTsKKM BUHTOB CM. TexHU4Yeckue pekomMeHaauuu.
For torque specification of the screw, please see Technical Instructions.

3anacHble YyacTu

Spare Parts
HacapHas cdpesa 3axumHon BUHT | Kntod Tun TORX PLUS® | LLlecTUrpaHHbIn kntoY | BuHT Lan6a
Arbor Mounted Cutter Clamping Screw TORX PLUS® Wrench Allen Wrench Screw Washer
DAHM.37....05/08 030.3070.T10P T10PL
DAHM.37....06/07 030.3070.T10P T10PL SW8,0 DIN 911 10.25.912 | 10.5.433
DAHM.37.063.A2740.07 030.3070.T10P T10PL SW8,0 DIN 911 12.30.912
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¢pe3bl AnA BbICOKUX noaaY

High Feed Milling

(ph HORN i)

CMeHHasa nnacTtuHa DAH37 7

Indexable insert

my6buHa pesaHus oo Depth of cut up to

O6Go3Ha4yeHue a,
Part number
DAH.37.022.N.08 1,2

1,2 mm

-

N

ans dgpesbl
for Milling tool

Twun DAHM37
Type

HenTpanbHas reoMeTpus
neutral geometry

7,9 3,18 0,8

A co Cknapa/onstock A4 Hepenu/ 4 weeks x [lo 3anpocy / upon request

o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpMMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
[0 TBEépAbIV cnnaB C NOKPbITMEM / coated grades
I c Hanamnkon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM.
Dimensions in mm

Mapkn TBEPAOro cnnaea

TeopeTudeckunii paguyc 3aKkpyrnexus yrna

I, =3anporpaMmMupOBAaHHLINA paauyc DakTUIeckui
KOHyTp no 3anpocy’

theoretical comner radius r, = programming radius

actual outline upon request!

Carbide grades

M37



¢pe3b| AnA BbICOKUX noaad
High Feed Milling (ﬁh HORN I]h)

CmeHHast nnacTuHa DAH 37 - N

Indexable insert

my6buHa pesaHus oo Depth of cut up to 1,2 mm

- J

ans dgpesbl
for Milling tool

Tvn DAHM37
Type

mﬂ.
h
Nno3nTUBHaA reoMeTpud
positiv geometry
O6Go3Ha4yeHue a, a h r
Part number
DAH.37.022.S.08 1,2 7,9 3,18 0,8

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwne / recommended
0 AnbTepHaTUBHOE NpMMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
[0 TBEépAbIV cnnaB C NOKPbITMEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM.
Dimensions in mm

Mapku TBEpAOrO cnnasa

TeopeTudeckuii paguyc 3akpyrmeHus yrna
P Pacyy by Y Carbide grades

I,=3anporpamMmupoBanHsIi paguyc DakTIecKi
KOHYTP no 3anpocy!

theoretical corner radius r, = programming radius

actual outline upon request!
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Pexunmbl pesaHna cuctema DAH37
Cutting Data System DAH37 (ﬁh HORN I]h)

ISO Marepuan Teeppgocte  [lNogava Ha 3y6 f, (mm) CkopocTb pesaHusi
Material Hardness HB  Feed/tooth f, (mm) Cu(ttir;g §r;eed
v_(m/min
P HenernposaHHas ctanb 125 08-22 200 - 300

unalloyed steel

HenernpoBaHHas ctanb 190 0,8-272 200 - 300

unalloyed steel

IH|/|3|<or|er|/|pOBaHHa;| cTanb 200 0,8-2,0 180 - 300
ow alloyed steel

Hu3konervpoBaHHas cTanb 300 08-20 160 - 280

low alloyed steel

BbicokonermpoBaHHas crarb 200 06-16 150 - 250
high alloyed steel ’ ’

M Hepxasetowas cranb
MapTeHCUTHas 240 0,8-2,0 140 - 220
Stainless steel martenistic

Hep>KaBelou.|,aﬂ cralb

aycTeHuUTHas 180 0,6-1,6 120 - 200
Stainless steel austenitic

KoBKkuin YyryH dpepputHbIn 130 08-22 160 - 280
Malleable cast iron ferritic ’ ’

KoBKMI YyryH nepnuTHbIN 230 07-18 150 - 250

Malleable cast iron perlitic

YyryH co cdpepouvaarnbHbiM

rpaduToM OepPPUTHBINA/

rIepJ'IVITHbII7I 180 0,7 - 1,8 150 - 250
Spheroidal graphite

cast iron ferritic/perlitic

YyryH co cdhepovparnbHbiM

rpadoUTOM NepnnUTHbINA 260 0,7-1,8 140 - 240
Spheroidal graphite cast iron perlitic
yyR 160 0.8-25 180 - 320
rey cast iron
N CnnaBbl antoMUHNS 920 10-3.0 1000 - 1500
Al-alloys ’ ’

3anporpaMmMMpoOBaHHbLIN paguyc m

Yron norpyxeHus OTKITIOHEeHue
Diving angle Programming radius and difference
J (Mm) Yron norpyxeHus (°) TeopeTudeckmii pagnyc
Diving angle (°) 3aKpyrneHus yrma r,
= 3anporpaMmMupoBaHHbIN paguyc
20 5,0 theoretical corner radius r,,
25 4.0 = programming radius
32 1,0
40 0,5 MaKC. OTKIOHEHIe
50 0.5 max. difference
63 0,4 r,,(Mm) MaKC. OTKIIOHEHWE (MM)
80 0.4 max. difference (mm)

2 0,83
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Popmynbl cuctema DAH37
Formulas System DAH37

(ph HORN i)

Z = KonwuyecTBo 3ybbeB
Number of teeth

d . =HenctButenbHbin AMaMeTP OKPY>XHOCTU pesaHns
eff

effective cutting edge @

v+ 1000
n = O060poTbl WNNUHAENS n="q g [1/min]
Revolutions eff
deemen _
v, = CKOpOCTb pesaHus Ve 71000 [m/min]
Cutting speed
Vf
f = lNopava Ha 3y6 f = Zn
Feed/tooth
Vv, = MuHyTHaa nogava v.=Ff «Z+n [mm/min]
Feed rate
a,ca v _
Q = Ob6beM CHUMaEMOW CTPYKKM Q= ~—1000 [cmé/min]
(Npon3BOANTENBHOCTD)

Material removal rate

[na onpegeneHus 4acToTbl BpalleHUs U
CKOPOCTU pe3aHns pacHeT JOSMKEH BbIMOMHATLCA
C ydyeToM AenctBuTenbHoro auameTpa d.
OH BbluMCNSETCA B 3aBUCUMOCTU OT ryOUHbI
pesaHus ap, AnameTpa OKPY>XHOCTU pe3aHust
Ds 1 nonpaeo4Horo koagpdpmumeHTta K.

d =K, + (Ds - 20)

The effective cutting diameter d_. must be calculated to
obtain the correct RPM and the cutting feed.

The effective cutting diameter is calculated using the
following values and formula.

a = depth of cut

Ds = cutter diameter

K, = from Correction value chart

d, =K, + (Ds - 20)

M40

MonpaBoYHbIN

Ko3achpuumneHTt
Correction value

a,[mm]
0,1
0,2
0,3
0,4
0,5
0,6
0,7
0,8
0,9
1,0
1,1
1,2

K, [mm]

9,71
11,47
12,81
13,93
14,92
15,82
16,63
17,39
18,10
18,77
19,40
20,00



¢pe3bl AnA BbICOKUX noaad
High Feed Milling Cﬁh HORN I]h)

Arbor Mounted Cutter

HacapgHaa dpe3sa DAHM62 7 - N

@ pexyLuen KpoMKM Cutting edge @ 63-125 mm

®pesa no DIN 8030-A

Arbor mounted cutter as per DIN 8030-A .
Ana CMeHHOU nNnacTUHbl

for Indexable insert
h2
e |
‘ C Tvn DAH62
| Type
el (3} -
© .DI O T
Q * || AR RO
aP |2
h o Ds

[NokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6o3HayeHune z Ds a, h, h d; d, l, b c d,

Part number

DAHM.62.063.A2245.04 4 63 2,1 44 45 20 50 22,0 10,4 6,3 22

DAHM.62.080.A2750.05 5 80 2,1 49 50 22 63 29,9 12,4 7,0 27

DAHM.62.100.A3255.06 6 100 2,1 54 55 29 80 32,9 14,4 8,0 32

DAHM.62.125.A4063.07 7 125 2,1 62 63 36 89 34,7 16,4 9,0 40
[Opyrve pasmepsbl - MO 3anpocy. Pasmepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm

MOMEHT 3aTsKKM BUHTOB CM. TEXHUYeCcKne pekoMeHaaumm.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
HacapgHas cpesa LLecTurpaHHbin kntoY | 3axxumHon BUHT | Kntou Tun TORX PLUS® | LLlan6a
Arbor Mounted Cutter Allen Wrench Clamping Screw TORX PLUS® Wrench Washer
DAHM.62.063.A2245.04 SW8,0 DIN 911 5.15T20P T20PQ 10.5.433
DAHM.62.080.A2750.05 SW10,0 DIN 911 5.15T20P T20PQ
DAHM.62.100.A3255.06 SW14,0 DIN 911 5.15T20P T20PQ
DAHM.62.125.A4063.07 SW17,0 DIN 911 5.15T20P T20PQ
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¢pe3b| AnA BbICOKUX noaad
High Feed Milling

(ph HORN i)

CMeHHasi nnacTMHa DAH62

Indexable insert

my6buHa pesaHus oo Depth of cut up to 2,1 mm

(

-

N

ANs OepXaBKu

for Toolholder

O6Go3Ha4yeHue a, a h
Part number
DAH.62.055.S.10 2,1 14,8 7,9

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwne / recommended
0 AnbTepHaTUBHOE NpMMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
[0 TBEépAbIV cnnaB C NOKPbITMEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM.

TeopeTuyecknii paguyc 3akpyrmeHns yrna
Dimensions in mm P papuyc 3akpy! y

I,=3anporpamMmupoBanHsIi paguyc DakTIecKi
KOHYTP no 3anpocy!

theoretical corner radius r, = programming radius

actual outline upon request!

M42

Tun
Type

DAHM62

Mapku TBEpAOrO cnnasa
Carbide grades



Popmynbl cuctema DAH62
Formulas System DAH62 (ﬁh HORN I]h)

Z = KonwuyecTBo 3ybbeB
Number of teeth

d . =HenctButenbHbin AMaMeTP OKPY>XHOCTU pesaHns
ff
¢ effective cutting edge @

v_+ 1000 _
n = O60poTbl WNMHAENS N="q .q [1/min]
Revolutions of
deemen _
= V=", —~—— [m/min
v_= CKOpOCTb pe3aHus . 1000 [m/min]
Cutting speed
Vf
f = MNopaua Ha 3y6 f,= 275 [mm]
Feed/tooth
Vv, = MuHyTHaa nogava v.=Ff «Z+n [mm/min]
Feed rate
a,*a v _
Q = O6beM CHUMaeMOW CTPYXKU Q= ~ 7000 [cm3/min]
(Npon3BOANTENBHOCTD) .
. MonpaBoYHbIN
Material removal rate
Ko3achpuumneHTt
Correction value
Ons onpedeneHnss 4acToTbl BpalleHUss U a, [mm] Ky Mm]
CKOPOCTM Pe3aHusi pacHeT [OMKEH BbIMOMHSATHCS 0.1 40,0
C y4yeToM AenctBuTenbHoro auameTpa d_. g'g 424’2
OH BbluMCNSETCA B 3aBUCUMOCTU OT ryOUHbI 0’ 4 166
pesaHua ap, OMameTpa OKPY>XHOCTU pe3aHus 0’5 48’2
Ds 1 nonpaeo4Horo koagpdpmumeHTta K. 06 496
d. =K, + (Ds-63) 07 50,8
038 52,0
The effective cutting diameter d_. must be calculated to 09 53,2
obtain the correct RPM and the cutting feed. 10 54.4
The effective cutting diameter is calculated using the 1’1 55’ 4
following values and formula. ’ '
- 1,2 56,4
a = depth of cut 13 579
Ds = cutter diameter ' 0
K, = from Correction value chart 14 58,2
d =K, + (Ds - 63) 1,5 59,0
1,6 59,8
1,7 60,2
1,8 60,8
1,9 61,2
2,0 62,0
21 63,0
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Pexunmbl pesaHna cuctema DAHG2

Cutting Data System DAH62 Milling

(ph HORN i)

ISO Martepuan

P

Material

HeJ'IeFI/IPOBaHHaH cTalb
unalloyed steel

HenernmposaHHas ctanb
unalloyed steel

HI/I3KOJ'IerVIpOBaHHaF| CTarblow
alloyed steel

HI/I3KOJ'IeI'VIpOBaHHaﬂ CTarblow
alloyed steel

BbicokonermpoeaHHas cTanb
high alloyed steel
HepxaBetoLas cTanb
MapTeHCUTHasA

Stainless steel martenistic
HepxaBetoLas cTanb
adyCTEeHUTHas

Stainless steel austenitic

KoBkuit YyryH (peppuTHBbIN
Malleable cast iron ferritic

KOBKMI1 4yryH nepnuTHbIN

Malleable cast iron perlitic

YyryH co ccheponaansHbim
rpacdomToM DEPPUTHBIA/MEPINTHBIA
Spheroidal graphite

cast iron ferritic/perlitic

YyryH co ccheponaansHbim

rpacuToOM NEPANTHBIN
Spheroidal graphite cast iron perlitic

YyryH

Grey cast iron

CnnaBbl antoM1HKS
Al-alloys

Yron norpyxeHusi

Diving angle
I (Mm) Yron norpyxxeHus (°)
Diving angle (°)
63 05
80 0,3
100 0,2
125 0,2

M44

TBepoocTb
Hardness HB

125

190

200

300

200

240

180

130

230

180

260

160

90

Mogaya Ha 3y6 f, (mm)
Feed/tooth f, (mm)

1,0-22
1,0-2,2
1,0-2,0
1,0-2,0

08-16

08-20

06-1,6

08-22

0,7-18

0,7-18

0,7-18

08-25

1,5-3,0

CkopocTb pesaHus
Cutting speed
v, (m/min)

180 - 280
180 - 280
170 - 260
170 - 240

150 - 220

120 - 220

100 - 160

160 - 240

150 - 220

150 - 220

140 - 220

180 - 280

1000 - 1500

3anporpaMmMuMpoBaHHbIN paguyc n

OTKIMOHeHue

Programming radius and difference

r,(MM)

2,94

MaKC. OTKITOHEHME
max. difference

MaKC. OTKNOHEHWE (MM)
max. difference (mm)

13

TeopeTuyeckuii paguyc
3aKpyrneHus yrnar,

= 3anporpaMMnpoBaHHbIN
paguyc

theoretical corner radius r,,

= programming radius



TaHreHumanobHoe dpesepoBaHue
Tangential Milling Cﬁh HORN I]h)

Cuctema/System Ctpanuua/Page

M406 N2
M409 N10

N1



¢pe3b| C TaHreHumasibHbIM KpenJsieHnem
NNacTuH (ph HORN i)

Tangential Milling

XBOCTOBWK (hpesbl
Milling shank

M406

N4-N6

dpesa ¢ pe3bboBbIM

XBOCTOBUKOM

Screw-in cutter

M406
CrtpaHuua/Page
N7

[wnckoBas dpesa

Disc Milling Cutter

M406
CtpaHunua/Page
N8

CMeHHas nnacTtuHa

Indexable insert

406
CtpaHuua/Page
N9

N2



CDpe3b| C TaHreHumasibHbIM KpenJsieHnem

nJacCTtuH
Tangential Milling

(ph HORN i)

M406

¢pe3bl C TaHreHunalsnibHbIM
KpensjieHnem niactmH cuctema
406

- 90° XBoCcTOBUK (hpesbl
- 90° ®pesa c pe3bboBbIM XBOCTOBUKOM

- dunckoBas ppesa

Tangential milling
with system 406

- 90° Milling shank

- 90° Screw-in cutter

- Disc milling cutter

N3



CDpe3b| C TaHreHumasibHbIM KpenJsieHnem

nJacCTtuH
Tangential Milling

(ph HORN i)

XBOCTOBMK ppe3sbl M406

M"Img shank C BHYTpeHHUM nogsogom COX
with through coolant supply
@ pexyLuen KpoMKM Cutting edge @ 16-40 mm

MaTepuan XBOCTOBUKa: CTanb (HE peKOMEHAYETCS NCMNONb30BaHWe C
TepMonaTpoHamm)
Material of shank: Steel (not recommended for shrink fitting)

DIN 1835-A
i / i
b s e e R T 0 ity s Sk st e S S 7% i .c'c
= [
L !
12
1
—— —
[NokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O6o3HayeHune Zz Ds d I, I, d,
Part number
M406.016.D16.3.02A 2 16 16 75 25 15
M406.020.D20.4.03A 3 20 20 85 33 19
M406.025.D25.5.04A 4 25 25 95 37 24
M406.032.D32.6.05A 5 32 32 111 47 31
M406.040.D32.6.06A 6 40 32 111 49 39

[Opyrve pasmepsbl - Mo 3anpocy.
Further sizes upon request

MoMEeHT 3aTsXKn BUHTOB cocTaBnseT 1,2 Hm.
Torque specification of the screws = 1,2 Nm.

3anacHble YacTu

Spare Parts
XBocToBuUK hpe3bl 3axumHon BuHT | Knroy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M406...02A/...03A 030.2669.T8P T8PL
M406... 04A - ...06A 030.2608.T8P T8PL

N4

48
50
56
60
60

CMeHHada nnacTtuHa
Indexable insert

Tun 406

Type
a, dopma Mo

Form

6,3 A 23700
6,3 A 21200
6,3 A 19000
6,3 A 16700
6,3 A 15000

Pasmepbl ykaszaHbl B MM.
Dimensions in mm



CDpe3b| C TaHreHumasibHbIM KpenJsieHnem

nJacCTtuH
Tangential Milling

(ph HORN i)

XBocToBUK pe3bl
Milling shank

M406

C BHyTpeHHUM nogsoaom COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ 16-40 mm

MaTepuan XBOCTOBUKa: CTanb (HE peKOMEHAYETCS NCMNONb30BaHWe C
TepMonaTpoHamm)
Material of shank: Steel (not recommended for shrink fitting)

DIN 1835-B
i ./" |
4 f{=]
< s
1 |
a
" |2 |3
| — -—
1
- —

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue VA Ds d I, I, d,
Part number

M406.016.D16.3.02B 2 16 16 75 25 15
M406.020.D20.4.03B 3 20 20 85 33 19
M406.025.D25.5.04B 4 25 25 95 37 24
M406.032.D32.6.05B 5 32 32 111 47 31
M406.040.D32.6.06B 6 40 32 111 49 39

[pyrve pa3mepsbl - MO 3anpocy.

Further sizes upon request

MoMEeHT 3aTsKKn BUHTOB cocTaBnsieT 1,2 Hm.
Torque specification of the screws = 1,2 Nm.

3anacHble YacTu
Spare Parts

XBocToBuUK hpe3bl 3axumHon BuHT | Knroy Tun TORX PLUS®

Milling shank Clamping Screw TORX PLUS® Wrench
M406...02B/...03B 030.2669.T8P T8PL
M406...04B -...06B 030.2608.T8P T8PL

48
50
56
60
60

CMeHHada nnacTtuHa
Indexable insert

Tun 406

Type
a, dopma Mo

Form

6,3 B 23700
6,3 B 21200
6,3 B 19000
6,3 B 16700
6,3 B 15000

Pa3mepbl ykaszaHbl B MM.
Dimensions in mm

N5



¢pe3b| C TaHreHumasibHbIM KpenJsieHnem
NNacTuH (ph HORN i)

Tangential Milling
XBocToBUK pe3bl M406 /

M"Img shank C BHYTpeHHUM nogsogom COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ 16-40 mm

O51s TOKapHbIX cTaHkoB ¢ YlY

with cylindrical shank for CNC-lathes
CMeHHasd nnactunHa

Indexable insert

a, Tun 406
Type

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue Z Ds d I, l, d, I8 a, dopma N oox
Part number Form
M406.016.D12.1.02A 2 16 12 55 20 15 35 6,3 A 23700
M406.020.D16.1.03A 3 20 16 55 20 19 35 6,3 A 21200
M406.025.D16.2.04A 4 25 16 65 30 24 35 6,3 A 19000
M406.025.D20.2.04A 4 25 20 65 30 24 35 6,3 A 19000
M406.032.D16.2.05A 5 32 16 65 30 31 35 6,3 A 16700
M406.032.D20.2.05A 5) 32 20 65 30 31 35 6,3 A 16700
M406.040.D16.2.06A 6 40 16 65 30 39 35 6,3 A 15000
M406.040.D20.2.06A 6 40 20 65 30 39 35 6,3 A 15000
Opyrve pasmepsbl - N0 3anpocy. Pa3mepbl ykasaHbl B MM.
Further sizes upon request Dimensions in mm

MoMeHT 3aTsKkn BUHTOB cocTaBnseT 1,2 Hm.
Torque specification of the screws = 1,2 Nm.

3anacHble YacTu

Spare Parts
XBocToBuUK hpe3bl 3axumHon BuHT | Knroy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M406...02A/...03A 030.2669.T8P T8PL
M406... 04A - ...06A 030.2608.T8P T8PL

N6



¢pe3b| C TaHreHumasibHbIM KpenJsieHnem
NNacTuH (ph HORN i)

Tangential Milling

®pe3a c pe3b6oBbIM
pesacp M406 aE ™ )
XBOCTOBUKOM |
. C BHYTpeHHVM nogsogom COX 1o
Screw-in cutter with through coolant supply
@ pexyLuen KpoMKM Cutting edge @ 16-40 mm

MaTepman XBOCTOBMKa: CTallb

Material of shank: Steel
CMeHHada nnacTtuHa

Indexable insert

Tvn 406
Type

[ N <t -

noaxoauT Ans
xBocToBuka Tmn MD

MokasaHo NpaBoe UCMOoNHeHVe suitable for Shank Type MD
Picture = right hand cutting version

O6o3Ha4yeHue Zz Ds I, l, d, a, d, d, SW Mo

Part number

M406.016.M08.3.02 2 16 41 23 15 6,3 M8 13 10 23700

M406.020.M10.4.03 3 20 50 30 19 6,3 M10 18 15 21200

M406.025.M12.5.04 4 25 57 35 24 6,3 M12 21 17 19000

M406.032.M16.6.05 5) 32 66 43 31 6,3 M16 29 24 16700

M406.040.M16.6.06 6 40 66 43 39 6,3 M16 29 24 15000
[Opyrve pasmepsbl - No 3anpocy. Pa3mepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm

MoOMEHT 3aTsKKu BUHTOB cocTaBnsieT 1,2 Hm.
Torque specification of the screws = 1,2 Nm.

3anacHble YacTu

Spare Parts
®pesa 3axumHon BuHT | Knroy Tun TORX PLUS®
Screw-in cutter Clamping Screw TORX PLUS® Wrench
M406...02/...03 030.2669.T8P T8PL
M406... 04 -...06 030.2608.T8P T8PL

N7



¢pe3b| C TaHreHumasibHbIM KpenJsieHnem
NNacTuH (ph HORN i)

Tangential Milling

OuckoBas ¢pesa M406 / \
Disc Milling Cutter

@ pexyLuen KpoMKM Cutting edge @ 100-125 mm
CMeHHas nnacTtuHa
b Indexable insert
L406.063.U... -2
R406.063.U... Y Tun 406
!J Type
=
s
=
| S
=
!
i =
5
~| BB
1 ‘ l-'-
B @d, _ W
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O603Ha4yeHue Z |z | Ds |t |d, b, d, | n_ | W | Mpasas niactuHa | resas niacruHa
Part number - right hand insert left hand insert
M406.0100.32.S.10 14 | 7 | 100 | 26,0 | 32 | 10,4 | 46 | 9500 | 10 | 7x R406.063.U... | 7x L406.063.U...
M406.0100.32.S.12 14 | 7 | 100 | 26,0 | 32 | 12,4 | 46 | 9500 | 12 | 7xR406.063.U... | 7x L406.063.U...
M406.0125.40.S.10 16 | 8 | 125 | 34,5 | 40 | 10,4 | 54 | 8500 | 10 | 8x R406.063.U... | 8x L406.063.U...
M406.0125.40.S.12 16 | 8 | 125 | 34,5 | 40 | 12,4 | 54 | 8500 | 12 | 8x R406.063.U... | 8x L406.063.U...
[Opyrve pasamepsbl - Mo 3anpocy. Pasmepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm

MOMEHT 3aTsKKM BUHTOB cocTaensieT 1,2 Hm.
Torque specification of the screws = 1,2 Nm.

3anacHble YacTtu

Spare Parts
AunckoBas cpesa 3axkumHon BUHT | Kntoy Tun TORX PLUS®
Disc Milling Cutter Clamping Screw TORX PLUS® Wrench
M406... 030.2608.T8P T8PL

N8



CDpe3b| C TaHreHUnanbHbLIM ernnel-wleM
NNACTUH (ph HORN i)

Tangential Milling

CmeHHas nnacTuHa 406 ' >

Indexable insert

my6buHa pesaHus oo Depth of cut up to 6,3 mm

- J

ans dgpesbl
for Milling tool

h ‘ Tun M406
Type

C 4 pexyLiMMn KpoMKamMm
with 4 usable cutting edges

O6Go3Ha4yeHue a, h r
Part number

R/L406.063.U.04 6,3 3,85 0,4
R/L406.063.U.08 6,3 3,85 0,8
R/L406.063.W.04 6,3 3,85 0,4
R/L406.063.W.08 6,3 3,85 0,8

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
e OcHOBHOE npumeHeHwne / recommended
0 AnbTepHaTUBHOE NpUMeEHEeHWE / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
[0 TBépAbIV cnnaB C NOKPbITMEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades

Bbibepute R nnu L ncnonHexue.
State R or L version

N9




¢pe3b| C TaHreHumasibHbIM KpenJsieHnem
NNacTuH (ph HORN i)

Tangential Milling

XBOCTOBWK (hpesbl [uckoBas dpesa

Milling shank Disc Milling Cutter

M409 M409
CtpaHuua/Page CTtpaHuual/Page
N12, N14 N24

CMeHHas nnacTtuHa
Indexable insert

409

CrtpaHuua/Page CTtpaHuual/Page
N13, N15 N25

dpesa ¢ pe3b6oBbIM

XBOCTOBUKOM
Screw-in cutter

M409

N16

®pesa gns
hpesepoBaHusi

yCTYnoB
Shoulder Mill
M409

TopueBas dpesa

Face Mill

M409
CrtpaHuua/Page
N19, N21
CTtpaHuua/Page
N20, N22

KykypysHas cppesa

Shell End Mill

M409
CtpaHuua/Page
N23

N10



CDpe3b| C TaHreHumasibHbIM KpenJsieHnem

nJacCTtuH
Tangential Milling

(ph HORN i)

M409

¢pe3bl C TaAHreHunasnibHbiM
KpensieHnem niactuH

cuctema 409
- Ans opesepoBaHng ycTyrnos 1 nasos 90°

- @ pexyLien kpoMkm 32 - 250 mm

Tangential milling

with system 409
- for milling exact 90° shoulders

- Cutting edge @ 32 - 250 mm

N11



¢pe3b| C TaHreHumasibHbIM KpenJsieHnem
NNacTuH (ph HORN i)

Tangential Milling

XBocTOBUK (ppesbl M409 /
M"Img shank C BHYTpeHHUM nogsogom COX
with through coolant supply
@ pexyLuen KpoMKM Cutting edge @ 32-40 mm

-

MaTepuan xBocToBUKa: CTanb (He peKOMeHAyeTCs UCMOofb30BaHMeE C
TepMonaTpoHamm)

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

Indexable insert

DIN1835A Tun 409
Type

Y3KUI war

narrow pitch
MokasaHo NpaBoe WCMosHeHne

Picture = right hand cutting version

O603Ha4yeHue VA Ds d I, I, d, l, a, dopma Mo
Part number Form
M409.032.D32.6.04A 4 32 32 111 47 31 60 9.3 A 15600
M409.040.D32.6.05A 5) 40 32 111 47 39 60 9,3 A 13900
[pyrve pa3mepsbl - MO 3anpocy. Pasmepbl ykazaHbl B MM.
Further sizes upon request Dimensions in mm

MowmeHT 3aTspkkmn BuHTa 030.3511.T10P coctaBngeTt 3,5 Hwm.
Torque specification of the screw 030.3511.T10P = 3,5 Nm.

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axkumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M409... 030.3511.T10P T10PL

N12



CDpe3b| C TaHreHumasibHbIM KpenJsieHnem

nJacCTtuH
Tangential Milling

(ph HORN i)

XBOCTOBMK ppe3sbl M409

M"Img shank C BHYTpeHHUM nogsogom COX
with through coolant supply
@ pexyLuen KpoMKM Cutting edge @ 32-40 mm

MaTepuan XBOCTOBUKa: CTanb (HE peKOMEHAYETCS NCMNONb30BaHWe C
TepMonaTpoHamm)
Material of shank: Steel (not recommended for shrink fitting)

DIN 1835-A
i
z - e J 2
S s
!
|3
1
[NokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O6o3HayeHune Zz Ds d I, I, d,
Part number
M409.032.D32.6.03A 8 32 32 111 47 31
M409.040.D32.6.04A 4 40 32 111 47 39

[pyrve pasmepsbl - MO 3anpocy.
Further sizes upon request

MowmeHT 3aTskkmn BuHTa 030.3511.T10P coctaBngeTt 3,5 Hwm.
Torque specification of the screw 030.3511.T10P = 3,5 Nm.

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axkumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M409... 030.3511.T10P T10PL

CMeHHada nnacTtuHa
Indexable insert

Tvn 409
Type

LUNPOKWUI Lar

wide pitch
a dopma n
P max
Form
9.3 A 15600
9,3 A 13900

Pasmepbl ykazaHbl B MM.
Dimensions in mm

N13



¢pe3b| C TaHreHumasibHbIM KpenJsieHnem
NNacTuH (ph HORN i)

Tangential Milling

XBocTOBUK (ppesbl M409 /
M"Img shank C BHYTpeHHUM nogsogom COX
with through coolant supply
@ pexyLuen KpoMKM Cutting edge @ 32-40 mm

-

MaTepuan XBOCTOBUKa: CTanb (HE peKOMEHAYETCS NCMNONb30BaHWe C
TepMOI'IanOHaMVI) N CMEHHOW NNacTUHbI
Material of shank: Steel (not recommended for shrink fitting) A

for Indexable insert

DIN1835B Twn 409
Type
7
g _D“__ . syaracd s
Q
3
I i
Y3KUi Lwar
narrow pitch
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O603Ha4yeHue VA Ds d I, I, d, l, a, dopma Mo
Part number Form
M409.032.D32.6.04B 4 32 32 111 47 31 60 9,3 B 15600
M409.040.D32.6.05B 5 40 32 111 47 39 60 9,3 B 13900
[Opyrve pasmepsbl - Mo 3anpocy. Pasmepbl ykazaHbl B MM.
Further sizes upon request Dimensions in mm
MomeHT 3aTsxkmn BuHTa 030.3511.T10P coctasnset 3,5 Hwm.
Torque specification of the screw 030.3511.T10P = 3,5 Nm.
3anacHble yacTu
Spare Parts
XBocToBUK hpe3bl 3axkumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M409... 030.3511.T10P T10PL

N14



¢pe3bl C TaHreHumasibHbIM KpenJsieHnem
nJacCTtuH
Tangential Milling

(ph HORN i)

XBocToBUK pe3bl
Milling shank

M409

C BHyTpeHHUM nogsoaom COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ 32-40 mm

MaTepuan XBOCTOBUKa: CTanb (HE peKOMEHAYETCS NCMNONb30BaHWe C
TepMonaTpoHamm)
Material of shank: Steel (not recommended for shrink fitting)

DIN 1835-B
f'” ‘
- e S | 2
S s
!
|3
1
[NokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O6o3HayeHune Zz Ds d I, I, d,
Part number
M409.032.D32.6.03B 8 32 32 111 47 31
M409.040.D32.6.04B 4 40 32 111 47 39

[Opyrve pasmepsbl - Mo 3anpocy.
Further sizes upon request

MowmeHT 3aTspkkm BuHTa 030.3511.T10P coctasnset 3,5 Hwm.
Torque specification of the screw 030.3511.T10P = 3,5 Nm.

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axkumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M409... 030.3511.T10P T10PL

60
60

anda CMEHHOW MnacTuHbI
Indexable insert

Tun 409
Type
LUNPOKNI Lar
wide pitch
a dopma n
P max
Form
9.3 B 15600
9,3 B 13900

Pasmepbl ykazaHbl B MM.
Dimensions in mm

N15




¢pe3b| C TaHreHumasibHbIM KpenJsieHnem
NNacTuH (ph HORN i)

Tangential Milling

Ppe3a c pe3bOb0BbLIM M409
XBOCTOBUKOM C BHYTpeHHUM nogsogom COX
Screw-in cutter with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ 32-40 mm

CMeHHada nnacTtuHa
Indexable insert

Tvn 409
Type

noaxoauT Ans
xBocToBuka Tmn MD

MokasaHo NpaBoe UCMOoNHeHVe suitable for Shank Type MD
Picture = right hand cutting version

O6o03Ha4yeHue Z Ds I, l, d, a, d, d, SW Mo

Part number

M409.032.M16.6.03 8 32 66 43 31 9,3 M16 29 24 15600

M409.032.M16.6.04 4 32 66 43 31 9,3 M16 29 24 15600

M409.040.M16.6.04 4 40 66 43 39 9,3 M16 29 24 13900

M409.040.M16.6.05 5 40 66 43 39 9,3 M16 29 24 13900
[Opyrve pasmepsbl - Mo 3anpocy. Pasmepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm

MowmeHT 3aTspkkm BuHTa 030.3511.T10P coctasnset 3,5 Hwm.
Torque specification of the screw 030.3511.T10P = 3,5 Nm.

3anacHble YacTtu

Spare Parts
®pesa 3axkumHon BUHT | Kntoy Tun TORX PLUS®
Screw-in cutter Clamping Screw TORX PLUS® Wrench
M409... 030.3511.T10P T10PL

N16



CDpe3b| C TaHreHumasibHbIM KpenJsieHnem

nJacCTtuH
Tangential Milling

(ph HORN i)

®Ppe3a gna ¢ppesepoBaHus
yCTYynoB
Shoulder Mill

M409

C BHyTpeHHUM nogsoaom COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ 40-250 mm

0o 100 mm dppesa cornacHo DIN 8030-A, 2125 mm cornacHo DIN8030-B
oT 2160 mm cornacHo DIN8030-C
up to 8100 mm arbor mounted cutter as per DIN 8030-A, 125 DIN8030-B, from g160 mm DIN 8030-C

CMeHHada nnacTtuHa
Indexable insert

h2
Tun 409
Type
Y3KUi Lwar
narrow pitch
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
ggto::::;rme Zz Ds a, h, h d, d, d, I, b c d, Moo
M409.0040.A16.05 5 40 9,3 | 345 | 35 16,0 39 16 | 22,0 8,4 5,6 &3 13900
M409.0050.A22.07 7 50 9,3 | 395 | 40 19,5 49 22 | 240 | 10,4 6,3 41 12500
M409.0063.A22.08 8 63 9,3 | 39,5 | 40 19,5 62 22 | 25,0 | 10,4 6,3 49 11100
M409.0063.A27.08 8 63 9,3 | 395 | 40 23,0 62 27 | 275 | 12,4 7,0 49 11100
M409.0080.A27.10 10 80 9,3 | 495 | 50 21,5 79 27 | 28,0 | 12,4 7,0 59 9800
M409.0100.A32.12 12 | 100 | 9,3 | 49,5 | 50 30,0 99 32 | 33,0 | 14,4 8,0 80 8800
M409.0125.A40.16 16 | 125 | 9,3 | 62,5 | 63 56,0 124 | 40 | 35,0 | 16,4 9,0 89 7900
M409.0160.A40.20 20 | 160 | 9,3 | 62,5 | 63 90,0 159 | 40 | 29,0 | 16,4 9,0 110 6900
M409.0200.A60.24 24 | 200 | 9,3 | 62,5 | 63 | 1350 | 199 | 60 | 42,0 | 25,7 | 14,0 | 130 6200
M409.0250.A60.30 30 | 250 | 9,3 | 62,5 | 63 | 150,0 | 249 | 60 | 42,0 | 25,7 | 14,0 | 160 5500
[pyrve pasmepsbl - MO 3anpocy. Pasmepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm
MomeHT 3aTsxkun BuHTa 030.3511.T10P coctasnset 3,5 Hwm.
Torque specification of the screw 030.3511.T10P = 3,5 Nm.
oT 2160 MM: Hanuuue 1 BHyTpeHHsA nogada COXX no 3anpocy.
from 160 mm: availability and internal coolant upon customers request
3anacHble YacTu
Spare Parts
®pe3sa 3axumHon BUHT | Knrou Tun TORX PLUS® | BuHT LLan6a LLlecTUrpaHHbIN KNnto4
Shoulder Mill Clamping Screw TORX PLUS® Wrench Screw Washer Allen Wrench
M4009.... 030.3511.T10P T10PL
M409.0... 030.3511.T10P T10PL 10.25.912 10.5.433
M409.0063.A27.08 030.3511.T10P T10PL SW8,0 DIN 911
M409.0100.A32.12 030.3511.T10P T10PL SW12,0 DIN 911
M409.0160.A40.20 030.3511.T10P T10PL SW10,0 DIN 911
M409.0... 030.3511.T10P T10PL SW14,0 DIN 911
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¢pe3b| C TaHreHumasibHbIM KpenJsieHnem
nJacCTtuH
Tangential Milling

(ph HORN i)

®Ppe3a gna ¢ppesepoBaHus
yCTYynoB
Shoulder Mill

M409

C BHyTpeHHUM nogsoaom COX
with through coolant supply

Cutting edge @ 40-250 mm

@ pexyLuen KpoMKM

po 2100 mm cppesa cornacHo DIN 8030-A, 3125 mm cornacHo DIN8030-B
oT 2160 mm cornacHo DIN8030-C

up to 8100 mm arbor mounted cutter as per DIN 8030-A, 125 DIN8030-B, from 160 mm DIN 8030-C CMeHHasA nnactHa

Indexable insert

Tun 409
Type
i
i

- _cu‘:

e}

Y

LLUMPOKMIA Luar
wide pitch

[MokasaHo NpaBoe NcnonHeHne
Picture = right hand cutting version
O603Ha4yeHue Z Ds a, h, h d, d, d, I, b c d, Moo
Part number
M409.0040.A16.04 4 40 9,3 | 345 | 35 16,0 39 16 | 22,0 8,4 5,6 88 13900
M409.0050.A22.05 5 50 9,3 | 39,5 | 40 19,5 49 22 | 24,0 | 10,4 6,3 41 12500
M409.0063.A22.06 6 63 9,3 | 39,5 | 40 19,5 62 22 | 25,0 | 10,4 6,3 49 11100
M409.0063.A27.06 6 63 9,3 | 39,5 | 40 23,0 62 27 | 27,5 | 124 7,0 49 11100
M409.0080.A27.07 7 80 9,3 | 495 | 50 21,5 79 27 | 28,0 | 12,4 7,0 59 9800
M409.0100.A32.08 8 100 | 9,3 | 49,5 | 50 30,0 99 32 | 330 | 144 8,0 80 8800
M409.0125.A40.10 10 | 125 | 9,3 | 62,5 | 63 56,0 124 | 40 | 350 | 164 9,0 89 7900
M409.0160.A40.14 14 | 160 | 9,3 | 62,5 | 63 90,0 159 | 40 | 29,0 | 164 9,0 110 6900
M409.0200.A60.16 16 | 200 | 9,3 | 62,5 | 63 | 1350 | 199 | 60 | 42,0 | 25,7 | 14,0 | 130 6200
M409.0250.A60.20 20 | 250 | 9,3 | 62,5 | 63 | 150,0 | 249 | 60 | 42,0 | 25,7 | 14,0 | 160 5500

[pyrve pasmepsbl - No 3anpocy.

Further sizes upon request

MomeHT 3aTskkmn BuHTa 030.3511.T10P cocTaenset 3,5 Hwm.
Torque specification of the screw 030.3511.T10P = 3,5 Nm.

oT 3160 MM: Hannune 1 BHyTpeHHAs nogada COXX no 3anpocy.
from @160 mm: availability and internal coolant upon customers request

Pasmepbl ykaszaHbl B MM.
Dimensions in mm

3anacHble YacTu

Spare Parts

®pe3sa LLecTturpaHHbin koY | 3axxnmHon BUHT | Kntou Tun TORX PLUS® | BuHTt
Shoulder Mill Allen Wrench Clamping Screw TORX PLUS® Wrench Screw
M409.0040.A16.04 SW6,0 DIN911 030.3511.T10P T10PL

M409.0050.A22.05 SW8,0 DIN 911 030.3511.T10P T10PL 10.25.912
M409.0063.A27.06 SW8,0 DIN 911 030.3511.T10P T10PL
M409...A27.07/...A40.14 SW10,0 DIN 911 030.3511.T10P T10PL

M409.0100.A32.08 SW12,0 DIN 911 030.3511.T10P T10PL

M409.0125.A40.10 030.3511.T10P T10PL

M409...A60... SW14,0 DIN 911 030.3511.T10P T10PL
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CDpe3b| C TaHreHumasibHbIM KpenJsieHnem

nJacCTtuH
Tangential Milling

(ph HORN i)

TopueBas chpesa
Face Mill

@ pexyLuen KpoMKM

po 8100 mm cppesa cornacHo DIN 8030-A, 8125 mm cornacHo DIN8030-B

Cutting edge @

oT 2160 mm cornacHo DIN8030-C
up to 2100 mm arbor mounted cutter as per DIN 8030-A, 125 DIN8030-B, from 2160 mm DIN 8030-C

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6o3Ha4yeHune
Part number

M409.0040.A16.45.05
M409.0050.A22.45.07
M409.0063.A22.45.08
M409.0063.A27.45.08
M409.0080.A27.45.10
M409.0100.A32.45.12
M409.0125.A40.45.16
M409.0160.A40.45.20
M409.0200.A60.45.24
M409.0250.A60.45.30

[pyrue pasmepbl - No 3anpocy.

Further sizes upon request

ap =6,2 mm npu rx = 0,8 Mm

Z Ds a,
) 40 6,2
7 50 6,2
8 63 6,2
8 63 6,2
10 80 | 6,2
12 | 100 | 6,2
16 | 125 | 6,2
20 | 160 | 6,2
24 | 200 | 6,2
30 | 250 | 6,2

ap = 6,2 mm can be reached with rx = 0,8 mm
MowmeHT 3atskkmn BuHTa 030.3511.T10P coctaBnget 3,5 Hwm.
Torque specification of the screw 030.3511.T10P = 3,5 Nm.
oT 2160 MM: Hanuuue 1 BHyTpeHHsA nogada COXX no 3anpocy.

from 160 mm: availability and internal coolant upon customers request

3anacHble YacTu
Spare Parts

TopueBas dpesa

Face Mill
M409...A16.../...A40.45.16
M409...A22...
M409...A27.../...A40.45.20
M409.0100.A32.45.12
M409...A60...

3aXXMMHOW BUHT
Clamping Screw

030.3511.T10P
030.3511.T10P
030.3511.T10P
030.3511.T10P
030.3511.T10P

M409

C BHyTpeHHUM nogsoaom COX

with through coolant supply

32,5
35
37,5
37,5
47,5
47,5
60,5
60,5
60,5
60,5

Knroy Tun TORX PLUS®

40-250 mm

h | d,
35 | 16,0
40 | 195
40 | 195
40 | 22,0
50 | 22,0
50 | 30,0
63 | 56,0
63 | 90,0
63 | 1350
63 | 150,0

TORX PLUS® Wrench

T10PL
T10PL
T10PL
T10PL
T10PL

d, d,
55 16
67 22
80 22
79 27
96 27
116 | 32
141 | 40
176 | 40
216 | 60
266 | 60
BuHT
Screw
10.25.912

CMeHHada nnacTtuHa
Indexable insert

Tvn 409
Type

Y3KUi Lwar
narrow pitch

| b c d n

2 K max

220 | 84 5,6 33 | 13900
240 | 104 | 6,3 41 12500
250 | 104 | 63 49 11100
275 | 124 | 7,0 49 11100
275 | 124 | 7,0 59 9800
325 | 144 | 80 80 8800
350 | 164 | 9,0 89 7900
29,0 | 164 | 90 110 | 6900
42,0 | 25,7 | 14,0 | 130 | 6200
42,0 | 25,7 | 14,0 | 160 | 5500

Pasmepbl ykaszaHbl B MM.
Dimensions in mm

LLlecTUrpaHHbIA KNoY
Allen Wrench

SW10,0 DIN 911
SW12,0 DIN 911
SW14,0 DIN 911
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¢pe3b| C TaHreHumasibHbIM KpenJsieHnem

nJacCTtuH
Tangential Milling

(ph HORN i)

TopueBas chpesa
Face Mill

M409 A

C BHyTpeHHUM nogsoaom COX
with through coolant supply

Celde/p

@ pexyLuen KpoMKM Cutting edge @ 40-250 mm
\ J
0o 2100 mm dppesa cornacHo DIN 8030-A, 125 mm cornacHo DIN8030-B
oT 160 mm cornacHo DIN8030-C
up to 2100 mm arbor mounted cutter as per DIN 8030-A, 2125 DIN8030-B, from 2160 mm DIN 8030-C CMeHHaA nnacthHa
Indexable insert
hz
C - Tun 409
Type
LLUMPOKMIA Luar
wide pitch
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O603Ha4yeHue Z Ds a, h, h d, d, d, l, b © d, Mo
Part number
M409.0040.A16.45.04 4 40 6,2 | 32,5 | 35 17 55 16 | 18,0 8,4 5,6 33 13900
M409.0050.A22.45.05 5 50 6,2 | 37,5 | 40 20 67 22 | 20,0 | 104 6,3 41 12500
M409.0063.A22.45.06 6 63 6,2 | 37,5 | 40 20 79 22 | 20,0 | 104 6,3 49 11100
M409.0063.A27.45.06 6 63 6,2 | 37,5 | 40 22 79 27 | 275 | 124 7,0 49 11100
M409.0080.A27.45.07 7 80 6,2 | 47,5 | 50 22 96 27 | 275 | 124 7,0 59 9800
M409.0100.A32.45.08 8 100 | 6,2 | 47,5 | 50 30 116 | 32 | 32,5 | 144 8,0 80 8800
M409.0125.A40.45.10 10 | 125 | 6,2 | 60,5 | 63 56 141 | 40 | 350 | 164 9,0 89 7900
M409.0160.A40.45.14 14 | 160 | 6,2 | 60,5 | 63 90 176 | 40 | 29,0 | 16,4 9,0 110 6900
M409.0200.A60.45.16 16 | 200 | 6,2 | 60,5 | 63 | 135 | 216 | 40 | 42,0 | 25,7 | 14,0 | 130 6200
M409.0250.A60.45.20 20 | 250 | 6,2 | 60,5 | 63 | 150 | 266 | 60 | 42,0 | 25,7 | 14,0 | 160 5500

Pasmepbl ykaszaHbl B MM.
Dimensions in mm

[pyrve pasmepsbl - No 3anpocy.

Further sizes upon request

ap =6,2 mm npu rx = 0,8 Mm

ap = 6,2 mm can be reached with rx = 0,8 mm

MomeHT 3aTsxkun BuHTa 030.3511.T10P coctasnset 3,5 Hwm.
Torque specification of the screw 030.3511.T10P = 3,5 Nm.

oT 2160 MM: Hanuuue 1 BHyTpeHHsA nogada COXX no 3anpocy.
from 160 mm: availability and internal coolant upon customers request

3anacHble YyacTu

Spare Parts

TopueBas cpesa LLecTurpaHHbin koY | 3axxumHon BUHT | Kntou Tun TORX PLUS® | BuHT
Face Mill Allen Wrench Clamping Screw TORX PLUS® Wrench Screw
M409.0040.A16.45.04 SW6,0 DIN911 030.3511.T10P T10PL

M409...A22.. SW8,0 DIN 911 030.3511.T10P T10PL 10.25.912
M409....A27.../...A40.45.14 SW10,0 DIN 911 030.3511.T10P T10PL
M409.0100.A32.45.08 SW12,0 DIN 911 030.3511.T10P T10PL
M409.0125.A40.45.10 030.3511.T10P T10PL

M409...A60... SW14,0 DIN 911 030.3511.T10P T10PL
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CDpe3b| C TaHreHumasibHbIM KpenJsieHnem

nJacCTtuH
Tangential Milling

(ph HORN i)

TopueBas dpe3a M409

Face Mill C BHYTpeHHUM nogsogom COX
with through coolant supply
@ pexyLuen KpoMKM Cutting edge @ 40-250 mm

0o 2100 mm dppesa cornacHo DIN 8030-A, 125 mm cornacHo DIN8030-B
oT 2160 mm cornacHo DIN8030-C
up to 2100 mm arbor mounted cutter as per DIN 8030-A, 2125 DIN8030-B, from 2160 mm DIN 8030-C

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue Z Ds a, h, h d, d,
Part number

M409.0040.A16.60.05 5 40 7,7 32,5 &5 16,0 50
M409.0050.A22.60.07 7 50 7,7 37,5 40 19,5 63
M409.0063.A22.60.08 8 63 7,7 37,5 40 19,5 73
M409.0063.A27.60.08 8 63 7,7 37,5 40 19,5 75
M409.0080.A27.60.10 10 80 7,7 47,5 50 22,0 92
M409.0100.A32.60.12 12 100 7,7 47,5 50 22,0 112
M409.0125.A40.60.16 16 125 7,7 60,5 63 56,0 137
M409.0160.A40.60.20 20 160 7,7 60,5 63 90,0 172
M409.0200.A60.60.24 24 200 7,7 60,5 63 135,0 212
M409.0250.A60.60.30 30 250 7,7 60,5 63 150,0 262

[pyrve pasmepsbl - No 3anpocy.

Further sizes upon request

ap=7,7vm npn rx = 0,8 Mm

ap = 7,7 mm can be reached with rx = 0,8 mm

MomeHT 3aTsxkun BuHTa 030.3511.T10P coctasnset 3,5 Hwm.
Torque specification of the screw 030.3511.T10P = 3,5 Nm.

oT 2160 MM: Hanuuue 1 BHyTpeHHsA nogada COXX no 3anpocy.
from 160 mm: availability and internal coolant upon customers request

3anacHble YyacTu

Spare Parts

Planfraser 3axumHon BUHT | Kntou Tun TORX PLUS® | BUHT
Face Mill Clamping Screw TORX PLUS® Wrench Screw
M409...05/...16 030.3511.T10P T10PL

M409...A22... 030.3511.T10P T10PL 10.25.912
M409...A27... 030.3511.T10P T10PL
M409.0100.A32.60.12 030.3511.T10P T10PL
M409.0160.A40.60.20 030.3511.T10P T10PL

M409...A60... 030.3511.T10P T10PL

16
22
22
27
27
32
40
40
60
60

CMeHHada nnacTtuHa
Indexable insert

Tvn 409
Type

Y3KUi Lwar
narrow pitch

b © d n

K max

8,4 5,6 33 13900
10,4 6,3 41 12500
10,4 6,3 49 11100
12,4 7,0 49 11100
12,4 7,0 49 9800
14,4 8,0 59 8800
16,4 9,0 89 7900
16,4 9,0 110 6900
25,7 | 14,0 130 6200
257 14,0 160 5500

Pasmepbl ykaszaHbl B MM.
Dimensions in mm

LLlecTUrpaHHbIN Knto4
Allen Wrench

SW8,0 DIN 911
SW12,0 DIN 911
SW10,0 DIN 911
SW14,0 DIN 911
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¢pe3b| C TaHreHumasibHbIM KpenJsieHnem
NNacTuH (ph HORN i)

Tangential Milling
TopueBas chpesa M409

Face Mill C BHYTpeHHUM nogsogom COX
with through coolant supply
@ pexyLuen KpoMKM Cutting edge @ 40-250 mm

0o 2100 mm dppesa cornacHo DIN 8030-A, 125 mm cornacHo DIN8030-B

oT 2160 mm cornacHo DIN8030-C

up to 100 mm arbor mounted cutter as per DIN 8030-A, 125 DIN8030-B, from 160 mm DIN 8030-C CMeHHasi nnacTvHa
Indexable insert

Tvn 409
Type

LLUMPOKMIA Luar

wide pitch
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
g:to::;:;me Ds a, h, h d, d, d, b © d, N ax
M409.0040.A16.60.04 40 7,7 32,5 35 17 52 16 8,4 5,6 88 13900
M409.0050.A22.60.05 50 7,7 37,5 40 20 62 22 10,4 6,3 41 12500
M409.0063.A22.60.06 63 7,7 37,5 40 20 75 22 10,4 6,3 49 11100
M409.0063.A27.60.06 63 7,7 37,5 40 22 75 27 12,4 7,0 49 11100
M409.0080.A27.60.07 80 7,7 47,5 50 22 92 27 12,4 7,0 59 9800
M409.0100.A32.60.08 100 7,7 47,5 50 30 112 32 14,4 8,0 80 8800
M409.0125.A40.60.10 125 7,7 60,5 63 56 137 40 16,4 9,0 89 7900
M409.0160.A40.60.14 160 7,7 60,5 63 90 172 40 16,4 9,0 110 6900
M409.0200.A60.60.16 200 7,7 60,5 63 135 212 60 25,7 14,0 130 6200
M409.0250.A60.60.20 250 7,7 60,5 63 150 262 60 25,7 14,0 160 5500
[pyrve pasmepsbl - No 3anpocy. Pasmepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm
ap=7,7vm npu rx = 0,8 Mm
ap = 7,7 mm can be reached with rx = 0,8 mm
MomeHT 3aTskkn BuHTa 030.3511.T10P coctasnset 3,5 Hwm.
Torque specification of the screw 030.3511.T10P = 3,5 Nm.
oT 2160 MM: Hanuuue 1 BHyTpeHHsA nogada COX no 3anpocy.
from @160 mm: availability and internal coolant upon customers request
3anacHble YacTu
Spare Parts
TopueBas cpesa LLecTturpaHHbin koY | 3axxnmHon BUHT | Kntou Tun TORX PLUS® | BuHTt
Face Mill Allen Wrench Clamping Screw TORX PLUS® Wrench Screw
M409.0040.A16.60.04 SW6,0 DIN911 030.3511.T10P T10PL
M409...A22... SW8,0 DIN 911 030.3511.T10P T10PL 10.25.912
M409.0063.A27.60.06 SW8,0 DIN 911 030.3511.T10P T10PL
M409....07/...14 SW10,0 DIN 911 030.3511.T10P T10PL
M409.0100.A32.60.08 SW12,0 DIN 911 030.3511.T10P T10PL
M409.0125.A40.60.10 030.3511.T10P T10PL
M409...A60... SW14,0 DIN 911 030.3511.T10P T10PL
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¢pe3b| C TaHreHumasibHbIM KpenJsieHnem
NNacTuH (ph HORN i)

Tangential Milling
Kykypy3Has dpesa M409

Shell End Mill C BHYTpeHHUM nogsogom COX
with through coolant supply
@ pexyLuen KpoMKM Cutting edge @ 40-63 mm

®pesa cornacHo DIN 8030-A

Coupling system as per DIN 8030-A
CMeHHasd nnactuHa

Indexable insert

h2
c Tun 409
Type
© = 7"72 (—‘t I
© e e -~ 0] T (T
SUA | 18] .
o ap -U-J
T
h
[NokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O6o3HaueHue Z | Z | Ds a, h, h d, d, I, b c d, Mo
Part number
M409.0040.A16.W.10 10 2 40 | 43,2 | 645 | 65 | 16,0 | 16 | 534 8,4 56 | 39 | 13900
M409.0050.A22.W.15 15 3 50 | 43,2 | 64,5 | 65 19,5 | 22 | 49,0 10,4 | 6,3 | 49 12500
M409.0063.A27.W.20 20 4 63 | 432 | 645 | 65 | 21,5 | 27 | 4838 124 | 7,0 | 62 11100
[pyrve pasmepsbl - No 3anpocy. Pasmepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm

PekomeHayeTcst npumMeHsTb nnactuHbl R409.093.U.08.
Indexable insert R409.093.U.08 is preferred to use.

MomeHT 3aTskkun BuHTa 030.3511.T10P cocTtaenset 3,5 Hwm.
Torque specification of the screw 030.3511.T10P = 3,5 Nm.

3anacHble YacTtu

Spare Parts
Kykypy3Has cpesa 3axumHon BUHT | Kntoy Tun TORX PLUS®
Shell End Mill Clamping Screw TORX PLUS® Wrench
M409... 030.3511.T10P T10PL
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¢pe3bl C TaHreHumasibHbIM KpenJsieHnem
nJacCTtuH
Tangential Milling

(ph HORN i)

OvckoBas ¢ppesa
Disc Milling Cutter

M409 4 )

@ pexyLuen KpoMKM Cutting edge @ 100-125 mm
CMeHHasi nnacTtuHa
b Indexable insert
L409.093.U.08 ‘-
Tun 409
‘ Type
_D(")
(S
w
[MokasaHo NpaBoe NcnonHeHne
Picture = right hand cutting version
O6Go3Ha4yeHue Z | Z | Ds b d, b, Mo w npasasi nnacTuHa neBasi nnacTuHa
Part number - right hand insert left hand insert
M409.0100.32.S.14 10 5 100 | 26,0 | 32 | 14,4 | 8800 | 14 | 5x R409.093.U.08 | 5x L409.093.U.08
M409.0100.32.S.18 10 5 100 | 26,0 | 32 | 18,4 | 8800 | 18 | 5x R409.093.U.08 | 5x L409.093.U.08
M409.0125.40.S.14 12 6 125 | 34,5 | 40 | 14,4 | 7900 | 14 6x R409.093... 6x L409.093...
M409.0125.40.S.18 12 6 125 | 34,5 | 40 | 18,4 | 7900 | 18 6x R409.093... 6x L409.093...

Opyrve pasmepsbl - No 3anpocy.
Further sizes upon request

MomeHT 3aTskkn BUHTa 030.3511.T10P coctaBnseT 3,5 Hm.

Torque specification of the screw 030.3511.T10P = 3,5 Nm.

3anacHble YacTu
Spare Parts

AunckoBas cpesa
Disc Milling Cutter

M409...
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3axumHou BUHT | Knrou Tun TORX PLUS®

Clamping Screw
030.3511.T10P

TORX PLUS® Wrench
T10PL

Pa3mepbl ykasaHbl B MM.

Dimensions in mm



d>pe3b| C TaHreHumasibHbIM KpenJsieHnem

MnacTuH (pl HORN i)

Tangential Milling

CmeHHas nnacTuHa 409 ' >

Indexable insert

my6buHa pesaHus oo Depth of cut up to 9,3 mm

- J

Ons ope3epHOro XBOCToBMKA
h for Milling shank

Twun M409
Type

(o]
Y

C 4 pexyLuMMm KpOMKamm
with 4 usable cutting edges

O603Ha4yeHue a, h r.

Part number

R/L409.093.U.04 9,3 5,2 0,4

R/L409.093.U.08 9,3 52 0,8

R/L409.093.U.12 9,3 5,2 1,2

R/L409.093.W.04 9,3 5,2 0,4

R/L409.093.W.08 9,3 5,2 0,8

R/L409.093.W.12 9,3 5,2 1,2

A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE NpumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHwe / alternative recommendation
- HEMPUroZHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUS / uncoated grades
[ TtBEpAbIV cnnaB ¢ NOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Bbibepute R unu L ncnonHexue. Mapku TBEpPLOrO cnnasa
State R or L version Carbide grades

Pa3mepbl ykasaHbl B MM.
Dimensions in mm

N25




Pexumbl pe3aHus
Cutting Data

(ph HORN i)

HavanbHble 3Ha4YeHnst CKOpOCTW pesaHns vV, 1 CpedHen TOMWMHbLI CTPYXKKM h ~ Ans pacyeta MUHYTHOW nofaqm ¢
ucrnonb3oBaHnem nporpammbl HCT.

Standard values for cutting speeds v_and medium thickness h, | for calculating feed rates by calculating cutting programm »HCT«.

Matepuan
Material

P

N26

Yrnepogucrtas cranb
Carbon steel

JlernpoBaHHas ctanb
Alloyed steel

BbicokonernpoBaHHas ctarnb

high alloyed steel
(>5%)

CTranbHoe NuTbe
Cast steel

HepxaBetoLas cranb
Stainless steel

YyryH
Grey cast iron

YyryH co cdpepounganbHbiM
rpacputom

Spheroidal graphite

cast iron

KoBkuin wyryH
Malleable cast iron

Cnnaebl antoMUH1S
Al-alloy

AntoMnHUeBoe nNuTbe
Al-cast-alloy

CnnaBbl Mean
Copper-alloy

>KaponpoyHbir cnnae
Heat resistant alloy (Fe)

>KaponpoyHbin cnnae
Heat resistant alloy (Ni, Co)

0,2% C
0,4% C
0,6% C
OTOXOKEeHad
annealed

3aKarika
quenched

OTOXOKEHas
annealed

HenernposaHHoe
unalloyed

nervposaHHoe
alloyed
MapTeHCUTHas,
bepPUTHBIN
martensitic, ferritic

ayCcTeHuTHas
austenitic

C HU3KUM Mnpeaeriom

TeKy4ectun
low tensile strength

C BbICOKMM Mnpeaerniom

TeKy4ecTun
high tensile strength

eppUTHBIN
ferritic
NEepnUTHBbINA
perlitic
eppuUTHBbI
ferritic
NEPUTHBIN
perlitic

B MocTaBke

not heat treatable

YNPOYHEHHbIE
heat treatable

B MnocTaBke
not heat treatable

YNPOYHEHHbIE
heat treatable

B MocTaBKe
not heat treatable

YNPOYHEHHbIE
heat treatable

OTONOKEHBIV
annealed

3aKaneHHbIn
hardened

OTONOKEHBIV
annealed

3aKaneHHbIn
hardened

TeBepaoctb  CkopocTb pesaHus
Hardness Cutting speed
Brinell v_(m/min)
(HB)
140 240
180 210
200 160
180 150
280 120
350 70
200 70
180 180
220 120
200 130
180 120
180 100
250 90
160 120
250 60
125 100
225 120
30-80
80-120
80
100
90
100
200 80
275 =
250 40
350 =

CpenHss TonLLMHa CTPYXKN
medium thickness of chip
h,, (mm)

AS4B

0,14

0,1

0,1

0,1

0,09

0,08

0,16

0,13

0,13

0,09

0,09



JononHutenbHbIe NnPpUHaaNexHoCTu

Additional Equipment

(ph HORN i)

D28 VL

[ononHuTenbHbIE
NPUHaAIeXHOCTHN
= ,D,VIHaMOMeTpVI‘-IeCKaH OTBEPTKa

- YCTpOMCTBO As1st HACTPOWKM
MOMEHTa

- CTepxxHun
- YHuBepcarnbHas oTBepTka

- YHuBepcarnbHasa otTeepTka Cc T-
oBpasHou py4Kon

D

NHOH ||

yd

(phHorN pit)

Additional Equipment

- Torque Screw Driver
- Device for setting the required torque
- Blades

- Universal Bitholder

- Universal Bitholder with T-handle
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JononHutenbHbIe NnPpUHaaNexHoCTu
Additional Equipment Cﬁh HORN I]h)

OuHamoMeTpuyeckasa oTBepTKa CO LUKason.

- AmeeTcsa gnana3oH BbIGOpa KPyTALLEro MOMEHTA.

- BbIGpaHHOe 3HaYyeHue NoKa3bIiBaeTCs B OKOLUKe.

Bbi6op Tpebyemoro KpyTsLLErO MOMEHTA OCYLLECTBNSAETCS
npuv MOMOLWM  CcheumanbHoro  YCTpoMcTBa  (BKIIOYEH B

DO041VL

D 041 VL nocTtaBky). OproHoMmyHasa ¢opma ynpowaeTr paboTy ¢

0.4-1 Nm MHCTPyMEHTOM. Bo Bpemsi 3akpyusBaHusS BUWHTa, nNpu

’ OOCTUXKEHUN HEOOXOOMMOro KpyTSLEro MOMEHTa pasgaeTcs
LLIESTYOK.

(CtaHgapT: EN ISO 6798, BS EN 26789, ASME B 107.14.M)
(ToyHoOCTb: + 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

D 15 VL set torque is reached.
(Standard: EN ISO 6798, BS EN 26789, ASME B 107.14.M.)
1-5 Nm (Precision: £ 6 %)

(ph Horn pifi)

D 28 VL
2-8 Nm

— +]  (EoRNID YCTPOMCTBO AN HACTPONKM KPYTALLEro MOMEHTa.

PykosiTka:  MEINKO3EPHUCTLIN NonMmep.
ED 28 VL CTepKeHb: OKTOroHanbHas (BocbMurpaHHasi) opma, HaHeCeHO
YNpOoYHsiloLLLEe NOKPbITHE

ans / for Device f tting th ired t
evice for setting the required torque.
DO41VL /D15VL / D28VL Handle: Celluloseacetat with micro structured surface
Blade: Octogonal (8 flats) blade, hardened galvanized
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[lononHutenbHble NPUHaANEXHOCTH (ﬁh HORN fil1)

Additional Equipment

DT6PK
DT/7PK
DT8PK
DTOPK e
DT10PK
DT15PK
DT20PK
DT25PK

ans / for
D041VL/ D15VL/ D28VL
— i = .

DT6K
DT8K
DT15K

ans / for
D041VL / D15VL / D28VL

DSW15K
DSW20K
DSW25K
DSW30K
DSW40K

ans / for
D041VL/D15VL/ D28VL

DSW50K
DSW60K

ans / for
D15QL

CTtepxeHb nog BUHTbI TORX-Plus®

CrepxeHb: BblcokokayecTBeHHas 3aKkarneHHasi XpoMo-
BaHagueBas cTtanb NOKpbITast XpOMOM
Mpoussoautens Wiha rapaHTupyeT BbICOKYHO
TOYHOCTb
KoanpoBka - TEMHO 3€eneHbln UBeT

MpumeHeHne: 3akpy4vBaHME BMHTOB C ONpPeaerieHHbIM
KPYTALLMM MOMEHTOM MpPU NMOMOLLU CTPEXHEN
Wiha n guHamomeTpuyeckon oTBEpPTKN

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.

CtepxeHb nog BMHTbI TORX

CtepxeHb: BblcokokayecTBeHHas 3akaneHHasi XpoMo-
BaHaaMeBas cTaslb MNOKpbITash XpOMOM
Mpoussogutens Wiha rapaHTupyeT BbICOKYHO
TOYHOCTb
KoaupoBka - TEMHO 3eneHbIn uBeT

MpumeHeHne: 3akpyunBaHue BUHTOB C onpeaeneHHbIM
KPYTALLMM MOMEHTOM MpU MOMOLLM CTPEXHEN
Wiha n guHamomeTpunyeckon oTBepTKM

Blade for TORX 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.

CMEHHbIN CTepXXeHb AN BAHTOB C BHYTPEHHUM
LIeCTUrPaHHUKOM

CrepxeHb: BbicokokayecTBeHHas! 3akaneHHast XpOMo-
BaHagueBas cTarnb MNOKpbITasi XpOMOM
Mpoussogutens Wiha rapaHTupyeT BbICOKYHO
TOYHOCTb
KoanpoBka - KpacHbIN LBeT

MpumeHeHne: 3akpy4vBaHMe BUHTOB C ONpeaesieHHbIM
KPYTALLMM MOMEHTOM MpPU NMOMOLLM CTPEXHEWN
Wiha n anHamomeTpu4eckon oTBepTKn

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

03



JononHutenbHbIe NnPpUHaaNexHoCTu
Additional Equipment (ﬁh HORN I]h)

‘ ﬂ YHuBepcanbHbI butogepxarens ana 6ut C6,3 n E6,3 (1/4™)

CTep)KeHb: BblcokokadecTBeHHas 3akaneHHas XpOMoO-BaHaaneBas

D14/BK cTarb MoKpbITas XpOMOM

ans / for Konbuo: HepXaBewlLllada cTalb.

D041VL / D15VL / D28VL anMeHeHME: 3apr‘-II/IBaHV|e BMWHTOB C onpegeneHHbIM prTvﬂLUMM
MOMEHTOM Mpu NOMOLLK OANHAMOMETPUYECKOU
OTBEPTKMU

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.

OuHamomMeTpunyeckas OTBepTKa CO LUKaJlon.

- UmeeTcsa anana3oH BbIOOpa KpyTALEro MOMeHTa.

- BblOpaHHOEe 3HaYeHue NoKa3biBaeTCsl B OKOLUKE.

Bbibop TpebyeMoro KpyTsLLErO MOMEHTA OCYLLECTBNSAETCS

npv NOMOLLM CNeLManbHOro yCTPOUCTBA (BKITHOYEH B MOCTABKY).
OproHomunyHasa popma ynpowaeT paboTy ¢ MHCTPyMeHTOM. Bo
BPEMS 3aKpy4YMBaHUS BUHTA, NPW AOCTUXKEHUN HEODXOANMOrO
KpyTALLEero MOMeHTa pas3gaeTcs LenyoK.

(CtaHgapT: EN ISO 6798, BS EN 26789, ASME B 107.14.M)
(ToyHoOCTb: £ 6 %)

Torque screw driver with scale

- variable torque setting
- adjusted torque is shown on display
D51 5QL The Torque can be adjusted with a special torque setter (included).
Ergonomical form gives perfect handling abilities. Audible signal when
5.-15 Nm set torque is reached.
= (Standard: EN ISO 6798, BS EN 26789, ASME B 107.14.M.)
(Precision: = 6 %)

)

Y

x
*}
a
<

iyd

YCTpPOMCTBO ANA HACTPOMKMN KPYTALLEr0 MOMEHTA.
. (pliHORN fift)

) EDSt5 0L PykosTka:  Menko3epHUCTbIV nonMMmep
CTepxxeHb: OKTOroHanbHasi (BocbMurpaHHas) chopma, HaHeceHo
ED51 5QL YMPOYHSIIOLLEE NOKPbLITUE

Device for setting the required torque.

Ans / for Handle: Celluloseacetat with micro structured surface
D515QL Blade: Octogonal (8 flats) blade, hardened galvanized
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JononHutenbHbIe NnPpUHaaNexHoCTu

Additional Equipment

(ph HORN i)

e R
DT15PQ
DT20PQ

DT25PQ
DT27PQ

MpumeHeHue:

nnkoc
Plus
DT3O P Q Blade:
ansa / for
D515QL
Utilization:

b T

CTepxeHb:

Kornbuo:

D1 4ZBQ MpumeHeHune:
ans / for
D515QL

CTepxeHb:

CrepxeHb nog BUHTbI TORX-Plus®

Bbicokoka4yecTBeHHas 3aKaneHHast XpoMo-
BaHaameBas CTallb MOKpPbITasi XpOMOM
Mponssogutens Wiha rapaHTUpyeT BbICOKYHO
TOYHOCTb

KoanpoBka - TEMHO 3efeHbIn LBeT

3akpy4ymBaHue BUHTOB C onpegeneHHbIM
KPYTALLMM MOMEHTOM MPUY NMOMOLLU CTPEXHEN
Wiha n guHamomeTpunyeckon OTBEPTKN

Blade for TORX-Plus® screws

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

Wiha Chrome Blade guarantees maximum precison.
Colored code dark green

Controlled screw setting with definite torque in
combination with Wiha torque screw driver handle.

YHuBepcanbHbI butoaepxkarens ana 6ut C6,3 n E6,3 (1/4™)

BbicokokavecTBeHHasi 3aKaneHHasi XxpoMo-BaHaaneBast
cTarnb NOKpbITas XpOMOM

HepaBetoLLas cTarnb.

3akpyurBaHue BUHTOB C ONpeaeneHHbIM KpyTALLUM
MOMEHTOM MNP NOMOLLM AMHAMOMETPUYECKON
OTBEPTKU

Universal Bitholder
for C6,3 and EG6,3 (1/4") Bits

Blade:

Collar:
Utilization:

CTtepxeHb:

Konbuo:
NpumeHeHune:

Blade:

14ZQK

Collar:
Utilization:

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

Stainless steel

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

YHuBepcanbHbIi butogepxartenb ¢ T-o6pa3HON PyKOATKOM
ansa 6ut C6,3 n E6,3 (1/4")

BblcokokadecTBeHHas 3akaneHHas XpPOMO-
BaHaamneBada CTtallb NMNOKpbITad XpOMOM
HepXXaBewlLlad ctalb.

3apr‘-II/IBaHI/Ie BUHTOB

Universal Bitholder with T-handle
for C6,3 and E6,3 (1/4") Bits

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

Stainless steel

For controlled opening
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gl HORN i)

Mpynnbi pexywmx matepuanos no DIN ISO 513
Cutting Material Groups per DIN ISO 513

OcHoBHas rpynna
Main group

TeepapIn cnnas
Carbide

Kepamuka
Ceramic cutting material

Anmas

Diamond

Hutpug 6opa

Boron nitride

O6o03HavyeHve [loarpynnbl

HW

HT

HF

HC

CA

CM

CN

CcC

DM

DP

BN

Subgroups

HenokpbiTble TBepAble cnnasbl, OCHOBaHHble HAa WC
uncoated carbides based upon WC

HenokpkliTble TBEPAbIE CNNaBbl, OCHOBaHHbIE HA
TiC/TiN (KepmeT)
uncoated carbides based upon TiC/TiN (Cermets)

Menko3epHuUCTLIN TBEPAbIV CnaB
micro grane carbides

[MokpbITble TBEPAbIE CNNaBbl U KEPMEThI
coated carbides / cermets

KepaMMKa Ha OCHOBE Okcumaa antoMunHua
Oxide ceramics based upon ALO,

CwmeluaHHas kepaMuka - kepaMmuka Ha OCHOBeE
oKcuaa anoMuHKS + kapbuabl MeTansios
Mixed ceramics based upon Al,O, + metal carbide
KepaMMKa Ha OCHOBE HUTpUAa KpeMHUA

Nitride ceramics based upon Si;N,

Kepamuka ¢ nokpbITMsMm
Coated ceramics

MoHokpucTannuyeckun anmas
Monocrystaline diamond (MCD)

Monukpuctannuueckun anmas
Polycrystaline diamond (PCD)

Monukpuctannuyecknin Kkybuueckuii HUTpnA 6opa
Polycrystaline, cubic boron nitride (PCBN)

Mbl ocTaBnsiem 3a coboi npaBo BHOCUTb U3MeHeHUs1 U fobaBneHus
B CBSI3M C HOBEMNLLIMMU pa3dpaboTkamu B 061acTn MHCTpPYMeHTa.

KomnaHusi Horn He HeceT OTBETCTBEHHOCTM 3a OLUMOKM UMK oneYvaTky B KaTanore.

BocnpownssegeHue Bcero katanora unm nobow ero Yactu 3anpeLyaerca 6e3 nCbMeHHOro
paspeLueHust komnaHum Horn.

M3paHue: Hosibpb 2019

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: November 2019



MPOTOYKA KAHABOK « OTPE3KA » ®PE3EPOBAHWNE KAHABOK « JONIBNEHWE MA30B « ®PE3EPOBAHUE
CBEPNEHUE + PASBEPTBIBAHWE OTBEPCTU

Fepmanus / Germany

Hartmetall Werkzeugfabrik

Paul HORN GmbH

Unter dem Holz 33-35, D-72072 Tiibingen

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

Benukobputanus / 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

®paHumsa / 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

CLUA / 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

Benrpusa / 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

HORN - MPEBOCXOACTBO B TEXHOJIOITUK
HORN - EXCELLENCE IN TECHNOLOGY

SUN W\
TOOLS

npochisie pemenns

(812) 335-59-35

GROOVING ¢ PARTING OFF ¢« GROOVE MILLING ¢ BROACHING e PROFILE MILLING

Kurait / China

HORN (Shanghai) Trading Co. Ltd.

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

LB RIZHE5185905% HR4 : 200060

Tel : +86 21 52833505 ; 52833205

Fax : +86 21 52832562

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

Mekcuka / 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

Poccus

000 "XOPH PYC"

121059, Mocksa

yn. bpsiHckas a. 5, ocdmc 303

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

(ph HORN pih)

info@suntools.ru www.suntools.ru

r. Cankt-MNMetepbypr, np. Caasbl, 40 Kopnyc 2
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